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Current Status of Simulation Technology in Investment Casting Process
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Investment casting is a technique for manufacturing hollow, complex shaped products, such as turbine blades, by pouring
molten metal into a ceramic mold and solidifying it. Moreover, crystal structures can be controlled for directional solidification
or single crystal by controlling solidification, but various casting defects occur due to the influence of casting conditions and
gating design. Simulation is applied for the purpose of promptly and efficiently reducing these defects and prediction accuracy
of simple casting defects is greatly improved. Meanwhile, it is becoming possible to reasonably predict casting defects having
complex generation mechanisms. This paper introduces a case study of how simulation is applied in our company.
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Fig. 2 Example of improved shrinkage using simulation at the
preliminary design stage
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Fig. 1 Comparison of simulation temperature and measured temperature during withdrawal of directional solidification casting
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Fig. 3 Injection molding simulation of wax to die including ceramics core
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Fig. 4 Simulation of thermal gradient of directional solidification furnace
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Fig. 5 Prediction example of equiaxed grain in single crystal casting
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Fig. 6 Macro grain prediction of castings obtained by special withdrawal
control
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Fig. 7 Simulation of the situation of molten TiAl at the tilting of the
copper crucible in induction skull melting
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Fig. 8 Simulation of flow condition of molten TiAl during centrifugal

casting
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Fig. 9 Prediction of stress distribution occurring in castings
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