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Fig. 2 Initial designing scheme of gating system and mould shell mesh
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Table 1 Parameters setting table for numerical simulation
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Fig. 3 Solid fraction distribution map during solidification process
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Fig. 4 Microshrinkage defects distribution map
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Fig. 8 Microshrinkage defects distribution map after process optimization
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Fig. 9 Casting before process optimization
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Optimization Design of Investment Casting Process for Entity Parts Based
on ProCAST

YANG Wu-giang, JI Xiao-lei, WANG Lin, LIU Xin-xia, LIU Xiao-jie, XING Chang-yong, XU Long-huan,
WANG Li-zhao
(Hebei Gangyan Dekai Technology Co., Ltd., Baoding 072750, Hebei, China)

Abstract:

The investment casting process of aluminum alloy entity casting was numerically simulated by using of
ProCAST software. The defects on the side wall of the casting were predicted, the causes of the defects were
analyzed, and an optimization scheme was proposed. Then the optimized process scheme was numerically
simulated again. The results showed that the problem of casting porosity was solved, and qualified castings
were obtained in actual production, which verified the feasibility of the optimized process scheme.
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