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A Guide Mechanism of Core-pulling Rapid Replacement for Die Casting Die
Chen Liang, Feng Liang, Wang Yaping, Yang Yingfeng
[Guangdong Hongtu (Nantong) Mould Co., Ltd.]
Abstract: Aiming at the die castings with complex multi-oil channel and slender hole, a guide mechanism of new
core-pulling rapidly replace was presented. The design not only plays a role in optimizing core-pulling rapidly re-
place but also guiding for long core-pulling, ensure the die cstings pulled smoothly and improving the reliability of
the mechanism.
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Fig.6 Split-type guide plate for rapid replacement
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Radius Dimension Deviation and Transfer Law of Fillet in Investment Casting Superalloy
Yu Tong', Wang Donghong®**, Wu Wenyun', Lei Sixiong®, Tan Shixin®,
Hao Xin*, Zhou Jianxin®, Ji Xiaoyuan®, Shu Da’

(1.School of Materials Science and Engineering, Shanghai University of Engineering Science;
2.Shanghai Key Laboratory of Advanced High-Temperature Materials and Precision Forming, School of
Materials Science and Engineering, Shanghai Jiaotong University; 3.China Aircraft Southern Industry
Co., Ltd.; 4.College of Chemical Engineering, Zhejiang University of Technology; 5.Jiashan Xinhai
Pecision Casting Co., Ltd.; 6.State Key Laboratory of Materials Processing and Die &

Mould Technology, Huazhong University of Science & Technology)

Abstract: Dimensional deviation of fillet is an important factor in wax mold preparation, shell preparation and
casting solidification in investment casting, which affects the dimensional accuracy of castings. A fillet model with
5 inner chamfers and 1 outer chamfer was designed, and KC3898NRR wax was used to fill the wax mold and pre-
pareceramic shells. The K423, K424, K438 superalloy castings were poured, and Geomagic Control software was
conducted for deviation analysis of fillet radius dimension. The deviation of the fillet radius dimension during the
preparation of wax molds is in range of 3% to 30%, and the thermal expansion correction range of the ceramic
shell is 2% ~8%. Among the three alloys, castings poured by K438 superalloy exhibit the smallest fillet radius

dimension deviation.
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