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Abstract: Taking heavy truck automatic transmission as an example, which has realized the rapid development of heavy
truck automatic transmission through casting simulation software named MAGMA, 3D printing of sand mold and core, and

sand gravity casting technology. Finally, a new process of 3D-printed sand mold , core and gravity casting was established.
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Fig.] Automatic transmission housing
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Fig.2 Different pouring methods
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Fig.3 Two different flow pattern during filling
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Tab.1 Coefficient of common non—ferrous alloys
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Fig.4 3D drawing of pouring system
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Fig.5 Simulated result of solidification of casting
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Fig.6 Adding the chiller
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Fig.8 Core assembly and pouring processes
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Fig.7 Parting process of sand mould
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