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Fig. 1 Arm bracket of engineering truck
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Fig. 2 Flask and sand mold
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Fig. 3 Parting face, gating system, riser and chill layout diagrams for original casting process
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Fig. 4 Numerical simulation for mold filling process
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Fig. 7 Shrinkage defects
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Fig. 8 Parting surface, gating system, riser and chill layout diagrams for optimized casting process
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Fig. 9 Mold filling process after optimization
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Fig. 10 Solidification sequence and defect analysis
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Casting Process Optimization of ZG270-500 Arm Bracket
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Abstract:

Aiming at the low qualification rate of high-speed engineering truck arm bracket castings, the original casting
process of the arm was analyzed and simulated using AnyCasting software. Based on the simulation results,
the parting face, gating system, riser and chill were improved, and the optimized process was verified by
numerical simulation. The simulation results show that the directional solidification for the arm casting can be
realized, and the casting defects can be removed. Through verification in small batch production, the casting
defects are greatly reduced, and the qualified product rate is increased from 70% to 92.5%.
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