HEHR
- 712 - FOUNDRY TECHNOLOGY

Vol. 42 No. 08
Aug. 2021

o 4%FhehiE  Special Casting e
DOI:10. 16410/j. issn1000 - 8365.2021. 08. 015

3D HTEN R E R RBRFEI ZR/NFHERNTR

BEFR, BEF HXR RREH N
(AL FAUH B 41 42 F A AR LB A RA 8] , b5 100083)

B ERETEHEIDITHHEA KR THEEHE LEARBERETHTREI . 45RKY,3D TE A H &
0.5 mm& L) FEE A (HAEREE S AH 0.5 mm & 1.0 mm SERBIH & A B B ASTE , A 2 R R BK , i 1 IR e Bk
HSE R/ N 1.5 mm; AR A P ,0.5 ~ 2.0 mm JRE A 68 55 0 FE R A Y BUAS [ 7 B A 8 AN A2 (), BE T
2.5 mmiFERY R 4F;50.5 ~2. 5 mm A FEERIF FERY R 4T, T B BRI o

REEIR) IL I  oT ; SRR BEJR

hE 5K S . TG249 NEkFRERS A X E4RS :1000- 8365(2021)08- 0712- 03

Study on Minimum Cast Wall Thickness of Investment Casting
Technology Based on 3D Printing Pattern

GUO Jiandong, YAN Haiyang, YANG Wenliang, XU Jifu, HUANG Shun
(Beijing National Innovation Institute of Lightweight Co. ,Ltd. ,Beijing 100083, China)

Abstract ; Based on the wax mold 3D printing technology, the mold filling situation of parts with different wall thickness in
investment casting process was explored. The results show that the 0.5 mm and the wax mold can be prepared by 3D printing,
but the 0.5 mm and 1.0 mm wax mold are obviously deformed in the process of paraffin dipping,and the minimum thickness of
the wax mold meeting the requirements of paraffin dipping is 1.5 mm. In the process of investment casting, the filling of
aluminum castings with 0. 5 ~2. 0 mm thickness appears different degree of insufficient casting, and the filling of aluminum

castings with 2.5 mm wall thickness is good. The cast iron of 0.5 ~2.5 mm thickness has good filling and no obvious defects.
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Tab.2 3D printing wax mold forming record sheet
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Fig. I Samples of 3D- printed wax molds
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Tab.3 Record sheet after 3D printing wax film

post- processing
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Fig. 2 Patterns with gating system and fired shell molds
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Fig. 3 Forming of cast aluminum and cast iron

with different wall thicknesses
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