
서론1.

주조법2.

한국정밀공학회 추계학술대회론문집2005

자동차 부품 소재 개발에 따른 캐스팅 과정의 부품 내부온도 거동에
관한 연구

차용훈 성백섭 조선대학교 장훈+ ( )+,․ * 김미애 김정대 조선대학교 대학원, +, ( )+,

김선진 서강정보대학 김덕중 동아인재대학 이연신 송원대학( ), ( ), ( )

A Study on the Inner Temperature Behaviors in the Casting Process for the
Development of the Automatic Parts

Cha Young-Hoon Sung Back-Sub, Jang Hoon, Mi-ai kim, jung-Dae, Sun-jun Kim, Duck-joong Kim,
Youn-sin Lee

ABSTRACT

The casting defects that are caused by molten metal were cold shut formation, entrapment of air, gas, and
inclusion. But the control of casting defects has been based on the experience of the foundry engineers.

In this thesis, the computer simulation analyzed the flow of molten metal. The quantitative analyses which
proposed the effective mold design was executed Flow patterns of 0.15-0.16m/s molten metal in 15 mm thin plate
casting were investigated in order to optimize die-casting process. As increasing ingate velocity in thin plate casting,
cold shot was decreased.

The parameters of runner shape that affected on the optimized conditions that was calculated with simple equation
were investigated. These die casting process control techniques of automobile valve body mid-plate have achieved
good agreement with the experimental data of tensile strength, hardness test, and material structure photographies
satisfactory results

다이캐스팅 알루미늄 합금 밸브바디중간플Key Words : Die-casting( ), Aluminium alloy( ), Valve body medium plate(
레이트 반응고주조법), Semi solid method( )
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6. 결론

후기

본 연구는 한국산업기술재단 지역혁신 인력양성

사업의 연구결과로 수행되었음.
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