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19351 11 Tunsndnan < q Taoria UL gy
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o J " 5 - 5 1 - 1 1 «~ - 1]
Jusruiarvion sovguigs ‘(Hardening) i azgnvwoysau1Iniunualg64nIu
o o w o -~ | « A = P - .
1An  wSeoazildnscAiwwlsBoRuwiafln  tReJosnunas.fin Decaburization wuwar
Oxidation im1ouguuds (Hardening Furnace) Jugddmisn’lvb dgoniddadn

12QOOC venoufiu (Tempering Furnace) 1Tuimnlvbdn o fgamasigsan 700°C

3.2.1 wanriniASosfla AIST D3

Az Suriansgu (Preheat) ﬁ@mﬁgﬁﬂs:uﬂm 650°C 9L a@runls e
45 ufi aﬁnﬁﬁﬁwnqsL§4qmwgﬁﬁaaLMﬁaUﬁUuﬁqauiébmwgﬁ 980°¢ uﬁﬁaquﬁdhqu
Usrsnm (Soaking Time) 25 wafl (ns@fidsn<iduasnduluvasasnadosduldian
15 wadl) ﬁoldﬁq?Uﬁﬂﬂsnaanuﬂﬁﬂnwsahuﬂ{aﬂuﬁhﬁﬁﬂu (0il Quenching) au
neetaLfu paanniugsdoasnlUan smasdsiinin  LaFauaadiasnlunsaanatauds
arlarsufeUsennm 64-66 HRC. moludsuansnldriang soufiu (Tempering) i
amgfdssunm 180°¢C vauﬂﬁamwaﬂﬁhﬁu 2 datug (Tempering Time) annshufs
Wmsnoonu Al Buluoinid A uudinnonasal nns aufuaslaus sun

61" 2 HRC.

3.2.2 mBnriniafossio AISI D2

v Vo) - o . o
LSuriinn s@uigamgfiusrunm 650 C windszum 30 w19l augduudsn

o v S v Coy . v

umgfuszunm 1,020 C Adiaandszuim 20 w1l urlad ldquu wiuaunssvigL du a:'le
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1 ]
- —— < [-] - -l
s uN1 F]EUHUUNUDOIHHF}HWIH SoJlUd
AlSI D3 AlSI D2 AlSI S
(ASSAB XW-5 ) ( ASSAB  XW-41) |(ASSAB M-4 )
| — =
AouWaLNMIIND, %
C 2.05 1.55 0.5
Si 03 0.3 0.8
Mn 0.8 0.3 0.3
Cr 12.5 12.0 1.3
W 1.3 - 2.5
Mo - 0.8 -
v - 0.8 0.2
ksi (kg /mm? ) ksi ( kg/ mm?) ksi (kg /mm?)
Compressive  Strength
U ADWJIUY 62 HRC. asz ( 325) a4a8 (315 )
60 HRC. | 440 (310 435 [ 305)
55 HRC. | 380 (275) 382 (270])
S0 HRC. | 340 (240) 292 (230)
Tensile Strength
£U ADUIUY S6 HRC. 320 (225 )
45 HRC. 234 (165 )
rUQaHHD'IUUOHtJLf 28,053 (18,723)| 27,933 (13,6339)
(32C]
= =
Non Deforming Properties GOOD EXCELLENT FAIR
Toughness FAIR FAIR GOOD
Resistance to softening .
Effect of Heat FAl FAIR FAIR
Wear Resistance EXCELLENT EXCELLENT FAIR
Machine Ability POOR POOR FAIR
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FIG.1S HEAT TREATMENT FOR TOOL STEEL
TEMPERATURE ,T
4
HARDENING
PREHEATING
st nd
1L 1 TEMPERING 2 TEMPERING
1 | I
N/
——
A =R— ( L le—D— TIME
OIL QUECHING
HARDNESS T,C’
1. TOOL STEEL AISI D3 (ASSAB XW-5 ) HRC.
A = 45 min. ( o, unnecessary for case of inner die) 700
B = 25 min.( 15 min., in case for inner die ) 6466 980
c = 2 hr. 612 180
D = 2 hr. 6122 180
2. TOOL STEEL AISI D2 ( ASSAB XW- 41 )
A = 30 min. 650
B = 20 min. - 64-66 1020
C = 2 hr. 61 2 180
D = 2 hr. 61t 2 180
3. TOOL STEEL AISI S1 ( ASSAB  M-4 )
A = 30 min. 700
B = 30 min. 58 =1 920
C = 3 hr. 5521 300
D = 2 hr. 5521 180
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