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Optimization of Process for Hollow Forgings of ESR Alloy Steels
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2 Northeast Special Steel Group Co Ltd, Dalian 116031)

Abstract Typical hollow forgings - electro-slag remelting (ESR) alloy steel roll sleeve with inner diameter 560 ~ 880
mm, outer diameter 670 ~ 1 200 mm and length 1 300 ~ 1 780 mm are usually produced by =2 t ingots. Based on the en-
suring product quality, as compared with traditional forging process, it is available to decrease by 2 procedures and once re-
heating with using optimized process- direct forging upsetting. The forgings yield increased by 5% ~15% to obviously de-
crease production cost.
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Fig.1 Schematic of hollow forgings: (a) ring piece; (b) barrel
piece
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Table 1 Dimensions of roll sleeve forgings /mm

H#
KHE
AfL SR
560 ~600 670 ~700 1 400 ~ 1 650
720 ~740 850 ~ 950 1650 ~1 780

820 ~ 880 950 ~1 200 1300 ~1 550
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Table 2 Traditional forging process for roll sleeve forgings
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Table 3 Optimized forging process for roll sleeve forgings
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