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Practice of Gravity Top Casting Process for Aluminum Alloy
Compressor Housing

WAN Jun, YAMADA Nobuhiro
(Technical quality Department, Kosei Akagi Kunshan Aluminium Co., Ltd., Suzhou 215332, China)

Abstract: The most important part of the metal mold top gravity casting process of the shell was to solve the problems of
turbulent flow and slag entrainment caused by drop impact and directional solidification. The influence of casting drop and
gate size on shell slag hole was calculated and analyzed. The liquid aluminum filling patterns of cooling columns at
different heights at the bottom of the lower mold were simulated with the help of mold flow analysis software Anycasting,

and the simulation, calculation and analysis results were verified with the production practice. The results show that the

common slag hole problem is solved and improved.
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Fig.2 Sketch of casting method
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Fig.3 Slag hole on air inlet
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Fig.4 Sketch of original sand cup
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Fig.5 Sketch of modified sand cup
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Fig.6 Sketch of initial filling of liquid aluminum at different cooling column height
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