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Exploration on Teaching Reform of Casting Engineering Training
Based on Sand Mold 3D Printing

WANG Ya-hui, WU Zhi-chao, WANG Jun-min, XU Wen-xiang, HUO Xiao, ZHOU Qin

(Engineering Practice Innovation Center, Huazhong University of Science and Technology, Wuhan 430074, Hubei, China)

Abstract: The traditional teaching model of casting engineering training is difficult to meet the needs of practical
teaching under the background of intelligent manufacturing. By introducing sand mold 3D printing technology into
casting engineering training, the model of casting engineering training course is reformed. Taking the Engineering
Practice Innovation Center of Huazhong University of Science and Technology as an example, by upgrading the
casting teaching platform, combining sand mold 3D printing technology with traditional manual sand molding, the
casting engineering training course is reconstructed from the aspects of teaching equipment, teaching content, teaching
methods and teaching evaluation, so as to establish a teaching system of casting engineering training that reflects
(the characteristics of the times and the development trend of casting. The reform achieved favorable results, and the
reformed casting engineering training significantly improved students’ engineering practice ability and innovation ability.
Key words: casting process; sand mold 3D printing; engineering training; casting teaching; casting engineering; hand
sand molding
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Fig. 1 Comparison of processes between the traditional sand casting and the sand mold 3D printing casting
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Fig. 2 Intelligent foundry workshop of Engineering Practice Innovation Center of Huazhong University of Science and Technology
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Fig. 4 Casting training process based on the sand mold 3D printing
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