HEREAR
FOUNDRY TECHNOLOGY

Vol.45 No.06

+600- Jun. 2024

DOI:10.16410/j.issn1000-8365.2024.2035

HHHRRBISRE T ZMR

(B A S R AW A T 8] SR T R A4 239500)

W OB AR, TR BIEE  HALS Ye /N T R 5T S AR A M A A A G R R R A AR
FERRAR SRS R T RBE T 2B — @ AR SCEN X REE AR AR AR T A T R B B RAL
D S B AT AT 2 AR B A T2 S A S B R G AT HEACHEE B LA R R R PN E AE 3K T A
Jr B B B RIS 25 5 2B PR IR 0, B T A R 5% 7 i A i B A

KEW AA T2 0E R G M A HERHEE B 0 K A6 s

HE 4 32 TG249; TG245 HARIRAD A X E 4 :1000-8365(2024)06-0600-05

Process Research on Lost Foam Casting Defects of Flywheel
Housing and Other Castings

LIANG Shouyou
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Abstract: In recent years, lost foam technology has rapidly developed in China due to its advantages such as low pollution,
flexible processing, low labor intensity and good repeatability, showing significant advantages over other casting processes
especially in the production of box and shell products. In this paper, defects such as burning-on, porosity and sand wash
that are prone to occur in products such as flywheel housing during the lost foam casting process were analysed. By
adjusting the combination process method of the pattern, optimizing the product pouring system, arranging the exhaust and
slag discharge risers, and ensuring the rationality of the layout of the inner gate inlet, measures to solve the casting defects
of related products are proposed based on the production situation. After the production and machining process, the goal of
solving casting defects in the product is achieved.
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Fig.1 Existing process of the flywheel housing
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Fig.2 3D diagram of the existing process
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Fig.3 Sand inclusion defect
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Fig.4 Final process of the flywheel housing

2 kREHGHSARESHN

MR BRI, VRS A3 i A i K 1Y
SR B FR R, ASBE B HE AR M 7E 55 44 2 1
R, RALBY BB S R EE IR 2 ERE R
RGBT Wi Y S S

P R IR AR ST, AL BB AN 5 TR
BRI PR E 1 460~1 470 C (I A M L), 3%
TR E 1430~1 440 'C, H% -0.025 MPa, AEfE A
PR, EZEE A AT 7 b O A ik L AL, 2
FH 30%.,

21 ®mEZ

PR B 22 B 5 A1 % 1 Bz S % 1 Ak AR R
FGE I T RN T 2R A7 AR R/ INAS S 1 6 v FLIR
fLEER AT A A O, AL E A P A 5
IR, N RALR R R, FEmME RN .
OB, YUk, WKRREA T



<602 - FOUNDRY TECHNOLOGY

Vol.45 No.06
Jun.2024

Bl 5 ik ALAL
Fig.5 Pore at the motor hole
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Fig.6 Schematic diagram of the air outlet piece at the position of
the motor hole
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Fig.8 Sand wash in the castings
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Fig.9 Final process of the connecting rod rest
(four points of water entry on the side)
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