R AR
FOUNDRY TECHNOLOGY 79

Vol.40 No.Ol
Jan. 2019

DOI :10.16410/j.issn 1000-8365.2019.01.020

- . TN =& 5= ,f AN [ A= Lim Uy A=A
FFg LB <E B B e )5S T 2098
VISRV
CHAERER R R E AR A E S 18 52 /12050222)

T B2 EPNA B E 2L B R BE [ S DR N IR L R & 2L FE (AR S B G985 3E T 20T 79T « IE2RFE AR
FANE B A INFE B B R D U Y < Jg R 88 ) 8538 5 U6 4 - WIS B4 75 SR B SRR NSRRI MER 2 4
TR A FoNn 5 5S4 P R ERUME SRS o 45 RFREA e W &R 7 =AY AT EL BRI SEFR IS IE i 0 T B BRI E
TEET 2

SR BB BRI B BRE T

HRES S TG249.3 SCERFRIRED A

X E 45 1000-8365(2019)01-0079-02

Research on Metal Mold Gravity Casting Process for Box Parts

BAI Lijing
(Hebei Oret Aluminum Alloy Co., Ltd., Shijiazhuang 050222, China)
Abstract: The casting technology of box-type parts with large flange, thin wall thickness and complex cavity shape was
studied. This kind of box body casting with the external metal mold, the inner cavity was formed by the coated sand core
metal mold gravity casting method. The internal and external quality of castings would be greatly affected by the different

ways of cavity parting, and the degree of difficulty of casting operation would also be affected. The results show that the

optimum gravity casting process of metal mold is determined after the analysis and comparison of various schemes and the

actual verification.
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Fig.I Complicated box structure
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Fig.2 First casting process diagram
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Fig.3 Second casting process diagram
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Fig.4 Third casting process diagram
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