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(57) A lead-free steel for machine structural use with
excellent machinability and low strength anisotropy,
which does not contain Pb and is equal to or higher than
a conventional Pb-containing free cutting steel in prop-
erties, is provided. This steel includes, on the weight ba-
sis, C: 0.10 to 0.65%; Si: 0.03 to 1.00%; Mn: 0.30 to

2.50%; S: 0.03 to 0.35%; Cr: 0.1 to 2.0%; Al: less than
0.010%; Ca: 0.0005 to 0.020%; Mg: 0.0003 to 0.020%;
O: less than 20 ppm; and the balance being Fe and in-
evitable impurities.
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Description

Technical Field

[0001] The present invention relates to a lead-free steel for machine structural use which exhibits low anisotropy in
mechanical properties and excellent machinability in various cuttingmethods and cutting conditions and which does not
contain lead.

Background Art

[0002] Following recent acceleration and automation in cutting, importance has been given to the machinability of a
steel employed for machine structural parts and a demand for so-called free cutting steels having improved machinability
has risen. Further, the request for the strength of a steel material is becoming stricter. If the strength of a steel material
is increased, the machinability thereof is deteriorated. That is, improvements in contradicting properties, i.e., high strength
and machinability, are required for recent structure steels.
[0003] At present, steel materials which contain Pb, S and Ca, respectively, are known as ordinary-used free cutting
steels. Among these steels, the Pb-containing free cutting steel which contains Pb exhibits excellent properties that it
is lower in the deterioration of mechanical properties than a standard steel, it has improved chip disposability (the property
capable of discharging chips more smoothly) in ordinary turning, and it is capable of lengthening the life of a tools
employed for drilling, tapping, reaming, boring or the like. Furthermore, the Pb-containing free cutting steel facilitates
discharging chips at the time of deep drilling to give (hole depth/drill diameter) ≥ 3 and is excellent in the prevention of
the breakage of the tool due to sudden chip clogging.
[0004] In addition, various types of Pb composite free cutting steels are under development, which have the above
excellent properties by adding elements such as S and Ca other than Pb.
[0005] However, the conventional Pb-containing free cutting steels has the following disadvantages.
[0006] Namely, although Pb is a quite effective element for the improvement of machinability of steels, it is an envi-
ronmentally hazardous material. Due to this, because of a recent increase in interest in the environmental issues, it is
desired to develop a steel material without Pb and comparable to the Pb-containing free cutting steel.
[0007] On the other hand, although there are conventionally known other free cutting steels without Pb, they cannot
be replaced with the Pb-containing free cutting steel. It’s because these steels have the following disadvantages.
[0008] For example, an S-containing free cutting steel which contains S has an improvement effect of lengthening
the life of a tool for a relatively wide range of cutting; however, it is inferior to the Pb-containing free cutting steel in chip
disposability. In addition, if a steel contains S, MnS which exists as an inclusion is extended during hot rolling or hot
forging. Due to this, such a steel has a disadvantage in strength anisotropy, i.e. the mechanical properties of such a
steel including impact strength are deteriorated as the direction is closer from an rolling direction to a right angle direction.
Accordingly, it is necessary to suppress the S content of a steel material intended to be employed as a component which
is considered to be given much importance to impact strength, which in turn provides insufficient machinability.
[0009] Further, a Ca-deoxidized free cutting steel in which the melting point of an oxide-based inclusion in the steel
is lowered by Ca deoxidization, hardly influences the strength property of the steel material and exhibits an excellent
effect of lengthening the life of a carbide tool in a high velocity cutting region. However, the Ca-deoxidized free cutting
steel has little effect in machinability improvement other than the effect of lengthening the life of the carbide tool. Normally,
therefore, the Ca-deoxidized free cutting steel is employed in combination with S or Pb so as to obtain all-round machina-
bility.
[0010] There is a steel material described in Japanese Examined Patent Publication No. 5-15777 which illustrates an
example in which the disadvantage of the S-containing free cutting steel, i. e. strength anisotropy, is improved by adding
Ca and uniformly dispersing and distributing inclusions in the steel and, at the same time, the machinability of the steel
is improved, opposed to the conventional Ca-deoxidized free cutting steels. In this case, the steel material is free from
the disadvantage like the Ca-deoxidized free cutting steel has; however, it is required to add a large quantity of S to the
steel material so as to ensure adequate machinability. In the above case, a sufficient quantity of Ca should be added
to the steel material to control the form of the sulfide. However, in this case, Ca yield is lowered, which make it quite
difficult to realize the quantity-production of steels.
[0011] Additionally, there is known steel materials described in Japanese Examined Patent Publication No. 52-7405
as an example of steels intended to attain the same effect as that of adding Ca described above. These are free cutting
steels which contain one or two of Group I elements of Mg and Ba and one or more of Group II elements of S, Se and
Te. Since O is actively added to these steel materials in a range of 0.004 to 0.012%, they might be low in fatigue strength.
Besides, oxides in the steels increase by the active addition of O, thereby possibly deteriorating machinability such as
drilling machinability.
[0012] Moreover, Japanese Examined Patent Publication No. 51-4934 discloses a free cutting steel which contains



EP 1 688 512 A1

3

5

10

15

20

25

30

35

40

45

50

55

one or two of Group I elements of Mg and Ba and one or more of Group II elements of S, Se and Te, as well as a free
cutting steel which selectively contains Ca. However, O is actively added to these steels in a range of 0.002 to 0.01%.
Therefore, they might be low in fatigue strength. Besides, oxides in the steels increase by the active addition of O,
thereby possibly deteriorating machinability such as drilling machinability.
[0013] Japanese Patent Publication No. 51-63312 discloses a free cutting steel which contains S, Mg and one or
more elements of Ca, Ba, Sr, Se and Te. However, 51-63312 fails to concretely show the composition of the steel and
insufficiently discloses the technique. In addition, since this steel is based on the assumption of Al deoxidization, there
is fear that an Al content thereof exceeds 0.02%, no restriction is given to an O content thereof and fatigue strength is
lowered. There is also fear that the quantity of oxides in the steel increase by the active addition of O, and the machinability
such as drilling machinability is, therefore, deteriorated.
[0014] The present invention has been achieved in view of the above-stated conventional disadvantages and has an
object to provide a lead-free steel for machine structural use, which does not contain Pb and is equal to or higher than
the conventional Pb-containing free cutting steels in properties, excellent in machinability and low in strength anisotropy.

Disclosure of the Invention

[0015] The invention claimed in claim 1 is a lead-free steel for machine structural use with excellent machinability and
low strength anisotropy, comprising, on the weight basis, C: 0.10 to 0.65%; Si: 0.03 to 1.00%; Mn: 0.30 to 2.50%; S:
0.03 to 0.35%; Cr: 0.1 to 2.0%; Al: less than 0.010%; Ca: 0.0005 to 0.020%; Mg: 0.0003 to 0.020%; O: less than 20
ppm; and the balance being Fe and inevitable impurities.
[0016] The most notable advantages of the present invention are that an Al content and an O content are decreased
to the above specific ranges, respectively, an S content is made higher than an ordinary level, Mg and Ca are added,
and the addition of Pb is completely eliminated.
[0017] Steels for machine structural use are roughly classified to three types of a heat-treated steel, a non-heat treated
steel and a case hardening steel which are employed differently according to purposes and the like. Due to this, in the
lead-free steel for machine structural use of the present invention, these three types of steels are different slightly in
preferred composition ranges.
[0018] Now, the reason for restricting the composition ranges will be described below while referring to preferred
ranges for the three types of steels. C: 0.10 to 0.65%
[0019] C is an essential element for securing strength as the steel for machine structural use and not less than 0.10%
of C is added. However, too much C causes the increase of hardening and deteriorates toughness and machinability.
Therefore, the upper limit is set at 0.65%.
[0020] The C content of the heat-treated steel is, in particular, preferably 0.28 to 0.55%, more preferably 0.32 to 0.48%.
[0021] The C content of the non-heat treated steel is preferably 0.10 to 0.55%, more preferably 0.35 to 0.50%.
[0022] The C content of the case hardening steel is preferably 0.10 to 0.30%, more preferably 0.12 to 0.28%. Si: 0.03
to 1.00%
[0023] Since Si is an essential element as a deoxidizing agent in the manufacturing of a steel, the lower limit is set at
0.03%. However, too much Si deteriorates ductility; besides, it also deteriorates machinability by generating SiO2 which
forms inclusion of high hardness in the steel. Therefore the upper limit thereof is set at 1.00%.
[0024] The Si content of any of the above three types of steels is preferably 0.10 to 0.50%, more preferably 0.15 to
0.35%. Mn: 0.30 to 2.50%
[0025] Generally, Mn is an important element to secure the strength, toughness, ductility in hot rolling and hardenability,
and Mn is an essential element to generate a sulfide-based inclusion according to the present invention. Therefore, not
less than 0.30% of Mn is added. However, too much Mn causes the increase of hardness and deteriorates machinability.
Therefore, the upper limit is set at 2.50%.
[0026] The Mn content of any of the above three types of steel is preferably 0.40 to 2.00%, more preferably 0.60 to
1.50%. S: 0.03 to 0.35%
[0027] S is an element for generating a sulfide-based inclusion which can improve machinability. To obtain a machina-
bility improvement effect, it is necessary to add at least not less than 0.03% of S. As S content increases, machinability
improves. However, too much S makes it difficult to control the form of the sulfide by Ca and Mg and deteriorates impact-
resistance anisotropy. Therefore, the upper limit is set at 0.35%.
[0028] The S content of any of the above three types of steel is preferably 0.04 to 0.30%, more preferably 0.08 to
0.20%. Cr: 0.1 to 2.0%
[0029] Cr is added to improve the hardenability and toughness of the steel. To obtain the effects, not less than 0.1%
of Cr is necessary. On the other hand, if a large quantity of Cr is added, the hardness of a work material increases. It
is, therefore, necessary to set a Cr content at not more than 2.0% so as to secure machinability.
[0030] The Cr content of any of the above three types of steels is preferably 0.10 to 1.50%, more preferably 0.15 to
1.20%. Al: less than 0.010%
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[0031] If an Al content is not less than 0.010%, an inclusion consisting of Al2O3 with a high hardness is generated,
which causes the deterioration of machinability and that of fatigue strength.
[0032] The preferred range for the Al content hardly differs among the above three types of steels. Ca: 0.0005 to 0.020%
[0033] Ca as well as Mn and Mg is an element for generating a sulfide. In addition, Ca generates a mixed oxide of
A1 and Si and contributes to the improvement effects of a machinability and an anisotropy of mechanical property by
the control of the conformation of a sulfide. To obtain the effects, it is necessary to add at least not less than 0.0005%
of Ca. On the other, Ca yield is very low in the manufacturing of the steel. The effects are saturated if Ca is included
more than required. Therefore the upper limit thereof is set at 0.020%.
[0034] The Ca content of any of the above three types of steels is preferably 0.0005 to 0.0060%, more preferably
0.0005 to 0.0040%.
Mg: 0.0003 to 0.020%
[0035] Mg exhibits the same effects as those of Ca. If combined with Ca, Mg contributes to a great improvement
effects of a machinability and an anisotropy of mechanical property. To obtain the effects, it is necessary to add at least
not less than 0.0003% of Mg. The effects are saturated in vain if Mg is included more than required. Therefore the upper
limit thereof is set at 0.020%.
[0036] The Mg content of any of the above three types of steels is preferably 0.0003 to 0.0060%, more preferably
0.0005 to 0.0040%.
O: less than 20 ppm
[0037] It is desirable that O is decreased as much as possible so as to suppress the generation of an oxide-based
hard inclusion harmful to machinability. If not less than 20 ppm of O is included, the quantity of generated oxide-based
hard inclusion increases, which deteriorates machinability and fatigue strength. It is, therefore, necessary to set the
quantity of O at less than 20 ppm.
[0038] The preferred range for O hardly differs among the three types of steels.
[0039] As can be understood, according to the present invention, it is possible to restrict the form of an oxide by giving
such limitations to the Al content and O content, respectively, and it is possible tominimize the deterioration of impact
properties, particularly impact-resistance anisotropy (strength anisotropy) and to improve the machinability of the steel
comparably to that of a Pb-containing free cutting steel by setting the S content higher than an ordinary level and
simultaneously including Ca and Mg in the steel. These strength anisotropy and machinability improvement effects are
greater than a case where only one of Ca or Mg is contained in the steel material.
[0040] Further, according to the present invention, it is possible to obtain a fatigue strength improvement effect and
the like besides the machinability improvement effect by giving the above-stated restrictions to the Al content and the
O content, respectively.
[0041] Next, the invention claimed in claim 2 is a lead-free steel for machine structural use with excellent machinability
and low strength anisotropy, comprising, on the weight basis, C: 0.10 to 0.65%; Si: 0.03 to 1.00%; Mn: 0.30 to 2.50%;
S: 0.03 to 0.35%; Cr: 0.1 to 2.0%; Al: less than 0.005%; Ca: 0.0005 to 0.020%; Mg: 0.0003 to 0.020%; O: less than 20
ppm; and the balance being Fe and inevitable impurities.
[0042] The most notable advantage of the present invention is that the Al content is further decreased from that of
the lead-free steel for machine structural use according to claim 1, to less than 0.005%.
[0043] The continuous casting property of this lead-free steel for machine structural use, which influences practical
manufacturing, can be greatly improved by setting the Al content at less than 0.005%.
[0044] That is, the Al content of not less than 0.005% accelerates the generation of CaS in large quantities in the
molten steel, whereby CaS is deposited on continuous casting nozzles and the nozzles tend to be clogged. By restricting
the Al content to less than 0.005%, this disadvantage can be surely overcome.
[0045] Further, as shown in the invention claimed in claim 3, it is preferable that the lead-free steel for machine
structural use further comprises one or more elements selected from a group of, on the weight basis, Mo: 0.05 to 1.00%,
Ni: 0.1 to 3.5%, V: 0.01 to 0.50%, Nb: 0.01 to 0.10%, Ti: 0.01 to 0.10% and B: 0.0005 to 0.0100%.
[0046] The reason for restricting the preferred composition ranges will be described hereinafter.
Mo: 0.05 to 1.00%, and Ni: 0.1 to 3.5%
[0047] Mo and Ni are elements which can improve the hardenability and toughness of the steel and are added if
necessary. To obtain these effects, it is preferable to add not less than 0.05% of Mo and not less than 0.1% of Ni. Too
much Mo and Ni cause the increase of the hardness of the work material. Therefore, tosecuremachinability, itispreferable
that the Mo content is set at not more than 1.00% and the Ni content is set at not more than 3.5%.
[0048] The Mo content of any of the above three types of steels is preferably 0.10 to 0.40%, more preferably 0.15 to
0.30%.
[0049] Further, the Ni content of any of the above three types of steels is preferably 0.40 to 3.00%, more preferably
0.40 to 2.00%.
V: 0.01 to 0.50%
[0050] Since V is an element which has a strong precipitation strengthening effect, it is added if hardening and
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tempering treatments are omitted. To obtain this effect, it is preferable to add not less than 0.01% of V. If the V content
is more than 0.50%, the effect is saturated. It is, therefore, preferable to set the upper limit at 0.50%.
[0051] The V content of the non-heat treated steel is preferably 0.05 to 0.35%, more preferably 0.05 to 0.30%. Nb:
0.01 to 0.10%, and Ti: 0.01 to 0.10%
[0052] Nb and Ti have effects of generating carbonitrides and making crystal grains finer by the pinning effect, re-
spectively, and are added if necessary. To obtain these effects, it is necessary to add not less than 0.01% of Nb and
not less than 0.01% of Ti. However, if more than 0.10% of Nb and more than 0.10% of Ti are included in the steel, these
effects are saturated. Therefore, the respective upper limits are preferably 0.10%. The range is more preferably 0.01 to
0.08%, most preferably 0.01 to 0.06%
B: 0.0005 to 0.0100%
[0053] Even a low B content has effects of improving the hardenability and mechanical properties of the steel, and B
is added if necessary. To obtain the effects, it is necessary to add not less than 0.0005% of B. If more than 0.0100% of
B is contained, the effects are saturated. The upper limit is, therefore, preferably 0.0100%. The range is more preferably
0. 0005 to 0.0060%, most preferably 0.0005 to 0.0040%.
[0054] Furthermore, as shown in the invention claimed in claim 4, it is preferable that the lead-free steel for machine
structural use further comprises one or two elements selected from a group of, on the weight basis, Bi: 0.01 to 0.30%
and REM: 0.001 to 0.10%.
[0055] The reason for restricting the preferred composition ranges will be described hereinafter.
Bi: 0.01 to 0.30%
[0056] Since Bi is effective to improve the chip disposability and drilling property of the steel with hardly deteriorating
an anisotropy of mechanical property, it is added if these properties are necessary. To obtain the effect, it is necessary
to add not less than 0.01% of Bi. However, if more than 0.30% of Bi is contained, the effect is saturated and cost
increases. Therefore, the upper limit is preferably 0.30%. The range is more preferably 0.01 to 0.10%, most preferably
0.01 to 0.08%. REM: 0.001 to 0.10%
[0057] Since an REM (rare-earth element) has a great effect of controlling the formof a sulfide, it is employed to
accelerate the effects of Mg and Ca . It is noted that the REM mainly consists of mixed alloys of Ce, La, Nd, Pr and Sm.
To obtain this effect, it is necessary to add not less than 0.001% of REM. However, if more than 0.10% of REM is
contained, the effect is saturated and cost increases. Therefore, the upper limit is preferably 0.10%. The range is more
preferably 0.001 to 0.006%, most preferably 0.001 to 0.004%.
[0058] Moreover, as shown in the invention claimed in claim 5, it is preferable that the lead-free steel for machine
structural use comprises one or two selected from a group of (Ca, Mg) S and (Ca, Mg, Mn) S as a sulfide-based inclusion.
There are various sulfides combining S with Ca, Mg and Mn. Among them, as described above, by particularly including
at least one of a mixed sulfide (Ca, Mg)S consisting of Ca, Mg and S or a mixed sulfide (Ca, Mg, Mn) S consisting of
Ca, Mg, Mn and S, it is possible to greatly improve the carbide tool wear property.

Brief Description of the Drawings

[0059]

Fig. 1 is an explanatory view showing an evaluation method for deep-drilling properties in the first embodiment;
Fig. 2 is a drawing-replacing photograph which shows images of respective elements in a steel X according to the
present invention in the sixth embodiment;
Fig. 3 is a drawing-replacing photograph which shows images of respective elements adhering to a tool employed
to cut the steel X according to the present invention in the seventh embodiment;
Fig. 4 is a drawing-replacing photograph which shows images of respective elements adhering to a tool employed
to cut a conventional steel Y in the seventh embodiment; and
Fig. 5 is a drawing-replacing photograph which shows images of respective elements adhering to a tool employed
to cut a conventional steel Z in the seventh embodiment.

Best Modes for Carrying out the Invention

[0060] To evaluate the excellent properties of a lead-free steel for machine structural use according to the present
invention, various tests have been conducted for each of three types of steels, i.e. heat-treated steels, non-heat treated
steels and case hardening steels.
[0061] The results of these tests will be shown below as embodiments.
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First Embodiment

[0062] In this embodiment, as shown in Tables 1 and 3, a steel A according to the present invention and conventional
steels B and C, which are all heat-treated steels, are prepared and compared with one another.
[0063] The conventional steel B is a Pb-containing free cutting steel which contains 0.1% of Pb. This conventional
steel B is out of the scope of the present invention in terms of an S content and an O content.
[0064] Further, the conventional steel C is a steel to which Ca and Mg are not added.
[0065] Each steel material is molten in a vacuummelting furnace with the capacity of 100 kg, forged and extended to
φ60 mm at 1200˚C, and a part thereof is further forged and extended to a rectangular steel material of 40x70 mm.
Thereafter, each steel is subjected to a heat treatment including hardening at 880˚C and then tempering at 580˚C.
[0066] Using the steel material of φ60 mm, machinability tests, a tensile test and an impact test in a forging and
extending direction (which direction will be referred to as L-direction herein after) are conducted. In addition,using the
rectangular steel products of 40x70 mm, impact tests in a direction which is perpendicular to the forging and extending
direction (which direction will be referred to as T-direction hereinafter) are conducted.
[0067] Machinability test methods and cutting conditions are shown in Table 2. A JIS No. 4 specimen and a JIS No.
3 specimen are employed as a tensile test specimen and an impact test specimen, respectively.
[0068] Considering that the object of the present invention is to develop a steel which replaces a Pb-containing free
cutting steel, the machinability test evaluation items are evaluated with an emphasis on chip disposability and drilling
machinability which are advantages of the Pb-containing free cutting steel.
[0069] Further, as shown in Fig. 1, in a deep drilling test which is one of machinability tests, a cutting force (torque
T2) is measured from the start of drilling. While assuming drilling time t required until the torque T2 becomes twice as
large as a stable drilling torque T1 as "stable drilling time", "stable drilling depth (mm) "which is defined as "stable drilling
time (sec)" x "feed (mm/sec)" is calculated and evaluated.
[0070] The test result and the like are shown in Table 3.
[0071] As seen in Table 3, the steel A according to the present invention, as the heat-treated steel, exhibits superior
properties to those of the conventional steels B and C for all the evaluation items. As for the drill life, in particular, the
steel A is far superior to the conventional Pb-containing free cutting steels.
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(Table 2)

test item

carbide tool loss by
wear

chip disposability deep drilling property drill life

tool P20 P20 SKH51(φ6mm) SKH51(φ5mm)

cutting speed 150m/min 150m/min 19m/min 27m/min

feed 0.2mm/rev 0.10, 0.15,
0.20mm/rev

0.1mm/rev 0.2mm/rev

cutting depth 1.5mm 1.5mm - drilling depth:15mm

cutting oil dry type dry type dry type dry type

evaluation criterion flank wear after
cutting for 5 minutes

minutes

chip disposability
index (number of
chips/ weight of

chips)

stable drilling depth
(Fig.1)

drilling number until
damage by melting

and fracture
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Second Embodiment

[0072] In this embodiment, as shown in Tables 1 and 3 already described above, a steel D according to the present
invention and conventional steels E to G, all of which are non-heat treated steels, are prepared and compared with one
another.
[0073] The conventional steel E is a Pb-containing free cutting steel which contains 0.17% of Pb. The conventional
steel F is a Pb-containing free cutting steel to which Pb and Ca are added, namely which contains 0.18% of Pb and 22
ppm of Ca. The conventional steel G does not contain Ca and Mg. The Al content of each of the conventional steels E
to G exceeds 0.010%.
[0074] Respective steel materials are molten in a vacuum melting furnace with the capacity of 30 kg, forged and
extended to φ40 mm at 1200˚C, and a part thereof is further forged and extended to a rectangular steel material of 40x70
mm. Thereafter, each of the steels is held for 30 minutes at 1200˚C, and then an air-cooling heat treatment is conducted
thereto.
[0075] Using the φ40 mm steel materials, machinability tests, a tensile test and an L-direction impact test are conducted.
Using the 40x70 mm rectangular steel materials, a T-direction impact test is conducted.
[0076] Test methods, cutting conditions, tensile test specimens and impact test specimens are the same as those in
the first embodiment.
[0077] The test result and the like are shown in Table 3.
[0078] As seen in Table 3, the steel D according to the present invention, as the non-heat treated steel, exhibits
superior properties to those of the conventional steels E to G in all the evaluation items. The steel D particularly exhibits
far superior performances in carbide tool loss by wear and drill life to those of the conventional Pb-containing free cutting
steels.
[0079] The reason that the drill life, which is an advantage of the Pb-containing free cutting steel, of the steel D is
considerably lengthened compared with that of the conventional steel F which is a lead composite free cutting steel
which is excellent in machinability does lie in the fact that the Al content and the O content are simultaneously reduced,
the quantity of oxides and the forms thereof are controlled so as to elevate an S content level and add both of Mg and
Ca to the steel, compared with the conventional steels. This improvement cannot be obtained until these processes are
performed.

Third Embodiment

[0080] In this embodiment, as shown in Tables 1 and 3 already described above, steels H and I according to the
present invention and conventional steels J and K, all of which are case hardening steels, are prepared and compared
with one another.
[0081] The greatest difference between the steels H and I according to the present invention is that Bi is added to the
steel H.
[0082] The conventional steel J is a free cutting steel to which S and Pb are added in large quantities. The Al content
of each of the conventional steels J and K exceeds 0.010%.
[0083] Each steel material ismolten in a vacuummelting furnace with the capacity of 100 kg, forged and extended to
φ60 mm at 1200˚C, and a part thereof is further forged and extended to a rectangular steel material of 40x70 mm.
Thereafter, each steel material is subjected to a normalizing heat treatment for 60 minutes at 900˚C.
[0084] Using the φ60 mm steel materials, machinability tests are conducted. The specimens for tensile test and L-
direction impact test are cut out of above φ60 mm steel materials and the specimens for T-direction impact test are cut
out of the above 40x70 mm rectangular steel materials. After these specimens are hardened at 880˚C and tempered at
180˚C, they are finished and then subjected to mechanical tests.
[0085] Test methods and the like are the same as those in the first embodiment.
[0086] A test result and the like are shown in Table 3.
[0087] As seen in Table 3, the steels H and I according to the present invention, as the case hardening steels, exhibit
superior properties at least in machinability to those of the conventional steels J and K. In addition, the steels H and I
maintain almost the same mechanical properties as those of the conventional steels.
[0088] The drill life of the steel H according to the present invention to which Bi is added is, in particular, lengthened
surprisingly. This improvement is derived from the fact that the deformation of inclusions are accelerated by the lowmelting
behavior of Bi and the mixed sulfide has an effect of suppressing the progress of the tool wear.

Fourth Embodiment

[0089] In this embodiment, a steel L according to the present invention, conventional steels M and N and a comparison
steel O, which are non-heat treated steel, are prepared and compared with one another in fatigue properties.
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[0090] The conventional steel M is a free cutting steel which contains Pb, and the conventional steel N is a Pb composite
free cutting steel which contains Ca in addition to Pb.
[0091] The comparison steel O is a steel obtained by increasing an O content to more than 20 ppm in the steel
according to the present invention.
[0092] Each steel material is molten in a vacuummelting furnace with the capacity of 30 kg, forged and extended to
φ60 mm at 1200˚C, held at 1200˚C for 30 minutes and then subjected to an air-cooling heat treatment.
[0093] Specimens are cut out from the φ60 mm steel materials respectively, and tensile tests and Ono-type rotating
and bending fatigue tests are conducted.
[0094] A test result is shown in Table 5.
[0095] As seen in Table 5, the steel L according to the present invention exhibits tensile strength which has little
difference from that of the conventional steel M (lead-containing free cutting steel) and that of the conventional steel N
(lead composite free cutting steel) and exhibits a fatigue limit and an endurance ratio which are equal to or higher than
those of the conventional steels M and N. In addition, the comparison steel O which is higher in oxygen content than
the steel L according to the present invention, is inferior in fatigue properties. It is considered that this is due to the
increase of the quantity and magnitude of an oxide inclusion.
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Fifth Embodiment

[0096] In this embodiment, heat-treated steels and non-heat treated steels are evaluated for continuous casting prop-
erties.
In this evaluation, as shown in Table 6, steels P to S according to the present invention and comparison steels T to

Ware prepared. The comparison steels T to W are obtained by increasing the Al contents to not less than 0.05%,
respectively, in the steels P to S according to the present invention.
[0097] A continuous casting test is conducted using a bloom continuous casting machine of the rating type of 370mm
X 530mm after melting the steels in an electric furnace with the capacity of 130-ton-LF (ladle refining furnace)-RH
(vacuum degassing machine). It is then tested whether or not molten metals of 130 tons are cast by the continuous
casting machine.
[0098] A test result is shown in Table 7.
[0099] As seen in Table 7, all of 130-ton molten metals are, without choking the nozzles of the casting machine, cast
from the respective steels P to S according to the present invention in which Al contents thereof are suppressed to be
as low as less than 0.005%.
[0100] As for the comparison steels T to W each having an Al content of not less than 0.005%, nozzle choking occurs
and the entire 130-ton molten metal cannot be continuously cast.

(Table 5) Fourth Embodiment (non-heat treated steel)

steel type fatigue property

tensile strength
(Mpa)

fatigue limit
(Mpa)

endurance ratio hardness (Hv)

steel of the present
invention

L 759 343 0.452 239

conventional steel M 762 343 0.450 242

N 765 343 0.448 240

comparison steel O 761 299 0.393 241
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Sixth Embodiment

[0101] In this embodiment, steel X which is a non-heat treated steel according to the present invention shown in Table
8 is prepared and inclusions in the steel are observed.
[0102] The steel X according to the present invention is molten in a vacuummelting furnace with the capacity of 30
kg and forged and extended to φ40 mm at 1200˚C. Thereafter, the steel is heldat 1200˚C for 30minutes and then subjected
to anair-cooling heat treatment.
[0103] The result of inclusion observation is shown in Fig. 2. Fig. 2 is a drawing-replacing photograph which shows
SEM (scanning electron microscope) images and the respective images of elements Mn, Si, Mg, S, Al, Fe, O, P and Ca
at the same position of the SEM image.
[0104] As seen in Fig. 2, Mn, Mg, S and Ca are detected in the same inclusion and the existence of MnS, (Mg, Ca)
S and (Mn, Mg, Ca) S is confirmed. Further, as for the formof the inclusion, while a sulfide normally represented by MnS
is formed into rod-like form after forging and extending, that in the steel according to this invention is spherical. This is
considered to demonstrate that the notch effect by the inclusions is decreased during the mechanical property tests and
that impact-resistance anisotropy in mechanical properties is improved.

(Table 7) Fifth Embodiment

steel type continuous casting test result evaluation

steel of the present invention

heat-treated steel

P all of 130-ton molten metals were cast,
without choking the nozzles of the

casting machine.

s

Q all of 130-ton molten metals were cast,
without choking the nozzles of the

casting machine.

s

non-heat treated
steel

R all of 130-ton molten metals were cast,
without choking the nozzles of the

casting machine.

s

S all of 130-ton molten metals were cast,
without choking the nozzles of the

casting machine.

s

comparison steel

heat-treated steel

T nozzle choking occurred at the time of
casting80-tonmoltenmetals, and then

the casting was stopped.

3

U nozzle choking occurred at the time of
casting 100-ton molten metals, and

then the casting was stopped.

3

non-heat treated
steel

V nozzle choking occurred at the time of
casting50-tonmoltenmetals, and then

the casting was stopped.

3

W nozzle choking occurred at the time of
casting60-tonmoltenmetals, and then

the casting was stopped.

3
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Seventh Embodiment

[0105] In this embodiment, a steel X according to the present invention and conventional steels Y and Z are prepared
and subjected to tests for carbide tool loss by wear, chip disposabilityindices, deep drilling properties and drilllives. Test
conditions and the like are the same as those in the first embodiment. In addition, the distribution of alloy elements on
the face worn parts (crater worn parts) of the respective tools is observed.
[0106] The conventional steel Y is a lead composite free cutting steel which contains Pb and Ca. The conventional
steel Z is a steel which does not contain Pb but in which an Al content is increased, without adding Ca and Mg. A
manufacturing method for the steels Y and Z is the same as that of the steel X according to the present invention.
[0107] A test result is shown in Table 9.

[0108] As seen in Table 9, the steel X according to the present invention is superior in all of the evaluation items to
the conventional steels Y and Z.
[0109] Next, the observation results of alloy element distribution are shown in Figs. 3 to 5. These figures are drawing-
replacing photographs each of which shows the SEM image of the surface of the face worn part of the tool after the
wear test and the images of elements Ca, S, Mn, Mg, W, Fe, Si, Al and O at the same position of the SEM image.
[0110] As seen in Fig. 3, in the steel X according to the present invention, Mn, S, Ca and Mg adhere to the face worn
part of the tool. This is considered to demonstrate that the steel exhibits a lubricating function resulting from the composite
effect of MnS and (Ca, Mg) S so as to suppress the progress of tool wear.
[0111] As seen in Fig. 4, in the conventional steel Y, Ca and S adhere to the worn part and Pb adheres to the end
portion of the worn part. Although it can be estimated from this result that the lubricating function of CaS can suppress
the progress of tool wear, the suppression degree is lower than that of the steel X according to the present invention.
[0112] As seen in Fig. 5, in the conventional steel Z, S is slightly distributed on the worn part of the tool but Fe and O
adhere thereto in large quantities. An Fe oxide is substituted for Co contained in the tool and functions to accelerate the
tool wear. It is considered that this is why the tool is largely worn.

Eighth Embodiment

[0113] In this embodiment, more steels according to the present invention and comparison steels are prepared and
evaluated for machinability and the other properties as in the case of the first embodiment.
[0114] First, as the steels according to the present invention, 78 types of steels, a1 to a78 obtained by variously
changing compositions in composition ranges according to the present invention, respectively, are prepared as shown
in Tables 10 to 12.
[0115] As the comparison steels, eight types of steels, b1 to b8 which do not fall within respective composition ranges
according to the present invention are prepared as shown in Table 13.
[0116] The comparison steel b1 has an S content below the lower limit and the comparison steel b2 has an S content
exceeding the upper limit. The comparison steel b3 has an Al content exceeding the upper limit. The comparison steel
b4 has a Ca content below the lower limit and the comparison steel b5 has a Ca content exceeding the upper limit. The
comparison steel b6 has an Mg content below the lower limit and the comparison steel b7 has an Mg content exceeding
the upper limit. The comparison steel b8 has an O content exceeding the upper limit.
[0117] Heat-treated steels are manufactured in the same manner as that in the first embodiment and non-heat treated
steels are manufactured in the same manner as that in the second embodiment. In Tables 14 to 17 to be described
later, those that have data in hardening and tempering item are the heat-treated steels and those that have data in an
air-cooling treatment (afterheatingat 1200˚C) item are the non-heat treated steels.
[0118] As to heat-treated steels, mechanical tests are conducted after hardening and tempering; and as to non-heat
treated steels, they are conducted after heating at 1200 ˚C followed by air-cooling treatment. The other conditions are
the same as those in the first to third embodiments.

(Table 9)

steel type carbide tool loss
by wear (mm)

chip disposability
index

deep drilling
property (mm)

drill life (drilling
number)

steel of the
present invention

X 0.07 32 87 922

conventional steel
Y 0.12 32 87 920

Z 0.20 3 39 393
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[0119] Evaluation results are shown in Tables 14 to 17.
[0120] For the clarity of the results, a very good result is indicated by mark O, a good result is indicated by mark s

and a bad result is indicated by mark 3.
[0121] Judgment criterions for O, s and 3 in the respective evaluation items are shown in Table 18.
[0122] As seen in Tables 14 to 16, all the steels according to the present invention exhibit superior results in all the
evaluation items.
[0123] In contrast, as seen in Table 17, none of the comparison steels exhibit satisfactory results in all the evaluation
items.
[0124] Specifically, the comparison steel b1 the S content of which is below the lower limit cannot attain sufficient
properties in carbide tool loss by wear, chip disposability, deep drilling property and drill life.
[0125] The comparison steel b2 the S content of which exceeds the upper limit is inferior in impact-resistance anisotropy
and endurance ratio.
[0126] The comparison steel b3 the Al content of which exceeds the upper limit is inferior in carbide tool loss by wear
and endurance ratio. Further, compared to non-heat treated steel (air-cooled steels) among the steels a1 to a78 of the
present invention, since the comparison steel b3 consists of the non-heat treated steel, the deep drilling property and
drill life of the comparison steel b3 do not reach very good level but remain at good level, whereas almost all the steels
according to the present invention exhibit very good levels in deep drilling and drill life like Pb-containing free cutting steels.
[0127] The comparison steel b4 the Ca content of which is below the lower limit does not exhibit excellent carbide
tool loss by wear, drill life and impact-resistance anisotropy.
[0128] The comparison steel b5 the Ca content of which exceeds its upper limit does not exhibit an excellent endurance
ratio.
[0129] The comparison steel b6 the Mg content of which is below the lower limit does not exhibit excellent carbide
tool loss by wear, drill life and impact-resistance anisotropy.
[0130] The comparison steel b7 the Mg content of which exceeds the upper limit does not exhibit an excellent endurance
ratio.
[0131] The comparison steel b8 the O content of which exceeds the upper limit does not exhibit excellent carbide tool
loss by wear, drill life and endurance ratio.
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[0132] As described so far, according to the present invention, it is possible to provide a lead-free steel for machine
structural use which does not contain Pb and is equal to or higher than the conventional Pb-containing free cutting steels
in properties, excellent in machinability and low in strength anisotropy.
It is explicitly stated that all features disclosed in the description and/or the claims are intended to be disclosed separately
and independently from each other for the purpose of original disclosure as well as for the purpose of restricting the
claimed invention independent of the compositions of the features in the embodiments and/or the claims. It is explicitly
stated that all value ranges or indications of groups of entities disclose every possible intermediate value or intermediate
entity for the purpose of original disclosure as well as for the purpose of restricting the claimed invention.

Claims

1. A lead-free steel for machine structural use with excellent machinability and low strength anisotropy, comprising:
on the weight basis,
C: 0.10 to 0.65%;
Si: 0.03 to 1.00%;
Mn: 0.30 to 2.50%;
S: 0.03 to 0.35%;
Cr: 0.1 to 2.0%;
Al: less than 0.010%;
Ca: 0.0005 to 0.020%;
Mg: 0.0003 to 0.020%;
O: less than 20 ppm; and
the balance being Fe and inevitable impurities.

2. A lead-free steel for machine structural use with excellent machinability and low strength anisotropy, comprising:
on the weight basis,
C: 0.10 to 0.65%;
Si: 0.03 to 1.00%;
Mn: 0.30 to 2.50%;
S: 0.03 to 0.35%;
Cr: 0.1 to 2.0%;
Al: less than 0.005%;
Ca: 0.0005 to 0.020%;
 Mg: 0.0003 to 0.020%;
O: less than 20 ppm; and
the balance being Fe and inevitable impurities.

3. The lead-free steel for machine structural use with excellent machinability and low strength anisotropy according
to claim 1 or 2, further comprising one or more elements selected from a group of, on the weight basis, Mo: 0.05 to
1.00%, Ni: 0.1 to 3.5%, V: 0.01 to 0.50%, Nb: 0.01 to 0.10%, Ti: 0.01 to 0.10% and B: 0.0005 to 0.0100%.

4. The lead-free steel for machine structural use with excellent machinability and low strength anisotropy according
to any of claims 1 to 3, further comprising one or two elements selected from a group of, on the weight basis, Bi:
0.01 to 0.30% and REM: 0.001 to 0.10%.

(Table 18)

evaluation criterion

carbide tool
loss by wear

chip
disposability

index

deep drilling
property

drill life impact-
resistance
anisotropy

endurance ratio

O 0.04 or less 35 or more 73 or more 850 or more 0.50 or more 0.54 or more

s 0.05 - 0.12 13 - 34 61 - 72 600 - 849 0.30 - 0.49 0.43 - 0.53

3 0.13 or more 12 or less 60 or less 599 or less 0.29 or less 0.42 or less
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5. The lead-free steel for machine structural use with excellent machinability and low strength anisotropy according
to any of claims 1 to 4, comprising one or two selected from a group of (Ca, Mg)S and (Ca, Mg, Mn)S as a sulfide-
based inclusion.
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