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Analysis of Injection Motion Parameters in Squeeze Casting Based on EMD
Yi Xiaoliu', Song Lei*, Li Haoxin®
(1. Guangzhou Communications Technician Institute; 2. School of Mechanical and Electrical Engineering,
Guangdong Polytechnic Normal University; 3. College of Engineering, South China Agricultural University)
Abstract ;: The injection is the key point in squeeze casting process, and the premise for achieving precise control of
the injection process is the analysis of the injection motion parameters. An approach to analyze the injection mo-
tion parameters of squeeze casting based on EMD was proposed by taking the supporting step plate as object to
collect data of injection motion. By decomposing the acceleration curve, the various motion characteristics of the
injection process were identified. By analyzing each stages of IMF, it was found that the motion characteristics of

punch could be divided into three categories, namely the start-stop qualities expressed by IMF1, the harmonic

qualities expressed by IMF2~IMF7, and the trend qualities expressed by IMF8~IMF9.
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Schematic diagram of displacement sensor installation
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Fig.4 Movement parameter curves of injection
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Fig.5 The decomposition results of acceleration curves in

ascending process
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