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Abstract

This study has been carried out to investigate the cooling ability improvement of diecasting mold by decompression cooling sys-
tem. The decompression cooling system was applied to the new/used oil pump cover molds. The temperature of the surface mold
applied the decompression cooling system fell to 15 degrees, especially in case of the used mold. The defect ratio of the oil pump
cover manufactured by decompression cooling system has decreased from 2.8 percent to 0.2 percent. According to the results of the
cooling ability improvement of diecasting mold by decompression cooling system, the decompression degree and supply pressure
were set up the control item to apply the decompression cooling system to the diecasting mold in the industry field.

Key words : Die casting, Mold cooling, Decompression cooling system.
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Fig. 4. Die casting mold of Oil pump cover.
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pression cooling system).
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Fig. 6. Temperature distribution of Outworn mold (Before decom-
pression cooling system).

250

T1:226C

T3:221C

200

Temperature('C)

T2:201°C

150

L 20

IT;!C

0 40 60

Timels)

Fig. 7. Temperature distribution of New mold (After decompression
cooling system).
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Fig. 8. Temperature distribution of Outworn mold (After decom-
pression cooling system).

QH3e] FETRY WAFRE QAT F fle 3l A
Q7] el Ao ® Wkl og WAt vehA
% Az Aztd

ko

32 CIO|IFHAE! AIFEX BeHex 24

2 A7e] AFEUPE F5< oil pump cover®] S-S ©]&-
atod 800ton ALFFR7|A A FERE Fetlom, Zst W7t
A28 A 8Al 7 EE -0.08MPa, H59ES 0.3~0.4MPa
ol Ath.

) WA 2wle] Ao mE F¥o] 2=HstE dsPdt
vglz Zgsle] FHeE W3S Fig. 9ol YeRAleH, 2
AE AEAL Ao}l vlwate] B AR 22 I
e AxkmAL Ao} HISsA| el & WsETE %
Ao wix|=o] Ae AF sHie Uddze] A&, =¥
T 5 95 g9l o8 Lx=HX7}F A et Wb,
PTG IR E AXTY F Qe A AYe & Ao
o] H]s=&tA LrERRtTH
TSt HAAHoR ZAEAL ApEt 27F AnHo R F

=7 velsked ol dabdviviel o] S8 gue

Z43k= Aol sl AXRA AL F YRS
3 Z10]197] i) o] HEoA Lxzlolr} wAYE Ao

=

-l

% ol W

i)

R
R

Q8 2ol Askels A WAk -
g Ao AzHR, ANHoE FPeE
7] o] AAFFRE A8 A 39
Foogle AR FYHED.

s

3.3 ClO|FHAE! AIMS

tho|7| 28 A 53] A
AZE AFE ez FHEAS
o] &35 7vd ¥l th

Fig. 100 7t WA 25S A831A] 2 F30lA At
H AARRR digh 714 7Rt A4S JeERSITE ARelA
Hiz vie} 7o) 7k & Uil Sa1gEe] 710s A= F
AE= WE-Aaste] WAlgh AS RISKAL(Fig. 10-a3=), |

= =
TES



—242 - EleaaEa | A|29¥ A|5% (2009. 10)
New mold Qutworn mold

Before
decompress
ion cooling

system

After
decompress
ion cooling

system

(b) Peeling defect of Machining surface

Fig. 10. Casting defects of apply decompression cooling system before.
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