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Fig. 1 Steel casting for test research
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Fig. 2 Casting process of steel casting for test
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Fig. 4 Interface heat transfer coefficient between casting and sand mold
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Fig. 6 Shrinkages in riser zone of casting
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Fig. 7 The impact of pipefs on shrinkage cavity/porosity in riser zone of casting
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Fig. 8 The impact of macrofs on shrinkage cavity/porosity in riser zone of casting
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Fig. 9 The impact of feedlen on shrinkages in riser zone of casting
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Fig. 10 The impact of free HTC on shrinkages in riser zone of casting
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Fig. 11 Three different kinds of casting-sand HTC
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Fig. 12 The impact of casting-sand HTC on shrinkages in riser zone of casting
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Fig. 15 The impact of optimized simulation parameters on shrinkage cavity/porosity in riser zone of casting
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Effect of Simulation Parameters on Prediction Accuracy of Shrinkage and
Dispersed Shrinkage in Riser of Steel Castings

JI Xiao—xia, CHANG Jun-wei, HAN Xing, LIU Xiao—shan, ZHU Lin
( CFHI, Tianjin Heavy Industries Research & Development Co., Ltd., Tianjin 300457, China )

Abstract:

ProCAST software was used to simulate the casting process of ZG13Cr9Mo2ColNiVNDbNB steel castings
and predict the shrinkage defects. The shrinkage defects in riser zone was first measured by dissection way,
and then simulated by using different process parameters to obtain optimal simulation parameters. The impact
of simulation parameters on the prediction accuracy of shrinkage and dispersed shrinkage in riser zone was
studied. The results show that the predicted shrinkage defects results are more close to the actual measured
ones.
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simulation parameter; shrinkage and dispersed shrinkage; dissection; numerical simulation
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