HIEHER
FOUNDRY TECHNOLOGY

Vol.41 No.l!

*1034* Nov. 2020

DOl 10.16410/j.issn 1000-8365.2020.11.007

TL I PE R P e i 5 45 T 25T

EOE R B EEE RN EEE skEEss B (6
(HPE I T UBRAE (3 PR 2 5] 57 e 34 [F1471039)
7 T LR R P A TTHE R AR B A - SRR ) B A S 5y MR IR 5 P LR R
i1 BRI VT B T PSSR FIRERE « 3 SRt B 2R T2 SRS T I i R SR e AR 4
SRR MR TAN  TE HR B O7 ELASDL B T AT
& 5r2ES 1 TG251.2

SCRRPR RS A S EEY'S 1 1000-8365(2020)11-1034-03

Study on Casting Process of Vertical Agitated Mill Screw Wear Liner

YUE Weiguo, SHEN Chuang, YUE Jianguo, DIAO Xiaogang, WANG Tingyong,
ZHANG Leilei, WEI Wei

(CITIC Heavy Industries Co., Ltd., Luoyang 471039, China)
Abstract: Vertical mixing mill was a kind of high efficiency and energy-saving super-fine grinding equipment. As an

important part of vertical agitating mill, the service performance and life of spiral lining directly affect the grinding

efficiency and energy consumption of vertical agitating mill. The spiral liner castings with excellent quality are obtained

through reasonable materials selection and refined production technology.
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Fig.l Schematic diagram of stirret structure
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Tab.l Target chemical composition of spiral liners

Cr

2.6—3.0 0.6~12 0.4-1.0 17~24

2 EPETE

HTRBE AR ME AV IRFEIR S H DL s
5 B B GUEHI R A e E RSO E A A
FATALII L R f8 A LA BERS FE AR AL
NFEEORE o SR TERD S PRSI A T A AR
th Sy ARSI I i - #5532 AE W e
B I RERIRIIS N RURT RE e/ N R S R AT
BEEAERR T AR Y AS T AR RSN B AR
21 #HE1TZ

ZIRTE I A S T P Y B E
SMNEE 03 302 mm, spERjERH B &2 528 kgO'iE
WA EI RS T 207 2530 > B e SR A SAEHEE
Biih T2 o AFER ARSI I B REEEAE AR
b R ET DU SO S b BB A (5 P AR R R
AT 28 AR HL A AR

PR IARIE AL PSR RO (L E B 45 2
TR/ E - R EEGE BT EA MU
W L 5 B R E AR NE s e S LA - R
Prom'E O CE T IHAUTIER » RS THERTIRERIL
Rk - MRHE R AR S T Z T WEI 2R

= 22t i T 2558
Fig.2 The casting process scheme ofscrew liner
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Fig.3 Solidification simulation result ofthe screw liner
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Fig.4 The curve ofheat treatment process
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Fig.5 Finished casting ofscrew liner
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