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Study on core-making technology of large cylinder
core for large diesel engine block
ZANG Jialun, LIU Qingyi, QIN Peng, QI Jian

(Weichai Power Co., Ltd., Weifang 260061, Shandong China)
Abstract The advantages and disadvantages of the split and integral core making of the large cylinder
core of the large diesel engine block have been explained in the text; the process and difficulties of the
integral core making of the large cylinder core have been mainly discussed. The integral core-making of
the large cylinder core can significantly improve the accuracy and dimensional consistency of the cast-
ings, which improves the production efficiency to a certain extent.
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CAE analysis of aluminum alloy casting process for motor shell
LI Lu, MA Zhimin
(Zhejiang VIE Science & Technology Co., Ltd., Shaoxing 311800, Zhejiang China)

Abstract The internal structure of the aluminum alloy castings of the automobile drive motor housing is
complicated. The inner cavity is a closed water channel. The thickness of the up and down water chan-
nel is only 2mm at the thinnest point. In order to satisfy the design requirement, the die casting manu-
facturing mode has been commissioned to develop the casting process as per old experience, but the
production efficiency is not ideal. For this reason, the casting simulation software has been used to sim-
ulate and analyze the filling and solidification process of the metal type low pressure casting process of
a certain type of motor housing aluminum alloy castings. The temperature field distribution during the
filling and solidification process has been known and the distribution of defects in the castings has been
predicted. The process improvement plan has been proposed, through the optimization of process param-
eters, the occurrence of defects such as shrinkage and porosity of the casting has been effectively re-
duced.

Key words Aluminum alloy castings; Low pressure casting; Casting process CAE; Motor housing; Nu-
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