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Fig. 1 Structure of base casting
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Fig. 2 Schematic diagram of casting process
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Fig. 4 Simulation result of casting filling process
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Fig. 5 Simulation result of casting solidification process

(a) oA

(b) GEHE HEIHE
E6 HHRERUDTT

Fig. 6 Simulation analysis of casting defects
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Fig. 7 Parting surface design
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Fig. 8 Exploded view of three dimensional mould structure
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Fig. 9 Structures of sand core and mold
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Metal Mold Casting Process and Mould Design of Filter Base

WANG Yun, DING Peng

( College of Mechanical and Electrical Engineering, Xinxiang 453003, Henan, China )

Abstract:

The metal mold casting process of fuel filter base was designed according to its structure characteristics and
production requirements, and the draft, machining allowance, the gating system and riser structure were
determined. The simulation analysis shows that the mold filling is good under this casting process. The mold
structure with combined parting surface was selected and the sand core was adopted to form the complex inner
cavity structure of the casting. The production practice revealed that the designed mold structure is reasonable
and reliable, and the quality of the produced castings can meet the requirements.
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