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Fig. 1 3D structural diagram of cabinet shell
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Table 1 Chemical composition requirements

of casting W /%
Si Mg Ti Fe (S)
65~75 0.25~0.45 0.08 ~0.2 <0.2
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Table 2 Mechanical properties requirements of casting
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Fig. 2 Original casting process of cabinet shell
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Fig. 3 Original casting process simulation results
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Fig. 5 Simulation result of mold filling Fig. 6 Simulation result of solidification process
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Fig. 7 Casting defects distribution
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Optimization of Casting Process of Cabinet Shell Based on Numerical

Simulation Technology

LI Yan—xia, SHAO Ming-hui, FU Jun, ZHAO Cui-cui
(Hebei Hanguang Industry Co., Ltd., Handan 056028, Hebei, China)

Abstract:

Based on the structure characteristics of the cabinet shell, its original casting process and the reasons for the
size out of tolerance, slag inclusion and porosity in the production process were analyzed. The casting process
was optimized by adjusting the mold parting method, changing the pouring mode, enhancing the feeding, and
strengthening the control of the melting process. The optimized process was simulated by ProCAST software
and actual production was carried out after verification. After the process optimization, the comprehensive

yield of casting was increased from 55% to 94%.
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