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Fig. 1 Three-dimensional diagram of piston casting
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Fig. 2 Three-dimensional drawing of casting process
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Fig. 4 Temperature field of mold filling
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Fig. 5 Solidification process
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Fig. 6 Modulus of residual melt
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Fig. 9 Velocity field of mold filling
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Optimization of Casting Process for Piston of Die Casting Machine
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Abstract:

The casting process of piston castings for die-casting machine was simulated by using numerical simulation
software. According to the simulation results, the temperature field and speed field of the mold filling,
solidification process, solidification temperature field, shrinkage defects and strain situation of piston castings

were analyzed, so that the casting process scheme was optimized, and the best casting process parameters
were obtained by comparing the simulation results.
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