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Abstract

Casting process is commonly used in manufacturing automotive
parts. One of the popular materials for casting is aluminium alloy
due to its high strength to weight ratio. A prime problem
encountered in casting is the poor quality of the cast products
due to defects at different locations. The types and severity of
defects depend on a number of parameters including the filling
angle. Trials and errors are often used in industry to optimise the
casting process. This is however costly and time consuming, This

research aims to use a simulation method based on finite

difference analysis to investigate the effects of filling angle on the
quality of the cast products. Results can be further applied to
some use in industry.
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