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Optimum Design of Pouring Process for Large Cylinder Head of
Automotive Engine

CHEN Yonglong
(Nanchong Vocational and Technical College, Nanchong 637130, China)

Abstract. The casting process of complex thin-walled cast iron with wet clay sand mold for large six-cylinder head of
automotive engine was studied. Serious defects such as blowhole, underpouring and cold isolation occurred in the castings
by using the traditional bottom-pouring pouring system on the inlet side and the middle-pouring pouring system on the

exhaust side. The results show that the top pouring system has high qualified rate, high production rate and good technical

and economic effect, lower casting temperature and better surface quality.
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Fig ; Automotive engine 36D six-cylinder head with cast iron structure
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Fig.2 Schematic diagram ofpouring process for 36D
six-cylinder head cast iron parts with air inlet side
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Fig.3 Schematic diagram of exhaust side injection pouring
process for cast iron pieces of 36D six-cylinder head for
automotive
e L2752 FA T2 E AR HY 36 D /<G =L
SRR TR E L2 (B RS SS1%) &4
REAN T ZE (R SR T 2056, HeipaiE32
AL () BRI 23R SRS IRBI AT AR i
AEFERAR GRS o T OPRHYEZ S b T O S F LR
ez - (B SFLERFR LTS 28 1 UE L 75 i 55 72 10 Y P I
s ANE P REVE FAA ERIEC DML & A H

LT ROy AL
B-B (g%

A7 36 D AGL AL E S S A T E AR L L2 E R
Fig.4 Schematic diagram of top pouring pouring process for
cast-iron pieces of 36D six-cylinder head for automotive
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