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(54) Cylinder head of internal combustion engine and method of producing same

(57) A cylinder head (1) of an internal combustion
engine comprises a structure cast (1) in metal, the struc-
ture defining therein an intake port (3) and having a side
wall surface (5) from which an upstream end of the in-
take port (3) is exposed to the outside; and a partition
plate (6) of metal installed in the intake port to divide the
same into two parallel intake conduits (3a,3b), the par-
tition plate having lateral edges (6a-1,6a-2) which are
embedded in an inner wall of the intake port (3). The

partition plate (6) has an upstream edge (6c) which in-
cludes a major straight portion (6c-1) and two projected
end portions (6c-2,6c-3) which are provided on both
ends of the major straight portion respectively, and the
major straight portion (6c-1) is positioned inside relative
to the side wall surface (5) and the two projected end
portions (6c-2,6c-3) have upstream edges which are
embedded in the inner wall of the intake port (3) and
machined to be flush with the side wall surface (5).
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Description

BACKGROUND OF THE INVENTION

1. Field of the Invention

[0001] The present invention relates in general to cyl-
inder heads of an internal combustion engine and a
method of producing the same, and more particularly to
the cylinder heads of a type that has, in an intake port
thereof, a partition plate to divide the intake port into two
parallel intake conduits, and a method of producing the
cylinder head.

2. Description of the Related Art

[0002] In order to clarify the task of the present inven-
tion, one of the cylinder heads of the above-mentioned
type will be briefly discussed in the following, which is
shown in Japanese Laid-open Patent Application
(Tokkai) 2001-193469.
[0003] That is, the cylinder head disclosed by the pub-
lication has an intake port that is constructed to enhance
a tumbling flow of an intake air led to a cylinder of an
internal combustion engine. For this tumbling flow en-
hancement, the publication shows a partition plate that
is installed in the intake port to divide the same into a
pair of parallel intake conduits. The partition plate is
tightly set in the intake port through a casting-in tech-
nique using the partition plate as an insert. That is, be-
fore a casting stage of the cylinder head, the partition
plate is set in a core sand that is used for shaping the
intake port of the cylinder head to be produced. The par-
tition plate used is a corrugated metal plate for avoiding
a deformation of the partition plate caused by an inevi-
table thermal expansion of the same that would occur
at the casting stage of the cylinder head.

SUMMARY OF THE INVENTION

[0004] After examining the cylinder head of the publi-
cation, it has been found that although the corrugated
partition plate can exhibit a sufficient absorbing against
a thermal expansion in a radial direction of the intake
port, it fails to exhibit a satisfied absorbing against a
thermal expansion in an axial direction of the intake port.
This insufficient expansion absorbing in the axial direc-
tion tends to induce production of cracks in a down-
stream part of the core sand at the casting stage of the
cylinder head, and thus bring about production of unde-
sired casting fins on the downstream edge of the parti-
tion plate.
[0005] Usually, the downstream edge of the partition
plate is positioned in a deep zone of the intake port. As
is known, removing the casting fins from such down-
stream edge needs a troublesome and time-consumed
work.
[0006] It is therefore an object of the present invention

to provide a cylinder head of an internal combustion en-
gine and a method of producing the same, which are
free of the above-mentioned drawbacks.
[0007] According to a first aspect the present inven-
tion, there is provided a cylinder head of an internal com-
bustion engine, which comprises a structure cast in met-
al, the structure defining therein an intake port and hav-
ing a side wall surface from which an upstream end of
the intake port is exposed to the outside; and a partition
plate of metal installed in the intake port to divide the
same into two parallel intake conduits, the partition plate
having lateral edges which are embedded in an inner
wall of the intake port, wherein the partition plate has an
upstream edge which includes a major straight portion
and two projected end portions which are provided on
both ends of the major straight portion respectively, and
wherein the major straight portion is positioned inside
relative to the side wall surface and the two projected
end portions have upstream edges which are embed-
ded in the inner wall of the intake port and machined to
be flush with the side wall surface.
[0008] According to a second aspect of the present
invention, there is provided a method of producing a cast
cylinder head of an internal combustion engine, the cyl-
inder head having an intake port and a side wall surface
from which an upstream end of the intake port is ex-
posed to the outside, the method comprising (a) prepar-
ing a sand core for shaping the intake port, the sand
core having a partition plate set therein, the partition
plate including a major portion wholly embedded in the
sand core, lateral edges projected from lateral edges of
the core sand, a downstream edge and an upstream
edge, the upstream edge including a major straight por-
tion and two projected end portions which are provided
at both ends of the major straight portion; (b) setting the
sand core in a sand mold in such a manner that the ma-
jor straight portion is positioned inside of the side wall
surface of a cylinder head to be produced and the two
projected end portions are projected outward from the
side wall surface of the cylinder head to be produced;
(c) positioning the sand core relative to a core print pos-
sessed by the sand mold; (d) pouring a molten metal
into the sand core and removing a produced cylinder
head from the sand mold after solidification of the molten
metal; and (e) trimming the two projected end portions
of the partition plate in the produced cylinder head in
order that upstream edges of the two projected end por-
tions are flush with the side wall surface of the produced
cylinder head.

BRIEF DESCRIPTION OF THE DRAWINGS

[0009]

Fig. 1 is a sectional view of a cylinder head to which
the present invention is practically applied;
Figs. 2A and 2B are sectional views taken along the
line "II-II" of Fig. 1, in which Fig. 2A is a view taken
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just after completion of casting of the cylinder head,
and Fig. 2B is a view taken after machining the pro-
duced cylinder head;
Fig. 3 is a view taken from a direction of the arrow
"III" of Fig. 1, showing a partition plate set in an in-
take port of the cylinder head;
Fig. 4A is a perspective view of a cylindrical core
sand used for forming an intake port;
Fig. 4B is a partial plan view of the core sand shown
in Fig. 4A;
Figs. 5A and 5B are schematic views of convention-
al core sands, showing cracks formed thereon;
Figs. 6A-1, 6A-2 and 6A-3 are sketches depicting
one measure A discussed by the inventor;
Figs. 6B-1, 6B-2 and 6B-3 are sketches depicting
another measure B discussed by the inventor;
Figs. 7A-1, 7A-2, 7A-3 and 7B are sketches depict-
ing a measure thought out by the inventor; and
Figs. 8A to 8E are views similar to Fig. 3, but show-
ing various partition plates which are usable in the
present invention.

DETAILED DESCRIPTION OF THE EMBODIMENTS

[0010] In the following, the present invention will be
described in detail with reference to the accompanying
drawings.
[0011] For ease of understanding, various directional
terms such as right, left, upper, lower and the like are
used in the following description. However, such terms
are to be understood with respect to only a drawing or
drawings on which a corresponding part or portion is
shown.
[0012] Referring to Figs. 1 to 3, particularly Fig. 1,
there is shown a cylinder head 1 of an internal combus-
tion engine, to which the present invention is practically
applied.
[0013] Cylinder head 1 is constructed of a cast alumi-
num alloy. Cylinder head 1 has a bore that forms an up-
per portion of a cylinder 2, the bore thus constituting part
of a combustion chamber. Cylinder head 1 has further
intake and exhaust ports 3 and 4 which are connected
at their lower ends to the interior of cylinder 2.
[0014] As is seen from Fig. 2A, intake port 3 is of a
so-called siamesed type which comprises two separat-
ed downstream portions that are exposed to the interior
of cylinder 2 through respective intake valves (not
shown) and a united upstream portion where upstream
portions of the separated downstream portions are unit-
ed.
[0015] As is seen from Fig. 3, the united upstream por-
tion of intake port 3 has an oval cross section with its
larger lateral dimension and its smaller vertical dimen-
sion. The oval upstream portion is exposed to the out-
side of cylinder head 1 at a side wall surface 5 of cylinder
head 1.
[0016] As is best seen from Figs. 1 and 2A, within the
united upstream portion of intake port 3, there is in-

stalled a generally trapezoidal partition plate 6 which ex-
tends axially in the upstream portion to divide the same
into upper and lower parallel intake conduits 3a and 3b
(see Fig. 3). Partition plate 6 is constructed of an alumi-
num alloy, a stainless steel or the like. If partition plate
6 is constructed of aluminum alloy, it should have a high-
er strength than that used for cylinder head 1.
[0017] Although not shown in Fig. 1, lower intake con-
duit 3b has a tumble control valve that functions to open
and close conduit 3b. That is, when the tumble control
valve closes lower intake conduit 3b causing only upper
intake conduit 3a to open, a tumble flow of air running
in intake port 3 is enhanced. Due to this enhanced tum-
ble air flow, the fuel consumption rate of the engine is
improved.
[0018] Like in case of the above-mentioned publica-
tion, partition plate 6 is tightly set in intake port 3 of cyl-
inder head 1 through casting-in technique. That is, be-
fore casting a molten metal into a sand mold for produc-
ing cylinder head 1, a cylindrical core sand 10 (see Figs.
4A and 4B) having partition plate 6 set therein is pre-
pared, which is shaped to form intake port 3 of cylinder
head 1 to be produced.
[0019] As is seen from Figs. 4A and 4B, partition plate
6 is set in a given position of core sand 10. As shown,
upon setting, lateral edges 6a-1 and 6a-2 of partition
plate 6 are exposed to the outside or projected from lat-
eral edges of core sand 10. Thus, upon completion of
casting of cylinder head 1, lateral edges 6a and 6a of
partition plate 6 are embedded in a cylindrical inner sur-
face of intake port 3 formed in the produced cylinder
head 1.
[0020] With the above-mentioned method, partition
plate 6 is tightly fixed to intake port 3 of cylinder head 1.
Because both edges 6a-1 and 61-2 of partition plate 6
are tightly supported by cylinder head 1, the thickness
of partition plate 6 can be reduced to a sufficiently small
level, for example, 1 to 2 mm, which brings about a re-
duction in air-flow resistance possessed by partition
plate 6. Besides, due to employment of the both edge
supporting measure, partition plate 6 can be construct-
ed of a material, such as duralumin, stainless steel or
the like, that is different from the aluminum alloy of cyl-
inder head 1. Furthermore, since there is no need of pre-
paring a separate member through which partition plate
6 is connected to cylinder head 1, cost reduction of cyl-
inder head 1 is achieved.
[0021] As is seen from Fig. 2A that shows a sectional
view of the produced cylinder head 1 at a position where
intake port 3 is formed, trapezoidal partition plate 6 set
in intake port 3 comprises a major portion (no numeral),
the above-mentioned lateral edges 6a-1 and 6a-2, a
longer downstream edge 6b and a shorter upstream
edge 6c.
[0022] As shown, shorter upstream edge 6c compris-
es a major straight portion 6c-1 which is positioned in-
side relative to the side wall surface 5 of cylinder head
1 and two projected end portions 6c-2 and 6c-3 which
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are positioned outside relative to the side wall surface
5. In other words, major straight portion 6c-1 is posi-
tioned within a range indicated by reference S1, and pro-
jected end portions 6c-2 and 6c-3 are positioned within
a range indicated by reference S2.
[0023] As is seen from the circled views provided be-
side Fig. 2A, projected end portions 6c-2 and 6c-3 have
each corner portions chamfered or rounded.
[0024] As will be seen from Fig. 2B, in the present in-
vention, projected end portions 6c-2 and 6c-3 are there-
after trimmed or machined to become flush with the side
wall surface 5 of the produced cylinder head 1.
[0025] In the following, reasons for adopting the
above-mentioned arrangement of partition plate 6 in cyl-
inder head 1 will be described with the aid of the accom-
panying drawings.
[0026] As is seen from Fig. 5A, when core sand 10
having partition plate 6 set therein (see Fig. 4A) is sub-
jected to a casting for producing cylinder head 1, it tends
to occur that, due to a differential thermal expansion be-
tween core sand 10 and partition plate 6, core sand 10
has cracks W. In fact, partition plate 6 has a higher ther-
mal expansion than core sand 10. If such cracks W are
produced, a molten metal (viz., molten aluminum alloy)
penetrates into the cracks W and thus, after completion
of the casting, the casting fins are left on downstream
edge 6b of partition plate 6.
[0027] Theoretically, such cracks W of core sand 10
are expected to appear at axially both edges 6b and 6c
of partition plate 6. However, because the downstream
part of the core sand 10 that is positioned close to a
cylinder to be produced has a smaller cross section and
the upstream part of the core sand 10 that is positioned
close to the side wall surface 5 of cylinder head 1 to be
produced has a larger cross section and is supported
by a core print 12, such cracks W usually appear at the
downstream part.
[0028] In intake port 3 of cylinder head 1 thus pro-
duced, the casting fins formed on downstream edge 6b
of partition plate 6 have a marked influence on an air
intake performance of intake port 3. Of course, this
drawback may be solved by cutting or removing the
casting fins. However, as is easily understood when re-
ferring to Fig. 1, it is very difficult and at least trouble-
some to cut such casting fins from the downstream edge
6b because the downstream edge 6b of partition plate
6 is positioned inside of intake port 3.
[0029] If, as is seen from Fig. 5B, core print 12 is con-
structed to have a cut 12a to allow the upstream part of
core sand 10 to have a smaller cross section, such
cracks W may appear at the upstream part. If the cracks
W appear at the upstream part as is seen from Fig. 5B,
the casting fins are expected to appear at the upstream
edge 6c of partition plate 6. As is easily understood from
Fig. 1, the work for cutting or removing such casting fins
from the upstream edge 6c is quite easy as compared
with the casting fins formed on the downstream edge
6b, because the edge 6c is just exposed to the outside

of the side wall surface 5 of the produced cylinder head
1.
[0030] In view of the above-discussed matters, the fol-
lowing two measures A and B have been thought out by
the inventor, which are depicted in Figs. 6A-1 to 6B-3.

Measure-A (Figs. 6A-1, 6A-2 and 6A-3)

[0031] In this measure, as is seen from Fig. 6A-1, be-
fore casting a molten metal into a sand mold, the core
sand 10 is set in such a certain position that the up-
stream edge 6c of partition plate 6 in the core sand 10
is projected outward from the side wall surface 5 of cyl-
inder head 1 to be produced, and the projected up-
stream edge 6c is supported by core print 12 which has
been constructed to cause the upstream part of core
sand 10 to have cracks, as is seen from Fig. 6A-2. Thus,
for the reasons as mentioned hereinabove, in this meas-
ure, the casting fins are formed on the upstream edge
6c of partition plate 6 as is seen from Fig. 6A-3. Howev-
er, removal of such casting fins is very easy. Actually,
the work for removing the casting fins is carried out to-
gether with a work for finishing the side wall surface 5
of produced cylinder head 1.
[0032] However, this measure tends to have the fol-
lowing shortcomings.
[0033] First, because the outwardly projected up-
stream edge 6c of partition plate 6 has a thinner struc-
ture extending diametrically in intake port 3 of the pro-
duced cylinder head 1, the work for removing such cast-
ing fins from the upstream edge 6c tends to deform par-
tition plate 6. Actually, during the casting fin removing
work, a marked force is applied to the outwardly project-
ed upstream edge 6c. Particularly, in a partition plate 6
set in a core sand 10 used for producing a siamesed
type intake port 3, the width is inevitably large. In this
case, supporting a central portion of partition plate 6 by
the fixed side edges 6a-1 and 6a-2 (see Fig. 2A) be-
comes poor, which increases the possibility of the de-
formation of partition plate 6. Of course, such deforma-
tion of partition plate 6 has a marked influence on the
air intake performance of the intake port 3. Furthermore,
the work for removing the casting fins is carried out while
producing uncomfortable noise.

Measure-B (Figs. 6B-1, 6B-2 and 6B-3)

[0034] In this measure, as is seen from Fig. 6B-1, be-
fore casting the molten metal to the sand mold, the core
sand 10 is set in such a certain position that the up-
stream edge 6c of partition plate 6 in the core sand 10
is positioned inside of the side wall surface 5 of cylinder
head 1 to be formed, and only the upstream end of core
sand 10 is supported by core print 12 which has been
constructed to cause the upstream part of core sand 10
to have cracks.
[0035] However, this measure tends to have the fol-
lowing shortcomings.
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[0036] As is seen from Fig. 6B-3, the flush is produced
on the upstream edge 6c of partition plate 6 that is po-
sitioned inside or behind the side wall surface 5 of the
produced cylinder head 1. This means that the work for
removing the casting fins from partition plate 6 should
be made independently of the work for finishing the side
wall surface 5 of the produced cylinder head 1. Of
course, usage of two types of finishing work brings about
a troublesome and time-consumed labor with which the
cylinder head 1 is manufactured. In this connection, the
measure-B is not different from the conventional meas-
ure.
[0037] If, in the measure-A or measure-B, before cast-
ing the molten metal to the sand mold, the core sand 10
is set in such a position that the upstream edge 6c of
partition plate 6 is flush with the side wall surface 5 of
cylinder head 1 to be formed, it may occur that about 50
% of the produced cylinder heads 1 has casting fins on
the upstream edge 6c of partition plate 6. In this case,
a check work is additionally needed for separating the
produced cylinder heads 1 into OK-group which does
not need the casting fin cutting process and NO-group
which needs the casting fin cutting process. This addi-
tional check work is a troublesome and time-consumed
labor.

Measure of the present invention (Figs. 7A-1, 7A-2 and
7A-3)

[0038] In view of the above-mentioned matters, the
following unique measure has been found by the inven-
tor, which is depicted by Figs. 7A-1, 7A-2 and 7A-3.
[0039] In the present invention, partition plate 6 has
such a shape as has been explained hereinabove with
reference to Fig. 2A. That is, as is understood from Fig.
2A, partition plate 6 comprises a major portion (no nu-
meral), lateral edges 6a-1 and 6a-2, longer downstream
edge 6b and shorter upstream edge 6c. The shorter up-
stream edge 6c comprises major straight portion 6c-1
and two projected end portions 6c-2 and 6c-3.
[0040] In the present invention, the following produc-
tion steps are taken for producing a cylinder head 1.
[0041] First, a cylindrical core sand 10 having partition
plate 6 correctly set therein is prepared, which is shown
in Figs. 4A and 4B. Then, as is understood from Fig. 7A-
1, the core sand 10 is set in a sand mold and positioned
in such a manner that the major straight portion 6c-1 of
shorter upstream edge 6c of partition plate 6 is posi-
tioned inside of the side wall surface 5 of cylinder head
1 to be produced and the two projected end portions 6c-
2 and 6c-3 of shorter upstream edge 6c are projected
outward from the side wall surface 5 of cylinder head 1
to be produced. The upstream part of core sand 10 is
supported by a core print 12 together with the upstream
edge 6c of partition plate 6. Then, a molten metal (viz.,
molten aluminum alloy) is poured into the sand mold.
Thus, core sand 10, partition plate 6 and core print 12
are greatly heated. Due to provision of the projected end

portions 6c-2 and 6c-3 of partition plate 6, cracks W tend
to appear in core print 12 at positions that abut on the
projected end portions 6c-2 and 6c-3, as is seen from
Fig. 7A-2. After solidification of the molten metal, a pro-
duced cylinder head 1 is removed from the sand mold.
For the reasons as mentioned hereinabove, the pro-
duced cylinder head 1 has such a structure as is shown
in Fig. 2A. More specifically, as is seen from Fig. 7A-3,
projected end portions 6c-2 and 6c-3 of partition plate 6
have casting fins formed thereon.
[0042] It is now to be noted that as is seen from Figs.
7A-3 and Fig. 2A, the projected end portions 6c-2 and
6c-3 of partition plate 6 installed in intake port 3 are po-
sitioned outside of or projected outward from the side
wall surface 5 of the produced cylinder head 1.
[0043] Thus, a work for trimming the projected end
portions 6c-2 and 6c-3 having thereon the casting fins
is easily carried out. By this trimming, the upstream edg-
es of the two projected end portions 6c-2 and 6c-3 are
flush with the side wall surface 5 of the cylinder head 1.
As is mentioned hereinabove, the work for removing the
casting fins (viz., two projected end portions 6c-2 and
6c-3) can be carried out together with the work for fin-
ishing the side wall surface 5 of the produced cylinder
head 1. That is, these two works can be made at the
same time by using a common machining tool.
[0044] Furthermore, as is seen from Figs. 2A and 2B,
since the two projected portions 6c-2 and 6c-3, which
are small in size, are tightly held by the cylinder head 1,
the work for trimming the two projected portions 6c-2
and 6c-3 is safely carried out without applying the major
portion of partition plate 6 with a marked force. Thus,
undesired deformation of partition plate 6 is suppressed.
[0045] Because the corner portions of the projected
end portions 6c-2 and 6c-3 are chamfered or rounded,
the work for trimming the two projected end portion 6c-
2 and 6c-3 is smoothly made. That is, appearance of
undesired burrs which would be produced by such work
is avoided.
[0046] Referring to Fig. 8A, there is shown another
partition plate 6 usable in the present invention, of which
lateral edges 6a-1 and 6a-2 are bent at right angles.
With these bent edges, the lateral edges 6a-1 and 6a-2
are much strongly fixed to the cylinder head 1.
[0047] Referring to Figs. 8B to 8E, there are shown
other partition plates 6 which are also usable in the
present invention. As shown, the partition plates 6 of
these drawings have at least one curved or bent portion.
[0048] That is, partition plate 6 of Fig. 8B has a round
portion, partition plate 6 of Fig. 8C has a sharply raised
portion, partition plate 6 of Fig. 8D has two sharply
raised portions and partition plate 6 of Fig. 8E has a de-
pressed portion. Due to provision of such curved, bent
or depression portion or portions, a thermal expansion
of the partition plates 6 in lateral direction can be appro-
priately absorbed.
[0049] It is to be noted that in all of these partition
plates 6 of Figs. 8B to 8E, the curved or bent portion
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thereof is so oriented that a longitudinal axis extends
along an axis of intake port 3.
[0050] The entire contents of Japanese Patent Appli-
cation 2002-370766 (filed December 20, 2002) are in-
corporated herein by reference.
[0051] Although the invention has been described
above with reference to the embodiment of the inven-
tion, the invention is not limited to such embodiment as
described above. Various modifications and variations
of such embodiment may be carried out by those skilled
in the art, in light of the above description.

Claims

1. A cylinder head (1) of an internal combustion en-
gine, comprising:

a structure (1) cast in metal, the structure de-
fining therein an intake port (3) and having a
side wall surface (5) from which an upstream
end of the intake port (3) is exposed to the out-
side; and
a partition plate (6) of metal installed in the in-
take port to divide the same into two parallel
intake conduits (3a, 3b), the partition plate hav-
ing lateral edges (6a-1, 6a-2) which are embed-
ded in an inner wall of the intake port (3),

wherein the_partition plate (6) has an up-
stream edge (6c) which includes a major straight
portion (6c-1) and two projected end portions (6c-
2, 6c-3) which are provided on both ends of the ma-
jor straight portion (6c-1) respectively, and

wherein the major straight portion (6c-1) is po-
sitioned inside relative to the side wall surface (5)
and the two projected end portions (6c-2, 6c-3)
have upstream edges which are embedded in the
inner wall of the intake port (3) and machined to be
flush with the side wall surface (5).

2. A cylinder head as claimed in Claim 1, in which the
upstream edges of the two projected end portions
(6a-2, 6a-3) are provided by cutting parts of the two
projected end portions which are projected outward
from the side wall surface (5).

3. A cylinder head as claimed in Claim 1, in which the
two projected end portions (6c-2, 6c-3) have por-
tions chamfered or rounded.

4. A cylinder head as claimed in Claim 1, in which the
partition plate (6) is set in the intake port (3) through
a casting-in technique using the partition plate (6)
as an insert.

5. A cylinder head as claimed in Claim 1, in which the
partition plate (6) has a thickness ranging from ap-

proximately 1 mm to approximately 2 mm.

6. A cylinder head as claimed in Claim 1, in which the
partition plate (6) is constructed of a duralumin, a
stainless steel or an aluminum alloy.

7. A cylinder head as claimed in Claim 1, in which the
lateral edges (6a-1, 6a-2) of the partition plate (6)
are bent relative to a major portion of the partition
plate (6).

8. A cylinder head as claimed in Claim 1, in which the
partition plate has a curved or bent portion which is
so oriented that a longitudinal axis thereof extends
along an axis of the intake port (3).

9. A method of producing a cast cylinder head (1) of
an internal combustion engine, the cylinder head
having an intake port (3) and a side wall surface (5)
from which an upstream end of the intake port (3)
is exposed to the outside, the method comprising:

(a) preparing a sand core (10) for shaping the
intake port (3), the sand core having a partition
plate (6) set therein, the partition plate (6) in-
cluding a major portion wholly embedded in the
sand core (10), lateral edges (6a-1, 6a-2) pro-
jected from lateral edges of the core sand (10),
a downstream edge (6b) and an upstream edge
(6c), the upstream edge (6c) including a major
straight portion (6c-1) and two projected end
portions (6c-2, 6c-3) which are provided at both
ends of the major straight portion (6c-1);
(b) setting the sand core (10) in a sand mold in
such a manner that the major straight portion
(6c-1) is positioned inside of the side wall sur-
face (5) of a cylinder head to be produced and
the two projected end portions (6c-2, 6c-3) are
projected outward from the side wall surface (5)
of the cylinder head to be produced;
(c) positioning the sand core (10) relative to a
core print (12) possessed by the sand mold;
(d) pouring a molten metal into the sand core
(10) and removing a produced cylinder head (1)
from the sand mold after solidification of the
molten metal; and
(e) trimming the two projected end portions (6c-
2, 6c-3) of the partition plate in the produced
cylinder head in order that upstream edges of
the two projected end portions (6c-2, 6c-3) are
flush with the side wall surface (5) of the pro-
duced cylinder head.

10. A method as claimed in Claim 9, in which the lateral
edges (6a-1, 6a-2) of the partition plate at the step
(a) are bent relative to the major portion.

11. A method as claimed in Claim 9, in which the two

9 10



EP 1 431 561 A1

7

5

10

15

20

25

30

35

40

45

50

55

projected end portions (6c-2, 6c-3) of the partition
plate at the step (a) have portions chamfered or
rounded.

12. A method as claimed in Claim 9, in which the parti-
tion plate at the step (a) has at least a curved or
bent portion which is so oriented that a longitudinal
axis thereof extends along a longitudinal axis of the
partition plate.
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