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Origination of Bracket Leakage for JMC Cylinder Block and Optimization

Design of Die
Hou Libin, Cheng Rui. Zhu Hongjun
(School of Mechanical Engineering, Dalian University of Science and Technology)
Abstract ; Casting construction, mould structrue and origination of leakage of engine block frame were introduced,
and sinle point water cooling system was adopted to control partial die temperature in order to avoid shrinkage
hole, shrinkage porosities at hot spot resulting from part of overheating of core and cavity. In addition, the meth-
od of water cooling for the core with less than 5 mm was described to solve a problem in die casting die design.
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Fig.2 U-shaped sprue of cylinder block frame
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Fig.4 Leakage position of the die castings
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Fig.5 Structure diagram of left slider optimization
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Fig.7 Cooling scheme of left slider small core
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Fig.8 Comparison of X-ray detection for near assembled face of fitter before and after improvement
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Process Optimization and Shrinkage Cavity Defects Analysis for Aluminum Alloy
Head Cover of High Voltage Switch

Jin Huajun', Luo Pinghui®
(1.School of Mechanical Technology, Wuxi Institute of Technology; 2. Wuxi Aluminum Casting Co., Ltd.)

Abstract: Al alloy head cover of high voltage switch with high comprehensive performance has large dimensions
and complex shapes, which is difficult to casting. Homogeneous wall thickness of the aluminum alloy cover can
result in some isolated hot spot to form isolated molten pool due to difficult feeding, so shrinkage cavity is formed
during solidification process to lead to high scrap rate. The solidification process was simulated by the ProCAST
software to predict defects and optimize process parameters. The practical production indicates that shrinkage cav-
ity can not be eliminated effictively by increasing pouring temperature. Through enlarging feeding riser and diam-
eters of riser neck as well as delaying solidification time, the unadequated rate resulting from shrinkage cavity is
decreased from 18% to 0.3% , improving greatly the quality of aluminum alloy cover.
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