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How Should Nodular Iron Castings Be Fed?
ZHOU Gen
(Wuxi Diesel Engine Branch, Jiefang Automotive Co.Ltd, China First Automotive Group, Wuxi 214026,China)

Abstract: Since contraction of nodular iron is bigger than its expansion, nodular iron castings must be
fed from outside to prevent shrinkage defect. A later solidifying location always is the feeding source of
the earlier solidifying location, therefore, in order to make the feeder have feeding capacity, it is a
must to make the feeder solidify later than the casting. To improve both the feeding from outside and
self—feeding, it is necessary to adopt properly bigger section area of the feeder neck, all ingates, vents
and overflowing risers should be blocked at the pouring end as sooner as possible in order to increase
material content of the casting by increasing amount of the melt entering into mould cavity, and reduc—
ing amount of the melt running out mould cavity. Realizing proportional solidification would reduce ma-
terial content of casting, so it is unfavorable for shrinkage prevention.
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Fig.2 Method of a nodular iron connecting rod
(see[1]:P107)
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Fig.3 Method of a end cover using Connor feeder
(see[1]:p122)

2005.3

11



RESEARCH & DISCUSSION

131

[10] 1
2
3 (1] 2
3
4
Fig.4 Blocking at earlier solidifying feeder neck
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