20194 $1H3/5568%

4%*41%% FOUNDRY

KA&F L ZieERinfE o7 IRhY

TEEBN:

R L (1986-) , 2L,
TRIF mt, EEMNM
EHEBEITZ. REEE
B E W R, BIE:
15978686075, E-mail:
zhengch74@163.com

FEDIES: TG249.6
NEkFREE: A

WERS : 1001-4977 (2019)
01-0045-04

WIS HER:
2018-10-17 WZEI¥FS,
2018-11-01 WBHEITTS .

"

[FREFIEFHER

*BERLe, fRinHh, FHeL, @M, KNI
(—iE (8IH) HEBIRAT), TRIEM 471004)

E: $TXISZ80439S101 RIRERNFMIEB RIS L ISIET LI FL . RS ERIAFOEF
HEEFEDR, #TT7THMHBERBETZRITHEFENER, BETRABRFELZH
ITHERRMIRTL R . FIEECAERI X SHA T2 TRIMNE, FETEFGIE,
RAMHENTIZHREER, ZEHEmMEEFEFRATL0.44%FE2.95%, EF-HFKREST
£930%

Xiggial: BERREBIE; RinfEahmil; B £

SZ80439S101 Kim Gl RA T ieHNERGREENRE, R ATTEE "M
Z—. BTFERWIMIREEZEKRKR S, FkaX, £-EE, FLARBBEXRET
2 ZLZEFRAME, FHEREGE. RYER. T ROER. BREE,

ZEHRIRARRT S, HEFIREPHERE. DILHERE, E5&MN
HIK10.44%, NEFHIMRK. 590, EHITEER, SMERZEEEE (RS
MEEE3M) , AFET6eMNROMURES, REMER, £78F K, HES
TEPHEX, BINREIZHToN, TBNABTE . RERGHTERE, Suf
T2, BRTHEHERE. WILEE, 128 T7TEE,

1 HBIETZuH

11 BEIZEE

SZ80439S101 K in{E TR MIMEEEINEL . 1ZFHHHRESL kg, MR
HT250, RIZXRAERAAE, AETZEHE (E2) . BASEBEKEDT 148
R 91 200 mm () x1000 mm (£8) x1300mm (&) , {RIERHEEAE
BRY KN, EENSENEEE, HAIES, $HFHFHEEN330 kg, KALtxE
HiTRE, RERENL470~1510 C, FFEREEXERNHEEHITONEE, &
SWERNNEGE, CESERIIMEIMIETRE, S RIFFEHN832 s,
N bigEEshEERIATE, SR EEL9/0240s, A/EE/9-0.04~0.06 MPa,

BRRETIZHEEFNHEGS, BE. DILERERZ (B4, B5) . RIERESR
1T, SZ80439S101KIH(ERNFTIMNGEEMREKL0.44% , NFREF~RINES, YWRNITZ
TR0 .

1.2 $HHEHEIZHH
BETERAEESS, ESEER 040 mm, EEE A0 mm x40 mm, N
BEEES mm x40 mm, F¥EHARRTIERS. BT IRANERSR, BHEm




Vol.68 No.1 2019

FOUNDRY #%ﬂl %ﬁ

TinLILIER, RETIEPRFPEZHNEE . 5
fh, BRKRRENRERR, RIRGRHEEE
ERRZE, HRIDK, SHRENEE Z LT .
@i, RIZERENTRRE TP EEZEHE
iR, FEEJ940 mm. BTN RAER AR
N, TERRBURIERIRE, B9 EARAVEEAES,
HEFHINTNSKRASERZSAESHIEXED,
LS BLBEERERAN, —a8DHRRERI,
—HoEEREFREZALEA—EEE, XEEEA
EERSE A OISR BIRRI S Bk, XM
EREERIRSHKRERMERE, 1EREFHIR
s BRI T R EAEE R . AL EEH
THERIR, BEESEHAT, FRRENREE
Bt RERERHMER, L.

1.3 $HHESHBE

219 3$S280439S101 K i (E N TR~ REE
i, INARBSREBETZHTHEE, NMIBEBIRS M
[RE, KERSEFRER., EHIL, MHEEHNERETE
WiITTEMRIT (E6) . REBRHEI1LE, HERPER
TABREE—E, AMNRONEEREDS 7TEX
BEREER, 2R TES, WREERM, 7
ARl EEREN NS INEE R 55 mm x 55
mm x 22 mmASEIFRITTER , ARSIt
ANBEE, IBINTERRIHE, RANEEFHORE N
MREEmBNT —MERRRR, BT HRRE
REBBN S HHARAVEEAY . BRASHIEL B ZH ™
X, REOEEAFEFEHLCERBTE, BEem
BT, EREFEREEEN— (E7) , &
FEoRRE, PardE.

BOHBIE LB =M LANESH R . /97 WiESus
TEHEITMH, REEHCAENBUH T 2 TR
Both, oERNERIR. NEFRIVERE, X
HENTZHEFERFR, REUER. BEFER
BEIE, MEEHEEREITIZIEEME IR IBINHEIE
BT, FEit, TS HIESuHE T2 R RN T,

1.4 HEFADBRMKE

RASETEE, SZ80439S101KiH{ERNFIA SR
SRR USEI T (R UNET ) , BEEME
WFEARAN—N, EEHENLETN. BxENER
6N R3N, EERE RS T AT ESEY EFERD
TiEE . BRI B AEI10F TR .

HTFERERANEE THEN—N, gRixE
B REME—MHTIRE, FEERDES TR
i, BRETRDEE, BNSEHERREORENET
IR, EREBHERTES0s, FfERERBFIINLT5 s,

Bl SHHIMNEEE
Fig. 1 Casting outline
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Fig. 3 Layout of yellow patterns in molding box
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Fig. 5 Sand hole defect Fig. 6 Cluster casting process Fig. 7 Layout of yellow patterns in molding box

using cluster casting process
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Fig. 9 Simulation of casting process
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Fig. 10 Built up molding boxes before and after casting process improvement
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Improvement of Quality and Production Efficiency of End Drive Housing
by Cluster Casting Process

ZHENG Cui-hua, XU Zhi-xin, XUAN Shi-cheng, HE Shuai-wei, ZHANG Jie—giong
( YTO Casting Co., Ltd., Luoyang 471004, Henan, China )

Abstract:

In lost foam casting process of SZ80439S101 end drive housings, sand hole and elephant skin defects often
appeared and the production efficiency was low. To solve above problems, the original casting process was
analyzed and cluster casting scheme for improvement upon original process was put forward. Through
simulation using CAE simulation software and production practice for the improved process the reject ratio
of the housing castings was reduced from previous 10.44% to 2.95%, and the production efficiency was
increased by about 30%.

Key words:
lost foam casting; end drive housing; cluster casting; production efficiency

(%%, B9 F, pjy@foundryworld.com )



