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Fig. 1 Three-dimensional model of casting
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Fig. 3 3D models of two casting schemes
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Fig. 4 Filling velocity field of horizontal molding and pouring method
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Fig. 5 Filling velocity field of horizontal mold and vertical pouring method
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Fig. 6 Defect distribution diagram of horizontal mold and vertical pouring method
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Fig. 7 Defect distribution after preliminary improvement on casting process
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Fig. 8 Distributions of solidification time, temperature field and solidification field
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Fig. 9 Further improved casting process
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Fig. 10 Defect distribution after casting process optimization
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Fig. 11 Mold assembling drawing of horizontal mold and vertical pouring casting process
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Casting Process Design of Aluminum Suction Valve Housing Based on
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Abstract:

The suction valve housing casting process was designed through detailed analysis of casting material, shape,
size and structural characteristics, and then the ProCAST software was used for numerical simulating of
casting process, the filling process and defect distribution. The results show that when the horizontally
molding and vertically pouring process and non-pressurized bottom pouring system are adopted, the addition
of the risers and chill can ensure that the casting solidifies in a bottom-up order and the shrinkage hole and
dispersed shrinkage defects in castings can be eliminated. Therefore, the qualified castings can be produced.
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