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Abstract

Casting process for C parts - suction valve shell casting process. Z1.114, material of
suction valve shell is an important accessory to protect the safety of oil tank, which is
installed on the roof of oil tank. It has the characteristics of compact structure, large
ventilation volume, small leakage, good sealing performance and good corrosion resistance.
Small castings.

The structure of the suction valve shell is relatively simple, which is connected by two
columns, the biggest inside is 29 mm, the smallset inside is 10 mm, the main wall is 10,
the maximum outer contour size is plane, using plane parting, the maximum outer contour
size of sand core is plane, when making sand core in core box, use plane parting.

After the Anycasting simulation software is used to analyse the stuffing process, the
distribution of defects and the improvement of the process, the bottom gating system with
two inner gating ports is selected on the bottom of the flange of the suction valve shell. In
the process improvement ,8 risers are designed to make up the shrinkage. By adjusting the
position of the risers many times, the casting can produce the solidification mode which is
beneficial to the comprehensive properties of the final casting. In the defects, and ensure
that the casting has a high production rate, in line with the production in the factory. This
process adopts the resin sand modelling, the bottom rain is poured into the open pouring
system.

When the alloy is melted, the intermediate frequency induction furnace is used, the

temperature of the furnace is 760°C, and the metamorphic agent is Sr-Al intermediate alloy.
After passing the inspection before the furnace, the casting time is controlled within 10 min.

Keywords: C piece - suction valve housing, Open pouring system with rain shower,
Optimization of casting process, Metamorphic treatment
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