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Research on the Optimization of the Casting Process Design for Self-
Priming Pump Bodies

LIU Jia-ming*, YANG Jun®, YUE Zong’, WANG Xiao-lei*
(1. Dalian Huanyou Canned Pump Co., Ltd., Dalian 116041, Liaoning, China; 2. School of Materials Science and Engineering, Dalian
Jiaotong University, Dalian 116028, Liaoning, China)

Abstract:

Based on the structure and material of the self-priming pump body, design the initial casting process plan,
and use FLOW-3D casting simulation software to complete numerical simulation calculations for each plan.
The defects observed in actual production castings were compared and analyzed, and potential root causes
were predicted by evaluating the type, size, and location of defects. After two iterations of pouring and
feeding system optimization, a better casting process design scheme was determined. The casting production
verification was conducted according to the optimized casting process design scheme, and the resulting
castings met the acceptance criteria requirements, thus proving that the research methods and ideas had certain
feasibility in guiding the actual production of casting.
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