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Fig. 1 Positions of scab defects-on bolster and side frame castings
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Table 1 New test indexes of molding sand
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Table 2 Mixing ratio of molding sand ( after adjustment )

AP & A% B I% 5] 1% K5 1% izt 1-1% TER %
g 100 0~2 1.0~35 0.2~0.5
2 BAP100B-250 90 ~ 100 0~10 0~2 1.5~4.0 0.3~0.6
b SZG285 100 0~3 0.8~20
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Table 3 Performance requirements of molding sand ( after adjustment )

el K53 1% T 38 4 /kPa BHE% BN HRAI% TR %
T 3.0~4.0 110~150 50+3 170~350 7.0~9.0 10~12
e 2.5~35 90~130 46 +3 200~450 6.0~8.0 9~11
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Table 4 Statistics of scraps for bolster and side frame
castings from January to June this year

Aty BT E FERUFUMELEE I 2 1%
1 1.79
2 Eleiiai 3.27
3 3.17
4 0.95
5 e 0.45
6 0.68
Hbr 1.5
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Control Measures for Scab and Burning-On Defects of Bolster and Side
Frame Steel Castings

XIONG Huo-shun, XIANG Shang-lin, CHEN-Tao
(CRRC Yangtze Tongling Co., Ltd., Tongling 244100, Anhui, China)

Abstract:

Bolster and side frame castings are important parts of the railway freight running parts. Their forming quality
is closely related to the casting process. Green sand casting is one of the common forming methods of for the
bolster and side frame castings, but it is easy to produce scab and burning-on defects on the castings in the
casting process, which reduces the casting quality of the bolsters and side frames. Through the research on
the causes of these defects, the measures including changing the mixing ratio of green sand, improving the
compactibility of sand molds, and increasing the detection and control of molding sand performance indexes
such as the grain size of the recycled sand are taken. The production practice shows that the improvement
measures are effective, the proportion of scab and burning-on-defects-is reduced, and the product quality of
the bolster and side frame castings is improved.
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