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Production Technology and Application of Large Ductile Iron Casting

CHEN Yongcheng12

(1. Guangdong Zhongtian Chuangzhan Ductile Iron Co., Ltd., Yingde 513000, China; 2. Guangdong Research Center for High
Performance Large Castings Manufacturing and Simulated Engineering Technology, Yingde 513000, China)

Abstract: The technical parameter difficulties in casting process and smelting process of large ductile iron parts and the
selection and control method of technological parameters were described. In 3 500 tons of injection molding machine
second plate, Italian ceramic mechanical base for the production and application and verification. The results show that
only through reasonable and excellent casting process design and reasonable melting process, controlling the process control
nodes and parameters of each link in the production process, can the large ductile iron parts with qualified mechanical
properties and microstructure be produced stably.

Key words: large ductile iron casting; casting technology; smelting technology; mechanical properties; microstructure

WS & R b ms8eR S A S R
o N RBIBRERAF B TR SRR 2 — BRI DA
BN FRE T YR S ER R RAET BE
XSRS AL R SR LA W A o AR TAZAI LRSS
A THENVEZE (L RN RSV (2

B 2 KRB FHLER
Fig.2 Component of large injection molding machine
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Fig.3 Ceramic mechanical base
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Fig.7 Second board casting drawing
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Fig.8 Microstructure attached to cast test block of second board
casting
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Fig. 10 Sketch arrangement 1 of cold iron
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Fig.l'1 Sketch arrangement 2 ofcold iron
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Fig, 2 Microstructure attached to cast test block ofbase casting
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