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Magnesium Alloy Cylindrical Parts Based on Low Pressure Casting
Pan Long, Yu Guokang, Zou Wenbing, Cui Engiang, Zhang Xuliang, Fei Weiging
(Shanghai Spaceflight Precision Machinery Institute)
Abstract: Based on the analysis of the structural characteristics and technical difficulties of a kind of complex thin-
walled GW63K magnesium alloy cylindrical casting, the casting technology of composite casting mold was ana-
lyzed. According to the part structure, the casting technology with composite casting mold based on different sand
molds was designed, and ProCAST software was used for simulation analysis. According to the simulated results,
the casting technology was optimized to finally achieve sequential solidification. The results show that the internal
quality of the castings under composite casting mold casting technology meets the requirements of class | in
HB7780-2005, and the mechanical properties of the castings at T6 state reach more than 280 MPa and 3%.
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Fig.3 Schematic diagram of cold iron structure

and arrangement
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Fig.4 Schematic diagram of casting mold structure
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Fig.6 Temperature field of filling process of the castings
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Fig.7 Solidification temperature field of the cylindrical parts
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