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Development on the Wing Rail for Cast Manganese Steel of No.41 Single

Turnout of 60 kg/m Rail on the High-speed Railways
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Abstract; Based on the research and development of turnout of 350 km/h passenger high-speed rail line, the casting
process and machining process design of high manganese steel integral cast wing rail for no. 41 high speed single opening
turnout of 60 kg/m rail were analyzed and introduced, the process measures were put forward and the effect of each
process was optimized and improved. The results show that the castings produced in accordance with the improved casting
process can meet the requirements of technical standards, and the machining process can ensure the quality requirements of

the whole casting wing rail.

Key words; high-speed turnout; wing rail tor cast manganese steel; casting process

5 A EFR T HHTAY60 kg/mEEL415
FILLLRIET, > IRINN T EIN A 2350 kmiszt
PRIES S e 740 &7 A BRERAY IR 2K 15
T A HY S A A Hrh S i AR SR B N (B R
PRI DUT IR R 3R ME 1% B A8 7 A% L0l
PRAHE T2 e RERIIER - FAEa2n B L, Ptk
50 MM ESE RN %60 Kg/mEX B sy - i
YERFRE T 2560 kg/mENEFRERAY » SLBLS %
PR TESEERE - RN MEE A REEIR
& e D ETS ZER AREE A IR S =i
WA TRV ETERE SE AL - BB R PITE HYVPMAS
REEH P T LB A L LB AT Bl O VS B B2
R P

FHE M S AN BN R PR 2R Ml
S50 mmEJESER NS fe VFA AT 5200 ) SRR

Wi H #H 2018-05-04

R T B 52(1963-), e Th A Fig s e AW . £
M HRESE ] . FL15:13892727576,
E-mail: 31573212@qg.com

B S i N R e S B 45 1
Fig.l High manganese steel integral cast wing rail structure
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Fig.2 Schematic diagram of casting technology of integral casting wing rail
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Fig.3 Schematic diagram of casting process of VPM box
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Fig.4 Schematic diagram of casting process of typical section structure in the middle of cast wing rail
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Fig.5 Water toughening process curve of cast wing rail
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Fig.6 Improvement of casting process ofwelding section of cast
wing rail
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Fig.7 Improvement of steel rod in VPM box
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Fig.8 Process adjustment of insulated riser in VPM box
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