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Study of Process Parameter in Dissolved Mold Casting for Aluminium Alloy
ZHANG Wei-lan

(Dept. of Mechanical & Electronical Technology,Dazhou Vocational & Technical College,Dazhou 635001,China)
Abstract: The influence of technological factors on the quality of dissolved mold casting of aluminium alloy was
discussed,the connection between the process parameters and the flaw in casting was analyzed.The results show that the
heat preservation coating and its proper thickness are favorable to the enhancement of filling mold speed of aluminium
alloy; the higher the pouring temperature is and the larger the ratio of hollow areas of vertical pouring is, the faster the
speed of filling mold of aluminium alloy is; if the mold is too thick or too thin, it may decrease the speed of filling mold;the
proper length and the area of vertical pouring are favorable to the enhancement of the speed of filling mold; although

negatire-pressure may improve filling the speed, too high negatire-pressure may enlarge the flaw in casting.
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