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Optimizing Process to Eliminate Shrinkage Defects for Large Engineering Vehicle

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

Abstract: For a kind of wheel hub for 45T engineering vehicle, the MAGMA software was used to simulate, analyze and
calculate the foundry shrinkage problem of the product by using the foundry production method of wet type tidal sand.
Based on the actual production conditions, the optimization scheme of the feeding process was developed, and the
simulation and actual production verification of the optimized process were carried out. The results show that by analyzing
the residual liquid distribution and shrinkage criterion, the filling process design could meet the internal quality
requirements of the casting, and the compact hub casting is finally obtained.
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Fig.l Schematic 3D structure ofhub for large engineering vehicle

CAE <482 mmx275 mm, 89.7 kg,
CAE Mc=1.65 cm, 54 mm,
19.71 kg/cm3o
(1) QT550-6,

A FBAS M ROREEOR R A TS5

45 t 1,

ASTM E446 CC3
(2
90-95(B )
1 000 mMmmx850 mmx220/300 mm,

Wicies H $:2020-09-15 , 5 1.2t

TEE & 5k 5 (1985-) JArg i & A L TR . EIEMEE
B35 T 2 5 ey T AE . Fe15:18790388930,
E-mail: 18790388930@126.com +


mailto:18790388930@126.com

Vol.41 No.12
+1148* FOUNDRY TECHNOLOGY Dec. 2020

=22 JH T 2S48 e AFAE [A]

45 mm,
2.0-2.5
2.1
2, [ B el ]
> A <#>110mmxI90 Fig.3 The section ofhub casting
mm
20 mm
P AERBEFZ IR
Fig.4 Shrinkage defect on the sectioned hub casting
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Fig.2 Original pouring and feeding system
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Tab.l Chemical composition of cast iron of Hub
TCE LR C Si Mn P S Cr Cu Sn Mg#

5 %) 3.6~38 2.4-2.6 0.4-0.5 W0.03 W0.02 WO0.05 0.5-0.6 0.025-0.030 0.045-0.055
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