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Analysis and Solution of Shrinkage Porosities Defects in Investment Castings
Su Liansheng
(Botou Hongchang Machinery Co., Ltd.)
Abstract: Shrinkage porosity defects easily occurrs in investment casting, which is attrisuted to the adequate feed-
ing for the hot spot. Investment casting shrinkage porosities sol silicate. Hot spot so shrinkage porosities can be e-
liminated effectively by the effectiv feeding, including adding liquid steel feeding, opening up the shrinkage chan-

nel, and improving the heat dissipation condition, etc. The causes and solutions of shrinkage in practical produc-

tion were expounded.
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Fig.1 Investment casting Fig. 2 Modified casting

with shrinkage
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Fig.3

of a valve body casting
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Fig.4  Adding feeding
channels
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Fig. 6 Gating process of

flange construction parts
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flange casting
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Fig.10 Improved process scheme
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Fig.7 Casting process Fig.8 Improved process
of a slender hole scheme
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Schematic dia- Improved process

gram of ingate of a heavy scheme

casting
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Fig.13  Section diagram of a certain flange casting
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Fig. 16 Fig. 17 Schematic diagram

gram of wedge ingate of a of improved ingate

thin-wall flange casting
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Fig.18 Schematic diagram of shrinkage part of a casting
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Application of Partial Squeezing in Aluminum Alloy Transmission Housing
Cui Shaopeng, Li Chaoxing, Su Wenping
(Exquisite Die Casting Company, Exquisite Automotive Systems Co., Ltd.)
Abstract: Transmission housing with complex structure and large partial thickness are easy to form hot spot dur-
ing solidification, generating shrinkage defects due to the inadequately feeding. The partial squeezing technology
is an effective method to solve such problems and improve product quality. The AnyCasting software was used to
simulate the partial squeezing structure, and the application effect was verified.
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