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A study on the roll manufacturing technology applying powder flame

spray coating technology

Ji Woong Park

Department of Metallurgical Engineering, The Graduate School,

Pukyong National University

Abstract

The purpose of this research is improve the mechanical properties and develop
manufacturing technology through self-soluble alloy powder flame spray coating on the
surface of the run-out table roller for hot rolling. The roller surface of the run-out
table should maintain high hardness at high temperature and improve wear, corrosion,
heat, adhesion resistance. In addition, the adhesive strength that does not peel off the
coating layer by increasing the bonding strength between the thermal spray coating
layer and the base material is also an important factor. In this study, it was possible
to find the most suitable powder and process for roll manufacturing technology
through initial selection of commercial alloy powder for roll manufacturing, hardness,
component analysis, and adhesive strength analysis of the powder and thermal spray

coating layer according to the powder.

_Vi_



I A&

= el 7]

ol

=
B
—~~

R
K
T
B
ol
=0

w0

0

B

=K

0

o

—

o

o) 9]

I run-out table roller, unit roller &

=20
=2

Zd o] of

et

o

KeN
=

o

i
il

o

o)
il
oo
jant

o
0

4o

toe B4 24 A SArtE

5

o) 2

SERERE =T

AlF=2¢ CPC(Counter Pressure

2]

o]
Fa A FH2 =ul/¢]

A e B WTAS ho

ekl A= 7]

ol

Al A

T
v og

714 el A

2

l:

P

M
o
ﬁo
o)
dr
s

o5
o

7

—

X

o)

Fai ok AGrE EAF 7E2 2

J|

sl

—

0

+
ol

do

N

I

KN
=

2 A7}

A2kl

W

Gl

o e

Nfo

Gl

o

A7 el A

%g_g]_r/]_‘s)—w)

wtell A e® 7ol

FA R WA, WiekR g ol

J|



#-o}% table-roller?] ¥ A2 AL-&¥ %17

1
L

A dAdoem ARG H

o)
]

—

;.01_
=3

.

§oehmst

9]

il

=

AAFIE ol AVHOE AHE

o}

5}

2 <

EEXS

Z] o)
1w

4

o)
Wﬂ

el

)
i]o

™

(powder flame spray)©]t}.

O] o} gé] ]—4_‘11716)

e
™

op

A7
Fal Al o

3w etel

A
AN FEA R

protective coating®]t} bulk shapeE #| =

ol ALgHT

of &AM, A Anle] s, el &

=
LA

el

293

)

jze]

0

1%
ol

A ==

)

JELE

=
=

CarbideA}¢]
FHA SEAYUAE =9

o] Abst= 3t void

Union

o

T

=]

%3}

=
= 1l

]_

1950 o 24
Q%

ul

3

gkt
FA 9 M. Boass < &AF I®ZE U

(Detonation Gun)7} 7l2HE] o]
=g S/AAG

07

°



22

Jariy
fils)

-

22

B
=

!

AH(powder

oo

22 A &6 (fusing)

ey
T

14 84

1
T

flame spray)

Al At

—_
fite)

7o
0
ol
dr

7ol

~
do
file}

e

X

ou

M
ol

ZO
—_

—_
fils)

B2Ale wet 239 AE7} 30775714

Ni, Fe, Cr 5¢ FA%¥ 0w 450 7] wie] 53 1

o
fite)

=

5=

3 Al

)

il Zajet 52

9]

W mAE G5 9

Al

o} o] of (wire) ¢} & (powder)©|

kel
T

4

3

&

1
o

FEoe nQz ALY

ol

=K

)
Mo

=3
file)

0

Mo

) <]

7F 3471

{
)
o
=0

Nfo

uzel
Ho
o

o

=i
=

.
A

o bt

sk,

3 oF

she}

$HH 0w

el
Hlo

Uz

il

‘mwo
™

e
25

=
=

Parameter

HAE S A 7

EE P ES
ATt WA o] Fof Aok

IEE

9]

-
T

ol

0

wjr

4

fite)

el

A



of gt}

b B

oR
olo
wAO

=
o

il

Lr_L

B/

el
=

1 124 2.2 EDX, SEM

L

485

ToR

V2]

N
4
ﬁo

)

e

Nd
oy
NI

0
o
14

rvze]

X

ToR
pa

ZO
—_

Jol wt& &4

2l 7

f

Z
9]

Aol A

de AYstark

2 A

T=

ol
=



II. o] 24 WA

2.1. 84S A R &EE

gAHe 1910 =929 M. U. Schoop?t &84 A

2 39S o] 83 7}~ &AHgas flame thermal spray), oF2 I9&

o
>

o] &3t H7]24 &AM arc thermal spray)’} AA| AFg¥ a1 vk 279
|Atoll= Zn 3 #Zol FE WA Age] FE3 AuH Ho] ARREHS
o ARte] Aol A AEE o] FRE OFA HAUTE 19509
= Sdt=vt AEZE Jhdb ol wel o1 84 2%7F 10,000K¢] Zeh=
n} 8A}H(Plasma Thermal Spray) o= ®FA AT B3 3342+
of g E AN UsAE7l FEA ol&x7] AFsal ik &4}
(detonation thermal spray)@< M2 7]<o] 7/1EE At 19609t &
At &2l A AF7E AFREARL o % 1973ddl = -y Seh=vt
(vacuum plasma spraying, VPS)7} & A 8% 7] AlZskth 1930
W e 14 3193 -8 A high velocity oxy—fuel spraying, HVOF)7} 7}
rsjo] Al g AbEHI JeEE P fRlol SA AFe A AA S
Aol oF 30% = FAE L BAF AR, SAF AHE Abets A &
AME AlEets GAl sol ol FrREa Utk FHolA e &AF AR
Al A Al oF 23%E Afsta lom

& At Atk &AF ZH O AE Foks untRA S WA oigh
ZIAARD Bt I”S X3 AFIEA AN

ZHEE, AAAE FEY 2L 15U R gidEn. 841 =
B A A= N w=¥e fAashe jbd @] 2 As At

dell &8 % = high-techol i 7% 7de] FaAds& & 5 Aok



No

2.2. A9

ol

FAZ A vk 7F2=7h spray

oL
[¢}

o] Aojibs Hw 1e

HAl E o

5]

=13
=

1

AL A =27}

olo
o

o]

2

3
ZRE BAEE 2A o] wdto] §

ol A ¢

-

!
Fe kel 9

N

V27 =

2o

=
=

3

o

oA FAsH Y7t

9

)

S spray gun WH T

Mo

oz o}

-
It

W omm o

RS

°o]-&

=
=

=TSR PR AR P PR
2 Aol Atk ok 84}

~
HO

22l 54 wired H71E &9 o=

L
T

]

olo
)

—_
o

o]

=
=

h 84

g oA

i A

A7) o)s

Il

*

Al A

AHpowder flame spray)”}t

&

A

4o

dr

L= powder AEjS] 8A}

Zof wire W

5% (flame)

AP ol ot

= FH o Tl

Cold spray

2 7t4d 7k el &AL



oo R
an
- NF T
W) o
= o M
R T |
Wz %
wﬁ do = &,
Ar -y
B! ﬂrL ol
% w o
S
o =
= 0
.y
1_ O#E .._ml XO
- &l mw %
= W _ A
%o B 2 o
)
" = =
SEE
it Mo
v T &
s o 4 M
AT
iy g N
M T £ o
® X 8 OW



2.3. A 54

iz
bt

7ol

4
Aqr

~

=K

7ol

ZO

_Z#O
‘BO

Bk

=l

E'ﬂ]'7]' EEE]:]—,_ 9\)]\1—4_.27*28)

5]

=

i~

g % g
b wob 84} oy ARe

obz, olAlE, MY &t 59

[e)

R

HH
el

T
w

ag
B
o)

B
=

o
ol
®

Ho

of
o
<]
A4r
B
o}/

/

2.3.1.

=K

—

el

¢
oW

]

4r

)A
ik

]
B
i)

H
4r

ol
=

<=

[Fig.2.1]oll Ze}=nt A E <]

=



—~
fife)

17] o))

5]

Sl o &

24}

SR

1

H
=

232. 4% 449 7%

i)

e

N

jucfl

=3
"o

sege AR

of WE

LAEL 714

ul s

EEEE

Al

o
Azkel Hobd $EEA 2 FHE

=,

7}

ke
j I

Ao} 7h

atm mle A A o] shx

s

s}

A

L

1
T

i 4714 U

)

ol 7h5

_er

(4.2.1)%

(Ug— Up)

3 quD
4 ppD

d Uy/dt

&

=

o

el

iz

B 3um A= =2 Yo 729k

Ay
e

~
il

e]
4r
N

M
4r

%

F o]

<)
R

ol =

Far glot.

[

MEE L£wvl daHor F7}

14

]

% 7o

beol 2

qog 7

A %
= =1

2 =5 AddAiyg 7

jant

)

o
J_HO



=

o

ik

—_
fite)

B

ol
<

rvzel
fini
o)/

olp

B

—_
o

mH
]
B
it
1
o}

o)
-

—

0

—_
o

rvzel

N

(4].2.2.)%

A7

GAke] A o],
7bE 7 Wzto)

)

233 &8 U429

)
—_

o

olo

o]

—~
fite)

xd &35k

27F 2A)

o]
H

50pme YA7F 200m/s®E S =

Al ZE2 0.25ps7F

1
T

Ho 3

g
ﬂﬂ

oo
oI
i

ol

rviel

,ﬂl
=

=K

)

—
fIfe)

=

—_
0

0

AA2e old X7t EAFI 7}

]
=

oW

el
T

—

NI

o

oF
ok

i

_‘]0_



o
e
o
o

E)
ﬁo

Bl

B

o)
-

N

o] m AT Z(Microstructure) 9+ &4

=

©

2.3.4 3

5}

|

EREE I

hyA
It

12 A

O

ﬁo
ﬁo

o
s

Q7 Al b

1
=

1

;OH

ojn
Tw
B
=]
)
ol
o)
4r

_z_o

7} 2 A

™

T2 AW o W

A *

ISl

1/]»]5]-‘;”_1’4—.30)

9] A9 (bond strength)

29%

fvze)
_ZTI
T

ToR

Pyl

o}
ZO

Tor

%
o)

o
olo
o)

s

ot

_‘]‘]_



shear test,

scratch  test,

indentation and

test,

F2  Pull-off

o] 2ol gk

R=1%
[}

double-tortion test, four point bend test

(Residual stress)

ToR

AR o] 2

1
T

A

I

=
;O

,HO

of
i

dr

o

)

)

% & (young’'s modulus)

Iy

S

=
=

=A% four point bend test

=]
=

eHA A= (X-rays elastic constants)

74 = (hardness)

_50

-
,HO
ie|
)

b
ﬁo

o] E+5 AA yEhdu. Iy

e

=

s

i

L
=

I~

olo
o)

~

Wr

% Shore, Vickers hardness

Z o
- —

Sy

o=+

g

S

_Zrl

M
ﬁo

_‘]2_



Radial distance (cm)}

2.0

i
=]

=== Measurement
— Calculation mm."

=== Measurement
— Calculation

-
-

2 34 56 T B9 10111213
Axial distance (cm) Axial distance (cm)

[Fig.2.1] Temperature and velocity distribution of plasma

Dia. | Meas.| Cal

400

300

200

100

Particle velocity (m/s)

Axial distance (mm)

[Fig.2.2.] Velocity distribution along jet center
line at different molten particle sizes

_‘]3_



3800
B 18 ¢m
3600

3400 46 im

3200

Temperature (K)

3000

280071

LY 1 1

Og 5 10 15
Axial distance (em)

[Fig.2.3.] Temperature distribution along jet center line at different
molten particle sizes by plasma spraying

_‘]4_



2.3.4 8 &9 v A FZ(Microstructure) ¢t E4

5}

¥ glel

oa
3t

12k BAY

0

e
e

)

KeN
=

A 9ol o}

o]
I=]

[eJie) =
89 o=

’

o

2

I

o]

ojn
"K

(o
22

o)
dr

STy

]

o

92 ol g 7ol

vheba e

o

¢] A3%3 (bond strength)

=

©o

A

2

shear test,

scratch  test,

indentation and

test,

T2 Pull-off

o] zxo]a ek

==
[}

double-tortion test, four point bend test

ZA5H 23 (Residual stress)

A
=
ZO
‘BO
of

I

o] <2

B o] BAT

o= ]
=

Aol

_&O

m

=
) ﬁo
,B'O
I

ol
|
olo
4qr
et

o] MAZ G dHA e o

TR

)

_‘]5_



.

Y e RS R} oS

o

o 2 4

% & (young’'s modulus)}

1

S

=
=

=A% four point bend test

=
=

eFA Al 4=(X-rays elastic constants)

74 = (hardness)

No

il

,Bvo
™
)
IH
,.__AO

o] 245 2/ vheudt Lejy ¢

@

2

s

4r

L
=

e
olo
ol

~

o2

)

=
o

o)
[ET

jzel

il
sl

oF
Ny
TO
)

ox

£
olo

p—

0

% Fopop grp¥

A=

)
o5+ dut

npRLAJ o] A7)

AN S

l?jio

=0

2 Shore, Vickers hardness =% X

.S Ke)
] —

g

A

N

H
ﬁo

_‘]6_



2.4. £AF A8

R4

@ Aot AuEgen

of we ther

AT/t A Ut §A AR
3%, AsE 5o AegA, 51

RN P ERSE RS EE R

j=i1e]
TS5 -

Toll= 53 A Alm el

B &AF el we oo

o

3T
=

g

AT,

}a1

5|

2 Fum T100um@ ==

FHA AR

=K

o

3 5AY WA, ek

Jo

—

0
N

A

-

=Y A"EAEE AASHEM Ni-Crada 2 W

=K

=31 MCrAlg

]t

dol AbgEth No-Alg

59

Aqom Mo, W

A=A Az

He

.

S ELE N

AlO3

-
T

AL, AR A EEA AFFE AL

_‘]7_



H7hsh

=
=

A1 9F TiO,

S

oFstut.

1
1.

=3
"o

22!

Hlo

=K

i

CermetA A =404

of agA Al

=1
[}

3}=(TiC, ZrC, B.C, WC), 28 (ALOs, ZrOs, ThO,)

2~ O S
cr5el g&& 22587

=i
=

293} Fe, Mo, Ni, Co

o

=

oj

AlRE 500 o] ol A =

oF
=)

Q0] 1}7]

= 500TCo]slollA W3 o]
WoC 2 CosWiCE

WC-Co7|

9 38°88 T

Fo}. CraCoAl

483

§A1 o

Fod MoBi®¥Hel Ni

3

Lo g ARgol

1
T

t}. MoB-NiA

_‘]8_



"

B

H
ajo
ol

A

2.5. &A}7]

=24,

Sl

H71 o

3|

ato] Az

A 2EY WA del2 o], el AR

=

o] 7]

Tor
o

ol

B

!

s

Hlel PAAR AL

S|
=

ERCES LR

3|

Sk

7F 25

T4

LML

ln

871 Wl AERAA, AU

=

DES R

A2
=

7F2~EHl 1

_‘]9_



shem £ FF R AXAF 5 dE W& ok [Table3.1]el et

[Table3.1] &E8ta 222l Al

e = e 54 A=A
WOKA 3102 WC Base(88% WC) Oerlikon
METCO 16C Ni Base Oerlikon
METCO 3IC Ni Base + WC 35% Oerlikon

1360-20 Ni Base Hoganas
1355-20 Ni Base Hoganas
1355-20-35% Ni Base + WC 35% Hoganas

_20_



g JeolAte] JSM-6700F SEM=< At

S

171
ow oluf 7}F&H<Qt 5.0kv, working distance

°

ZA}

1

bz, i

)

2lmm=

1
T

B
fi%e)

oo

1

ol

30mm,
5

A
=

==
K2

=

j=}

& WA
A ZE Mold

°©

°o]-&

atslem EDX9 oln|

2.78um, 7}&%

5

1

=

=

=

e

-
AT

o5 ]

B

ato] ¥

[€)

3 A

A A7)
[e)
)
2l

Al

o
in)

t] 9

=

=

It
13]

-

°©

=u}e8 Mold

1502 %3y

[e)

L+ 512 by 340, ©]"A

20mm 2]

)2)]-

1

S

5.0kv, &

A]
=9]

dskA Z vk Mold

AE 427 &3t

I~
T
T

o
NS

=

—~
fie)

o
i/

el
iz
k!

7ol

o4

=

=

d &= 7] (HM-210)

7

H] 7

< Polishing

M
ﬁo

o}
_ZMO

22!

o

1< 0.01Kgf,

S

F51 o

S

ol H2A 103 o]
oz YEhydT

O

_2‘]_



3.5. Powder flame spray

3.5.1. &4 4

]

S
Q84

&5 ©
49

1 37FA] 71 ZHo =

S

2 9

3 84

RENES

’

REE!

P el A =

A
ful

ﬁo

il

]_

)A
i)

)

u}

=
=

& A A AR

N
ey

X

oo

BL
file)

_ZE
H
ol
N

Nd
oy
NI

Ny

I
fite)

i
iz
el

b
ﬁo

‘_Ir._yl

—

7 W4E [Table3.2]9F 2t}

3.5.2. &AF AlE AF

do
Ul
il
.

w}

I

o]

= =
ST

Ay

9] base® AL&HE=

=
=

39 A 2oz

A

al

STKM13A%} SCM440¢} 2F /& EA=Z A}

iz

e

Asheie.

30mm, *°] 10mm,

=
=

7k A

el

ToR

AAHE 16% =

=
=

0.01Kgf,

=
5

3

[P

S

(HM-210)& °]&

—_
o

olo

el
B
ool

_22_



2 103]

ol

e AT

ol
Hlo

e

M
ﬁo

ZO
2!

_23_



o} A
o} Al
o} A

T LY
S L G
< <

of A R =l

o} Al
o} A

200

250

[Table.3.2] = A

do = & X W (mm)

(kg/cm?)

_24_

o} Al
o} A
o} Al

300




A}
g

=

=

T

o)
yal

OX]‘

i

=
=

71

0571.0mm =719 aluminum oxide
1007150mm <]

=

o
A&

o

9
13=]
=]
A}
=

o
H

£9] 4

lol  4.075.0kg/cm*2]

45790° 2 = & tilting 3} A

<]

&

=z
QLN

e 0.8mm= 7]

Ao

3o
9 gk

A
K

ol

FAom Al

Xéa‘

S|
=

25um=

[e)

R

H
=

e 5 4Amm=

YA

Aol AL

A

H]

=

=

w % 7hA]

o)
=

] Ra 44 ~ 487 Ra 50 ~ 55

S

B
fi%e)

Ef

0
o
el

X

A t.

o

3

°©

4

[e)

=

base®} Ni base + WC

A,

ofelsh el

—
fIte)

1

7

o

o

g A

o =LA

=

bol gAh3
I Bkg, FAIAIZE 15

J|

°

AL

=

ey
T

o

%)

ol

3

x5

=
=

136°9] Tho]ob e 9lx

o

)

]
-

R
xr

—_
o

_25_



3.7. =3¢ NI

G BEol EAet = A EA Fdd st RsYs

7] Sl AlEwHelAds stk AlEHol A AMER ZE
Radiosseh+ HIAE FEa4 z2afogxn Aldd 4 EAE
FEAQ A EHolt. TE L Skd A, FxEY ANMEE

7] 98 A AAACR B sbdatel AFEE AL gtk

Ao A AbEE = A8 3F B8-S Ni base9t Ni base +WCo]th,
T3 ZAE AARS AEHo]AdE HdAsto] o] F Uk FF{ O

stEl= A A AYES AFEEA

o w ol el FeEel HAa
XA 212 [Table.3.3]9F 2.

[Table.33] &=all4 Al =A

T Ni 5% Ni + WCHa+¢
A A2 (mm) 200, 250, 300
TE Gw w2 BA4g
100
(g/min)
Nozzle 274 (mm) 4
24 A& Steel
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Material SEM o]u] %]

WOKA 3102
(WC Base /
WC 88%)

METCO16C
(Ni Base)

METCO 31C
(Ni Base +
WC35%)

1360-20
(Ni Base)

1355-20
(Ni Base)

1355-20-35%
(Ni Base + WC
35%)

[Fig.4.1] &+& &= =22 SEM o|o[X|

0
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Image Name: metcol16c
metcol6e Image Resolution: 512 by 340.
Image Pixel Size: 2.78 pm«
Acc. Voltage: 5.0 kVe
Magnification: 150+
Sieve analysis: 45 — 150 Microns«
Full scale counts: 2744 metcol6c_ptl

Integral Counts: 42921

0.0 0.5 1.0 1.5 2.0 25 3.0 3.5 4.0 4.5 5.0

Full scale counts: 3407
Integral Counts: 53940

metcol6c_pt2 Cursor:  4.500 keV

3K

2K

1K

0 T T T T T[T : =
0.0 0.5 1.0 1.5 2.0 2.5 3.0 3.5 4.0 45 5.0
kev
[Fig.4.2] METCO 16C EDX =44
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| Image Nama meico 3ic.
ilmage Resolution: 512 by 340
| Image Pixel Size 2.18 pyms

metco 31c

|Ace Valtage 50 KV
| Magnification 150-
Sieve analysis 45 — 150 Microns.

Full scale counts: 2856

Integral Counts: 50611 metco 31c

0.0 0.5 1.0 1.5 2.0 2.5 3.0 35 4.0 4.5 5.0

Full scale counts: 1554

Integral Counts: 35635 Merco 3o

1500

1000

o — T T T T
0.0 0.5 1.0 1.5 2.0 2.5 3.0 35 4.0 4.5 5.0
kev

[Fig.4.3] METCO 31C EDX &4
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Image Name: 1360-20«
Image Resolution: 512 by 340.
Image Pixel Size: 278 pm«

1360-20

Acc. Voltage: 5.0 KV«
Magnification: 150«
Sieve analysis 50 — 130 Microns«

Full scale counts: 2162
Integral Counts: 54937

1360-20_pt1 Bt ASO0KEY

2000

1500

1000

500

0.0 0.5 1.0 1.5 2.0 25 3.0 3.5 4.0 4.5 5.0

keV
Full scale counts: 2734 1360-20_pt2 Cursor:  4.500 keV ‘
Integral Counts: 51332 7 Counts.

3K

2K

1K

0.0 0.5 1.0 1.5 2.0 25 3.0 35 4.0 4.5 5.0

[Fig.4.4] 1360-20 EDX &4
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rlmage MName: 1355—20—"l

1355-20 Image Resolution: 512 by 340«
Image Pixel Size: 2.78 pyme«
Acc. Voltage: 5.0 kV«
Magnification- 150+«
Sieve analysis: 36 — 150 Microns+
Full scale counts: 3830 1355-20_pt1 rsor: 0.783 keV
Integral Counts: 56988 411 Counts
4K
3K
2K
1K
1] = = .-
0.0 0.5 1.0 1.5 2.0 2.5 3.0 S5 4.0 4.5 5.0
kev

Full scale counts: 2988 1355-20_pt2 Cursor:
Integral Counts: 47119 L

0.0 0.5 1.0 1.5 2.0 25 3.0 3.5 4.0 4.5 5.0

[Fig.4.5] 1355-20 EDX &4
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Image Name: 1355-20-35%-1
Image Resolution: 512 by 340+
Image Pixel Size 278 pm+

Acc. Voltage: 50 kV«
Magnification 150«

Sieve analysis: 36 — 150 Microns+

1355-20-35%-1

Full scale counts: 3312
Integral Counts: 54394

1355-20-35%-1_pt1 5 0.783 keV

3K

1K

0.0 0.5 1.0 1.5 2.0 2.5 3.0 3.5 4.0 4.5 5.0

Full scale counts: 1448
Integral Counts: 43087

0.0 0.5 1.0 1.5 2.0 2.5 3.0 3.5 4.0 4.5 5.0
kev

[Fig.4.6] 1355-20-35% EDX &4
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BE grol 7hE v e BEE 1355-202.% 698.9Hvel i 7HE =&

HBEE 7MW e 82 1360-200.2 998.5HvE LFERRLTE

1l
~
B AW AR A aeklge s W Aae Rwe] mwe] thy

e

Fez Jeus 72 mde] 9xe Rutult zlolrl vz wio] 1
AA7F | AA dEd £ s Aew dvdg
[Table.4.1] 2t 22 A|Hoj| st AE =8

g4 |1 | 2 | 3| 4| 5|6 | 7|8 ]| 9|10 =

Metcol6e | 910 | 806.7 | 677.4 | 856.3 | 941.6 | 8239 | 7698 | 904.3 | 867.1 | 689.1 824.6

Metco

Al 944.2 | 8204 | 8231 [ 969.3 | 9645 | 967.2 | 932.1 | 789.4 | 867.3 | 807.9 8885

1360-20 | 1012.2 | 981.4 | 10086 | 942.3 | 1024.1 | 994.1 | 988.4 | 10215 | 1014.3 | 998.7 998.5

1355-20 | 7526 | 649 | 6786 | 7235 | 7158 | 669.7 | 6823 | 712.6 | 6714 | 734.1 698.9

1355-20-

450 8352 | 6781 | 9729 | 866.2 | 953.1 | 6452 | 932.6 | 899.7 | 912.8 | 752.1 844.7

(Hv)
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[Table.4.2] &= %o st 2= 24
Fe 2 % &= (Microns)
Metco 16C 45-150
Metco 31C 45-150
1360-20 50-130
1355-20 36-150
1355-20-35% 36-150
Grind m
—>
[Figd7] &3 &% AlH HMZF Al
azield ME gg 2ol 2AX

_36_



4.3 8/ FAdxzH AA

EAF Al A AL BARERAS AT fte] Ak obAldEl, &4
A AL 5 37HA WE F 27MA = nASA 1) HFE JMHAA I
A7 E [Fig4s8l, [Fig.d9], [Fig4.10lel Wep et Aba 9 oAl &
& 7247} lkg/em? 2kg/cm? 3kg/em?O® Bl 84 A AFE 200mm,
250mm, 300mmo. = Z1& WA A &AF e FaAe AHRE o

o e AT

Boig A9 [Figasl, [Fig49),
"3} 2ol AshEA eAY sy

b s [Fig.4.8], [Fig.4.9],
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% (kg/cm?)

A4

<

SAF 1 Hskx

1=]
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o} Al

ol

SAF A AZ 200mm
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[Fig.4.8] At HEl 200mmoll Al 2] Ak~ ofM|E &l 2kof
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% (kg/cm?)
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<

SAF A AZ 250mm

ur

0f0
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[Fig.4.9] At Hel 250mmoll A 2] Ak~ ofM| €&l 2kof

_40_



% (kg/cm?)

A4

<

» o+
et
W op
g o 1R do
E =
ny
B
§ = oo
HT._ OH_O
!
ol

AN

&
T s £
T3
T2

A A A9 300mm

[Fig.4.10] AL 2l 300mmoll M o] Ata ofM E & 2o

i

0fo
up

_41_



2Ae Fioke BAQle] M= A= S B ol SAEE S

o BAEE mAY R BAL g AL @

[-'O
QL'
>

[Table.4.3] 2+ &AL AlHo| et 2= &8 Z 1t
1 2 3 4 5 6 7 8 9 10 e T
Metco
16¢ 804.5 | 801.2 | 790.1 | 785. | 790.1 | 7854 | 777.2 | 790.2 | 780.2 | 780.2 788.8
Met
36120 901.4 | 9129 | 9135 | 920.2 | 9184 913 914.2 | 915.2 | 921.1 | 930.2 916.9

1360-20 | 845.6 | 8482 | 837.6 | 841.8 | 8454 | 837.2 | 845.6 | 8387 | 8437 | 8436 | 842.7

1355-20 | 775.2 | 750.2 | 745.3 | 740.2 | 750.2 | 756.3 | 755.1 | 750.2 | 751.7 | 759.2 753.3

1355-20-

504 850.2 | 834.2 | 880.2 | 8782 | 890.5 | 877.2 | 857.2 | 8904 | 8324 | 871.2 | 8712

(Hv)
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[Table.4.4]0l A +=

HAs7b |74 Y =dd o

1
T

Au 33 A5l

|2 A A7 250mmeo] a2

ke,

AbE A

=]
-

o1 4]

[Table.4.4] At

814
696
X
342
718

740
655

4
)A

698

734
630
730
782
710

614
634
641

690

712
s
724
752
X

610
712

kg/cm?

2
3
1
4
3

2

]

T

W my

oL A
o} A

o1 4]

200mm
250mm

300mm

do = T W (mm)

(Hv)
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Contour Plot Zentour Plot Contour Plot

Von Mises{Scalar value, Mid) Jon Mises{Scalar value, Mid) Von MisesiScalar value, Mid)
Simple Average simple Average Simple Aver age
1.889€.01 1716601 1.908E-01
l 167901 [ 1525601 [ 1.6966-01
1469601 1335601 148460
= 1.2606-01 = LIMEDT = 1neon
1.0506-01 9533602 i 1.0606-01
BIOTE02 7627802 BABIE02
6.298€-02 ST20E-02 6381802
4199602 3813602 4241602
209902 1907602 2120602
0.0006+00 0.000+00 Q.000E+00

o

[Fig.4.13] Ni base &

E QXX
. —

4 — 1

o

m
o HI
Rl
]
N
i}
N
o
(@)
3
=
N
(&)
(@)
3
=
W
(<)
o
3
3

0ok

[Table.d.6] At Z4 Helof g ZHF-S(Ni)

s+ / Spray A+ Z A5 Stress (scalar value)

Ni / 200mm 0.09

Ni / 250mm 0.04

Ni / 300mm 0.11
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Contour Plot Cantour Plot Contour Plot

Von MisesiScatar value, Mid) Von Mises(Scalar value. Mid) Von Mises(Scalar value, Mid)
Simple Average Simple Average Simple Average
1678601 1176601 1678601
[ 1491601 [ 1045601 I 1491£01
1305601 0144602 1.305€.01
— 1119601 — 7838602 = 111BE0
9321602 6532602 932102
[ TA5TE-02 ! 5225602 l TASTEOZ
| S5.593E-02 3919602 5592602
3729602 2613602 A7aBED
1854602 1306602 1.854E-02
0.000E+00 0.000+00

0.000E+00

[Fig.4.14] Ni base + WC &g 222 A 24 AHZldol wWE 22X 9
HRSH dE ABEH A A He2l 200mm, 250mm, 300mm

[Iiy =

[Tabled.7] At A4 Helof & zFSH(WC)

of

ks / Spray A&l

WC / 200mm 0.16

A5 Stress (scalar value)

WC / 250mm 0.06

WC / 300mm 0.10
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