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Table 1 Chemical compositions of cast iron (%)
Element C Si Mn S P B
Con tent 3.30 1.74 0. 88 0.116 0. 067 0. 043
wWcC dmm, 2mm , WC
. 35mm )

24mmX 22mm.
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’ ’ Fig. 1 Specimen appearance after remelting hardening treatment
[1,2]
2.2
( )
HRC
’ 66
2 . , J
65 o
’ ’ 64 9 9
, HRC60, 631
. WC : HRC 6 o oo
65.5. 61 °
60 T T T v ¥ —
70 90 110 130 150 I/A
(110A), ,» 3
. 2
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Fig.3 Hardness curve of different melting rate
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Table 2 Wear experimental data of different meltingrate specimen

Maternal 1 2 3 4
Move speed of ar/ mm°s ! 0. 802 1. 013 1. 427 1. 647
Weight before wear/ g 90. 8953 91. 2169 97. 2262 95.2108
Weight after wear/ g 89. 2423 89. 7058 95.9248 94. 0107
Lost weight/ g 1. 6530 1.5111 1.3014 1. 2001
Ratio (%5) 1. 819 1. 657 1.339 1. 260
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° ’ Fig. 4 Relation curve between wear resistance and melting rate
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Fig. 5 Hardness curves of different section
3
Table 3 Wear experimental data of different material
Maternal Remecting Surfacing Fast cooling condensation Tron
Weight before wear/ g 97.2827 103.6401 105. 6207 106. 2923
Weight of ter wear/ g 96. 6138 103.2245 104. 5924 104. 6528
Lost weight/ g 0. 6689 0. 4156 1. 0283 1. 6395
Ratio (%) 0. 668 0. 401 0.974 1. 542
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Fig. 6 Hardness distribution of different material Fig 7 Wear resistibility of different material
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Fig. 8 Picture of microstructure electronic scanning (SEMD) in remelting zone
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Remelting Harding for Inter Surfacing of Thick Oil Pump

Liu Zhengjun, Lin Kegung, Liu Bingshan Sun Bo
(Shenyang Polytechnic University ) (Dandong Thick Oil Pump Factory)

Abstract To improve wear resistibility of inter surface for thick oil pump shell made form cast iron
that will increase the time of pump itself directly. The wear resistibility of grey cast iron HT200 is in-
creased through hardening the surface of cast iron which is obtained as remelting it with tungsten inert
shielded gas arc. The effect of arc current and melting rate on the microstructure and wear resistance is
studied. The results are compared with those of WC electrode hardfacing for cast iron with chilled
treating and proved that remelting hardening principle is much better and cheaper technique than the
others.

Key words cast iron, hardness, wear— resistibility.
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