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Fig. 1 Drawing of impeller casting
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Fig. 2 Analysis of casting wall thickness
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Fig. 3 Drawing of casting process (Plan A)
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Fig. 4 Numerical simulation of mold filling process (Plan A)
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Fig. 5 Drawing of casting process (Plan B)
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Fig. 6 Numerical simulation of mold filling process (Plan B)
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Fig. 7 Schematic diagram of sand mold ( Plan A )
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Fig. 8 Schematic diagram of sand mold ( Plan B )
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Fig. 9 Casting after shakeout ( Plan A )
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Fig. 10 Casting after shakeout ( Plan B )
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Fig. 11 Casting after grinding and blasting ( Plan B )
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Production Practice of 3D Printing Sand Casting for Narrow Channel Impeller

ZHAO Ti, YANG Yong-hui, ZHANG Huan-xiang, MIAO Jia-hua
(Luoyang Easy 3D Printing Technologies Co., Ltd., Luoyang 471000, Henan, China)

Abstract:

The casting process of narrow channel impeller produced by 3D printing sand mold technology is introduced.
The original sand is 100/140 mesh silica sand, the flow coating metod is used to coat internal surface of the
sand mold, and the vertical casting method is used to form the impeller casting. Through production pactice
verification, the surface quality and dimension accuracy of the castings met the reqirements of acceptance

specifications.
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