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Development of New Tight Flask Molding Machine with side aeration sand filling and full-scale
composite squeeze.
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In late years Sinto developed the aeration sand filling technology that established saving energy
and uniformity of the mold filling. The authors developed a new model and put it on the market
as this innovative green sand molding technology. The authors revise the further aeration
molding machine which evolved and a sensing technology of the machine movement for the
stable operation, from the viewpoint of stable casting quality and productivity improvement by
early trouble correspondence, we introduce here.
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Fig. 1 Tight Flask Molding Machine ACEX.
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Fig. 3 Sand filling behavior of ACEX.
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Fig. 4 Comparison of filling density between aeration
sand filling and gravity fall method. 3
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Fig. 5 Shape of test pattern.

TR ERIBEACE S ) — ATk, 2hET
YWHEX R ENTEDOD, —HORT v MK
Tl ANVHomxEOTLE ) 2 LISERT 5
FECADATIFEDTREL L Tho Tz, AR
Peft BB ACEX Tldy AT/ XV DS
WAWS T YERIRFOFHII BB TS
LT B, L) RUb BB R TR
REPETH o720 FTTy /) A% BHe B E
T5H LT, RNVERZHD 5 M) & BRI 5
ZENWEEE % o 720 Fig. 6 12T & BIFE
ACE ¥ — XOFHHRE WD » VIO, Fig. 7
(A RIPA ERIAE ACEX CHRITSIE 12/ ZI)VER
OW AP S 720K, Fig. 8 1I2&ERIFZD 7 X)v
DR TV AR WIKREZR TR T,

Fig. 6 Shape of the nozzle part at the back side of
ACE mold.
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Fig. 7 Shape of the nozzle part at the back side of
ACEX mold.

Fig. 8 State of nozzle after molding.
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Fig. 9 Poor mold (left) . Improved mold (right).
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Original position

Squeezing

Fig. 10 Molding process of ACEX.
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Fig. 11 Position of segment foot, position of
measurement and box shape mold.

Table 1 Molding condition.
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Fig. 12 Results of mold strength.
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Fig. 13 Example of curve for molding machine
movement.
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