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Application of Local Extrusion Technology in Lower Cylinder Block Castings
Huang Xiaoping', Zhu Hongjun', Wei Wei?
(1.School of Mechanical Engineering, Dalian University of Science and Technology;
2.Dalian Yaming Automobile Parts Co., Ltd.)
Abstract: Based on the theory of local extrusion technology. the casting process of lower cylinder block was ana-
lyzed, and the general process of using local extrusion technology to solve the problems of gas hole and crystal
shrinkage was expounded. Firstly, the local extrusion position was determined to be the hot spot, and then the
extrusion cylinder was determined by the appropriate extrusion pressure. Secondly,the volume of local extrusion
was estimated, and the distance and diameter of extrusion rod was calculated. Finally, the delay time and duration

of local extrusion was presented by the liquid-solid coexistence time. The results show that the reasonable use of

local extrusion technology can effectively reduce the shrinkage volume.
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Fig.1 Lower cylinder block
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Fig.2 Pouring and exhausting system for lower cylinder block
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Fig.7 Structural diagram of extrusion pin
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Fig.8 Extrusion pin movement process
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