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Rezumat. Se prezint rezultatele unui studiu privind Abstract. The paper presents the results of a study on the
influenta izokrii termice a maselotelor asupra influence of heat insulation of feeders on the
solidificarii pieselor turnate in forme din nisip de silice. solidification of parts cast in silica sand moulde
Studiul s-a efectuat prin simularea solidific pe study was conducted by computer simulation of ngsti
calculator. S-a studiat influgan diametrului maselotelor The study concerned the influence of feeder diansatd

si a izokrii termice a acestora asupra solidific unei of heat insulation on casting solidification, andtier
piese turnate. S-a uanit influenta grosimii unor miezuri  the influence of the thickness of thermoinsulatouges
termoizolante aplicate la partea supericamrmaselotelor applied at the superior side of feeders on shrilgkho
asupra poziei retasurii si asupra dirijrii solidificarii position and directing the solidification of thestiag —
sistemului pies turnati — maselat. feeder system.
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1. Introducere 1. Introduction
Utilizarea maselotelor reprezint singura Deployment of feeders is the only efficient

metodi eficient, utilizati pentru eliminarea method used for shrink hole elimination from
retasurilor din piesele turnate [1, 2, 3]. Pentrucastings [1, 2, 3]. In order to achieve this role,
indeplinirea acestui rol, maselotele trebui@ s feeders need to satisfy three requirements:

indeplineasttrei condiii: - corect positioning;
- si fie amplasate corect; - solidification at a later point than the casttpar
- sa se solidifice mai tarziu decéat piesa tuinat - contain a quantity of liquid alloy sufficient to
- & corind o cantitate de aliaj lichid, suficient compensate the contraction of the alloy in the cast
pentru compensarea contiiac aliajului din pied part during solidification.
la solidificare.
Utilizarea maselotelor la turnare deteriin Using feeders in casting processes determines a

sciderea randamentului de utilizare a aliajului lichid decrease in the utilization efficiency of the lidui
la turnare. Acesta influgmaz negativ consumul alloy, with a negative impact on specific material
specific de materiale, manogar energie la turnare consumption, work and casting energy, leading to

si conduce la crgerea costului pieselor turnate. an increased cost of the cast parts.
Randamentul utilizrii maselotelor la turnarea The efficiency of feeder utilization in casting is
unei piese se calculeaprin relaia: computed by equation (1):
n,[m
- p-"pt
Rn=——" ", (1)
Np MMpt + My,

unde m,, — masa piesei turnatey,, — nunirul de  where my — represents the mass of the cast part;
piese turnate intr-o forinde turnarem, — masa n, — the number of parts cast in one mould,;
totak a maselotelor din forma de turnare. My, — the total mass of feeders in a casting mould;
Relaia de mai sus aratca pentru ndrirea The above equation shows, that in order to
randamentului utilizrii aliajului lichid la turnare increase the efficiency of liquid alloy utilizatian
este necesarasse redug cat mai mult volumul casting processes, feeder volume needs to be
maselotelor,#ra a se reduce timpul de solidificare a minimized, without however reducing their
lor. Metoda cea mai simplsi eficieni pentru  solidification time. The simplest and most effidien
marirea randamentului maselotelor cansfin  method to increase feeder efficiency is their tfedrm
izolarea termiz a acestora. In acest scop seinsulation, for which purpose thermo-insulating
utilizeazi miezuri termoizolante plasate pe cores are placed on the feeders. Thermo-insulating
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maselote. Miezurile termoizolante se pot aplica lacores can be applied on the superior side of feeder
partea superioar a maselotelor, pe suprgda on their lateral side or in both these positioms. |
laterah a acestora sagi lateralsi sus, In principal principle, the larger the insulated surface of the
cu céat suprafa izolat termic a maselotei este mai feeder is, the slower the liquid alloy within itals,
mare, aliajul lichid din maselotse iceste mai lent,  while its volume can be further reduced.
iar volumul acesteia poate fi redus mai mult. On the other hand, in order to ensure an
Pe de alt parte pentru a se asigura o dirijare adequate directing of the casting — feeder system,
corespunitoare a sistemului pigésnaseloi, se the real solidification moduli of the part, of the
recomand ca intre modulele reale de solidificare feeder — casting connecting channel and of the
ale piesei, canalului de I&tgra maseloi-piesi si al  feeder are recommended to satisfy the following
maselotei & existe reldile [4, 5 6]: equations [4, 5, 6]:

MmZMCZan’ (2)
unde M, reprezini modulului de solidificare al whereM,, represents the solidification modulus of

maselotei;M; — modulul de solidificare al canalului the feederM. — the solidification modulus of the
maselai-piesi turnati; M,, — modulul de solidificare feeder — casting connecting channbl,, — the

al nodului termic din piesalimentat de masetot solidification modulus of the hot spot in the part
A endowed with a feeder.
In literatua se recomari urmatoarele valori Literature recommends the following ratios of
intre aceste module de solidificare: these solidification moduli:
Mm212My,, (3)
Mc211Mpp . (4)
intre modulul de solidificare reaM) al unei The real solidification modulu$/) of a part and
piesesi timpul de solidificaretg,) exist relaia: its solidification time {,) are linked by equation (6):

tsoI = [%) ! (5)

undek reprezini constanta de solidificare a piesei, wherek — represents the solidification constant of
dependerit de natura aliajuluisi a formei de the part, depending on the nature of the alloy and
turnare. the casting mould.

Relaiile (3) + (5) aral ca pentru a se asigura o Equations (3) + (5) show that in order to ensure
dirijare coreci a solidificrii sistemului pies-  a correct directing of the casting-feeder systdm, t
maselod, intre timpii de solidificare a celor trei solidification times of the three elements (part,
elemente (pigs canal, maselaj trebuie § existe channel, feeder) need to satisfy the following

relatiile: relations:
tsoim2 145 [ﬂsoln p: (6)
tsolc 2 12 |:ﬂsoln p- (7)
2. Scopul cercetarii 2. Aim of theresearch
Avand n vedere efectul favorabil al iZol Considering the favorable effect of the thermal

termice a maselotelor asupra randamentuluinsulation of feeders on their efficiency, a studys
acestora, s-a efectuat un studiu privind influentaconducted on the influence of dimensions and
dimensiunilorsi a caracteristicilor termofizice ale thermophysical characteristics of thermoinsulating
miezurilor termoizolante aplicate pe maselote,cores applied on feeders on their functioning. This
asupra fungonarii acestora. In cadrul acestei ladr ~ paper presents the results obtained by the authors
se prezint rezultatele ofinute de autori privind related to the influence of the thickness of
influenta grosimii miezurilor termoizolante aplicate thermoinsulating cores applied on the superior side
la partea superioar a maselotelor, asupra of feeders on the casting — feeder system and
solidificarii sistemului pie§-maseloi si in final  eventually on feeder efficiency.

asupra eficierei maselotelor.
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3.Mod delucru 3. Working method

S-a aplicat metoda sinli solidificarii The applied method was that of cast part
pieselor turnate. S-a utilizat softul Sim - 3D real  solidification simulation by means of the Sim-3D
la Universitatea Transilvania din Bov. Softul  software developed at the Transilvania Universfty o
utilizeaz un model matematic cu difetenfinite. ~ Brasov. The software uses a finite differences
Piesa turnat a cirei solidificare s-a studiat este mathematical model. Figure 1 shows the cast part
aratata in figura 1. S-a studiat solidificarea piesei insubjected to the solidification study. Part
mai multe situai, fara maselai, (figura 2), cu solidification was studied in several situations,
maselote clasice neizolagecu maselote preizute  namely in the absence of a feeder (figure 2), with
cu un miez termoizolant plan la partea supeiioar classical uninsulated feeders and with feeders avith
(figura 3). S-a variat diametrul maselotalny’ si plane thermoinsulating core on their superior side
grosimea miezului termoizolantb”. Grosimea  (figure 3). Feeder diameted, and the thickness of
maselotei ¢, s-a modificat In limitele 40 - 80mm, the thermoinsulating coreb;” were varied. Feeder
jar grosimea miezului termoizolantb, s-a thickness 4.’ was modified between 40 - 80 mm,
modificat progresiv p&n la 16 mm. Valorile while the thickness of the thermoinsulating cdrg’ “
marimilor termofizice ale formeisi ale aliajului  was modified progressively up to 16 mm. Table 1
turnat, care s-au utilizat la simularea solidific  shows the values of the thermophysical quantities o
sunt date Tn tabelul 1. Acestea corespund pentru the mould and the cast alloy used in the simulatfon
piesi turnati din fon& cengie eutectid, in forma  solidification. These correspond to a part castnfro
din nisip de silice cu liantagina furanica. La  eutectic grey cast iron in a silica sand mould with
simulare ansamblul formelor de turnare a fostfuranic resin binder. In simulation the assembly of
divizat in elemente drate cu latura\ = 4 mm, iar  the casting moulds was divided in square elemdnts o
timpul a fost divizat in intervale= 0,2 s. sideA = 4 mm, and time was divided into intervals of

1=0.2s.

g / = e duf ]
P

- Figura 2. Ansamblul piésurnati — formi pentru simularea solidificii piesei fira

e maselok (varianta 1, tabelul 2)
Figura 1. Piesa turnat Figure 2. Casting — mould assembly for the simatatf solidification in
Figure 1. Casting the absence of a feeder (variant 1, tablel 2)
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Figura 3. Ansamblul forth— pied turnati — maselota pentru simularea solidificcu maselote izolate la partea
superioara (grosime miez izolatgy = 12 mm, time maselat dm= 40 mm) (varianta 7, tabelul 2)
Figure 3. Casting — mould assembly for the simafapart of solidification with a feeder insulatedlits superior side
(thick insulating cordn, = 12 mm, feeder widtdm= 40 mm) (variant 7, table 2)
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Tabelul 1. Valorile rarimilor termofizice utilizate pentru simularea sbficarii
Table 1. Values of the thermo-physical quantitissdufor the simulation of solidification

Nr. | Marimeatermofizica Simbol | Unit.demas. | Valoare
crt. Thermo-physical guantities Symbol | Unit of meas. Value
1 Temperatura mediului exterior To. oc 20

Environment temperature
Coeficient de schimb termic fofim- mediu exterior
2 Thermal exchange coefficient with environment Orex Winr/K 10
3 Temperatura eutectig¢solidus) a aliajului turnat T oc 1150
Eutectic (solidus) temperature of the cast iron sme
Coeficientul de conductivitate terrdia formei din nisip
4 Thermal conductivity coefficient of mould Asto Wim/K 0.8
Coeficientul de conductivitate terniia aliajului solidificat
5 Cast alloy thermal conductivity coefficient in sbitate Asme Wim/K 40
Coeficientul de conductivitate terndia aliajului lichid
6 Cast alloy thermal conductivity coefficient in ligustate Mme Wim/K 30
Coeficientul de conductivitate terriica miezului termqg
izolant
! Thermal conductivity coefficient of the thermoinatihg Ae Wim/K 0.2
core
Caldura specifi@ a formei
8 Specific heat of the mould Csio Jkg/K 600
Cildura specifid in stare lichid a aliajului turnat
9 Specific heat of the alloy in liquid state Cime Jkg/K 850
Caldura specifi@ in stare solidl a aliajului turnat
10 Specific heat of the alloy in solid state Come Jkg/K 750
Cildura specifi@ a izolatorului
11 Specific heat of the insulator Ce Jkg/K 800
Densitatea formei 3
12 Mould density Pro Kg/m 1550
Densitatea aliajului turnat 3
13 Alloy density Pme Kg/m 6700
14 Densitatea mlezglw termoizolator o Kg/m3 800
Insulator density
Cildura latend specifi@ a aliajului turnat
15 The specific latent solidification heat of the calby Lme kg 220000
Temperatura iniala a formei 0
16 Initial temperature of the mould Toro c 20
Temperatura iniala a aliajului turnat 0
7 The initial temperature of the liquid alloy Tome C 1350
Temperatura iniala a miezului termoizolant 0
18 e : : T C 20
Initial temperature of the thermoinsulating core
4. Rezultate 4. Results
S-au studiat in total 16 de variante de In total 16 variants of solidification were

solidificare. In fiecare caz in parte s-a determinastudied. In each case the solidification time af th
timpul de solidificare a piesei, timpul de soliddre  part, the solidification time of the feeder — cagti

a canalului de ledurda maselot - piesi, timpul de  connecting channel and the solidification time of
solidificare a maselotei, pa& punctelor in care se the feeder were determined, the position on the end
termim solidificarea acestor elemente din sistemulpoints of the solidification of these elements fué t
piesi-maseloi, aspectul izotermelor Tn ansamblul casting-feeder system, as well as the aspect of the
forma-piesi la momentul solidifigrii, De asemenea isotherms in the mould — casting assembly at the
s-a analizat modul de dirjare a solidiit  time of solidification. Further the directing of
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sistemului pies-maseloi, in funaie de aceste date. solidification in the casting — feeder system was
in tabelul 2 sunt date rezultatele tioote prin  analyzed based on these data. Table 2 features the
simulare privind timpul de solidificare a piesei, aresults obtained by simulation for the solidificati
canalului pies-maselol si a maselotei, Pentru a time of the casting, the casting — feeder channel a
analiza dirijarea solidifigrii s-a calculatsi raportul  the feeder. In order to analyze the directing of
dintre timpul de solidificare al canalulgiitimpul de  solidification also the ratio of the channel and
solidificare a pieseisi respectiv raportul dintre casting solidification time was computed, as wsll a
timpul de solidificare a maselotaii timpul de the ratio of the feeder and casting solidification
solidificare a piesei. In figurile 4 + 13 esteitati  time. Figures 4 + 13 show the distribution of the

repartizarea izotermelor in ansamblul farpiesi- isotherms in the mould — casting — feeder assembly
maseloi la momentul sfgitului  solidificarii at the end time of feeder solidification.
maselotei.

Tabelul 2. Timpul de solidificare a sistemului giesmaselat
Table 2. Solidification time of the casting — feedgstem

No. e . Ratio of solidification
. . Solidification time :
Variant Feeder | Insulating times
of thicknes core Channel/ | Feeder/

casting | channe feeder

casting S thickness casting casting
t t
Symbol - Om b tsoLp tsoLc tsoLm tSOL J tSOL vl
SOL P SOL P
u.m. - mm mm s s s - -
1 no feeder - - 816.8 - - - -
2 “”;”S“'ated 40 . 1247.8| 1660.6)  1596.4 1.33 1.28
eeder
uninsulated
3 feeder 60 - 1312.4 1825.6 2200.0 1.39 1.6V
4 uninsulated 80 . 1389.2| 1864.8 2833.2 1.34 2.04
feeder
Feeder insulted
5 at superior side 40 4 1313.4 1733.8 1733.6 1.32 1.3
g | Feederinsulted 8 1313.8| 17484  1766.2 1.33 1.34

at superior side

Feeder insulted
/
7 at superior side 40 12 1314.0 1750.4 1785.4 1.33 1.3b

Feeder insulted

o 40 16 1314.2| 1751.4 1798.2 1.33 1.37
at superior side

Feeder insulted
9 at superior side 60 4 1362.4 1833.6 2351.4 1.35 1.72

Feeder insulted

10 at superior side

60 8 1364.6| 1836.0 2428.4 1.35 1.78

Feeder insulted
11 at superior side 60 12 1365.4 1834.Q 2474 9 1.34 1.81

Feeder insulted

12 at superior side

60 16 1365.8| 1837.4 2506.7 1.35 1.88

Feeder insulted R
13 at superior side 80 4 1404.2 1881.6 3029.8 1.34 2.16

14 | Feederinsulted g, 8 1409.2| 1887.4  3139.4 1.34 2.28
at superior side

15 | Feederinsulted g, 12 1411.4| 1890.0 32124 1.34 2.28
at superior side

16 | reederinsulted g, 16 1412.4| 18912  3263.4 1.34 2.31
at superior side
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Figura 4. Repartizarea izotermelor in ansambluhfieipies,
fara maselat, (varianta 1)

Figure 4. Distribution of isotherms in the mouldasting
assembly, in the absence of a feeflaariant 1)

Figura 5. Repartizarea izotermelor Tn ansambluhfior pies
pentru simularea solidificii, maseloi laterali neizolas,
dn = 40 mm (varianta 2)

Figure 5. Distribution of isotherms in the mouldasting
assembly for simulation of solidification, uninsigld feeder,
dn = 40 mm (variant 2)

Figura 6. Repartizarea izotermelor in ansambluhfior pies
pentru simularea solidificii, maseloi neizolat,
dn = 60 mm (varianta 3)

Figure 6. Distribution of isotherms in the mouldasting
assembly for simulation of solidification, uninsigld feeder,
dmn = 40 mm (variant 3)

RECENT, Vol

. 11, no. 2(29), July, 2010 141



Cerceiri privind influenta miezurilor termoizolante asupra ftiooarii maselotelor (1)

Figura 7. Repartizarea izotermelor in ansambluhfior pies
pentru simularea solidificii, maselod laterala neizolat
dn = 80 mm (varianta 4)

Figure 7. Distribution of isotherms in the mouldasting
assembly for simulation of solidification, uninsigld feeder,
dmn = 80 mm (variant 4)

Figura 8. Repartizarea izotermelor in ansambluhfior pies
pentru simularea solidificii, maseloi izola& sus, izolator
deb;, = 4 mm,d,, = 40 mm (varianta 5)

Figure 8. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator laf = 4 mm,d,, = 40 mm
(variant 5)

Figura 9. Repartizarea izotermelor in ansambluhfior pies
pentru simularea solidificii, maseloi izola& sus, izolator
deb,= 16 mm,d,, = 40 mm(varianta 8)

Figure 9. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator laf = 16 mm,d,, = 40 mm
(variant 8)
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Figura 10. Repartizarea izotermelor Tn ansambluhio- pies
pentru simularea solidificii, maselod izolat sus, grosime
izolatorb,, = 4 mm,d,, = 60 mm (varianta 9)

Figure 10. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator laf = 4 mm,d,;, = 60 mm
(variant 9)

Figura 11. Repartizarea izotermelor in ansambiuhic- pies
pentru simularea solidificii, maseloi izola& sus, grosime
izolatorb, = 16 mm,d,;, = 60 mm (varianta 12)

Figure 11. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator lof = 16 mm,d,, = 60 mm
(variant 12)

Figura 12. Repartizarea izotermelor Tn ansambluhio- pies
pentru simularea solidificii, maselod izolat sus, grosime
izolatorh;, = 4 mm,d,, = 80 mm (varianta 13)

Figure 12. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator laf = 4 mm,d,;, = 80 mm
(variant 13)
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Figura 13. Repartizarea izotermelor in ansambluhio- pies
pentru simularea solidificii, maselod izolat sus, grosime
izolatorb, = 16 mm,d,,, = 80 mm (varianta 16)

Figure 13. Distribution of isotherms in the mouldasting
assembly for the simulation of solidification, feednsulated
on its superior side, insulator lof = 16 mm,d,, = 80 mm
(variant 16)

5. Concluzii 5. Conclusions

Pe baza rezultatelor din tabelul 2, in figura 14  Based on the results of table 2, in figure 14 the
s-a reprezentat grafic influgn grosimii maselotei influence of feeder thickness on casting, channel
asupra timpului de solidificare a piesei, a canslul and feeder solidification time was represented
si @ maselotei, in cazul tuini pieselor cu maselota graphically in the case of part casting with an
neizolat. In figurile 15+ 17 s-a reprezentat grafic uninsulated feeder. Figures 517 illustrate the
influenta grosimii miezului termoizolant, asupra influence of the thermoinsulating core thickness on
timpilor de solidificare a piesei, a canalulsiia the solidification times of the casting, channetl an
maselotei (in cazul maselotelor cu grosithe= 40  feeder (in the case of feeder thickndgs= 40 mm,
mm, 60 mm, 80 mm). 60 mm, 80 mm).

Figura 14. Influeta grosimii ‘dy," @ maselotelor neizolate
asupra timpului de solidificards* a piesei, a canalului
si a maselotei

=
P}

!

Figure 14. Influence of uninsulated feeder thiclerely
on the solidification timetg” of the casting, the channel
and the feeder (piesa=casting, canal=channel,

maselota=feeder)
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: : Figura 15. Influeta grosimii miezului izolanby, = by,
= T _ : e aamaasssta K asupra timpului de solidificartg a piesei, a canalulgi a
§ 1O s ) S L S maselotei (maseladtcu grosimeal,, = 40 mm)
f il : . I'I'-CT!-:"! 3 dm : e
E TS ISR S AU TP SOOI ST Figure 15. Influence of insulating core thicknbgs= b;,
£l : : : : on the solidification time; of the casting, the channel
i) and the feeder (feeder thicknegs= 40 mm)
(piesa=casting, canal=channel, maselota=feeder)
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Figura 16. Influeta grosimii miezului izolantl;,, = b;,”
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e mzclona don = CO|nene]
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g R S S T Sie Figure 16. Influence of insulating core thicknebg £ b;,”
E e on the solidification time of the casting, the channel
and the feeder (feeder thickneks= 60 mm)
i (piesa=casting, canal=channel, maselota=feeder)
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& a0 Figure 17. Influence of insulating core thicknbgs= b,
A N R, SN S on the solidification timés of the casting, the channel
i e T o B S AT e LA and the feeder (feeder thickness= 80 mm)
i : (piesa=casting, canal=channel, maselota=feeder)
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Analizdnd rezultatele din tabelul 2, pgai The analysis of the results of table 2, of the

izotermelorsi a nodurilor termice din figurile 4 13 position of the isotherms and the hot spots inrégu
si curbele din figurile 14+ 17 se desprind 4+ 13 and the curves of figures #417 yields the

urmitoarele concluzii: following conclusions:

- In cadrul maselotelor neizolate gterea - In the case of uninsulated feeders the increése o
diametrului maselotei nu are o influgn feeder diameter has no significant influence on
important asupra solidifigrii pieseisi a canalului the solidification of the casting and feeder-castin
de legitura maselal — pied, ins determid o connecting channel, but determines a relatively

crestere relativ mare a timpului de solidificare a large increase of the feeder solidification time;
maselotei;
In cazul maselotelor neizolate solidificarea este- In the case of uninsulated feeders solidificaf®n

dirijata puternic de la piaésspre canagi maselod strongly directed from the casting towards the

numai cand maselota are grosime mai mare decatchannel and feeder only when the thickness of the
piesa; feeder is greater than that of the casting;

La maselote neizolate retasura se formemz - In the case on uninsulated feeders the shrin& hol

centrul maselotei numai dacmaselota are un is formed in the centre of the feeder, only if the

diametru mult mai mare decat grosimea piesei; feeder diameter is significantly greater than

casting thickness;
In cazul maselotelor izolate la partea supetioar- In the case of feeders insulated at the superior

solidificarea este dirijétde la pies spre canasi side, solidification is directed from the casting
maselad, chiarsi in cazul maselotelor cu grosime towards the channel feeder even in the case of
egakh cu grosimea piesei; feeder thickness equal to casting thickness;

In cazul maselotelor izolate, dacgrosimea - In the case of insulated feeders, if feeder thicls
maselotei este edalcu grosimea piesei, nodul is equal to casting thickness, the hot spot of the
termic al sistemului se formeazin dreptul system is generated in the superior corner of the
coltului superior al jongunii canal — maselaf channel — feeder junction;

in cazul maselotelor izolate, dacgrosimea - In the case of insulated feeder, if feeder thésien

maselotei este edaku grosimea piesei turnate, is equal to casting thickness, equations (6) apd (7
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Cerceiri privind influenta miezurilor termoizolante asupra ftiooarii maselotelor (1)

relgiile (6) si (7) nu sunt indeplinite, ceea ce @&rat are not satisfies, indicating an insufficient
ca dirijarea solidifi@rii spre maselat nu este directing of the solidification process towards the
suficieng; feeder;

- In cazul maselotelor izolate la partea supefigar - In the case of feeders insulated at their superio
cu diametru mai mare decéat grosimea piesei, side and with a diameter larger than casting
gradientul de temperatudintre canaki maseloi, thickness, the temperature gradient between
dirijarea solidificirii spre maselat este mult mai channel and feeder, the directing of solidification
accentudt, in acest caz timpul de solidificare a towards the feeder is significantly heightened; in
maselotei este mult mai mare decéat timpul de this case feeder solidification time is signifidgnt

solidificare a canalului maseiot pies; greater than the solidification time of the feeder
A casting channel;
- In cazul maselotelor izolate (dacdiametrul - In the case on insulated feeders (if feeder diame

maselotei este mai mare cu 50 % decat grosimeais larger by 50% than casting thickness) the hot
piesei) nodul termic al sistemului este plasat spre spot of the system is located towards the centre of

centrul maselotei, iar la afterea grosimii the feeder, and with an increasing feeder
maselotei acesta se deplageagpre partea thickness it moves towards the superior side of
superioat a maselotei; the feeder;

- Cresterea grosimii miezului izolant are o influén - The increase of the insulating core thickness has
mica asupra timpului de solidificare a elementelor only a small influence on the solidification time
piesi, canal, maselat of the casting, channel, and feeder elements.
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