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Fig.5. Relation between heating temperature and
holding time that be satishied at hardness
and micro-structure of the surface on the
working volls of cold strip mills.

EfHECS-WTRENMBEESLAL, FHESMLEELL
LEBYEA—RATFA PERABRITENTS. .
53 may

IMBAIAE & X CEEER & » 24 (Hv) oBth% Fig.
4R A REEBATRMNBEESE RIFFM
BEVWEEELE2TWS. ChEImMEAEEREL, F
HEEREL BT LEBD2TA—ARATF1 Lt HR~DH
—FVEBRBEBL, TAFYH A IO 2 BETC
HTHL o TREBERMBEZFOBAICE AT VYA LD
HEFIBRTH TRV EEZRLTWAS. i, MARE
860°C CTHRIEFEHEMOVPAILLIPDLLTRED H 24k
RLTH Y, SIBRAITRMBIBERE RIFFMSET
ZoONTHEFRETLTL 32, ZBBREA~-ATF
FA L BENT LD EELILNS.
5-4 FEMBIRE R X CIRFRMH

BEMSIRE & RI5EE o B BE AV 2 AL
B, B A -—ATFA BRIV 2V ORERER» DL
REALAER, KOX2ITF20h5. FAIELAL
HHEA%,2000C L ToREBEREZ LAKREBTRY O
BB EV I 2P ERES NS, S HICHEBER
GLOMIIREELERY DD LEXLLNDIHEHEITE

AHFEGRBERERLVOTHZIHEOBERL D LITLT
HETS. BERCEVTEBE AV 24 FEN6~
8%, nHAHMBEL, BEA—ATF A FEBPSEVD
OBRFMBEVEVI T EFBEINTH D, X
WMEMIILLCETFCEREVOTEE AV IS I E
% 5~7%, BEA—Z7+ 4% 8% LT, hay%
Hv 800 LLb7 2&BEICO2WTHEIEE & F&EMOB®
Hakwnrd Fig. 5 o e{b.

Fig. Stk w1 @Q,0 R 724 X5RE, @, @1
BEeAVRL P RICXBRA, ORBEA—ATH A
FRIZIARBEEDLT. 2 X VMBIBEEOTIRIIE
BrrAvirs4ri, FRREEA—-ZRTFM1 FPEITED
THED, MM TRLARESRFLEBS LT £y
OB SN L MBIREFRERMOBRET T LHEDS
hs.

6. & =

BREK r A ARNKBEAT HHEOMEME X
CHEH s XIETMBIBELRFBFHOREICONT
EBE LV 2EORREE.

(1) APBEsVWITREFAMABY B O 2 MBRE
OFRIEBE AV L4 B, LREREA—AT F A
FEIZEDRES.

(2) BEMMIEE FIFEFREM Smin 0L & 860~
900°C, 10min @ & ¥ 850~880°C, 15min o & & 840
~870°C, 20min @ & & 830~860°C krin%.
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1) +%F, fir: gkx4m, 41 (1955) 10, p. 1102

(254) BREFHOIEBHEICEKXET

HLEM Ni, Cr OEE(ZDNWT
GROZEME IR JIETRMEEOZEICH
T 5% —V)

SEMBREFERER  OF M = B
HEAY, TH%H T Tk K 5
& B B B 2 AR

T )l EB— A EB

Effects of Ni and Cr on Some - Properties of
Plain Carbon Tool Steel.
(Studies on effects of metallic impurities on
properties of steel— V)
Shiro YosHmaTtsu, Dr. Toru ARAKI,
Dr. Ryuichi Nakacawa and Shigeo Y ACHI
1. #& El
MREROE/HBEICE I ETALED Ni, CroREIT
BToHRO—RE LT, BIRY ITH W TERRBEOH
MIBAEEIT R XE T 0°45% Koo Ni, Cr 0B & H
ST L. ARCHEVTERMBC VWTEEL TK
ETEMOMARICHEE L TR, #HElE, YIHIRE
Fls X ETEMI oW THAEELS LRVETRORBR &
@aLT Ni, CrogHFRECODVTORRER = ®
AMETHELDTHS-
2. %8 B O#
BRM WD L@Fr -~ DLDT, SK 2 2ERK
#iz Ni, Cr % 0, 0°15, 0'30, 0°45% BRI Lh X
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Table 1. Chemical composition.

C%Si%Mng P%| S % Nigs Cro% Algs! Gugs

'180 39
'190 38
'100 39
1101042

"150-39

"200-37
'28|0 34

00- 0150-019
10-0150-019
1m0@0m9
110-016/0-019
1i
l\
1

— [0-040
0°160-041
0-300- 040
0°41/0°036
— [0-039
0-040
0-043

0-09
0-09
009
0-09
0-11
0-09
0-10

0 01%0'0200 1
; 0-017/0-3
pompﬂmo4

SO O R GO N =
- s b e bt b e

0-4
0-4
0-4
0-4
0-4
0-4
0-4

(S, R w]®,]
I

Table 2. Absorbed energy at various testmg

temperature.

Absorbed energy( kg-m/cm?)
Test temp.

K1 K4 K7

R. T

50°C
100°C
150°C
200°C

(=2 8= K= RN =)
= (N QO = N
LS N e RELRE]
e R
(5,5, IS S N
N PO W

x 16°

! ' R lo Ni
Test condition load 128 kg oC
speed; 63 Wsec r

ol\distance; 200m
— ' — 0S Quench

° (HrC 62°9)
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Fig. 1.

Effect of Ni and Cr on wear loss.

Table 3. Results for drillability of the specimens.

K1/K2|K3 4 K5 K6/K7

Drillabilily index
ratio

KI(x)/Kx(x)

Graphite(925)

1-00; 0-56| 0-48] 0-4811-01{1-01/0'87

1-7]<0°2/<0°2|<0°2] 1'5 21 2:6

Drill; SKH91 (0mm ¢, Point angle 120°, relief
angle 15°) Lod; 75kg (Dead weight), 800 r. p.m

WHEBIZRMLAZLDTH 5. {L¥ERkSs % Table 1 i
RT. R ~oFtErx 50kg fH oz 1050°C i L
30mm$, 20mm § [TEHEL 7~

EZRER A ORRIKILE SV, 840°C vHkiEs 760°C T
Bh#l 20°C/hr ofpB e s ook, L RHEEIER
® 30mm§ ORERBFOREE S 7 5°C /hr o H
BErEhi.

3. EEBERERHIUBER
3.1 ErEEi

FHASNARKBTOBBAZHEOBRE2H A DIT,
YN ¥Y—EHERBRE SO A 0N, FAHABAEITRERR
JIS 3E2K) MITEITH Z kv, 760°C x30min EiH
MEBAKBIZ T LTFBEALEibiz  200°C x30 min
HRL L.

¥R 5 200°C % 50°C. [[E oI 15min i1
BB ORBREDO—F % Table 2 {Z7xRT.

T RCORBHE 2 THEET X lateral contraction 7z L
kb, TORR=%1LF -1 2000C £ TcoR
BREEGEHTRIDOESSERERLTEEAEEDLK
WEEZLRD. BoE D EREDLNDORERMIT
HLT NI, CreagdE T3 Liti32BRN=ZAF—D
BTFTThsd. Crogfeltir, BERIEDRFOS
HRMr K ENETOGBERTI L, BAKOE
TIREXBDHEBOTH - ERN, TOERELTHL D
h, NiogE# s LTk, #gkbhoCREOLREIZ L B
HHEOKRTAEZONS. - BEREEENM 200°0C TbH
L AnL, EEMTREEOY -2 IThkDiEWD
tEZLR, Cr,NIORIMICE>THEE | BREOHIA
Mo COPEEHOERL=F L F¥~-BHERTBL 20, T
DEHEDE— B TRHLThIEXOLDOBRTLLE
Zbh5.

3-2 B4

TEHOBMLE L CHEEMREERHHO—2TH
5. FERTRARABEEFRARBEZB VW THERE
ZRkDTHI.

RE R (B0X30 mm¥EiE#), (FAF#30 mm § X3 mm)
3 ERIRILE £ 4% 760° C X 30 min AN EA 1% 7K ¥, 200°C
X0min TRILAZIOFAV, HEMZEEMORLE
DHOBEIUCKRKIELBOEEDLDOTHB.

BREBAKIESVWTREES D VRHERFES S Y,
RMEEORE L RD X ESBECL L. FHEERD
HR, BEEEOREIEBLESE» S HEEHE~OBE
PEIGEHEEM S v RKEE kD3 LIIREIEBE &
BREEELOBEBEI D TEYT HEHZ LB bhok.
Fig. |l Rz oEWN» SETELOHBOIZIEFRBIICE T
DEREBIEDDIDOTHSL. TORREEEHO LS
HEFHITHLT NI, Cr: i mBEESE2H EE
LB ENb,rs. LT Criz Ni XYL FHTH
ZLEDLNDR, 003% BEL2HICL T OFHRITBI
5 X5 T, RibipE R X Mean free path O 4T
XHMERECH LR EFERTCILLERETITL W
DILEEGOT FTvy TERA S W THI R {Lo o
EXICERBESREVWTLSLDH5 CrEBL LTI
DBILATAFRAOEAZ T DOLEZOND.

3-3 HuitE

TEHORERITANL T, ®RKbeE, FTOEl, #A

— 74 —

<o

@.

~

J

i 7



- S

N

B i

BARSKMBSE 72 RBERASKRARTLE (1) 1631
140
K2
/
sz L\ =N
120 ~<:‘ESQ§"“"‘035‘55<i%
~Ka ~. | By
5 NN X "
— . y\.’} y N RS V2 fo
200 Ve NN A X K5 A2 Sl
® o. K1 .\%.\’f\:% A__A..A\ \\"\x/ ,/,o \_‘g"%
o Nox s | | N3 s R g S
S ‘W%\x\x__ \\OEZ"’ el T ngg\g--}.(g
= RAPE —— G ~ s "
g 80 - | T T T K5
5 K4
o o
60
5 10 20 40 6080100 140 200 5 10 20 40 60 80100140 200

Cutting speed

(m/min)

Fig. 2. Variation of cutting forces [(Fc+Fs4-Ft)1/2]* with speed.
Cutting condition; tool, P10 [8, 10, 6, 6, 15, 15, 0-5]; depth of cut 1:5mm; feed,

0°25 mm/rev.; Cutting fluid, dry.

*  Fc(main force) Fs(Side force)

Z 10 .s
£ e
g 25 . ~ T
~ \\\\~\~\\\\
© 20 Fae =0
b K5| K2 Kl
[=1
(]
(=
£
= B I
3 3° R —

25 ==L

\.h
20 \\REZX'
. K7 K4 Kt

4 6 810 20 40 6080100 200

Tool life (min) (flonk wear O2mm)

Tool geometry;
depth of cut;
dry cutting work;

[8, 10, 6, 6, 15, 15, 0°3]
1'5mm feed; 0'lmm/rev
S15C

Fig.3. Tool life curve with mild steel.

R, MEdLes s> dF OMMEEE - £ DIT
WEELEAMELLD.
EEBTIIWEINME E L CHEILE & EHERREZTFA T
i, BRELAEBEHIRY tALoT, RBEEHD
ARICUEC 2o #tERA AR RK(LE kB D L D TH
5.
Table 3 WEAMITH T HHFILIEH LR LD O
T, 10mm FILTAHCEL BE»L kL0 TH
%.
WEEREGRA RO T KBS 2 D R
Bick oz LITERL TERILBEATEY,Cr 2 g
FET2Z 22X b BiftolitEhicdb 0022507
N—FThrhTwd., HEILEIK AL TE, 20X

Ft(thrust force)

SEBELOFEZISDTHEER b Tk, BIBICX
ZPBLE VIV NHOBERKROBINLRKE S EWT N,
Cr oBEREERERDLDRL TV V.

SEFTHEBT X HUHEBRBAESERE Fig. 2ITRT.
SEBICERERBOUYENIT ST S & ER, EHIEE 10~30
m/ min CEEREROBAESEEL, 30~50 m/ min
THEAEZRL, S LXEERDEE CERECRALRR S
n5. :

RNt EOEFE T EFBYHIRIT S W TR ESHOLRKIT
I ABEABEBED N5, 30~50m/min [T B S5h 53K
FOE—Z{HEERLTVWEEAV E4 OB, X O
BRICEAShTWBE EEZ LN, EHRITEDIFEEN
OHERBOLABOEENLDLLNE LD EEZ LN
5. L2Lad b E» SHEL RUHIROIRE L
ik, BSETEHBEIEI VAT ETZLIHAPHEDE
TR OEm IR SR D BB o
MIGRE» LS B LEZLND.

3-4 YIHIRE

HEZEVWAESODEIEE TREEETIREBTHES
7. Bestbrr 760°C—20°C /hr B, HEHIZEOK
JKITIT.L 760°C x30 min— 7k#E A, 200°C x 30 min
HELEZR I 2RO TH 5. £RBOMEBIL, BERE
L ALF VAL IYHIC AV ZA FOSELICLDT, B
12 HpC 62°3+0'5 v&HABDBE W ER V.

WEH L LCSISCx X RRHIFEEZ A Vv TEFIEH
LGS0 TERaR G EH RGP HHE) % Fig
3, 410RT. EKFAOWEITE VTR, & xiE 20m/
min TiEEAEH?S, 30m/ min TiE Ni 0°45% 2 & &
K73 +rhFhEHatr L, »oFaiiiRo@EMCx
LCh BIMTELLTO —E0EME EDH5Nh Lo
fo. THhBAERL BRI L OHERE O My &k
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I2oTxOBK, KEEZELLZLERS 025

dLBbhs. 35~50m/min OYIE o L

HE TREONEoREs TR 920 h

BB LLARDHKILOLDUETRE _ o5 L2 ! -

Yo 5 e R e
—HREE R WHA I L ey 5 0102 ——— N — T

SeCEMEROBES S bbh, Ni, ¥ _;./"" : . ®

Cr b TAFBERICHRSEDS € Y

non, LI CroshERkEwy. ¢ o of i

NI OBA X 0 INERE, %0 & '0 20 0 40 50 60 70

BB L 721 D o B T EIH 1T e ) Cutting time  (min)

MTEBRMNET S & T, EBIEEE,
ITERETVETOMBIERRYZ2#DT
PIHNEEE, UIHIEBEITETL, 25
KHRIEDEE L L EELRY
Bl Ziabh, tOBRLLT Nio
Wicx5=F Yy 7 A0k, Cr OWMIZX 52 2
VEAYRFOBMELOYIBIRET S X IETHENTHEMN
hbbhicdborBS5. £/, S 5ITYHEES: 130
m/min {CZEx T(HhD&HEE 60m/ min & [F—) EE
BRI ONER, ZEAMRIOSE DL+ a3LHE 5~ 8
min OPEHEGERLEOIEL K4, K735 %k
374 I5min DlLtoHHGzRL k.
HoBRMEGOERZOENI X 5 FERETH 50T
TvhEELzbh, ZOMWMTY Ni, CroghERHEET
5:EZLNS.

4. & B

SK 2 ##&A#ic LT 0°45% % o Ni, Cr 2¥m
LT ESMICEEL: ALY AT BRE2ENTS
<‘;,

(1) HESEE»LHLLE NIZXBTEY o7 A
DCoOE, CritXseAY 24 T oM, HHA
fERcoXH> NEEEMBTRERHE AL LLLT.

(2) BEESKEIH T ZHRMTEOE R —BITHC

LD EdsbEE

Cutting Speed; 60m/min

tool geometry; [0, O, 10, 8, 15, 15, 0°3]
depth of cut; 1:5mm, feed; 0-2mm/rev
work; free cutting brass, dry cutting

Fig.4. Progress of flank wear band.

Blowvh, HHEROHBE CHRERD X S WHBFHITH
LT Crix 0°39% = CcHHLHIT EEREEEZ Lty L
W, Ni B EFHTdhs.

(3) sRiRfbgestitt oI, 30~50 m/ min @ jE
HHEMEC S VW ITHENTEOREMRRE D bh, & <IT Cr
DMLY ZoRKEZEMELDS. FHLES I T
I O REHIIRIRER, FEROIL > LEHMESN LS
BETENBBOBEBREZBRTYAHROLDFEMTE
ORIDEVSH LD TT V.

(4) MEBMZAVCHRIGEZRIEL &R, REI%E
ZHEIM L LEIHNREE, DIHEMRSELIERIEDO T W
IS5 n&HEToOURIIEWTFOTEHESGIE Ni, Cr
RIMZ X2 THEIR LI Cr oRMEESTH 5.
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1) &4, AR, d)ll: gk E458, 52 (1966) 4, p. 729

2) &% BE&B¥&EE, 28 (1964) 3, p. 129

3) A, B, EHR: gk e, 51 (1965) 5, p.
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