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Casting Process Design and Method Optimization of Ductile Iron Rear Axle Housing

CHEN Wen-ke, HUANG Wei, ZHOU Yun-hai
(School of Material Science and Engineering, Hefei University of Technology, Hefei 230009, China)

Abstract: The casting process of ductile iron rear axle housing was designed. The mould filling process and solidification process

were simulated by numerical simulation software InteCAST to predict the possible casting defects, and the positions of defects, then an-

alyse the causes of the defects, so that the process can be improved. Through repeatedly simulating the process of the casting, the cast-

ing defects were significantly reduced, the optimum process was gained, the quality of the casting was ensured.
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Fig. 1 The casting process of axle housing
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Fig.2 The color temperature diagram in filling process of casting
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Fig. 3 The solidification sequence and shrinkage porosity dis-

tribution of the casting
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Fig. 4 The shrinkage cavity distribution in solidification
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Fig.5 The improved casting process
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Fig. 6 The liquid phase distribution of the improved casting

process
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Fig. 7 The shrinkage cavity and shrinkage porosity distribution

of the improved process
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