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Fig. 5 Mold assembly and exploded views
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Fig. 6 Schematic diagram of the gyro sand core
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Application of 3D Printing Technology to Stainless Steel Impeller
Production

ZHANG Shuai-giang', ZHANG Yong®, YANG Yong-hui', YE Shu-liang’, WANG Zhi-bo'
(1. Luoyang Easy 3D Printing Technologies Co., Ltd., Luoyang 471000, Henan, China; 2. Gree Electric Appliances, Inc. of
Zhuhai 519000, Guangdong, China)

Abstract:

The structure and technical requirements of a stainless steel impeller and the design process of gating system
are introduced. The counter gravity suction casting pouring process is adopted to ensure the complete mold
filling of the thin part of the impeller. The (three dimensional printing (3DP) technology is used for core
modeling. The raw sand is 70 / 140 mesh silica sand, and the coating is flow coated. After casting, the filling
of the impeller filling is good, the size meets the requirements, and the whole meets the acceptance standard.
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