Wi 2 A ARTE (GB5611-85) 334 CHIEKER ORI  refining  flux

3.4 i KA

1 HARARE 3.4.1 T kJE (kD) refractoriness
1.1 #i#% foundry, founding, casting 3.4.2 fif Ki% firebrick
1.2 #i T2 foundry technology 3.4.3 kAt fireclay
1.3 %t casting 3.4.4 fiEwE  silica brick
1.4 WhAYBEiE sand casting process 3.45 kP grain magnesite
1.5 ¥FMpi5it special casting process 35 IEAAEL
2 HarERe 351 &EMAPEL molding  material
21 yEhtE fluidity 352 b sand
2.2 7MEES mold-filling capacity 3.5.3 /K¥kHS washed-out sand
2.3 WS gas absorption 35.4 fiER silica sand
2.4 jI¥ undercooling, supercooling 355 KA natural sand
25 A FE degree of undercooling 356 AL# artificial sand
2.6 % nucleation 357 RMEER naturally clay-bonded sand
2.7 HAkWAZ (%) homogeneous 358 HiAf> olivine sand
nucleation 359 W > chromite sand
28 AR (A IEEZ)  heterogeneous 3.5.10 45> zircon sand

nucleation 3.5.11 #kifb carbon sand
2.9  BEEEVEH solidification range 35.12 KifE#> sharp sand
2.10 JE MEER OBFEERED - directional 3513 Z[# red sand

solidification 3.5.14 kb chamotte sand
211 EsWAE G4 liquid contraction 3.5.15 %6255 binder
2.12  HE[EW4E  solidification  contraction 35.16 ¥l clay
2.13 [ (RlRHc4E) solid  contraction 3517 JoHLKE4EA) inorganic binder
2.14 JEE A solidification time 3518 fHLKE4E7) organic binder
2.15 M4 free contraction 3519 @it kaolin
2.16 =ZPHUk4i  hindered contraction 3.5.20 7= bentonite
217 HFEWAE%E  shrinkage 3.5.21 #%EfZE +  sodium  bentonite
2.18 Wil ) contraction stress 3.5.22 #54LfE +  calcium bentonite
2.19 #pJ) thermal - stress 3.5.23 % {LfiiE t activated bentonite
2.20 hfr‘H’EF‘?tjj transformation  stress, phase 3524 THEyl  drying oil

change stress b L A T
221 %Ny casting stress 3525 ﬁféﬁeﬁ;ﬁéﬁ”u(ﬁ@*ﬁ%w) no bake
222 JRRRLJ) (HGRINLID) - residual stress 3.5.26 H R IEHEZ5 A thermosetting resin
3 W iE AR binder
31 &ElsARl 3.5.27 hJEHi4 5 oil based binder
3.11 )& metallic raw material 3.5.28 JKBCHEKGLEF water glass binder,
3.1.2 %k pig iron sodium silicate binder
3.1.3 k&4 ferro-alloy 3.5.29 4L L lignin ligquor
3.1.4 a4l foundry returns 3.5.30 &fIEk4E5 synthetic fat binder
315 tEE4 master alloy 3.5.31 /KL FEF%L sodium silicate modulus
32 MR 3.6 HHE R
3.2.1 itfER foundry coke 3.6.1 [ffin# additives
3.2.2 14 fEk metallurgical coke 3.6.2 K| exothermic mixture
3.2.3 [EsEm fixed carbon 3.6.3 ZrAF) (B  parting agent,
33 A stripping agent
331 JEF flux 3.6.4 [H4LF] (AE{LF]D hardener
332 BRpAMEA (BRI degassing  flux 3.6.5 ¥l suspending agent
333 A CEEEFD  covering  flux 3.6.6 ¥l coating



37  WhubH

3.7.1 HpbiI4% (RbAbFE)  sand preparation

3.7.2 &K sand mulling, sand mixing

3.7.3 A CGERESED  molding sand

3.7.4 HHY GESEAEL  core sand

3.75 Ak synthetic sand

3.7.6 Hfiwd self-hardening sand

3.7.7 /K¥EFERS sodium silicate-bonded sand

3.7.8 FiJiks precoated sand

3.7.9 L2mbJe (BRJE)  loam

3.7.10 41> temper sand

3.7.11 m#> facing sand

3.7.12 K> (JAZHS) backing sand

3.7.13 H.—#} unit sand

3.7.14 &g clay content

3.7.15 % /K& moisture content

3.7.16 IH#> floor sand

3717 Mty C(FERP) burnt sand

3.7.18 &) waste sand

3.7.19 #&} hot sand

3.7.20 fAK> aeration, sand-cutting

3.7.21 14 (Jf#T) screen analysis

3.7.22 |Hfb4bH sand reconditioning

3.7.23 IH#FE sand reclamation

3.7.24 UiF%4yi%k elutriation, decantation

3.8 RURbEfE

3.8.1 Mihik sand testing

3.8.2 ESME permeability

3.8.3 Uil flowability

3.8.4 MWbsEfE sand strength

3.8.5 {E5kSE green strength

3.8.6 TR dry strength

3.8.7 imHME (THME) durability

3.8.8 WA (ith) i mold hardness

3.8.9 #VIHE hot deformation

3.8.10 # F 50 )E  retained strength

3.8.11 458 hot strength

3.8.12 #IE toughness

3.8.13 K% (ML) gas evolution rate

3.8.14 KM (< #) gas evolution

3.8.15 Wi moisture absorption

3.8.16 % bt knock-out capability

3.8.17 it collapsibility

3.8.18 K Jiffr colloid index

3.8.19 fi 454 shatter index

39 A&

3.9.1 HSIHPEEE hot pneumatic tube
drier

3.9.2 JRfPHL sand muller, sand mixer

3.9.3 FAPHL aerator, sand cutter
3.9.4 AHHEFHL cooling elevator,
coolevator

3.9.5 fEfbHL riddle

3.9.6 i J1¥R % magnetic separator

39.7 IHWH/E¥ % sand reclamation

3.9.8 S limik%EE pneumatic tube conveyor

4 ik A4

4.1 Pk

411 B8k cast iron

412  HEAEIEA morphology of graphite

in cast iron

413  K¥E ORID¥ED  gray cast iron

414 A8 white cast iron

415 BRH#E mottled cast iron

416 FLAEE degree of saturation

417 %% carbon equivalent

418 JIRAEE flake graphite

419 YA f 5 primary graphite

4110 ZH¥4% inoculated cast iron

4.1.11 EksE%EL spheroidal graphite cast iron,
nodular graphite iron, ductile iron

4.1.12 FERIRA A spheroidal graphite, nodular
graphite

4.1.13 n#EE malleable cast iron

4.1.14 HEOTHEEY: black heart malleable
cast iron

4.1.15 ERGATEFEk pearlitic malleable
cast iron

4.1.16 BT ferritic malleable cast
iron

4.1.17 AL AHEEEY: white heart malleable
cast iron

4118 %4+ tempered graphite

4.1.19 AW CGEA#E)  chilled iron

4.1.20 iRk wear resisting cast iron

4121 f#UEEL heat resisting cast iron

4.1.22 [REL acid resisting cast iron

4.1.23 EfiEEEEk high silicon cast iron

4.1.24 ISPk vermicular cast iron,
compacted graphite cast iron

4.1.25 igEHUIRAT8  vermicular graphite

4.126 G4%%Ek alloy cast iron

4.2 izl

421 B cast steel

422  RFE¥EMN carbon cast iron

423 KA low alloy cast iron

424  EEAW high manganese steel

425 BRZEEN ferritic steel

43 BGE| LTS



43.1
43.2
433
434
435
4.3.6
4.3.7
4.3.8
439

4.3.10
4.3.11
5

5.1
511
5.1.2
513
514
5.15
5.1.6
517
losses
518
5.19
5.1.10
5.1.11
5.1.12
5.1.13
5.1.14
5.1.15
5.1.16
5.2
521
522
523
5.2.4
525
5.2.6
5.2.7
5.2.8
529
5.2.10
5.2.11
5.2.12
5.2.13
5.2.14
5.2.15
5.2.16
5.3
53.1

4 bronze

H5 41 lead bronze

A4 aluminum  bronze

T4 brass

ER4 4 4 aluminum-copper alloy
844 aluminum-magnesium alloy
BfES 4 aluminum-silicon alloy
B4 magnesium alloy
MRk 4 (REES4)  bearing metal,
antifrictional metal

(LG4 4 babbitt alloy

&4 titanium alloy

Pl T2 R

T IEAR
ik G
I remelting
okl charge
AL melting rate

JFRESE charge calculation
MU duplexing

TCEB GUEFENZ)  melting
of various chemical elements
WRIGARE (BEf)  total melting loss
M JFS5R reducing atmosphere
A oxidizing  atmosphere
PS4 inert gas
WAL (R 4RO
T basic slag
gt acid slag
Fi¥ refining
L heredity
KLE tuyere ratio
Ham % effective height
NGRS blast intensity

THHGE X, hot blast

J&E#E coke bed

=4 coke split

ke (457145 buffer coke charge
$4¢ furnace lining

g PEy 4t basic lining

fi it acid lining

MIkL bridging

#it bath

WGk carbon pick-up

BReELL (#ELL)  iron-coke ratio
¥ deslagging

F14 cupola drop

Lzl

AL oxidizing melting

melting

index of basicity

532  AFALKAVL dead melting

533 HEAA vacuum refining

534  HLAMAM electro-slag melting
535 & slag

53.6 UL sludge

5.3.7 JFif dross, cinder

5.3.8  FEALH] CHBIEND  oxidizing stage,
boil

53.9 5l deoxidizing stage, blocking

stage
5.3.10 &R reducing slag
5.3.11 % fki# oxidizing slag
5.3.12 [ white slag
5.3.13 Jii% deoxidation
5.3.14 #\i#t slagging- off
5.3.15 JiiB% decarburization
5.3.16 Mlifii desulphurization
5.3.17 it dephosphorization
5.3.18 1k recarburizing
5.3.19 M%7 deoxidizer
54 AREk&mMx

5.4.1 ERIIE volatliizing losses
5.4.2 i#'H stewing, holding

54.3 % nitrogen flushing

55 B

55.1 MRy cupola

552 K& MRH water-cooled cupola

5.5.3 #HX K hot-blast cupola

55.4 LR A wet cap

5.5.5 i cupola well

55.6 Hik" forehearth

5.5.7 #RMIEHL cupola charging machine

5.5.8 JEA KL skip hoist

5.5.9 HLHAMCERFR electro-magnetic weighing
balancer

5.5.10 Hifii#% electromagnetic chuck

5.5.11 WLyl CEBHND)  arc furnace,
direct arc furnace

5.5.12 &M FEL I electric induction furnace

5.5.13 i b electroslag furnace

5.5.14 Hifii 45 #F electromagnetic agitation

5.5.15 3¢t ladle

5.5.16 £t shaking ladle

5.5.17 J&iE L bottom pouring ladle

5.5.18 {4 holding furnace

5.5.19 H 4 crucible furnace

5.6 Jfil<e b HE

5.6.1 Z#F inoculation

5.6.2 ZfL%E1L porous plug process

5.6.3 “%Jii modification



5.6.4 =xfbifl graphitizer

5.6.5 # superheating

5.6.6 fiasEk{bALEE nodularizing treatment of
graphite

5.6.7 T4 =1 eutectometer

5.6.8 — ikl wedge test-piece

5.6.9 F %R vacuum degassing

5.7  WIE

5.7.1 ¥+ pouring

5.7.2 &3 5R B8 pouring under controlled
atmosphere

5.7.3 VEVTHME pouring rate

5.7.4 WRyFULE pouring temperature

5.7.5 Wy pouring time

5.7.6 LEVELLE pouring position

5.7.7 MNZ4E  inmold inoculation

5.7.8 &k weight

5.7.9 #3H 10 churning, pumping

5.7.10 siE 1 (%(ME)  teeming

5.7.11 @ A\ mk v immersion  pyremeter

5.7.12 %My patching

5.7.13 ¢ (Jif Zdw)  campaign

6 T2k LT 2%

6.1 Tt

6.1.1 B T 2%t mold design

6.1.2 B T 2354 %l foundry tools design

6.1.3 % T.ZK foundry molding drawing

6.1.4 #FE (BKE)  drawing of rough

casting

6.1.5 EHIRIE (B  pattern draft

6.1.6 443 % shrinkage allowance

6.1.7 T.Z*MERE molding allowance

6.1.8 M L435 machining allowance

6.1.9 "ziPHE mold thickness

6.1.10 #MIt pad

6.1.11 43 4% joint allowance

6.1.12 ¥  )~F /2 % dimensional tolerance of
casting

6.1.13 BFEE /A2 weight allowance of
casting

6.1.14 514 N TR UETH  reference face for
machining of casting

6.1.15 B4R kRS surface roughness of
casting

6.2 WEEIARS

6.2.1 HEERS (HEID

running system

6.2.2 HPHEERY choked running system,
pressurized gating system

6.2.3 B PAXBIERS enlarged runner
system

gating system,

6.2.4 FFAENEEIE &S unchoked running
system, non-pressurized gating system

6.2.5 W% (b)) pouring basin

6.2.6 LM pouring cup

6.2.7 $HE1%E blanking-off plug

6.2.8 FLEIE sprue

6.29 ERiES sprue base

6.2.10 B81E  runner

6.2.11 G .Ls (JEMLS)  strainer  core

6.2.12 NXIE ingate

6.2.13 B LMER VR RS whirl gate,  dirt
trap system

6.2.14 T E 08 R4: top gating system

6.2.15 JEiF INRIE 24 bottom gating  system

6.2.16 Bz e &40 step gating  system

6.2.17 NUkHE]  shower gate

6.2.18 44fpe 1 slot  gate

6.2.19 Jkilipe 1 lip runner, Kiss runner

6.2.20 2Ff1x{Fé 0 horn gate

6.2.21 #45 hot spot

6.2.22 § 1 riser, feeder heed

6.2.23 B I1R#% riser efficiency

6.224 B 11 open riser

6.2.25 15 'E I blind riser

6.2.26 fIH 11 GALE ) side riser

6.2.27 )k JJ'E 0 pressure riser

6.2.28 KB E 10 atmospheric riser

6.2.29 KL JJE I (RPEE 1) gas-delivered
pressure riser

6.2.30 iE Pt pencil core

6.2.31 5 %0 riser neck

6.2.32 § IR riser pad

6.2.33 {fifh ' 0 # heat insulating feeder
sleeve

6.2.34 K 'H O£ exothermic feeder sleeve

6.2.35 #hiifi 2 feeding distance, feeding
zone

6.2.36 % #|'H 1 knock-off head

6.2.37 Hy#l v (B FLS ) washburn  core

6.3 HiFE

6.3.1 i T. %% foundry tools and
equipment

6.3.2 MIFE (F5RE, f5) pattern

6.3.3 BH¥ master pattern

6.3.4 4:JEHE metal pattern

6.3.5 ‘HZpE skeleton pattern

6.3.6 AiEf plaster pattern

6.3.7 ¥R plastic pattern

6.3.8 A one-piece pattern

6.3.9 JrJFAE parted pattern, split pattern



6.3.10 ¥&H loose piece

6.3.11 ikl pattern plate

6.3.12 HiEAHR pattern mounting plate

6.3.13 HfA single face pattern plate

6.3.14 XA match plate

6.3.15 HFE (&) hot dimensional drawing

6.3.16 45V CBEFE T4 )  shrinkage rule,
pattern-maker’s rule

6.4

6.4.1 & core box

6.4.2 Mivk=\.55 & troughed core box

6.43 FahEH core setting scale

6.44 R HE core jig

6.45 LK core drying plate

6.5 WA

6.5.1 #b4H flask, molding box

6.5.2 AfTF (M%) flask bar, cross bar

6.5.3 JBiifi snap flask

6.5.4 £4%f mold jacket

6.5.5 £%4 hollow pin, stub pin

7 SERIEYS SN

7.1 i)

7.1.1 1A molding

7.1.2 MJE mold cavity

7.1.3 %A (B mold

7.1.4 W sand mold

715 EA (RS cope, top part

716 R CF4i) drag, bottom part

717 FITi&H hand molding

7.1.8 HL#EERY machine molding

7.1.9 H3hMLiEA aotomatic molding

7.1.10 4rZM mold joint

7.1.11 fHiER flask molding

7.1.12 MRS two-part molding

7.1.13 =417 three-part molding

7.1.14 APy AIM stepped joint

7.1.15 AR flaskless molding

7.1.16 &R removable flask molding

7.1.17 HibuiEY pit molding

7.1.18 HHET sweep molding

7.1.19 HibiEER impeller ramming, sand
slinging molding

7.1.20 2055 core assembly molding

7.1.21 {B4fi&% oddside molding

7.1.22 R SZIE RS vibratory  squeezing
molding

7.1.23 F R high pressure molding

7.1.24 Wb (A, #IZAY)  green sand mold

7.1.25 WAHLT mold drying

7.1.26 bR (&) dry sand mold

7.1.27 RIHETA skin dried mold

7.1.28 £=bYe Y loam mold

7.1.29 WK bed

7.1.30 TP fA transition angle

7.1.31 i cod

7.1.32 Wby lifter

7.1.33 fi it (LB EHE R
molding

7.1.34 {ARIER fluid sand molding

7.1.35 Jwi¥ pattern stripping

7.1.36 H#> mold-filling

7.1.37 '8 (CEW, EH#) ramming

7.1.38 5L jolt ramming

7.1.39 JE3Z squeezing ramming

7.1.40 B5LJ¥  degree of ramming

7.1.41 “HEARRIEETY CO, process

7.1.42 ARPIER self-hardening sand
molding

7.1.43 FERP tucking

7.1.44 FEY  strike-off

7.1.45 &R 472 molding  line

7.1.46 Hil7K swabbing

7.1.47 @ rapping

7.1.48 EHE (B stripping

7.1.49 LA 4L venting

7.1.50 HE/<iE venting channel

7.1.51 &5 patching

7.1.52 ¥¥%k densener, chill

7.1.53 448k surface densener

7.1.54 W¥Ak internal densener

7.1.55 7 (504F)  trial closing

7.156 &1 (54H, 4174)  mold assembling,
closing

72 R

721 S GHIEY)  core making

722 % GBF)  core

7.23 {vF core rod, core scab

7.24 S oil sand core

7.25 Tty embeded core, ram up core

7.2.6 3k core print

7.2.7 3% core print

728  3kALE core print taper

729  B3kIAIBR core print clearance

vacuum

7.2.10 ¢ shell core

7211 Htits  core baking

7212 IEAUEZE vent wax
7.213 A0 EE cold box process
7.2.14 G EvE hotbox process
7.215 5#¥ chaplet

7.3 EMTH



731 #EA T H hand tools of molding

7.3.2 JE/] heart and spoon

7.3.3 &4 cleaner

7.3.4  BUERHAA) OB

radius sleeker

735 ‘] trowel

74 ERROERBRK

7.4.1 ERAHL molding  machine

742 JESZEMAL squeezing molding

machine

743 fEiliE bumper

7.4.4 P&h5 vibrating table

7.45 TESEIETIHL vibratory squeezer

7.4.6 ESZIERHPL jolt molding machine

7.4.7 HIEERIHL high pressure molding
machine

7.48 HEEERIHL shooting and squeezing
molding machine

749 ZfkiE AL equalizing piston
squeezer

7.4.10 JiwPHL sand slinger

7.4.11 AL drawing machine

7.4.12 $IPHL core shooter

7.4.13 5581 core extruder

7.4.14 % R %i%HL mold conveyor

8 AT b B B

8.1 VWb KIERE

8.1.1 ¥ shake-out, knock-out

8.1.2 Ppits decoring

8.1.3 MEHMEFE sand blasting

8.1.4 PUAIEHE shot blasting

8.1.5 /KJJiER) hydraulic cleaning

8.1.6 /KHMERS  hydraulic blast

8.1.7 i5HE cleaning, fettling

8.1.8 il cleaning

8.1.9 KIARIMIEE scarfing

8.1.10 i5%™ chipping

8.1.11 {k2%i5H> chemical cleaning

8.1.12 ;¥ dressing and finishing

8.1.13 7 1PHL knock-out machine

8.1.14 Ml A FEHL shot blast machine

8.1.15 JHHR T tumbling barrel

8.1.16 AW EIIL % shot blast reclaiming
equipment

8.1.17 =N swing frame grinder

82 BANKIFIE

8.2.1 #riE coining, straightening

8.22 J&%b repair welding

8.2.3 &4h impregnation

9 FERh i

double ended

9.1 &R

9.1.1 4 JEA%%4iE permanent mold casting,

gravity die casting

9.1.2 <%J&4! metal mold

9.1.3 &J&E> metal core

914 EW4&)ER sand-lined metal mold

9.15 #FS% venting plug

9.16 HFMY air vent

9.1.7 fa% heat checking

9.1.8 &JEAEIENL gravity die casting

machine

92 Ik Nh¥iE

9.2.1 & N¥iE& (Jk#) die casting, pressure
die casting

9.2.2 JE#A die-casting die, die

9.2.3 A moving die, ejector die half

9.2.4 &M fixed die, cover die half

9.25 &7 clamping force, die locking
force

9.2.6 k%= pressure chamber

9.2.7 434 gooseneck

9.2.8 Jrifi#s spreader, sprue spreader

9.2.9 TiifF ejector pin

9.2.10 #iiftfE overflow well

9.2.11 EHMk (JEZ) injection piston,
plunger

9.2.12 4L E  injection pressure

9.2.13 M J¥ injection speed

9.2.14 fRJ:HFE] dwell time

9.2.15 FLZFJK%% evacuated die casting,
vacuum die casting

9.2.16 %A L% pore-free die casting

9.2.17 Xk % ORI H4%5) acurad die
casting

9.2.18 Jk##L die casting machine

9.2.19 ¥ = K%L cold chamber die casting
machine

9.2.20 # = HH5HL hot chamber die casting
machine

9.2.21 ¥k insert process

9.3 B

9.3.1 BM%iE true centrifugal casting

9.3.2 g0 semi-centrifugal casting

9.3.3 B centrifugal pressure casting,
centrifuge casting

9.3.4 X8 ELF5iE  bimetal centrifugal
casting

9.3.5 BLMFIENL centrifugal casting machine

9.4 B

9.4.1 A% lost pattern casting



9.4.2 It (RIEREiE)  fusible pattern
molding, lost-wax molding

9.4.3 [Lil4#AHE fusible pattern injection

9.4.4 kM pattern die

9.45 H#E fusible pattern

9.4.6 i salt pattern

9.47 B wax-pattern

9.4.8 M4 pattern assembly

9.49 JEBLREL CEED  slurry

9.4.10 THI/Z¥4 Kl investment precoat

9.4.11 (> stuccoing

9.4.12 il dewaxing

9.4.13 JAKE sintering

95 ML

9.5.1 FM%iE shell molding

9.5.2 Z55EIT(H]  investing time

9.5.3 4isuiiJ¥ investing temperature

9.5.4 T{LiEE curing temperature

9.5.5 fififk.If[A] curing time

9.6 HEHitIrik

9.6.1 P& ceramic molding

9.6.2 FERHEL ceramic slurry

9.6.3 X paste pouring

9.6.4 WikE torch firing

9.6.5 iLJ:4%5iE low-pressure die casting

9.6.6 FZAIES mold filling pressure

9.6.7 frHHs /) dwell pressure

9.6.8 THHE stalk

9.6.9 EZWLF suction casting

9.6.10 % 451t (JRJEP5IE)  counter-pressure
casting

9.6.11 sLA4%iE full mold process, cavityless
casting

9.6.12 JUIKM KM styrofoam pattern

9.6.13 MMt (WA ALF51E)  magnetic shot
molding process

9.6.14 #t5cHit slush casting

9.6.15 f1EA45iE plaster molding

9.6.16 &4L4%51E continuous casting

10 B R M

10.1 A AR

10.1.1 #5145 inspection of casting

10.1.2 B4R T quality analysis of
casting

10.1.3 &AM i visual quality of casting

10.1.4 #FWNAEE internal quality of
casting

10.1.5 - HIPERE service ability of casting

10.1.6 F5iAk separated test bar of casting

10.1.7 Fff#%5ik test lug

10.1.8 H[EEE1: defective casting

10.1.9 K reject

10.1.10 CHUATE: CCHERM)  nondestructive
inspection

10.1.11 #EIRPEIRES destructive testing

102 Z WA

10.2.1 & CkiZ) joint flash

10.2.2 EH| veining

10.2.3 % (J444) cope raise, raised mold

10.2.4 JIKAH  swell

10.2.5 ##} erosion, cut, wash

10.2.6 #if> drop, crush

10.2.7 4b2¥ (UMNBED  sweat

10.3  fLiFZEHEG

10.3.1 S4L blow hole

10.3.2 %F4L pinhole

10.3.3 #ifl. shrinkage

10.3.4 4ifs dispersed shrinkage

10.3.5 Hika CRIAAERA)  porosity
microshrinkage

104  RLL VRRRKHE

10.4.1 ¥%4 cold cracking

10.4.2 #34 hot tearing

10.4.3 HALPEZYLL heat treatment crack

10.4.4 8L CREL flake

10.4.5 ¥ cold shut, cold lap

10.4.6 ey interrupted pour

105 KIfIHkFE

10.5.1 [ rat-tail

10.5.2 747# buckle

10.5.3 kb4 (kb))  scab

10.5.4 LIRS (GBIERGH) metal penetration

10.5.5 fh22HHS (e&i Kb ) burn-on

10.5.6 K IHHLAE rough surface

10.5.7 %)% elephant skin

10.5.8 4iffs  depression

10.6  FRERISHFG

10.6.1 ¥#AE|  misrun

10.6.2 Apeili  poured short

10.6.3 #i-k run-out, bleeding

10.6.4 Mjs CJHI) run-out, bleeding

10.6.5 it (HUB#1%G) damage

10.7  JEIR S B R R

10.7.1 hiK exageration of dimension

10.7.2 3 over-weight

10.7.3 “¢JE  distortion, warping

10.7.4 4580 CHEARD  shift

10.7.5 #%iY core shift

10.7.6 fmts (ELY)  core raised, corelift

10.8  JeIRSRBE



10.8.1
10.8.2
10.8.3
10.8.4
10.8.5
10.9
10.9.1
10.9.2
10.9.3
10.9.4
10.9.5
10.9.6
10.9.7
10.9.8
10.9.9
10.9.10
10.9.11

SeZ=¥  inclusion

5. cold shot

WiBY ( NBED  internal sweat
# 54l scum, slag-blow hole
fbHR  sand inclusion

PERE. sy HEUREH

o) pearlite layer

5463 cauli-flowering

A7 55507 carbon  floatation
fisafELE kish  graphite spot
ZHZRFIK open grain structure
AT segregation

fii 51 hard spot

KA inverse chill

Bfb AR under-nodularizing
BRILTEE  degradated spheroidisation
it decarburization



