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Fig. 1 3D drawing of the lower cylinder block parts
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Fig. 2 Solidification analysis of the lower cylinder parts
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Fig. 3 Probability analysis of the shrinkage pore
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Fig. 4 Structure diagram of the core cooling mode
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Fig. 5 Structure diagram of the mold cavity cooling mode
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Table 1 Working temperature of the aluminum

alloy die casting die /°C
JEFFREJE <3 mm JEFFFREE > 3 mm
R AR
[ e O - 1 B L 2 o B - B 7
T 150~180 200~230 120 ~150 150 ~ 180
LA 180~240 250~280  150~200 180 ~ 240
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CAE Shrinkage Defect Analysis and Mold Cavity Cooling Design of

Engine Lower Cylinder Block

HOU Li-bin, LIU Hai-ying

(Dalian University of Science and Technology, Dalian 116036, Liaoning, China)

Abstract:

Mold temperature is an important factor that affects the quality of die casting. In order to keep the mold in a
reasonable temperature range during continuous production, the cooling of mold cavity is very important. In
the early stage of die design of the die casting, CAE shrinkage defect analysis was used to determine the key
cooling parts of the die cavity. Through the analysis of the CAE results and the structural analysis of the lower
cylinder block casting, the cooling system design of the mold cavity was carried out reasonably, the mold
design period was shortened, the productivity of the die casting was increased, and the casting quality was improved.
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