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Rapid Tooling of Porous Ceramic Mold Using Slip Casting

Sung-il Chung*, Du-su Jeong", Yong-gwan Im’, Hae-do Jeongm, Kyu-Kap Cho™™”

ABSTRACT

The application field of porous mold is more and more expended. A mixture of alumina and cast iron is
used for making porous mold using slip and vacuum casting method in this study. Slip casting is a process
slurry is poured into silicon rubber mold, dried in vacuum oven, debinded and sintered in furnace. In this
procedure, slurry is composed of powder, binder, dispersion agent, and water. Vacuum casting is a technique
removing air bubbles existed in the slurry under vacuum condition. Since ceramics has a tendency of
over-shrinkage after sintering, cast iron is used to compensate dimensional change. The results shows that
sintering temperature has a great effect on characteristics of alumina-cast iron composite sintered parts. Finally
ceramic-metal composite sintered mold can be used for aluminum alloy casting of shoe mold using this

process.
Key Words : Siurry(5 2l 2]), Porous mold(& 714 &), Slip Casting(¥ % 7§24), Vacuum Casting(dE73)
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Table 2 Mixing Ratio

. Mixing Ratio
Used Materials
( Vol% )
Alumina 26.0
Powder
Cast Iron 14.0
Phenol 24.0
Water 293
Binder Dispersion
0.7
agent
Hardener 6.0
Total 100.0
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Fig. 8 Shoes Mold by Slip Casting (1250°C)
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Table 5. The Properties of Shoes mold
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