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Fig. 1 Structure of the super-long high manganese steel frog
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Fig. 2 Mold parting diagram
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Fig. 3 Casting process diagram
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Fig. 4 Numerical simulation result of the mold filling process of

the casting
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Fig. 5 Numerical simulation result of the solidification process of
the casting



20215 SE1H/E705

AT HAEPEERRREESELT AU NENT
2, EUREMEERSLAEMIRIT REh) BimERE
1, JIEISPAR, VISR SELAERGR, ERIE
Bhy, SELDERTHELERSDREREEE, BRZ
B SELEET W R AR ERE.

2 EREFRORDELE FRIRIE BREE R BEIK , RIEER
GRVENEMEE, RIUTGFERTYEe, DEES
BRIFETRFa L5, MEPR. 2ERIPEAIEX]

Eo 2 RMERFIIFISENE R HISEE
Fig. 6 Casting patterns of the high manganese steel frog made by

two sections
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Fig. 7 Special sand box for the super-long frog casting
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Fig. 8 Plugging mechanism at the end of sand mold
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Fig. 9 Diagrammatic drawing of the sand mold joint
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Super-Long Railway High Manganese Steel Frog Produced By VRH
Process

YANG Shun-giang, DU Wen-ju, LIU Heng-liang
(Turnout Branch of China Railway Construction Heavy Industry Corporation, Zhuzhou 412000, Hunan, China)

Abstract:

By mold splicing method, VRH technology was used to produce high manganese steel super-long frog. The
casting process was designed according to the size and structure characteristics of the product. The inspection
results show that the molding method meets the requirements, the process design is reasonable, and the
product quality is qualified.
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