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Fig. 2 Temperature field during mold filling of ordinary sand casting
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Fig. 3 Temperature field during casting solidification of ordinary sand casting
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Fig. 4 Temperature field of 75% mold filling of ordinary sand casting

EWNE4FERRE, RERE. REFGHNEOE
=, RibREDEINES . MEFELIEL, Z
RERFHEILRER, MYz IIIEEE,
MBS ZEIHSRE .

4 ZNSESEHEEEFRSEIUDTT

7R R R RO R RO TR
AT R BT R R IR T ROSUE AL . B
TAUELE, SEBRAFHREOHA, NEERGTE
POMIMESEE AT . IS PR\ B R
WESNEERIERS, LR AR RIRIEE BB AR



Jothiss
Z;ﬁ;;??ém'ﬂ TZ2HEAR Vol.71 No1 2022

|
|
i

Pii

PiEigigg i1

EFEEI TR EEVELRN B 2
i

PR i ginie

SN

Es HHEH=E

Fig. 5 Schematic diagram of casting modulus
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Fig. 7 Material tracer of casting in the mold filling process during differential pressure casting
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Fig. 8 Flow field during mold filling of differential pressure casting
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Fig. 10 Temperature field during solidification process of differential pressure casting
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Casting Process Simulation of Large Complicated ZM5 Magnesium Alloy
Aerial Shell Castings

CAI Sen, WANG Xiao-wei, LU Ying—feng
(Shenyang Aircraft Corporation, Shenyang 110850, Liaoning, China)

Abstract:

The MAGMA software was used to simulate temperature field of large complex ZM5 magnesium shell
castings.By comparing the sand mold casting and differential pressure casting, the metal flow and temperature
field of the differential pressure casting were uniform.By the simulation of the casting solidification process,
it can be found that four vertical sprue gate shrank with the solidification, which is more prone to generate
defect. Therefore, in the design of the side four runners, the size can be appropriately enlarged.
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