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Application of ProCAST Simulation Technology in Casting Defect Prediction
for Balance Shaft Bracket

FAN Chao, ZHANG Aiyuan, DU Zhigiang, LIU Yuehui, ZHANG Xiaomin
(Inner Mongolia First Machinery Group Co., Ltd., First Branch, Baotou 014032, China)

Abstract: In view of the casting defects of the balanced elbow bracket in the fixed thread hole during the whole
mechanical processing of crawler vehicle body, ProCAST simulation technology was used to simulate and optimize the
casting process. The distribution of casting defects is predicted, the rate of defective casting is reduced and the economic
benefit is improved.
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Tab.1 Chemical composition of castings
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Fig.2 Schematic drawing of original casting process
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Fig.4 Simulation results of shrinkage cavity and porosity distribution of original process castings
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5 Fig.6 3D model of the process meshed after optimization
Fig.5 Schematic drawing of improved casting process 7
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Fig.7 Simulation results of shrinkage cavity and porosity distribution of process castings after optimization
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Fig.8 After optimizing the process, the castings are welded to
the crawler body )
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