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Fig. 1 Structure of casting
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Fig. 2 Internal oil passage
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Fig. 3 Schematic diagram of casting process
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Fig. 4 Structure of sand core
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Fig. 5 3D printed sand core
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Fig. 6 Gating system
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Fig. 7 Simulation of casting process
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Table 1 Sand core printing technological parameters
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Fig. 9 Making of high density foam external pattern
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Table 3 Chemical composition of original iron melt
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Fig. 10 Sand core made by expendable pattern
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Fig. 11 Mold and core assembly site
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Fig. 12 Produced casting
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Fig. 13 Dissected casting
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Rapid Development of Housing Castings for High Strength Hydraulic

Motor

NIE Xiong, CHEN Gui-fang, LI Sai-bai

(Sunward Intelligent Equipment Co., Ltd., Changsha 410100, Hunan, China)

Abstract:

In order to develop the housing castings for a high strength hydraulic motor rapidly, its casting process was
determined by means of 3D printing sand core, high density foam external pattern and numerical simulation
analysis. The actual production verification shows that the rapid casting process using 3D printing integral
sand core and expendable pattern core can shorten the development cycle and reduce the development cost.
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