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Application of Quantitative Precision Molding Technique in Squeeze Casting
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ABSTRACT: Objective To solve the problems found in the casting process of small-sized aluminium alloy squeeze cast-
ing parts such as big error in casting weight, poor consistency in the structure, shrinkage in the hot spot region, and mean-
while to increase the material utilization rate. Methods The quantitative precision molding technique was introduced into
the practical production. Conclusion The application of quantitative precision molding technique could effectively solve the
problem of large error in casting weight during the casting of small—sized aluminium alloy squeeze casting parts, and the er-
ror of weight could be controlled within +0.02 kg, which thus solved the problem of big error in wall thickness caused by
the large weight error. It also solved the problems of poor consistency of the cast structure and the shrinkage in the hot spot
region, and improved the utilization rate of the material.
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Fig. 1 Low—power sample with flaw dissect
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Fig. 2 Morphology of typical squeeze casting part with flaws on

the surface
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Fig. 3 Contrast of the finish allowance of the minimal and max-
imal dimensions of a squeeze casting blank and the ma-

chining surface of the finished product
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Fig. 4 The structure of the squeeze casting blank and the fin-

ished product

2014 4£ 09 H

4.1 KHEEB=NHE

B E 1Y SCHE 2 I (B AR 5 Y Vi
TG AT B I BRI A 22 R e i, A SR
AT AANE U T HER e B, SRR R
M5 326 0 0 AH S B0 0« BRI B R 2
2.6647 g/cm’ ; TAFRIRBEL) R 2. 8409 g/cm’

FRAR 3R 454, R CAD F AR 3% TAH7E
BrEBT AR IR R 4R 2928 5 mm,

4.2 REEHIZT

0 S B L P 14 i O R HE O ) 4 5
Prog TREBTRCRA S Bh i A i ML, Bk T
UKL 5,

W
L5
A
REE

i R

HEA

K5 KEHLH
Fig. 5 Structure of the mould
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Table 1 Quality detection of the squeeze casting blank

and the statistical analysis results
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Fig. 6 Comparison of squeeze casting blanks produced by the
quantitative precision molding technique and the origi-

nal technology
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Fig.7 Low—magnification structural detection of the squeeze
casting blank produced by the quantitative precision

molding technique
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