20244 $128/573%

TZHEAR Founore

Rq

maERERERMEFETIZ CAE

IR

BN, X FE', BEL, ERE

(1. B T UM TS, T T7AER 224061; 2. IRAEERHTAIRAS), IS T 214500 )

EEREN:

5k 8 A8 (1999-) , 5B,
mt4, TEHRFEA
BEEEBHEHI 2R
rEEXEIT. BiF:
19851422887, E-mail:
1300056540@qg.com
BifEE:

XZE, B, HARIESHK
T, MMEtESIH. B
i 13813448688, E-mail:
liuj@ycit.cn

FEDIES: TG249.2
NERFRAS: A

W EHHS : 1001-4977 (2024)
12-1729-07

WS HER:
2024-04-15 WEIFFS,
2024-06-24 WEHEITHS .

WE: ERACAERIRAIInE 2 TRER AR EMEEITETHIRF MR EDHTHE
2T, WRSFFEES . FRFREEM, FOTRE. RIEEUSITHNER, RBEEX
MEFELIZNE, DETBINRERSS RENMEUNTHIRRSHITHAIRIT . REE
SERRAEFFIXSEH AL, GRFESEINE, Wk TiZmRENETIE, AESHEEENTR
==,

XHEE: IMEFETIR; GRIG; BUEREL, EHBIZ

BEEAEREMNRERRE, TR MRARRESSVH, B8
FNRREEHE T VEFRENIT R, BEEE/N. BEREMREFSER, ©5
FEREF RS HFHErF BRI ZRA, RETRESR—RNEa S EFE
FFHEREBRENMINL, EREFTERTSA. RRBINRNFREZMENM
CE

PESHTEFELZMEAERITEBIHNFR, EENSIUNEIESLR
#HEdiE, NmEeEaRTEFRER, BERITAESRA"Y . AARWRES
KiEH, CENESR, BEANY, AREMEBENIETIESENSA. FBiR
gEFLERME, SEIEXLEUB S ~ER. BRI EA R BESHERE, &
D IriEE R EIIEMREII R TIREZHOEN, DITREFEAEMIRRRE, FF
SMEHTTZMN, BeTHERRE. PEHESEANFBHERENENT T2 T
hE, BIoImHESIEPHIMAIRMEE™, FHEL THRMAIRRRTINE .

RNAFREE iz FELUAER S Anycasting g ta & & RS RHI B AR BT
BETIHENRERIN, FRENEEFEIZHTNL, IRBESRERE. &
Eidigdinin. BEHNRRENSMIER, R ERVERM, DITEFEER
E, NMETEXNIZNN, SEESNEELENFHELE, RS mAY
[REKF, FareEr-EE.

1 &I RERIAbE
1.1 BRSNS RTEIERE

E LR FETREH N =48R, £ ENMERAADCI2IRE S, BEM
REAHLIN, 128 BUA0R=E29/94.02 kg, FCEFIMEZR/9409.9 mm x 283.2 mm x 81.9 mm,
RFR9791 487 211.88 mm® ., UNERFfR, LHESHAHRIBEEARITS), FRABEE/919.78 mm,
F19EE[E795.68 mm, NIEHESEHEAUUESL, SETERRENEEMY, mMEMNEL
BIEAZHMNEEHFFLIE . DERETAERBIVIFNRTIRES, AixBEEEHHE
28, BRTEXEISARE @S, ARHESMERSE

HUMHENADCIIEE S, HIRIBLIEE 580 €, BEHRLZIEE 515 C.



=
Founore L SR Vol.73 No.12 2024

ADCL2IREEHISHREMR . BR2ER S, METE
=R NS AMREY, EHETIHBEITZA
N . ADCL2EEHIFRS L, BEMEIIHL3
W, PSR,

1.2 BESASNENS
RRIRFEFTIR =R B I STLIEH S A Any
PRE#X M oh . (AT I 29D MIRAITNREXT it
TMEED . AT RSUSHEMRER D ZEEEM
NRIEE RN B RIER, RAEFYD, 2

El S =4Ra

Fig. 1 Three-dimensional model of the casting
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Fig. 4 Determination of the parting surface
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CAE Analysis and Optimization of Die Casting Process of Aluminum
Alloy Gearbox Housing

ZHANG Hai-jie', LIU Jun', HUANG Zhi-hong?, WANG Zong-jing'
(1. School of Mechanical Engineering, Yancheng Institute of Technology, Yancheng 224051, Jiangsu, China; 2.Shunda Mould Technology
Co., Ltd., Jingjiang 214500, Jiangsu, China)

Abstract:

The sequence and temperature field of aluminum alloy gearbox shell during filling and solidification were
simulated and analyzed by CAE simulation software, and the defects such as gas trapping and dispersed
shrinkage were observed, and the reasons were analyzed. According to the results of simulation analysis,
the related improvement of die casting process was proposed, that is, by increasing the number of diverting
channels in the pouring system and optimizing the design of the overflow system. Finally, through actual
production and X-ray detection, the defects were improved, which verified the feasibility of the scheme and
provided a reference for casting qualified castings.
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