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Abstract: This work presents the results of phase transformation kinetics during continuous cooling
in newly developed high strength low-alloy steel (HSLA). Initial theoretical calculations for the
determination of heat treatment parameters were conducted. To determine the structural constituents
formed due to the austenite decomposition the dilatometry approach was used. The material was
cooled down from the austenitization temperature of 1000 °C with cooling rates between 0.1 °C/s
to 60 °C/s. Then, light and scanning electron microscopy investigations were carried out. The
microstructure after cooling at rates between 0.1 °C/s up to 1 °C/s is mainly ferritic with some
fraction of granular bainite. Increasing the cooling rate led to formation of a higher fraction of bainitic
ferrite. At 60 °C/s the microstructure was mainly bainite with some fraction of ferrite. To determine
the presence of retained austenite, color etching using Klemm solution was used. The results show
f.r},eﬁtf;’s' that the increase of cooling rate decreases the amount of retained austenite in the microstructure of
o ) i the steel. Hardness measurements were made to determine the changes in the mechanical properties
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1. Introduction

Academic Editor: Andrey Belyakov Newly developed construction materials need to have a high strength, ductility,
resistance to cracking—also at low temperatures. Sometimes, high fatigue strength is
also needed. In the case of steels intended for forging, it is also very important to ensure
adequate hardenability and machinability and at the same time limited cost determined
by the concentration of alloy elements. Many of the listed properties require a different
material development approach because their simultaneous fulfillment is a very difficult
challenge for material science engineers [1-3].

The main problem of conventional steels intended for quenched forgings is the high
concentration of carbon and alloying elements required to ensure adequate hardenability
and strength as well as resistance to cracking. In addition, the large number of heat
treatment and auxiliary operations significantly increases costs and production efficiency.
In the last 20 years, in some applications, the manufacturing cycle of forging has been

= simplified, thanks to the use of thermomechanical processing technology with controlled
cooling of products immediately after the completion of hot forging [4-9]. Despite many
approaches, the achievement of strength at the level of quenched and tempered steels
always comes at the cost of lowered impact strength and/or low fatigue strength and
difficult machinability. This restriction applies to the dispersion-hardened pearlitic-ferritic
steels, where the main problem is the low resistance of the pearlite to impact loads [10].
In recent years, there has been a trend of replacing pearlite with lath ferrite, bainite, and
martensite. However, this does not still meet the modern needs for the use of forgings
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combining high strength, toughness, and fatigue strength. The main drawback of the
steels produced today is the presence of carbides, which are most often the cause of stress
concentration and, consequently, the initiator of impact or fatigue cracks [11].

Multiphase steels with retained austenite have the greatest potential in terms of meet-
ing the quality requirements of forgings combining high strength, fracture toughness, and
fatigue strength. The factors determining the presence of this phase lead to its stabilization
thanks to the appropriate concentration of C, multi-stage heat treatment, and Si added to
the steel, which contributes to a significant delay in the precipitation of cementite in bainitic
ferrite [12-18]. Pioneering works in this area have been carried out for over twelve years,
mainly in Japanese and German units [19-30]. However, the optimal parameters of hot
working and cooling profiles to achieve the above-mentioned mechanical, technological,
and operational properties have not been developed so far. One of the main problems is
the lack of homogeneity of the austenitic phase, in particular the uncontrolled martensitic
transformation of blocky grains of this phase into martensite under mechanical load con-
ditions, which may be the cause of crack initiation and propagation during the next load
cycle [20].

The necessary condition for the correct design of the conditions of thermomechanical
treatment, and in particular, for the controlled multi-stage cooling of the forgings enabling
the achievement of a multi-phase structure, is the knowledge of the curves of the super-
cooled austenite transformations. The aim of this work is the theoretical calculations of
continuous-cooling-transformation (CCT) curves and experimental dilatometric tests of
the newly developed 0.17C-2Mn-1Si-0.2Mo steel with Ti and V microadditions.

2. Material and Experiments

The chemical composition of analyzed 0.17C-2Mn-15i-0.2Mo steel is present in Table 1.
The low carbon content was selected, for good weldability. The casts of 30 mm diameter
and 400 mm length were melted in a laboratory induction furnace VEM 120 type (VEM,
California City, CA, USA). The designed chemical composition allows for the manufactur-
ing of multi-phase forgings with retained austenite. The steel includes 1% Si. The Si was
added to the steel because it prevents the formation of carbides during bainite formation.
This leads to excess carbon, which can diffuse into the austenite increasing its thermal
stability [31,32]. Because the Si has a negative impact on hot-dip galvanizing, a low content
was selected. An amount of 1% was thought to be enough to inhibit the formation of
carbides in bainite. At the same time 0.2% Mo, 0.031% Ti, and 0.022% V were added to the
steel for strengthening and grain refinement. Ti and V form TiC, TiN, and VC carbides that
during austenitization inhibit the growth of the austenite grains. This results in increased
strength of the steel.

Table 1. Chemical composition of analyzed steel (Wt%).

C Mn P S Si Mo Cr Ni Ti Vv
0.17 1.87 0.014 0.020 1.0 0.22 0.028 0.018 0.031 0.022

The first step was to determine the thermodynamic state using the J]MatPro software
(database version 12, Sente Software, Guildford, UK) general steel module [33]. A cal-
culation of phase evolution under equilibrium conditions and continuous cooling was
carried out. In this way it was possible to determine the heat treatment parameters (critical
temperatures, austenitization temperature, and cooling rates to determine the continuous-
cooling-transformation diagram (CCT), and to allow for the comparison of the calculations
and experimental results.

To determine the real phases and verify the theoretical calculation dilatometry was
used. The experiments were carried out using a BAHR dilatometer 805 A /D equipped
(BAHR-Thermoanalyse GmbH, Hiillhorst, Germany) with induction heating and a vacuum
chamber. The used cooling medium was argon. Samples of 4 mm in diameter and 10 mm
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length were prepared for the dilatometric analysis. Determinations of the phase transfor-
mation, start and finish temperatures were carried out according to the ASTM A1033-04
standard [34].

After the dilatometric tests, the samples were prepared for metallographic investiga-
tion. The samples were cut to one third of the length and embedded in resin. Then, the
specimens were ground with SiC-based papers with 220, 500, and 1200 grit. After grinding,
the specimens were polished with 6, 3, and 1 um diamond paste. In order to show the
structure of the steel, etching, 5% Nital was used. For color etching after Nital, Klemm so-
lution was used (50 mL NayS,03 in HyO + 1 g K35,05). Metallographic examinations were
carried out using the Observer.Z1m optical microscope manufactured by Zeiss (Carl Zeiss
AG, Oberkochen, Germany) and the SUPRA 25 scanning electron microscope (Carl Zeiss
AG, Oberkochen, Germany). The influence of different cooling rates on the mechanical
properties was investigated by hardness tests, conducted using the Vickers method with a
load of 100 N.

3. Results and Discussion
3.1. Theoretical Calculations

The first step of the analysis of the newly developed steel was to carry out theoretical
calculations. The calculations were made with JMatPro software. The first analysis was
phase evolution in steel under equilibrium conditions (Figure 1). According to this analysis,
the high temperature ferrite forms at 1495 °C and is present to 1468 °C. At this temperature
austenite starts to form and is present to 686 °C. In the meantime, at 836 °C ferrite starts to
form. According to this analysis, the A¢; (austenite forming start temperature) and A3 (the
temperature at which the microstructure is composed of 100% austenite) temperatures are
686 and 836 °C, respectively. Cementite formation starts at 707 °C, and the highest amount
of it is at 660 °C and is equal to 2.4%. Then, at 570 °C the cementite starts to dissolve,
and the formation of M;Cj carbide begins. Below 200 °C, the formation of M¢C carbide
takes place.
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Figure 1. The phase evolution in steel under equilibrium conditions.

Another calculation to determine the phase transformation kinetics during cooling at
various cooling rates was the use of the continuous-cooling-transformation (CCT) diagram.
The calculated diagram is presented in Figure 2. According to the result of this calculation,
for cooling rates lower than 1 °C/s, a microstructure composed of ferrite and pearlite
should be expected. The ferrite is present at temperatures from 797 °C to 610 °C. At the
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same time, pearlite is present in a temperature range of 688 °C to 532 °C, and its amount
increases together with the increasing cooling rate. Additionally, at a cooling rate higher
than 0.3 °C/s bainite is present in the microstructure of the steel. The starting temperature
of bainite at this cooling rate is 532 °C. The amount of bainite increases with the cooling
rate and after crossing the 1 °C/s it is the dominant phase. Some martensite should also be
expected. For cooling rates higher than 10 °C/s, martensite should be the main phase of
the steel.
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Figure 2. The calculated continuous-cooling-transformation (CCT) diagram of analyzed steel, to-
gether with estimated hardness (HRC).

3.2. Dilatometric Studies

The next step of the analysis was dilatometry. It was used to determine the experimen-
tal phase transformation kinetics and to compare the calculations with the experimental
results. First the A and A temperatures were determined at a heating rate of 3 °C/s
(the heating rate used in a further dilatometry analysis). According to the results present
in Figure 3 these temperatures are 832 °C and 960 °C, respectively. These temperatures
were used to select the austenitization temperature of the steel. The selected austenitiza-
tion temperature was 1000 °C (an A3 temperature of + 40 °C to ensure a full austenitic
microstructure). According to the calculation (Figure 2), to determine the CCT diagram the
cooling rates from 0.1 °C/s to 60 °C/s were deemed to be sufficient. The selected cooling
rates used in this experiment were: 0.1; 0.3; 0.6; 1; 2; 4; 8; 15; 30, and 60 °C/s.

Knowing the austenitization temperature of the steel, heat treatments at different
cooling rates were carried out. The selected results of this analysis are presented in Figure 4.
The results present the dilatometric curves (black lines), which present the relative change
in length (RCL) as a function of temperature. This together with the red lines, which
are tangents to the dilatometric curve are the main way to determine the phase start and
finish temperatures. In some cases, when the signal from the transformation is low the
first derivative (orange line) can be used to determine some of the changes of the phase
composition [35]. The lowest cooling rate of 0.1 °C/s (Figure 4a) shows that during cooling
at 810 °C, ferrite formation starts and finishes at 743 °C. After that, the precipitation of
carbides takes place. At 726 °C bainite forms. Looking at the curve, the signal from the
ferrite transformation is much higher than the one from bainite. This means that the matrix
will be the ferrite one with some fraction of bainite. During cooling at a rate of 1 °C/s
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(Figure 4b), the ferrite transformation is visible. Moreover, using the first derivative, it
can be seen that bainite formation also take place. The signal is small, which is why the
main phase should be ferrite. During cooling at a rate of 8 °C/s (Figure 4c) the situation is
similar. During cooling, the transformations of ferrite and bainite were detected. For the
highest cooling rate used in this experiment (60 °C/s—Figure 4d), the ferrite formation
starts at 607 °C and finishes at 569 °C. At the same time, the bainite formation starts and is
finished at 488 °C. These results mean that the analyzed steel is mostly ferritic, and very
high cooling rates are necessary to form harder phases.
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Figure 3. Dilatometry curve during heating for the determination of critical temperatures.
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Figure 4. Selected dilatometric curves during cooling at different rates: (a) 0.1 °C/s, (b) 1 °C/s,
(c)8°C/s, (d) 60 °C/s.
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3.3. Microstructure Investigation

After the dilatometric test, a microstructure investigation was carried out. The light
microscope results are presented in Figure 5. According to the results, it can be seen that
for cooling rates from 0.1 °C/s to 1 °C/s the main phase is ferrite with a small fraction of a
dark phase. That phase is granular bainite, what can be identified at higher magnification
as in Figure 6. According to Song et al. [36], the formation of granular bainite is associated
with high temperature, slow cooling rates, high carbon activity gradient, and high carbon
diffusion rates. This results in the appearance of carbon-poor and carbon-enriched regions.
This leads during cooling to formation of larger ferrite grains between which, are carbon-
rich austenite islands. These islands finally decompose into ferrite and cementite with a
small fraction of retained austenite. The same conclusion was made by Qiao et al. [37]
in super high strength steel. They observed that during the transformation of austenite
into bainite, two different types of bainite can be formed. One is the result of formation
and growth of ferrite in an equiaxed way from carbon-poor austenite regions (granular
bainite). The second one is formed parallel to one other at several preferred orientations,
which leads to formation of matrix by merging the ferritic laths (bainitic ferrite). In the
analyzed case the first type of bainite is present in the steel. This is in agreement with
dilatometry results, where the formation of ferrite matrix, carbide precipitation, and bainite
formation are visible. Moreover, Zhao et al. [38] reported that the granular bainite forms at
relatively high temperatures. This would explain, why the formation of granular bainite
was at around 700 °C in the case of the analyzed steel. At cooling rates of 8 °C/s and higher
the bainite dominates the microstructure of the steel. Additionally, the increase in cooling
rate promotes the grain refinement of all phases [38]. This is because the high cooling rates
decrease the available time for grains to grow.

Figure 5. Light microscope micrographs of the selected variants of cooling: (a) 0.1 °C/s, (b) 1 °C/s, (c) 8 °C/s, (d) 60 °C/s.
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Figure 6. The scanning electron microscopy micrographs of the selected cooling variants: (a) 0.1 °C/s, (b) 1 °C/s, (c) 8 °C/s,
(d) 60 °C/s; F—ferrite, FB—bainitic ferrite, MA—martensitic-austenitic island, RA—retained austenite.

The scanning electron microscope micrographs are presented in Figure 6. As men-
tioned previously, the microstructure is composed mainly of ferrite. However, at 0.1 °C/s
and 1 °C/s cooling rates the presence of a local mixture of various phases between the
ferrite grains is also visible. Figure 6a,b presents this mixture, which is granular bainite,
together with a very small amount of martensitic-austenitic islands and retained austenite.
The stabilization of retained austenite is the result of carbon enrichment during bainite
formation. The high Si content prevents the formation of cementite during bainite transfor-
mation. According to Kozeschnik and Bhadeshia [39], the silicon reduces the free energy
change of the transformation. This reduction slows down the kinetics of the cementite
precipitation in the steel. Similar results were reported by Suzuki et al. [40], Chen et al. [41],
and Caballero et al. [42]. At the higher cooling rate (1 °C/s), the granular bainite is more
decomposed compared to the lower cooling rates. The 8 °C/s (Figure 6¢) and 60 °C/s
(Figure 6d) microstructures shows that the microstructure is composed of ferrite, bainitic
ferrite, and a small fraction of retained austenite on the grain boundaries and between the
bainite laths. Moreover, for the 8 °C/s variant the bainite takes a more block-like shape,
which could also be described as granular bainite.

The amount of retained austenite decreases with increasing cooling rate as presented
in Figure 7. This figure shows the microstructure after Klemm etching, where it is possible
to distinguish the phases by color [43]. The amount of austenite (white phase) decreases
at higher cooling rates. The highest amount is present in the 0.1 °C/s cooling variant.
However, this phase is present only in the local zones of the granular bainite. As mentioned
before, the granular bainite is surrounded by the retained austenite (Figure 7a). The amount
of white phase is much smaller for the cooling rate of 1 °C/s (Figure 7b). The retained
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austenite is focused in the granular bainite. In case of 8 °C/s (Figure 7c), the retained
austenite is visible only at the ferrite and bainite grains boundaries. The same situation
arises for the 60 °C/s cooling variant. This is the result of decreasing the time available for
carbon diffusion into the austenite during the formation of bainitic ferrite. The carbon needs
time to diffuse into the austenite. However, increased cooling rates, decrease this time.

Figure 7. The microstructure after Klemm etching for: (a) 0.1 °C/s, (b) 1 °C/s, (c) 8 °C/s, (d) 60 °C/s. The white phase is

retained austenite.

3.4. CCT Diagram

The last step of the research was the analysis of the hardness of the steel after cooling.
The results of the hardness measurements are presented in Figure 8. The lowest hardness
of the steel for the lowest cooling rate is 145 HV10. As expected, the hardness increases
with increased cooling rates. This is the result of grain refinement and phase constitution
changes. At the beginning the sluggish increase in hardness, is the result of grain refinement
only. There is not much of change in the structural composition. Then, when the amount
of bainite increases the hardness rises too. This is because the bainite as the harder phase
increases the global hardness of the steel. At the same time the grain refinement of the
phases has an impact upon the hardness. This is because the smaller grains increase the
strength of the materials, which correlates with the Hall-Petch equation [44]. This leads to
the hardness of 221 HV10 for the highest cooling rate. These results enable the formation
of the CCT diagram of the analyzed steel.
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Figure 8. Hardness results for the samples cooled at different rates.

According to the dilatometry, microstructural, and hardness analyses a CCT diagram
was created. Additionally, a comparison of the calculated and experimentally determined
diagrams was carried out. The experimental CCT diagram is presented in Figure 9. Accord-
ing to the diagram, the steel is composed of ferrite and bainite in a range of cooling rates
from 0.1 °C/s to 60 °C/s. The amount of bainite slowly increases with the cooling rate and
at the same time the ferrite fraction decreases. Comparing the calculated and experimental
CCT diagrams, it can be seen that the cooling rate to obtain a full martensitic structure is ca.
10 °C/s. However, from the experimental analysis the 60 °C/s rate is not enough to obtain
the full martensite microstructure. All the phase areas are shifted to lower cooling rates
in the case of the calculated CCT diagram. Moreover, pearlite should be expected when
the cooling rate is 1 °C/s and lower. However, the results shows that there is no pearlite
in the microstructure of the steel independently of the cooling rate. This is due to high Si
content [39,40], which delays pearlite formation additionally, for the cooling rates higher
than 1 °C/s ferrite should be absent from the microstructure. Yet, the result show that
even with decreasing tendency it is still present for all cooling rates. These results mean
that some level of discrepancy needs to considered when using the calculation approach,
especially in newly developed multiphase steels.

D— Ag3=960°C

A, =832°C

C

10 100 1000 10,000
Time (s)

Figure 9. Experimental CCT diagram for analyzed steel. F—ferrite, B—bainite, C—carbides.
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4. Conclusions
According to the presented results of newly developed HSLA steel, it can be stated that:

e the analyzed steel does not have high hardenability. The microstructure of the steel is
mainly composed of ferrite and bainite with some retained austenite, especially for
lower cooling rates. To obtain a fully bainitic or martensitic microstructure, higher
cooling rates are necessary.

e the presence of high Si content leads to formation of bainitic ferrite in the microstruc-
ture of the steel. The excess carbon diffuses into the austenite increasing its thermal
stability. This leads to the possibility of controlling the retained austenite amount
using different heat treatments.

o for the lowest cooling rate, the prior formation of ferrite results in local formation of
granular bainite. The microstructure where granular bainite is formed is complex.
These areas contain lath bainite and martensitic-austenitic islands.

e atcooling rates from 0.1 °C/s to 60 °C/s the hardness does not change significantly.
The difference between the lowest and highest values is 76 HV10. This is the result of
the grain refinement and formation of bainite.

e the comparison of the calculated and experimental CCT diagram shows some discrep-
ancy in the results. This means that using the computational approach it is important
to take into account such discrepancies during calculations, especially in the case of
newly developed steels.

Author Contributions: Conceptualization, M.M., A.W,, and M.O.; Data curation, M.M. and M.O.;
Formal analysis, M.M. and A.W.; Funding acquisition, M.O.; Investigation, M.M. and A.W.; Method-
ology, M.M. and A.W.; Supervision, M.O.; Validation, M.O.; Visualization, A.W.; Writing—original
draft, M.M. and A.W.; Writing—review and editing, M.M. and M.O. All authors have read and agreed
to the published version of the manuscript.

Funding: This research was funded by a rector grant of Silesian University of Technology, grant
number 10/010/RGJ21/1029.

Institutional Review Board Statement: Not applicable.
Informed Consent Statement: Not applicable.
Data Availability Statement: Data sharing is not applicable to this article.

Conflicts of Interest: The authors declare no conflict of interest.

References

1. Zhao, P; Liu, Z.; Du, F; Misra, R.D.K,; Ren, W.; Yan, E. Multiphase bainite-martensite steels: The significant impact of niobium
microalloying on structure and mechanical behavior. Mater. Sci. Eng. A 2018, 730, 262-269. [CrossRef]

2. Barani, A.A ; Li, F; Romano, P; Ponge, D.; Raabe, D. Designe of high-strength steels by microalloying and thermomechanical
treatment. Mater. Sci. Eng. A 2007, 463, 138-146. [CrossRef]

3.  Zhong, N.; Wang, X.D.; Wang, L.; Rong, Y.H. Enhancement of the mechanical properties of a Nb-microalloyed advanced
high-strength steel treated by quenching-partitioning-tempering process. Mater. Sci. Eng. A 2009, 506, 111-116. [CrossRef]

4. Skubisz, P; Lukaszek-Solek, A.; Sificzak, J.; Bednarek, S. Drop forging of HSLA steel with application of thermomechanical
treatment. Arch. Civ. Mech. Eng. 2008, 8, 93-102. [CrossRef]

5. Spena, PR, Firrao, D. Thermomechanical warm forging of Ti-V, Ti-Nb, and Ti-B microalloyed medium carbon steels. Mater. Sci.
Eng. A 2013, 560, 208-215. [CrossRef]

6.  Opiela, M. Thermomechanical treatment of Ti-Nb-V-B micro-alloyed steel forgings. Mater. Teh. 2014, 48, 587-591.

7. Rasouli, D.; Khameneh, S.; Akbarzadeh, A.; Daneshi, G.H. Effect of cooling rate on the microstructure and mechanical properties
of microalloyed forming steel. J. Mater. Process. Tech. 2008, 206, 92-98. [CrossRef]

8. Jahazi, M.; Eghbali, B. The influence of hot forming conditions on the microstructure and mechanical properties of two microal-
loyed steels. J. Mater. Process. Tech. 2001, 113, 594-598. [CrossRef]

9.  Opiela, M. Effect of thermomechanical processing of the microstructure and mechanical properties of Nb-Ti-V microalloyed steel.
J. Mater. Eng. Perform. 2014, 9, 3379-3388. [CrossRef]

10. Skubisz, P.; Adrian, H.; Sificzak, J. Controlled cooling of drop forged microalloyed-steel automotive crankshaft. Arch. Met. Mater.

2011, 56, 93-107. [CrossRef]


http://doi.org/10.1016/j.msea.2018.06.006
http://doi.org/10.1016/j.msea.2006.08.124
http://doi.org/10.1016/j.msea.2008.11.014
http://doi.org/10.1016/S1644-9665(12)60125-3
http://doi.org/10.1016/j.msea.2012.09.058
http://doi.org/10.1016/j.jmatprotec.2007.12.006
http://doi.org/10.1016/S0924-0136(01)00599-4
http://doi.org/10.1007/s11665-014-1111-8
http://doi.org/10.2478/v10172-011-0011-2

Materials 2021, 14, 1698 11 of 12

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.
24.

25.

26.

27.
28.

29.

30.

31.

32.

33.

34.

35.

36.

37.

38.

39.

Kuziak, R.; Pidvysotskyy, V.; Weglarczyk, S.; Pietrzyk, M. Bainitic steels as alternative for conventional carbon-manganese steels
in manufacturing of fasteners—Simulation of production chain. Comput. Methods Mater. Sci. 2011, 11, 443—462.

Grajcar, A.; Skrzypczyk, P.; Kuziak, R.; Gotombek, K. Effect of finishing hot-working temperature on microstructure of thermome-
chanically processed Mn-Al multiphase steels. Steel Res. Int. 2014, 85, 1058-1069. [CrossRef]

Zrnik, J.; Stejskal, O.; Novy, Z.; Hornak, P. Relationship of microstructure and mechanical properties of TRIP-aided steel processed
by press forging. J. Mater. Process. Tech. 2007, 192, 367-372. [CrossRef]

Zhao, P; Cheng, C.; Gao, G.; Hiu, W.; Misra, R.D.K ; Bai, B.; Weng, Y. The potential significance of microalloying with niobium
in governing very high cycle fatigue behavior of bainite/martensite multiphase steels. Mater. Sci. Eng. A 2016, 650, 438—444.
[CrossRef]

Tan, Z.; Wang, K.; Gao, G.; Weng, Y. Mechanical properties of steel treated by Q-P-T process incorporating carbide-free-
bainite/martensite multiphase microstructure. J. Iron Steel Res. Int. 2014, 21, 191-196. [CrossRef]

Grajcar, A.; Radwarski, K. Microstructural comparison of the thermomechanically treated and cold deformed Nb-microalloyed
TRIP steel. Mater. Tehnol. 2014, 48, 679—-683.

Grajcar, A. Microstructure evolution of advanced high-strength TRIP-aided bainitic steel. Mater. Tehnol. 2014, 49, 715-720.
[CrossRef]

Grajcar, A.; Zalecki, W.; Burian, W.; Koztowska, A. Phase equilibrium and austenite decomposition in advanced high-strength
medium-Mn bainitic steels. Metals 2016, 6, 248. [CrossRef]

Sugimoto, K.; Hojo, T.; Mizuno, Y. Torsional fatigue strength of newly developed case hardening TRIP-aided steel. Metals 2017,
7,373. [CrossRef]

Sugimoto, K.; Hojo, T.; Kobayashi, J. Critical assessment of TRIP-aided bainitic ferrite steels. Mater. Sci. Tech. 2017, 33, 2005-2009.
[CrossRef]

Sugimoto, K,; Sato, S.; Arai, G. The effects of hot-forging on mechanical properties of ultra high-strength TRIP-aided steels. In
Proceedings of the International Steel Technologies Symposium, Kaohsiung, Taiwan, 3-5 November 2008; pp. 1-9.

Sugimoto, K.; Hojo, T.; Srivastava, A.K. An Overview of fatigue strength of case-hardening TRIP-aided martensitic steels. Metals
2018, 8, 1-19. [CrossRef]

Keul, C.; Wirths, V.; Bleck, W. New bainitic steel for forgings. Arch. Civ. Mech. Eng. 2012, 12, 119-125. [CrossRef]

Zaefferer, S.; Ohlert, J.; Bleck, W. A study of microstructure, transformation mechanisms and correlation between microstructure
and mechanical properties of a low alloyed TRIP steel. Acta Mater. 2004, 52, 2765-2778. [CrossRef]

Uthaisangsuk, V.; Prahl, U.; Bleck, W. Modelling of damage and failure in multiphase high strength DP and TRIP steels. Eng.Fract.
Mech. 2008, 487, 445-455. [CrossRef]

Siodlak, D.; Lotter, U.; Kawalla, R.; Schwich, V. Modelling of the mechanical properties of low alloyed multiphase steels with
retained austenite taking into account strain-induced transformation. Steel Res. Int. 2008, 79, 776-783. [CrossRef]

Garcia-Mateo, C.; Morales-Rivas, L. Vanadium effect on a medium carbon forging steel. Metals 2016, 6, 1-12. [CrossRef]

Guhui, G.; Baoxiang, Z.; Cheng, C.; Ping, Z. Very high cycle fatigue behaviors of bainite/martensite multiphase steel treated by
quenching-partitioning-tempering process. Int. J. Fatigue 2016, 92, 203-210.

Calderén, I.D.; Calvillo, R.; Lara, A. Effect of microstructure on fatigue behavior of advanced high strength steels produced by
quenching and partitioning and the role of retained austenite. Mater. Sci. Eng. A 2015, 641, 215-224. [CrossRef]

Li, Q.; Huang, X.; Huang, W. Strain hardening behavior and deformation characteristic of multiphase microstructure in a
medium-carbon quenching and partitioning bainitic steel. Mater. Sci. Eng. A 2017, 707, 199-206. [CrossRef]

Timokhina, I.B.; Hodghson, P.D.; Pereloma, E.V. Effect of alloying elements on the microstructure-property relationship in
thermomechanically processed C-Mn-Si TRIP steels. Steel Res. 2002, 73, 274-279. [CrossRef]

Traint, S.; Pichler, A.; Sierlinger, R.; Pauli, H.; Werner, E.A. Low-alloyed TRIP-steels with optimized strength, forming and welding
properties. Steel Res. 2006, 77, 641-649. [CrossRef]

Sente software Ltd. A collection of free downloadable papers on the development and application of JMatPro. 2005. Available
online: http:/ /www.sentesoftware.co.uk/biblio.html (accessed on 1 March 2021).

ASTM A1033-04. In Standard Practice for Quantitative Measurement and Reporting of Hypoeutectoid Carbon and Low-Alloy Steel Phase
Transformations; ASTM International: West Conshohocken, PA, USA; Available online: https:/ /www.astm.org/ (accessed on
25 July 2020).

Garcia de Andres, C.; Cavallero, EG.; Capdevila, C.; Alvarez, L.F. Application of dilatometric analysis to the study of solid-solid
phase transformation in steels. Mater. Character. 2002, 48, 101-111. [CrossRef]

Song, W.; Lei, M.; Wan, M.; Huang, C. Continuous cooling transformation behavior and bainite transformation kinetic of
23CrNi3Mo carburized steel. Metals 2021, 11, 48. [CrossRef]

Qiao, Z.X,; Liu, Y.C,; Yu, LM.; Gao, Z.M. Formation mechanism of granular bainite in a 30CRNi3MoV steel. ]. Alloys Compd. 2009,
475. [CrossRef]

Zhao, H.; Palmiere, E.J. Influence of cooling rate on the grain-refining effect of austenite deformation in a HSLA steel. Mater.
Character. 2019, 158. [CrossRef]

Kozeschnik, E.; Bhadeshia, H.K.D.H. Influence of silicon on cementite precipitation in steels. Mater. Sci. Technol. 2008, 24.
[CrossRef]


http://doi.org/10.1002/srin.201300227
http://doi.org/10.1016/j.jmatprotec.2007.04.012
http://doi.org/10.1016/j.msea.2015.10.044
http://doi.org/10.1016/S1006-706X(14)60029-7
http://doi.org/10.17222/mit.2014.154
http://doi.org/10.3390/met6100248
http://doi.org/10.3390/met7090375
http://doi.org/10.1080/02670836.2017.1356014
http://doi.org/10.3390/met8050355
http://doi.org/10.1016/j.acme.2012.04.012
http://doi.org/10.1016/j.actamat.2004.02.044
http://doi.org/10.1016/j.engfracmech.2010.08.017
http://doi.org/10.1002/srin.200806198
http://doi.org/10.3390/met6060130
http://doi.org/10.1016/j.msea.2015.06.034
http://doi.org/10.1016/j.msea.2017.09.007
http://doi.org/10.1002/srin.200200208
http://doi.org/10.1002/srin.200606442
http://www.sentesoftware.co.uk/biblio.html
https://www.astm.org/
http://doi.org/10.1016/S1044-5803(02)00259-0
http://doi.org/10.3390/met11010048
http://doi.org/10.1016/j.jallcom.2008.07.110
http://doi.org/10.1016/j.matchar.2019.109990
http://doi.org/10.1179/174328408X275973

Materials 2021, 14, 1698 12 of 12

40.

41.

42.
43.

44.

Suzuki, T.; Ono, Y.; Miyamoto, G.; Furuhara, T. Effects of Si and Cr on bainite microstructure of medium carbon steels. ISI]
International 2010, 50, 1476-1482. [CrossRef]

Chen, Z.; Gu, J.; Ham, L. Bainite transformation characteristics of high-Si hypereutectoid bearing steel. Metallogr. Microstruct.
Anal. 2018, 7, 3-10. [CrossRef]

Caballero, F.G.; Bhadeshia, H.K.D.H. Very strong bainite. Curr. Opin. Solid State Mater. Sci. 2004, 8, 251-257. [CrossRef]

Dobras, D.; Rutkowska-Gorczyca, M. Application of color etching to study the microstructure of TRIP steel after laser remelting.
Weld. Technol. Rev. 2018, 90. [CrossRef]

Cordero, Z.C.; Knight, B.E.; Schuh, C.A. Six decades ofthe Hall-Petch effect—A survey of grain-size strengthening studies on
pure metals. Int. Mater. Rev. 2016, 61, 1-18. [CrossRef]


http://doi.org/10.2355/isijinternational.50.1476
http://doi.org/10.1007/s13632-017-0410-5
http://doi.org/10.1016/j.cossms.2004.09.005
http://doi.org/10.26628/wtr.v90i12.984
http://doi.org/10.1080/09506608.2016.1191808

	Introduction 
	Material and Experiments 
	Results and Discussion 
	Theoretical Calculations 
	Dilatometric Studies 
	Microstructure Investigation 
	CCT Diagram 

	Conclusions 
	References

