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Effects of Surface Coating on Sand Core on Control Arm Defects in Low
Pressure Casting Aluminum Alloy
LIU Shumei, GUO Jun, MA Xiaojun, LIU Haibin, LIU Haojie
(Hubei Hangte Equipment Manufacturing Co., Ltd., Jingmen 448000)
Abstract: Sand core without braking or with shortage of braking time after brushing coating on the surface is prone to
defects such as pores in the cavities or bubbles on the surface of casting. The variation trend and value of moisture
meter of inorganic sand core after brushing coating in different environment were expounded, and influence of moisture
meter on defects in aluminum alloy by low pressure casting was analyzed.
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Fig.3 Pore defects and X-ray detection

2 I LRI IE

A AR R R R AR L T B RO R T Ol 1 A 1
PR B AR K o3 5 i TR A 1Y 45 R R A LV IR
R TR 0 3 B X0 B 5 K R AT B IE 2 BT

LI ARy 4 R AL 0 RD S TR AL
Wb IR R B T W RS (4 BE 99.9% ) L A356 H & 4
W, TRORE A FIURRE B B BAK R R 1.

R1 RBAMBHEEMSF
Tab.1 The main ingredient list of Paint A and Paint B
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Tab.2 Coating proportion of the surface of sand core
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Tab.3 Variation of moisture rate in the sand core coating with

baking time

Wl FIKE/ %

0 1h 2h 3h 4h 5h
1 5.63 1.60 1.58 1.62 1.38 1.34
2 5.76 1.60 1.62 1.58 1.32 1.38
3 5.58 1.58 1.64 1.60 1.42 1.34
4 5.72 1.62 1.58 1.64 1.34 1.38
5 5.30 1.62 1.60 1.62 1.42 1.42
6 5.56 1.72 1.56 1.58 1.32 1.34
7 5.86 1.80 1.58 1.56 1.38 1.38
8 6.14 1.88 1.76 1.64 1.42 1.34
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Fig.4 Sand core making process of inorganic sand
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Tab.4 Moisture rate variation of coating A on the sand core in
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Tab.5 Moisture rate variation of coating B on the sand core in

the workshop

BrE TKA/ %

0Oh 1h 2h 3h
1 1.34 1.38 1.52 1.46
2 1.30 1.30 1.48 1.36
3 1.38 1.46 1.60 1.54
4 1.34 1.49 1.38 1.48
5 1.30 1.34 1.42 1.38
6 1.30 1.46 1.50 1.56
7 1.34 1.34 1.34 1.36
8 1.34 1.62 1.64 1.58

the workshop
B e TR %

0Oh 1h 2h 3h
1 1.46 1.80 1.86 1.86
2 1.42 1.66 1.58 1.60
3 1.49 1.90 1.88 1.86
4 1.46 1.64 1.60 1.52
5 1.46 1.66 1.62 1.54
6 1.38 1.80 1.84 1.78
7 1.46 1.60 1.54 1.52
8 1.42 1.76 1.74 1.68
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Fig.5 Pore defect inspection
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Fig.6  Pore in the casting with varied moisture rates
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