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Table 1 Chemical composition of casting ( A356 alloy ) Wg /%
Si Mg Ti Fe Al
6.8~7.2 0.28~0.32 0.07~0.13 <0.1 S
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Fig. 1 Schematic diagram of the casting system
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Fig. 2 Schematic diagram of the overall mold frame structure
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Fig. 3 Low—pressure casting equipment and sectional filling pressure curve
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Fig. 4 Molds for fuel cell box castings
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Fig. 5 Tensile specimen
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Fig. 6 Microstructures of the casting cast at different mold preheating temperatures
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Fig. 7 Comparison between tensile properties and fracture surfaces for

Al356 alloy cast at different mold preheating temperatures
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Fig. 8 Defects in the casting
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Fig. 9 Numerical simulation results of casting
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Fig. 10 Casting defect prediction
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Fig. 11 Inspection of the surface and interior of castings
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Application of Low-Pressure Casting in the Production of New Energy
Fuel Cell Boxes

SHI Kai-wang
(Wuxi Lihu Pressurization Technology Co., Ltd., Wuxi 214000, Jiangsu, China)

Abstract:

For the thin-walled castings of new energy fuel cell boxes, the low-pressure casting process of castings was
designed, and the influence of mold preheating temperature on the microstructure and mechanical properties of
castings was studied. The results show that the designed casting process scheme is reasonable, and the casting
process simulation analysis and actual casting have no defects such as misrun, shrinkage, dispersed shrinkage,
etc., which can meet the mass production needs of new energy fuel cell box. In the case that the casting
process does not change, by adjusting the preheating temperature of the model, not only the microstructure
properties of the material can be changed, but also the forming properties of liquid metal can be affected.
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