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Fig. 1 Structure of the motor shell casting and water jacket
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Fig. 2 Design of the risers and gating system of the motor shell Fig. 3 Evaluation area of the MAGMA-DOE analysis
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Fig. 4 Simulation of the temperature and flow pattern of the liquid metal during filling process
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Fig. 5 Simulation results of the tracer particles
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Fig. 6 Liquid fraction during solidification process
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Fig. 7 Risk analysis of the shrinkage
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Fig. 8 Sand cores during assembly and sand mold before poring
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Fig. 9 Actual produced casting and X-ray detection results at the detection locations
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Process Design of Low Pressure Sand Casting for Aluminum Alloy Motor
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Abstract:

Taking a 140 kW aluminum alloy water-cooled motor shell as the research object, the typical casting process
of the motor shell using low-pressure sand casting technology was discussed. MAGMASOFT was used
to evaluate the feasibility of the process design. The results showed that the motor housing can meet the
requirements of related technical conditions.
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