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Application of Spraying Technology in Iron Mold Coated Sand
Casting of Cylinder Block

ZHANG Xin, ZHOU Jun, LI Jiang
(Yulinshi Yuchai Machinery Fittings Manufacturing Co., Ltd., Yulin 537005, China)

Abstract: The optimization application of spraying technology when the engine cylinder block casting with iron mold
coated sand was introduced. The optimization and verification of coating selection, spraying equipment selection,
modification and spraying process parameters were carried out. The results show that the defects of casting surface sticking

sand and sintering are solved and good results are obtained.
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Fig.1 Bonding and sintering position
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Tab.1 Appearance comparison of castings with different
coatings
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Fig.2 1# Domestic A brand coating spraying castings
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Fig.3 2# Domestic B brand coating spraying castings
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Fig.4 3# Pingdingshan weiye Corefon M590CH coating
spraying castings
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Fig.5 4# Pingdingshan Weiye Corefon 29MCH coating spraying
castings

22 BRREHWIE

B BB AF TR 2 I RS o0, th TA
[7i) Ao 28 U3 Rk 1B JRE AN — X s A B A L
i, FRAIRAT 454 89 B i 1 WG 220w Ak B il
PSR I B v 2 A% A B 69 g Jmsgs &
10 7y [ il W5

TRBHEPEAL R . TR LA T Sh 3 P AL
St FE T A AT BERE B SR A I AT



(&R A )09/2019

¥ . FBRIZESEESEERVHSELNNA

F 6 ST Al corefon 29MCH ¥ kst Ik 4k St
Fig.6 Spraying Effect of Pingdingshan Weiye Corefon 2OMCH
Coatings
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Fig.7 Spraying Effect of Pingdingshan Weiye Corefon M590CH
Coatings

P8 [ A B i i U3 R 2k AR
Fig.8 Spraying Effect of Domestic B Brand Coatings
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Fig.9 Original nozzle
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Fig.10 Self-made nozzle
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Tab.3 Spraying parameters of Pingdingshan Weiye
Corefon 29MCH paint
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Fig.11 Corefon 29MCH Sprayed Castings
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