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Fig. 1 Casting structure
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Table 1 Pouring process parameters
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Table 2 Technical parameters for 3D printing
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Table 3 Chemical composition requirements
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Si Mg Fe Ti Cu
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Casting Process of Large Thin-Walled Aluminum Casting

LIANG Ji-ya', LI Dong’, LIU Yi', JIA Bin®
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Abstract:

The casting process of a large thin-walled aluminum alloy product was designed, and the production
verification process of the casting was introduced. The results show that the manufacture of this sculpture
casting can be completed within one week by using the combination of low pressure casting and 3D printing
technique, and the whole quality of the produced castings can meet the technical specification requirements.
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