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Fig. 1 3D model of MP inner cylinder
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Table 1 Maximum size and design weight of MP inner cylinder

EAS HME RS Imm Eaaianii
2p 3625 x 1447 x 3100 28.760
T 3625 x 1506 x 3 460 30.430
®2 HHHOULERSER
Table 2 Chemical composition requirements of castings W5 /%
C Si Mn P S Cr Mo Co \% Nb B N

0.11~0.14 0.20~0.30 0.80~1.00 =0.020 =0.010 9.00~9.60 1.40~1.60 0.90~1.10 0.18~0.23 0.05~0.08 0.008~0.011 0.015~0.022
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Table 3 Comparison of two kinds of molding sand
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Table 4 Particle size distribution of chromite sand
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Table 5 Particle size distribution of silica sand
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Table 6 Proportioning of molding sand W /%
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Table 7 Working time of two kinds of molding sand /min
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Table 8 4 h compressive strength /MPa
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i 07(6h) 11(6h)
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e 1.0+ 1.0+
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Table 9 24 h compressive strength of several kinds of

molding sand
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Table 10 Drying strength of ester-hardened sodium

silicate sand
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Fig. 2 The gas evolution curves of two kinds of molding sand
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Table 11 Residual strength of organic ester
sodium silicate sand
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1000 0.4
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Table 12 Selection of curing agent
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Table 13 Moisture of mold sand
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Table 14 Selection process of mold sand
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Fig. 3 Coating brushing
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Fig. 4 Castings before and after shakeout
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Application and Control Key Points of Molding Sand for Steel Castings of
CB2 Turbine Cylinder

ZHENG Hui
(Casting Branch of Shanghai Electric SHMP Casting & Forging Co., Ltd., Shanghai 200245, China)

Abstract:

According to the structural characteristics and technical requirements of CB2 turbine cylinder, and the
characteristics of alkali phenolic resin self-hardening sand and organic ester water glass self-hardening
sand, compound use of two kinds of self-hardening sand was determined and CB2 turbine cylinder steel
castings were manufactured. The practice testifies that the two kinds of molding sand are compatible and
complementary. Compound use of two kinds of self-hardening sand can improve the knockout capability,
prevent burning-on and cracks, and the surface and internal quality of the castings are good. Since the cost is
also low, the process method is convenient, practical and efficient.
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