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Abstract

Stainless steel parts with high complexity and small dimensions are cast in the
casting process. Liquid metal dispensing system and overflow holes are designed. A design
is generally based on experience and trial and error casting to check for defects in
the workpiece. Following that, the design is optimized and the casting is tested again until
it is certain that there are no defects in the casting. As a result of a large number of casting
trials and inaccuracy, this method costs time and money. In order to prevent such a waste
of time and money, computer software is used to simulate the casting process. In this study,
Cast Designer® simulation software is used in analysis to evaluate the optimized design of
casting mold. The scope of this research is to design 3 types of casting molds. The workpieces
were arranged inclined at angles of 30, 45 and 60 degrees by using a computer-aided
design program to design the casting by comparing the characteristic of liquid metal flow
and the filling time were analyzed. As a result of the fluid fraction flowing in the same
direction and filling the cavity in the shortest amount of time (1.0667 seconds), type 3

casting molds are the most ideal.
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