#

29 4255 6

6
-28- 2008FE12 A

3

5 7% 5
SPECIAL STEEL

Vol.29. No. 6
December 2008

= ESMK 34Mn2V 200 mm x 200 mm (A R RREFEFTZ

M 7'}(1 2 4‘5]%/&3

S

(1 RALKRF BRS040, T0FR 110004, 2 BRIEMEKHIFTET , B4 7E 617000,
3 BETEHWARMG AR G RAHM , BEIE 617062)

W B OEgIZXMEAHT MMV BESHANTEaRERE SRSRERE.[Als]  PRIAFMK
#1280 mm x 380 mm % 55 SR I P S 3T ELEE A TN AR M. B B0/ RH i AL 4, %[ Als 0. 01% 54 RH J5
W Ca-Si gk ; 18 MR B A RIR L, #2 h AL B /K IR L 520 ~ 1 530 °C s &l Pe o A2 EE#E X E fit <10 L/min;
EASRAIYEE) £3 mm B TR, N AZRRY SLEMBNRBRERB RN 23.57% FZE1.21%,

XEIR HESTHEMNM2V KTE REAR TZES

Control Process on Corner Crack of 200 mm x 200 mm Hot
Rolled Billet of Steel 34Mn2V for High Pressure Bottle

Chen Yong'?, Yang Subo’ and Zhu Miaoyong'
(1 School of Materials and Metallurgy, Northeastern University, Shenyang 110004 ;
2 Panzhihua Iron and Steel Research Institute, Panzhihua 617000;
3 Vanadium Recovery & Steelmaking Plant, Panzhihua New Steel & Vanadium Co Ltd, Panzhihua 617062)

Abstract The effect of temperature of liquid steel in tundish during casting, liquid level fluctuation in mold, [ Als],
sequence heats of tundish and fluctuation of 280 mm x 380 mm bloom casting speed on rolled billet comer cracks of steel
34Mn2V for high pressure bottle was analyzed by processes comparison. The process measures have been adopted including
decreasing adding Al amount, controlling [ Als] 0.01% , feeding Ca-Si wire after RH, suitably increasing liquid steel tem-
perature during cast, controlling liquid steel temperature 1520 ~1 530 °C in tundish and stopper argon blown rate <10
L/min during casting, and controlling mold liquid level fluctuation +3 mm. Application results showed that the hot rolled
billet corner cracks rate decreased from original 23.57% to 1.21%.

Material Index Steel 34Mn2V for High Pressure Bottle, Bloom, Rolled Billet Comner Cracks, Process Control
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Table 2 Main steelmaking equipment and process for pro-
duction of steel 3dMn2V
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Fig.1 Morphology of defect (a) , structure of longitudinal section cross section (b) and (¢) for corner cracks of hot rolled billet of
steel for high pressure bottle
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Table 3 Effect of temperature of liquid steel in tundish on
corner cracks of hot rolled billet
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<150 576 460 116  20.14 42 7.29

1520~1530 1740 1545 195  11.21 83 477
>1530 340 307 3 9.71 6 176
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Table 4 Effect of liquid steel clogging in shroud on corner
cracks of hot rolled billet
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Table 5 Effect of [ Als] in tundish on corner cracks of hot
rolled billet
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Fig.2 Effect of sequence heats of tundish on corner cracks of
hot rolled billet of steel for high pressure bottle
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Fig.3 Comparison of cast speed curves between heat P0630251 (a) and P630249 (b)
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Table 6 Effect of casting speed fluctuation on corner
cracks of hot rolled billet
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