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Fig. 1 Original casting process
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Fig. 2 Burning-on defect of casting produced by original casting process
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Fig. 3 The first improved casting process
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Fig. 4 Burning-on defect of casting produced by the first improved
casting process
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Casting Process Optimization of Ship Stern Bearing

LIU Sha', TENG Zong-long®, YAN Chun—jian®

(1. Fuxin Industrial Technology Innovation Promotion Center (Fuxin Industrial Technology Research Institute), Fuxin 123000,
Liaoning, China; 2. Fuxin Lida Steel Casting Co., Ltd., Fuxin 123102, Liaoning, China)

Abstract:

Stern bearings for ships, made of HT300, are simple in structure, but do not allow any casting defects.
However, the rejection rate of stern bearing castings due to shrinkage and burning-on is as high as 50%, which
seriously affects the production of products and cannot guarantee the quality. By analyzing the causes of
defects, the casting process of the stern bearing was improved, and the filling temperature of molten iron was
controlled so that the temperature field of the stern bearings became uniform. Thus the defects of the castings
was eliminated or reduced. Finally, the rejection rate was reduced to 5%.
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