20214 SEHA/ET70%E

&

TZHEAR Founore

=1]

BIFIE L ZR1T M E 5Lk

BER', 3K &, B, kTR, B, 208, AEE, ERhT
(1. BEESHISEREEAT, IR 030024; 2. BT WEBBIREEAS), WFEAR 030024;

EEEN:

X 4 & (1985-) , EB,
mt, sRIEIm £
EMRPEOABFELZS
Wit KA IE, BiE:
18803418012, E-mail:
zhaohongle1985@126.com

FEDZES: TG24
NEMRRAS: B

N EHHS : 1001-4977 (2021)
09-1115-06

WS HER:
2021-03-04 W ZI¥FE,
2021-05-12 WEE1TFS .

. BERHRDBRAE KAFRE, WHAXE 030024 )

WE: METIREHEIT THEEL 2RI, FEHERIE I HH B R EII 2
7. WIERER: HHRETR, RREBEMNE; FHHNE KRBT
B, BA LT B TmERNIRFEEE, §AMoREERE, HHEEISIERBIMINIR
BX; HHEL. BRERTREMEON, HHBORIMRE. RIBRUERHIT T m
), REBERA AR B RE, BEREHOROANREEBLERBTR
R, BFHEMEEMSER. RIBFERNERE, BT THENNIZMK, MHEEFRIE
KB, HHRET T mATRARER,

Xgia: B, HIE1E; BEEIL,; £k

[EEIREMRBETIXRY, HEEHIRE0ESM10%~15%. (Fl LK
BHTERD, HIFREES, 2HRRERSE, RERFRRSSBETRD
BEIRMER, EERENR ., YT RERSNETIRMS, —RAEERR, B
ks, REBERETREEGSRE. SMEE. SPEE. ST RERS
aitae, BRIETREHRTIEAESEN. RaeNE, EREIMRSES
NEGREAREENEIFE. BNTSENmS, MeSNEREMETNENE
BEEMNGGHE, ERREGESNTESTRAMARET GOSN, X
TEASNHRETE, EEERELRERESSERARIR], HinSHr-ERa",
FEMNREENEGROFELZHIT THR, Hrr BRI T RHUFRLTDE
W, FIXLEE, RNXSEHERAFISE T 2T TN, BT HHRaHE
HEEAESIRESG ™ m.

1 BARERNFETIZHERDT
11 FAREK
111 HHERD
EriRmeREREENES, BEEREFNMMESEFITUTEHEEH, HEAMR
E1EAS-1444-Graded 32089 EA_EXMEMISR, D &L,

112 BHERESEX
IRIEETIRZERIBMOERBR, BES IR BEXEMIEREX, XX
WABE R A E X NMEEED . FdRES, ENHEEHTERIMNMIKEE. R

Rl BHUERIER

Table 1 Requirements of chemical composition W /%
R C Si Mn S P Mo Ni Cu Al \Y
SN 0.21 0.3 0.8 0.4 1.4 0.03

SN 0.25 0.6 1.1 0.035 0.035 045 1.7 0.3 0.06 0.03
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Fig. 2 3D drawing of track pad product
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Fig. 4 Schematic of casting process design
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Fig. 5 Sand core diagram of track pad casting
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Fig. 6 3D drawing of casting process design for track pad casting
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Fig. 8 Simulation results of filling process for track pad casting
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Fig. 9 Simulation results of casting solidification process
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Abstract:

The casting process of track pad casting was designed, and the filling and solidification processes of the
casting were analyzed by means of numerical simulation software. The simulation results show that the mold
filling is stable and free from obvious splashing. The casting is firstly solidified at the positions of chills and
the risers are finally solidified, i.e., the bottom-to-up sequence solidification is realized on the whole. During
the solidification process of the casting, no isolated liquid phase zoneis formed in the casting. The shrinkage
cavity and porosity of the casting are concentrated in the gate system and risers, and no defects are found in
the casting. According to the simulation results, the trial production was done. In the pin holes of the trial
casting blank produced, there are serious burning-on defects. It is found by magnetic particle inspection
that there are cracks in the corners of the inner cavity, while other aspects of the casting meet the technical
requirements. Aiming at the existing problems, the corresponding process optimization was carried out.
The production verification after the casting process optimization shows that the casting product meets the
technical requirements of the customer.
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