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sulBuIfns9ae

TumAdeiiez vmmases AFIAEDUNGANTINNIINARINITAIIABL
snmnitanaireqaniauaznmmaseuusAsaesian Tauildaulsfid Ay Bunnses
spDamlulavenewunnan Taeilnuandunsessninuismeidual
3.1 Janaunsallumsmnass

1. WmaeNLLLmTihdae iy (Induction Furnace)
. WUUMARWLY Tatur (Tatur mold)
. lansneumInas (Cu- 4.5%Sn-7%2Zn alloy)
. 118N 99.995%
[ m?m Universal testing machine
. witpadin
. NFEANENIE

. NABIGANTIAUUGY

© O N OO O A W N

- v -l
LR ARHGLHL

10. Ln‘s‘*mﬁn

3.2 MawFentuny
1] L] . " J
NANUINAB N{NIDY Bismuth series Tansnaumngaiigounan Cu-

4.5%Sn-7%Zn Lﬂﬂﬁiuﬂnuﬁwﬁnﬁzqnﬁwmaaumm'iammuunmdmﬁ'ﬂﬂﬂ'\ nIn
50 flanfu ukavinisdine g DaainasliWnlAdounan 0.5, 1.0, 2.0,3.0,50,7.5
wiefiduslanriin uazvanisdeoxidation Taeld 0.2% 18915%P-Cu uazvinnsmasiu
wwunsenasey 3 wuukoefy nguiiaasfengu commercial alloy gnuaeaudatinannas
lunumsatwdbaiunguusn
1. WU mae Tatur S mFumassuAmANTANIIUA)
2.uuuvsenaseuusAfunumvaensiy CO, uuu A uszuuuvselans wuu E
AINNIRTIIU JIS H5120
3.uuuvsensit CO, iusimugutings 30 Hafwns 119 150 Nefwne §miy

nasaudsuAnaNTRnsndelaiaen
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3.3 HURBUNINARDY
3.3.1.N19MTINABUNGANTTUNTUAF?

Tummageu Al Aunuilduuunse Tatur Wesdoniduuuunsefiiingusyasd
e liAadeunniesluiu anmsiibifiszuugdugn egman msvadzssilans
Yagutasnimmada Ae navadaludaslavzuaemmaafiud Wdsafianisudeda uazdas
madusaraslansludasredc Mitisamanudeunniasfisnasinnimaadn Ae f
nsummanTtuen (External Shrinkage) n1sumdian ey (Internal shrinkage) 'Tn‘m'lz

' ; . ¥ o -
wiafluassdaufe Pipe volime usz gnu Iapaziifuneunimanesdauanlugii 3.1

& - -’
FURBUNINARITBTUNUATINIBUNGANITUMINAR?
uarinseniaqamn

¥ "
F¥UITUHAO tatur mold

HINAIUNHUUUYD |anSHa

s vlsSuIaTMIsHasInwusnitaznoly

" v
HIWHINANYUITU ATIVAOU FWTU LT ANVULMIVAA

o a o A& o v
duamndameni llasisaeuTassasgamn

o ® .
717 3.1 uameumeunimamemanes
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- - - P b4
lunisazqaazldndnniseesaniAnaalunim laeldnisununun
T Y : 3 o 15 e
Mg 3.2 Iuamazgn Jlkuan Waeseglu nrucldunfnneuuadedniivii ses

o X ol X & ¥ . & el
Asade wminiisaudiedunugnuesuses ilunrusussqun TawAniwminieuld

d_ o ' H H o =
(W,,) Watanungdauaumnuivient fRetfuiasresdamiuesduansluaunisi 1

Uas 2

F, = useaeeda (Kg.m’/s)
P, = AMANMIMILIBN (kg/m’)
vV =1fnaseesian(m’)

W, = ﬁwﬁnmﬁﬂqhﬁq (kg)

J =' L -4 ] ]
WarmuLiunareiag uas uiminaesdan wfiamisaniA ALY

#a1n dmsrdau naa AeFumasdannis

p = O

Wa = wmminwesiagluainia (g)
V = 1fumarresian

£ = ANUNUILUUINITAR

p 2
7% 3.2 usaiEnaamBunreesing



17

2) Wun1gAsaann UFunms 199 Tatur mold uae nsuesantlu ( Pipe volume )
o - J g [ z -] 1 J
aznngasadalaunisununreainlauntzAesvaminasliauunun

) J g ' - J
udaguABunoniniid A lfidussenfuns uandeqli 3.3

A o

al
7U% 3.3 uamniswnffuamsees Tatur mold

3. MamAMsueRan 8uen (External Shrinkage)
J - " 1 -
WAL IMUUFNNATIEIT U TRILLILNASD URSAINITVARLLL pipe

L3 -y ] L < J
volume fiazaNNToAMUIRIMIATINIIUARINTEUenE Aagii 3.4

Extemnal shrinkage = Mold volume - Pipe volume -  Casting volume

J L] -
71N3.4 uamsdBn1smAInIsuasan1Luen (Pipe volume)
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>
NINITNFDTUITUNIINARDLLTING ATNNIRTIZIU JIS H5120 e 14

Sand(CO,) mold type A ﬁeuﬂm‘lup_lﬂ 3.5 uar Metallic mold type E ﬁauﬁnﬂugﬂﬁ 36

MNIFHBUMIAIAMNAUIAATIN ATANNIALUIAY uazilefifusinnsting

mm
g
7 YrII s N,
/ 1 ///% 4%/1@/%"////// 7
3 . 2
/Y I A, £
P I, |
v LY ///%
050 950
Fuau
2 o
3 g %
AV /, ,/{//
0 NALLLA LAY A NE
40 50 10 60 10| 50 40
. 260
717 3.5 usMs Mold sand CO2 Type A
R3
1 48 ’sz
" ¢ #
[ L 3 TRy
{
. 240~ 260
20 200 ~ 220 =1g_q W3s 20
.-" -
Cfe @ ] !g
{ N H J
"
25| wn 180 ~ 200 \41 25! zs_fizs 6
7
i‘lilll

o
#1% 3.6 uAm3 metallic mold type E

miro

$25
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3.3.3 MmagauAuANTANSlaimIaN:

o 4 J - - J
intununldumaseuniauaniBnisndslaiaansdonirieauns

; PR e v . dea o ol
Forimuadsgin 3.7 iAFesarinmenraadmusanfiafueusanuuuauny Asgin 3.8

Tool holder

O a7 xfylzpeed | 3§
. e Tttt
Kistler cutting dynamometer amplifier -
XY recorder
Cutting 100 m/min
Feed per revolution 0.1 mm/rev
Cutting depth 1 mm
Chip TNMG 160404
o o il
7UM 3.7 uaminwiaseImaaeu machinability
~.
-
! Fp: Principal force
(I Ff: Feed force
-, ! Ft: Thrust force
< ~ A
e ~
JL-

o dnd . . IR,
U7 3.8 uamusanifimauluszudnanimaseumiAl machinability
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- o 4 b -l . -l - ) :
WeirnihAmidaannimmaaesnnldluaunisi 4 a2 1ddn F lusnFandn Cutting

; A D 7
resistance WATATIATNIAT machinability index tatldannash 5

F = JEHEHE oo (4)
T Fpe
machinability index = — x100% . . . (5)
Alloy

Fry = Cutting resistance of reference (Kg.m/s’)

F oy = Cutting resistance of alloy (Kg.m/s®)

3.4 WUIMNNSIATIERIAMINARDY
anmmassusazifanismasanausnuaznielusesisn sulite
- 1 L -~ - - LA . J
AnaNTRTINA Nnatwazgmitnniianey wisuiisuiuEuinees Dasin uduauie

wFruWeunanssnureafunuiininsegoaniRsingeg
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