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A 4Fhs Al Zn Mn RE® Y Zr
AMI100A 6.0 = 0.1( FefiKfE ) — — —
AZ63A 8.0 3.0 0.15 — — —
AZ81A 9.0 0.7 0.13 — — —
AZ91C 9.0 0.7 0.10 — — —
AZ91E 9.0 2.0 0.10 — — —
AZ92A — 2.0 — — — —
EQ21A™? — - — 2.0 — 0.6
EZ33A — 2.7 — 33 — 0.6
QE22A” — = — 2.0 — 0.6
WE43A — = — 34 4.00 0.7
WES4A — = — 359 525 0.5
ZE41A — 42 — 12 — —
ZE63A — 5.7 — 2.5 — 0.7
ZK51A — 4.6 — — — 0.7
ZK61A — 6.0 — — — 0.7
H: OFE &R, QE22AMH2.5%, EQ2IAH H1.5%; @EQ21AF0.1%Cu; Bfh

(2.0% ~2.5% ) NAAMIE T 1.9% M FHARF o0 F Al ; @ 1.75%HAh = - ou R A1.75%Nd

il

(c) TR

(d)Jre

E20 H$aSHEmRREHE

Fig.20 Typical magnesium investment casting
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Application Status and Development Trend of Investment

Casting in Aerospace Industry

FAN Zhenzhong'”

(1. AECC Beijing Institute of Aeronautical Materials, Beijing 100095, China;
2. Beijing Engineering Research Center of Advanced Aluminum Alloys and Applications, Beijing 100095, China)

[ABSTRACT]

Investment casting has been used in the aerospace military equipment, civil aviation and commercial

aerospace area during the industrial development. In this paper, its research and development status in superalloy, titanium

alloy, aluminum alloy and magnesium alloy were discussed in detail, and the research results of BIAM in recent years were

mainly introduced. Different process characteristics among the investment technology and additive manufacturing,

semi-solid forming, injection molding and other new process technologies were analyzed, meanwhile the development

direction and research hotspots in the future were expected.

Keywords: Investment casting; Aerospace; Superalloy; Titanium alloy; Aluminum alloy; Magnesium alloy
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