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(Discussion, contid)

(C) Ieave the casting in the sand longer before
shalding oub.

(D) Use a coollng oven to allow the castings to
cool slowly to room tesmperature.

(B) Waintaln hot strength of cores and moulding
sand ag low as possible.

(F) Distridute chills around the casting so as to
obtain more uniform cooling.

(@) Gate the casting so that the distribution of
heat throughout the casting will result in
more wnlform cooling.

(H) Pouring tomperature and pouring time should

be adjusted so as to get the miniwmum scrap.

Gonelusionss

This casting should not have‘beeh pasgsed by
the foundry inspection department.

Cracks such as shown herein are the result of
favlty Foundry practice.

This design can be changed 80 that it ila
easler to cast.

The physical properties of the metal are

gatvisfactory.
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