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Fig. 1 Fused precision casting route with preset cores

1 BHELNSEAREX

RN IE R, MERZLIAASS, SBHEREAINER T IP132 mm x
66.5 mm, EFo28 mmPIBEHEBESS12 mmiy ‘L7 REBIBXEE T FEN
AR, BTHRARORAE (E2b) . HASEERENI mm, BERIESER
2, ARAABABHESHT . TASEEET, EKUDIREIEHEEE




Vol.73 No.5 2024

FOUNDRY ﬁ @,‘é‘@

(a) 4t

(b) #EfFEIEs A HITIE

E2 %HHE
Fig. 2 Casting drawing

BFELEHOHNEM., FHEERERETRNE, R
THEEEHEHB 6103-2004 CT6RIERnE, SEMEK
#EHB 963-2005 Il ET &AW, HFHINER TR
FHECToRAME, HP L. NpE RN TH,
TRFBEHTUHRE.

2 BEIZHXE

MER GRS EBERENELIR, HE—XH
MERBESHEELZ, DERBMEABILTE
BIZ.

BRE—BIELIZMEZaR, ERENERA
BREHSR, EBHEHIN, PEZHETIZNT
R PRE], RERFRITEZEN T I=RIFHEER
8, Rt RAERFIRERENRELZ . E445
HTWFELZHNERREEZER, HE4a-bal,
MESTRERSL T ZAFRAES L s, 46 sHY, G2RR

(a) =3.1s (A=)

(b) =4.6s (BG=)

(a) Mty T Bk A =

(b) JEH
EB $HETZHZE
Fig. 3 Casting process solutions

CEEREANES KR ERE, BINTHEHE%
mpgtnE; mEEf I2RRaE T, REAEALE
SRFARRENE, AEREERN EFEENO,
IR RIBHHRE (E4d-f) .

3 WEMHERE
31 ElEHTHE

AR B R RS HIB0%ANTE . 20%
ROBER AR, BEMATSEIHI, BOGE
R AIRE SHEANEASEFHREL0 €, 2
AR TR 60 CHBASTES, &5
EISHEFERFGT ARG (E5a) . BHESD
THERSEBIEL, BRENARIERBAE. o
KA. BREHHDRABMAKS, FASHN

(c) =9s (=)

(d) =1.5s (JIEIFE=R)

(e)=5s (JEERX)

(f) =14s (=)

E4 HEIZEMRREEDREIER
Fig. 4 Simulation results of the evolution of the free liquid level of the casting process
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Fig. 5 Preset cores
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Table 1 Self-made plaster core material and content
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Fig. 10 Fracture morphology of gypsum core
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Table 2 Properties of self-made plaster cores compared with
commercial plaster cores
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Fig. 11 Pipeline wall metallographic organization of circuit parts
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Exploration of Investment Cast ZL114A Aluminum Alloy Casting by

Preset Gypsum Cores
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(1. School of Materials Science and Engineering, Henan Polytechnic University, Jiaozuo 454000, Henan, China; 2. Henan Zhengxu

Technology Co., Ltd., Jiaozuo 454000, Henan, China)

Abstract:

The soluble core is often used for aluminum alloy precision casting with tubular circuit for the difficulty in
core pulling during the wax pattern making. However, the precision casting is prone to defects such as scabs
and runner blockage. Therefore, this paper improves the method by using a preset gypsum core and compares
the casting effects of the two methods. The results show that the preset plaster core is indeed feasible.
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