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Die Casting Process Design and Practice

WANG Longsheng
(Lianyungang Yutai Machinery Co., Ltd., Lianyungang 222300, China)

Abstract: Die casting in the mass production process, in order to ensure the stability of product quality, in the early stage
of die casting design, the selection of die casting machine, mold modeling analysis, die casting process design, as well as
the selection of auxiliary equipment and other comprehensive factors were considered; Taken preventive measures in
advance for casting quality problems, the production process was optimized. The results show that the die casting meets the
requirements of customers, improves the pass rate and reduces the production cost.
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Fig.2 Schematic diagram ofdie casting filling process
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Fig.4 Simulation effect of mold flow in design scheme 1
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Fig.5 Simulation effect of mold flow in design scheme 2
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Tab. 1 Comparison table of wall thickness and rapid
injection velocity of aluminum alloy die casting

B2 = /mm VS mis

-0.8 46~55
1.3~15 43~52
1.7~2.3 4079
2.4-2.8 37-46
2.9~38 3473
4.6-5.1 3270

6.1- 28~35
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Fig.6 Diecasting speed position switching diagram
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Tab.2 All kinds of casting metal mold temperature
working temperature range reference

EEALER EEURE/C
e 160-200
BE® 180~240
HE® 200-250
e 280-350
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