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Production and Application of Iron Mould Sand—coated Casting in Ductile Iron
Brake Wheel of Elevator

PAN Dongjie, ZHU Guo, XIA Xiaojiang, TANG Yao
(Zhejiang Institute of Mechanical & Electrical Engineering Co., Ltd., Hangzhou 310051, China)

Abstract: According to the structural characteristics and technical requirements of elevator brake wheel and the
characteristics of iron mold sand-coating casting process, the casting process plan of iron mold sand coating for brake
wheel was determined and optimized by solidification simulation software, so as to realize the mass production of casting.
The production practice shows that the casting technology is feasible, the casting quality is stable, and it has significant
economic benefits and competitive advantages.
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Fig.1 3D drawing of thyssenkrupp brake wheel casting
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Fig.2 Selection of brake wheel parting surface
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Fig.3 Elevator brake wheel process layout
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Fig.4 Temperature field distribution during solidification simulation
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Fig.5 Solidification simulates casting hot spot
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Tab.1 Chemical composition of brake wheel casting
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Fig.7 Positive and negative samples of brake wheel casting
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