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Abstract

Nowadays, high pressure die casting plays a major role in automobile parts production especially,
aluminum alloy because of the excellent dimensional accuracy with cost effectiveness and the smooth
surfaces. However, air entrapment can lead to quality decreasing in work piece. Air entrapment can be

occurred in many cases for example, poor melting and treatment process and inappropriate injection
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process etc. One of major factors caused an air entrapment problem is injection conditions which can be

divided into 2 sections; pre-filling injection and mold filling injection. Air entrapment reduction during pre-

filling injection process requires the most appropriate designing for specific pre-filling injection parts; on

the other hand, it requires an accuracy of flow analysis to reduce air entrapment during mold filling

injection process.

The aim of this article is to present casting simulation to optimize of shot sleeve injection

conditions during pre-filling period. The result will show appropriate conditions either shot sleeve filled

ratio and plunger speed for producing high quality of aluminum alloy die casting.

Keywords: High Pressure Die Casting, Aluminium Alloy, Air Entrapment, Shot Sleeve Filled Ratio
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Casting cycle for cold-chamber die casting.
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