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1 BIRMEEREREE

SENPTRE TR R =4 B E . AINEERR T /2145 mm x 124 mm x
90 mm, FPRLLIREZY, RIZEEEARY, BESALI2mm, &/\EA2 mm, @R
WEPBERERS, BEgmTHERA, BTERZHI—M,

B STERPro/ERHIHIT = HE SR IR, BILABRIRProCASTEARIRMIEIE R
JUTSESEE RS, JUZETMER “IGS” BN SAProCASTRA4HTEAA]
Sb1E . BT fEProCASTIR AR TIRELKFECAANILLIRES:, N TIHESE, SZFRAY
RERTLAFBRProCASTIRHFIRERIREIMEE ( Virtual Mold ) #1T7E#%, AFEILIE
TFiReRARR =R AR FERH TR IR R SGER, WER2M=.
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FB “IGS” B IBPro/EIFSEpk AT IR e R = R BV B 12 S FIProCAS TR 14+
A9Visual-MeshiE 1R , 1Z IS HRIENRTRMBIEER, BE0SEIF TSR MISEIDESM.

IS D BT RFRERSHEE, B2 RPIMSIHNS, T RELMHER M
R 1.8 mm, ARTTLASEERS WS T, BRIMEERNEFfR, K
T 59108 597, MH&EETT 9480 384,
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FIRBR A EIEREHIRSEADCL2, EEM
FHERPEEEINHLI, TSR ERBEEET
B (HPDC Filling) , [EHMESEEREREBNER
MR ENFEEL 000, BEIINEEFFENRES
i® (20 C) WRTFUE ST, FittEm
AR OTLENE S0, EEDERT, BEER
IREIRENG6.2 m/s, FWEEEINHIITFEEIREN
200 C. tRIBADCI2MER, F=FIREIEE650 C, Hih
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Fig. 1 Three dimensional model of valve body
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Fig. 2 Pouring-venting-overflow system for die casting of valve body
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Fig. 3 The mesh model
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3.3 LRGSR

BE L LTRSS R ENHEI R B S5
BRI OHT, BTLARIL RS = AR R K R 7
ZEFL . BINFEREE . BFEEFD RIS FMIINIE, W@
El6, FILIBENMRIREER, BT AERVEREN
SRLPRIRIE SRIUDITHIERE AT, MEEHH
Em7ERRET AR m.

(e)=0.0220s

E4 FHmilgigseil
Fig. 4 Cavity filling process simulation

(a)=0.0287s

(d) t=4.02855s
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(e) t=5.7853s

(f)1=6.5013s
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Fig. 5 Solidification process simulation
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BER] LA ZEIZALADCL2IA R AYRIER, ST LUEHIEREY (a) HFFRESLAE (b)) HUN TR Bs G B
mE; @FBAMEINTHISE, XLHISEBIRERR E6 HrEEEET
BEERANNGERENS, FJUXKNEEEFIEN Fig. 6 Position of valve body defects
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SR T5 2R BIR FIProCAST#H 1 TEUEIR LD
. IRIBRINER, AREKBEEENKE, . %
MERIABEMRE. BITEBXEFIER, RIEE
FREHEREREETR, REREER. MIOHE

IERR: RS R LIE MR EEFERE, 88T E7 ERSEHREEERRR
BB, WO, A FEE—TEHIES/ER. Fig. 7 Pouring-venting-overflow system after optimization
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Optimization of Pouring-Venting System for Die Casting of Automobile
Dryer Valve Body
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Abstract:

In the die-casting process of parts, the pouring-venting-overflow system plays an extremely important role.
The paper takes the automobile dryer valve body for a certain automobile as the research object, and the
professional software ProCAST is used to study the two processes of filling and solidification of liquid metal
under pressure and such defects as the shrinkage porosity are predicted. Based on the simulation results, the
pouring-venting-overflow system is optimized in a targeted manner. Finally, the optimized die casting process
is simulated and the production verification is carried out. It is believed that the optimized system can make
the die castings meet the production requirements.
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