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Fig. 1 Three—dimensional diagram of part structure
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Fig. 2 Position of parting surface
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Fig. 4 Schematic diagram of casting position in sand box
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Fig. 5 The austempered wheel disc castings
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Fig. 6 Metallographic diagram of the austempered casting
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Table 1 Chemical composition of cast iron Wy /%
i 5 c Si Mn S P Mg RE Mo Cu
HARMEL 3.4~38 2.3~2.8 0.2~04 <0.03 <0.05 0.03~0.06 0.01~0.04 <03 <038
SENE 356, 356 242, 261 0.28, 0.28 0.015, 0.015 0.035, 0.035 0.035, 0.035 0.011, 0.011 0.18, 0.10  0.65, 0.60

F2 AR EBAA
Table 2 Metallographic structure of the test block

i 5 A AN ERILR (% L4
HbRE 5~7 =85 A
S 6, 6 92, 93 BRI+ BRI, BRI+ BRI
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Table 3 Mechanical properties of the attached cast test block
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Trial Production of High Strength and Toughness Ductile Iron Wheel Disc
Casting

GU Yi-kang', KANG Jin-hui’, LI Ping*, LI Zhao-xia®

(1. School of Material Science and Engineering, Henan Polytechnic University, Jiaozuo 454003, Henan, China; 2. Department of Mechanical
Engineering, Zhumadian Technician College, Zhumadian 463000, Henan, China; 3. Jiaozuo Gude United Machinery Manufacturing Co.,
Ltd., Jiaozuo 454150, Henan, China)

Abstract:

According to the structural characteristics of ductile iron wheel disc casting, the casting process was designed.
The top risers and hot side risers were combined to realize sequential solidification and effectively feed
the casting. According to the technical requirements of materials, the melting and pouring process and heat
treatment process were studied. The trial production results show that the wheel disc castings by the designed
casting process and heat treatment process have no defects such as shrinkage, dispersed shrinkage, slag
inclusion and porosity, and the material properties meet the customer's requirements.
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