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Buffer Cylinder Forming Process

XIAO Hong , YANG Da-wei , WU Zhong-jiang » WANG Dian-hui ,
ZHOU Yu-hang » TANG Ju-shuang ,» FU Bing-wei
(No. 123 Factory of CNGC, Qiqihar 161046, China)

Abstract: According to the buffer cylinder product structure characteristics and performance requirements, combining the
characteristics of hot stamping and cold ironing,key technical problems about the buffer cylinder forming process scheme, hot
stamping blank shape and size, hot stamping forming process(punching+hot ironing) and cold ironing forming process(punc-
hing+cold ironing) were studied. The experimental results show that the combination of hot stamping and cold ironing on
buffer cylinder forming is efficient and economical. The raw material utilization will increase about 25% than the process of tra-
ditional hot stamping and mechanical working. At the same time the product has stable dimension, good consistency of me-
chanical property.
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Fig.1 Product drawing
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Fig. 2 Cold ironing blank
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Table 1 The mechanical properties of the samples

P B £ S
5.8 10.1 14 17.7

I 1] i AR BE / MPa. 630~640 740~750 780~785 790~800
1 1] i IR 3 BE / MPa. 365~380 440~450 460~470 475~485

Wrapd /] 120~140  30~36  75~90  33~42
WANRTRLEEE
2.53~2.7 1.8~2.2 1.0~1.3 0.8~1.0
Ra/pm
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Fig. 3 Hot ironing blank
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Fig.4 Cold ironing die structure
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Fig. 3 Box resistance furnace control circuit

Oh T S 2 s o L A LR R DT R
FRLBEL S 1 2l B R B L i PR SR A A Ol T
AR IX —BER A LB P ) PR P R T — A i
Ao LB TTIT IR B S 208 P Mk s BB i
S L PRI IT L 4 e A KM 2 H L W7 O R 92 A e 110
AR Ak A A T U] AT A4 Ok T i B 4
EH,

2 SRR AR R

%

e L L A s b R i A R R AR P R
B L BEL A 8 A 18 I I AN T R B A
bt Hr A U B B 22 R T Y B
R R SO 3 BOX — R R AR L AR XA U
PR BEL A A 0 I L A N R AN 2
S G 3 X A 22 F B A AR o R R AR R 22 1 L B
PEAT TR LR T AR R

3 45iE

FEUE IR AL 2 AR TAR X B s as AT R e - I
A R 1B D DR A R B A T TR
MR L P T AR AR R B TR S B A Y So koK
- [l e A AU BEE T AL

SEHk:

(1] ZEERE. FREARBEALMIL L. RV &S L
Al 4% ,2006:1—56.

[2] FWSC MAURBE SO HARIM] e i 7 Tk
Rk 51999 .24 —46.

[3] MWEe. B FHARIM dbat. & S8 F i, 2002.

16— 36.
(k4% 71 )
1) R A 0p R 5 ¥ A8 3R TR iU 19 5% vh 4% BT AT KA E A A=
TR ST RS BE &, N A 3% T MLRS B2 A 4%, e R
i o 2% Rk

2) MOBFIR N 86 5 74 .
3) A 5 v A R TR I 1) A 7 R L T

(1] FEZH. shEFMCGE 2 BOLMI. b5 AU Tk iR
#,2002:13—21.



