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Table 1 White pattern size inspection results

- AR RS ARSI

J5F/mm JF/mm JsF/mm
1 B 390 394.3 394.1
2 B 530 536.4 536.3
3 B 365 369.4 369.6
4 K 578 584.9 585.2
5 i 40 40.5 40.7
6 B 14 14.2 14.6
7 = 816 825.8 8255
8 IS 486 4918 4918
9 WIEET 54.4 55.1 55.2
10 B 485 490.8 490.8
1 b 5 27 27.4 27.6
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Fig. 10 Optimized process
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Fig. 11 Numerical simulation results of optimization scheme
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Fig. 14 Yellow mold packing modeling
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Fig. 16 Comparison test results of casting blank and 3D model
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Process Development of Lost Foam Casting Technology for Large-Sized

and Thin-Walled Shell Parts

ZHANG Jie-giong®, HE Shuai-wei?, LI Zong-liang?, LI Lu*, LU Le-hua', XUAN Shi-cheng?
(1. First Tractor Company Limited, Luoyang 471004, Henan, China; 2. YTO Casting & Forging Co., Ltd., Luoyang 471003, Henan, China)

Abstract:

Based on the analysis of the structure and EPC process of a tractor transmission box, three kinds of EPC
process schemes were designed. The advantages and disadvantages of each scheme were analyzed by
numerical simulation, and the process was optimized. Combined with the actual situation of production,
the process experiment was carried out by using the inclined mold assembly scheme, and the feasibility of
the process plan was verified by comparing the three-dimensional model of the experimental sample and
processing identification. The experimental results show that the casting deformation is effectively controlled

by the process scheme, and no other defects are found.
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