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Fig. 3 Design and assembly drawing of the flange sand core
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Fig. 4 Assembly drawing of the 3D sand core
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Fig. 5 Pouring photo of the 3D sand core
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Fig. 6 Casting appearance after pouring the 3D sand core
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Fig. 8 Schematic diagram of the assembly of the flange sand core
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R&D and Application of Production of Processing Free Flange Pipe
Fittings with Flange Holes and Water Lines in a Production Line

CHEN Jian-hua, HU Lei, LI Zhe, LI Bing
(Wuhu Xinxing Ductile Iron Pipes Co., Ltd., Wuhu 241000, Anhui, China)

Abstract:

An automatic production line was used to produce ductile iron flange fittings, so as to realize processing
free flange holes and water lines of flange fittings, reduce the hot spot modulus of the products, improve the
cooling effect, reduce the trend of shrinkage and porosity of the products, and improve the internal quality
of the products. Free machining of the flange can reduce the amount of molten iron and improve the yield of
casting process; It can greatly shorten the processing time of the existing finishing process, further optimize
the product process after grinding, reduce the number of pipe fittings in process and the occupation of funds,
promote the shortening of product delivery time, reduce the use and wear of existing machine tools, save
the transportation and reduce the use of existing personnel, etc., realize the revolutionary optimization of
manufacturing process and the reduction of overall production cost.
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