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Fig. 1 Three-dimension model of shell casting
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Si Cu Mn Fe Ni Mg 2Zn Pb Sn Al
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Fig. 2 Schematic diagram of two kinds of parting surface

(a) BIERG ]
B3 RIRF=UHr=E
Fig. 3 Three-dimension model of two different gating systems
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Fig. 4 Three-dimension model of overflow well
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Fig. 5 Schematic diagram of filling process of gating system type |
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Fig. 6 Schematic diagram of filling process of gatlng system type Il
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Fig. 7 Temperature filed after casting solidification
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Fig. 9 Defects positions in gating system type Il Fig. 10 Three-dimension model of optimized die casting process
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Design and Optimization of Shell Die Casting Process
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Abstract:

Based on the structure feature of the shell, design of die casting process was conducted, and two different
gating systems were designed and simulated by using the ProCAST software. By comparison and analysis of
the position and reasons of occurrence of shrinkage hole and shrinkage porosity, a better gating system was
chosen, and then the die casting process was improved. The castings produced using the optimized die casting
process had no shrinkage hole and shrinkage porosity, meeting technical requirements.
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