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Fig. 7 Simulation results of filling process of castings with different materials
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Design Method of Squeeze Casting Temperature Parameters Based on
KNN and GRNN

DENG Jian—xin"?, XIE Bin"?, ZENG Xiang—ming"?
(1. Guangxi Key Lab of Manufacturing System & Advanced Manufacturing Technology, Guangxi University, Nanning 530003,
Guangxi, China; 2. School of Mechanical Engineering, Guangxi University, Nanning 530003, Guangxi, China)

Abstract:

In view of the low efficiency and limitations of the existing research methods of squeeze casting process
parameters, the rapid design of squeeze casting temperature process parameters was realized by using the
existing squeeze casting process data and machine learning method. Firstly, based on KNN (K Nearest
Neighbors) algorithm to referring to the temperature process parameters of similar material castings, the initial
design of pouring temperature and die preheating temperature was carried out from the material composition
level. Then, the die preheating temperature with large design error is corrected by combining casting
parameters and generalized regression neural network (GRNN). The error correction model was established.
The validity of the proposed temperature process parameter design method was verified by the application
based on data and the example casting and the simulation experiment of the example casting with ProCAST.
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