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Experimental Study on Stripping Time of Molding Sand Based on
Flexible Extrusion Process
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Abstract: Based on the flexible extruding/cutting composite forming technology of digital sand mould, the effects of
different resin and catalyst content on the stripping time and performance of sand mould were studied. The results show
that the change of catalyst content has a nonlinear effect only on the molding time, but has little effect on the 24 h tensile
strength and air permeability of sand mold. With the increase of the content of resin sand mould stripping time decreases,
and 24 h increase tensile strength, permeability is lower, at the same time with different ratio of resin and catalyst to draw
time rule curve of multivariate linear regression, the ratio of different resin and catalyst under the condition of sand mould
stripping the prediction model of time, flexible extrusion forming technology for sand production scheduling and production
efficiency to provide a theoretical basis.
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Fig.2 Experimental sand mold

Fig.3 Some machine cut standard sand mold samples
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Fig.4 Influence of different ratio of resins and hardeners on the
stripping time of sand mold
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Fig.5 Influence of different ratio of resins and hardeners on 24 h
tensile strength of sand mold
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Fig.6 Influence ofdifferent ratio ofresins and hardeners on sand
mold permeability
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Fig.7 Schematic diagram ofcalculation of stress ax on stripping?time



*1112-

>)

<n=Max -G

"4

Gvi Gg .. Gm Gm Gm _ _
4y 4 4y ln *4n " Anj

Gm' ' Gm'G* “+'\Gm
M...Am4vi ... Aa-—-—--

Aa

&)
()]
z=/c(25.643x24y+8.92xy-135.19x-32.52y+-214.235)
3

NGO

24 h

2

FOUNDRY TECHNOLOGY

Vol.41 No.12
Dec. 2020

=B &N

(1]

(2]

(3]

[4]

[5]

[6]

[

(8]

9]

(10]

(11]

PREE . B F RO E S RO RS TOR 5 2 iR [C/
PR AR F 2=, 2017 vp [H #4& E D) R SCEE . R E AR TR S
= BRI R L PEVR AR A2 IE =
2017.

Yoon H S, Kim E S, Kim M S, et al. Towards greener machine
tools-a review on energy saving strategies and technologies[J]. Re-
newable and Sustainable Energy Reviews,2015,48:870-891.

A Josan, C Pinca Bretotean, S Raiu. Critical analysis of the influ-
ence of the possibilities of establishing the moulding technology
on obtaining the castings[].10P Conference Series: Materials Sci-
ence and Engineering, 201& 294(1).

XIRNRE B 225 & AT S O ROR i 2D
VIHIERERTZE[I]. 444#,2016,65(12):1167-1171.

XN R 22 ) 55 AT IO IS 3 BRI ROR Db AU R
AT [] - $iERoR,2017,38(2):354-359.

Nouira I, Ffein Y, Hadj-alouane A B. Optimization of manufactur-
ing systems under environmental considerations for a green-
ness-dependent demand [J]. International Journal of Production E-
conomics. 2014,150 188-19&

ZERARS - T EE  RDALE AL AR FERZ I R 2R oA B TTRE R
FEARHAFE I AL S & S5 A157,2019, 32(6):66-67,103.
PR E SRS F - BEEHHI L Z SO B AR
T TRy [J]. 8455 A 0 2018, 39(6):1228-1232.

XA FESE /NG . T ZSEOS 707558 & e AL AR It
S a5y g2 [J]. 8 TAEAAR 2019, 26(6): 55-61.
XINNE s BE i & LT b Al S E SR T 20T
Z2[3J .85 K,2019,40(12): 1281-1285.

FREHT Sk Mg T & B T EYE AR A ED I IEA &Y
AASTSAR G < BRI [BI5EFTE [ I FE RS2 1R (1 2R
/i%),2017,48(10): 2590-2596.

20214 (#54EHR) ZEIET] )55

(BFHEHROR ) 2 - HFL1I979F Gl - rhEsFE T - ¥2053 3R E WL « P IERRAETS
ISSN1000-8365/CN61-1134/TG . EWNSMAFH &I T EN &S 52-64,H M 175 : M855
FRAETE FE] R 28 [ N 4 M A TR S E R B IR S T ZROR AR P B 2206 DA R 831 T R R a7 - WA TR

MG T T Z AN AR T H AP At B AP T T A

FEREH AR T Z2ROR AT HOR SEEROR Ffh s SR pBIHROR APt B9 SERA R HE AR

= B MBS Y AL VI

RATISER  E NS MF S L FISEAT SRR SRS R AR e g (UES) e BRRI R R
I E PIE SRS I JE R A PR O SRS R DR A B8 DU B R AE T VAR e R R R 2 1k 2

HREE

T3 7 2R A B MBS S 1T B B DA PR M ROR A+ LT 1 - xR 1280 mHAE 2550 - 27242300

TC(E DY) FES 233650 442050

ST e~ SO o Tz m 4
HBNGHHE : PRPE A PEZETH IR X A IHPEREE 127 S P40 Tl 5seE 301 %

Big A 2GR, 029-83222071

AT 7 # BRPES SRR S AR TUEAF]
ik “=-:3700 0235 0920 0091 309
FF AT L PE TR ERAT P2 T AL B ST

R i/ (% - 13991824906

3l www.zhuzaojishu.net

E-mail:zzjs@263.net.cn


%25e7%25bd%2591%25e5%259d%2580%25ef%25bc%259awww.zhuzaojishu.net
mailto:zzjs@263.net.cn

