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Fig. 1 Schematic diagram of the castings
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Table 1 Chemical compositions of the castings W /%
A Cu Mn Ti Cd Zr B \% Al
Rk 46~53 03~05 0.15~0.35 0.15~0.25 0.05~0.20 0.005~0.06 0.05~0.30 A
Sl 4.95 0.35 0.28 0.18 0.13 0.002 0.08 At
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Fig. 2 Process drawing of the LPDC
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Fig. 5 Process drawing ofthe GDC
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Table 2 Process parameters
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Fig. 8 Quality condition of the casting of the LPDC
e NP e R v, £
WETEI B AENNE. SHETEESS 3 ZH6
FREERI50 mm (AEFImE AR ITHARE (1) ZEEFRBEHRBENHSE T 2L

R EEE260 mm/y, EBRNERIEERERTHE EFEHRARER ., T2RITNFEEFEIREY San
ETREXHEHERBE. HME. WARETZER YSume | XSmme=1:4:5, RAFENRESIC, HHIN

o

2.2

%) ,

?EFUHTEUQXIE],K-*E?u{ELKS S, %EI /713/ tl,
REARSIZSHE—TEEA. HFHINIREE &
NRF (E9a) , EEEBEENURLEE (E E Z,Hjuuz1yj920%, FEERE, ITZRITAE

EOXARRE Airit, BHERENRITEENEHE

[E1.2{509BEH2 S8k . T2 HmE/955%,
FhRIIZS (2) MEAEEHELERTIRFEEFEETETL.
WERE, FREmErmiAREKR, TEEFANF
BERRITARE, AREERUAMTT260 mmi

XFBEREBREBEHFRAER, HFHEN FRAGIH .

IRERFHHE RN (E9c) .
SEH:

(1]

(2]
(31
(4]
(5]
(6]

STORHR R A, HWANG W S. Modeling the flow of molten metal having a free surface during entry into molds[C]// Proceeding of
International Conference on Modeling of Casting and Welding process |l . Warrendale PA USA: The Metallurgical Society of AIME, 1984:
47-58.

BB, BFAM. BEEMESESHHREBE L2 [J]. HERAR (1BF)) , 2007, 28: 62-64.

Xlhte, ERE. REEEESSEHREHHE L2t [J]. HERAR, 2012, 33 (9) : 1107-1109.

BREE, ferx, WEMk. MEHESTEFRIEUERIAIMS [J]. $51&, 2003, 52 (8) : 609-612.

Fi8, X, ik, SMREFSHRILIIRHERIEA [J]. RINEEAFZIR (BAREMWR) , 2010, 33 (5) : 501-504.
FENM IREFRFEDR. HEFM 756 FMEHE (M]. 4652 YU T iR, 2003,

Study on Casting Process of ZL205A Aluminum Alloy Casting with Thick Wall

DING Zhi-jie, WEI Yong-li, ZHU Li-long
(Shanxi Regal Advanced Material Co., Ltd., Yuncheng 043800, Shanxi, China)

Abstract:

The theoretical simulation developed based on FEM (Finite Element Methods) is of great significance to the
research of aluminum alloy casting. The low-pressure die casting and gravity casting process of ZL205A
aluminum alloy cylinder casting were used to determine the ideal process according to the actual quality of the
casting of the corresponding process. The research results showed that the 1:4:5 open gravity pouring process
was adopted, and the product appearance fluorescence inspection and internal X-ray flaw detection inspection
all met the technical needs of the product, and the process production rate reached more than 55%.
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