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Fig. 1. Steel casting parts for chip building.
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Fig. 2. Sketch of macrostructures of ingot showing chill zone,
columnar zone and equiaxed zone.
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Fig. 3. Solidification morphology of metals.
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Fig. 5. An example of cooling rates of steel castings, ceramic sand
mold and chill block.
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Fig. 7. Concentration of alloying elements for MBS L70MC as-cast
steel castings.
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Fig. 8. Typical inverse V-segregation observed in tiser of MBS

L70MC as-cast steel castings by sulfur print test.

Fig. 9. Footprints of ghost-like sulfides in steel castings.
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Fig. 10. Relation between solidification time and inverse V-segre-
gation.
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Fig. 11. Formation of inverse V-segregation by string-type segrega-
tion mechanism,
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Fig. 12. The process of forming V- and inverse V-segregation.
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Fig. 13. Some experimental data on dendrite arm spacing in com-
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Fig. 14. An Example of solidification macrostructure of as-cast
steel containing 0.19%C.
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15. Microsegregation of sulfides in steel castings.

16. Segregation of MnS sulfidies in grain boundaries.
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