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Description

Technical Field

[0001] The present invention relates to a rapid-cooling
quenching apparatus and a rapid-cooling quenching
method in which it is possible to suppress a decrease in
the cooling rate of a metal sheet while reducing shape
defects, which occurs in the metal sheet when rapid-cool-
ing quenching is performed, in continuous annealing
equipment in which annealing is performed while the met-
al sheet continuously passes through the equipment.

Background Art

[0002] When a metal sheet such as a steel sheet is
manufactured, material properties are made up by, for
example, allowing phase transformation to occur by cool-
ing the metal sheet after having heated the metal sheet
in continuous annealing equipment. Nowadays, there is
an increasing demand in the automobile industry for a
high-tensile strength steel sheets (high-tensile steel
sheets) having a reduced thickness in order to simulta-
neously achieve the weight reduction and satisfactory
collision safety in automobile bodies. When a high-tensile
steel sheet is manufactured, a technique for rapidly cool-
ing a steel sheet is important. Examples of a known meth-
od for cooling a steel sheet at a highest cooling rate in-
clude a water quenching method. In the water quenching
method, rapid-cooling quenching is performed on a steel
sheet by dipping a heated steel sheet in water and at the
same time jetting cooling water onto the heated steel
sheet through quenching nozzles placed in the water.
When rapid-cooling quenching is performed on a steel
sheet, there is a problem in that shape defects such as
warpage and wave-like deformation occur in the steel
sheet. To date, various methods have been proposed in
order to prevent such shape defects from occurring when
rapid-cooling quenching is performed on a steel sheet.
[0003] For example, Patent Literature 1 proposes, in
order to reduce wave-like deformation occurring in a met-
al sheet when rapid-cooling quenching is performed in a
continuous annealing furnace, a tension-changing tech-
nique in which bridle rolls are placed upstream and down-
stream of a rapid-cooling quenching zone in order to
change the tension which is applied to a steel sheet to
be subjected to a rapid-cooling quenching process. In
addition, Patent Literature 2 proposes a technique in
which the shape of a steel sheet is corrected so as to be
flat by applying tension to at least the whole region in the
width direction of the front and back surfaces of the steel
sheet when quenching is performed.
[0004] However, in the case of the method according
to Patent Literature 1, since a large tension is applied to
a high-temperature steel sheet, there is a risk of rupture
occurring in the steel sheet. In addition, since a large
thermal crown is formed on the bridle rolls placed up-
stream of the rapid-cooling quenching zone which are in

contact with a high-temperature steel sheet, the bridle
rolls and the steel sheet are in contact with each other
unevenly in the width direction. As a result, buckling and
flaws occur in the steel sheet, which results in a problem
in that it is not possible to improve the shape of the steel
sheet. In addition, in the case of the method according
to Patent Literature 2, although there is a decrease in
warpage quantity to about several mm in response to
application of a tension of 15 N/mm2, there is a risk in
that a contraction occurs in a steel strip due to such a
high tension.
[0005] The present applicant has filed Japanese Pat-
ent Application No. 2014-240836 regarding a technique
for solving such problems. Fig. 1 illustrates a rapid-cool-
ing quenching apparatus used in Japanese Patent Ap-
plication No. 2014-240836. In Fig. 1, a jetting device 4,
through which cooling water is jetted onto a metal sheet
5 in order to cool the metal sheet to the water tempera-
ture, is provided in a water tank 1. In the jetting device
4, while the cooling water is jetted through nozzles 14
and 24 onto the metal sheet 5 in order to rapidly cool the
metal sheet 5, the metal sheet 5 is restrained with re-
straining rolls 7 which are placed in the water and thus
the deformation of the metal sheet is suppressed when
rapid cooling is performed.

Citation List

Patent Literature

[0006]

PTL 1: Japanese Unexamined Patent Application
Publication No. 2011-184773
PTL 2: Japanese Unexamined Patent Application
Publication No. 11-193418

Summary of Invention

Technical Problem

[0007] Although it is certainly possible to prevent de-
formation of a steel sheet when rapid-cooling quenching
is performed by using the rapid-cooling quenching appa-
ratus illustrated in Fig. 1, there is a problem of a deteri-
oration in the properties of the metal sheet due to a tem-
porary decrease in the cooling rate of the metal sheet
when the metal sheet passes through the jetting device
4. Specifically, there may be a case in which it is not
possible to obtain a metal sheet having a desired tensile
strength due to a decrease in the cooling rate of the metal
sheet.
[0008] Moreover, since there is only one pair of re-
straining rolls in the case of the rapid-cooling quenching
apparatus illustrated in Fig. 1, the surface of the steel
sheet does not become completely flat although the
shape defects of the steel sheet are reduced to some
extent, which results in a problem in that a warpage of 5
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mm or more may remain in the steel sheet.
[0009] From the results of the investigations conducted
by the present inventors, it was found that the cooling
rate of a metal sheet tends to decrease particularly in the
vicinity of the restraining rolls 7 which are in contact with
a high-temperature metal sheet. This will be described
more specifically by using Fig. 2. As illustrated by arrows
in Fig. 2, water which is jetted through nozzles 14 and
24 hits the front and back surfaces of a metal sheet 5
inside a jetting device 4. At this time, water jetted through
the nozzles 14 and 24 which are located above or below
the restraining rolls 7 realizes sufficient cooling capability
by hitting the metal sheet 5. On the other hand, water
jetted through the nozzles 14 and 24 which are located
at the level of the restraining rolls 7 is prevented by the
restraining rolls 7 from reaching the front or back surface
of the metal sheet 5. It was found that the cooling rate of
the metal sheet tends to decrease in the vicinity of the
restraining rolls 7 for such a reason. In addition, the tem-
perature of the restraining rolls 7, which are always in
contact with the high-temperature metal sheet 5, tends
to increase. In addition, the cooling rate of the metal sheet
5 also tends to decrease in the vicinity of the restraining
rolls 7 due to an increase in the temperature of the re-
straining rolls 7.
[0010] The present invention has been completed in
view of the problems described above, and an object of
the present invention is to provide a rapid-cooling
quenching apparatus and a rapid-cooling quenching
method with which it is possible to suppress a decrease
in the cooling rate of a metal sheet in the vicinity of re-
straining rolls while shape defects occurring in the metal
sheet are reduced to the maximum extent when rapid-
cooling quenching is performed. Solution to Problem
[0011] The solution to the problem described above is
as follows.

[1] A rapid-cooling quenching apparatus in which a
high-temperature metal sheet is dipped and cooled
in a liquid, the apparatus including a water tank con-
taining the liquid in which the metal sheet is dipped,
a jetting device having a plurality of nozzles through
which the liquid is jetted onto front and back surfaces
of the metal sheet and at least some of which are
placed in the liquid in the water tank, and a pair of
restraining rolls which are placed between an en-
trance-side end of the jetting device and an exit-side
end of the jetting device and restrain the metal sheet,
in which nozzles nearest to the restraining rolls are
inclined toward the restraining rolls from a horizontal
plane in the jetting device.
[2] The rapid-cooling quenching apparatus accord-
ing to item [1], wherein the apparatus comprises a
plurality of pairs of restraining rolls which are placed
between the entrance-side end of the jetting device
and the exit-side end of the jetting device and restrain
the metal sheet.
[3] The rapid-cooling quenching apparatus accord-

ing to item [1] or [2], in which the nozzles nearest to
the restraining rolls form an angle of 20° or more and
60° or less with the metal sheet.
[4] A rapid-cooling quenching method by which a
high-temperature metal sheet is dipped and cooled
in a liquid contained in a water tank of a rapid-cooling
quenching apparatus, the method including restrain-
ing the metal sheet by using a pair of restraining rolls
of the rapid-cooling quenching apparatus placed be-
tween an entrance-side end of a jetting device of the
rapid-cooling quenching apparatus and an exit-side
end of the jetting device while the liquid is jetted
through nozzles in the jetting device onto front and
back surfaces of the metal sheet which is dipped in
the liquid, at least some of the nozzles being place
in the liquid contained in the water tank, wherein the
liquid is jetted obliquely toward the restraining rolls
through nozzles which are nearest to the restraining
rolls and which are include toward the restraining
rollers from a horizontal plane in the jetting device.
[5] The rapid-cooling quenching method according
to item [4], wherein the metal sheet is restrained by
using a plurality of pairs of restraining rolls placed
between the entrance-side end of the jetting device
and the exit-side end of the jetting device while the
liquid is jetted through the nozzles in the jetting de-
vice onto the front and back surfaces of the metal
sheet which is dipped in the liquid.
[6] The rapid-cooling quenching method according
to item [4] or [5], in which the liquid is jetted from the
nozzles nearest to the restraining rolls in a direction
at an angle of 20° or more and 60° or less to the
metal sheet.

Advantageous Effects of Invention

[0012] According to the present invention, it is possible
to prevent a temporary decrease in the cooling rate of a
metal sheet in the vicinity of restraining rolls when rapid-
cooling quenching is performed.

Brief Description of Drawings

[0013]

[Fig. 1] Fig. 1 is a diagram illustrating a conventional
rapid-cooling quenching apparatus.
[Fig. 2] Fig. 2 is an enlarged diagram illustrating a
part in the vicinity of a jetting device 4 in Fig. 1.
[Fig. 3] Fig. 3 is a diagram illustrating a rapid-cooling
quenching apparatus according to the present inven-
tion.
[Fig. 4] Fig. 4 is an enlarged diagram illustrating a
part in the vicinity of a jetting device 4 in Fig. 3.
[Fig. 5] Fig. 5 is a diagram illustrating another exam-
ple of a rapid-cooling quenching apparatus accord-
ing to the present invention.
[Fig. 6] Fig. 6 is a diagram illustrating a rapid-cooling
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quenching apparatus according to the present inven-
tion.
[Fig. 7] Fig. 7 is an enlarged diagram illustrating a
part in the vicinity of a jetting device 4 in Fig. 6.
[Fig. 8] Fig. 8 is a diagram illustrating a rapid-cooling
quenching apparatus according to the present inven-
tion.
[Fig. 9] Fig. 9 is an enlarged diagram illustrating a
part in the vicinity of a jetting device 4 in Fig. 8.
[Fig. 10] Fig. 10 is a graph showing the results of an
example of the present invention.
[Fig. 11] Fig. 11 is a graph showing the results of a
comparative example.
[Fig. 12] Fig. 12 is a graph showing the results of
examples of the present invention and comparative
examples.
[Fig. 13] Fig. 13 is a graph showing the results of
examples of the present invention and a comparative
example.
[Fig. 14] Fig. 14 is a schematic diagram illustrating
a steel sheet viewed in the conveying direction. De-
scription of Embodiments

[0014] Hereafter, the embodiments of the present in-
vention will be specifically described with reference to
the accompanying drawings.
[0015] Fig. 3 is a diagram illustrating a rapid-cooling
quenching apparatus according to an embodiment of the
present invention, and Fig. 4 is an enlarged diagram il-
lustrating a part in the vicinity of a jetting device 4 of the
rapid-cooling quenching apparatus. The rapid-cooling
quenching apparatus can be used for cooling equipment
which is placed on the exit side of the soaking zone of a
continuous annealing furnace. In Fig. 3, a pair of seal
rolls 3, which are placed at the exit of the soaking zone
of a continuous annealing furnace, are illustrated. The
rapid-cooling quenching apparatus has a water tank 1
containing water 2, which is a coolant (liquid) for cooling
a metal sheet 5, a jetting device 4 for cooling the metal
sheet 5 by jetting the water 2 onto the metal sheet 5, and
restraining rolls 7 for preventing deformation of the metal
sheet 5 by restraining the metal sheet 5. In addition, a
sink roll 6 for changing the conveying (threading) direc-
tion of the metal sheet 5 while dipping the metal sheet 5
in the water is placed on the exit side of the jetting device
4.
[0016] The jetting device 4 has plural nozzles 14 and
24 for jetting water and nozzle units 34 and 44 for holding
the nozzles 14 and 24 respectively. There is a gap be-
tween a pair of nozzle units 34 and 44. Water is jetted
through the nozzles 14 and 24 toward the front and back
surfaces of the metal sheet 5 when the metal sheet 5
passes through the gap described above. In the example
in Fig. 3 (and Fig. 4), the left side of the metal sheet 5 is
the front surface, and the right side thereof is the back
surface. The nozzle unit 34 is arranged so that the noz-
zles 14 are oriented toward the front surface of the metal
sheet 5 on the left side of the figure, and the nozzle unit

44 is arranged so that the nozzles 24 are oriented toward
the back surface of the metal sheet 5 on the right side of
the figure.
[0017] In the example in Fig. 3 and Fig. 4, each of the
nozzle units 34 and 44 is divided into two parts in the
conveying direction. An entrance-side nozzle unit 34a
and an exit-side nozzle unit 34b are placed on the side
of the front surface of the metal sheet 5, and an entrance-
side nozzle unit 44a and an exit-side nozzle unit 44b are
placed on the side of the back surface of the metal sheet
5. The restraining rolls 7 are placed between the en-
trance-side nozzle units 34a and 44a and the exit-side
nozzle units 34b and 44b. As a result, the restraining rolls
7 are placed between the entrance-side end of the jetting
device (the entrance-side end surfaces of the entrance-
side nozzle units 34a and 44a in Fig. 3) and the exit-side
end of the jetting device (the exit-side end surfaces of
the exit-side nozzle units 34b and 44b in Fig. 3).
[0018] The entrance-side nozzle units 34a and 44a are
arranged so that a portion of each unit is dipped in water
and the rest is above the water. A threaded metal sheet
5 is fed through a gap between the entrance-side nozzle
units 34a and 44a, which is exposed above the water,
and subsequently dipped in the water, and water is jetted
through the nozzles 14 and 24. Plural nozzles 14 and 24
are provided in the entrance-side nozzle units 34a and
44a respectively. Openings of some of the nozzles (for
example, nozzles which are placed at the top of the en-
trance-side nozzle units 34a and 44a in Fig. 3) are located
above the water, and at least some of the openings of
the nozzles are not dipped in the water. Nozzles whose
openings are located above the water are conventionally
arranged to face obliquely downward (for example, as
illustrated in Fig. 1) so that it is possible to jet water ob-
liquely downward in order to suppress water spouting out
which occurs when a high-temperature metal sheet 5 is
fed into water.
[0019] The metal sheet 5 is restrained by the restrain-
ing rolls 7 after having passed through the entrance-side
nozzle units 34a and 44a. The restraining rolls 7 press
both front and back surfaces of the metal sheet 5 in the
water in order to prevent deformation which may occur
when the metal sheet 5 is rapidly cooled. It is preferable
that a pair of restraining rolls 7 be arranged with some
distance between the central axes thereof in the convey-
ing direction of the metal sheet 5. By ensuring some dis-
tance between the central axes, the force to restrain the
metal sheet 5 is increased and thus it is possible to en-
hance the shape correcting capability. For example, it is
preferable that the restraining rolls 7 be arranged with a
distance of 40 mm or more and 150 mm or less, or more
preferably 80 mm or more and 100 mm or less, between
the central axes thereof in the conveying direction.
[0020] In addition, it is preferable that the metal sheet
5 be pushed-in by the restraining rolls 7 and threaded
such that the metal sheet 5 is wound around the restrain-
ing rolls 7. By pushing-in the metal sheet 5, it is possible
to increase the capability for correcting the shape of a
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steel sheet, and it is possible to prevent the restraining
rolls 7 from idly rotating. It is preferable that the pushing-
in amount by one restraining roll 7 be 0 mm or more and
2.5 mm or less, or more preferably 0.5 mm or more and
1.0 mm or less, in the case where the pushing-in amount
of the metal sheet 5 being threaded in a straight line, as
illustrated in Fig. 3 and Fig. 4, corresponds to the refer-
ence value (0 mm).
[0021] The metal sheet 5 passes through the gap be-
tween the exit-side nozzle units 34b and 44b after having
passed through the restraining rolls 7. Also, at this time,
water is jetted through the nozzles 14 and 24, which are
fitted in the exit-side nozzle units 34b and 44b respec-
tively, onto the front and back surface of the metal sheet 5.
[0022] In the example in Fig. 3, the nozzle units are
arranged so that the restraining rolls 7 are interposed
between the entrance-side nozzle units 34a and 44a and
the exit-side nozzle units 34b and 44b, and a nozzle unit
or a nozzle is not provided at the level of restraining rolls
7. In such example, nozzles which are located at the exit-
side end of the entrance-side nozzle units 34a and 44a
(the third nozzles from the top in the case of Fig. 3 and
Fig. 4) and nozzles which are located at the entrance-
side end of the exit-side nozzle units 34b and 44b (the
third nozzles from the bottom in the case of Fig. 3 and
Fig. 4) are nozzles nearest to the restraining rolls 7 (here-
inafter, also referred to as "nearest nozzles").
[0023] In conventional examples, the nearest nozzles
are arranged horizontally, but the nearest nozzles men-
tioned above are not arranged horizontally and are in-
clined so that the openings of the nozzles are oriented
toward the restraining rolls 7 from a horizontal plane.
More specifically, the nearest nozzles which are located
at the exit-side end of the entrance-side nozzle units 34a
and 44a in Fig. 4 are fitted so as to be inclined downward,
and the nearest nozzles which are located at the en-
trance-side end of the exit-side nozzle units 34b and 44b
are fitted so as to be inclined upward. In the case where
the nearest nozzles are inclined as described above, it
is possible to allow water which is jetted through the near-
est nozzles to reach up to a position closer to the contact
point between the restraining rolls 7 and the metal sheet
5 than in the case of conventional examples where the
nearest nozzles are fitted so as to be horizontal. Accord-
ingly, it is possible to prevent a decrease in the capability
for cooling the metal sheet 5 in the vicinity of the restrain-
ing rolls 7 which occurs because water jetted through
nozzles in the vicinity of the restraining rolls 7 is less likely
to come into contact with the front and back surfaces of
the metal sheet 5.
[0024] Although nozzles other than the nearest noz-
zles are all fitted so as to be inclined in the same direction
as the nearest nozzles in the example in Fig. 3 and Fig.
4, the nozzles other than the nearest nozzles may be
fitted so as to be horizontal as in the conventional exam-
ples. However, it is preferable that all the nozzles in each
nozzle unit be inclined at the same angle in the same
direction from the viewpoint of decreasing a variation in

the cooling effect in the longitudinal direction by causing
water to be in contact with the metal sheet 5 uniformly
as much as possible.
[0025] As illustrated in Fig. 4, the inclination angle of
the nearest nozzles may be defined as an angle a which
is an acute angle among the angles formed between the
axis direction (water-jetting direction) of the nearest noz-
zles and the metal sheet. Here, although water jetted
through a nozzle spreads to some extent, the water-jet-
ting direction mentioned above may be defined as the
central axis direction of water jetted through a nozzle.
The angle a may be set in accordance with, for example,
the flow rate of water jetted through the nearest nozzles,
the distance between the openings of the nearest nozzles
and the restraining rolls 7, and the distance between the
openings of the nearest nozzles and the front and back
surface of the metal sheet 5. A preferable example of the
angle a is 20° or more and 60° or less. In the case where
the angle a is less than 20°, since the flow of water jetted
through the nearest nozzle is disturbed by the nearest
restraining roll 7, it is not possible to allow water to reach
up to a position near the contact position between the
restraining roll 7 and the metal sheet 5, which results in
an insufficient effect of suppressing a decrease in the
cooling rate of the metal sheet 5 in the vicinity of the
restraining roll 7. In addition, in the case where the angle
a is more than 60°, since water is jetted in a direction
almost at a right angle to the front and back surfaces of
the metal sheet 5, it is not possible to allow the jetted
water to come into sufficient contact with the front and
back surfaces of the metal sheet 5 in the vicinity of the
restraining roll 7, which results in a decrease in the ca-
pability for cooling the metal sheet 5. It is more preferable
that the angle a be 30° or more and 45° or less. Here,
when a nozzle is inclined, at least the front end of the
nozzle may be inclined so that it is possible to jet water
obliquely through the nozzle.
[0026] The rapid-cooling quenching apparatus accord-
ing to the present invention may have an inseparable
nozzle unit which is formed in a single-piece structure in
the conveying direction of the metal sheet 5. By using
Fig. 5, an example in which an inseparable nozzle unit
is used will be described.
[0027] In the example in Fig. 5, the nozzle units 34 and
44 on the left and right side are not divided in the con-
veying direction and each of the nozzle units 34 and 44
is formed in a single-piece structure. The restraining rolls
7 are placed in the gap between the nozzle units 34 and
44. In the case of such example in which inseparable
nozzle units are used, there may be nozzles whose open-
ings are located at the level of the restraining rolls 7 (in
the example in Fig. 5, which correspond to the 5th and
the 6th nozzles from the top of the nozzle unit 34, and
the 4th and the 5th nozzles from the top of the nozzle
unit 44) among the plural nozzles 14 and 24 fitted in the
nozzle units 34 and 44. In such a case, among the nozzles
other than those whose openings are located at the level
of the restraining rolls 7, nozzles nearest to the restraining
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rolls 7 are defined as the nearest nozzles. In addition,
nozzles whose openings are located at the level of the
restraining rolls 7 might not be provided in the nozzle
units 34 and 44 from the beginning. In Fig. 5, the nearest
nozzles are indicated by being blackened.
[0028] Also in the case where inseparable nozzle units
are used, it is possible to prevent a decrease in the cool-
ing rate of the metal sheet 5 in the vicinity of the restrain-
ing rolls 7 by inclining the nearest nozzles toward the
restraining rolls 7.
[0029] Here, it is more preferable to use divided nozzle
units (Fig. 3 and Fig. 4) than inseparable nozzle units
(Fig. 5), because using divided nozzle units facilitates,
for example, the attachment, removal, and maintenance
of the restraining rolls 7 and increases the cooling capa-
bility by decreasing the distance between the openings
of the nozzles 14 and 24 and the metal sheet 5.
[0030] Nozzles in the jetting device 4 are connected to
piping in which a pump is fitted, although this is not illus-
trated. The water 2 in the water tank 1 is pumped up
through the piping, pressurized and fed to nozzles 14
and 24 by using the pump in order to jet high-pressure
water through the openings of the nozzles 14 and 24. In
addition, the water 2 in the water tank 1 is kept at a tem-
perature appropriate for quenching. An increase in water
temperature in the water tank 1 is prevented by transfer-
ring a part of the water 2 in the water tank 1 to a cooling
apparatus such as an external cooling tower in order to
cool the water and by returning the cooled water 2 to the
water tank 1. For example, it is preferable that the water
temperature in the water tank 1 be higher than 0°C and
50°C or lower, or particularly preferably 10°C or higher
and 40°C or lower.
[0031] It is preferable that the restraining rolls 7 be ro-
tated in the circumferential direction by electricity in order
to prevent a roll mark occurring in a metal sheet. More-
over, it is preferable that the restraining rolls 7 be open-
able and closable (capable of controlling the pushing-in
amount of the metal sheet 5) as needed in order to control
capability for correcting the shape of the metal sheet 5.
[0032] The restraining rolls 7 may be composed of a
material having good thermal conductivity and sufficient
strength to resist a load applied when the metal sheet 5
is pushed-in. Examples of a material for the restraining
rolls 7 include SUS304, SUS310, and ceramic. Here, a
material prescribed in JIS (Japanese Industrial Stand-
ards) corresponding to SUS304 or SUS310 may be used.
[0033] Hereafter, examples in which plural pairs of re-
straining rolls 7 are used will be described by using Fig.
6 through Fig. 9. Hereinafter, description similar to that
in the case where a pair of restraining rolls 7 are used
will be omitted.
[0034] In the example in Fig. 6 and Fig. 7, the front and
back surfaces of a metal sheet 5 are restrained by two
pairs of restraining rolls 7. Also in this case, among the
nozzles other than those whose openings are located at
the level of the restraining rolls 7, nozzles nearest to the
restraining rolls 7 may be defined as the nearest nozzles

as in the case described above.
[0035] The nearest nozzles are indicated by being
blackened in Fig. 7. Also in this example, it is possible to
prevent a decrease in the cooling rate of the metal sheet
5 in the vicinity of the restraining rolls 7 by inclining the
nearest nozzles toward the restraining rolls 7. Here, a
nearest nozzle which is located between the restraining
rolls 7 may be inclined toward any one of the restraining
rolls 7 which are adjacent to the nearest nozzle. Moreo-
ver, the tip of such a nozzle may be branched so that
each branch is inclined toward a corresponding one of
the adjacent restraining rolls 7. Specifically, in Fig. 7, a
nearest nozzle 14a, which is the 7th nozzle from the top
on the front-surface side, and a nearest nozzle 24a, which
is the 9th nozzle from the top on the back-surface side,
are configured to be capable of jetting water upward and
downward.
[0036] Fig. 8 and Fig. 9 illustrate an example in which
the front and back surfaces of a metal sheet 5 are re-
strained by three pairs of restraining rolls 7. Also in this
example, nearest nozzles are inclined toward the re-
straining rolls 7 as in the case described above.
[0037] Also in the examples in which plural pairs of
restraining rolls are used, a preferable example of the
angle a, at which the nearest nozzles are inclined, is 20°
or more and 60° or less, or more preferably 30° or more
and 45° or less for the same reasons as in the example
in which only one pair of restraining rolls are used.
[0038] Also in the examples in which plural pairs of
restraining rolls are used, it is preferable that the metal
sheet be pushed-in by the restraining rolls for the same
reasons as in the example in which only one pair of re-
straining rolls are used. It is preferable that the push-in
amount by each restraining roll be 0 mm or more and 2.5
mm or less. It is particularly preferable that the push-in
amount be 0.5 mm or more and 1.0 mm or less.
[0039] In the examples in which plural pairs of restrain-
ing rolls are used, it is preferable that the restraining rolls
be arranged in a zigzag manner with some distance in
the conveying direction between the restraining rolls
placed on the front and back surfaces of the steel sheet.
With this, it is possible to increase the shape correcting
capability by increasing the force to restrain the metal
sheet 5. Here, it is preferable that the distance in the
conveying direction between the central axes of the near-
est two restraining rolls arranged to face each other
among the restraining rolls 7 be 40 mm or more and 150
mm or less, or more preferably 80 mm or more and 100
mm or less, for the same reasons as described above.
[0040] In the examples in which plural pairs of restrain-
ing rolls are used, it is possible to achieve a higher ca-
pability for correcting the shape of a steel sheet when
cooling is performed than in the example in which only
one pair of restraining rolls is used. In particular, even in
the case where a high-strength steel sheet is cooled, in
which deformation tends to occur, it is possible to further
reduce deformation such as warpage occurring in a steel
sheet, when the steel sheet is cooled, by using plural
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pairs of restraining rolls. On the other hand, since there
is a problem regarding facility condition and there is a
problem of a decrease in the cooling capability of a jetting
device in the case where the number of restraining rolls
is excessively large, the number of restraining rolls may
be appropriately determined in consideration of such
problems.
[0041] It is particularly preferable that the rapid-cooling
quenching apparatus and the rapid-cooling quenching
method according to the present invention be used for
manufacturing a high-strength cold-rolled steel sheet
(high-tensile steel sheet), or, more specifically, a steel
sheet having a tensile strength of 580 MPa or more. Al-
though there is no particular limitation on the upper limit
of tensile strength, for example, the upper limit may be
1600 MPa or less. When a high-tensile steel sheet is
manufactured, it is important to perform accurate micro-
structure control by rapidly cooling a steel sheet. In the
case of conventional rapid-cooling quenching apparatus-
es and rapid-cooling quenching methods, since there is
a decrease in the cooling rate in the vicinity of restraining
rolls 7, it is not possible to make up a desired metallo-
graphic structure, which results in a problem in that the
strength of a high-tensile steel sheet becomes lower than
the strength desired. By manufacturing a high-tensile
steel sheet by using the rapid-cooling quenching appa-
ratus and the rapid-cooling quenching method according
to the present invention, it is possible to manufacture a
high-tensile steel sheet having the desired strength with
more certainty by preventing a decrease in the cooling
rate in the vicinity of the restraining rolls 7.
[0042] Examples of a chemical composition of a high-
strength cold-rolled steel sheet include one containing,
by mass%, C: 0.04% or more and 0.25% or less, Si:
0.01% or more and 2.50% or less, Mn: 0.80% or more
and 3.70% or less, P: 0.001% or more and 0.090% or
less, S: 0.0001% or more and 0.0050% or less, sol. Al:
0.005% or more and 0.065% or less, optionally one or
more of Cr, Mo, Nb, V, Ni, Cu, and Ti: 0.5% or less each,
further optionally B and Sb: 0.01% or less each, and the
balance being Fe and inevitable impurities.
[0043] Here, the embodiments of the present invention
may be used not only for cooling a steel sheet with water
but also for cooling any kind of metal sheet other than a
steel sheet, and the embodiments may also be used for
rapid-cooling quenching with a coolant other than water.

EXAMPLES

[0044] Hereafter, the present invention will be de-
scribed more specifically by using examples.

(Example 1 of the present invention)

[0045] High-strength cold-rolled steel sheets having a
thickness of 1.0 mm, a width of 1000 mm, and a tensile
strength of 580 MPa grade to 1470 MPa grade were man-
ufactured by using a rapid-cooling quenching apparatus

illustrated in Fig. 3 and Fig. 4 with a passing speed of 1.0
m/s. The angle a, at which the nozzles 14 and 24 in the
jetting device 4 were inclined, was 30° in all the cases.
Here, the distance between the central axes of the re-
straining rolls was 80 mm in the passing direction, and
the push-in amount, by the restraining rolls 7, of the metal
sheet 5 was 0.5 mm in all the cases.
[0046] In addition, the temperature of the steel sheet
was measured while the steel sheet was threaded
through the rapid-cooling quenching apparatus. Specif-
ically, the temperature of the steel sheet was measured
over time in the temperature-measurement region of the
steel sheet by using a thermocouple-type thermometer.
Here, the cooling start temperature (temperature imme-
diately before the steel sheet entered the jetting device
4) of the steel sheet was 740°C, and the cooling stop
temperature (temperature immediately after the steel
sheet had come out of the water tank 1) was 50°C. The
cooling rate of the steel sheet was calculated from the
relationship between the elapsed time after cooling had
been started and the temperature of the steel sheet. The
results are shown in Fig. 10.
[0047] In addition, the warpage quantity of the steel
sheet was determined after the steel sheet had been
threaded through the quenching apparatus. Description
will be given specifically by using Fig. 14, which is a di-
agram illustrating a steel sheet viewed in the conveying
direction. In the case where warpage occurred in a steel
sheet, higher portions and lower portions are formed in
the width direction of the steel sheet. The difference in
height between the highest portion and the lowest portion
of the steel sheet after the steel sheet had been threaded
through the quenching apparatus was defined as warp-
age quantity.

(Comparative example 1)

[0048] The experiment was performed under the same
conditions as Example 1 of the present invention with the
exception that a rapid-cooling quenching apparatus illus-
trated in Fig. 1 and Fig. 2 was used. Here, the inclination
angle of the nearest nozzles was 90°. The results are
given in Fig. 11.
[0049] In Fig. 10 (Example of the present invention),
the cooling rate of the steel sheet was almost constant
without decreasing over time. On the other hand, in Fig.
11 (Comparative example), there was a decrease in the
cooling rate by about 40% (1500°C/s to 900°C/s) be-
tween 0.2 (s) and 0.4 (s) in terms of elapsed time. During
the time of such decrease in the cooling rate, the steel
sheet was traveling in the vicinity of the restraining rolls
7. As described above, it is clarified that it is possible to
suppress a decrease in the cooling rate of a metal sheet
in the vicinity of restraining rolls by using the rapid-cooling
quenching apparatus according to the present invention.
[0050] In addition, while the tensile strength of the steel
sheet which was manufactured in Example 1 of the
present invention was almost 1470 MPa, the tensile
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strength of the steel sheet which was manufactured in
Comparative example 1 was about 1400 MPa, which
means there was a decrease in tensile strength. It was
possible to prevent a deterioration in the property of a
steel sheet due to a decrease in the cooling rate in the
vicinity of the restraining rolls by applying the present
invention. Here, the results regarding the warpage quan-
tity of the steel sheet will be described below.

(Example 2 of the present invention)

[0051] The same experiment as in Example 1 of the
present invention was performed with the angle a being
varied from 10° to 90° at intervals of 10°. Here, an ex-
ample of the angle a of 90° was not included in the present
invention but classified as a comparative example. The
ratio of decrease in the cooling rate when the steel sheet
passed in the vicinity of the restraining rolls was calcu-
lated and plotted in Fig. 12 for each value of the angles
a with which the experiment was performed.
[0052] As indicated in Fig. 12, in the case of the exam-
ple in which the angle a was 90° (Comparative example),
there was a decrease in the cooling rate by 40%. On the
other hand, in the cases of all the examples in which the
angle a was 10° to 80° (Examples of the present inven-
tion), it was possible to control the ratio of decrease in
the cooling rate to be less than 30%. In particular, in the
case of Examples in which the angle a was 20° or more
and 60° or less, it was possible to prevent a decrease in
the cooling rate of a steel sheet (the ratio of decrease in
the cooling rate was 0%), which indicates that such a
range is particularly preferable.

(Example 3 of the present invention)

[0053] Operation was performed under the same con-
dition as in Example 1 of the present invention by using
a rapid-cooling quenching apparatus illustrated in Fig. 6
and Fig. 7. Here, the restraining rolls facing each other
were arranged with a distance of 80 mm between the
central axes thereof in the conveying direction in all the
cases, and the pushing-in amount, by the restraining rolls
7, of the metal sheet 5 was 0.5 mm in all the cases.

(Example 4 of the present invention)

[0054] Operation was performed under the same con-
dition as in Example 1 of the present invention by using
a rapid-cooling quenching apparatus illustrated in Fig. 8
and Fig. 9. Here, the restraining rolls facing each other
were arranged with a distance of 80 mm between the
central axes thereof in the conveying direction in all the
cases, and the pushing-in amount, by the restraining rolls
7, of the metal sheet 5 was 0.5 mm in all the cases.

<Evaluation of cooling rate>

[0055] The determination results of the cooling rate of

the steel sheets in Example 3 of the present invention
and Example 4 of the present invention were the same
as those in Example 1 of the present invention and shown
in Fig. 10. From these results, it is also clarified that it is
possible to suppress a decrease in the cooling rate of a
metal sheet in the vicinity of restraining rolls in the case
where plural pairs of restraining rolls are used.

<Evaluation of warpage quantity>

[0056] The measurement results of the warpage quan-
tity of the three kinds of steel sheets in Example 1 of the
present invention, Examples 3 and 4 of the present in-
vention, and Comparative example 1 are given in Fig.
13. The three kinds of steel sheets are classified in ac-
cordance with tensile strength into a steel sheet of 580
MPa grade, a steel sheet of 1180 MPa grade, and a steel
sheet of 1470 MPa grade. Here, Example 1 of the present
invention and Comparative example 1 were equivalent
with each other in terms of the warpage quantity of a steel
sheet. As indicated in Fig. 13, even in the case of a high-
strength steel sheet, it was possible to decrease the
warpage quantity of the steel sheet by increasing the
number of restraining rolls. Therefore, it was clarified that
it is possible to further prevent deformation occurring in
a steel sheet when rapid-cooling quenching is performed
by increasing the number of restraining rolls.

Reference Signs List

[0057]

1 water tank
2 water
3 seal roll
4 jetting device
5 metal sheet
6 sink roll
7, 17 restraining roll
11 rapid-cooling quenching apparatus
14, 24 nozzle
14a, 24a nearest nozzle
34, 44 nozzle unit
34a, 44b entrance-side nozzle unit
34b, 44b exit-side nozzle unit

Claims

1. A rapid-cooling quenching apparatus in which a high-
temperature metal sheet (5) is dipped and cooled in
a liquid (2), the apparatus comprising:

a water tank (1) containing the liquid (2) in which
the metal sheet (5) is dipped,
a jetting device (4) having a plurality of nozzles
(14, 24) through which the liquid (2) is jetted onto
front and back surfaces of the metal sheet (5)
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and at least some of which are placed in the
liquid (2) in the water tank (1), and
a pair of restraining rolls (7) which are placed
between an entrance-side end of the jetting de-
vice (4) and an exit-side end of the jetting device
(4) and restrain the metal sheet (5),
wherein nozzles nearest to the restraining rolls
(7) are inclined toward the restraining rolls (7)
from a horizontal plane in the jetting device (4).

2. The rapid-cooling quenching apparatus according to
Claim 1, wherein the apparatus comprises a plurality
of pairs of restraining rolls (7) which are placed be-
tween the entrance-side end of the jetting device (4)
and the exit-side end of the jetting device (4) and
restrain the metal sheet (5).

3. The rapid-cooling quenching apparatus according to
Claim 1 or 2, wherein the nozzles (14, 24) nearest
to the restraining rolls (7) form an angle of 20° or
more and 60° or less with the metal sheet (5).

4. A rapid-cooling quenching method by which a high-
temperature metal sheet (5) is dipped and cooled in
a liquid (2) contained in a water tank (1) of a rapid-
cooling es quenching apparatus, the method com-
prising
restraining the metal sheet (5) by using a pair of re-
straining rolls (7) of the rapid-cooling quenching ap-
paratus placed between an entrance-side end of a
jetting device (4) of the rapid-cooling quenching ap-
paratus and an exit-side end of the jetting device (4)
while the liquid (2) is jetted through nozzles (14, 24)
in the jetting device (4) onto front and back surfaces
of the metal sheet (5) which is dipped in the liquid
(2), at least some of the nozzles (14, 24) being placed
in the liquid (2) contained in the water tank (1),
wherein the liquid (2) is jetted obliquely toward the
restraining rolls (7) through nozzles which are near-
est to the restraining rolls (7) and which are inclined
toward the restraining rolls (7) from a horizontal
plane in the jetting device (4).

5. The rapid-cooling quenching method according to
Claim 4, wherein the metal sheet (5) is restrained by
using a plurality of pairs of restraining rolls (7) placed
between the entrance-side end of the jetting device
(4) and the exit-side end of the jetting device (4) while
the liquid (2) is jetted through the nozzles (14, 24) in
the jetting device (4) onto the front and back surfaces
of the metal sheet (5) which is dipped in the liquid (2)

6. The rapid-cooling quenching method according to
Claim 4 or 5, wherein the liquid (2) is jetted from the
nozzles nearest to the restraining rolls (7) in a direc-
tion at an angle of 20° or more and 60° or less to the
metal sheet (5).

Patentansprüche

1. Schnellkühlabschreckvorrichtung, bei der ein Hoch-
temperatur-Metallblech (5) in eine Flüssigkeit (2)
eingetaucht und abgekühlt wird, wobei die Vorrich-
tung umfasst:

einen Wassertank (1), der die Flüssigkeit (2) ent-
hält, in die das Metallblech (5) eingetaucht wird,
eine Strahlvorrichtung (4) mit mehreren Düsen
(14, 24), durch die die Flüssigkeit (2) auf die Vor-
der- und Rückseite des Blechs (5) gespritzt wird
und von denen mindestens ein Teil in die Flüs-
sigkeit (2) im Wassertank (1) gegeben wird, und
ein Paar Rückhaltewalzen (7), die zwischen ei-
nem eingangsseitigen Ende der Strahlvorrich-
tung (4) und einem ausgangsseitigen Ende der
Strahlvorrichtung (4) angeordnet sind und das
Metallblech (5) festhalten,
wobei Düsen, die den Rückhaltewalzen (7) am
nächsten liegen, von einer horizontalen Ebene
in der Strahlvorrichtung (4) zu den Rückhalte-
walzen (7) geneigt sind.

2. Schnellkühlabschreckvorrichtung nach Anspruch 1,
wobei die Vorrichtung mehrere Paare von Rückhal-
tewalzen (7) umfasst, die zwischen dem eingangs-
seitigen Ende der Strahlvorrichtung (4) und dem aus-
gangsseitigen Ende der Strahlvorrichtung (4) ange-
ordnet sind und das Metallblech (5) zurückhalten.

3. Schnellkühlabschreckvorrichtung nach Anspruch 1
oder 2, wobei die Düsen (14, 24), die den Rückhal-
tewalzen (7) am nächsten sind, mit dem Metallblech
(5) einen Winkel von 20° oder mehr und 60° oder
weniger bilden.

4. Schnellkühlabschreckverfahren, durch das ein
Hochtemperatur-Metallblech (5) in eine Flüssigkeit
(2) eingetaucht und abgekühlt wird, die in einem
Wassertank (1) einer schnellkühlenden Abschreck-
vorrichtung enthalten ist, wobei das Verfahren fol-
gendes umfasst:

Zurückhalten des Metallblechs (5) unter Ver-
wendung eines Paares von Rückhaltewalzen
(7) der Schnellkühlabschreckvorrichtung, die
zwischen einem eingangsseitigen Ende einer
Strahlvorrichtung (4) der Schnellkühlabschreck-
vorrichtung und einem ausgangsseitigen Ende
der Strahlvorrichtung (4) angeordnet sind, wäh-
rend die Flüssigkeit (2) durch die Düsen (14, 24)
in der Strahlvorrichtung (4) auf die Vorder- und
Rückseite des Metallblechs (5) gespritzt wird,
das in die Flüssigkeit (2) getaucht wird, wobei
mindestens einige der Düsen (14, 24) in die im
Wassertank (1) enthaltene Flüssigkeit (2) gege-
ben werden,
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wobei die Flüssigkeit (2) durch Düsen, die den
Rückhalterollen (7) am nächsten liegen und die
von einer horizontalen Ebene in der Strahlvor-
richtung (4) zu den Rückhalterollen (7) geneigt
sind, schräg zu den Rückhalterollen (7) ausge-
stoßen wird.

5. Schnellkühlabschreckverfahren nach Anspruch 4,
wobei das Metallblech (5) unter Verwendung einer
Vielzahl von Paaren von Rückhaltewalzen (7) zu-
rückgehalten wird, die zwischen dem eingangsseiti-
gen Ende der Strahlvorrichtung (4) und der aus-
gangsseitigen Ende der Strahlvorrichtung (4) ange-
ordnet sind, während die Flüssigkeit (2) durch die
Düsen (14, 24) in der Strahlvorrichtung (4) auf die
Vorder- und Rückseite des Metallblechs (5) gespritzt
wird, das in die Flüssigkeit (2) eingetaucht wird.

6. Schnellkühlabschreckverfahren nach Anspruch 4
oder 5, wobei die Flüssigkeit (2) aus den Düsen, die
den Rückhaltewalzen (7) am nächsten liegen, in ei-
ner Richtung in einem Winkel von 20° oder mehr und
60° oder weniger auf das Blech (5) gespritzt wird.

Revendications

1. Appareil de trempe par refroidissement rapide dans
lequel une tôle métallique à haute température (5)
est immergée et refroidie dans un liquide (2), l’ap-
pareil comprenant :

un réservoir d’eau (1) contenant le liquide (2)
dans lequel la tôle (5) est immergée,
un dispositif de projection (4) ayant une pluralité
de buses (14, 24) à travers lesquelles le liquide
(2) est projeté sur des surfaces avant et arrière
de la tôle métallique (5) et dont au moins certai-
nes sont placées dans le liquide (2) dans le ré-
servoir d’eau (1), et
une paire de rouleaux de retenue (7) qui sont
placés entre une extrémité côté entrée du dis-
positif de projection (4) et une extrémité côté
sortie du dispositif de projection (4) et retiennent
la tôle métallique (5),
dans lequel les buses les plus proches des rou-
leaux de retenue (7) sont inclinées vers les rou-
leaux de retenue (7) à partir d’un plan horizontal
dans le dispositif de projection (4) .

2. Appareil de trempe par refroidissement rapide selon
la revendication 1, dans lequel l’appareil comprend
une pluralité de paires de rouleaux de retenue (7)
qui sont placés entre l’extrémité côté entrée du dis-
positif de projection (4) et l’extrémité côté sortie du
dispositif de projection (4) et retiennent la tôle mé-
tallique (5).

3. Appareil de trempe par refroidissement rapide selon
la revendication 1 ou 2, dans lequel les buses (14,
24) les plus proches des rouleaux de retenue (7)
forment un angle de 20° ou plus et de 60° ou moins
avec la tôle métallique (5).

4. Procédé de trempe par refroidissement rapide par
l’intermédiaire duquel une tôle métallique à haute
température (5) est immergée et refroidie dans un
liquide (2) contenu dans un réservoir d’eau (1) d’un
appareil de trempe par refroidissement rapide, le
procédé comprenant l’étape consistant à :

retenir la tôle métallique (5) en utilisant une paire
de rouleaux de retenue (7) de l’appareil de trem-
pe par refroidissement rapide placés entre une
extrémité côté entrée d’un dispositif de projec-
tion (4) de l’appareil de trempe par refroidisse-
ment rapide et une extrémité côté sortie du dis-
positif de projection (4) tandis que le liquide (2)
est projeté par des buses (14, 24) dans le dis-
positif de projection (4) jusque sur les surfaces
avant et arrière de la tôle métallique (5) qui est
immergée dans le liquide (2), au moins certaines
des buses (14, 24) étant placées dans le liquide
(2) contenu dans le réservoir d’eau (1),
dans lequel le liquide (2) est projeté de manière
oblique vers les rouleaux de retenue (7) par des
buses qui sont les plus proches des rouleaux de
retenue (7) et qui sont inclinées vers les rou-
leaux de retenue (7) à partir d’un plan horizontal
dans le dispositif de projection (4).

5. Procédé de trempe par refroidissement rapide selon
la revendication 4, dans lequel la tôle métallique (5)
est retenue en utilisant une pluralité de paires de
rouleaux de retenue (7) placés entre l’extrémité côté
entrée du dispositif de projection (4) et l’extrémité
côté sortie du dispositif de projection (4) tandis que
le liquide (2) est projeté à travers les buses (14, 24)
dans le dispositif de projection (4) jusque sur les sur-
faces avant et arrière de la tôle métallique (5) qui est
immergée dans le liquide (2).

6. Appareil de trempe par refroidissement rapide selon
la revendication 4 ou 5, dans lequel le liquide (2) est
projeté à partir des buses les plus proches des rou-
leaux de retenue (7) dans une direction selon un
angle de 20° ou plus et de 60° ou moins par rapport
à la tôle métallique (5).

17 18 



EP 3 399 056 B1

11



EP 3 399 056 B1

12



EP 3 399 056 B1

13



EP 3 399 056 B1

14



EP 3 399 056 B1

15



EP 3 399 056 B1

16



EP 3 399 056 B1

17

REFERENCES CITED IN THE DESCRIPTION

This list of references cited by the applicant is for the reader’s convenience only. It does not form part of the European
patent document. Even though great care has been taken in compiling the references, errors or omissions cannot be
excluded and the EPO disclaims all liability in this regard.

Patent documents cited in the description

• JP 2014240836 A [0005]
• JP 2011184773 A [0006]

• JP 11193418 A [0006]


	bibliography
	description
	claims
	drawings
	cited references

