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Improvement of Casting Process for A Z1.205A Aluminum Alloy Base
Zhang Chuncheng
(Xian Bureau of Naval Equipment Department)
Abstract: Aiming at the loose defects, shrinkage defects and pore defects in the ZI.205A medium and large base
castings, the initial casting process was analyzed, and the internal quality and mechanical properties of the prod-
uct were tested. In addition, the reasons for the defects were analyzed. Some key technological measures were put
forward, such as opening a channel for discharging slag, increasing pouring temperature, reducing pouring speed,
increasing top mounting edge, and using chilling iron, graphite and chromite sand to quench the casting as a
whole, those defects were eliminated, and the qualified Z1.205A medium and large base casting was produced sucessfully.
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Fig.l Schematic diagram of the base
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Fig.2 The principle diagram of low pressure casting
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Fig.3 Low pressure casting design for the base
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Fig.4 Schematic diagram of slit-like ingate structure
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Tab.1 Comparison of the actual measured chemical composition

of the ZL.205A alloy with GB/T 1173-1995 %
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Tab.2 XRD inspection (surface inspection)
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Fig.6 Gas holes in the square disc of the base
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Tab.3 Mechanical properties of the base
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Fig.7 Formation mechanism of gas hole in the Z1.205A base
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Fig.8 Partial optimization of base structure
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Solutions on Pockmark Defects in Investment Casting Martensitic

Chromium Stainless Steel
Dun Yaohui, Su Yunzhao, Zhang Sigang
(Shijiazhuang Jingcheng Stainless Steel Products Co., Ltd.)
Abstract: Pockmark can easily occur on the surface of investment casting martensite chromium stainless steel,
which is a common flaw and difficult to solve during investment casting. According to the formation mechanism,
different test schemes were carried out to verify the necessary conditions for the formation of pockmark defects
and various solutions were put forward. First special magnetic separation equipment was used for shell material
magnetic separation to reduce magnetic oxide. Second, flake graphite sand is used as the transition layer during
the process of shell making, which could not only create the reduction atmosphere but also prevent the penetra-
tion of ferric silicate, effectively avoiding the generation of pockmark.
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