-316-

430ton 73§ mold A - {4

ok g

LT L

430 Ton 7}3]& MoldAl =

' .

abd Adulsb A xf A F3F S0 o] A A
o] g Y=Y WAL 9,10 376 A3hE gene-
rator shaft | =& ¢4 430 ton 73] (ingot)
7t 283 Syt =eld 430 ton AHE F4)
& Z3%Y4L mold (ingot mold) 7} REst] Az
SHAl =gon olw PP HstA ZlgHa A
& Abelsl ZAjy s o 7)o madle

743 594 mold (ingot mold)+ 3F AjE<]
ZFo| 298 ton, ¥o] 4,570=m, o jA3 3,800,
57 640mme] A& mold olw, A AR AA
2R 2 & ingot mold & ¢4 U} 4847
£ 360 ton, BEF9] A7 4824 20]gdc} 1983
W 39209 F93ck

Azl dolA et 2e Ashe 593 me 3
¢ Tt

1) ¥olzt Fomz A4 $u594] &89 59,
Aol A7 FY3de] g8 {FE44ae 754

2) mold o £FE Aolzt® w7}t Er53
Ajel FEHA g+=vt

3) furan resin 3 uwjglow Fg| 2zlo] 2%
o]l 7} E}

4) 284 sand FAAY Fobe]l oA A4
ot

5) TY-85e F3F3 F3FE 193 flask
¥f, molding pite] AykE A3t At U
7F et

ol3f A3} A3Hg¢ ¥ ac}
» SRTAG) ¥
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1. Molding Pit FoundationZd &
o) A5} % : 47 360 ton, sand 200Ton, flask
w rail. 240'ton A 800 ton
1) o|4Fs}% 800 tonel] =3 284+
Q max =18.6 ton /77 |
Q mim= 7.7 ton /m

2) ZHBEN
Q. =20 ton/m
223l Ty o] HAEnET Zorng FA A
giet,

3) pit F¢ ladle A5
zg-gto] 24 ton /nfolB 2 B o] H Q3T

2. Pit 2l

1) Pit 5%

10MX8MX TM (depth

2) Pitul2] bottom A=z

@® Pite] bottome] $3o] 5 x| ¢to}4 furan
sand§ 40~50mm = ¥3}led Ro =z FHo]4 flat
atAl skt

@ 249l 74 10mm steel platE 2jFe] =2
# gl

@ Steel plate ¢} rail ( 60KG /MXTM)
17TBE% 4o % Setting 3tgch

@ Rail X]-Ol-}f-- gas vent hose& Y1 fu-
ran sand & X3 F Re® rail &o & 7l£o
£ 3l Feo] FlatsA shgig

® rail 1@E XEHHE



FZX A53 M435(1985.12)

~317-

14emx 100om 17
EA = 166,600
total weight:

800 ton

rail upehe] x1g opa : ?gg'gggf = 4.8kg, ol

58 flask

sand

rail

W - "
* |{°‘ ?‘h L'

AT T

[— -

3 O

NI

gas vent

3. Molding

1) Molding Sequence

@ pit Tu|7t TS TH flask
pipe & setting 3} clamping e}, (flask +
D3 core FbEE AxAFA)

@ core pipe setting#| air blowing H
pipe 2277} core pipe T Rgde] o
air 3 2l o2& mREYcE (air blowing

steel plate(10t)

core

Lo Zol%F cooling& Al43| $}e] shake-out 7|7}

& 53 AP

3¢ setting g}

® 3}k flask & setting gtv}

® ingate brick® Z¥3ld setting gt}

@ st8 flaske}l 38 3t flaskol|l molding
% assembling & ¢35} HEZTHS steel pla-
te & g4k} (8 A

8 flask = 7 =& nvjg] assemblings}
of assembling marking line-& = &3] 3t Frf,

@ 282 sande 2775, 547 ol ZxE,
24 2|7+ AxA] 7% 2 bench life & test s}
bench lifer} 25~ 30 %} #|F3= resin %
catalyst Hrs}eg AA gt

TRl 2384 &k Lol flask &
o] A3 o]7]dl] assembling B £84|7H% 7tH&
g A e,

@ 28 Fz9} FAld 7 flask7ie]
£ A A3l pattern drawing-& $ 3k
K-S ek

@ Pattern drawing % core molding

crane

clamp

welght

i &

1

® 3+8 $A43l core box FAAL A
core box = 3}3 4l setting A}Zlc} (S}« core
pipe W sadol A1)

@ Core 2] cracking ¥W=& ¢34 height
o 1/3,2/3 $zldl ¥& ring& EHUTL

@ Core z3o] 4uxw LeiFu coreBox
FAAE Y B9 YA $% FEAE 2
CRY |

8 Y FAE 4EF 2HAY AU
el
Setting

@ Trumnionel Steel bar core-&

3}elol]l chill B
gt

TRz FHL assembling 3}

@ Assembling & k% flask & setting 3}
of Riser W down sprue®] Az] 2x]5 goldic}h

e AH¥e wxe FH3I}

steel core &

(719)



~318- 430ton %3] & mold A E — 254

® M W 7o cracking 5= 31y i) casting 4] ingate 9] hot spot &

cracking width 7} 1mmo] A} 3 mm o3t B <=3 W% Bxog internal chill J&& Frt

o} ii) mold 4}-€4]= E#=E4 hot top o8
@ 4A+3 assembling 3 hot air generator Mgl A7 2202 FXHER crack WAae]l =

2 A4 drying @e} (542 74) 7w Zol] ol W] $gelrh,

¢ pouring basin 43|33}
2) core molding

@ core moldingd] 485 sand: 32 ton steel core 2] x| of 20EA
@ 3}tk core pipe setting & core pipe

W sl obs SR (CRAR gas $38 HE . /

3] ki melt o] leakage o] W}a} A X protection
o] )

® core molding B 4 84]7}: 80 %

@ mixer : 25 ton /hr mobile mixer 1 =
A4
® core pipe AFxl setting A] £84]7+: 9 &
® ring setting A} A8 7F: 48/ EA

I
OMOY =N
(=) o=ae1~ = X © 0.

' — ¢ 20(F ~7]) xDia. 2900

C e~ $ 20 (& 7]) xDia. 2, 950

i) steel core XXt Ax]4 $|2]7} in-
core pipe surface of gate Hulo] 4=z Yx§ YTt

3 22 Zu}Efo e - ii) ingate =& ¥ + A=
300—400mn 7} o 2
Welding 3},

@ core molding 4] 4= 2] ring 4
d ¥ Sl Fdkow HZ-$ welding 3lgth
(core making ¥ cored] crack uwxE& 93}

core box stripping : core making 5 4 |
7t ¥ ( compression strength 10 kg/cd o] A}l w) -_‘I‘;‘;EOHKJ]
| A))

@ steel core setting

mold®] casting 4] 3=l A 200 =mme] 2] o] steel

core & Az}

a) ¥

ingate $]%]+ corrugate zl—ﬂix}ollﬂ]
$lx]3te2 steel core x|X|uj+= corrugate Xd
of Axshd s 4 e,

iii) Steel core x| xo] A=]uly
Az 942 & marking 3t F BHFFEHN £F4A] set-
ting gket,
(80)



JuJo Vol 5. No4. - The Journal of the Korea Foundrymen's Society -319~

¢ 80 Rounder Bar 3 H Y3} el cracking Ufsigit)
C{ ii) o] 2] crack -2 core sand 7} A
) . shelld 5ol g W cushionol gleid 24
5 2 () S atgioh,
. ™ i) = 20mn go| 25mm o]y Vioz st
TT7777THARY 77777 V777777 _ ] .
~ }_g_%.gr%;u it chromite sand 8 R3¢t
NODIIIIE RVIIIIIE AVIIIFIRD ' o
iv) repairing 4| 7|$o ¥t 3~5m 2
iv) setting 3% welding 3t} Al sk}

3) CORE9 Crack 5 4 w4
(D crack whllelx]

| 5 D W D
22;:275 ,3%921 L 1125530
<
3 I cf !
1850 1700
\/ i i
1—-2-3 2—3—4

4

@ crack W44dql U repair
a) sHy-o] HHuwkgk crack

1) 234 REHoE ramminge] S5+

& 4130l sand $xle] H3-Eshgch (Exe Q) W D Wb w

i) Z 25mm Zo] 25cem olul Vi Helm 30x 25 30425 10Q 200K ¥
stz w4sharh ShoAy S I

1ii) chromite sand 509%-+-reclaim sand 1200
50 %2} resin mixture @ R 53hg vk *

iv) VzlZo] A% (nai)e 0m Ao 4] 12
DRELH

v) 2999 AlEgduc 3~5mm  FHA 4) ## molding
sty oh @ molding B 4.9 sand =: 125 ton (100%

— BER grinding o] o8] A& A A4 4})
b) Fw3k crack ® molding B¢ £ 847} : 3 hours ( mobile

i) £33 mold assemblingsley hot  mixer 25 ton/hr 2E<4-E)
air generator 2Z2 3 H drying ¥ #lst A ® flask Re-setting A| £8&|7F: 8~ 12 %

(81)
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430ton 73 -& mold A £ —3FH

@ ingate brick setting AHj

IAOGI

B
130 i

&

70

!
® trunnion § steel bar 9 ¢ cooling

fin Ax|
a) steel bar Ax]yly

A
I
- 'l
cooling
fin
L J —
A
1
recomend
BOL ‘ﬂ Bo]_ud

b) LkEe] A4e] cooling fin 4.
“A"j| = cooling fin A% Harst Ut
% cooling Fin-& Az]3l= B4 : S35 W74
sand®] cushion o] o] crack =4 -7t o

2e m@Ee 57 Agelsk

)
o X KEel 7ol weldingol| 23]

point

suspending %79 g-Ele] 9]
- 4 $49 Fomd A3
of 23] eojekd st Art

4 Molding Sand 2f Properties

1) mold sand
ambient temp :12 °C
humidity :85 %

compression strength

binder | No1 mixer No 2 mixer
< resin:1.1 % resin 1.1 %
ulz| 4] 7} catalyst :23% catalyst :23%
2.5 hour% 36 P.S. 1, 10.5 P.S. I,
3 hr 60 42
3.5 88 120
4 141 144
5 196 205
6 263 270
18 486 490
23 549 570

% sand:all regenerated sand

u}x] Al 7bol] wLE ZEEME

w}x] A] 7 smint o1 15120 | 25 |30 | 35 | 40 | 45
No.1 | 545]/550{520(517|496448{403[307|254
Mixer
No.2 | 575 |570|570|540[500 |440{380(300(210
Mixer

2) core sand
ambient temp :14C
humidity : 56 %



FEX A 54 A43(1985.12)

Compression Strength |
All Reclaimed
Sand

2 A7 441705 | B AR

Resin 1.1 %

6008 g 1. A
Catalyst 23 % ps1 {128 psi 300ps:

ukx] A 7ol whE Z el (A7 uRlE A
3l 24 Hr ¥ miEsss)

je
2

u}z] Al 7k | 5ming| 10 15 | 20 {25 |30

=A% 500 | 500 | 500 | 500 | 492 | 374
(psi) | Over |Over |Over|Over

3) Moldingel 835M= Sand2] Properties
a) Stripping B Compression Strength :
5kg frh
b) Working Time ( Bench Life) : 30 %
c¢) 24 Hr % Compression Strength : 35

6. Melting & Pouring

1) B chemical composition

kg /e
. v
5. TxrYE | C Si (Mn{ Pl S |Cr | Zi
— mold | 3.9 11.10 0.60 ¢ 1K ¢ K €
l[ 4+0.11 £0.1] 10.1200.030)0.0300.070]0.020}
| J | hot (370 |12 |, ¢«
top + 0.1 +0.1 7 (0040l # (27 | #
@
) .
3.70 |1.1 " 4 < '
stool + 0.1} 0.1 ” 0.0300.030[ ” ”
* stool-& siz} Eow crack Bao] 4t}
wel4 Sizt £ -gdo] fElgh
2) BRBE :
W% 298,100 KG A
mTe - - 6,500 —
& lIngate : 4,000
Pouring Basin : 700
Riser Basin: 10,000
Total : 319,300KG=320ton — B
| \— — B+A=1.07
@ Udubd oz RERS BH Sk EEY 1.1
2 P}
320 X 1.1 = 335 ton —>F% 5%

(83)
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430ton 73 £ mold A  —A-§-4

P

@ sliding nozzled] 2J3 F9dl = F9
& 2o} vy

@ sliding nozzle ladle -2 9] 74| A
2] melt rising speed 7} glulsled 21 F9)4]
7k (54) 25t WA Ko AL} (oF T~ 84l 4) whe}
A AE bl wave Hefo] Aol A S}
A

® FYE=E 24 HlAE & ladle o
Abghe] 10 tono]4k dofof g
® =tepA ek 365 ton o2 A3yt
® % ladle setting ¢z %4 =jel=f

X

155L/D melt:

NO2) 145ton crane ol
hanging
120ton’ 120t on
L/ D LD
NO! [ . pouri;é basin | NO3
melt: melt:
110ton 110t on'
setting setting
@ ladle o] 4<% 5 ¥ mold 4 rising

speed A4k (H=1 BR)

3) pouring uly (GH#E) |
@® ladle 3EE 48 2B setting,

18
= hanging 3’}
2 % ladleo] basing % 1{EY setting

A}¥o| main pouring basin & A3}
@ main basino] £E Fo]s} 300 mm A}53lE

basin stopper & open ¥t} (H=300mm & of
melt 2 : 17.1 Ton)

@ main basin 2] £-E} o]z} 600mm o]Alo]
5w No.2 L/DE control 3} BEsl 600 mmE-

A 5HA e

® nozzle & 3@ ladle & Rl BB

® HBE control & 155 ton ladle-§& cont-
rol e}

@ wuleF JdHel sliding .nozzle o] 7} uls]x] ¢
< B main basind] &8 Fo|E 300mm HEES

control s}=l4 6 nozzle o] 7§8}52l L 4| main
basin stopper 3 open 3¥tr}
T4 £g 4|+ rising level & 74X x5

risero] #Ao] 23 signal $ 43| &k}

main basin & ,
;%L%o]n,] ARl | kRl e 2HA
600 mm 650 mm 100 7m
200 »m 323 mm 100 =am
X basin ¢ -£E level o] 600mmols 650 mmo]

#FA signal o] g3oly AlFd
o] o},
% 88 level o] 200 mmo]lm 323mme] BK sig-
nalo] $Aolw oA 4kl 100 mmzh u]F-q) A}ef o]}
©® F9YE£84 rising speed & -control £3t
$ 495} ERAolol leakage 7 WARE)
P=p-H-A (100 ton %§)
P : Ao 2835w 3
p:Ax
H : pouring basin &] gdo|4 Ayw7tx] ol
A : gebol g5l wH

r—ry

100mm =) F4f 4

%

m—'

qd |
[, T, !
4 ;4
v 3
/, Lot 1 r *
' 1 VY RRR L
4 A 7 /
E A ~ P 7 Y
] ' 4 Vs
N ’
d F4
WM&MM\

riser basino] over flow x| ¢S 7
A 943} (vbasin 2@ <Y 4 9dL melt
o : 9.5 Ton)
@ pouring basin®|X % :¥x] Tu 3%
@ F4-&x : ladle 2% : 1285 °C
3% ingate o F9lex : 1265 ~ 1270C

& |
4) 83 4 F9 (WAz4)

® gl ¢4

(84)
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a) 100t EAF— 130 ton
30t EAF — |
L/D F’ce holding(06:17~21:05)

ASEA 155t

115 ton

b) 100 EAF ASEA 100 ton
L/D F’ce holdin

111.3 ton re-ladling(11:29~19:50)

c) 100 ton EAF 107 ton molding pit
£ -3k

@ 7+ ladle o] 3]F s3p4d¢

Melt & C Si | Mn P S |{Cr
129 ton | 390|1.07 | 0.64 | 0.069|0.005]0.01
(155t L/D)
110 ton 3.941.03(0.%8 | 0,089 10.0051 0.01
(Re-L/D)
107 ton 3.8911.09]0.67 | 0.071 10.010} 0.08
("7l L/
D)
tapping ¥ ladle Py 4j-2#(L
C Si | Mn P S
155 ton L/D | 3.94] 1.08 | 0.64 | 0.068 | 0.005
melt :130 ton| 3.90| 1.07 | 0.64 | 0.069 | 0.005
120 ton L/D |3.9210.98 | 0.58 | 0.067 | 0.005
3.93] 1.00 | 0.58 | 0.068 | 0.005
melt : 110 ton| 3.4 1.03 { 0.8 | 0.069 | 0.005

® #z ladle?] 2x control
a) 120 ton EAF L/D (melt :107 ton)

bubbing § 544 9 {

t1me

z 7|

15 ¥

34”7

23 F 4

107

157

temp

1325°C

1320|

1320

1315

1315

1290

total
‘temp
C/min

b) A7]& re-ladling L/D(meltz

4445 1280
30°C drop Z# temp, drop rate (.7

115

ton — 111.3 ton)

ladle <<j|4 holding A] temp, drop rate :

15 C/hour
re- ladling 4] &% drop: 35°C (1320 C —1285
°C)
re-ladling 4] 484}7F: 154 308 (¢ 75 No-
zzle)
c) 155 ton ladle (melt : 129 ton )9 3
F25: 1285 °C
@ 42+ total melt: 350 ton
® Z F7+ handling & 4£84)7
a) re-ladling : 16 &
b) re-ladling % ladle setting % ¢}
27| ladle hanging 948 : 84548 (20:56 ~
21:04)

c) No.2 ladle (Re- L/D ) o]F setting

: 155348
d) No.3 ladleo]-F ¥
® sliding nozzle 7|4}

setting : 8 448

ladle : 2°}54

a) 155ton ( suspending)
3 /A4 (28 nozzle A4Y)

b) ¢ 84 No.3 ladlee] nozzle 1 v}

c) ¢ 154%F No.3 ladle 3} No.l1 ladle
( bubbling 3 L/D)% Z 1@ nozzleo] 7]u}s]
At

d) No.1 L/D2] Nozzle 1=
ket

@ FY £8A17+: 954 568

® FRYMY FHA8AIE: 45 24W

® 44 1% A% main pouring basin o
A Over 4, =z L/D9
$

Al o

nozzle < control 3}

7. '?IE Al TROUBLE ZHE

1) ¥4 4= ool

@ sliding nozzle o] FA)d] Huts =] gro}A
71 ‘open X o]/ 4ks nozzleo] b
3| Aure «7x] R7)E] A SEE £ fFA

nozzle &

(85)
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430ton 73 £ mold A 2 — {4

At

@ Alzto] Asgle] wlg} mein pouring basin
of 225 melt: &% dropo] Aldle] basin?
stopper 7t 47 S

@ we}d basing] -topper & sjutdl wNo.l
ladle & stopper + 34| 7= 2 No.3 la-

dle = stopper = o} 20 %3 AMuks gl

njz] open d BTl 4 melts} mold AR
HAE o] Aulsx] & ingate B Sojst4 S
=Hret

® 2% v MYsgdx stopper 7k Ay S
B2 Fqo] BrHEsHl
® A% BT 4EF 2@ $7E FUHAAT
@ 22 Fqlx melt: #WP ( steel core) ol
g8 YA 2 Hell o = melt 7} Rof

A wave (§18) izt WA 54l Unt

©

:

- A

#1.2 stopper = 54wk _
# 3 TStopper:#£1,2 stopper 7§} 20.sec ¥ 7Y u}
#4 stopper:f 170uF 125 Ay =gl 3.

2) ¥ over flowo]-§

4LEl 4 ingate AL BE Eo]7} meltys} YXA
o) 4 F&3ld 4 rebounding 5 o] down sprue &
Fol2a}l w7k 08 FlEx] &3 over flow H

e,

(86)

3) sliding nozzle sy}« FA| A

O FHEE7 v $ob4 2% drop &
bubbing A|zke] AAI7F Azs| v},

@ ladle support o} jadle nozzle 7rAL-5
slo] nozzle & s)uw}sl=w] = Lancing 3}7]7} 53
o] ek (ladle support 3x%)

@ nozzle & w3l A=t @35t A4
3] AHuFskx] dgket

@ ladle nozzle o] 34 o]ul ¥l 7 uls o]
oF Yo ErHsith

e

8. df A|
1) main Pouring basin a|d] : FYIF 48 4| 7k&
2) beam3aA] : FYF 24 A%
3) kB clamp A : 3 F 48 47-%
4) supporting pipe @ cement block &+ :3
1043
5) flask szl ks : 25 A%

6) air blowing : 392 3Xe] &l 1] K] 7}

9. &xz|
1) mold o= %)
mold 2] gd*z]= stress relieving o.]D]-.
100 ton o]3t= A 2| & 3Fx o 4§51k 100

ton o] AhE ¢kAl-& ¢35l stress relieving & 3

.
550~ 580°C y
Q& ¢’§ a .
N [
S <200g
AirCooling
—tpn
o ZHrF . I0Hr (1Hr /25mm )| 18 Hr _
~ 20 Hr
. S55Hr .

2) stool @ hot case o =] g
@ stool-Z 400 °C o]aky|4 shake-out =|w
stress relieving & 83l 250 °Co]3}ol| 4] shake-
out=w ¥ Hast Aot (HA/ATe] T8 A o

A& B¢ Yest giH)
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FZ A5d A43(1985.12) 552383 %) ~325-
® hot-top-& dxe ¥ 2 7T
@ :carbon content 7} ¥& A9 dHeE 4 %
e, S N 1 ,}
@ 430 ton stool 3 hot-top case?] A% : /e;;J_P“& ._‘I :
Bl T N AR
a) B4 ¥ Cﬂ_\\ i 37‘%-\,?5 laijy
N’/ : Gl_\& 7// L g
"6"%3: . ! Tl Mo i o e A
Al & C Si |Mn | P S ': =] '.
4 %E % |3.81]1.02]0.61 [0.070] 0.007
Hot-Top Case |, — S
b) shake- out 1 SNy
gt =7 e
33 1 g 1 b
A & BAZN 7 SR A% | 9A Bl /- _Pi lwwi iy
Ao | 214 236 °C| axz = j el A
noE & 204 270 °C|  »# 4 L tai
= === [T
Hot-Top Case| 14 ¢ 300 °C " = B R
® dAe4] Sr|4ts)
a) mold & Al¥4 g 3} (HYA e o = ar
ol 4l 47k holding 3l W& ) Ay AMEFLTF A4F AdzAe] o5 o s
b) 3ledo] AA AT 22 @A Pk (H4p o Aw A %’3&-?: F£ Aol =4 4553l
3lodulbx] 2 4§ cover 4z Q) “‘]'EPH Wy AEFE A Az #e vlEg] 45
Rl Bl ) 1?#6}04 HAsor & Aee A7

(B41) F% ADd @ L/D ¥ Fype 7ge] uy
400

(29 FUSIE A7: sec)
320 0 20 60 120 140 180 220 260

. 240 858
iy A : [55 ton ASEA ladle .
. | \\ "B:No 2342 ladle e
do 200 125
C:No 322 ladle - ;:

« D 4%y 8% % ( ton)
g 160 . 165;
: \ \\ -
T ze N A -

INNSEENN
X

285
¥ T T ¥ Li T Y
40 80 120 160 200 240 249 320

( ladlie $44)7) : sec )

(87)

EID}

2 2% dF=gl%xe] main basine] 4
259wl 2702 stopper FolA 1747} 20&2 F
o] Aukdow a4 FAlgke] A 43F24 2049
25022 24 Ao FBEN A4F JIFE 0
W 3ot

2E AgdzA sty 25, 3FToE HxEH
E AT F R a FHd vhRe R gl %
B2 =Y} (&) .



