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Numerical Simulation and Process Optimization of the Die Casting Process

for Flow Meter Housing
Xu Penghui
(Department of Automotive Technology, Xinxiang Vocational and Technical College)
Abstract ; Based on the casting structure, two casting systems were designed and simulated by ProCAST software.
The filling process, solidification process and the reason and location of shrinkage were analyzed, then a optimized
gating system was presented and the die casting process was optimized by adding cooling system.The result show
that the defect of shrinkage is decreased obviously with optimized casting process. The actual product was pro-
duced with absence of cold shut or crack in the casting surface, meeting requirement.
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Fig.3 Three-dimension diagram of the two casting systems
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Fig.4 Schematic diagram of filing time of casting system 1
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Fig.6 Schematic diagram of filling time of casting system 2
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New Process of Integration for the Wideband Feed Product by Investment Casting
Liu Zhengyong', Zhang Yonghong', Lin Chenyang', Li Fuxun', Liu Yuegi?
(1.Department of Technology, the 29th Research Institute of CETC;
2.Chengdu Ruihua Machinery Manufacturing Co., Ltd.)
Abstract ;: The integration of wideband feed components by investment precision casting was introduced. The inter-
nal microstructure, dimensional accuracy, electrical performance and environmental test of monolithic wideband
feed products were tested, which fully meet design requirements, and have a superior consistency to the same ma-
chined products. In conclusion, the new process achieves higher efficiency and lower cost.

Key Words: Wideband Feed, Investment Casting. Electrical Performance
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