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Fig. 1 Quality requirements for metallographic structure of castings
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Fig. 2 Molding box of metal mold
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Fig. 3 Schematic diagram of casting process
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Sand-Lined Metal Mold Casting Process of Heat Resistant Steel Exhaust
Manifold

LI Ke-dan', LIU Song—qi', WANG Rui—jin®, YU Si-rui', PENG De-lou’
(1. Xixia County Feilong Casting Technology Center, Xixia 474500, Henan, China; 2. Xixia County Xibeng Special Foundry Co.,
Ltd., Xixia 474500, Henan, China)

Abstract:

In the production of small-sized thin-walled heat resistant steel parts, the liquid steel has high viscosity, poor
fluidity, and 1s prone to occur cold lap defects. In the present paper, the feasibility of producing thin-walled
heat resistant steel exhaust manifold with sand-lined metal mold process, as well as the design of molding
box, gating system, exhaust system and the selection of coating were introduced.
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