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Fig. 1 Advantages of the 3D printing casting
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Fig. 5 Parting scheme of the spiral case casting
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Fig. 9 Molding of the complex sand core
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x1 WEFEIZMHRA
Table 1 Advantages and disadvantages of the sand mold
manufacturing processes

®2 WEREIZMHEITEE
Table 2 Parting comparison of the sand mold
manufacturing processes
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Comparative Analysis of Sand Mold Parting Design Based on Rapid
Manufacturing

YANG Wei-dong', FANG Yan-jiao', CHEN Xue-guang®, YU Jian—jun®

(1. School of Mechanical Engineering, Hebei University of Technology, Tianjin 300401, China; 2.School of Material Science and
Engineering, Hebei University of Technology, Tianjin 300401, China; 3. Tangshan Haozhong Technology Co., Ltd., Tangshan
063611, Hebei, China)

Abstract:

Parting design is an important part of sand mold design. By analyzing the cases and characteristics of the
sand mold parting used in rapid manufacturing for typical complex castings, and aiming at the rationality of
the sand mold structure design of the castings, the parting design ideas of 3D printing technology and rapid
composite forming technology were compared and expounded in this paper. Based on typical cases, the sand
mold parting design rules of these two kinds of molding methods for the complex castings were summarized,
which provides a more systematic and guiding parting basis for the sand mold parting of the complex castings,
so as to meet the development trend of time-saving and efficient for the complex castings.

Key words:
3D printing; rapid compound forming; parting design; sand mold

(%3. %5, pjy@foundryworld.com )



