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Fig. 2 Sand core combination diagram
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Table 1 Chemical composition of original liquid iron wg/%
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Fig. 5 Microstructures of test block
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Table 6 Mechanical properties of attached specimen
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Abstract:

The

casting structure and technical requirements of the front plate of the injection molding machine were

described, and the casting process design and smelting process control points of the casting were described. By
designing a composite sand core structure, adopting an open bottom pouring system, and strictly controlling
the melting process, high-quality castings were obtained, achieving rapid and stable mold filling of molten

iron

during the pouring process. The production results show that the yield rate of the casting process is 83%,

and the yield rate is 100%. No internal defects are found through non-destructive testing. The metallographic
structure and mechanical properties meet the technical requirements.
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