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Analysis and Countermeasure to Gas Hole Defects in Pillar Castings

HUANG Jianguo', WU Chengling?, LIU Wenpeng', LI Zaican', PU Hongyi'
(1. Yunnan Machinery Research and Design Institute, Key Laboratory of Electromechanical Integration Application

Technology of Yunnan, Advanced Manufacturing Technology Research Center of Yunnan, Kunming 650031, China; 2. City

College, Kunming University of Science and Technology, Kunming 650051, China)

Abstract: Machine tool pillar casting materials is HT300, a mould of two casting, a single casting gross weight, pouring

and riser weight, the total weight are 104 kg, 27 kg and 235 kg, respectively. The casting produces air holes in the inner
wall of the main shaft hole, the inner wall of the flange hole and the upper end face of the machine head. Through process
analysis, casting defects are successfully solved, improve product quality and reduce production cost.
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Fig.1 3D drawing of casting
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Tab.1 Gate Ratio and Unit Dimensions
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Fig.2 Sand core diagram and integral core diagram of castings
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Fig.3 Shrinkage on the inner wall of diameter with 100 hole and flange hole and air holes on the end face of flange
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Fig.4 Schematic diagram of filling process simulation
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Fig.5 Structural design first of gating system
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Fig.7 Cooling curve of sand mold and casting
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Fig.10 Filling process of different design program
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Fig.11 Simulation results of shrinkage distribution position
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Fig.12 Cooling curves of sand mould and casting
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