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Rapid Development of Large Gear Made by Patternless Casting

XU Haiduo, LYU Lehua, ZHANG Jiegiong
(First Tractor Company Limited Engineering Center of Manufacture Technology, Luoyang 471000, China)

Abstract. The rapid development of large gear was studied based on rapid casting technology. Aiming at the parting
position of gear teeth in large gear with diameter of 1 800 mm, the casting technology of "whole tooth" was adopted, and
the development of large gear castings was carried out rapidly through pouring system design, parting design, casting
machining, joint forming and melting casting. The results show that the technical scheme of uintegral tooth” for the
development of large gear castings has the advantages of short production cycle, low production cost, high casting structure
precision and good casting surface quality.
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Fig.l Casting figure ofthe large gear
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Fig.2 Casting process of large gear
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Fig.3 Schematic mould made by four different small mould parts
for large gear
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Tab.l Assembly accuracy parameter design of sand mold

eRCTE EPARURSFMm i el i /mm
AR RA 2 000x1 000x200 0.5
N A 2 000x1 000x200 0.5
e T AR 2 000x1 000x200 05
Nsvay i VAV aTi 2 000x1 000x200 0.3
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Fig.4 Machining, measuring, assembling, closing and pouring ofthe larger gear sand mould
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Tab.2 Comparison of production cycle and production cost
between rapid casting and traditional casting
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