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Table 1 Chemical properties and other requirements of chromite sand for casting

Cr,0,/% Si0,/% Ca0/% /% TR %

AR 7 /%

KR/ % FEFE(E/mL ifif K/ °C

=46 <13 <04 <27 <03

<1.0 <02 <50 > 1790
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Table 2 Particle size composition of chromite sand for casting wg/%
<70H 70~100H 100~140H 140~200H 200~500 H JiEE
=75
<1.0 <03
=85

e 70~140H, =2 K T75%, Wiz AR T85%.
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Table 3 Chemical properties of sodium silicate

Hy PiRE/ (°Be' ) A% AL % B /% IR %%
5—10/J] 50~52 =29.2 =128 2.2~2.5 <0.02 <020
11—4J] 44~46 =257 =102 2.6~2.9 <0.02 <0.20
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Fig. 1 Management of mixed chromite sand
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Fig. 2 Molding in marking area
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Fig. 3 Sand mold after molding drafting and brush coating
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Fig. 4 Picture of casting letter area
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Fine Chromite Sand to Improve the Marking Area Surface Quality of Steel
Castings Produced by CO, Sodium Silicate-Bonded Sand Process

NI Guo-yong, LIU Jun-yan, LIU Chun-lin

( Yancheng Newmans Cast Steel Co., Ltd., Yancheng 224033, Jiangsu, China )

Abstract:

With the updating of industrial technical specifications, users have higher and higher requirements for the
appearance quality of valve castings. This paper introduces how to use fine chromite sand to improve the
appearance quality of the marking area of CO, sodium silicate-bonded sand steel castings. This method
effectively solves the problems such as insufficient clarity, poor molding and poor stereoscopic sense of

lettering.
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