;f’ 1‘6‘ /v)/mz/

~

- Fe-Cr W EEY F
, FEHCBEBLUZLLVWEZAINA DR RITED
7o. HERV O 198Au 3% Fe-Cr XA F X 2BBRLTH
2min BICEMU 2. Rig. 4 WEEBRER»RT.

198Au ZHhn% 1min 29sec (J EEI$ 3 H) Chiag
M 3N, 3min 02sec(% EEI% 8 [|) DI CEHEEE
BRAFEEARTH—THoN. THEABORSTRE
BENTHERENTEH—TH 2. hE 10mm LT
® Fe-Cr BHEMER 3min (I EER) TH—WER
BATAEEZLONS. ' ‘ '
3-5 Si-Cr OB L BAHEE

DH M@ iking 3 Cr i & U T Si-Cr 0 5RHER
BiFsotr. EEIHEEVN R Fig. 4 KWRT. BA 2 %26
U TH 10min #iT 18Au 2RI 1205, 9Au 3R
#% 2min O3sec (I REI%7 E) SR TR ER
BCBELTIh, SNEARORBATHAR B—2E?
RUTz. Si-Cr ZEMEY 2min CRLECHEREST 3
botEALONS.

‘ 4. & =

18Au 2EB LT Fe-Mn 8k (F1BAu A B TV
OB BB A L, L b RKFERUIZR
BlOMSEEEDHER D b B H A O MO EARK 2 3
~NTEER, BiA ABAMA Smin DA, BEOK ETED
BEUH6~T7EIDATHEMERSEE—CEAEL, COK
R AELO 1D OSHER 2 HRNT B BEBH B L

- bbbl

F7o AU BEED U IREAA AT RER, Al
Fe-Cr, Si-Cr s X ¢f 98Au #HAH 72 v% DH WUHE
PR L, BRINEEE X b RWERIL L 12808 O B 4d8k
OB b AEORARI 2T IHER, 1HHATIO

CRETE 6t DL, Imin M2 QR ETBROBEURKS

ERECHACIE, AERMEEHEX b 3min B@E%K, =
TTRERETEDEUR BN, BRinTEIBERRE
FMTIHMB UK S T EBbhDoIz.
o L [N
1) fugg, flb: k&4, 50 (1964), p. 1775
2) #%, flix gkrom, 50 (1964), p. 1441

s pilot plant TH 3.

AASMHEE 70 BREAKBERTE (1) ‘ 1901
“hizocHEBEfTE> 0 50
7. BBV O 18AuE
% OAlL R R % B 40 (7) 49 13 oo
U C 5min B ICERMm L : / * o
- H / O e Ol e o0 G000~
fé;?gégf%ig? g % / te) [a3) 18) () |ea ©I . r
gELI, oA § 7 !
S SR, u ‘g ,°(3 ( ) Cycles after : ' :
ﬂn&, & %) T 1min 35 'g // ISSAU addéd !
sec( bEF6E) T  zof _ | :
HEERERE 2 R o S | S -
L, 2min 20sec~2 ES ) P
2 o] S /, - - ” W |
min 30sec (I _EEI% g 10— ey .
9~10 [E) I E l
HEWE LU, 2B , :

. . OL)’;_ (O) ! 1 L I 51 L Il 1 i L
SmT RO EER R O/ 2 34 5 6 7.8 9 10 | 2345672839
B —THONK. Time from "%Au addifion (min) _ Ingot  No,

3.4 Fe-Cr @ & ,
ﬁeA%E B Fig. 4. Dissolution and homogenization of Fe-Cr and Si-Cr
= .

during DH treatment.

(74) ﬂl— o I DEESFEEELE
FEIUCEERORBICLDNWT
GROEREECET 5% —N)
A ST, FROREFgERT
Rk B-EH OF-OHAK W
BETYE = B BA BE

Effect of the Continuous Casting Condi-

tions on the Qualities of  Continuously

Cast Ingot and Rolled Products of Pure:

Nickel.

(Study on the continuous casting of steel—IV)

Akira Suzuxi, Hisashi Taxapa,
Takeshi Svzuk: and Hiroaki NAKAJIMA.
1. & o= .

BESOD T4 —RF 574 PRAEHO S LIRFEH S
AISI 304 3L OEKRR 7 @ 8RO BFHERMEL
EREBOBRICOVTHE LY, AR TRTERD
W= v & Vv (ASTM B160-61 ““ A’ nickel %) ©
HSBEEEATOER SBT3 TRE, FTER, M
EORBOHEEEELRET 5. '

E%ﬁmtaﬁﬁﬁm%lﬁmfﬁmbt T B4

2. EBRAFBIUERER
2.1 #i= o X VORGHESRE EERREDBR
110mm AWEOSH 2 HERAL, EEHEEFRL —~
2754 PRABHROBERBECLT, HRAEE (&
SasHEE) % 1300mm/min & —5%E L, HREE,
CREHKEOHEZFERFT LI
BRUIZ= v 7 VIEBOREN ZAERD 2 Table |

R

2:-1-1 SRAREOHH RECBIITRE
AEERICHLUIZS v r VEBREBILR2ZOEF L
TOBPBERRNCHESETH» 225, BABEOHERD
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Table 1. - Typical chemical composition. (%)

| c | si | Mn P s | cu ]‘Fe Al | Ti | Pp | Ni+tCo
Ch. No.. OK 5273 0°019_‘ -o-19.j 0°32 ] 0+002 ’ 0%005 | 0%007 ] 0+051 | 0°02 | 0*02 | <0*001| Bal
"ASTM . B 160-61 max. | max. | max. max. | max. | max. ’ min. -
(A nickel) 015 | 0°35| 0°35 001 | 025 | 040 : 1 90

BT

{ Low casting - ternp. | Medium casting temp.| High costing temp,
111485 ~1475°C) (1510 i"' 1500°C) | (1535 ~ 1525°¢C)

Photo. 1. Surface of continuously: cast nickel
ingot, (casting speed 1300 mm/min,
quantity of secondary cooling water
9.7 t/hr).. (x1/3)(2/3)

Macrostracture Dye — mark

Photo. 2. Macrostracture and dye-mark of
‘continuously cast nickel ingot.

(x1/4)

- Table 2. -Main casting conditions in the

experiment on casting temperature.

. Casting |Quantity of|Quantity of
Ctaesmh;xg speed prin}ary seco_ndary
°C ) (mm/ |cooling cooling
min)|water (t/hr)water (t/hr)
Low :
casting {1485~1475 1300 130 98
temp.
Medium| : , :
casting [1510~1500| 1300 130 - 97
temp.
High o
casting |1535~1525 1300 130 97 -
temp. .

CREH I I TREREEOMIEE TRV, YR

DL EBPEHRARENBETEZ LI IF v~ 8D b
FTVBEELZOU, ETY¥3ER0 A0BEDOSEX
R, HEVRIANVD DEDRED REPEY H5D

T, ThEOBRE FOME, $HREEERUICRES

AREERRAELI. _
FIrgE stk % Table 2 1T, 8 A% L0 1 ] % Photo.
1, SFFHEO v 7 i, #4 ~~—2% Photo. 21
R SRR -
HEEEIHABREDOOPARPPDLTRETH D,
F =27 A PRRGHOBAEL Y $ T INIHBL %
BLUTW3. SRENGRBAEOERTH 2700, #
BHEEOEUDIBD NI PERNCEDD TEE
Thb. BREADEE, RENTDH 2B hIsED

BN 5. HESHR, [RERHFADEECINBNZRIaE

HoNTHERSSBITHS. UL, Chbhks Yy~
4 vy MICT 320 OEEBERER TS TERS
AOHEFEHETRAD 5 DB ALV BWIICED b1
3. HESHA, BEHSATESEIRALIBLIACEDS
Nz, <2 ok, SRANORARCISARED
EMNIT L BERIBEA LS, Photo. 2 KRT L5
2, WER A mm HBOF VRISV TRERE
HIDEE THRE L TV 32, HOMICRENEG o %
VIR RBEORHT IS D Y, BLOE D IUHE
AR REHRCRRCEETIBETHS. Ly
DTEHHOMNE BB ARE I 1510~1500°C ¢
b, MOBEOEREE +50°C 20EATE—HT
3. ,
2-1-2 ZRBHKBOBR BB IIZTHE

HOGEDO RBHKBOZDIFH FEHICKE 55

ERBIIETCERAINTNEY, KERTEMOLE

fEe—ER U TR HARY 10t /hr, & 7t /hr ©
[iEzgd=n 4R . :
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Table 3. Main casting conditions in .the ex-
‘periment on quantity ‘of ‘sécondary
cooling water. ' .

. . Quantity of Qﬁantity' of
(iiigmg (;a.zté(rilg primary secondary
(° 8 ) (mgl /min) ‘cooling water| cooling water
_ (t/hr) | (t/hr)
1490~1470 1300 .7 130 . 97
1480~1470 1300 130 - 7°1

Table 4. Mechanical properties of rolled
o products. (7mm'§)

Tensile Reduc-~

| strength Elon-1y 00 of | Hard-,

(kg / gation area ness

) mm?2) (%) (%) (Hv)

Speci- Hot 4| 475 |e0c1| 804 | 108
mens JAn- x| 465 |e2'1| 818 9

(43 2 .

ey | IOt 1 39~56 [s0~68|.60~75 | 85~115

* Anneal 780°CX30min A. C.

**  Corresponds to ASTM B 160-61 (Data were '

taken from ASM metal handbook®

EREmANE Table 3 RT. %L, HHIHO

g4 b BiF T Photo. 135X ¢° Photo. 2 W/RL -

ITEHESEOHRENE LN, RERBHEBEE O KB HIK
BTREEE, SRAREE I RELEENIV.
23 S OFEM X O FIE & SE

BRD BEEBAHETTHEL tfi=y 7y VD 110
mm R 44 (MEY 200kg) 2727 N Zmm §
MM ECHEEZT ROV EERIZEDOTRETHD
1z, : '

ERORIEILE A ~ R 7+ 4 FRAEH & AL,
EERK S TRERTEEL, SRFOERBEIBEINT
BREICE B, : ‘

B S OB REREE R %» Table 4 RS, #HE
X YA nickel YHBUTE DL HBXHL. 8
BEREUEBROBBBEENEEZDO S D& REZVLODR
AEEBD 200kg rod DD CFESE, BHBERTKL
THEZZUGRMEINIIZDEEDN 3.

2-4 [ X MR RE

7mm § FERE 5+ 0 — 3 ic o T 780°C X 30min #E7s

T UMBEE, ERENTF e —RUFHB0VETENR
EFEMEEEEZAOTHEZT RV, I HERAEORE
BPHEELI.

7mm § B ED T dmm § FCHEBEZEL
WME 2T b TREBMUIZPEER S HBERERIBEFT
»%5. :

EREN L ETHEOLSEOMBERBRO N 290

- Efe® Fig. 1 @, # 27 LEERIES, MK, BOOH

% Fig. 2 1, MBEHOBIREBRFER %2 Table 5 i
Y.
R AL TR 2N TR AW, JWEE

250 .
)
[ ]
N
T 200 x
S—
1)) 0/
g /
N /|
5 150
I
100 .]
0] 20 40 60 80
Reduction of area (%)
70 65 60 55 50 4540
" Diameter of wire (mm)
. 1. Relation between hardness and

&
§:

reduction of area after drawing.

80 - /0

60 #

40 |—w=r=>

Tensile strength (kg/mm’)

20
60 ot

~ —ls '

NS \

8

:g 40 T~ H

5 ‘\\\

<

9

@ 20
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s © o=
s -

.

° s

% ett——— |,

g 80 " —
o

=

D 60

e
- 60 - 100 150 200 250 300

Hardness (Hv)

Fig. 2. Relation between tensile strength,
reduction of area and hardness.

70% P FASTEIRECRIE VBRI B W 24 VD LR E $ 30
TEL 338, ok Hy 240 BLETW (% Bi#E T

BT A, B # 2V O ERTHLIPI BT EHN

Hv%0?é7%6miﬁéz.ﬁﬁ&@iﬁdﬁ%@
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Mechanical properties of drawn

Table 5.
wires. (4mm §)
Tensile strength b-
(kg /mm?) Elongaplon (%)
As As ‘
drawn Ann‘ealed drawn Annealed
Specimens 79 45 1 38
“A” Nickel¥ — 35~56 — | 30~50

* Corresponds to ASTM B 160-61 (Data were
taken from ASM metals handbook®

B ECEMER 2 2 U T 328 780°C X20min D F
REUMECT b AAENHEEL, ) THMSESR
Wiz %, TR BT X 5 MBIV T b IE
7w, HBEORBROWTE Table 5 RFRT IS I
“A” nickel :HBUTESNLFEADOENVRETD
5. :

, 3. #& '
- BERIMEG S ERK O pilot plant 2 F T,

|

110mm

FAWEOM = v v O BIRSHEERELEFORBEOERK

CEODVWTHELTC, TTREEY Uitk —257 34 bR
AEROREE EBEUL T3 CEREBELMIRTREED
%Cﬁ_ﬁ%}?}}l“@gb@nn, MBEREOBBOBE S HL 2
&cbr '
. K- iR S :

1 ) é%j(, flb: &k &g, 50 (1964), p. 1702

2) &K, fb: x4, 51 (1965), p. 876

3) Fk, fis: #2848, 50 (1964), p. 447

4') ASM Metal Handbook, 1 (1961), p. 1118

AtBEEHMCHT 5 ERESE
DT ‘
. dbEARRES, AFLE
THRO/MNUEE - HiE &
Continuous Casting at North Japan
Special Steel. '
’ Dy. Shinkichi Koixe and Tooru HIKAGE.
1. # B
W&EﬁﬁﬁﬁﬁﬁﬂpI%ﬁﬁﬁﬁéﬁﬁﬁﬁﬂﬁ
I%ib@%%?ﬂt 5 ERFShOMRE 22T, MR
‘iﬁﬁéémdﬁﬁmCibﬁ%%%ﬁ%b@ﬁ%pt
Ve b, 257 28T AHNTHRILIN, 196482 A
HESESEROTRIC Y Y AMERBORBR 2T T L.
B %R X Junghans-Mannesmann-Boéhler
THsb. COFRY™Y BIEHLSEO BHEEEORREE
ThHh, »podb2rd B Lo BREED EE
By R LIz S. JuNcHANS D F — & —% § & IT PHsk
. Mannesmann #:%EkE § % BHEHEmE s v—7
&, LhEBRIEF ~2 MY —IZWT B Bohler # % &
e B Tv— T EBHEECERFNH N 2Ts0EEL
THRUESHEED SERFBER EHUH W Mannesmann

@5)

BRI BALART, A DREIFIRZVD,

HTorTE UTEBEMITONT Bohler i CcidF L UT
ERBREHITOWTEIR L CTis b, COHLFEMERCE bR
SN2y DTH 5. ' :

COFROBHIIERTBE L v FEMFTORE2EA
BE¥ L, BEEN EOEMNTH 3 REERE —EOE
ERECHETAHEZPBBELULTOWAELETHY, LI
DTERA NS v FIRL 38ENZ .

6B RS BRI B EREEEIE, CoBNEER

UithBERB 58 | B T Demag D HIE

EB33DTH5. 19644F2H 21 BCHFEEETEZOT
P HBETTRE L OHMBEOHEE 21TV, 20 FEH,
BEMOMBERBREEBL, i 212 —HWIRBETL TV
3, BoRCW s h MERFER, S#RGEOTRICL S
ERRB L OERRME Ly POBERREBLI. CC
WCHEHBESEE OB ERM X b RECNTZ 5 TORERB
KONWTHET 5. : .
2. REBOWBME
BEMTHEDO V4 7Y bR Fig. | WRLZ. 10t #ER
FEFRD 20 10t BRECEHINIIBEHMZ, &BF
MITHRECT Y EKFHIIABEI X b SEFEHEE
Y- FICEML 30t 7 L—rick VEEKTE C8 R
$E 2Ty, HRFEBIE LYy POBH2 AT
F, A5 70OHBELA IV FOBENTE . REBO
EE%E%f&MeIKTDL.
3. B ¥ R B
| BUHHIEE ' :

m@?ﬁm&ami%%hm%ﬁ%%%&m~&mﬁ/
Sk
BEZEECT 3 Lo RBEFG L CBKFMzL TR
DHEC DOV THHIE S L CRBERNSORERT 22
BUBYNEIE S 2212 TRbLbLEABEOERIET D
XDXH5Tho. _ ‘
EFG— MR 80~90°C  EUSEMEMEF 50~60°C
WM 15~25°C  BUAMEME  35~45°C
- Fig. 2 CEFPMO B A ORERZEF Z/RU 1.

3.2 e -
ﬁ%@i?ﬂ%&b&/f%/;mﬁﬂb A NWVE
DHOHHUDE T —N=PEMAT 5N TV S HEIICEEE
T35, HRE2VFA Vo s ZAVERIZ 20~30mm § T
%. SECEMMHIIsShE L EOHEE T X &kb
N, BEMEE VT4V ANy R—TCHEEERLEY &
SHEZMBL TEAINS. £1 —N—RBEY¥VFo~—
NEBEBEEDCES USBEC VY b (BBVEATT)
DEVFo—VEBBYOBLTETIY, Evy M.

,EEKT%@&@% FRLGH KX 2 T v —BHK

Table 1. Design characteristics. _
" Billet size : 175, 165, 115, Omm §
Slab size ' 750X 150 mm |

Machine speed
Casting speed
Mould occilation
Occilation hight max. = 20mm
Cutting length max. 4500mm
Ladle capacity 15¢

Tundish capacity 800 kg

max. 5 m/min
0*8~3*0m/min
max. 150 r.p.m = -
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