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Fig. 1 3D drawings of end cover casting
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Fig. 2 Shrinkage cavity and porosity distribution of end cover casting
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Table 1 Chemical composition of end cover castings w5/%

C Si Mn S P Mg RE
34~3.7 20~23 <05 =<0.02 <0.05 0.04~0.06 0.01~0.03
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Fig. 3 Photos during smelting and pouring of end cover casting
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Table 2 Mechanical properties of end cover casting

prhism g /MPa JEIRSRSE/MPa iK% WHEHB
R =420 =290 >5 170 ~ 230
SENE 515 390 15 207
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Fig. 4 Microstructure of end cover casting
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Fig. 5 Photos of finished end cover casting
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Production Practice of Heavy Section Ductile Iron End Cover Casting

DIAO Xiao—gang, WEI Wei, SHEN Chuang, YU Zhi-ming, WANG Yi-hao, YU Zhi-bin
( CITIC HIC Heavy Cast-Iron Metal Foundry Co., Ltd., Luoyang 471039, Henan, China )

Abstract:

This paper introduces the production practice of the ductile iron end cover castings with single weight of 22.6
t, the maximum wall thickness of over 200 mm and the material grade of QT500-7. Through optimizing the
casting process by using the ProCAST simulation software, adopting the insulating risers and chills reasonably,
selectiing high quality raw materials, determining suitable chemical composition and molten iron temperature,
using the wire feeding spheroidization and inoculation treatment, the qualified end cover castings have been
obtained. The inspection results of castings show that all mechanical properties of the castings meet the
requirements of QT500-7 ductile iron, and the quality of castings is fully in conformity with the technical
requirements of nondestructive testing. The results show that the production process is feasible for the end cover
castings.
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