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Fig. 1 Structural diagram of the valve body casting
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Fig. 2 Schematic diagram of the casting runner design
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Fig. 3 Three different group processes
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Fig. 4 Filling processes of the molten metal of three group processes
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Fig. 5 Distribution and quantity simulation results of the defects in castings under three formation processes
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Fig. 6 Casting simulated defect volume at three mold temperatures
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Research on Graphite Casting Process of Large-Sized Titanium Alloy
Valve Body
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Abstract:

Different pouring processes were designed for a large size titanium valve body casting after analyzing its
structure. After that, Pro-CAST software was used to simulate the graphite casting of the titanium body
casting under different pouring processes. The results showed that the distribution of defects in the casting was
affected by different pouring systems, and the volume of the defects in the casting was changed by changing
the preheating temperature of the casting mold. In the actual production verification, the valve body casting
was formed completely and there was no obvious defect on the surface. At the same time, the X-ray inspection
results showed that the distribution of the defects in the casting was basically consistent with the simulation
results.
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