il

2

ax%m% 5 66 [HBASBEAT 1625

WT OHIDEE & B O X HOBELE KR L 7o Fig. 3
i 2h OBA DN TORELEMZRT. MO KR
HLRY B Z2NZNORONMNBIWTN S KOAETICR
TLIYTHD. TEREED LA THMBOSHEAR
R OWTRELTAS. SAMETH» 5 OREP 6h i
BUIHE, CThIEHAARKTHR 3h THAF~EALT
TR MAZHEDTH»S ShBEODTOE BT DOEHOM
REMWOREZEX, HFOHHDIL.

MEGEEPE L 4h oFEcd, HFAKTH 3h T
SIA~EATHAD 2h THATS XD dMHROEEC

BEOETIE, B3»CENLTVS. TTHBOSEART
PO BHHFPHHE CONBREAZZBANLEA T HAA
%?&oh%ﬁbfmaﬁxﬁéﬁmﬁﬁﬁwﬁfiﬁ
HOBIFLE fo:nza _
%:In: §-
ﬁmﬁﬁﬁwﬁ%%«®§ﬁﬁﬂﬁﬁ,mﬁ%%E8

ZREDHIOETHEREGABU, Iy 754 08

B0 2 OB ESRDOVWTEIER TR DIz,

ZNC X% EMMBOEAREFEOIZC LR I2TM
HBOBEDHEOHEBKEDL Wb b, L2l
B OB EECS U TR E S IS E s PtE

~ Centre_temperature 7 . Tx5DT, TOFER Eﬁﬁﬁgbilﬁjt?
190 - : ) X0 sEEATRN2ED S LB THE
| N CaB T EHWEPIREDL.
L o ~ % it
0 \\/Empemfure ai:uo[nz‘ 4 i ______\__-_\_53== - 1 ) '—’F},ﬁm—‘ﬁﬂ @( 2_‘,%, 47 (1961) 10
S~ ST g el PR, p. 1440~1442
2 . 2) J. Iron & Steel Inst. (U. K.) ,
i‘; Aug. (1954) p. 428~444
S oo
531.7736.322620.(92,47
g , '
= B g 967 \ 3% 1 2’? -
w0 ) I ) 1 -
' Measured surface temperature Ingot (193> EE ﬁﬂﬁ [‘— Ck 6 ﬁiﬁm
A MOTHMIES L%
o: Posit-ions Of measuring-tempera ture -
x: Fositions of calcula‘fzgq temperature Bﬁ @E% ('—- Dc A -t
00 - { 3
. | GRS OBEFES R T 50%0— 1)
a0’ o0’ . 2°00" 300 0’

Time after charging

Fig. 2. Temperature/time curve obtained by calculation and
) measurement. (3 hours after pouring)

WEMMPTRIET L3355
gk F-hEOF-EE R

Deformation Pattern

-y and Closing of Inter-

\ Centre temperature 7.
\@pemz‘lme at point 4

. Se——
~.6 T\\§ S
ST

N\ nal Cavities in Ingot

\ by Upsetting.
' (Study on forging of

—

ingot—1)

1300 == e

|
I

1. — Akira Suzuxki,

=

1160

_:_———‘—""
I~5 — )

Taira NAKANO,
Hisashi TAxRATA,
Tadataka Goto

and Yasushiro

Temperature ()
N

! Medsured surface temperature

HavasuHi.

I #& =

8

7 a BREEERSHEM TS OR
Ingot B OCRELT B & kb
R EBEOREVERSN

00

2 k3o, UM UKEHE
FRCER SN S EEIERE

t g B ED TR OIS 2

1°00° 2°00°
: Time after charging

Fig. 3. Temperature/time curve obtanied by calculation and measure-

ment. (2 hours after pouring)

BB 23 EEMK D
y, BCHBCERD DO
WERS EVBET D EBm
Hy/RHa L s B D THEE TH

00 290

— 391 —

SR - OB BRI kb~ 27




1626 \ '_ : # x i 28 49 £ (1963) £10E

GRBEEHEL, ThOO REEBERIE QX K5
V. SHEOBHHRCONWTRINET 2, 3 BExR
TWBNDDD, 7 DT & NMEROFESHEEE: O
BEREDWTERAESHEEIN TN RZNESTHS. A5
BRTRERFTRbN TS EMBM OB TRICIT 3
. RBOETEEE, ZREBL I ORBEROES KT 3

WMAOBRL, FERE, MARDIUSROBROEE

ZHAS DT LTz, ﬁiﬁﬁiif&ﬁﬁ%ﬁ%ﬁf;Ot L)
DWW THET 3. n
- S mmoBmoEE

EMBEEBRER B L OSBRI ER2 Fig. | KRUL

Tz, BB SF55 2 HVWER 100mm #& 100mm

150mm 33 X f 250mm DR 140, 1°5 38 X8 2°5
D3BYICELS . CTRBIRDNTHRE (a) kP
MR BE XA LI 6§ X10mm O (S40C 8L F
S CM4) D FERERT# O TEIRZ M % HITE U PIER 0 S8 fR 5%
2R3 60, #HEBA (b)), (¢) & 3mm§ Tk
‘emm § OEFLOEMIELOBREMZ B 1ZDD B
OTH%. @BE ETLED SO, SICMHERHO L O
ORI, BB EEBRMAZIELT 1,220°C
B 1,200°C CHEMEE 22mm/ s CEME L.
 EMBRRBA SR LTy s R, A

bt%@%;&%%@%ﬁww%wﬁﬁéaﬁmmaﬂ

Cflow. 2T LI,
o II. & B E~%,
(L) =7 o o NHWOEEIHICNE THE

L INTVB LD HEREOERREOMNS VEL, <
@%ﬁ@%%mﬁb%%ﬁﬁm%ﬁ%;U¢%%®E%k

BRSO3 DRIz N B, BRO/NI OED I ERE

MOSHEOBME2ERE U, MK 2 2 LT
5. cnem%ﬁm%%mﬂ%w%ﬁ@%&&m%ﬂmr

TEECHERPBIITLTVS.

(2) HWOTBEOT HEOBEER (ERNOBS/

@ by s

b 100% j00? 100
"‘|6|: N4 ‘ﬁ,' 6%nd3* 6nd3° 6mdl3°
I
= | . o
-S04 S 3 606 623
5400 ] S A S
R : 0 N SH M HiE
2 | S ¥ 20 k—20-
g i T
N'EES S SF55 SF55
y o
4 il b 11 EE
20 40— 120 W= 49—
| |
L—S’OO’%— I~ w0
—100%— —100%—1
Tost block Test block

© (dy Flat tool (&) Dished tool

Fig. 1. Shape and dimension (mm) of test
blocks(a), (b), (c), and tools(d), (e)
for upsetting (section).

%ww@%m%g%wmm

—— 15 | 25

ol | Tk 26 Flat taols
—x L5 50 ‘o
b |5 60
b———20 15 70
- 25 50
*emmmox 25 70 - .
s 25 54 ;
P - py Dzshei/ tools

Forging factor

0 L 1
4 10 20 - 40 .
(Fnd) (M{dd[e height)
Ratio of distance from i‘/ze end before upsezfz‘mg (%)

Fig. 2. Change of forgmg factor at each
position.

Ef# OB S) & Fig. 2 WRLIZX S e —Tid 7z
WE» O —EOMNBEE TRWBLICHEMNT 5, Z2h
BB U AR TERERZRY. OTHRET
B R O B I A s BB RS BT A L

CEREH 15 ORBRA TSRO 2 i

UCHENS 5. Ub U2 b5 b BT X 5 HUEREE o sk
%ﬁ@%@i%%ﬁ 1D N otz. 2 HELE

VD LEO ZBRO NI SO BEPARE L

b, ZOMRBZENIT BRRICEEGRDICER LR
O RMBEBII KRS 5 5.

S (3) HATAERCEANOH ZH AR Fig. 3 KRY
IO EME (EREBOoE/ERIT0oE ) oM

DN THABR KM NESOBEL 12 & b BEE

DOREVZEZOBBIERENHICKEWEREDFT T
NB. BHEOREBIEFZLALYEDLNTEI O LAE

REZREORS VI EREL, s H#BEREROS SR
BT/ 0. SO OFEEREMEKROE IR TG
BrolhE b IE~NRBICIB IATITL. HROFEED
MBI EYT 3 EERIEESBIC X 3 EEE 170
1°5 BL 2°5 OHBECIE 40%, 50% 36 X 8 65~70
%, FTEEBEBIT L 3ERE 1°5 X0 25 O
BT 40%3 L OF B55%TH Dk, LG EEHREICIE
FRRES O RIS R B O KRN E AT D 2 B Ak L 54
H~NOEREDPFEL, GRIEORZ ZESHEHKRX
WERRTES T2 OB EREZC, T MARMESHO
%AwﬁﬁmmﬁmE%$TV%?%@mﬁ%®ﬁ?m
H%K%@bfmétwk%ﬂaﬂé

— 392 —

[,

B )

-



9

HASEHRE o6 HBEARBHAE | 1627

Tt ] Upoetting mfiz | Hole iy
tgz_5 50 (%) 6.0
N X v . 60 '
a4 s 70 . s
e 15§ 25
o-——~==0 3 40 2
A ——— - 4 ¢ 55 z
2 Xmom=— x 60
IS o © 3 40 2.0
E 7 s——a 52
T b
ﬂg// S
&5
S
§
3
%9
)
) 8
—~—
g 7
|V
T 6
WV
S5
sLoZD |
3 N
§ 3_—-_ : —‘-—“—o———m-———o._ ;40/
S 2 ‘\\ \\w52/ ' T
3 N
gL o7t W% \BZN ~
= \ %,
< - N
0 . 1 \\.. 1 A~
0 10 20 . 30 0 )
{End) . (Middle hetg/;t)

Ratio of distance from the end of cylmdrwaé test
blocks befor ypsetting ( %)

Fig. 3. Change of the internal holes by
upsetting.

(4) i 6mm ES 6mm ¥ X 12mm O/hE
BT HHBAOEEBBINTH L EIAVLEECH S
BELAETVHARAOEREBRK IPTESETS. O
BEAESOENEY, INEABEBICIZHBELID D
MECERETEETS. FEHWOEAOEE R Z OBR
Ch o & FTEND TR RIS & WHE -~ A B T B
By, EmERHOMEC» D BT B ERL BT
%. :

IvV. & ,

E& 100mm, & & 100mm, 150mm, ik F 250mm
OREF XY LEB IO MRS AT 1,200
°CTE%E@%H&HWW@TW%%&%ﬂ®F%
B THELFAELUI.

FE#mEsc > THERER RSB Uz i3z Mgss
DOARETRS & ¢ ORETIC B U 12 B W AT 5 36
Y URBROEFEE 2R IO FTTIONE. T0b

mi

 OKREIRERE, SROBR, FEREL I OTE

L, ZORRBLITKS IVRMORBH R ICHEL
BRSNS VR R — R TrhRR OSBRI
22 UWERRED LA DS T, IIVE
WMETIEETS. ChEEWDAE LS AHP LT~
OEFBB L VENZD THE. TAEEHSEZHAY
NEEEEPBLHBOORBHFROBEFRE L KX
YO ON T ~DEEN IS HRAWVWIZDLTHS L
b0,

: T W
1) B g&4, 22 (1952) 9, p. 677

D 2) /hEF: BABISHE, (1962) 10, p. 1059
3) A. Tomurison: J. Iron & Steel Inst. (U. K.),

March (1959) p- 209 -
\‘7% ‘)Q-‘w 52 c? Oé 2.\

9. 02

\7( 9?1)0 ‘ﬁﬁi%ﬁmﬂu,“%{élté:,“Fa‘ihu::’lﬁc‘:@

B % 4333 |
BB BEkET T ok 5 = B
7 v B 27 /8 17

[Ejji —‘é ° O(ID Liina 537_K (DEH

On the Relation between the Heating

Conditions and the Hot Workabilities
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