—4&RR

BHEERECSE 1998 FiHH

S REREHFEXRBEHFHNILANTE R

Foihmo AR REEET ERR®

W B AANEHFSRARKESFELNTERERT, HBORREKEFRE T ZMELRNEYE. FHABHS
MM TZN . SETZH R . TZ2 R ABRAKE AT ETHRE T HAREX.
*#id: KBERY SRBEESE MELZ&RD

Several Technological Problems about Low Pressure Cast

with Metal Mould for Large Aluminium Castings
Wang Youcheng
(The First Tractor Co. Ltd)
ABSTRACT The kernel of discusion on several technological problems about low pressure cast with
metal mould for large aluminium castings is how to bring advantages of crystallization under pressure in-
to play. To reach this goal, the specification of the structure of castings, the design of cast technology,
the choice of technological parameters and the design of components of melt lifting system are intro-
duced. .
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Fig. 1 Scheme for structure of parts
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Fig. 2 Sector pouring system
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Fig. 3 Improved pouring system
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Application of Squeeze on Permanent Mould Casting of Mg-Alloys
Zhu Chenti Ba Guohua
(Nanjing Dolomite Mine)

ABSTRACT To avoid the defects such as shrinkage cavity and porosity, we adopted partial squeeze

treatment in gravity die casting. It could refine the crystal grain and also improve compactness as well as

increase strength and hardness of the components. This is an advanced technical process to compensate

the defectts of permanent mould cast components.

Key Words: Mg-Alloys. Permanent Mould Casting. Hot Spot, Squeeze
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