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Die-Casting Process Stability Management Strategy of Managing Six
Factors (bM1E)

WEI Yan-biao'?, CHEN Shao-xu®, WANG Jun-you®’, HUANG Ming-yu'
(1. School of Mechanical Engineering, Nantong University, Nantong 226019, Jiangsu, China; 2. Tianjin Hongbang Die Casting
Co., Ltd., Tianjin 300300, China)

Abstract:

For the die-casting site, automation and intelligent equipment have been used in production, but how to make
these equipment stable for a long time, the main task is to "maintain stability", find out the fluctuation factors
of each link, and restore them to stable state, "seek stability first, then improve". This work is repeated and
there is no one-time and no-shortcut. The product quality problems encountered at the die-casting site may
not be caused by one factor. When solving the problem, multiple factors need to be integrated to deal with, so
that the product can be efficiently and stably produced with high quality. In this paper, six management factors
(SMIE) are used to find the unstable factors on site, so that these factors are controlled and improved. Finally,
the die-casting process stability maintenance strategy is proposed.

Key words:
die-casting; fluctuation factors; stable state; six management factors; stability maintenance strategy
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