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Abstract

Since its founding, Mazda has delivered many new cars to the market. At the same time, it has continued to
produce parts for older models (hereafter referred to as service parts). Many older models, even more than 30
years after production has ended, continue to be driven by customers who resonate with the Mazda brand. For
these loyal fans, Mazda, as an automobile manufacturer, continues to supply service parts. However, producing
small quantities of parts for older models presents many challenges for the manufacturer. Therefore, Mazda has
developed a new sand casting process suitable for small-scale production, replacing the traditional sand casting
process that has been used for many years, and has begun producing some parts using this new process -
Additive Manufacturing (AM). Currently, Mazda is not only focusing on the production of service parts but also
working on creating processes that balance brand value pursuit and business efficiency, as long as customers

continue to drive their vehicles. This report details the development process of the new sand casting method.
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Fig. 21 Improvement on the Center of Gravity
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Fig. 24 Concept of Expanding AM Application
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