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*Gating are flow passages to run and fill molten
metal in mould cavity.

*Gating system include distribution of clean
metal with proper rates and velocities at specific
location in the mould.



TYPES OF GATING SYSTEM

Top gate

Bottom
gate

Branch
gate

Horn gate

Parting
type
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*Molten metal from pouring basin is fed directly into the mould cavity.

« The hottest metal remains at the top of casting , this promotes directional

solidification from the casting towards the gate
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The molten metal enters from bottom to the mould cavity.
It minimizes turbulence and erosion in the mould cavity.

Provides unfavorable temperature gradients that do not promote directional
solidification.
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 This type of gate which is a part of the pattern with smooth
curves and progressive change in dimension is designed to
minimize mould erosion and oxidation of molten metal.
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- 1t1s most commonly used gate and is a compromise between
top and bottom gates.

* The gate is provided at the parting line of the mould .



« Avriser or feeder head is a vertical passage made in the copeto
store the liquid metal and supply the same to the casting as it
solidifies.

Functions:

« Store sufficient liguid metal and supply the same to the casting
It solidifies there by avoiding volumetric shrinkage of the
casting.

« The riser must be kept open to the atmosphere and placed in
such a location that it maintains a positive pressure of liquid
metal on all portions of the casting it is intended to feed.

« The cylindrical shaped riser are generally recommended
compared to spherical shaped risers which although consider
as the best.
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The top surface of the riser will be open to the atmosphere.
The open riser is usually placed on the top of the casting.

Gravity and atmospheric pressure causes the liguid metal in
the riser to flow into the solidifying casting.



Chaplet Sand core Riser
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 Itis completely enclosed in the mould and not exposed to the
atmosphere .

« The metals cools slower and stay longer promoting directional
solidification.

« The liquid metal is fed to solidifying casting under the force of
gravity alone.



Solidification Time For Casting

Solidification of casting occurs by loosing heat from the
surfaces and amount of heat is given by volume of
casting .

Cooling characteristics of a casting is the ratio of
surface area to volume.

Higher the value of cooling characteristics faster is the
cooling of casting.

Chvorinov rule state that solidification time is inversely
proportional to cooling characteristics.

Solidification time
Where
Ts = Solidification time V = Volume of casting
SA = Surface area K = mould constant
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