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Design Optimisation of a Truck Clutch Housing

YANG Xingiang!, WAN Xiaomeng?

(1. Shaanxi Fast Auto Drive Group Co., Ltd., Baoji 722409, Shaanxi, China; 2. Shaanxi Fast Auto Drive Group Co., Ltd.,
Xi'an 710119, China)

Abstract: By studying the structure and forming process of the key parts of the gearbox clutch shell of a heavy truck, the
important parts of the product were optimized with the help of the finite element analysis software, and the product
differences before and after optimization were analyzed by means of X-ray detection, cutting sampling and other different
testing methods. The results show that the reasonable product structure can not only improve the design strength and reduce

the internal defects of the product, but also meet the requirements of the commercial automobile transmission on the clutch

housing, improve the die casting process and reduce the maintenance cost of the mold.
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Fig.l 3D model ofthe original clutch housing
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Fig.3 X-ray inspection
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Fig.4 Internal quantity
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Fig.5 Mold temperature field before and after spraying
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Fig.8 Stress concentration analysis of the original housing
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Fig.9 The original housing side construction
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Fig.l 1 Stress concentration analysis of the housing after Fig.12 Comparison of stress concentration before and after
optimization optimization under the same working conditions
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Fig.I3 X-ray inspection after optimization Fig ; 4 Internal quantity after optimization
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Fig. 15 Qualified products after optimization
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