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News about Risering/Feeding of Ductile Iron Castings
H. Roedter
(Rio Tinto Iron and Titanium, Frankfurt. Germany)

Abstract: One of the main requests from castings uers is the guaranty that the part is sound and free
of shrinkage or porosity defects that could result in catastrophic failure. Since all materials liquid
contraction during cooling, the use of risers/feeders is a common practice. However, because
graphitic irons, such as Ductile Iron can benefit from the expansion of graphite during solidification,
the pattern plate designers can take advantage of this characteristic and use smaller risers if he
understands the solidification mechanisms. In this paper, the principles of risering Ductile Iron are
reviewed. In order to further improve pattem yield and, as a consequence, the economics of Ductile
Iron castings production these principles are applied in order to reduce the size of the risers, while
maintaining the objective of producing shrinkage free Ductile Iron castings.
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Fig. 1 Schematic of volume changes occurring during
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Fig.2 Schematic of volume changes in ductile Iron during
solidication. The lower curve is typical of a low ’
metallurgical quality iron
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Fig. 3 Examples of shrinkage cavities obtained with

different types of sleeves
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Fig. 4 Comparison of casting assembiles produced with
conventional risers (left) and mini-risers (right)
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Fig. 5

Comparison of riser sizes and riser neck cross

sections for conventional risers and mini-riser

Fig.6 Example of a casting produced with only two minr

risers
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Comparison of pattern plates with mini-risers and
conventional risers
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Positioning of a

system
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Fig. 9 Example of a “ contact riser” assembly
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