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Design and Optimization of Casting Process for QT550-6 Housing Casting

WANG Daxin, SUN Chengtao, WU Laifa, ZHOU Shaolei
(Hefei Casting and forging Factory of Anhui Heli Co., Ltd., Herfei 230601, China)

Abstract: The computer simulation of CAE is helpful to the casting process design of complex cast iron. The analysis
results of mold filling and solidification provide important basis for the process design. A good casting system is a
necessary condition for obtaining high quality castings. The MAGMA solidification simulation software was used to ductile

iron optimize a housing casting. The results show that in the production process, the parts are improved according to the

simulation optimization results, and the qualified QTS550-6 housing casting is successfully developed.
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Fig.1 Diagram of product structure
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Fig.2 Simulation results of casting process
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Fig.3 Pattern layout on the foundry pattern plate
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Fig.4 Simulation predicted defect distribution
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Fig.5 improved gating and risering system design
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Fig.6 Simulation results with improved gating and risering
design (showing riser and last liquid )
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Fig.7 Improved simulation results
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Fig.9 Casting made with added vents
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Fig.11 Qualified QT550-6 housing castings
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Fig.12 No defects showing on sectioned housing casting
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