counore TEIEA

Vol.72 No.9 2023

iHbR WE43A e EiR&BmITIIZ5iE

E&ETEN:

SKEEHZ (1986-) , £, Bb
BTiEIm, FEEMNER.
EASHBETIE, BiE:
15140721901, E-mail:
285329470@qg.com

FEHDIES: TG146.2
NHEMRRAS: B

W EHHS : 1001-4977 (2023)
09-1192-04

WS HER:
2022-08-16 W ZI¥TS,
2023-04-20 WEINEITHS

SKENE, B IF, KiElE
(BRAR (U176 ) BEEHISHEIRAT), WFESF 046700)

WE: WEBAESESIERGBHNENERERAEESE, BEEX, BINAWELSAES
THEZrIER, AHENFIRETSZHIVRITERE, MRS RmITRES SMITHR s
AOmITAPZE . MERIREERITAIDIESRIBEM, DT ERFmRETEE. FEREER
W& FERERFIM L EET T EFRIE, REERZRME, FmatERH38.9%EHE
81.2%,

XA WESSAAS REREI TERE Ae%

WESBAZEG S EERIRERARINEASRINEEEaE2—", Z&%
HERZMIENR, =R, SRAFMEEMTIRREREEIFEE, mMER
BRURIABMRMEREUNTHEYE, RIFFHEEEFIIEINIMEE, B, ek
250 CTHFEERIR. EIt, ERT=MK. 3C. REFNREENEKRRSHITULISE
[HZRIAY, (BERFWERBAZESSIHEERE, TELREF IS = E R
LEERIEY, MREERITRES SHITPLCRBERRITIZE, 2RISR
MFEREEEY, RABSAR T, IR IERIXLERE, RETZENNIZER
THBE,

A LEFREFENRAARYR, EEFIRETPARFEREE R, BT
FREREEE. FRREYNE. PBRREIRFAFH, REWTE T EBHRREER
RSB

1 SHEREK

WEILFR, 1ZEHE RTINS
54, HAFFRWE43ARIB S IMg-
4Y-3.3RE (Nd, Gd) -0.5Zr, R<f
#9450 mm x 380 mm x 320 mm, 28
{AEE[E6 mm, £&E4b28 mm, EE
£97.6 kg, BXRAFEIDR
HrERpaE .

(a) =HEHMLIE
K1 SRR

Fig. 1 Schematic diagram of the casting
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Fig. 2 Schematic diagram of original process plan
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Fig. 3 Defect location (a) and X-ray inspection results (b ) of castings

manufactured in the original plan
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Fig. 4 X—ray inspection result of castings manufactured by scheme 2
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Fig. 5 Schematic diagram of grid
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Fig. 6 X—ray inspection result of castings manufactured by scheme 3
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Fig. 7 Filling simulation results of the original scheme
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Fig. 8 Location of ingate in the original scheme
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Fig. 9 Location of ingate in scheme 4
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Fig. 10 Filling simulation result of scheme 4
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Fig. 11 X-ray inspection result of castings manufactured by scheme 4
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Process Method for Eliminating Streamline Segregation of WE43A
Magnesium Alloy
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Abstract:

The structural characteristics of WE43A magnesium alloy casing castings are that the overall wall thickness
is thin and the wall thickness difference is large. In addition, because WE43A magnesium alloy contains Zr
element, segregation defects are prone to occur in the casting process. Streamlined segregation is a typical
type of segregation in magnesium alloy segregation. The method to solve streamline segregation is similar to
that of cold shut. In this paper, three schemes of adjusting the pouring temperature of products, adding grids
on the surface of the mold, and adjusting the gating system were respectively verified in production. Finally,
the defect was eliminated, and the product qualification rate was increased from 38.9% to 81.2%.
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