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Fig. 1 The moulding process of stacked boxes
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Table 1 Moulding time of typical cylindrical castings in ZL114A
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Fig. 2 Modeling of bottom plate of sub-box
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Fig. 3 The layout of typical casting rapid prototyping system
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Table 3 Manual scoop compaction strength  /MPa
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Research on Rapid Prototyping Unit Design of Resin Bonded Sand Mold
for Aerospace Large-Scale Aluminum Alloy Castings

JIANG Qing, MENG Xiang-wei, WANG Jian, GAO Peng-cheng, NI Jiang-tao, QI Peng
( Capital Aerospace Machinery Company, Beijing 100076, China )

Abstract:

Based on the low pressure casting process characteristics of self-hardening resin bonded sand, the design
of resin bonded sand rapid moulding unit was studied. By optimizing the moulding process of stacked box
into the moulding process of sub-box bottom plate, the simultaneous moulding of upper, middle and lower
boxes can be realized, and the moulding efficiency can be improved. The moulding process can be divided
into five kinds of workplaces, and the layout and quantity of workplaces can be accurately designed to form
the moulding unit with high efficiency and self-circulation. The resin bonded sand moulding production of
single product under the same conditions can be achieved by the research of the construction technology
of integrated mould. The efficiency is increased more than three times, the uniformity of compactness is
increased by more than 50%, and the effect of continuous casting production is more obvious.
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