— HAREAE pE TR A3 M Al s 2% (2010-124) -

JEE L CRABL IR &2 W e 2OE Ik

1. %8

FEIE BT THGE DD G B L A AR -
ECTE D720, RAIEMOBIRHEGEESEIZHN S
NTEV2. Lanl, BIRITEREICH~E -
MBI NS D 120, R ERA C i3 rEREa
BT A WIER S 5H. 22T, FIERR
ZVRIZB IR IZER G 5 2 L AR & AUl
FEED B ERER L OMERERBR £ CO MM 2 4
ooz emcEsr ¥ 22 CERAZ G
TOOITHIE S, BRI A INEL LSRN O Rt
RO 280 - THARSHEFE L=, LA, 6F
RO BRI L OBIEEREIC & 2 K E T,
AW IRINR RIS & 2 KIAI RIET 5 £,
GRS, HARENOAEE X OVEGIRE
DEBZ DN T,

2. ERFIE

B PERT R (3= R % o R R (SCR701)
% VT, Fig LISR T BRI A BE L 7-.
Z OBHERALZ WA Z ) A REL,
HLMEA I TR D 503K £ T 24 B CH-
WL, 1R L. ZoaZ 2888 %s b
ST 623K IZMEA L THBW-ESXHF T 2
REfEIREF L, 628K 75 773K % T% HiEk
JE 1K/min THZEAL, 5 BpRIEFHE, HFNT
423K £ THFEW LIZ. £, BHEEAO N HE
AT, HEEE bmm F 721388 8mm, % HIES
20mm F721% 4 0mm Db D EMAEDET
SMECHEBRLE. £/, TAKEE LT
bmm %1 T LR O&MFTEBREZL ko
o, B, LR, HARREIZIEY v 7 28O
FHAEE W 72, FHATCRNCIRRE T
B LOH A E X0 BIERE 2 W51,

ARAEEL  F)I —A

ARAEET(ED  Of Al
AXAEETL 2% fzE

AC4AC Bz LG Ay, SR
883K, 903K 35 L 18 953K THHAATZ. E7z,
BUE L 7o i dn 2 AR R S G2 AL T
KM E 2 [E L7,

32 32
6 4 2

k—o o o

TN
N
o

20

45
45

2 4 6 8 2 4 6 8
iAFAET A
o~ ~

(A) (B)
Fig.1 shape of pattern.
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Fig.2 Effect of sprue diameter

on casting surface.
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Fig3 Effect of sprue depth

on casting surface.

Non gas vent Used gas vent

Fig.5 Effect of pouring temperature

on casting surface.
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