Vol.40 No.07
Jul. 2019

BFIEROR

FOUNDRY TECHNOLOGY *667-

DOI :10.16410/j.issn 1000-8365.2019.07.009

IR e B 2 G kY S A 2 R M RENT ST

g R IR AGENR BT 48 FOEHL SRS
(U HREMBLS I TSR | 4R )1510650)

R - RE GBS AHEEESN/ S EH U EE Gk - KA BB (OM) - it
(SEM) BE i 57T (L (EDS) BB ET1 74T 22 5 (EBSD )R IE fhsE [ Sy HT ST N / $0 < J 2 A il Sk 0y S i 4H U S MR RE
SERBIH R - IRE G H SIS N S SRS R eSS FUEAFIEERE L7930 punival g2 SFHEIA N
FUREE £ 9333 HVO

SR R DR SR SO S

FE SIS TG244P SCHERAR RS A X w5 : 1000-8365(2019)07-0667-04

Study on the Microstructure and Properties of Steel/lron
Bimetal Hammer Interface

FENG Bo, LONG Jun, ZHENG Zhibin, ZHENG Kaihong, WANG Juan, WANG Haiyan, FENG Xiaowei
(Guangdong Institute of Materials and Processing, Guangzhou 510650, China)

Abstract: In this study, low carbon steel/high chromium cast iron bimetal hammer was successfully fabricated by
liquid-liquid compound casting. The microstructure and properties of steel/iron bimetal hammer interface were analyzed by
(EDS), electron
back-scattered diffraction (EBSD) and microhardness tester. The results reveal that there is a good metallurgical bonding

optical microscopy (OM), scanning electron microscopy (SEM), energy dispersive spectrometer
between low carbon steel and high chromium cast iron by liquid-liquid compound casting, the thickness and microhardness

of diffusion layer are about 30 |J m and 333 HV, respectively.
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Tab.l Chemical composition of steel/iron bimetal hammer
okt C Cr Mn Si S P Fe
(BB A SN 0.257.30 1.0-1.2 1.0~12 0.8~1.0 <0.04 <0.04 RE
=Rk 3.0~3.2 25.0-28.0 05-0.8 0.4-0.7 <0.04 <0.04 S8
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Fig.1 Schematic diagram of liquid-liquid compound casting
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Fig.3 Metallographic microstructure of high chromium cast iron

E AN /S B B S L SR H A e 4 2R
Fig.4 Metallographic microstructure of steel/iron bimetal
hammer interface
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Fig.5 SEM ofsteel/iron bimetal hammer interface
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Fig.6 EDS ofsteel/iron bimetal hammer interface
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Fig.7 EBSD of steel/iron bimetal hammer interface. GD refers
to the growth direction of columnar crystals
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Fig.8 Microhardness distribution of bimetal hammer interface
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