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Fig. 1 Structural sketch of planetary frame casting Fio. 5 Optimized casti
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Fig. 2 Original casting process of planetary frame Fig.6 Numerical simulation results of optimized casting process
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Quality Control of Steel Castings for Large Wind Power Secondary

Planetary Frames

AN Cheng-cheng, ZHANG Yin-sheng, ZHAO Xiao—-wen, WANG Ai-jiang
( Lanzhou Lanshi Group Co., Ltd., Casting & Forging Branch, Lanzhou 730300, Gansu, China )

Abstract:

In view of the problems such as unqualified ultrasonic flaw detection in the internal spline area (long shaft
end inner hole) of the second stage planetary frame castings of the large wind turbine, cracking in the root
segment of the upright column and difficult riser cutting, the casting process of the steel casting was simulated
and analyzed by using the CAE numerical simulation technology of InteCAST software, and the position
and reason of the defect formation were obtained. Consequently, the measures of corresponding process
optimization were taken, which effectively eliminated the casting defects, guaranteed the internal quality of
the castings, improved the process yield and reduced the product cost.
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