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Study on Reducing Shrinkage Porosity Defects by Spraying Strong Cold
Coating on the Surface of Plaster Mold

DU Ping', ZHANG Wei'?, YUE Xin', HAN Ming', WANG Lei'

(1. Himile Mechanical Science And Technology (ShanDong) Co. Ltd., Gaomi 261500, China; 2. Shandong Key Laboratory of
Tire Mould Technology, Gaomi 261500, China)

Abstract: The surface quality and properties of gypsum mold were very high in low pressure casting. Based on years of
experience in low-pressure casting aluminum alloy pattern blocks and the establishment of shrinkage database, the influence
of gypsum surface coating on shrinkage of pattern blocks was analyzed. It mainly includes performance research of strong
cold coating, spraying technique, coating thickness, spraying time, drying time, etc. When applied to practical production,
the shrinkage porosity rate of the pattern block is greatly reduced, the shrinkage porosity defects of the cast aluminum
pattern block is improved, and the production cost is reduced.
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Fig.1 Low-pressure die casting simplified schematic 3.3
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Fig.2 Formation mechanism of shrinkage porosity

(C)1994-2023 China Academic Journal Electronic Publishing House. All rights reserved. http://www.cnki.net



Vol.40 No.12
+1330- FOUNDRY TECHNOLOGY Dec. 2019

4.1 3

1 4] Tab.3 The normal coating process

1 ,

Tab.1 Coating composition of low pressure casting
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Tab.2 Preparation process of coating Tab.4 Test conditions for spraying process parameters of
coating
/mm /C /min

0.3 140 3
’ 0.4 160 5
. ’ . 0.5 180 10
0.6 200 15
’ 0.7 220 20
24h ’ © 0.8 230 25
4.3 0.9 240 30
, 1.0 250 35
, 3 12 270 40
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+0.005 mm, Tab.5 Spraying process parameters of coating
, 3 , /mm /C /min
0.4~0.6 160~200 10 N,
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Fig.3 Plaster surface before and after spraying of coating
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