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Casting Process Design of Ductile Iron Castings for the Front Plate of High

Hydraulic Shooting Table
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Abstract:

The front plate is one of the key components for the injection molding machine. The oil holes on the front
plate have high precision machining and the requirements of enduring high oil pressure. In this paper, the
key points have been discussed in the production of high-hydraulic-pressure ductile iron casting. The process
scheme of the partition, gating system, and cooling system are presented. The core scheme is determined
through simulation software to avoid shrinkage and porosity defects in the casting. By reasonably selecting
the chemical composition of the casting as well as strictly controlling the spheroidization, inoculation, and
pouring processes, the casting body penetration test (PT) reached quality grade | of EN 1371. The mechanical
properties and metallographic structure of the cast test block meet the requirements of customer’s standards.
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