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Casing Process of Heavy Duty Truck Beam Casting

ZHANG Juntao, HOU Dongliang, HU Haiyan, WANG Xiaoqiang
(Chang Ge Fuxing Casting Co., Ltd., Xuchang 461500, China)

Abstract: For This paper introduces a kind of casting process for heavy duty truck casting beam, which is made of green
sand by high pressure molding line , making core with coated sand.The casting is thin-walled shell castings. There are
several local isolated hot spots in the mounting part of the frame and the assembly connection part of the V-shaped stinger,
and the risk of porosity and shrinkage cavity is high. Using MAGMA software for filling and feeding of casting process,
based on the filling temperature field, the particle tracking simulation to determine the existing risk of defects such as
porosity, cold shut, slag inclusion, through the analysis of the fraction liquid and shrinkage criterion to judge the risk
probability of causing shrinkage defects , integrated simulation result of filling and solidification process, optimize the
original design and trial-manufacture model, finally obtained the qualified castings.
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Fig.1 3D structure of truck beam casting
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Fig.3 Core assembly and chills
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Fig.4 Temperature field after filling completed Fig.7 Liquid phase distribution when 50% remaining liquid
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Fig.5 Liquid iron flow behavior by particle tracking g

Fig.8 Solidification porosity criteria shows that Critical
locations of the truck beam meet the quality requirements
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Fig.6 Liquid phase distribution when 50% remaining liquid left (1] , . [J1.
during solidification ,2016(1):258-261.
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