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Establishment of Rapid Manufacturing System for Dies to Produce Hydraulic Valve Body Prototype
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ABSTRACT

The use of different casting methods causes
differences in the detailed shapes of mass-production and
prototype models of the hydraulic valve bodies which
make up the hydraulic circuits employed for shift control
in automatic transmissions. These differences make it
necessary to reset the shift control specifications in mass-
production models after their initial setting in the
prototypes. This issue could be resolved by replacing the
sand molds currently used to cast prototypes with the
dies used in mass production, but the length of time
required to produce prototypes with the dies renders this
method impractical. New production techniques were
therefore proposed and the production workflow was
studied to reduce the period required to produce dies. As
a result, prototype hydraulic valve bodies can now be
produced using dies in a shorter period than previously
required when using sand molds.
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