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Effect of gate numbers on the characteristics cast

S. M. Lee, H. K. Yi, G Y. Lee, S. M. Mun, Y. H. Moon

Abstract
In this study, the casting process using forged insert was investigated to characterize the manufacturing process by

which good mechanical properties can be obtained when compared with existing casting products. Process analysis for the
casting design was performed by using FVM (Finite Volume Method) software. In filling process, three kinds of candidate

gating systems are considered and analyzed respectively. The molten metal behavior in gating system is so important that

it affects the solidification behavior of the cast.

Key Words : Forging, Casting, Gating system, Solidification
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Fig. 1 Forged insert for casting
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Table 1 Chemical compositions of specimen (wt. %)

Material C Si Mn P S

FCDS50 | 3.3~3.8 { 2.0~3.0 | 02-06 0.15  0.005~0.015
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Fig. 3 Comparison of local cooling rates
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Fig. 4 Wire cutted section of cast with forged insert
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