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Design of Life-cycle Management System for Lost Foam Casting Products

Wang Xiaodong', Zhao Zhicheng', Liu Hongbing', Yang Rui’
(1.School of Electronic and Information Engineering, Taiyuan University of Science and
Technology; 2.Shanxi Hua’en Industrial Co., Ltd.)
Abstract: Aiming at the common problems that the production process is difficult to control, the product quality
is difficult to quantify, and the product information is difficult to trace during the production process of casting
enterprises, a casting product life-cycle management system was designed. In the system, the database indexed by
module number unique code was established, which was bound with the data of production to realize the automat-
ic collection of production data based on the data acquisition interface designed by Intelii] IEDA development plat-
form. The casting monitoring system was built up by configuration and PLC technology, and the real-time moni-
toring of the whole pouring process was realized through the visual monitoring platform. At present, with the
help of the system which was verified in EPC enterprises, the production process with potential quality hazards
was optimized and improved, increasing the efficiency of design and production and strengthening the quality
management.
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Fig.1 Flow chart of EPC production process
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Fig.2 System architecture
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Fig.3 Schematic diagram of data acquisition method
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Fig.4 Schematic diagram of system network topology
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Fig.5 Structure chart of casting monitoring system
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Fig.6 Flow chart of the system implementation
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Fig.9 Operation of casting main interface
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Fig.11

during the whole life cycle
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Temperature Uniformity Control of the Aluminum Alloy Casting by

Simulation during the Heat Treatment Process

Wang Xianfei, Wang Zhengyuan, Yang Qin, Liu Bo, Yu Guokang, Shi Yazhou, Li Bachui
(Shanghai Spaceflight Precision Machinery Institute)
Abstract: In order to control the temperature field of the aluminum alloy casting during heat treatment process
and reduce deformation, the numerical simulation was adopted to investigate the effect of rack with different
structure on the temperature field and uniformity of castings. The results indicate that the simulated temperature
field is in great agreement with the experimental ones and the rack structure has significant effect on the tempera-
ture field. Regarding to cabin castings of aluminum alloy, the temperature uniformity on the surface of the casting
is desirable within the range of =25 'C, when the rack with big hole of 600 mm in diameter and small holes of 30
mm in diameter are used.
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