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Research and Optimization of Aluminum Alloy Wheel Casting
by Bilateral Pouring Method

ZHU Da-zhi WANG Sheng-hui
(Baoding Lizhong Wheel Manufacturing Co., Ltd., Baoding 071000, Hebei, China

Abstract  Low pressure bilateral pouring is a newly developing casting method for making aluminum alloy
wheel, and detailed compared with low pressure centre pouring. The results show that there is an essential
difference between the solidification sequence of the casting and the special solidification sequence of the
bilateral pouring method. Product performance of automobile wheel spokes made by latter method is very
excellent. As a newly developing method of casting, there are some problems that need to be continuously
improved and optimized. And the problem of casting joint flash is solved by using of simulation analysis, which

achieves better results.
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Fig. 3 Die structure diagram of bilateral pouring
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Fig. 2 Die structure diagram of centre pouring
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Fig. 5 Solidification process of centre pouring
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Fig. 7 Solidification route of centre pouring
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Table 1 Performance index of spoke

Ry./MPa  R,/MPa Al% SDAS/pm
21645 266.96 5.63 42.97
19272 24255 34 49.50
12%1 10%1 66%1 13%]
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Fig. 8 Metallographic structure of spoke
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° 9 Fig. 11 Casting joint flash of semifinished product improved
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Fig. 9 Casting joint flash of semifinished product 13%.
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Fig. 10 Thermal deformation of side mode
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