New Harmony >> New Solutions™

www.sinto.com

FOUNDRY

Aluminum Casting Process




For high quality casting production

Solutions for high quality casting production in a variety of aluminum casting processes

Environmental protection 8 Energy saving §8 Improved productivity 8 Energy saving

»LYTECORE® .
Page 6 p
» Shell mold process |
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) Coldbox process - pTilting-type gravity diecasting machine
: Metal is poured by gravity from top of die. Simple equipment with low initial
Environmental protection i Energy saving investment cost
LYTECORE?® reduces loads from different working processes : &
" Simplified (Easy remaval by lighter vibration) ___}
Good -
collapsibility ’ e Sand can be remove_d without \gvaiﬁng
(i1} for complete solification of casting,
shortening cooling line
Odor reduced
down to 1/5 » Deodorizer can be eliminated. GDCX
fpompare s <hel i) E Downsized fi
PLS series : i i
Reduced defects by high precision pouring P
Improved productivity P Low pressure diecasting machine
Metal is poured from bottom of die by pressurization. High yield production is possibl
by reduced volume of gating system
F
af "~
» D-CHECK: Heat check resistance improvement process el %

Increasing residual stress to the mold die surface by shot peening

P Low pressure sand
mold casting machine
MPS

Applicable to green
sand molding line

»D-SCC: Die life extension
Preventing stress corrosion cracks at bottom of cooling water pipes by shot peening
»D-FLOW: Process for reducing casting defects = LPD series

: . : . . & Yield ratio is improved by highly accurate
Reducing defects by forming minute dimples on die surface ' die stripping mechanism

Improved productivity

D-FLOW improves defects by poor die quality and prevents yield ratio reduction

Improved defect: Peel-off Improved defect: Burn-on

(ZFT0 Combined advantages of high productivity
by green sand molding and high quality by
low pressure casting

Differential pressure * Please consult with us regarding incorporation of low pressure
die casting machine casting units in your existing green sand molding line
SAAT series

Pinhole defect is
prevented by
pressurized pouring

o |
Not processed After D-FLOW Not processed After D-FLOW

Environmental protection



Low running cost by minimizing metal consumption

Low Pressure Diecasting Machine LPD series

M Improving yield ratio & Downsizing by unique structure

Conventional machine used long stroke actuator for die strip, requiring larger draft angle.

By adopting new die strip mechanism, LPD has achieved downsized body with higher die strip accuracy and higher yield ratio.

Adopting dual-stage die stripping mechanism

Die clamping by dual-stage stripping mechanism

Rigidity
Actuator (acmal results!
for die clamp may vary

Actuator

for die clamp
Actuator
for upper die lift

Short stroke

(D Start of stripping: @ Clamping actuator lift up: @ Actuator lift up with no influence
By eliminates fixed frame, Short stroke contributes to by frame rigidity
upper die is lift up by actuator rigidity of frame

Conventional die stripping (Die clamping actuator only)

Rigidity
(anma.l results!
Actuator REYNEY
for die clamp

i'..ong stroke | §

Long actuator stroke for die clamp does not secure
rigidity, resulting die stripping accuracy

By minimizing actuator stroke for die clamp, die stripping accuracy has been improved assisted by higher rigidity

@Thanks to die stripping accuracy, yield ratio is improved by reduced draft

®Machine volume has been reduced g% comparison with die closed

angle, and thus minimizing metal consumption.

Example of improved drait angle Ry

Large machining allowance Machining volume reduced to 1/2
|

by 50% compared to conventional
machine, providing advantages of
shortened installation period thanks
to possible transportation without
being disassembled.

L

&
¢

L-‘ -

SINTO conventional machine

LPD
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SINTO conventional machine

LPD

I Reduces casting defects such as shrinkage cavity by excellent metal flow control and orientation solidification control

Metal pressurization control and die cooling control prevent casting defect, achieving stable production.

Production of high quality casting is achieved by controlling pressure against
molten metal. Since pressurization condition can be set to each casting, this
system is optimum for production of small lot casting.

Metal pressurization
control

By water cooling system through die achieves high quality casting
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@ Specifications

c B Model No. PD-1 PD-I
A =TT Moveable die plate (mm) 1200%1000 1400%1260
= l Stationary die plate (mm) 1900%1200 2500x1400
| | | | | Open/Shut height (mm) 1200,/°400 1800,/600
i E % E EF Metal holding weight (mm) 500 1000
> i oMM A 4000 4735
% ‘ : rl“ ; . Dimensions B 1800 2400
WL |¥ 1 1| | (mm) c 1000 1700
—-_- = ‘ ‘ ' D 4000 4400
_— b il ®Tar "
=5 e get castings (Example)

Cylinder blocks, cylinder heads, intake manifolds, aluminum wheels,
air conditioner parts, hydraulic pump casings, etc.

Casting unloader
Automated product unloading reduces labor.

~ Automatic die clamping mechanism
- Simplified replacement and maintenance of die
requiring precision.




	Página 1
	Página 2
	Página 3

