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Development of high-performance mold by direct metal laser melting method

Takafumi YAMAMOTO, Junji SUMIOKA, and Chitoshi HAYASHI (Toyama Industrial Technology Center)

We made a comparative review of casting simulated result and actual gravity casting process using a mold, which

have complicated cooling water-pipes made by direct metal laser melting method. As a result, we confirmed that

effects of cooling by complex pipes in a mold can be simulated on some level and a change in the temperature of the

mold by casting simulation is generally consistent with that of gravity casting process. These results show that we can

easily detect problems and modify CAD data before the building process by simulation analysis and direct metal laser

melting method besed on 3D model.
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