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Die Casting MQ200 Gear Housing and Its Mould Design
Hou Libin', Wang Linlin*, Jian Dehai’
(1.School of Mechanical Engineering, Dalian University of Science and Technology;

2. Dalian Yaming Auto Parts Co., Ltd.)
Abstract: MQ200 gear-housing characteristics and its process analysis were analyzed and the flow field analysis
was performed by the AnyCasting software. According to process design and simulation analysis, die-casting
mould structure was designed. The gating system was adopted as “Y” filling way with overlap-joint ingate. Ac-
cording to function requirement to design part of cavity as overlap-joint construction, it was easy to manufactur-
ing and repair. The guide system was set symmetrically as angular guide pillar and sleeve at 4-angles of mould in
order to ensure guide accuracy under thermal expansion. Aiming at the end of filling system and part of over-thick
area, local pressurized structure was designed to reduce shrinkage porosity defect.
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Fig.1 3D diagram of gear-housing
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Fig.2 Casting parting surface
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Fig.3 Gating system and overflow system
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Tab.1 Cavity filling time and the recommended thickness

value of ingate

il T I 7R 3K & F R/ mm

BEJE/mm W /s i 5k "M
2.5 0.04~0.09 1.0~1.8 0.8~1.5
3.0 0.05~0.10 1.5~3.0 1.5~2.5
1.0 0.05~0.12 2.0~3.2 2.0~3.0
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Tab.2 Die-casting process parameter
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0.5222 Qi L LY 0.5222 3000
0.4186 0.4186 2 400
03151 03151 1800
02116 02116 1200
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Fig.4 Simulation analysis result
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Fig.5 The partial construction of mould
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Fig.6 The whole construction of the die casting die
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Fig.7 The mould cooling layout with gating system
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Fig.8 Diagram of partial pressurization mechanism
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