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Fig. 1 Combustion curve of common exothermic riser
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Fig. 2 Combustion curve of riser made with EX5 BLEND exothermic material
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Fig. 3 Process scheme of metallic pads for risers
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Fig. 4 Simulation results on process scheme of metallic pads for risers
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Fig. 5 Process scheme of exothermic pads for risers
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Fig. 6 Simulation resutls on process scheme of exothermic pads for risers
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Fig. 7 Core box for preparing exothermic pads
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Fig. 9 Positions of exothermic pad and metallic pad
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Fig. 11 Conditons of casting surfaces after removal of exothermic pads
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Application of Exothermic Pad Technology in the Production of Duplex

Stainless Steel Castings

BAO Jun, LI Fu—-qin, JIANG Feng, LI Yong

(Anhui Yingliu Group Huoshan Casting Co., Ltd., Huoshan 237200, Anhui, China)

Abstract:

The effects of exothermic pad and metallic pad on the production of duplex stainless steel castings were
compared. With the aid of the solidification simulation software, the effect of the designed exothermic pad was
simulated and verified, and then the trial casting was carried out. The research results show that the pad made
of the EX5 BLEND exothermic material can replace the metal pad, and in the case of meeting the feeding
requirements, it can reduce the consumption of metal material and the consumption of energy when removing

the metallic pads, thus greatly reducing the production cost.
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