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Abstract: The casting process of 2MW-5MW wind turbine hub casting was analyzed. The influence of different casting

process methods on the quality of wind turbine hub casting was compared, and the advantages and disadvantages of

different process schemes as well as the key points of process design schemes were analyzed. The results show that the

main shaft hole is upward, the riser and chills are used to balance the thickness, the filter system is designed in the pouring

system, The purpose of reducing whell hub casting defects and improving casting quality by selecting the pouring system

with large flow, low flow rate and noturbulence.
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Fig.1 A 5.0 MW windmill hub casting
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Fig.3 Defect indications of on the casting surface by MPI
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Fig.4 Change of graphite morphology from surface to core
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Fig.5 Gating system with hub shaft hole facing upward Fig.6 Gating system with hub shaft hole facing downward
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Fig.8 Relationship between molten iron temperature and slag
inclusion
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Fig.7 The slag inclusion on top surface °
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Fig.9 Top risering system for the hub casting
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Fig.10 Top-lip risering system for the hub casting . . .
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Fig.11 Chills for hub casting arranged on top of shaft hole and (1): 36-40.
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