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Abstract:In recent years, all kinds of special casting technologies take a greater progress based on their crossover
and integration. Non-gravity factors were continuously introduced into the gravity casting technology, which de-
veloped towards pressure casting. The die casting technology was developed towards low speed and heat treatment
while maintaining advantages in producing thin-walled complex parts. The low pressure and differential pressure
casting technologies were developed towards higher pressure. Meanwhile, the semi-solid casting technology began
to desalt the “semi-solid” characteristics and was developed towards the crossovers of liquid forming and solid
forming. The physical essence of crossover and intergrated development is the combination of rheological filling,
rheological solidification and rheological feeding.
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Fig.1 Schematic diagram of reverse casting mechanism
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Fig.2 Casting process diagram of 413 ES shell by

transverse reverse casting
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Fig.3 Principle of lost foam pressure casting technology
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Fig.4 Effect of solidification pressure on tensile strength,

elongation and density of materials
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Fig.5 Schematic diagram of pressurized low pressure

casting technology
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Fig.10 Schematic diagram of squeeze casting
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