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The Reducing of Porosity Defects in Window Winder Housing Zinc Alloy

Die Casting Process
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Abstract

This research project involved the development of porosity
reduction in window winder housing zinc alloy die casting process
by using the technology of zinc alloy die casting in order to fix the
problem. The first step was to correctly design the die casting by
theory, combining with the computer software of zinc alloy die
casting modeling to prove whether the theory is appropriate. After
getting the accepted solution, the die casting was made and
tryout as a master cast for the zinc alloy experiments. The result

showed that the porosity defects on the surface were decreased

from 10 percent to 5 percent with the new die casting. In
conclusion, the combination between theory of Die Casting Die
Design and computer software can help predict and minimize the
porosity defects in window winder housing zinc alloy die casting

process.
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