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Investigation on the Effects of Process Variables on Pinhole
of Aluminum Alloy Castings in EPC Process
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{1.Research Institute of Foundry, Huazheong University of Science and Technology,
Wuhan 430074, Hubei, China; 2.Hefei University of Technology, Hefei 230069, Anhui, China)

Abstract: The effects of various process variables on the density of aluminum alloy castings have been in-
vastigated systematically. The results show that the casting density decreases with the thickness of coa-
ting and polystyrene pattern increasing. To decrease the casting pinholes, there should be higher pouring
temperature and a suitable sprue height and area. The hollow sprue and suitable vacuum pressure is help-
ful to decreasing the pinhole, but, when the vacuity is too high, the liquid aluminum would become turbu-
lence causing pinholes increased.
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Fig. 1 Effect of coating thickness on casting density
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