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Fig. 2. Relations between impact value and
testing temperature. ‘
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Fig. 3. Relations between gain in weight by
oxidation and testing hour at 1250°C.
Table 5. Life value and gain in weight by
oxidation of specimens.
S—— .| Life value U type | Grain in weight by
PECI= | 1300°C (cycle to  |oxidation 1250°C X 25hr
men rupture) ° (mg/ cm?-hr)
A 597 0-0204
B | 255 0-0487
I
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Effect of Ingot Size and Forging Ratio on
the Structure and Various Properties of High
Speed Steels
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Table 1. Size and composition of sample ingots.
Mean area of Chemical composition
Symbol traverse section (%)
(cm?) cler { W |Mo| v
A350 350 0-83|4°24/6-44|5-06/1 - 84
AS510 510
0°89(4-34/6-14|5-38|1 87
A650 650
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Fig. 1. Effect of ingot size and forging ratio on

hardness, ultimate bend strength for two
direction, P & N and N/P ratio.

WIXIoTfabhTwywahs, wiFnbZEZRPWAEEST o
LFLVwZELL, HDFLLIFMoESHr—F LT
WD, BRCTELELEYS TABEZINLTH
5. APIRCREBCEEHE S XETHERy4 AL
BEHOEHZ2AD L FERIC, BB EEolG2 S
EHHITL, BRLEFEELHESER2 L O EBOFRME
BIC oWt L.
2. BEBKIUERRAE

Table | |Z574 Mo RS SKHI o ¥ 5 #iHE A
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Fig. 2. Effect of ingot size and forging ratio
on cutting life.
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Photo. 1. Distribution of primary carbides of A650 at
following forging ratio: (a) 4 (b) 8 (o)
12 (d) 16 (e) 24 (f) 36. x100 (4/7)
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Photo. 2. Microstrucrure of carbide streaks of A650 at
following forging ratio: (a) 4 (b) 8 (c)
12 (d) 16 (e) 24 (f) 36. %1000 (4/7)
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Fig. 3. Relationship between width or interval
of carbide streaks and ingot size or
forging ratio.
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On the Heat-Treatment of High-Speed Steel
for Press Tools

Michio Suctyama and Dr. Koichi FURUSAWA
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Table 1. Chemical composition of specimens  (9%).

Specimen ‘ ! ‘
C Si Mn Cr w Mo ‘ \Y% Application
Remark Specification
A SKHO|QMME o oal 08 1 029 | 028 | 425 « 630 | 505 ¢ 1.94 Hardnes and
Centerless grind| ! ! ) ibending test
. 17mm § . . . . Lo . .
B SKHQ& Rt . 0-81 | 031 | 0-32 ‘ 424 | 621 497 f 1:92 | Impact test
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