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Abstract

Taking SWRH82B as the research object, combined with the characteristics of steelmaking and
No.3 billet caster in a steel plant, the research on the production process from smelting to conti-
nuous casting was carried out, and the characteristic production process of continuous casting of
small billet of cord steel in the plant was established. The quality of the billets produced was good,
meeting the needs of the next process. The mechanical properties and metallographic structure of
rolled wire rod meet the requirements of users.
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1. 5]

SWRHS2B #4557~ s s i Wb it 00N o Ve - 45 W FH AR 2 TN e 2R i £ AR, T2 B T
mEES. MRS, AT, B, WIS SEE K TREIH[], BRMZDLAE EWHMRE. Mm%
R PRI Rk RE[2] [3]. PIIMAMEZRA FaE A s« A r AN, A 2R B A R RIA & &2
B SR G AL, X EHR IR T @B R (4] [5]. FEN) RIS A 7 = A R R Bk, 4
BB REEXM, SR EE BiaE. LF /. RH S0, EHRT 5T, FFR SR
T SWRHS2B A7 T2, NEELEEHE A F A&7 BT IR & 48 E 5 k.

2. BERBAREX

BN T TZAR, AFREFRAL . WaaA 7] R ELAL 2 M ZER AR AF[ 1] [2] [4] [6]. %) 45&
BLENLE) X SWRHS2B #AVEL AL 2% (1 T 2 S A PR RE LR, 0UE T SR IAL 22 ey (LR 1), D15 M RE4R bR
(W3 2), MATREL RSN FZNRIRE, RIRIELE > 85%, &8 RBVIVFHER(NE 3)PA K
HEHE MR H R ER & B RAZUI A KT 2.5 Ko

ik

Table 1. Chemical composition of hot-rolled coil design (mass percentage)/%

1. BEBFRITUERS(REREF L)%
i H C Si Mn P S Cr Ni Cu As
FI4E 0.78~0.83 0.15~0.35 0.75~0.90 <0.030 <0.030 0.20~0.28 <0.20 <0.25 <0.020
Wiz 0.79~0.82 0.20~0.30 0.78~0.88 <0.015 <0.010 0.20~0.25 <0.20 <0.25 <0.020

Table 2. Mechanical properties of hot-rolled coil

2. BELBEWNF R
e H1%/mm PR E Rm/MPa Wi 4s % Z/%
SWRHS2B ¢12.5 1140~1250 >20

Table 3. Non metallic inclusions in hot-rolled coil/grade

%< 3. WELBRIES B RIMTR/R
A B % C % D%
AR EHER AR 4l & AR EHES AR I
2.0 <1.0 <.0 <1.0

3. RIEHFH
3.1. TEHiE

AT #eg A5 BN L2 &FERAARRAE T E[7] [8] [9] [10], %) 42/~ SWRHS2B (1) 1.
ZIREE N POKTALEE - B IPa s - W E WG - LF Kbk - RH FL 0B - 3#07 %R (160 mm x 160 mm) -
S i s ) M A R 2R LA
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3.2, HIMERREENR
JREAT /L7 SWRHS2B i) -2 T 2% 46 M P e S 42 4.

Table 4. Main equipment parameters and performance characteristics

T4 EBRESHRMERR

TE%e% T ESHCRE e

N Mgkt B A BB R S8, B AR BRI 36~20 kg/min, ATARYENFD A REATIRIGE . M

PN AP 120 M SR WY, RARIE AP ST BOR, ISR, JEry
KISk WRE R TTE, WE AL BRI SRS
LF Kb A, O, IEEREARIIRE, P FHREEE r[i£2.5°C/min

RH J75 b33 B, EBRFIR, oM, BEE 1550 ke/h, EAEEEWTIX100 Pa

ofledi Ay, #HLAA210 m, HEKE~35m, WIHI160 mm x 160 mm, 4554 B WURIRED,

3R APl TAERIEO~3 m/min

33. XBTHFIZITHIZER

3.3.1. HBIEBIE

KR ARTE R, AP AN S <0.010%, Fh 2 ri[C] > 0.05%- [P]1< 0.010%, HNIESE >1640°C,
AP I R N TH R P KRR A AT IR, R 4 SRS BN — 2 BRI, NP EIRA—E
WAL, KRAESSE T2 MmN R N R, 0 M B2 EEEHI7E 80 mm PAYY .

332.LFRELE
WG S SREINEMA K. AR . FBIHEER, HRE 2.0~3.00 #/KH 5 S <0.008%, H
VEATME NS R AT 45 A0 2R,  H IR T 1570°C~1580°C 2l

3.33.RH EZAETE
HAE <3 mbar A E] > 14 min, ESACPEGEE] > 18 min, H b i MEANTESS 26347450 B,
JEHRE > 5 min, RH HubiRET 1520°C~1530°CHH) .

3.34. EHIRF

HESEIR ) 5N e 2 i PR RBE A AR ORFEIA[4] [5], B ORIRTS R AF 56 IR EE ol &, HE46 K ] ZEME %
W~ I RIS T 2R, G fER A M AR R Pe RR, WiE L FRZE AR, i E
KH PC-1 FBRALFE 572 X2 78 55 770 1R B AR IR 4% 1490°C~1505CHaffill, LRI EAR KT 30°C [4],
KPR AN S A R, AR RAA KE, HKEN 0.6 UKg, SKFFISE 28 FUEE E A i s i ik,
F7 3% 1.60~1.90 m/min (H A% 1.80 m/min) 3%, {REHEHE B

4. AP IEEFIELR
4.1. LSRR

4.1.1. FETIES
NIPER IS /2 <0.010% 14 H1E5R, 601262, 701172 M4 IR AR TN, Bl AR5 2 (10l
0.011%), AR E 0.009%, 4= 2 0.010% M A E R . 2% T m i sl a1 ps.
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Figure 1. Process sulfur control diagram

B 1. SIEmEE

4.1.2. TETERHITH
B TRRIEESR, SRR AT EEH], P 4 HI UL LF BEEREONUE, LF G5 Hbs
THIRZEFEALE 0.02%LA, RH BESHTHROE, 2iE B, 2R TR, VR HE L2 5.

Table 5. Main chemical constituents of processes (mass percentage)/%

#5 IFREZUZERSRERTL)/ %

FEITRREA T, %

Rt TR ,
C Si Mn Cr
LF it 0.77 0.22 0.78 0.20
LF iH 0.79 0.20 0.78 0.20
P20601262
RH i 0.79 0.20 0.78 0.20
RH H 0.80 0.24 0.81 0.22
LF it 0.78 0.18 0.79 0.20
LF i 0.77 0.19 0.79 0.20
P20701172
RH i 0.77 0.20 0.82 0.22
RH 0.80 0.24 0.84 0.22
LF it 0.76 0.18 0.73 0.18
LF i 0.77 0.20 0.77 0.20
P20701173
RH i 0.76 0.23 0.81 0.20
RH 0.81 0.25 0.81 0.22

4.2. SEEEEH

FRE AP iR, SRR R, SECPRESE LR, & T EREEERILE 6, T
() B3 Pl an 15 2.

Table 6. Process temperature/°C

Fo. SLFIRRE/C

TSRS AN SSE LF ik LF ik RH 3 RH Hi¥k T E )
P20601262 1640 1550 1520 1614 1605 1552 1504.5
P20701172 1651 1563 1519 1586 1580 1529 1495.2
P20701173 1647 1542 1494 1578 1572 1527 1494.2
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Figure 2. Tundish temperature control

2. HiE g BT

4.3. RIRAZH

DR EERLE A BT R REN, BT 2 S ROE i 1.60 m/min #56], 58 3 prhiiddi 1.8 m/min $H], W1E 3
PR BLE I H BN E -
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1.9
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Figure 3. Casting speed control
3. R HIE

5. IIEHER
5.1. LERSY

RIeAE 7= SWRHS2B i FE. Hh 5 B MWL NIEER, RO EEHEE 100%. LF
A3 AT IAE Y 35 R VU 2 P (R B8 45 SR LR 7).

Table 7. Composition of finished wire rod (mass percentage)/%

F=7. BERSES(REB )%

VSN C Si Mn P S Cr Ni Cu As
P20601262 0.80 0.24 0.80 0.008 0.008 0.22 0.03 0.04 0.009
P20701172 0.81 0.24 0.81 0.009 0.009 0.22 0.03 0.04 0.008
P20701173 0.81 0.25 0.82 0.008 0.006 0.23 0.04 0.05 0.01
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5.2. EIRMRERIRT

1% YB/T 153 FIRUEXHEFRIATIRAEHLUG L, (AR I A RELT, 5 TR B Py R UL 1 ik
B, LT A DB AR O 0.5 20, FRIRARAT ILIA 4.
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Figure 4. Macroscopic structure of cast billet

4. PRI BAUR LS

7£ 160 mm x 160 mm 55 A5 WT T _EERESAEEAT T BTk, B5ERESRE S 5, B ERRR BT 45 %1
AT 6. & 6 ATUAE HAERIE N 1.6 m/min F1 1.8 m/min 1550 T B R BR IR HT 2 54 K.
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Figure 5. Diagram of drill-like location
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Figure 6. Segregation distribution of cast billet

6. SR

53. (LBIEFRERA

R L EH AT ELEIR 0125 B8 %, %8 GB/T13298-91 (&8 B LUER ) (111K
QN/ZH-10.7.3-2003 (@b EH A AELS & T OB AR E L) » AT SRS & A S A0 4
ZUMEL 31T o RS T1 5 RE S AR ARS8 It . R IR R EI TR 08, $UPaRSE 1152.5~11186.5
Mpa, Wi 4E 2 30.5%~36.5%, 2 EKAELEK 85%~90%, Bifk/Z <0.10 mm, #5%MbT 1.0~3.0 %, M5
BIRAE 1.0~1.5 %, LI M 1E 0.5~2.0 2%, FRDVFRIIE 0.5 HULN, S IUHRAREH 2 Pl sk, F%
BFR N 8 Fivn, A SAHA N 7.

Table 8. Main performance indicators

8. BEEEMBER

\ e 2L 28 51114
" = ;B %LB - " Je AN 2%
T g, KW o T
N Pa ’ x Hr/ /m
A &/ % DS
1% 2%” p m
% g M 4 Ml oA M@ M

k11765 305 8 B2.0 1.0 1.0 007 05 0 0 0 0 0 0 0 0

P20601262
B 11675 315 90 B30 20 15 010 05 05 0 0 0 0 0 0 0
k1177 35 85 Bl1O 1.0 1.0 005 05 0 0 0 0 0 05 0 0
P20701172
B 11525 355 90 B20 1.0 1.0 003 05 0 0 0 0 0 0 0 0
k1172 35 90 B2.0 05 10 005 05 05 0 0 0 0 05 0 0
P20701173
& 11865 365 8 B20 20 10 004 05 0 0 0 0 0 0 0 0
s 1140~
PSR 1250 >20  >85 / / / <0.5 <2.0 <1.0 <2.0 <1.0 <1.0
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Figure 7. Typical metallographic structure of wire rod

7. BFHBERER

6. R RIEW

1) W) HAr & B &4 7" SWRHS2B [RET. A7 T 2T, Bk LA B3 R4, A7E
TN, AP R I A R R A, 58 A R BRI R .

2) WA YRR 1152.5~11,186.5 Mpa, Wi 4iZE 30.5%~36.5%, & IRMAALE 85%~90%,
B MIAES B IRV RAE 0.5 LA, HIEEF, S840 R AR BCE R

3) BASHIGIAELE 1.0~1.5 HIV S TSR, 0.5~2.0 HIFLE M 5 ICAE, Hril N S8R IR

—REXR,
4) SERRITARACAE 0.90~1.20 ey, LRRBBEFHIGE, AFITIRITEH], T —SAMRER b

R

S5 3k

1] Z=E3CI, XUF], ZEF90N, 5. SWRHS2B #5%% W R G H[1]. PENAR, 2012, 30(2): 35-38.

2]  ZEHT. 1860 MPa 2 TN /1L 2k K 82B #ELAL S A= BORMEANT[I]. MENEH, 2016(6): 22-24.
3] A%, T#%. SWRHS2B fL&A~ T2 A SHES[I]. b4, 2018(6): 10-12.

[
[
(3]

[4] ZERth, ERE, FigRE, 5. 82B SEIRME T FIE & fe il 003 W 55 [J]. %%, 2011(Supple 1): 42.

[5]  HSCHT, VFBRLr Aum R P ST RN T2A SR A OB AT I RA M), RRERAN, 2010, 31(1): 28-29.

[6] F&F, Bouk, TRE, & SPEBEKLHNTILSLET]. w4, 2014, 219(3): 10-14.

[7] WeE, S, E&h, S KEANTR J1AN L 2 SWRHS2B XA T E[J]. 4L, 2017, 34(5): 67-71.

[8] #A&, T, WRIG. e i TN A0 22 T N AL R AL 2k I FE R F D). ANERBLEK, 2016, 37(1): 42-47.

[9] XISrfd, sk, E S, 45 SWRHS2B fle14~15 mm #5445 4 P2 SERR[D]. RFRREN, 2018, 39(4): 23-27.

[10] Z=IEE, K3k, B, 25 7KK 100 ¢ $ 0 B st T 20a 00 S i A F= s B [T]. RRIRN, 2018, 37(3): 39-45.
[11] HHE NRILFIEG A T, GB/T 13298-91 4 )8 A a1 7772 [S]. dbat: = EARE H b, 1992.

DOI: 10.12677/meng.2020.73021 154 ek


https://doi.org/10.12677/meng.2020.73021

	盘条钢SWRH82B的生产实践
	摘  要
	关键词
	Production Practice of Cord Steel SWRH82B
	Abstract
	Keywords
	1. 引言
	2. 盘条技术要求
	3. 试验条件
	3.1. 工艺流程
	3.2. 炼钢主要装备情况
	3.3. 关键工序工艺控制要求
	3.3.1. 转炉冶炼工艺
	3.3.2. LF精炼工艺
	3.3.3. RH真空处理工艺
	3.3.4. 连铸工序


	4. 试验过程控制情况
	4.1. 成分控制
	4.1.1. 过程硫控制
	4.1.2. 过程主要成分控制

	4.2. 过程温度控制
	4.3. 拉速控制

	5. 试验结果
	5.1. 化学成分
	5.2. 铸坯低倍及偏析
	5.3. 轧制盘条质量情况

	6. 结论及建议
	参考文献

