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Research paper The study of temperature for effect on Plaster mould and Slip by
Casting method.

By :  Assistant Professor Sutthichart Rugsapram
Department of Industrial Design. Faculty of Architecture,
King Mongkut’s Institute of Technology Ladkrabang

Fiscal year : 2006

Abstract

This paper is a study of temperature effects used in clay slip and plaster mould in order to
determine quality of the cast and the cast rate in slip casting process, particularly hollow casting (drain
casting).

Generally in slip casting process, temperature of slip and plaster mould are set at room temperature of slip
and plaster mould are set at room temperature (30° - 31° C), However, the result of the study indicates that
3 different combinations ofslip and plaster moulds require less casting time than using both slip and
plaster mould at room temperature : first, slip at 18° 2 20° C with plaster mold at 40° - 50° C.Second, slip at
30" 35° C with plaster mould at 40° - 50° C with plaster mold at 30° - 31° C. This advantage of less casting

time result in more productive work can be implemented in ceramic production.
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TECHNICAL INFORMATION PAA

PAA is the stoneware body that preferable for casting and roller head forming. PAA can be fired at
--1200°- 1230" C in oxidation and fast firing condition. The color is biuish white after firing at 1200

-1300°C reduction. PAA is suitable for coffee mug and tableware set.

CHEMICAL ANALYSIS
Si02 65.90%
ARO3 21.00%
Fe203 0.85%
MgO 0.34%
Ca0 0.18%
Na20 0.94%
K20 3.95%
TiO2 0.23%
] Loss of ignition 6.66%
PHYSICAL PREPERTIES
Slip density 1.70— 1.75 (gom™>)
%Sodium Silicate (42 - 43Be’) 0.20-0.40% by cake weight.
Fluidity 280 — 315 overswing
Thixotropy 5 min 25— 55 overswing
Green strength - >30 kgcm'2
FIRED PROPERTIES
Firing temperature 1200°C OF 1280° C RF
Drying shrinkage (%) 3.00-4.50 3.00-4.50
Total shrinkage(%) 11.00-13.00 12.00-14.00
Sagging (cm.) 0.50-0.90 0.90-1.70
Water absorption (%) 0.00~1.50 0.00-020
Color after firing (L,a,b) 84.65,2.51,13.32 77.07,-1.06,5.07
Fired strength (kgem?) >550 >700
COE.25-500°C (x107K*) 177 -202 152177

(1) Products are available in the filtercake form in S0 kg.bag and 1,000 kg on pallets with approximately 18 — 22% moistures.
(2) Al propetties are controfled by standard of Compound Clay. The information contained in this document is provided for guidance only.
JR-CPEO1.x1s-12/01

Compound Clay Co.,Ltd.: 30/2 M.1 Hathairat Rd. Bangchan Klongsamwa Bangkok Thailand 10510
Tel. +66(0)2915-8409-14 Fax, +66(0)2915-8416 e-mail: compclay@clickta.com





