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Table 3 Nonmetallic inclusions in the casting
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Fig. 1 Three—dimensional solid diagram of the bolster casting
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Fig. 2 Separating core drawing in the original bolster casting process
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Fig. 3 Integral core of the bolster in new process
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Fig. 4 Sand core assembling diagram of the bolster casting in new process
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Fig. 5 Design of feeding system for the bolster casting
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Fig. 6 Drawing of the casting process
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Fig. 8 Metallographic microstructure
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Table 4 Mechanical properties testing data
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Fig. 9 Numerical simulation result of the mold filling process of the bolster casting
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Fig. 10 Numerical simulating result of the solidification process of the

bolster casting
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Fig.11 Anatomic positions of the bolster casting
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Casting Process Design and Trial Manufacture of K6 Bolster Casting
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Abstract:

K6 bolster is the key part of C70 general convertible bogie of China Railway, with a complex structure shape,
strict working conditions and high reliability requirements. According to the structural characteristics and technical
requirements of the K6 bolster parts, the casting process design was carried out, and the technological upgrading
and improvements were put into effect in the sand core design, gating system, core setting process, heat treatment
process and other aspects. After trial production, qualified casting products were obtained successfully.
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