Vol.41 No.07
Jul. 2020

HEHER

FOUNDRY TECHNOLOGY +641 -

DOI:10.16410/j.issn1000-8365.2020.07.011

FEARFETZMAN

MR, & &
(REMHKRF FHAR, L& Fi% 048011)

W BRI R E T AT TR, 3 X 5 R 5 i o B i SR AT T RIS, 7 LR R SR AR 45 4
MEARZR UK TZAE MR BT TEHR I Pro/E B T % 14F 80 = 4% FI A1 AnyCasting 3K {4 #
T 2 B ER AR A4 S0 R RN BE B R, A0 T AT REAF AR BRI . AR IR BE S B IE I RIS R R T TZ R, RE
W SRR R, ROE F DA B AL MR K Y BRBUE R R, B O AN ERUR B B R
i, BT R R e RS PR

R - B PR BERL, T2 # i s

HES %S TG292 SCERARIRAS A X E 4 S :1000-8365(2020)07-0641-04

Optimization of Casting Process for Half Ring Tube Shaped Casting

HAO Liangliang, DU Ting
(Jincheng Campus, Taiyuan University of Science and Technology, Jincheng 048011, China)

Abstract: The casting process of half-ring plate was simulated and predicted, and the sand mold casting process and
casting defects were studied. Based on the analysis of the structure, technical requirements and technical difficulties of the
medium half-ring plate, the technological scheme was designed. In addition, the 3D model of casting was established by
using Pro/E, and the filling and solidification processes of the half-ring plate were simulated by AnyCasting software, and
the possible defects were analyzed. According to the simulation results of temperature field and defect distribution, the
process scheme was optimized. The results show that there is a high probability of shrinkage porosity and shrinkage cavity
near the riser on the bottom surface of the casting. By changing the solidification sequence of the chillers, the shrinkage

effect of the risers is improved, and the casting quality is improved without shrinkage defects.
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Tab.1 Chemical composition of EUTECTIC al-si alloy

Si Cu Ni Mg Mn Zn Sr Al

12 35 2.0 1.0 0.2 0.2 0.06 AR
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Fig.1 3D model of the Half-ring tube shaped casting
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Fig.2 Parting surface of the Half-ring tube shaped casting
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Fig.3 Pouring Position Scheme
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Fig.5 Temperature Field Distribution of During Filling
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Fig.6 Distribution of Temperature Field During Solidification
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Fig.8 Temperature Field Distribution after Process Optimization
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