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Fig. 1 The CGI crankcase casting of S415
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Table 1 The weight of mold and core
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Table 2 The parameters of TLNY-2
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Table 3 The core making process parameters
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Mold Core Design of S415 CGI Crankcase Casting

NIE Yue, LIU Xing-long

(Chengdu Tonglin Casting Industrial Co., Ltd., Chengdu 611330, Sichuan, China)

Abstract:

The design case of S415 vermicular graphite cast iron crankcase casting core is introduced. The core is made of
precoated sand, supplemented by mold coating. The horizontal core shooting mode is adopted, and the complicated
cavity cores are all cut to avoid the core pulling structure of the die. The annular lock catch and bayonet are used
for mutual positioning, and finally the cast iron splint is used for locking. While meeting the process requirements,
a number of design measures were taken in terms of core thickness, positioning, sealing, exhaust, etc. The actual
production has proved that the design of S415 crankcase body core meets the requirements of casting process, can
reduce the consumption of molding sand, ensure the dimensional accuracy of castings, and avoid defects such as

sand inclusion and blowholes.
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