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Table 3 Effect of ratio on torsion test results.
\ Rolling ratio
»&;,:teel : Note
ype. 3~5 5~ 7 7~9 . 9~11
499,Cr ~99,Ni . . wors .

(1995Cr —11%Ni —2°3%Mo) L0°712 0908 0915 1+008
259,Cr —299,Ni — _— S 0°962 La-Ce add.
189%Cr —119%Ni —0°89%Nb . | = —— 0°850 . S 0829 La-Ce add.

189%Cr —11%Ni —0°5%Ti 0°755 0612 — 0°595-
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Net work made of mild steel plate.
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Table 1 Reduction in thickness and spread in width on No. 2 shaping sample.
Reduction in thickness Spread in width
(t—t'/t) X 100 ~ (b'—b/b) X 100%
v | N | G | 3 i i I I i
0 , 8°0 1°5 130
1 21°5 20°3 98 2042 19°5 —14°5 0 5°9 4*6 | —5°5
2 26°0 - 22°0 13°6 22°0 28°0 —20°6 12 35 4°4 | —3°5
3 31°3 . 20°3 19°3 211 32°5 96 0 0 10°3 10°2
4 356 25°3 221 25*3 . | 35°3 20°5 —1'3 3°4 1°6 17°4
5 ) : —5°2 —5°5 —3°4

t, b: thickness and.iwidth before rolling.
t', b': v 4 after rolling.
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Fig. 3. A metal flow of the finishing sample.
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Table 1 Mill Setting.
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Thin |Medium| Thick
Wall Wall Wall

Feed angle o 9° 9° 9°
Roll opening 101 101 101
Guide opening 121 121 121
Plug diameter 103¢ 97¢ 77¢

Plug position - 205 205 200
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Fig. 1. Metal flow in piercing process.
(Projected on the outer surface of

pierced shell)
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