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Production Process, Slag Defect Analysis and Countermeasures of
Gear Base Casting

KE Zhimin, CHEN Penghui
(Guangdong Zhongtian Chuangzhan Ductile Iron Co., Ltd., Yingde 513000, China)

Abstract: The technical requirements and production difficulties of gear housing castings were analyzed, and the selection
and control of casting modeling, melting process and other technological parameters of gear housing castings were put
forward, as well as the control methods of spheroidization and inoculation treatment. The causes of slag inclusion defects in
castings were discussed, and some countermeasures were put forward, such as increasing casting temperature, increasing
filter net and controlling iron chiller. The results show that by means of the metallographic, mechanical properties and
ultrasonic inspection of the attached casting test block, all the indexes meet the technical quality requirements of customers,
and the stable quality production is achieved.
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Fig.2 The dimensions oftensile sample
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Tab.l Chemical composition of cast-on sample block

5t it
BiS
Al 3.57 1.98 0.22 0.022
A2 3.58 2.00 0.23 0.023

Si Mn P S RE Mg

0.010 0.0059 0.045
0.009 0.0055 0.047
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Tab.2 Mechanical properties of attached cast specimen

Wik S RmIMPa 72p0.2/MPa 4(%)  mEErikig HBW

Al 383 246 255 126
A2 379 241 26.0 130
1 2
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Fig.6 Relationship between pouring temperature and slag
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Fig.7 Solid phase ratio during solidification at different times after optimization
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Fig.8 Shrinkage porosity distribution after casting parameters
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