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Fig. 5 Solidification condition of castings at different times
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Fig. 6 Distribution of shrinkage cavity in castings
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Fig. 8 Distribution of shrinkage cavity in castings of optimization
process schemes
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Fig.9 Distribution of shrinkage cavity in castings with the optimal
scheme
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Optimization of Investment Casting Process for Stainless Steel Bracket

ZHANG Xiao-guang, CANG Xin-lei, PENG Bin
(College of Mechanical Engineering and Automation, Liaoning University of Technology, Jinzhou 121001, Liaoning, China)

Abstract:

The stainless steel bracket of weeding machine was numerically simulated by investment casting using
ProCAST software. The shrinkage defect of the casting was predicted and the pouring system is improved.
The process parameters of castings were studied by the orthogonal experiment, the optimum scheme of
process parameters was obtained by analysis. Through numerical simulation and actual casting, it is found
that the casting defects are obviously reduced, which provides a reference for the production of stainless steel
bracket.
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