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Research Progress in Sand Casting Process for Titanium Alloy
Li Shen', Xu Zhifeng', Zhang Shouyin', Xiao Qiangwei*?

(1.National Defense Key Laboratory of Light Alloy Processing Science and Technology, Nanchang
Hangkong University; 2.Beijing Institute of Aerial Materials; 3.BAIMTEC Material Co., Ltd.)
Abstract: Titanium alloy is widely used in modern national defense, aerospace, marine shipping, chemical equip-
ment and other fields, due to the characteristics of low density, high specific strength, strong high-temperature
oxidation resistance and desirable corrosion resistance, which is an important strategic metal material special in
the aerospace industry. With the development of equipment manufacturing, the performance of titanium alloy
castings is increased in demand, and the structure of titanium alloy castings tend to be thin-wall, complexity and
precision. Therefore, the development of novel rapid casting technology for titanium alloy was focused. The status
of traditional sand casting technology and development of novel rapid sand casting technology for titanium alloy

based on 3D printing were reviewed, and the corresponding problems and application prospects were proposed.
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Fig.1 Small precision parts of titanium alloy by investment

casting and thin-walled ZTC4 alloy castings for

aircraft airframes "
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Fig.3 Titanium alloy castings poured by different sand moulds

BRE 55 X R0 2 — B A W T AR |5 R
G A HRM B,

FUE R RS ZE BT20 Sk A & 00 R ik 5

T T 1 0T AR o s 8 P 85 0 A S T AR ) L 7K 38

HRGEE R A5G ZrO, WB N IEEIR S i & T

B T ZrO, B 88 B 7e 45 5 52 6 R 45 770 i 45 s A R 7

S5 AT B DD R A B AL 5T 1 B B DT I L

g ik B ARIRBT 208K & & % P B O T

[18]

©-

I |
(a) SPREHA R

(b) &%

BRL A FISE A At m] U] T 8K 5 i 0 R 3 PR T KA
H AR AE 0 1 AR IR A R T KRR L A
W IR TCHLRG 45 550 ) 25 5 D Y, IR T Y. Os BHR AR
Dy T KCTHT JZ A o 5 78 T A 2 Tl AT I R Ak B AR
1+ B TR TR P R AR ol PR R d A & T OB o8
R ST SR S AR R A D A T RE 2 AR B R
TUBR G B o AELB5 1R RO A7 7 D 22 HL8% 0 9
FAAE D AR AL a0 T 285 PR A B L R S5 i T R sl HE A
A G A BE TR P S 0 i 5T . AR L X R i
TEE TR BRI A il i

T A LS A1 O g B R 1 bR
E 2 100 JZ A4 R 28 52 45 00 B ) R s B e WP MR R T
R TS @R . 4RERD L BRI T
RG22 XA A B B R PN TR TE A e i
B o BEPFIOACSE T 1A PR RE R IR BIARME 2R . 1% T
5 SRR AR L B 3 T P9 R A A 2 1
B AR BRI 50% . 5 M RIEAR G 4
9 10 TR A0 S5 R 3 i B 1 S W TR T U L Bk e i

1600

A [r] BE JE AN [a] 4k 381 7 3Z0O0F B o AR B <6 95 1 Y
SR RN Ty R RE R . A5 RO B M T
FEBEIL 5T L 2 f ZrO, U2 1Y B D 4 U 3 T 9 RO 2=
JEHE fRe /N s AR BP D R i) BT 20 %k 4 & SO S
WIS, DN AR B I BR 5 e AL B o i/ . [
I BP0 R A5 3 BT20 45 4 55 25 N ok B2 B0 1 45 i
BT20 &4 fEBEJE Hy 10 mm Ak, = HU 475k L AH 22
42.4 MPa. X 3 W] 7 5t 26 15 DL T B0 1 55 3 BE A 209k b
KRR AR L . FRIMPCRE I T — R Bk B H51
JHE R4 0 100 B0 ) ) 5 D 3%+ 0B BB 2 P SRR E T
i PR e TR 5 3 AR g T KA Rk o A P TR 5 R A IR
FR 7SI Y D K S A TR B D R LR TS 1B
WETR —J2 Y. O S5AC IR AW - B L D A4 Rl BK A 95 1
ST I 5 5 100 5 b R e A S T RO 7 AR R . T
A 1 B T B B 2 PR RE e A DR I B
8 LIRS NN (1 AN W A X N = B (ENES
R i 2 5 S5 14 AH OG 552 B T o FH I G

P 40 B < 2R MR B i P 0 B 85 Y BR B A A L R

(o) SMEERY Y e 4
B4 KEEFIRER ARG
Fig.4 Sand mold for titanium alloy pump body casting'?*

(d) &R 45 R 5 Ae.

(b) FEJEHH
B5 BA BEEWARREEHETHE
Fig.5 Product of sand mold or sand core and
[25]

castings after pouring
LFA 2. bR 3AY% 4 WEXHESHY



RAESEWRGE T2l e 2

oo

Y55 3 ] BN DETE AT & 2R M9 R R Bk 95 1F B A
G W0 AL a5 0 i R L R I LA . T R
S 22 9 TR A A T 6 R 42 T 3P o 8 JC W R 4 55 1o
T JC AU 45 550 » ) I 5 2 B BR S i 0 TR T o
NG B EEHE TR —.

2 AT3DITFMkeemEmERR

Wit 94 5 A7l 1 % L g L 3D AT EP R 2 28T LU
JCEANE ] T e s D A . PR A R A 3
W T2 6 1k X B2 45 (Selective Laser Sintering,
SLS) #l = 4 T EJ ( Three Dimensional Printing, 3DP),
I 3D ATENH A B e P ¥ & b B/ 06k 7] 45 2 i [a]
B LA FL A JOAE i 3 wieg o 88 PR BT R
A AT R R AR AR, D AL 0 S AR — R AL i 3 D
Lo I AL TR RS OR BE v 2 4 i . 0 R 280 Ak B A]
BT B R AT LU AT B BT 85 1, BRI T
O Z 5 A Y DR T 3 T K F- . o 3D AT EN A 5 A2
F A0 T R b S A N I AE BR G  #i vh  RE IRk D BB
B IR AT ZR e B BB TR, E 8P LR
JI IR 2% 2 A 5 L ) 1) — o BT B HL S T b Y
P it B ARG 1 BN L B B Y AR R SORR) 2 i
FHE .

2.1 ETFSLSHHKESRBEFERR

i SLS HOR BB RS B 08, B A I L R
PR 3 SR R M AR R DR S — 1k
Aol 3 Be ] i) 3 G A T R AR S5 A A RE R IR 4R TR
A5 2 P 1) PR 33 o) R ) 3 K SF o B LR A
R B AR S B e — 6 SR 1 1 2R R B ELOR
W AR R LA 6. 1 S5l L BB X R
=4 CAD BB 647 73 J2 U1 v A B A2 Ji STL 3O, 3¢
PE R A7 A6 25 2 B0E WS B AR B . AR5 SR Tl ok 2 8
P AR BB TE TAE & b 84 HT O IR r #7E 1
AR 4 JE0 AR ok H bR DX I PN 9 ) AR AT PR 4 L e 4 o2
—JZ2 5 AT G AR AR5 E T B R ) vy B2 Al b 7 K

P

BH6 SLSTHEREHA
Fig.6 Mechanism diagram of SLS
1LA4mE 2.5® 3k k 4WHE SHK 6.THS

ARG I AR ST — JZ 8 AR 2 07 IR B
By AT B S GRAP AR AN R A2 )R 2 R4S 2 A
RGEHL 0l W by B L5 A B A T2 RN AR AR B A
PR MHLF 3DP T2, SLS T2 RE i T £ Fp 2k
8 R 3RS RS LA L R 2 3DP AT Ep g A
.

CAREY S R P R & fg B A0 AE Ry e 4 b kL OF
LK D R 1 SLS e AR il 4% % v FH AP AL/
FKE DTM "l Se T K T By e IR 42 S 0 4 ) O
BCEHE O T SLS SRR B/ e & TS IR
BT G A O 2 s R A . I b RS
EOSINT S700 2 4t il i iy 44 fig b 7, o & F R 2% %
PRRYAES . esh, [ A S E 2R T SLS Bl bR A0 Y ol i
i T ES R BB T RS i o I8 5 A R EOE 2
R E MO B AR5 SLS TES B LA F G
Ak BB 22 B AT AR A% 2 Tt B L R RE AL O T
LRI AL/ HES T SLS AR AE TC A PR B 55 i 451
& JE 5 H T, SIS B b AL/ T AR A 3
TERG R 55 0 B 55 K 55 BF B AR AR 7. s R TR AR
M P L REARS i i 0 LA R 25 0 T /8 Bl 8 1 Y EE 4
TR R 3 R R S . EIS RS LLRE
B ] BOR ™ H e B SE AEBY X H JpR 45 ) B AR IR
WO Ab B B W DN BETE T %6 55 G BRI BE 4N 11 . O o
PF N S 2R e O A P AR AL T — o R PR RS 1 B
FALSEHE I T vk . MBS SES @ R Xt HE S AT £ b
WA ek FHSLS % B AR B3 45 R 4%
s A A A0 R/ 9 B R T R P M ' HL R
SR R A B R . BN SCEEDT R T X O be
LA A AR AR O SR AR I $5 3 BUE L 3R 1R TR 6
ot JO B P A2 2% o A A 12 R O L SR B T R AR 0 1F
THET 00 0 A 700 R B L A T B R . AR
SRS T AT SIS B RS AL RIS i BE G 4 o
T 20 3 o 7 R I A BELAA 700 400 ] % 5 < A e I
i PR S AR b S B T B S 4 W AR 1 A O L HESh T
F A R BEAT SLS BB H AR AE 8. 4 4 s 1 B0 1z
Mo B 7 OhiE T SLS AR By A [RDRLEE £ LAY 2080
FISR A SLS H A il & 1 2544 52 2% 1ty i Y — (R AL b 7 120
o ATRUR I ATEN D B 5 2 Db — AL L5 A
S RE S BURD 7R P30 FROR A 2 O 30 RE AR TR B A 0 R g R
TR

TG RO . H AT SLS il 5 0 B /585 K
ORI SR AT SR 5 A HIURG 45 500 11932 2 4T B PR 18O
A B PR S A0 5 B Al AT L Y B e s R [ A AL
A0 R /85 A S DR A0 R AR B AN iy - T EL e T R Bk
HATAR s 0 A 2 15 1 95 1 OB IR 5 15 R B b Rt

1601



R b 85 MO 05 B

2023 4FE5E 43 B 12

(b) SLS #] & #§ — kAL
LB A ARG
EJN T SLS # R ) 1 B A2 B # Bt 09 A8 2m &) f= SLS

B B8 — IR AL B S B R R BT

Ultra-fine sand with different particle sizes suitable

(a) AT SLSH K
ENCE-Y &3 ALEE-E)

B 7

Fig.7
for SLS technology and integrated complex sand or core

prepared by SLSF™

R FE R T BURR R 2R 1 AR R AR )E R
b AR e A% B RAL A — R 1 B5 3 BRFE L PR SIS ]
B AL /U e DL R T R LA A I RIS TR KA 4
XL BRI T SLS B AL S E RS S T
N o BRA 4 B a FH D AU /00 0 5 e A AR B R
R R ik 22 B DA B vas i Ak 2 4 1 DUARIE SR 6 4 5
T PR R A o T T B R B b Ak T T A A
bR A & S kSR A & A TR B A2 R
LB S TG 551 09 SLS F A w0 B A4 kL F0 i
LN THET SLS Pl B £ R TEEK A 4 5 i
Il 1) o A A AR AE

R T A b A R — SR AT TR BRSO B B A 0 T A%
)@, 58 B AT T RS T SLS AR & & 5 iE
FHwb B /RS 19 JC HLKG &5 0] R % g R L2 B R
HARLAN N REU 3k ] ZrO, By AR 5 R YR A 1E
Ryt JCAA R} S SR PR 6 P A 1R Y T R PR SRR TR R TR TR
B BEIR A 80 = 200X ZrO, My R ST AR Fo A Z6
RS 30% IR RS R IR 127 pm 0O
FHIE PR 76 pm BEASHE y 40.6 cm/s BOGHI RNy 5
W L2 34T SLS @b Bl o8 . X il 45 I i b AU i AT
VI B TR 4G A8 500 °C 1 {1 6 25 70 & A= 24 L AR
JG#EFT 1500 'C X 10 h B imbe4i b M, K 8 o SLS
ZrO, RT3 50 30 % IR YA AT i 45 1 A 2 e
45 J5 B IR SRR B B s 0T e 0t & RS R ) I D T
$i. MNIE 8a W] DL F , RER 43 b kL 25 11 BiF 4 b 45 00 OF
R R A R A TR 2 — 2 R . DA
8b A LLE B X FE &4k 1 400 °C X8 h il ks ke J . 3k
RYIFHAE RN 0l 125 B 1 AR AL 35 URL 18] 2 B
T2 BRI IR WD IE B0 00 17 46, DA 4 8 T 10 B 1 iR B
9 Ml R BRI B R DR IS Bk G & . AT L
B A B0 K T 1 S T B A P BB A EEOK XIE
BT 3 2o SO 2 DXORE 5 R A 7 S R IR IR I BR 6 4

1602

F RTS8, AT — 5 B ] AT P HOAS 5 284 5 1 A L
i B T

(a) SLS ¥e 2 5 2 A % (b) ZrO, +i& % Zr0,
B8 SLS¥ZE(ZrO, +Hh R4 30% E R4 A A
W Fe ZrO, +iZ % Zr0, M
Fig.8 Morphologies of sand mold and zirconia+impregnated

zirconia after SLS sintering!'!

(b) sk B 5 o4 B X 44

) B0 B R AR B R R R G 69 4K A A bRl
Prepared sand mold and titanium alloy casting
[42]

() AT hHRD L
B9

Fig.9
after pouring

FXFF RSN SR g T D O RS B RS

P G b 6 45 ) L 45 4 SIS AL A 4 0 R0 44 i 110 45 2
PR g T RS AP PR IR Y, O il 95 R R E AT
4Bk Ry SLS By b wb B3 k. (&1 10 4l Bk 8% 1 5k
T 75 WL AT SEML (8] L e 28 15 31 19 BK 54 1 58 B ¥ Wb L 3%
T it L0 SO IR RS . IKIET 10b AT LUF L 35 14
AR FRA T B 3R S L R JE A2 3
AL BRT T SLSH; b b B 2 1 55 BR A 6 85 1 1Y ST

(a) ZIE
B 10 SLS %) & 7 R 3% 2 09 s 4k 45 & & SEM 7 g1
Fig.10 SEM morphologies of pure titanium castings
prepared by SLSH

(b) SEM 2 # KB



R b R PG T AT kR

Tt
=
48

WL, F6 0 SLS Bb AU R vk A 4 4 I8 1Y vl A7 1k (H
HH G HIF 5T AN Bl 58 45 B — b 46 71 J8 R AR 5 e 2 X TE ML
45 7900 A TR b Rt Rk D L 52 R D A 1 A 4 35K 11
WFIE . 3 8h W T A5 B8 A ] 4 187 /M 1) SE 0 =
WEIE B B o BUAS K e o A B De VR R 0 8K 6 & 96 1R 18
T AT HE— IR AT .

PREES RSV BT T 3T SLS Y R 4 70
A o % B Bk L NH H, PO, B A AE Ry TG AL &5 57
P L S UAE SIS Be 4l 1.2 S 0 TG A0 Ok 2
UK . MTER NS & BN 2% BB b b im0 =
NH, H, PO, A K i B A B0 ) & Atk o 76 URR 45 7
ST B I AR R R ) 210 °C i, R Ak 5 T
ikF] 2.02 MPa, 7] 78 43 & 45 JE Al NH, H, PO, 1Y 6 25
PERE . R b o X il A 0 D L AT R R R L TE A IR
UE G LA 5 4 s T o R R AR 5 1 b TR A 2 oL
THEGEE., L REN KR EHED S —
SE P I AS TR) TG AL R 245 700 B A B0 791 45 Ath 5 B 4 R 78
SR I T s o R AT R R 8 5 IR TR R R I
Fe(=>1 000 C) J5, ik £ F1 55 B iF RE A 45 & 1Y o &
(3 MPaZe A7) H WA TR A o 6] S % i 25 Aol
i Db LI 22 0t i 1 Ak 0 3 I A o R R AT JC AL
gl E=S RS & s A TR @Rk 5 (>1 000
C)Ja » URE [ AR FL A — 2 0 5 B L3 1 o 5 0. 45
RRE TR m IR AT IO HLEE 5 7 R A HLRG 45 0 g
10 0 AL v O R B TR AR R AR A S e T R
112k 2835 1o MR R 458 J 1 AN TR) T 25 R R ) B 7L

1 \ 2 \ 3
TEHI3DIR T 43R MR i> IR AR

4

HEFETRINER

<
;
,.\'_/L
0
=
i

N —
¢ < 3
R e T
BRI T - A 5
¢ v '
i :
e &
) N 2
g Y 7
Py G
B P T‘Qﬁm
s

(a) RALS 2 A
A R RBHH

(b) A= Z&H M
FE45 7 B oy BB

(o) BEH L RAEE

%A C Ao rs

By A &0y ) 45 R
A1l 2 FHREHEGEGRE L LR R %L
Fig.11 Specimens and simple casting mold under different

processes after high temperature roasting

22 ETIDPHREEWEFE

3DP T EN R 45 T W8 A DT L A 4 FR Ry ok G 158 5
(Binder Jetting) . 5% 2 ¥ & 1 Bl (Inkjet Powder Print-
ing). % LZJE T WAKBLENIE”. 20 fiE20 90 4E4Q
A ,EDERER I 45" % By T Wi s fb A 3D FTENHL AR . %
FEAR TR F 8 i B 38 7 ot 0 2% B0 /N
il . mEAREPTY 3D 4T EJ (3DP) & — Fp b B /i $ 4k
JoE ] 3BT B A EE T O B X B4 T2 IR AR Ak
R B RAS T L AUE SRR D 3 L2058
A AN M TR G i AL AR P R 3D 4T
B AR AT T #5320 AR 4 1w AR R . A
I A 0 D R B A iR B R L A R R A RO TR it
PR RE D R A5 A5 o DT B3R ARG A= 77 AR . g s b A 3D
FTENR TAE IR B W B 12 REGETE LAE G BA—Z 8

5 \ 6 \ 7
EABFA > B RFENHE BEERBH

A 12 ;288 3DIre 4/FREF&BHM

Fig.12 Schematic diagram of working principle of inkjet sand 3D printing

TR A 181 A 300 9 0 R ) 5 6 S 4T B Sk AR 9 CAD i 2k
P TR 1T T AR A A A L s ) 8k 45 ) AT B S — AN AT
TEGH —TZEM@R)ZE) N 0.2~0.4 mm; R 5 &R
GiRWT A R A IR, S 58 BT RO I 4T BN s e
[ Ak A D RN T ARG P B L J3BR AR B AL 1 2 8 K
75 51 Jp 28 T 7 O B AR 0T

HAi, BN 3DP LTz H TAE T HA4 %
B, SHANG G H %07 KANG J %02 42 1

[49]

T — PR SEHT AR BB T L O 3 Ao 3 4550 Mt 2 3D T BN 4L
AR E o ST AR ORE D 52 5 SR i AT 2R 25 A
FASS A o AT LATERE L B0 5 5 00 B R B v A 2% 1 S B8
A PR 2 5] Vo A B e 2R 7 AR 08 B 1 1 AR TE A
FRARNE ST oMb SEMT A BL I A B RS B AR L T AR ST RD
BI85 R /b i R BT B A M 10 A356 RS e 1.
Pk SR AE B A e AR 3D AT ED L2 My B i U T %
S LEE BRI F 0 L 86 1 I L 2R D R I R

1603



Femb et LA 54 2023 450 43 B4 12 1)

REILR .

A% T2 ARG 4 05 18 SR A1 — & I B AR M
R, FE R 3D FTED LA R Z R A HLE 457, 58
H R SRR S AR R HIL L E
by ek, HowE A 3D T B Ay b /0 I v Be AR
25 TCH AR UETE X D B VR BT KO0 2 IF A m iR s R S
HREA —E R L . A IS RRES T RS SR H G
W o BR A T2 TR M I A AR A A Al A A 2 A i B I
N FE A R L TR IS 2 B B 3% T K AR AS R RR T
SN T8 3 T V5 4 )2 B RS ) K 5 4 5 14 1) =% T o
R RE L 3 2 PR Z A K b BRI T 3 T AR 3D 4T B
Gafil LA, N Tk &S5 ) R 32 & b B
o ik 5 L E 9T B N TG AL 45 ) i mE SR b Y 3D 4T B T
YRIF T 205 . RAMAKRISHNAN R 20U 5%
T —Fh I T TG ML RE R A A 45 0 R R Ay B Ab A 3D 4T
Ep T2, o X FL R 45 ML HE 4R 5T & B, Wb kL 22 (8] ) A
FRANF & 7 B Se Gad WA K A L KA I W 2 445 790 T LA
T L P R, T B A5 M o AT D S ) B K R AL
IS A A 2o A A R 1 S b R AT B 4 A P R
AT DL A i A8 mE AR b R 3D 4T E T S HOR A X
Sed Pk, MEET U %09 MITRA S %0 15 i 155 58 75
T 3D AT B A T8 o R B b IR 8 45 2 1 JRE 138 R 346 o
FhE5 R & R 18 M W B A PR R B L (HL ] B R AR T 3R
A0 2 AN B R . 55 A s [ A A B TS A 5 ) b
RUF)PERE S 38 3 % 3DP @ Rl 17100 °C X2 h J5 [ fk &b
L B A 50 S I S I R AR L & AR I R DL SR R
Wir 2 . AT 12 v A0 TR 1 5 B 5 VR AH 78 R R 4 R i A
S SO S 38 3 T R K AT DL PR WA 7R K
B HE A3 AT ] 2 ok A v R Y 5 M R B AR A BIL A .
TS 4 o 2 B ST T — o AR b R 3D FT B A4 4y
AELL TR R BEZE M K. 25 SRR, FZ M BT ED
AP RS R R AR AR B R R K L T B AR T B 4
KA DL HE AR ST EL Sk A Bt 5 e/ . AR MG 55
WRI SDFTENE AR LR & B Wb F B g
[*] A0 i v 120 T8 3 Yk o B T A B T A RO e (B AR
DIz B AR N T3k 6 4 95 0 0 75 %5 I B 45 3 1Y
KM REUA B 5 00 R 25 PR b LT i s R TR 2 S LA
R A VRS B R TR) B B TR R

H AT E NS 3DP T2 i F Tk 5 4 55 1 1Y)
I8 A T AR S B B 420  RAVT S 2505 3 F Rk Ay i
KOMRE S BE A Wk TR AR B G 45 70 L JE 0k 3DP R il A T RE
WEE I IREH TR ZE  RIERKEGSHE T i
EAG BRI . A5 R A P BT A il 4 Ak
B IR A A I KU 2 oK B AR TR )2, AT LA
AR KRR B - AP Fil K 5 5 72 () A 5L T 2 L o DA T sk 20>

1604

BREEIE IR BRPE . X KWK 3DP ATENHER S0 A &
B 2 1R BT  PR E B R A A o B e R AR
HUR AR | B N (A E K S U R 6 T = =
13 W B A AR TR 2 11 3DP Rk 0 AR EL 156 T 1 AT £k
IZR Sy

(a) 3DP m: &y 4L A

(b) H2 T 4k 45 1+

B 13 BB E e 3DP A AP AL B fe ik i 69 R T 4K
it A

Fig.13  Schematic diagram of 3DP silica sand mold coated

with Al, O; and wedge titanium casting'**!
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