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—. PR B Part Information }

Material (mm) Remarks

Dimension

9681090780 0.83 1 AISi7Mg0.6
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3. #5iti T. 2. )74 Casting Process Program

LA S
Model  parameter

P EL I
the temperature of mold ~ °'290 350£20°C
33 I
DRI S S—
pouring temperature
N Va H‘ ‘El
/ID{-JIA j‘I—J DY200 20+5S
pouring time
JK VA HS 18]
Water Cooling time DY200  35%55
P58 [&] 1) 1
%E.HTH bY200 120+10s
Cooling time
ol 5 R 73 DY200
- 0. 1-0. 2Mpa
press compressive stress
== Bl
A DY200 _
= ;ruibi 5-10mL/min
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4. HLIN T T.Z 7% Machining Process
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98124524 1A
4. HLIN T T.Z 7% Machining Process

THS N
process NO. Content

TH1 Bep1. P2ARMETH, EHERA. BEEUEFL. 4Xd11.87L.
First MachiningP1. P2 base face, drillingA. B base hole. 4X¢11.8

TFF2 Bid11.8FL 11 .
Second Machining$11.8 end face.

T3 Bedb11.8FLFI AP, i d69.89FL. ¢48.67L. 555 fL.
Third Machiningthe other $11.8 end face, drilling$69.89. ¢$48.6. ¢$48.6.




eI Aluminum alloy inspection

1) MLX-9 484 44k 5% Aluminum alloy chemical composition

FEFRAES, MLXFZGBAIH At 7 ISR E 1
BRI 52 B A LA BE -
The following picture was cut from MLX
Aluminum chemical composition standards. In

the standard, MLX formulated the aluminum

chemical composition and mechanical
performance according to GB and other
customers’ requirements.

L L)

MLX %5 & e it
Aluminum alloy chemical composition
standards

Alloy code Chemical composition
Si Cu Mg Mn Fe Zn Pb Ti Sn Ni Cr Other
impuritie
S
A1Si7Mg0.6 |[6.5~ <0. 1% 0.4570. 7% <<0.1% | <<0.2% <0. 1% <0.05 | 0.0870.20%| <0.05% <0.05% | — <0. 1%
(B54 1120) |7.5%
MLX-9 6. b~ <0. 1% 0.4570. 7% <<0.1%| <<0.2% <0. 1% <0.05% [ 0.0870.20%| <<0.05%| <<0.05% — <0. 1%
7. 5%




A 4R Aluminum alloy inspection
2) MLX-1 /)22 14 RE Mechanical property

BRE 4 715 e Aluminum alloymechanical property

Ji-= HL M feMechanical performance
Aluminum code
HihithE tensile JEAR G Eyield JEfHZ Percentage T i
strength strength of elongation Brinell hardness
A1Si7Mg0. 6 B=290N/mm2 =255Rp0. 2 & =4% =90HB
MLX-9 B=290N/mm2 =255Rp0. 2 & =3% =90HB

J3 Re i B A1 Universal testing machine

B AR 7T maxdmum force : 100kN

A5 A 2 11 Brinell hardness tester




¥ ¥ Melting

Melting furnace

€g

furnace <<40%,
Temperature: 700-750C

Equipment Qty. Model Inspection item
Annual fee return into Mechanical performance
furnace and temperature
YR 1 NHII-N6000/3000G- Annual fee return into mechanical performance:

tensile strength B>240N/mm2,
yield strength>140Rp0.2,

Percentage of elongation 6>1%,
Brinell hardness >80HB

RIGFF SRR TE, fRsE NIt
BEATA SR W TR A IR R YRR
T B R RER
Purchasing standard aluminum ingots, each batch

was checked for chemical compositionand cross-
section; smelting process take sample in each shift
to inspect chemical composition and mechanical

properties.




%< Degasing

Equipment Qty. Model Manufacture factory Inspection
Jigd R =L 1 TE272S1 IDECO AN G RF DU EaNEN
Rotary degassing Remove impurities in liquid aluminum
machine and gases
WA 1 cQv-01 | Jinan head thermal Co. Ltd. oRIEEE el IR
Hydrogen tester Detection of hydrogen content in liquid
aluminum
_ SN SR b
LEmH LML E R R Tk 4
Ecaabaal | et 200H (B iR

X P A
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4% J R L B 2541 Spraying and mold temperature control
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Infrared thermometer once/shift ~ Thermal imager 1time/week  (reaktime monitoring)

1ERRA REES




4) FEMHRAFLEREH) Die casting porosity control
SEI XS e T s ML

X-ray nondestructive testing machine

P IR BURX I 2850 7 S i AR AL
A RBEMLTL 6~2.0% AR
BIEMRT1. 6~2.0% KRG PER:
=38LP/cm
K ZE#EAE S (A1) : 140mm (2R RIS )
REEL. 5% (50mmAL) Z3HEZE14LP/cm
AT EEAT XS e AN S g B s PR 7 ST AR

X-ray NDT machine using the X - ray transmission the
parts, and the attenuation between the internal defects and
parts is not the same, so the defect can be exposed in the
film.

The sensibility of the machine is 1.5%, and it can identify
2.5 pore.

Inspection frequency, 3times per shift (start, middle end of
shift), and 3pcs per time.



PLEAB AR SRR TS, AW RSB —FEHNE.
BERRERAERE, BiA: https://d. book118. com/57716104513
3006052
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