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Fig. 9 A schematic diagram showing mold assembling and pouring
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A Rapid Casting Method for Aluminum-Alloy Single Cylinder Head Based
on 3D Printing

ZHAO Bin
(Kangshuo Electric Group Co.,Ltd., Beijing100102, China)

Abstract:

In this study, 3D ink-jet adhesive sand mold printing technology was used to produce rapidly sand mold and
sand core for casting of aluminum alloy single cylinder heads. By using low-pressure casting technology, the
aluminum-alloy cylinder heads free from blowholes were made, thus ensuring the air tightness of cylinder.
In addition, chills were heated by electric heating tubes to change the solidification field of the casting and
to achieve a satisfied surface roughness of combustion chamber and small dimensional tolerance. Before the
cylinder heads were cast, the simulations of mold filling process and solidification process were carried out by
using computer numerical simulation software to reduce the casting defects of dispersed shrinkage, shrinkage
cavity and cold shuts and so on.
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