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Fabrication Development of Stainless Steel - cast Iron Dual Tube

Sang-Ho Choi”, Choon-Sik Kang™

Abstract

The influences of some casting conditions on bonding ratio and state at bonding zone of stainless steel-cast iron
dual tube produced by centrifugal casting process were investigated to estimate fabrication technics,

1) Bonding ratio is increasing such as increasing of inner surface temperature of outer metal(stainless steel STS
304), if pouring temperature of inner metal (cast iron) is constant,

2) The more pouring temperature of inner metal {cast iron) increase, the mote bonding ratio increase when inner
surface temperature of outer metal (cast iron) is constant.

3) As the mold rotary speed is increase, the hatching area of bonding map (perfect bonding area) goes down
to the low pouring temperature of inner metal,

4) In order to predict bonding state of two different metal, we are able to make and use the bonding map about

casting conditions such as inner surface temperature of outer metal, pouring temperature of inner metal and mold

rotary speed.
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