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Optimum Design of Die Casting Die for Alumimum Alloy
Microscope Arm

GE Xiao-hong"?, HUANG Hong-wu"?, LI Hu?, LIU Ya-dan', Yang Hui-huang'
1. School of Physics and Mechanical & Electrical Engineering, Xiamen University, Xiamen 361005,
Fujian, China; 2. Institute of Material Processing and Die & Mould Integrated Technology, Xiamen
University of Technology, Xiamen 361024, Fujian, China

Abstract CAE analysis was applied for optimizing the die casting process & die structure to meet
the requirement of precision assembling of its many fixed holes and one-step forming of its surface
for the narrow & long microscope arm. Finally the die was manufactured with low cost successfully
on a small tonnage die casting machine completely free of cracks, flowing marks or casting overturn
that occurred during the trial test. The die functioned steadily with castings of required quality in
volume production.
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1 Fig. 1 The structure of microscope arm
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° Fig. 2 The assembly place of microscope arm
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Fig. 3 The parting chart of microscope arm Fig. 4 Project | of parting surface & gating system Fig. 5 Project Il of parting surface & gating system
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Fig. 6 Process of filling
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Fig. 9 Mold assembly of microscope arm
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Table 1 Die casting process parameters

280T 2 14 MPa 4 m/s 1 1 1 60 mm 5m/s 15~25 C

30 MPa 7s 2s 8s 680 C 285 mm 150~250 'C 2s 15s 110x10 mm
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