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‘Hot Impact Extrusion of Steel.

Tomoyoshi KAWADA, Masatoshi Suzuki, Tomoyuki T AKEUCHI

Synopsis:

Tomoo KUMABE and Sadao IXKEDA . -

Hot impact direct extrusions have been carried out to test the WOI‘kablhtY of steel W1th
‘high strain rate and-large deformation using the h1gh energy rate metal- Workmg machine,
Dynapak: The strain rate was up to 3°6X 10® sec~! and the extrusion ratios were from 4 to
25. The extrusion pressure and the relative d1splacement of punch and die were recorded’

by synchroscope

Results obtained are summarized as follows:

(1) Impact energy E and extrusion length xo are approximately proportional, i. e., E=S
gx, whers S is the cross-sectional area of container and ¢ is the mean extrusion pressure.
(2)  Mean extrusion pressure is approximately proportional to the natural logarithm of

extrusion ratio 7, 7. e., ¢g=B In 7,

(3) Extrusion pressure g is proportional to the n-th power of extrusion velocity , i. e.,

g=qo &".

. (4) When the extrusion velocity becomes higher, there appear inertia forces of the form
of 1/2 Spr? &% and S p y%%x, where p is the density of materials.
These behaviors are discussed in comparison with those in tension-compression test and

hydraulic extrusion.
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On the Quenching Effects of the Mixture of Mediunr—Fraction
" Mineral‘ Oils, Rape Seed OQil and Fatty Acid Ester.

(‘,A study on the quenching effects of oil for steel—V)

Synop51s

Yoshinori FU3IMURA and Tomo-o SATO

In the present study, the following points were revealed with regard to the quenching effects

of several kinds of oil mixtures:

(1) The relation between blending preportion and degree of quenching effect of the mix-
ture composed with mineral oil and rape seed oil ‘is like that of the mixture composed

with fatty acid ester and fatty oil.

Mineral oil in the former mixture will display a 51m11ar
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