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Study on the Production of High-lead Bronze Copper Sleeve with
Water—cooled Metal Mold

SHI Dongli', PAN Duolong?, JIANG Weihang?, GAO Jianguo'

(1.Changzhou Vocational Institute of Mechatronic Technology, Changzhou 213164, China; 2. Jiangsu Langrui Maoda
Foundry Co., Ltd., Wuxi 214446, China)

Abstract: Traditional sand mold, centrifugal casting and metal mold casting were used in the trial production of high-lead
bronze copper sleeve, and the castings could not meet the requirements of foreign customers. The copper sleeve produced
by sand mold casting and centrifugal casting has serious component segregation. The copper sleeves were produced by
common metal mold, there were some limitations. For castings with relatively thick wall thickness, the effect of common
metal mold on preventing segregation was limited. A casting method for producing high-lead bronze sleeve by water-cooled
metal mould is introduced. High quality castings are prepared by adding a water-cooling system outside the metal mold to
improve the cooling rate and thereby reduce the composition segregation in the high lead bronze and producing
high-quality casting.
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Fig.l The drawing of finished parts
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Fig.2 The photo of product surface segregation
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Fig.3 The photo of castings surface defects

HENINR 4R, 48 AR BRB55 4k
TR A Jm ek Y 4 2o TS5 | 4 )8 AR F G
T REER  FE &R AN B 2R AUKR R G, H &
B A HIET R, 2 BIAE K R G8F ilis & itk 0
A KD, WE 4 KEEEMTZHE,

BH 390 707
320

R oy i W e
Fig.4 The design drawing of water cooled metal mold
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