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Simulation on Filling Flow of Horizontal Centrifugal Casting of
Cylindrical Parts Based on ProCAST

LU Su-ling', CAO Lei', GUO Zhi-hong', ZHANG Xiu-zhao®, ZHANG Rong-hua®, LI Han-yun®

(1. Hebei Key Laboratory of Material Near-Net Forming Technology and College of Material Science and Engineering of Hebei
University of Science and Technology, Shijiazhuang 050054, Hebei, China; 2. Xingtai ZhengKun Machinery & Mill Roll Co.,
Ltd., Xingtai 055450, Hebei, China; 3. College of Metallurgy and Energy of North China University of Science and Technology,
Tangshan 063210, Hebei, China)

Abstract:

Through analyzing the characteristics of metal flow in horizontal centrifugal casting and understanding
deeply the principle of ProCAST software, a method of staged modeling for horizontal centrifugal casting of
cylindrical parts was proposed. In the staged modeling, the horizontal centrifugal casting process was divides
into two parts: gravity flow in the flow passage and centrifugal flow after contacting cooling mold. The
simulated results were in good agreement with the previous the results of hydraulic test study. In addition, the
influences of friction conditions and initial velocity on centrifugal flow behavior at different rotating speeds
were analyzed. Results show that this method based on ProCAST is feasible for simulating metal flow and
temperature field in horizontal centrifugal casting process of cylindrical parts.

Key words:
horizontal centrifugal casting; cylindrical parts; staged modeling; hydraulic experiment

(3. ke, zj@foundryworld.com)



