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Abstract: This paper is an overview for the situation and future of semi-solid die casting technology in China and abroad,
and the advantages and disadvantages of the major technology in each stage are introduced in order of the development from
semi-solid to semi-molten, then back to semi-solid. Meanwhile their technology and equipment characteristics are also com-
pared and analysed. Finally come to the conclusion that with the trend that semi-solid die casting is developing exceedingly rap-
idly becoming clearer and clearer, its application prospect will be inestimable.
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Fig.1 The development of die casting
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Fig. 2 The internal structure of semi-solid metal
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Fig. 3 The preparation of semi-solid metal
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Fig.4 Steps of rheocasting method
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Fig.5 Steps of thixocasting method
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Fig. 6 Advantages of semi-solid die casting
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Fig. 8  The tensile properties of castings in different

methods
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Fig. 9 The microstructure of samples in different casting

processes
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Table 1 The development of semi-solid die casting
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Fig. 10 Model of SPEED STAR
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Fig. 14 Mass production equipment of semi-solid die casting
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Fig. 15 Ejection sleeve with field coil
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Fig. 21  Slope cooling plate method
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