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PREFACE

This book has grown largely out of lectures given for a continuing
education seminar titled ‘‘Advanced Die Casting Processes’’ pre-
sented at the University of Wisconsin-Milwaukee. It is intended
for use as a supplement to such a course and as a reference to
practicing process engineers, product engineers, and component
designers. The content of this book focuses on presenting the con-
cepts behind advanced die casting technologies, specifically vac-
uum die casting, squeeze casting, and semi-solid metalworking.
Moreover, several sections within the book are dedicated to ex-
amining case studies that illustrate the practical nature of these
processes.

The book is divided into five distinct sections. The initial two
chapters of the book are intended to present the basic concepts
related to die casting processes and the flow of molten metal. The
second portion of the book examines each of the high integrity
casting process along with case studies. Three chapters are dedi-
cated to product design as applied to high integrity die casting
processes as well as two chapters focusing on quality and defects.
An understanding of the defects and their causes can aid in their
avoidance. The final chapter of the book deals with future ad-
vances under development.

Included with this book is a compact disk containing Microsoft
PowerPoint presentations for each chapter. These presentations
can be used for training and teaching purposes, or select slides
can be extracted from the presentation for use in engineering pro-
posals, customer education seminars, or marketing presentations.
To assist the presenter, detailed speaker notes are available for
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each chapter slide. To view the chapter notes for any given slide,
one must right click the computer mouse and select ‘‘speaker
notes’’ while running the slide show.

The author wishes to express his gratitude to several colleagues
who provided figures, supporting data, and encouragement that
made the publication of this book possible. Specifically, the author
wishes to thank Joseph Benedyk, Henry Bakemeyer of Die Cast-
ing Design and Consulting, John Jorstad of Formcast, Robert
Tracy of Foundarex Corporation, Paul Mikkola of Hitchner Man-
ufacturing, Robert Wolfe of Madison-Kipp Corporation, Craig
Nelson of IdraPrince, Rath DasGupta of SPX Contech, Charles
Van Schilt of Thixocast, Steve LeBeau of Thixomat, Michael Les-
siter of the American Foundry Society, and Matsuru Adachi of
Ube Machinery.
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