e padis)
SPECIAL STEEL

Vol.26.No.2
March 2005 - 43 -

2Mm2VB RN EEmRENLE

BBE FRE
(FRRN&K(RE) ARRHRARBE LR, 2R 117000)

B E ZHFESFRA EBT EAF-LF 35-H &1 # (% : 16 ~ 20C, = 10AL, 05, 35 ~ 40Si0, , 10 ~ 16Ca0) &%
I 650 kg REEHET0.10% ~0.15%C K 12Mn2VB FEH 4R 80 ~ 95 mm T MBS I 1 mm WRBD, WA R C
BRI 0.62%, XA EBT FAF-IF 8- EEF CARBRNES R (%: <12C, = 104L0;,35 ~
4050, , 10 ~ 16Ca0) Bk 3.16 ¢ SREE S , 5L M R RIB A B/, B RE MR TR M4, B 2 H 4% 85
7 2%,

FkEiE MRVBIERERR FiE FEBEK FERE

An Improvement on Surface Quality of Non-Quenching-Tempering
Steel 12Mn2VB

Gao Weiguang and Lu Bingjun
(Special Steel Co Ltd, Benxi Iron and Steel (Group) Corp, Benxi 117000)

Abstract The 1 mm deep cracks occurred at surface of 80 ~ 95 mm square bars of 12Mn2VB non-quenching-temper-
ing steel containing 0.10% ~ 0.15% C produced by EBT EAF-LF steelmaking-650kg ingot casting with compound casting
powder: 16~20C, =10AL0,, 35~ 40Si0,, 10~ 16Ca0 at Special Steel Co 1td, Benxi Iron and Steel, and the C cont-
ent of surface at parts of an area was up to 0.62% . After using improved process — EBT EAF- LF steelmaking-3. 16t ingot
casting with lower C content compound casting powder: <12C, =10A1,0;, 35 ~40Si0,, 10 ~ 16Ca0, the surface recar-
burization of rolled products obviously deceased which was available to control surface crack formation, therefore the yield of
finished products increased to 82% from 74% .

Material Index  Non-Quenching-Tempering Steel 12Mn2VB, Casting Powder, Surface Recarburization, Surface
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Table 1 Chemical composition of non-quenching-tempering
steel 12Mn2VB /%

C Si Mn S v B

P
0.10~ 0.30~ 2.25~ < 0.020~ 0.06~ 0.001~
0.15 0.60 2.55 0.035 0.050 0.12 0.004
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Fig.1 Morphology of crack and stnicture near by crack in 12Mn2VB steel products  x 250
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Table 2  Comparison of ingredient of compound casting
powder before and after improvement of process /%
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Table 3  Comparison of physical properties of compound
casting powder before and after improvement of process
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