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Application of CAE Simulation Technology in Platform Steel Casting
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HAN Bao, QIANLI Geer

(First Branch of Inner Mongolia First Machinery Group Co., Ltd., Baotou 014032, China)

Abstract: In order to solve the casting defects in a fixed location of platform shaped steel castings, solidification simulation

software ProCAST was used to simulate defects and their distribution of platformed steel castings and optimize the casting

method. Using optimized casting method, the quality of the steel castings and economic benefit are enhanced.
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Fig.1 Locations of the casting defects on platform parts
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Fig.2 The main thermophysical parameters of the materials
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Fig.3 Mesh division of original process 3D model
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Fig.4 Temperature field simulation of original casting process
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Fig.5 Simulation of shrinkage casting defects with original process
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Fig.6 The 3D model after optimizing the casting process
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Fig.7 3D model mesh generation after optimization of casting
process
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Fig.8 Simulation of temperature field after optimization of
casting process
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Fig.9 Simulation of shrinkage cavity casting defects after optimization of casting process
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Fig.10 Platform parts after optimization process

FheE AT AR,
4 ING

(1)38 5 #F 5¢ 5 7 F % 1 CAE 5 U5 J 8K 4%
ProCAST, HHER B ) T F & 55 49 14 ¥ 1t Bk P
PR B BRI, B M A RS S PR A R
AMYE, Kk T HEEM0 AR GREE 5T
FEME, M RS T 20 S ok SRR R B

(2) 1 Fl ¥ 3& CAE #0105 B8R 7] 1t 1k 5% 1
T LB, A R A FE Y B [ AR R T
)t B 1 AT RE 2 B T R P OB, AT A 28
B TEEARAN R G2 T L7 REMALE BT Z 5
RIATIAL , LB FeieE T2 MR HE

‘,))))))))))))))))))))))))))))D)))))))))),))))))))))))))))))))))))))))))))))))))))))))))));

(TR BB R e . F SR 1)

(s E AR RN HEF YR LB T KRR EHTR R E, L8 5.1 B mEE 54 R
W2 HHME OSSR RN ERRE DRSS ;4 BERSEKLHEREIL 5T ;S %0
I gEE T2 ;6 W A0S B S SBHNmER T2,7 BERSE ST DA ;8.
FHHEE S5 T2 e B EH . 245 320 T, FRHR &Sl 4 226 T,

IR 0 %5 i) . 2= 15 X 029-83222071, £ R % 1 : 13609155628

S PIBIBIBIBIIBIIBIBIIBIBIIIISD

(3) 38 1f BB X & M AT TZ BT, 4
AHIE CAE BT HA5 R, BERK T F &%
W AL R AE AR LS BRI A R S %, B T
ZHMBATE, FREREABE, hRHERTH
16%FFAKE 2% LA, 25 T 1% 5 M 2 5P AL 8% .

S X Wk

[1] ZR%E. & T 28T K& ER M. Jb s b Tk
AR A, 2000.

[2] EYR TR %5 & % F M (5)[M]. Lm0 HLAR Tk
AR A, 2014,

[3] B, TR, 5k #IT, % . ProCAST B4 47 5 £ AR 75 45 89 14
e T 0 e 4 17 FH[T). S B R ,2019,40(7): 705-711.

CCECCCCCCECCECCCCCCCcCCcC<cc<<®

v
M € € € € € € € C € C € C € C C C C € C € C € CC CC € C C C CC CCCCCC CCCCCCCCCCCCCCCCCCLCCCCCCCCCCCC €€«



