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Table 1 Chemical composition requirements of casting Wy /%
Si Mg Mn Fe Al
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Table 2 Mechanical property requirements of casting
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Fig. 2 The design drawing of sand cores
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Fig. 3 The design drawing of gating system
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Fig. 6 The numerical simulation results of temperature fields during solidification process
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Fig. 9 The examination results of sidewall positions
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Casting Process Design and Numerical Simulation on Thin-Walled
Spherical Shell

LI Yan-xia, ZHANG Xiao-hui, LI Peng

(Hebei Hanguang Industry Co., Ltd., Hebei Key Laboratory of Dual Media Power Technology, Handan 056028, Hebei, China)

Abstract:

The structure, technical requirements and original process of the spherical shell were introduced, and the
causes of shrinkage defects on the side wall were analyzed. Aiming at the problem, the parting and gating
system were optimized, and the venting system was adjusted after checking. The process optimization scheme
and casting quality were predicted and analyzed by ProCAST software, and reasonable gating and feeding
system were determined. After production verification, the first-pass rate of castings was increased from

54.5% to 89%.

Key words:

spherical shell; air tightness; numerical simulation; casting process design

(%%, x| 4%, ldh@foundryworld.com )



