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Fig. 1 Three-dimension modeling drawing of the adapter
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Fig. 3 Three-dimension modeling drawing of the gating system
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Fig. 4 Three-dimension modeling drawing of the die casting process
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Fig. 5 Schematic diagram of the filling time
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Fig. 6 Schematic diagram of the air entrainment
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Fig. 7 Temperature filed of the solidification of the initial casting
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Fig. 8 Schematic diagram of the shrinkage defect of the initial casting process
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Abstract:

Based on the characteristic of casting structure, two gating systems were designed and simulated by ProCAST
software. Taking the air entrainment and shrinkage as indicators, a better gating system was chosen. The
formation reason of the shrinkage was analyzed and then the die casting process was optimized by adding
point cooling system on the location of the shrinkage defect of the better gating system. The results showed
that after the process optimization, the casting had no shrinkage defects, met the technical requirements, and
has been verified in production.
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