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Application of Laser Additive Manufacturing Technology in Foundry

DUAN Guoging, FENG Tao, SUN Jianmin, TANG Guangdong
(Beijing Epluse 3D Technology Co., Ltd., Beijing 102200, China)

Abstract. Additive manufacturing technology realizes the process of directly forming solid parts from 3D model data,
which has the characteristics of short cycle, high precision and complex parts. The combination of additive manufacturing
technology and casting can improve the production efficiency, reduce the cost, and expand the application field and
development direction of casting technology. The technological process and forming principle of additive manufacturing are

introduced, and the specific process and practical application of additive manufacturing technology in investment casting

and sand casting are described respectively.
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Fig.l Laser additive manufacturing process
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Fig.2 Process flow ofrapid investment casting
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Fig.3 Principle of Selective Laser Sintering
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Fig.4 Mainframe casting additive manufacturing wax mold
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Fig.7 Process flow of rapid sand casting
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Fig.8 Preparation process of cast iron cylinder
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