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(a) solidification with heat preservation (b) solidification naturally
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Fig. 1 Sketch of casting and solidification process of explosives
1—-cotton cover, 2—funner, 3—technical cover,
4—-cast mould, 5—explosive
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Fig.2 The principle of ultrasonic monitoring

in the casting and moulding process g5
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Fig.3  Ultrasonic amplitude of two techniques

during solidification process
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Fig.4 Comparison of ultrasonic amplitude between two techniques at same position
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Fig.5 Representative wave shape during casting and solidification process
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Fig. 6  Ultrasonic velocity during casting and solidification process
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Ultrasonic Monitoring in Explosive Cast Process
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Abstract; The ultrasonic parameters, such as amplitude and wave shape and ultrasonic velocity were monitored during explosive cast

process with the heat preservation and natural cooling by using ultrasonic transmission test. The results show that the ultrasonic amplitude

at the bottom position of explosive is obviously greater than that at the middle and top positions,indicating the quality of cast explosive at

bottom is the best. The ultrasonic amplitude of explosive with heat preservation is larger than that with the natural cooling at the same

position ,indicating that heat preservation technique is effective to control cast quality.
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