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Application of Casting Simulation to Structural Cast Metal for LE-7A Engine
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The large cast parts used for the LE-7A engine are complicated and the thickness varies greatly. Therefore, defects such
as the shrinkage tend to occur. Up to now quality improvement had been carried out by the trial-and-error method based on
experiential know-how. However, in order to identify the optimal conditions, great cost and time were needed. By using the
casting simulation system ADSTEFAN judged to be tool effective in evaluation of shrinkage, it became possible to evaluate
casting design and conditions before a practical test. Consequently, it became possible to reduce not only the quality
improvement but also the trial period and the number of trials.
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Fig. 21 Relationship between value of measured DAS II and value of calculated average cooling speed
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