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Solution to Produce Draft Gear Housing by Bonnie Resin Heating and
Hardening Core Process

XIONG Liuyi, HU Meihua, KONG Xiangxiang, MA Xianmin
(Ningbo Jinghui Precision Casting Co., Ltd., Ningbo 315135, China)

Abstract: The technical requirements, process design, quality control and production process management of railway buffer
box castings were discussed in detail. Combined with the successful application of the warm hardening core technology of
Bonny resin, a new direction has been found for replacing the production of medium and large precision steel castings in
the molten glass process.
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Tab.1 Chemical composition requirements of the casting
JLHE C Si Mn P S CE
o <032 <150 <185 =0.04 <004 <088
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Tab.2 Mechanical properties of casting

popiag o JEMRsR MR Wimmde -40°Cepiizl ENNi
JE MPa JE /MPa (%) 4i%(%) BEE/ Ak (BHN)
795 655 14 30 27 20 241-302
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Fig.2 Inspection drawing
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Fig.3 Anatomic drawing
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Tab.3 Chemical composition requirements of the casting

RIBHUZRD w(%)

JLR C Si Mn P S CE Cr Mo Ni \Y%
P ifE <032 <1.50 <185 <0.04 <0.04 <0.88

iR 1 0.0281 0.39 0.88 0.021 0.009 0.7 0.61 0.15 0.01 0.01
2 0.278 0.45 0.95 0.025 0.012 0.72 0.55 0.16 0.01 0.01
3 0.282 0.41 0.92 0.025 0.013 0.74 0.58 0.15 0.01 0.01
itk 4 0.286 0.43 0.90 0.024 0.010 0.73 0.62 0.14 0.01 0.01
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Tab.4 Mechanical properties of casting
-40°C #hii ) )
YUHISRJE /MPa  JH IG5 % /MPa i K 2(%) W7 THT LA 457 2%.(%o) - A AT JiE (BHN)
itk /) BN
P 795 655 14 30 27 20 241-302

i WER ) 955 820 16 36 62/66/59 - 281
ik 2 SGS 950 825 15.5 38 66/64/66 - 285
AR T AR 915 805 14.5 34 - 52/56/56 274

A 44 2 SGS 905 810 14 37 - 56/54/55 271
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Fig.7 Production process photos
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Fig.8 Detection drawing and casting
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