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Based on the Digital Tracing Research of Die Casting Process of Cylinder Block

FU Xilong, LIU Xuzhou, ZHANG Liangen, ZHU Junwei
(HASCO KSPG Nonferrous Components (Shanghai) Co., Ltd., Shanghai 201815, China)

Abstract: Every production link in the whole process line of the cylinder block die casting was traced digitally, from
aluminum ingots, die casting production, clearing, heat treatment, processing, sealing and testing of the whole production
chain information for data storage, transmission and recognition, enable each product information to have an integrated
growth identity information record. The results show that it can avoid the confusion between products and the inflow of

defective products, improve the production efficiency of itself and the client, reduce the rate of repeated labor, and

consolidate the foundation of product quality.
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Fig.1 Schematic diagram of system equipment
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Fig.2 Schematic diagram of die casting process
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Fig.3 Schematic diagram of raw materials processing
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Fig.4 Cylinder liner tracing code
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Fig.5 Schematic diagram of number code and 2D code
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Fig.6 Needle and laser coding equipment
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Fig.7 Die casting process monitoring
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Fig.8 Heat treatment information tracing
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Fig.9 Schematic diagram of equipment testing trace
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