T~ i X
Z&:ﬁ;”zmﬁ TZEAR Vol.71 No.2 2022

MIE3E K6 Mz i T2k Sinl]

KER', K 4, 3k 4, kenl', 2B, B OB, (HEg?,

T, DER', TME', AEE

(1. BEESFIEBERRELT, WEAXE 030000; 2. EAFEMBRHBIRAR, WFALE 030027;
3. IFEFAMNEEE S RE), LFEEAN 036000; 4. FRENHIMIEEBRAT], #nIFK 315700 )

EEREN:

KEZE (1983-) , B, 5
RITiEIN, EBNSEHEET
ZRITFENEE T
E-mail: zhangyuleifd@163.
com

FESDES: TG24
NHEMRRAS: B

W ESHS : 1001-4977 (2022)
02-0210-05

WS HER:
2021-07-21 WZI¥FE,
2021-09-16 WEE1TFS .

E: KeMIZTNEKCTORBAMER IR ENN, SHIRESR, RRTR™, HJiE
MERS . REKMRBAHNEMT RMEERASE, #TTHELZRIT, TR
I RERS. TOIZ. AMETZEFSEE T T RATFREMTE, Sdnd, mIEks
T EERIEH T m .

KgiE): BB, BN, BAT; HesA

KeMIZR 2 HIN = KU E R R EZ BRI, ERHXTEHKCT0EIE
R ZE, 1Z17®EE120 km/h, BREFHEBT0 t. MREFAIEFZ DIRG9
%, AZRBEKRAL. X, fh. SHEXTHEFR, BEREKRBZERSE
BEHMNSOARE, MREEEEOIRS I RENXEEMERX, TEHEXNED
RIEZETEHELNZREEN T mRE, BE THRMSHNENR . 2RI
KR SREHAELG, MONEHESEMMRNFEERE . A3GR1TT
KeMIZRAFIET 270 %E, BENA T EKITERIZHENEF R, DalNRER
e, BhEIRIT. TOIZ. RMETZ2ESEET T elFe, LBREHRER
ATB/T3012—2016 ( SRIBERZIHINIEM . MZR ) AOTREZEK.

1 SHHRARFEMY

RIE (SOEEEEIUEI. I2R) . TBIT2942.1—2020 (YA ZEMAHMLE
RERRAGK ) IREBR, KoMBZRAB+HRI (ZG25MCiNi ) 4lit, HHHEEIE
PSRRI FERIRBIT AR A I E0%IEL . FHATRKE.
HUEHABRIEL, NP RNE?, FEBRIMBERIES.

2 HisIZxit
21 BEFTEEFRMY
RBENEKEBEEDSETREFEEE | H5, DERABI0%TY
F1HUOLEHS

Table 1 Chemical composition of the casting Wg /%

c Si s P Mn Ni cr Cu
<0.29 <050 <0030 <0030  =<1.00 >0.20 <0.50 <0.30
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Table 2 Mechanical properties of the casting

PURSRAL/MPa i ISR EE/MPa TR % Wi iR (760
550 =345 =24 =36 =20
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Table 3 Nonmetallic inclusions in the casting
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Fig. 1 Schematic diagram of the side frame
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Fig. 3 Integral core of the side frame
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Fig. 4 Sand core assembling diagram of the side frame casting
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Fig. 5 Design of the feeding system for the side frame casting
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Fig. 6 Drawing of the casting process
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Fig. 7 Picture of the robot core
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Fig. 8 Numerical simulation result of the mold filling process of the side frame casting
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Fig. 9 Numerical simulating result of the solidification process
of the side frame casting
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Fig. 10 Anatomical positions of the side frame casting
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Fig. 11 Sections of the side frame casting
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Abstract:

K6 side frame is the key component of C70 general convertible bogie of China Railway, with complex
structure shape, strict working conditions and high reliability requirements. According to the structural
characteristics and technical requirements of the K6 side frame parts, the casting process design was carried
out, in the sand core design, gating system, core setting process, heat treatment process and other aspects of
technology upgrades and improvement. After trial production, the qualified casting products were obtained
successfully.
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