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Development History and Prospect of Casting Technology for Light Alloy
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Abstract. Casting is one of the basic technologies to form parts and components. In recent decades, foundry technology
has developed rapidly and some new casting technologies have emerged. Based on the development history of casting
technology at home and abroad and the time of invention of various casting technologies, the present light alloy casting
technology is analyzed, and on this basis, the future development direction of casting technology is forecasted.
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Fig.1 Invention timeline for casting process
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Fig.2 Schematic diagram of metal mold gravity casting process
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Fig.3 Schematic diagram of gravity tilting casting process
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Fig.4 Schematic diagram of centrifugal casting process
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Fig.5 Schematic diagram of electromagnetic centrifugal casting
process
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Fig.6 Schematic diagram of direct squeeze casting process
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Fig.7 Schematic diagram of dual squeeze casting process
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Fig.8 Schematic diagram of high-pressure die casting process
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Fig.9 Schematic diagram of low-pressure casting process
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Fig.10 Schematic diagram of lost foam casting process
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Fig.12 Schematic diagram of new pressure die casting process
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