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Fig. 1 Part drawing and design of feeding position on the inner gate side
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Tab. 1 ADC12 Chemical composition of die cast aluminum alloy Wg /%
Si Cu Mn Mg Fe Zn Pb Ti Ni Sn Cd Al
10.35 1.84 0.25 0.24 0.72 0.71 0.02 0.01 0.04 0.01 0.01 A
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Fig. 2 Analysis of the slope of the dynamic and fixed mold parting
surface
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Fig. 4 Design of pouring system of the camera casing
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Tab. 3 The relationship between the average thickness of
die casting and the filling speed

)R Imm I (m - sh)
0.8 46~55
13-15 43~52
19-23 40~49
25-28 37~46
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Tab. 4 The relationship between the quality of die castings
and filling time

TiH DCC160 DCC280 DCC400 JEF g FEIHART )/
BRI IKN 1 600 2800 4000 5001 0.03~0.04
SR TR/mm 340 400 500 500~800 0.04~0.06
Sk HAR/mm 50 60 70 800~1 500 0.06~0.08
SRk (57) Ikg 1.3 2.1 3.6 15004 k. 0.1 I
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Fig. 5 Design of the pouring system
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Fig. 6 Layout of the inner gate position
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Fig. 9 Simulation of the filling time
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Fig. 10 Cloud maps of filling temperature and gas content
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Fig. 11 Improved simulation cloud maps
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Design of Pouring System for Die Casting Die of Aluminum Alloy Camera

Housing

FANG Jun-fang

(School of Mechanical and Automotive Engineering, Anhui Technical College of Water Resources and Hydroelectric Power, Hefei 231603, Anhui,

China)

Abstract:

An analysis was conducted on the structural shape of the aluminum alloy camera housing die casting, and
detailed analysis, calculation, and process processing were carried out on the main links of die design. We
calculated the bulging force of the die casting and selected the die casting machine equipment based on the
locking force selection method. We conducted a detailed analysis and full 3D design and production of the
pouring system and overflow system of the die casting. Finally, a CAE flow analysis was conducted on the
designed pouring system using Anycasting software, and the layout of the pouring system was adjusted based
on simulation results such as temperature distribution and air entrainment during the filling process, and the
overall structure design of the mold pouring system was improved.
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