HSLA A& TEH AN ER
FAAE AHpE

(1 MW ER B, LR 100081; 2 FEERAF, LT 100004)

i E 20 4R o0 FALK, MREEFELERARFREEEPELMT L, HATRESHBREN
(HSLA) M4 P Wi s FEAE B 0 HSLA AR BHAL B T L (TMCP) B T AL H X ME K. BATH
MR E 5 % 5 CSP(Compact Strip Production) T. % BT I & BY4RFA : (1) ECC.UCC FI IF k4 ; (2) @Sk &40 DP
T TRIP 495 (3) X80 RERWN. M4BT WAUEEFE LA P EREPHELH T2 R HSLA REFHH T Z
BRI ZMH.

RER HSLAY WHREEFENL PEREPSLE #HR
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Abstract Since the nineties of 20 century the thin slab casting - direct rolling and the medium-heavy slab casting -
Steckel Mill rolling technologies have been involved in production line of high strength low alloy (HSLA) steel, and in these
processes a lot of available operation experiences of thermal-mechanical control process (TMCP) for production of HSLA
steel have been achieved. At present the steel grades being developed by CSP (compact strip production) process are (1)
ECC, UCC and TF soft steel; (2) high strength multi-phase DP and TRIP steel; and (3) X80 grade pipe steel. The charac-
teristic and optimization of both processes for developing HSLA steel grade are presented.

Material Index HSLA Steel, Thin Slab Casting - Direct Rolling, Medium-Heavy Slab Casting - Steckel Mili Rolling,
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Table 1 Evolution in iron and steel production process
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Fig.1 Relation of strength-toughness of HSLA steel vs TM-
CP and MA process
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