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METHOD FOR CONNECTING SWITCH PARTS MADE OF AUSTENITIC MANGANESE
STEEL CASTING, OR AUSTENITIC MANGANESE STEEL RAILS, WITH A RAIL
. OF CARBON STEEL
ZHHA(£2A)
WERLH (FPX/HEX)
1. VAE é&i& A FR >3 / VAE EISENBAHNSYSTEME GMBH

2. VAE # FR2 3] / VAE GMBH
REAN(FX/3H 1)
1. EE% HRAH / FRITZ, DIETER
HE fiEx / KNAPP, RUDOLF
2.k EH BT / KADDOURA, MARC

Bkt BE5%r 34 @ / OSWALD, JOHANNES RAINER
EEMZEEAEE  (FX/R)
o 1. BybA) « #2424 A-8740 « BRI&%7 1 3%
Alpinestrasse 1, A-8740 Zeltweg, Austria
2. BybF] « 4t A-1010 « BESE 47 5-9 3%
Rotenturmstrasse 5-9, A-1010 Wien, Austria
B #:(Px/3x) 1. 2. 234]/AUSTRIA

S CBBHA (£ 2A)
oA (FP/EX)
1. #48% 33%5% / STOCKER, ERIK
2. BR#rMa#% ;83 / OSSBERGER, HEINZ
B #:(Px/3#x) 1.2 BubF/AUSTRIA
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EEg4+aHA: £ A B
PHACHTHER GLE) 354
[#XE®R: 2EZAR LB ) 9338 ~ ¥F3FER EAFERL]
BEEREMEE T 4P —ARRELHE
1. BA 2004 £12 A 108 A 2085/2004 (x3EAE M)

(] &2 EAxE -+ F—BRARELHME
(] =REFEE = ABE —RERNELH
[ Xk : F38 - FHEHE EFER]
[ ] 2B EAEE =L M H
(] BFHLmiHE
WA [(BXHKR: FHHEE -BH %D EFER])

Rorddmmst [RXBR: FERR HE 8858 EsER])

]| REFHLHHBE
B HATARIR T B @ ol H N REH > REFE -
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s BRHRA
[ % 9 i B = 4407 48 3 ]
AE AL A B e 48 B iE 3 B K B B (austenitic)4d 48
& 1 B Rz 8 8 % (switch) & 48 X # # (crossing parts) s &
MreE&MUZ Tk
[ /& w7 47 ]
Bl A48 K 87 B 42 48 B A 2 A8 X # X (cross frogs)id #
i?}%‘eiﬁﬁn{%(standard rails) B #b #) & #] AT 350881 B 4 &
@ 2 @ % 4 DE 2834282 A €42 i — 46 M & # 2 3 (flash butt
weld)F % #% ¥ 1 # (intermediate piece)it 3 Z 42 & ¥ &
RELERE  MHABTNIHEREBRAERES 20 2
25mm FE R FE B E - ST YW AR BRERERETZ P NS4 E K
#7 W 4% 4M &5 1 48 X # X (austenitic manganese steel casting
crossfrog)fMl 2 24 - AP B HIBLAEE L E 5B
BRERZERBENALL  MBBHLABENBR LA EE Y
’ﬁm°ﬂ%ﬁiﬁﬁ%ﬁ%%@’éé%i%wmw%
elements) ¥ R ERBHRMGZIHEAN > TR R 8K
HEARABAEMEGRERRE MG RAR > TR EZER T
oA —F @ PNHFTELLRS BE&MESAK B M
ARXBZOEHE  BHARSEANLT N4 XX 84884
R ZHMBLABREBRMA S REFLET N KKH
GEUTNHZLABLIAUR - B—F & 2RAAE
MPNH R ER - REGESE LN AT I AN T445 5
MERBANZRAR - Bk > PN 4R BB AD» S
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R IFEMS MRS HINOFTEFTHNRFTREY
AP i 4 R O# % 86 1b (embrittlements) o b ik #F W@ 4% 48 45 4
ZHRIACBARBVPHBERELE > B LT HELHRER
ZRERE L -
Bk M F A EP 0070774 A © 38 & — 48 & 4 4% 48 & 1 3,
1% 1 & 3@ 5z 48 (plain carbon stee)#h xRl :2 B 2 F ik H &
HHZEAEHFIGEEGER %S4 - AN XY E
G S TRz R EAH EPISI2SI AT E#RE
@ A MR B 14 B2 & (mold) M 2 /M #h 4% 1 R 2 48 4 5
(aluminothermal melts) 2 h b B F 2 2 B 2 & H - £ B
#)| Z #] AT 395122 B + » &5 Eé*‘%éué@,(nloblum)&/ékét
3% ® Z K H B K5 48 ho L 4F B 4E A 4% 4% 48 (chromium-nickel
steeD)Z PN MmN F—IFHBEEEL AT P N4 ELZE
EHEEMTEE2HRE  EENRBAENHHEK 350 2
1000 & C R = 345 ' 1t (homogenization) o
[#]mAmnE]
® AERAXTBHANRB BB TEBRZFE 0 £
GUEELBREZFNHARIR EYBAS TG EE2H
ZEFERAYNIMNH - AERWLB YN BREAEAZIFEEXKRL
BEFEEOEF(EEENMI AT PN )AE G EERERE
(friction welding)m i 4% > H 7 # /X #7 B 45 48 12 3 = IR 5 14
A RABRREHENLT N E LT R (static air) ¥ A %p - B 7]
CHERAEBEREREZCERAEANER At hn
Y2 HE R FEARLL 0 JEHE I o 2 # & # (thermal load) s & 1K &
KK BER R DB REE S 2 G (thermal
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shifts)#% + x> FH B X £ E -
[F% % X])

ROBRABRBERBEI T EARAEAALEE  fAASBRER
2B FAEEROBRENENTRARLHRERXE TN
ok BEHETENARAEERLAEBAARAE)L
HRAAZBRERIGE MEREHZHEEINEREZEIR LK E
BMBE  ~- Bl BFREARAEPNIENAURRZLERE
W2 BT 0 Wb H kR B 4 3 B (welding joint) & 5 f

.,-’F’;'L(static air) P o4 R b X 2 H N B AT 408y F 0
TEHELEERBA

EBAEOF XY THERA P N4 RFAHEH - E
M AT 89 BRI 32 3B 4 47 (delayed cooling) 4k IR 41 £
GRAMBEZ TN R RZIIFEIRS - Bf > 4R E
BREREZ ALRREZABRE — BB H (KN
MERZ PN HRIBREFRT)VETTAE L% o

ERXRBAAMBEMABREZ IR B X B % REE
(thermal aftertreatment)s — 2 A E & - R AN EBREZ L E
B RABRERGTHIAAZGER

BAL  THEZHPENHRREAUAENBHEY H X >
4o 45 A &R £ A EP 1459833 Al & # R & 4 WO
2004/028733 Al AR C o BB B ZERE > A HE A E
ERFAHGERLT  BEARLTRLCLOBEZEREZ & & oY
AR BEBMEHRT EFHRYWIE X HKIE KE (soft-annealed

zones) °

z
mn

(A% & B NX)
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A~ PXERHBFR

— A& LA Bk 4M $h 3% 3 & K #7 B (austenitic)4d 48 & 4 #
Z % #% %% (switch) 2 48 X # #F (crossing parts) st ;k #f B 4% 48
oz ok 0 iEE M N A(interposition)F F N 4
(intermediate piece) X A E R W B A G H G AERE
(friction welding)Mm i& # > E P LR & W42 4R IT B 2 3 4 14
EARAABRIENEILTHHEZ A (static air) F 4 4p o

N EXBEAB L

In a method for connecting switch or crossing parts made of
austenitic manganese steel casting, or austenitic manganese
steel rails, with rails of carbon steel, the parts to be
connected, optionally upon interposition of an intermediate
piece, are connected by friction welding, wherein the weld with
the austenitic manganese steel is cooled at static air without

heat treatment.
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+ - FFRAER
1. —# U542 E b KA @ (austenitic)sa a4 &
ARz ¥ % (switch) 48 X # # (crossing parts) &
AETEEMBMZ A E D A
EEMNANE TN # (intermediate plece)zﬁ
BB EDEBIEE(friction welding) m i
q’ﬁ%n/u/‘:ﬁﬁEﬂfﬁﬁﬂ#?&iﬁﬁj\’%/ﬁ:a&%ﬁ“ E B
) BATHRFEZRT LA
@ v SHREE | A2 5k AF ERA T i
&M AT AR T RIEE LB R TR R AR AL A 4
BHZEFTNHRZREREIRS -
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t-HEREB AZE£HK -
(—)VAEHAREABL & -
(IIARAZBZAHRAARBERA & -

®
A~ REE AR > FRTREBRTRARMALER
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