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Abstract

A defect which is often inspected on the thin shape of the high pressure die casting (HPDC) product is
the flow mark defect. This defect is caused by the early partial solidification of the leading edge of one of the
metal streams. Nowadays, the HPDC mold has been design using CAD/CAE technology. Many defects which
appear after producing the HPDC product will forecast with simulated results. However, there are not a distinct
simulating method can analyze the flow mark defect on surface of the HPDC product. This research aimed to
propose the simulation method in order to obtain results to specify the flow mark on surface of the HPDC
product. The solidification and temperature distribution in the HPDC simulating result were a key role to imply the
flow mark. These results were confirmed with the experiment. The HPDC product which had been rejected
causing the flow mark defect was compared to the simulated result. The comparison of flow marks had a good
agreement. Therefore, results of the HPDC simulation can be used to investigate the flow mark defect for a good
design of the HPDC product.

Keywords: Investigation, Flow Mark, Surface, High Pressure Die Casting, Computer—Aided Engineering.
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