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Fig. 1 Schematic diagram of casting structure
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Fig. 2 Structure of casting with more machining
allowance in its inner cavity
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Fig. 3 Improved structure of casting
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Table 1 Traditional shell mold manufacturing process
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Fig. 4 Improved shell mold manufacturing process Fig. 5 Casting produced using improved shell mold
manufacturing method
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A Casting Method for Solving Inner Cavity Forming of Small-Aperture
Steel Castings

ZHANG Jing—kai, ZHANG Jian, SHAN Li-zhi, LI Jing
( AECC Shenyang Liming Aero Engine Co., Ltd., Shenyang 110043, Liaoning, China )

Abstract:

Only castings with the minimum diameter of 10 mm can be produced by traditional technology. In the paper,
an investment casting process for forming the inner cavity of small-aperture steel castings is introduced. By
optimizing the inner cavity structure of castings and using 80 corundum powder sand filling method, the
castings with a minimum diameter of 6.3 mm have been successfully produced. This will provide a reference
for the investment casting process of similar small aperture products.
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