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Analysis and Countermeasures of Sand Sintering Defects in Water
Jacket Cavity of 4H Cylinder Block

LIU Junhuil, WEN Honghongl, CHEN Shibin2, ZHANG Shiwei?

(1. YTo (Luoyang) Casting & Forging Co., Ltd., Luoyang 471000, China; 2. Henan Weiye New Materials Co., Ltd.,
Pingdingshan 467000, China)

Abstract: The problem of sintering the inner cavity of the 4H dry cylinder liner produced by the company had not been
well solved. The improvement effect was still not ideal after three times application of partial pre dip-coating plus integral
dip-coating and partial manual rebrush coating after drying. The results show that M590A coating is used to presoak the
water jacket core, and the complicated process of pre-dip-coating and manual paint brushing after drying is eliminated, and
the defect of sintering of 4H cylinder block inner cavity is successfully solved, which improves the production efficiency,
reduces the production cost and reduces the casting rejection rate.
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Fig.l 4H Cylinder block
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Fig.2 Water jacket core of4H cylinder block
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Fig.3 Sintering defect of water jacket cavity in the first cylinder
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Fig.4 Pre-dipping for the first cylinder water jacket core
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Fig.5 Second overall dip coating ofwater jacket core
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Fig.6 Manual brush coating ofwater jacket core of first cylinder
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Fig.7 M590A coating
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Fig.8 Coating penetration depth test
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Fig.9 Coating gas emission test
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Fig ; 0 Coating high temperature strength test
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Fig.l 1 M590A coating after dipping
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Fig. 12 M590A coating after drying
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Fig. 13 Improved casting quality (no sintering defect in water jacket cavity ofthe first cylinder)
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Tab.l Comparison of process technology and casting results between M590A coating and original normal production state
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