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Fig. 1 JSD180 die casting aluminum alloy rear cover 3D drawing
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Fig. 2 Casting appears black skin after machining
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Fig. 3 Casting adheres to fixed die
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Fig. 4 SPC analysis of Fe element content in ADC12 aluminum alloy
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Fig. 5 Spray effect of mold cavity release agent
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Fig. 7 Reverse buckle
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=
20204 HOHY/E60% T 25K rounory

WRENHR . EETRAOVEFFITEIRRITS o4 A TXILE DT, YNSRI RRHEHRIEL BN ERAY
17.02% RBEEIT0.30%, [ERY, SHAHEEREEEMEERTEIEE.

5 4£hig
(1) ISDISOEEFAEF G EREREE N KT IR RIS F e EREENEEERER .
(2) EER OREREMHIE, FExp&E CHFRI, BRI RER SN ER AR .

2EVmk:
[1] FENRIEZSEESS. HEFMEE: FihESM]. b= VUM T ERRIE, 2003 342.
2] ARix, EEE, T EEFRASES” M) dt=: MR, 2008: 4-11.

Analysis and Solution for Demolding Difficultly of Rear Cover Shell
Castings

LIU De-wang, GUO Zhao-kun
(Shaanxi Fast Automobile Transmission Group Co., Ltd., Baoji 722409, Shaanxi, China)

Abstract:

In the actual die-casting production process of heavy truck gearbox rear cover shell, the production is often
affected because of the difficulty of demoulding. The factors influencing the difficulty of demoulding were
analyzed and the improvement scheme was worked out. Through setting up the reverse buckle on the movable
die and setting the disc spring ejection mechanism on the fixed die, the problems of demolding difficultly and
casting deformation when opening die were solved.
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