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£3 EXLHER
Table 3 Orthogonal test table
iR i
A B
L1 1 1
L2 1 2
L3 1 3
L4 2 1
L5 2 2
L6 2 3
L7 3 1
L8 3 2
L9 3 3
R4 BEFRUER
Table 4 Shrinkage of each node cm?
s WA
L1 L2 L3 14 L5 L6 L7 L8 L9
1 0. 384 0.475 0. 550 0. 410 0.421 0. 343 0.418 0. 303 . 354
2 0. 064 0. 079 0. 091 0. 082 0.073 0. 052 0. 104 0. 089 .088
3 0.027 0.038 0. 183 0. 031 0. 097 0.013 0. 053 0. 043 . 102
4 0.128 0.158 0. 201 0.171 0.194 0. 149 0. 208 0.177 . 179
5 0. 104 0. 083 0.043 0.012 0.010 0. 009 0.003 0. 005 . 004
6 0. 448 _ 0.792 0.917 0. 821 0.678 0.748 0.627 0. 709 L713
7 0. 256 0.237 0. 275 0.162 0.213 0.183 0.198 0.163 . 177
8 0.192 0. 204 0.153 0. 041 0. 031 0.075 0.113 0. 074 . 097
B2it 1. 603 2.066 2.413 1.730 1. 717 1.572 1.724 1. 563 . 714
B ERRBELDHMER (R ORR,ENA ®5 EXHBSMERMEE
MRl RN, %/\ ?ﬂﬁigﬁﬁﬁ{’:}ﬁﬁﬂ%iﬁﬁfg Table 5 Orthogonal test analysis results and range
700 C S 3 m/s M ERF 220 C. K Wl 5%
ATRHRGSHR ALERFHEE B C R/
girREHf AL RSN EFKERFHMET 1 1 ) 1. 603
BH.OTHEERIITRS. Ly ) . 2. 066
a3 RIS RS BRIk 22 B o i
R (HR 5T BT 7E =4 R BB W R o A - ’ ’ s
HEEMNEFIBRFHEHRENERER ET L L4 ! 2 1.730
BRELBERME A &R UL LN, A3B2C1 J5 L5 2 3 L717
EEBERNTZEZHR. A Mean3 kB, BB E L6 3 1 1.572
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Optimization design of die casting process for automotive housing parts

QIN Xinyu,ZHU Ruixiang
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Abstract; The test specimen is an automobile engine casing, and the material used for the casing is ADC12

(AISi9Cu3). The casting method of this casing is die casting. Based on the design principle of casting

process and the numerical analysis theory of die-casting solidification process, the casting simulation

software Anycasting was used to simulate the sample and simulate the casting of the shell. Through the

orthogonal test of the simulation data, the effects of casting temperature, injection speed and mold

temperature on the die casting process of the casting were studied. The optimal process parameters were

the casting temperature of 700 “C, the injection speed of 3 m/s and the mold temperature of 220 ‘C. The

study is instructive to actual production and can improve the quality of automobile engine casing.
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