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0.14 9.14 10.06 9.71 5.38 1.48 2.36
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Fig. 1 Structure diagram of inlet casting
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Fig. 2 Structure of split mould and metal cores for inlet casting
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Table 2 Technical parameters of pressing wax pattern for inlet casting
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Fig. 3 Shaping tooling of wax pattern for inlet casting
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Fig. 4 Integral wax pattern and blue light scanning results of its sizes for inlet casting
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Fig. 5 Real inlet casting
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Manufacturing Process of K4002 Alloy Inlet Casting with Thin Wall and

Complex Shape
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Abstract:

The inlet casting has a specially shaped complex thin-walled structure, and it is very hard to design its mould
and produce the casting. By adopting the block combined metal core structure, the investment mould was
designed to prepare the integral wax pattern of the inlet casting, solving the mould forming problem and
reducing the cost of wax pattern. By adopting the shaping tooling of the wax pattern to correct its surface
shapes, the integral wax pattern with good dimensional accuracy and excellent surface quality was prepared.
By adopting the united-inpouring gating system and the reasonable casting parameters, the inlet casting was
successfully manufactured, which completely meets with the demands of design and use.
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