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Application of Huazhu CAE Numerical Simulation in the Development of
Walking Wheel Products

WANG Daxin, SUN Chengtao, ZHOU Shaolei

(Hefei Casting and Forging Factory of Anhui Heli Co., Ltd., Hefei 230601, China)

Abstract. The 3D drawing software was used to draw the solid model of the walking wheel product, and the pouring
system and process parameters were designed and formulated. The CAE numerical simulation software of Huazhu was used
to mesh the casting and its pouring system, simulate the filling and solidification process of the casting, and analyze the
location and cause of shrinkage cavity and porosity. The results show that according to the simulation results, the casting

system is optimized, the casting process is improved reasonably, and the operation process is strictly controlled to shorten

the product development cycle.

Key words: walking wheel; numerical simulation; casting process

HUERFHU AT DU S8 L 230t desd ix i1 4
HA - g VIR IS 2R S p Y SRR e T L
HEFATEGRIE - AR R CAEL BSR4 X
TR AR A AT e e Ao T Te B R R [ it R A5
LG FEEAE T 2 07 ZZHY 171

A7 gk

AEEN I TERHIPTRE LIS EIRIE - E1ATR
TTAEFCHYECER R ~T9">680 mmxH160 mm, (48
34 mm,QT700-4, 52 55 79y197.5 kgOTTEmH R FEA

€O S I ARPE SIS Al 38 BT AMb 2,
TP EAEFLARTATARE » N T2 25k 20 EEOR XS
LB EORATAERATEI 12 - A Ar2% Ll E
MEREZE R b B AR ThI SR U T-700 MPa, fi
FRAURENA% (Fe M FE3TF 57 AU H ik
FRIRE]) B EAAEHB235-285 © F& (RIS MUATINT
ZEFg MLE L, E 20

Wk H H:2020-08-11

TEHE R T OERHT(1975-), ZZHAEIR A Wil & P TARW . 1%
MEESF R AP0y AL P ROR TT I TAF
FHi 1 13966662463, E-mail: 873552092@dqg.com

ATRERREARLEN

Fig.l Overall structure of walking wheel
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Fig.2 Cross section structure of walking wheel
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Fig.3 Molten iron feeding scheme at the rim
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Fig.4 Molten iron feeding scheme at the center of the wheel
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Fig.5 Distribution of shrinkage cavity and porosity
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Fig.7 Distribution of shrinkage cavity and porosity
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Fig.9 Location of spoke filling channel
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Fig.11 Simulation results ofsolidification liquid phase when t =1 434 s
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Fig. 10 Simulation results (basically without defects)
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Fig. 12 Liquid level at 7 s filling
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Fig. 13 Liquid level at 16 s filling
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Fig, 4 Velocity distribution in molten iron filling process
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Fig, 5 Layout ofpattern plate
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Fig ; 6 Appearance ofclay core
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Fig.l17 Cast after lower core

PR R SRR IE ST E B4 KT
BT & EARER XA A i S AR L B e A L 48
AN NSRS RSE RO S G- i b N s ]
LRUUR

SR

[11  FEE. BN ZL A HEI]. B8k, 2005(3):10-15.

[21 JHE . EREHSATE DS A TIEICIE S5 —BRE U
FLFEFARIRE IS (—) [J9. B CEF4k , 2004 1 7.

[B1 JHE.BRESFEEE DA RR R AT —BREE SRR AE L ~ gl
(IR 6 () [I]- BARH5 2L, 2004(4) 7-14.

[4] FREUE RO SRR 5 BR{E & A2 5 7ANT GhMoRct
(QTRSIAMol)BR 8485 LH L R M AE RS2 [I]. 472 2010(2)
149-152.

[6] SO SRR LS TR AGWIE[D]. Va2 BRra LAk
[5¢ » 1996.



