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Practice of Iron Mold Sand Coating on High—end Castings

LI Xishi', LI Changlong®, XIANG Shigiang'

(1. Shandong Xuguang Derui High-tech Materials Co., Ltd., Linyi 251500, China; 2. School of Materials, Shandong University
of Architecture, Jinan 250001, China)

Abstract: The iron mold sand coating casting process meets the conditions for producing high-end castings. Taking the
hydraulic casing cover of tractor lifter as an example, the process of developing high-end castings by iron mold sand-coated
casting process was introduced, including key points of process design, trial production, etc.
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Fig.4 Spheroidal graphite morphology
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Fig.5 Ductile iron matrix structure
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