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Fig. 1. Schematic diagram of experimental apparatus for thermal
conductivity of packing bed.
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Fig. 2. Schematic diagram of casting apparatus.
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Table 3. Experimental results of thermal conductivity A and 2nd
power of b*(= Acp)

Thermal
conductivity ratio of 4 b? ratio of b
A (W/mk)
Silica sand 0.44 1.0 0.62 X 10° 1.0
Zircon sand 0.50 1.1 1.44 X 108 2.3
Steel Shot 0.55 1.2 1.44 X 10° 2.3
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Fig. 3. Heat conduction model and coordinate system.
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Fig. 4. Effects of coat and packing material on heat flux at casting
surface
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Fig. 5. Effects of coat and packing material on cooling curve of
aluminum alloy.
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Fig. 7. Effect of high insulating coat on temperature profile during
mold filling.
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