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1.9 lamination and tearing

1.10 knit line

1.11 pore

1.12 solidification defect
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4. Bulk density 783 whiteware casting = 1.82 Mg/m JIATWITU volume fraction Va3
solids ﬁwmwwmuu‘mmﬁ'waam}:mﬂ = 2.60 Mg/m3
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6. What is the effect of a relatively high or low viscosity or thixotropy produced by
differences in deflocculation on the casting time, cast density, draining, drying time,

and firing.

7. Estimate the extrusion pressure for a body with T, = 30 kPa when the reduction

ratio is 10 for the extruder used to obtain the results in the figure below.
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10.1 Humus and colloids in lignite in ball clay assist the deflocculation
of the slip.

10.2 A warm mold and a cold slip would be the effects on slip
casting behavior

10.3 The weight ratio of water to plaster required for hydration
forming gypsum is 18.6/100 but a range for 60/100 to 80/100
water/plaster is used in slurries for production molds.

10.4 The life of gypsum molds is lower when using acidic aqueous
slurries or an alcohol medium.

10.5 The higher amount of deflocculant, the lower the time of cast.



