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Fig. 1 AMSKY Storm S1800 sand mold printing equipment
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Fig. 2 Data and analysis of large automobile chassis parts
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Fig. 3 Casting process design
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Fig. 4 Wall thickness of castings on both sides
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Fig. 5 Casting simulation analysis
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Fig. 6 The main sand mold is divided into lower sand, four side sand and
upper sand
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Fig. 7 The main sand mold is divided into lower sand, four side sand and upper sand
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Fig. 8 Printing schematic diagram
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Fig. 9 Part of the sand mold printed
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Fig. 10 On site cleaning and mold assembly

(f) a5 EZ

(e) [HERR

Eu AFERIREFR, SENURIMBEHECEER, LIRRESSIEER
Fig. 11 During the mold closing process, the sand mold size and the theoretical wall thickness of the casting are reviewed to ensure the casting qualification rate
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Fig. 12 Integrated casting of automobile chassis blank
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Application of 3D Printing Sand Mold Technology to Achieve Integrated
Casting of Large Automotive Aluminum Alloy Chassis

CHEN Yao-bo, KONG De-fei, LIN Xiao-chun, YUAN Hao-feng, PENG Chang-wang, LI Jia-ning
(Amsky Foshan 3D Printing Center, Foshan Wenxuan Intelligent Technology Co., Ltd., Foshan 528000, Guangdong, China )

Abstract:

The traditional automobile chassis comprises hundreds or even thousands of parts through welding. Not only
the manufacturing process is complex, the production efficiency is slow, and the strength and accuracy of
the chassis are greatly reduced. With the continuous maturity of science and technology and the acceleration
of automobile replacement, integrated casting automobile chassis has gradually been realized through new
technologies from the previous concept. This article explains the successful casting cases of large aluminum
alloy chassis by applying 3D printing sand mold technology and combining it with traditional gravity casting.
In this case, through the collective efforts of the team, the problem of difficult filling of large thin-walled parts
was solved. Additionally, the issues of dimensional accuracy in large sand mold 3D printing, sand molding,
sand mold clamping, and assembly accuracy were also resolved.
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