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Research on Complex Thin-Wall Frame Structure Casting Made by
Patternless Technology
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Abstract: Taking a radar antenna base as an example, the digital without pattern casting precision forming process of
complex thin-walled frame parts was studied. A reasonable pouring process was designed by adopting rain pouring system.
The mold filling, solidification, shrinkage and porosity distribution of complex thin-walled frame parts were simulated and
analyzed by ProCAST casting simulation software. The results show that there are no casting defects in the castings
obtained by pouring, which indicates that the process is reasonable and feasible.
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Fig.1 3D model of the base of radar antenna
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Fig.2 Gating system of the base of radar antenna
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Fig.4 Simulation results of casting solidification process
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Fig.6 Sand mould of the base of radar antenna
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Tab. 5 Comparison data of cost per ton steel of different
pinch roll manufacturers in full cycle
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