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Description
[Technical Field]

[0001] The presentinvention relates to a magnetic domain refining method for a grain-oriented electrical steel sheet.
More specifically, the present invention relates to a magnetic domain refining method for a grain-oriented electrical steel
sheet that adjusts a shape of a groove formed on a steel sheet.

[Background Art]

[0002] Since a grain-oriented electrical steel sheet is used as an iron core material of an electrical device such as a
transformer, in order to ameliorate energy conversion efficiency thereof by reducing power loss of the device, it is
necessary to provide a steel sheet having excellent iron loss of the iron core material and a high occupying ratio when
being stacked and spiral-wound.

[0003] The grain-oriented electrical steel sheet refers to a functional steel sheet having a texture (referred to as a
"GOSS texture") of which a secondary-recrystallized crystal grain is oriented with a {110}<001> direction in a rolling
direction through a hot rolling process, a cold rolling process, and an annealing process.

[0004] As a method of lowering the iron loss of the grain-oriented electrical steel sheet, a magnetic domain refining
method is known. In other words, itis a method of refining a large magnetic domain contained in a grain-oriented electrical
steel sheet by scratching or energizing the magnetic domain. In this case, when the magnetic domain is magnetized
and a direction thereof is changed, energy consumption may be reduced more than when the magnetic domain is large.
The magnetic domain refining methods include a permanent magnetic domain refining method, which retains an amel-
ioration effect even after heat treatment, and a temporary magnetic domain refining method, which does not retain an
amelioration effect after heat treatment.

[0005] The permanent magnetic domain refining method in which iron loss is ameliorated even after stress relaxation
heat treatment at a heat treatment temperature or more at which recovery occurs may be classified into an etching
method, a roll method, and a laser method. According to the etching method, since a groove is formed on a surface of
a steel sheet through selective electrochemical reaction in a solution, it is difficult to control a shape of the groove, and
it is difficult to uniformly secure iron loss characteristics of a final product in a width direction thereof. In addition, the
etching method has a disadvantage in that it is not environmentally friendly due to an acid solution used as a solvent.
[0006] The permanent magnetic domain refining method using a roll is a magnetic domain refining technology that
provides an effect of ameliorating iron loss that partially causes recrystallization at a bottom of a groove by forming the
groove with a certain width and depth on a surface of a plate by pressing the roll or plate by a protrusion formed on the
roll and then annealing the groove. The roll method has a disadvantage in that stability in machine processing decreases,
there is reliability due to difficulty in securing stable iron loss depending on a thickness, a process is complex, and the
iron loss and magnetic flux density characteristics deteriorate immediately after the groove formation (before the stress
relaxation annealing).

[0007] The permanent magnetic domain refining method using a laser adopts a method in which a laser beam of high
outputis irradiated onto a surface portion of an electrical steel sheet moving at a high speed, and a groove accompanied
by melting of abase portion is formed by the laser irradiation. A disadvantage is thatwhen a groove having a predetermined
depth or more is formed, a large amount of iron powder is generated, and some is fixed, some flips as dust, and some
falls into an iron plate as powder, which causes a surface defect. As a groove depth increases, the iron loss decreases,
but a free surface becomes wider than that when there is no groove, and as a result, a magnetic flux density, i.e., the
quantity of magnetic lines passing per unit area decreases. That is, the amount of energy transfer is reduced compared
to the related art. Even though energy efficiency through reduction of the iron loss increases, when the magnetic flux
density decreases to a predetermined or more, there is a problem in that efficacy as a transformer is lost.

[0008] Patent document US 2018/043474 A1 provides a grain-oriented electrical steel sheet including a steel sheet
having a steel sheet surface in which a groove, which extends in a direction intersecting a rolling direction and of which
a groove depth direction matches a sheet thickness direction, is formed.

[Disclosure]

[Technical Problem]

[0009] The presentinvention hasbeen made in an effort to provide a grain-oriented electrical steel sheetand a magnetic
domain refining method therefor. Specifically, the presentinvention has been made in an effort to provide a grain-oriented

electrical steel sheet and a magnetic domain refining method therefor that improve an iron loss by adjusting a shape of
a groove formed on a steel sheet and suppress deterioration of a magnetic flux density.
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[Technical Solution]

[0010] To solve the problem, a magnetic domain refining method of a grain-oriented electrical steel sheet according
to claim 1 is provided.

[0011] The length of the gradient section (GS) may be in the range of 15 to 100 mm.

[0012] The length of the uniform section (US) may be in the range of 100 to 250 mm.

[0013] An average angle (65,) formed by the steel sheet surface and the gradient section may be in the range of 25
to 50°.

[0014] An average angle formed by the steel sheet surface and the uniform section may be in the range of 0 to 10°.
[0015] A depth of the groove may be in the range of 3 to 30 um.

[0016] The transverse direction of the groove and the rolling direction of the steel sheet may form an angle of 75 to 88°.
[0017] In a range of 1 mm or less from the groove, the number of hill-ups per 100 wum may be 3 or more in a width
direction of the steel sheet.

[0018] The steel sheet may include a solidification alloy layer formed on a lower portion of the groove, and the solid-
ification alloy layer may include a recrystal having an average particle diameter of 1 to 10 wm.

[0019] Anotherexemplary embodimentprovides agrain-oriented electrical steel sheetincluding: a linear groove formed
in a direction intersecting with the rolling direction on one surface or both surfaces of the electrical steel sheet, the groove
includes the gradient section and the uniform section on a cross section including the transverse direction of the groove
and the rolling surface normal direction of the steel sheet, and a width of the gradient section (GS) and the width of the
uniform section (US) satisfy Equation 2 below.

[Equation 2]

1.5<[GSWJ[USW]<2.0

[0020] In Equation 2, [GSW] represents the width (uwm) of the gradient section and [USW] represents the width (um)
of the uniform section.

[0021] The gradient section means a portion in which an angle formed by a virtual line connecting the groove and
straight lines of 1 mm left and 1 mm right of a boundary point of the steel sheet and the steel sheet surface is in the
range of 30 to 90° on a cross section including the transverse direction of the groove and the rolling surface normal
direction of the steel sheet, and the uniform section means a portion in which an angle formed by the virtual line and the
steel sheet surface is 0° or more and less than 30°.

[0022] The width of the uniform section (US) may be in the range of 10 to 100 pm.

[0023] The width of the gradient section (GS) may be in the range of 50 to 150 pum.

[0024] Anaverage angle formed by the transverse direction of the groove and the gradient section may be in the range
of 25 to 50°.

[0025] An average angle formed by the transverse direction of the groove and the uniform section may be in the range
of 0 to 5°.

[0026] In a shape of a laser beam, the width may be in the range of 10 to 200 pwm and the length may be in the range
of 300 to 5000 pm.

[0027] In the forming of the gradient section, the focal depth of the laser may decrease to a range of 1 to 10 wm per
1 mm toward the boundary portions of the gradient section and the uniform section from the end of the groove.

[Advantageous Effect]

[0028] Accordingto animplementation example of the presentinvention, a shape of a groove is appropriately controlled
to improve an iron loss and suppress deterioration of a magnetic flux density.

[Description of the Drawings]

[0029]
FIG. 1 is a schematic view of a rolling surface (ND surface) of a grain-oriented electrical steel sheet according to
an exemplary embodiment of the present invention.

FIG. 2 is a schematic view of an ND direction-X direction surface of a grain-oriented electrical steel sheet according
to an exemplary embodiment of the present invention.
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FIG. 3 is a partial enlarged diagram of a gradient section in FIG. 2.

FIG. 4 is a partial enlarged diagram of a uniform section in FIG. 2.

FIG. 5 is a diagram illustrating an average angle (6g,) formed by a steel sheet surface and the gradient section.
FIG. 6 is a schematic view of a rolling surface (ND surface) of a grain-oriented electrical steel sheet according to
an exemplary embodiment of the present invention.

FIG. 7 is a schematic view of a rolling surface (ND surface) of a grain-oriented electrical steel sheet according to
an exemplary embodiment of the present invention.

FIG. 8 is a graph showing a relationship of an irradiation position and a laser energy density.

FIG. 9 is a graph showing a relationship of the irradiation position and a laser focal depth.

[Mode for Invention]

[0030] Terms includingfirst, second, and third are used for describing various arts, components, regions, layers, and/or
sections, but are not limited thereto. The terms are only used to distinguish any part, component, region, layer, or section
from the other part, component, region, layer, or section. Accordingly, the first part, component, region, layer, or section
described below may be mentioned as the second part, component, region, layer, or section within the range without
departing from the range of the present invention.

[0031] Special terms used herein are for the purpose of describing specific exemplary embodiments only and are not
intended to limit the present invention. The singular forms used herein include plural forms as well, if the phrases do not
clearly have the opposite meaning. The term "including" used in the specification means that a specific feature, region,
integer, step, operation, element and/or component is embodied and existence or addition of other features, regions,
integers, steps, operations, elements, and/or components are not excluded.

[0032] When any part is mentioned to be "on", "over" the other part, which might be directly on or over the other part
or may be a different part interposed therebetween. On the contrary, when any part is mentioned as being "directly on"
the other parts, the other part is not interposed therebetween.

[0033] Unless defined otherwise, all terms including technical and scientific terms used herein have the same meaning
as commonly understood by those skilled in the art to which the present invention belongs. Commonly used predefined
terms are further interpreted as having a meaning consistent with the relevant technical literature and the present
disclosure, and are not to be construed as ideal or very formal meanings unless defined otherwise.

[0034] Hereinafter, an exemplary embodiment of the present invention will be described in detail so that those skilled
in the art can easily carry out the exemplary embodiment. As those skilled in the art would realize, the described
embodiments may be modified in various different ways, all without departing from the spirit or scope of the present
invention.

[0035] FIG. 1 illustrates a schematic view of a grain-oriented electrical steel sheet 10 of which magnetic domain is
refined according to an exemplary embodiment of the present invention.

[0036] As illustrated in FIG. 1, the grain-oriented electrical steel sheet 10 according to an exemplary embodiment of
the present invention includes: a linear groove 20 formed on one surface or both surfaces of the electrical steel sheet
10 in a direction intersecting with a rolling direction (RD direction).

[0037] As illustrated in FIG. 1, 2 to 10 linear grooves may be intermittently formed in a rolling vertical direction (TD
direction, a steel sheet width direction). FIG. 1 illustrates a case where 3 linear grooves are intermittently formed in the
rolling vertical direction (the TD direction, the steel sheet width direction).

[0038] Asillustrated in FIG. 1, a transverse direction (X direction) of the groove and the rolling direction (RD direction)
of the steel sheet may form an angle (0) of 75 to 88°. When forming the above-described angle, the formed angle may
contribute to improving an iron loss of the grain-orientation electrical steel sheet.

[0039] Although not illustrated in FIG. 1, within a range of 1 mm or less from the groove, three or more hill-ups may
be formed per 100 wm in a width direction of the steel sheet. This is caused by forming the groove through laser irradiation
in an exemplary embodiment of the present invention. The range of 1 mm or less from the groove means a range of 1
mm or less vertically in the rolling direction (RD direction) with respect to the rolling surface (ND surface). The number
of hill-ups aims at a hill-up in which a heightis 1 um or more and a diameter is 1 wm or more. When the number of hill-
ups is appropriately formed, the formed hill-ups may contribute to enhance an adhesion between the grain-oriented
electrical steel sheets at the time of stacking the grain-oriented electrical steel sheets.

[0040] Although not illustrated in FIG. 1, the steel sheet may include a solidification alloy layer formed on a lower
portion of the groove, and the solidification alloy layer may include recrystals having an average particle diameter of 1
to 10 wm. This is caused by forming the groove through laser irradiation in an exemplary embodiment of the present
invention. When the solidification alloy layer and the recrystals in the solidification alloy layer are appropriately formed,
it may contribute to improving the iron loss of the grain-orientation electrical steel sheet.

[0041] FIG. 2, as an enlarged diagram of a portion represented by reference numeral 30 of FIG. 1, is a schematic
view of an ND direction-X direction surface of a grain-oriented electrical steel sheet according to an exemplary embod-
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iment of the present invention.

[0042] As illustrated in FIG. 2, the groove includes a gradient section (GS) and a uniform section (US) on a cross
section including a transverse direction of the groove and a normal direction of the rolling surface of the steel sheet.
[0043] The gradient section (GS) means a portion in which an angle (6g) formed by a virtual line connecting the groove
and straight lines of 1 mm left and 1 mm right of a boundary point of the steel sheet and the steel sheet surface is in the
range of 30 to 90° on a cross section including a transverse direction of the groove and a normal direction of the rolling
surface of the steel sheet, and the uniform section means a portion in which an angle (6;) formed by the virtual line and
the steel sheet surface is 0° or more and less than 30°.

[0044] FIG. 3illustrates a partial enlarged diagram of the gradient section (GS). Asillustrated in FIG. 3, the angle (6g)
formed by the virtual line connecting the groove and the straight lines of 1 mm left and 1 mm right of the boundary point
of the steel sheet and the steel sheet surface is in the range of 30 to 90°. It is impossible to distinguish a portion separated
less than 1 mm from both ends of the groove by a definition of the gradient section (GS) and the uniform section (US)
described above, and it is considered that the corresponding portion corresponds to the gradient section (GS).

[0045] FIG. 4 illustrates a partial enlarged diagram of the uniform section (US). As illustrated in FIG. 4, the angle (6,)
formed by the virtual line connecting the groove and the straight lines of 1 mm left and 1 mm right of the boundary point
of the steel sheet and the steel sheet surface is 0° or more and less than 30°. Both ends of the uniform section (US) are
in contact with the gradient section (GS), and a portion where the uniform section (US) and the gradient section (GS)
are in contact with each other is referred to as a boundary portion.

[0046] In an exemplary embodiment of the present invention, by controlling the relationship between the length and
the length of the uniform section (US) and the length of the gradient section (GS), the iron loss may be improved and
the deterioration of the magnetic flux density may be suppressed. When the groove is formed by using multiple lasers,
the gradient section (GS) is hardly formed and only the uniform section (US) is formed, like a "U" shape. However, when
only the uniform section (US) is formed without the gradient section (GS) as described above, there is a problem in that
the magnetic flux density deteriorates by the groove depth. In an exemplary embodiment of the present invention, the
length of the gradient section and the length of the uniform section are formed to satisfy Equation 1 below to improve
the iron loss and the deterioration of the magnetic flux density.

[Equation 1]

0.1<[GSL}/[USL]<0.5

[0047] (In Equation 1, [GSL] represents the length (mm) of the gradient section and [USL] represents the length (mm)
of the uniform section.)

[0048] When avalue of Equation 1istoo small, thatis, when the gradient section is not relatively appropriately obtained,
there may be a problem in that the magnetic flux density deteriorates by the groove depth, as described above. When
the value of Equation 1 is too large, that is, when the gradient section is formed relatively too long, an overall groove
depth may not be secured, and as a result, iron loss improvement may be insufficient. More specifically, the value of
Equation 1 may be in the range of 0.2 to 0.4.

[0049] As illustrated in FIG. 2, the gradient section or the uniform section is not continuously connected, but may be
disconnected, and in this case, the length of the gradient section or the length of the uniform section means the sum of
all gradient section or uniform section lengths in the groove.

[0050] The length of the gradient section (GS) may be in the range of 15 to 100 mm. When the length of the gradient
section (GS) is too short, there may be a problem in that the magnetic flux density deteriorates by the groove depth.
When the length of the gradient section (GS) is too long, the overall groove depth may not be secured, and as a result,
the iron loss improvement may be insufficient. More specifically, the length of the gradient section (GS) may be in the
range of 30 to 75 mm.

[0051] The length of the uniform section (US) may be in the range of 100 to 250 mm. When the length of the uniform
section (US) is too short, the overall groove depth may not be secured, and as a result, the iron loss improvement may
be insufficient. When the length of the uniform section (US) is too long, there may be a problem in that the magnetic flux
density deteriorates by the groove depth. More specifically, the length of the gradient section (GS) may be in the range
of 150 to 200 mm.

[0052] An average angle (6g,) formed by the steel sheet surface and the gradient section may be in the range of 25
to 50°. In this case, the average angle (65,) formed by the steel sheet surface and the gradient section means an angle
(6ga) formed by a virtual line passing through both ends of the gradient section, and the steel sheet surface. More
specifically, the average angle (65,) means an angle (6g,) formed by a virtual line passing through the groove end, and
boundary portions of the gradient section and the uniform section, and the steel sheet surface. In FIG. 5, this is described.
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When there are a plurality of gradient sections, the average angle (65,) for each of the plurality of gradient sections may
be in the range of 25 to 50°.

[0053] An average angle formed by the steel sheet surface and the uniform section may be in the range of 0 to 10°.
In this case, the average angle formed by the steel sheet surface and the uniform section means an angle formed by a
virtual line passing through both ends of the uniform section, and the steel sheet surface. More specifically, the average
angle means an angle formed by a virtual line passing through both boundary portions of the gradient section and the
uniform section, and the steel sheet surface. When there is a plurality of uniform sections, the average angle for each
of the plurality of uniform sections may be in the range of 0 to 10°.

[0054] A depth (Gp) of the groove may be in the range of 3 to 30 wm. The depth (Gp) of the groove is described in
FIG. 2. In the groove, the depth (Gp) means a longest length from the steel sheet surface in the ND direction. When the
depth (Gp) of the groove is too shallow, iron loss improvement efficiency may deteriorate. On the contrary, when the
depth (Gp) of the groove is too deep, the magnetic flux density may significantly deteriorate.

[0055] The grain-orientation electrical steel sheet according to an exemplary embodiment of the present invention
includes a linear groove formed in a direction intersecting with the rolling direction on one surface or both surfaces of
the electrical steel sheet, the groove includes the gradient section and the uniform section on a cross section including
the transverse direction of the groove and the rolling surface normal direction of the steel sheet, and a width of the
gradient section (GS) and the width of the uniform section (US) satisfy Equation 2 below.

[Equation 2]

1.5<[GSW][USW]<2.0

[0056] In Equation 2, [GSW] represents the width (um) of the gradient section and [USW] represents the width (um)
of the uniform section.

[0057] As such, the width of the gradient section is longer than the width of the uniform section, thereby improving the
iron loss and suppressing the deterioration of the magnetic flux density. The width of the gradient section means the
length of a portion in the gradient section, in which intervals formed by lines forming the groove is the longest with respect
to the rolling surface (ND surface).

[0058] FIG. 6 is a schematic view of a rolling surface (ND surface) of a grain-oriented electrical steel sheet according
to an exemplary embodiment of the present invention. In FIG. 6, the width of the gradient section (GS) and the width of
the uniform section (US) are represented. In FIG. 6, the width of the gradient section (GS) is represented by a groove
width on the groove end, but is not limited thereto.

[0059] When the value of Equation 2 is too small or too large, deterioration may occur in terms of the iron loss and
the magnetic flux density. More specifically, the value of Equation 2 may be in the range of 1.65 to 1.85.

[0060] The width of the uniform section (US) may be in the range of 10 to 100 um. When the width of the uniform
section is too small or too large, it is difficult to satisfy the value of Equation 2 described above and deterioration may
occur in terms of the iron loss and the magnetic flux density. More specifically, the width of the uniform section (US)
may be in the range of 30 to 70 um.

[0061] The width of the gradient section (GS) may be in the range of 50 to 150 wm. When the width of the uniform
section is too small or too large, it is difficult to satisfy the value of Equation 2 described above and deterioration may
occur in terms of the iron loss and the magnetic flux density. More specifically, the width of the gradient section (GS)
may be in the range of 80 to 100 pum.

[0062] An average angle (Bgg) formed by a groove transverse direction (X direction) and the gradient section may be
in the range of 25 to 50°. The average angle (6gg) formed by the groove transverse direction and the gradient section
means an angle (6gg) formed by the virtual line passing through both ends of the gradient section, and the groove
transverse direction. More specifically, the average angle (6gg) means an angle (6gg) formed by the virtual line passing
through the groove end, and the boundary portions of the gradient section and the uniform section, and the groove
transverse direction. In FIG. 7, this is described. When there is the plurality of gradient sections, the average angle (6gg)
for each of the plurality of gradient sections may be in the range of 25 to 50°.

[0063] An average angle formed by the groove transverse direction (X direction) and the uniform section may be in
the range of 0 to 5°. In this case, the average angle formed by the groove transverse direction and the uniform section
means an angle formed by the virtual line passing through both ends of the uniform section, and the steel sheet surface.
More specifically, the average angle means an angle formed by a virtual line passing through both boundary portions
of the gradient section and the uniform section, and the groove transverse direction. When there is the plurality of uniform
sections, the average angle for each of the plurality of uniform sections may be in the range of 0 to 5°.

[0064] A magnetic domain refining method of the grain-orientation electrical steel sheet according to an exemplary
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embodiment of the present invention includes: preparing a grain-orientation electrical steel sheet 10; and forming a
groove on one surface of the grain-orientation electrical steel sheet by irradiating a laser in a direction intersecting with
a rolling direction.

[0065] First, the grain-orientation electrical steel sheet 10 is prepared. In an exemplary embodiment of the present
invention, there is a feature in the magnetic domain refining method and a shape of the formed groove 20, and the grain-
orientation electrical steel sheet which is an object to be subjected to magnetic domain refining may be used without a
limit. In particular, an effect of the presentinventionis expressed regardless of an alloy composition of the grain-orientation
electrical steel sheet. Therefore, a specific description of the alloy composition of the grain-orientation electrical steel
sheet will be omitted.

[0066] In an exemplary embodiment of the present invention, the grain-orientation electrical steel sheet rolled with a
predetermined thickness through hot rolling and cold rolling from a slab may be used. Alternatively, after the cold rolling,
it is also possible to use a grain-orientation electrical steel sheet having a base coating layer in a final annealing process,
and a grain-orientation electrical steel sheet having an insulating film layer further formed on the base coating layer.
[0067] Asdescribed above, in an exemplary embodiment of the presentinvention, the shape of the groove is controlled
to improve the iron loss and suppress the deterioration of the magnetic flux density. As a specific method, the magnetic
domain refining method includes forming the groove on one surface of the grain-orientation electrical steel sheet by
irradiating the laser in the direction intersecting with the rolling direction, and the forming of the groove includes forming
the gradient section and the forming the uniform section. When the gradient section and the uniform section are formed,
the gradient section and the uniform section may be formed in the above-described shapes by differently adjusting an
energy density of the laser. Since the shapes of the gradient section and the uniform section are the same as those in
the above description, a duplicated description is omitted.

[0068] Specifically, in the forming of the gradient section, a laser in which an average energy density is in the range
of 0.05 to 0.5 J/mm2 s irradiated, and in the forming of the uniform section, a laser in which the average energy density
is more than 0.5 J/mmZ2 to 5 J/J/mmZ is irradiated. As illustrated in FIG. 2, the forming of the gradient section or the forming
of the uniform section may be included a plurality of numbers of times such as 2 times or more. In FIG. 2, the forming
of the gradient section, the forming of the uniform section, and the forming of the gradient section are performed.
[0069] In the forming of the gradient section, the laser in which the average energy density is in the range of 0.05 to
0.5 J/mm2 may be irradiated. When the energy density is too low or high, an appropriate gradient section is not formed.
More specifically, in the forming of the gradient section, the laser in which the average energy density is in the range of
0.1 to 0.3 J/mm2 may be irradiated.

[0070] In the forming of the uniform section, the laser in which the average energy density is more than 0.5J/mm?2 to
5 JImm2 may be irradiated. When the energy density is too low or high, an appropriate uniform section is not formed.
More specifically, in the forming of the uniform section, the laser in which the average energy density is in the range of
1 to 3 J/mm2 may be irradiated.

[0071] FIG. 8 is a graph showing a relationship of an irradiation position and a laser energy density. As illustrated in
FIG. 8, in the forming of the gradient section, the energy density of the laser may increase toward the boundary portions
of the gradient section and the uniform section from the end of the groove. More specifically, in the forming of the gradient
section, the energy density of the laser may increase to a range of 0.01 to 0.08 J/mm?2 per 1 mm (GSL) toward the
boundary portions of the gradient section and the uniform section from the end of the groove.

[0072] When anincrease degree is too small, there may be a problem in that the length of the gradient section becomes
relatively larger. When the increase degree is too large, there may be a problem in that the length of the gradient section
becomes relatively smaller. In an exemplary embodiment of the present invention, the average energy density means
an average of the energy density for the length of the gradient section or the uniform section.

[0073] In ashape of a laser beam, the width may be in the range of 10 to 200 pwm and the length may be in the range
of 300 to 5000 wm. By appropriately controlling the width and the length of the laser beam, a groove having an appropriate
shape may be formed. The shape of the laser beam is elliptical, and the length means a long axis of an ellipse in the
groove transverse direction and the width means a short axis of the ellipse in a direction perpendicular to the transverse
direction.

[0074] Asdescribed above, in an exemplary embodiment of the presentinvention, the shape of the groove is controlled
to improve the iron loss and suppress the deterioration of the magnetic flux density. As a specific method, the magnetic
domain refining method includes forming the groove on one surface of the grain-orientation electrical steel sheet by
irradiating the laser in the direction intersecting with the rolling direction, and the forming of the groove includes forming
the gradient section and the forming the uniform section. When the gradient section and the uniform section are formed,
the gradient section and the uniform section may be formed in the above-described shapes by differently adjusting a
focal depth of the laser. Since the shapes of the gradient section and the uniform section are the same as those in the
above description, a duplicated description is omitted.

[0075] Specifically, in the forming of the gradient section, a laser in which the average focal depth is more than 150
m to 500 wm is irradiated, and in the forming of the uniform section, a laser in which the average focal depth is in the
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range of 0 to 150 pm is irradiated. As illustrated in FIG. 2, the forming of the gradient section or the forming of the uniform
section may be included a plurality of numbers of times such as 2 times or more. In FIG. 2, the forming of the gradient
section, the forming of the uniform section, and the forming of the gradient section are performed.

[0076] The focal depth means a distance between a focus of the laser and the surface of the grain-orientation electrical
steel sheet. A case where the focal depth is closer to 0 means that the focus is accurately taken on the surface of the
grain-orientation electrical steel sheet. The laser focus may be formed inside grain-orientation electrical steel sheet or
outside the grain-orientation electrical steel sheet.

[0077] In the forming of the gradient section, the laser in which the average focal depth is more than 150 pm to 500
wm may be irradiated. When the average focal depth is too low or high, the appropriate gradient section is not formed.
More specifically, in the forming of the gradient section, the laser in which the average focal depth is more than 200 to
500 pm may be irradiated.

[0078] In the forming of the uniform section, a laser in which the average depth is in the range of 0 to 150 um may be
irradiated. When the focal depth is too large, the appropriate uniform section is not formed. More specifically, in the
forming of the uniform section, a laser in which the focal depth is in the range of 50 to 130 um may be irradiated.
[0079] FIG. 9 is a graph showing a relationship of an irradiation position and a laser focal depth. As illustrated in FIG.
9, in the forming of the gradient section, the focal depth of the laser may decrease toward the boundary portions of the
gradient section and the uniform section from the end of the groove. More specifically, in the forming of the gradient
section, the focal depth of the laser may decrease to a range of 1to 10 um per 1 mm (GSL) toward the boundary portions
of the gradient section and the uniform section from the end of the groove.

[0080] When a decrease width is too small or large, there may be a problem in that a gradient section having an
appropriate shape may not be formed. In an exemplary embodiment of the present invention, the average focal depth
means an average of the focal depth for the length of the gradient section or the uniform section.

[0081] In a shape of a laser beam, the width may be in the range of 10 to 200 pwm and the length may be in the range
of 300 to 5000 wm. By appropriately controlling the width and the length of the laser beam, a groove having an appropriate
shape may be formed. The shape of the laser beam is elliptical, and the length means a long axis of an ellipse in the
groove transverse direction and the width means a short axis of the ellipse in a direction perpendicular to the transverse
direction.

[0082] Hereinafter, the present invention will be described in more detail with reference to Examples below. However,
the example is only for exemplifying the present invention, and the present invention is not limited thereto.

Experimental Example 1: Control of lengths of gradient section and uniform section

[0083] A grain-oriented electrical steel sheet having a thickness of 0.20 mm, which was cold rolled was prepared. On
one surface of the grain-orientation electrical steel sheet, a groove was formed by irradiating a laser beam with a copper
mirror by using a fiber continuous laser. In this case, a width W of the laser beam is 25 um and a length L of the laser
beam is 400 um. A depth (Dg) of the groove was 10 pum.

[0084] Inregard to anenergy density of the laser, the gradient section and the uniform section were formed by adjusting
an average energy density of the gradient section to 0.107 J/mm?2 and the average energy density of the uniform section
to 1.07 J/mm2, and when the gradient section is formed, the gradient section is formed by gradually increasing the
average energy density. Further, the lengths of the gradient section and the uniform section were controlled differently.
This was summarized in Table 1.

[0085] Table 1 below shows an iron loss improvement rate and a magnetic flux density deterioration rate. The iron
loss improvement rate was calculated as (W - W,)/W, by measuring an iron loss (W) of the electrical steel sheet before
forming the groove by irradiating the laser and an iron loss (W,) after forming the groove by irradiating the laser. The
iron loss was measured as an iron loss value (W47,5q) if a frequency is 50 Hz when the value of a magnetic flux density
is 1.7 Telsa. The magnetic flux density deterioration rate was calculated as (B4 - B,)/B; by measuring a magnetic flux
density (B,) of the electrical steel sheet before forming the groove by irradiating the laser and a magnetic flux density
(B,) after forming the groove by irradiating the laser. As the magnetic flux density, a magnetic flux density (Bg) was
measured in 800 A/m.

(Table 1)
Energy density increase USL GSL [GSL])/ | Iron loss Magnetic flux
degree of gradient section (mm) (mm) | [USL] improvement density decrease
(J/mm2/1mm)) rate (%) rate (%)
Example 1 0.0594 180 18 0.1 10.1 4.23
Example 2 0.0297 180 36 0.2 10.2 3.42
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(continued)

Energy density increase USL GSL [GSL])/ | Iron loss Magnetic flux

degree of gradient section (mm) (mm) | [USL] improvement density decrease

(J/mm2/1mm)) rate (%) rate (%)
Example 3 0.0198 180 54 0.3 10.4 2.23
Example 4 0.0149 180 72 0.4 10.2 2.64
Example 5 0.0119 180 90 0.5 8.6 2.28
Comparative 0.0099 180 108 0.6 5.2 2.32
Example 1
Comparative 0.0085 180 126 0.7 5.4 243
Example 2
Comparative 0.0074 180 144 0.8 3.3 2.24
Example 3
Comparative 0.0973 180 11 0.06 10.5 5.63
Example 4
Comparative 0.2675 180 4 0.02 10.3 5.44
Example 5

[0086] As shown in Table 1, it can be seen that the iron loss and the magnetic flux density may be optimized by
controlling the lengths of the gradient section and the uniform section.

[0087] On the contrary, it can be seen that when the lengths of the gradient section and the uniform section are not
properly controlled, the iron loss improvement rate or the magnetic flux density deterioration rate deteriorates as compared
with an exemplary embodiment of the present invention.

Experimental Example 2: Control of widths of gradient section and uniform section

[0088] A grain-oriented electrical steel sheet having a thickness of 0.20 mm, which was cold rolled was prepared. On
one surface of the grain-orientation electrical steel sheet, a groove was formed by irradiating a laser beam with a copper
mirror by using a fiber continuous laser. In this case, a width W of the laser beam is 25 um and a length L of the laser
beam is 400 um. A depth (Dg) of the groove was 10 pm.

[0089] The gradient section and the uniform section were formed by adjusting the energy density of the laser to be
the same as that in Example 5 above, and the length of the gradient section was controlled to 90 mm and the length of
the uniform section was controlled to 180 mm. Simultaneously, when the uniform section was formed, the focal depth
of the laser was fixed to 125 pm and when the gradient section was formed, the average focal depth was adjusted and
the decrease width was adjusted as shown in Table 2 below to differently control the widths of the gradient section and
the uniform section. This was summarized in Table 2.

[0090] The iron loss and the magnetic flux density were measured by the same method as described above and
summarized in Table 2 below.

(Table 2)

Averagefocal | Focal depth usw GSW [GSW]/ Iron loss Magnetic flux
depth of decrease width of | (um) (pm) [UsSw] improvement density
gradient gradient section rate (%) decrease rate
section (wm) | (wm/1 mm) (%)

Example | 125 0 50 50 1 8.6 2.28

5

Example | 250 278 50 75 1.5 9.2 2.38

6

Example | 300 50 87.5 1.75 10.4 2.36

7 3.89
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(continued)
Averagefocal | Focal depth usw GSW [GSWY/ Iron loss Magnetic flux
depth of decrease width of | (um) (pm) [UsSw] improvement density
gradient gradient section rate (%) decrease rate
section (wm) | (wm/1 mm) (%)
Example | 400 50 100 2 10.3 2.42
6.11
8
Example | 75 50 25 0.5 84 3.56
-1.11
9
Example | 100 50 37.5 0.75 8.3 4.45
-0.56
10
Example | 600 10.56 50 125 25 8.5 3.83
12
Example | 750 13.89 50 150 3 8.3 4.32
13
[0091] The present invention is not limited to the exemplary embodiments. The invention is defined by the claims.

<Description of symbols>

[0092]

10: Grain-orientation electrical steel sheet

20 :
30:

Claims

Groove
Enlarge portion of groove

1. A magnetic domain refining method of a grain-oriented electrical steel sheet (10), comprising:

preparing a grain-oriented electrical steel sheet (10); and

forming a groove (20) on one surface of the grain-orientation electrical steel sheet (10) by irradiating a laser in
a direction intersecting with a rolling direction,

wherein the forming of the groove (20) includes forming a gradient section and forming a uniform section,

in the forming of the gradient section, a laser in which an average energy density is in the range of 0.05 to 0.5
JimmZ is irradiated and a focal depth of the laser is more than 150 um to 500 pwm, and in the forming of the
uniform section, a laser in which the average energy density is more than 0.5 J/mmZ to 5 J/mm? is irradiated
and the focal depth of the laser is in the range of 0 to 150 wm, and lengths of the gradient section and the
uniform section satisfy Equation 1 below,

wherein in the forming of the gradient section, the energy density of the laser increases to a range of 0.01 to
0.08 J/mm?2 per 1 mm toward the boundary portions of the gradient section and the uniform section from the
end of the groove (20).

[Equation 1]
0.1<[GSL]l/[USL]<0.5

In Equation 1, [GSL] represents the length in mm of the gradient section and [USL] represents the length in mm
of the uniform section.

2. The magnetic domain refining method of a grain-oriented electrical steel sheet (10) of claim 1, wherein:
in the forming of the gradient section, the focal depth of the laser decreases toward the boundary portions of the
gradient section and the uniform section from the end of the groove (20).

10
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Patentanspriiche

1.

Magnetdomanenverfeinerungsverfahren fir ein kornorientiertes Elektrostahlblech (10), umfassend:

Herstellen eines kornorientierten Elektrostahlblechs (10); und

Ausbilden einer Rille (20) auf einer Flache des kornorientierten Elektrostahlblechs (10) durch Bestrahlen mit
einem Laser in einer Richtung, die eine Walzrichtung schneidet,

wobei das Ausbilden der Rille (20) Ausbilden eines schragen Abschnitts und Ausbilden eines gleichmaRigen
Abschnitts beinhaltet,

bei dem Ausbilden des schragen Abschnitts mit einem Laser, dessen mittlere Energiedichte im Bereich von
0,05 bis 0,5 J/mm?2 liegt, bestrahlt wird und eine Scharfentiefe des Lasers mehr als 150 um bis 500 um betragt,
und bei dem Ausbilden des gleichmafligen Abschnitts mit einem Laser, dessen mittlere Energiedichte mehr als
0,5 J/mmZ bis 5 J/mm?2 betragt, bestrahlt wird und die Schéarfentiefe des Lasers im Bereich von 0 bis 150 um
liegt, und

Langen des schragen Abschnitts und des gleichmaRigen Abschnitts die nachfolgende Gleichung 1 erfiillen,
wobei sich bei dem Ausbilden des schragen Abschnitts die Energiedichte des Lasers auf einen Bereich von
0,01 bis 0,08 J/mmZ2 pro 1 mm in Richtung der Grenzbereiche des schragen Abschnitts und des gleichméaRigen
Abschnitts ab dem Ende der Rille (20) erhoht.

[Gleichung 1]
0,1 <[GSL)/[USL]<0,5

In Gleichung 1 steht [GSL] fur die Lange des schragen Abschnitts in mm und steht [USL] fur die Lange des
gleichmaBigen Abschnitts in mm.

2. Magnetdomanenverfeinerungsverfahren fiir ein kornorientiertes Elektrostahlblech (10) nach Anspruch 1, wobei:
sich bei dem Ausbilden des schragen Abschnitts die Scharfentiefe des Lasers in Richtung der Grenzbereiche des
schragen Abschnitts und des gleichmaRigen Abschnitts ab dem Ende der Rille (20) verringert.

Revendications

1.

Procédé d’affinage par domaine magnétique d’'une tdle d’acier électrique a grains orientés (10), comprenant :

la préparation d’une téle d’acier électrique a grains orientés (10) ; et

la formation d’une rainure (20) sur une surface de la tole d’acier électrique a grains orientés (10) en irradiant
un laser dans une direction croisant une direction de laminage,

dans lequel la formation de la rainure (20) inclut la formation d’une section de gradient et la formation d’une
section uniforme,

lors de la formation de la section de gradient, un laser dont la densité d’énergie moyenne est dans la plage de
0,05 a 0,5 J/mm?2 est irradié et une profondeur focale du laser est de plus de 150 wm jusqu’a 500 pm, et lors
de la formation de la section uniforme, un laser dont la densité d’énergie moyenne est de plus de 0,5 J/mm?2
jusqu’a 5 J/mm?2 est irradié et la profondeur focale du laser est dans la plage de 0 a 150 pm, et des longueurs
de la section de gradient et de la section uniforme satisfont I'équation 1 ci-dessous,

dans lequel, lors de la formation de la section de gradient, la densité d’énergie du laser augmente jusqu’a une
plage de 0,01 & 0,08 J/mm?2 par mm vers les portions de limite de la section de gradient et de la section uniforme
a partir de I'extrémité de la rainure (20).

[Equation 1]
0,1 < [GSL]/[USL] <0,5.

Dans I'’équation 1, [GSL] représente lalongueur en mm de la section de gradient et [USL] représente la longueur
en mm de la section uniforme.

1"
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2. Procédé d’affinage par domaine magnétique d’une téle d’acier électrique a grains orientés (10) selon la revendication
1, dans lequel :
lors de la formation de la section de gradient, la profondeur focale du laser diminue vers les portions de limite de
la section de gradient et de la section uniforme a partir de I'extrémité de la rainure (20).

12
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FIG. 4
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FIG. 5
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FIG. 8
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FIG. 9
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