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Abstract
Project Title : Inno 001/2556
Project Credits : The study Quality cutting edee produced of tool steel of reuse
Prepared By : Mr. Prasan Sankhleo, Mr. pongsakorn Leetrakul

The main objective of this research is to study the quality of the cutting edge.
Obtained by cutting with a JIS SKD 11 tool steel, through the use of recycled and
reused. Study later reuse. After going through the process of heat treatment will affect
the quality of the cutting edge of the work piece. In this research use punch diameter
20 mm and diameter 15 mm. Clearance between punch and die is 5%, which reduces
the size of punch and die used size 25 mm cut materials were stainless steel grade
304, thickness of 2 mm . Experimental results showed that the quality of the cutting
edge is likely to decline when compared to the Punch and die having never been used

before.
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< o Y & Ao w | v a
WIIENAIENAINITDUY VUL NasrUTznouvaIngee1Iusy 3 Uiznis Ao
1. YSunumisuau
2. gunnineunIsyu
[ =3 LY
3. OMSINISEUR
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Tae3sn1sgundeny szvinishinausoudundnusetuiiu sunseidaumgd

9 Y

Usgan0d 800 - 900 sarwadea Tuiuydaveunin lneunfudrgamgiluniseuguasgeniy

o [

@ Ac3 Usyanad 30 — 50 esrwalded d1mSuman Hypereutectoid Steel leauinanle

ady [y

RUNYNNADINITWAT AUdo el INgaMTAINAIINIUAIUNUIVOITUIY Ap YTl 1

Y

(% 0
Y

lus doarmumun 1 4 iiel¥iduleth Jusufigamgividuiietuay anduinlgulu
#na1s (Quenching  Media) 1@y 11 1isiu weerma wiolildanuudwazlasiadeiism
foanauilulden lumdniedosdio visda Aauudageanarliilfinannmsougudiosads
wenilesnillassadrseeamluimiedna (Retained Austentie) ideeglulasiaina Fsazsi
Tagauautfmsdunumisannssiinsevguiinaun awdesiuvhniseuguineds
W3ai38ndn MsauAu (Tempering) iielldrAauuds Auwmien LLazamamﬁammaﬁu 9

MII909IN5
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2.9.3 MypuyUANUSoUMANNALATENElD (Heat Treatments)
nseuguignaesmuvaniznsiluwawesnfianuddyundeaianisldauves
Fudruesesdlefihnudnndesedis fn15aNNIEUIIAIAIBULULEIAZETIAEINTI5IAN
wiankazN1sNAfiaLalazINiy Mendiniseuguiiansduaninneunisidaunseldanuls
lusgoziianduidunisilunisgaideniinaseszuunisndanazsaudnisussudaly
a & 1 a & o a =3 v A A v % Y
uaunskanlueg1aunn Badulsemanliauisandamannanaiesiioliiowasdeainnig

Useine 1A Imanndnazaeuazenafiedeadinnislssnadelanainiiniainniseuyuas

3 [ Y =3 1% A

Waleisluveyiinisimaniazyueinldmanif uda wannaasesiioas liinnisiuasie

U dl I Y a 1 ! Qd‘Q a
gnsrgaieldlvifnanuunndisseniteamgindinigluauiuly (Large  Temperature

Y

Gradient) Ing38n 15w dudu 9 (Pre-Heating) talalondlianmgiinRaiulanansusudali

Y
Wihlnananneuiingamgiilgeauietiiaesnis dewmandedddlvigumglinguiunis (Over
Gl
Y

a s

Heating) Ain Jaymnsiineendindunaraaidsnisuaudiuluaiinanndiiag aedioasiinisun

[ [

MelunNAuAnuIIEINIA IsIsTuannanesesodulvgsiiunisnds nisla,nsdn
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wiozauldvuialndidssivaninnsldauuds nsindendindusziilivuinaainndouls
LLazqﬁgLﬁaU%mamﬁuauﬁaaLﬁuﬁ@wwiuﬁwuﬂawuLL%W&’QG{;ULL%@ dm3un159U (Quenching
Media) anunsatdenldldnudnsarnsifusifidosnsveandn Faideudtn dinde dans
thifu oAt uwazauith mevdamsguaglivdeslindniuiauisgumgivosnsdiosiuii
wdnidumeuRudinienatesiud edestuldlfiAnnisuandasuiioswnainnisie
ANNATYATENINNITOUYY ?jaLﬂuLwﬁﬂﬂé’wamﬁuauqﬁmwmﬂmiLma%ﬂwmzﬁwmiﬂqu
9xflinn nseuraiaziinavihlfauudsanaudrumdovsatulumdnndiniesdlonsy
geo1afesin1seuAusvatenss lurasiiiin Secondary Hardening uazluuisnsdiaziosi
Stabilisation 138 Sub - Zero Treatment LiefdnrioanUsutavetosamuluindeds 93

Hasian1sAgUvLIA (Dimension Change) MEVAINITYY Asanslunmg 2.13

AT 2.13 wanINI3UYUAINTBUMANNAATOND (Heat treatments)

2.9.4 Msyuwlamannanasasiiannnuilu (Cold work tool steels)

@ 1% d' = o @ v 1 I J I~ 1 @ Y ) 1
L‘Viaﬂﬂa’]LﬂiENiJE)“VINWULEJuVL@ILLUQEJ@ﬂL‘U‘Ll 3 Nad AB NQUYULTINIYUINU NYHYY

a

wiaeeIne wasnguiinaulasdongs uasasveuasuneulunsyuwduninniasie asdl
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Snwarunzdunoumiloutuariifunneuthauamegumgdl Austenitizing Gsazgauanizly
nadififsuangendtuaun Iy warnsgueIRaznsginlaentsyutn Wetusudaumi
wseruala Juusnazdesinniseunaneia (Stressrelief  Annealing) A1ewdanisinusfia
rouflagviinisouruuds dewnasilunsvi Austenitizing  Seazidndudu q wuideatu Sy
Fusnssngulidoutioungli 400 ssmiwaidea lunsdifvuyuudelinnududounionuiung
Faffusnn Juitaes fo mawpieadadeiivils fenmndl 650 ssrmiwalfea uannioui A
fi 2 fgaumadl 850 esrwaloa dmiumandiildrunangeiunanisiguanuiunalanisian
wisusaadait 2 lisndu annsoifiugumgiildaudsgaumaisuuds ndsanudesligumgd
ianefurauenuazlananiuviuiuay uddnheeninisyuluhfuniedeeinia dudu
n3dlyin Martempering %38 Austempering azuaslugiuindevasuazaneiigmmgil 500-550
smwaidea Melflunafivdsuuladtasainduganiuanudesnis sullaedosedounugd

< = o as v ¥ o 1 v I3 [ % =3
TT.T U99%an LWaAIUUA izazL’Ja’]LLasquQﬂmgﬂmm naanUaselmrandudiiasauns

]
v A

gauuniiuseana 150 - 180 A galdeann 4 nsveen1sgu wdnazgnirluaufudai

Ll q

&

angfiuszanns 200 esmngaded (1 Falusseadiumun 20 dadiuns) auadunlagained

Y

Be -0

29NN AILEASIUNINT 2.14

A7 2,14 wanen1sguRdaviannaaseaiioviauiu (Cold work tool steels)
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2.9.5 n35U735n15911 Hardening

[
[y

1. wmanlidoulivgamgiussann 800 - 900 esrwadea (Fuiuyis
<@

YDILUAN)
2. 61 C>0.8 Weasigud ildaamgiiiasidu A3 Uszaia 50 - 75 83f)

ALY
3. 61 C<0.8 Wesigud Wildaamgliaedu Al Ussanu 50 - 75 sarwaided

| gj P I3 <3 4 1 ay v a a a

whilulewanangilu seamulus wioumgilivssuna 1 wuiluns mnumun 25 adiuns
wisenanmvilidulaeisy mensgului (Water Quench) visaluiiniiu (Oil Quench)dsd
Anau seamnuluiidsunduilumeslsvivasiislailaviu wililassasieinfiauutgs Seon

175Ul fanandluning 2.15

Temperature *C

Liquid
] Austenite /

Ael

Ferrite

Ferrite + Pearlite Pearlite + Cementite

0.02 0.8 2.0 Carbon Content %

Ml 2.15 n519uERINTINITNIIINTYULTL (Hardening)

2.9.6 dNIINITEHILALTIWIANTIANZEY

o 19 I3 vy o Y] a I3 °
2.9.6.1 9R31NTENIUN LN’]LwaﬂiﬁiaubLU‘Wi@ll ] NULAN qmﬂqm“uaﬂmaﬂ%m

Aeieantiae (RN W) wisngAvuundsusdudeulasidiunuiuissineiy

Y] & v A ady ] < =
2.9.6.2 a@'ﬁ']ﬂTﬁLNWQNUﬁﬁﬂiLWaﬂLsU']LG]'WIN@mMQNWWBQﬂTﬁ Iﬂﬁ]WU'JWLWaﬂﬁ]%N

)

gaunilvisnsiusnneausuAuIINTuAziniy Inegldhadesnindnsnsidn angiuduau
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fiflgusshidudou uazliviinamiveuliunarsanunsnanamsinsesgumgilasussqumanty
TuiuUanquilaBaneuussedm

2.9.6.3 §asimsmniigann lidesdon inszgungd sevinaiadulanans
fsfunnn Ssenavinlimdndadevdounninld Gsannsoananuinavesgunnilangussy
wianbiluiiulnaquiindnnouussydnaguiy

29.6.4 fesiisanmabusifiginingnsnsiduinings

2965 fisammaiBusiidiasludesgumgiinisiuasuntasen Austenite T
\fu Martensite (Uszana 200 - 400 asrniwaidea) ietesfulilfiAnmnuasonneluaumin

150990 UIBLAN3T LdeYla

¥
o 1

2.9.6.6 veuwad@mTUNSYURIIlgRuTIlY leud U, Wnnde, Uiens, inde
AzaNY LazoINIA

2.9.6.7 nsaremanuseudiveunandulefiedudauviananiou uvadu 3
v Ao v W 1 @ v I 14 @ 1Y a6 1
anvazvIvaINdulaiuwiunanseussnateuleviumantiludnvaziiduuns 4 n1saem
AuTourtilavdy usiazaglusvezdu 9

2.9.6.8 duune 9 Muegunnesn veanadulaiuurianin szifonuas
nanendule fidnwauzmilounisniu Tuildnsinisduasgann

a

[y @ o Y ] [ [ b4 =
2.9.6.9 2RTIN1TLUUAIVIAN LWNFICLVIUUANLEUUDYRAS VDINATNDUNHUARNA

Y

mningaLiennuiou Sunamesnlulaenisnidievesfissegafieidnsinsdusiiazanas

uivgaivesvadfiuwiunaniiaamalivingu dwandlunnd 2.16
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AN 2.16 LAAIDATINITILAZI 1IN TE

2.9.7 Tempering (M58UAUA)
P D= wa D = PN =
nseulielivaniiaauaudiumnglunsldau ananueSen liuaumiledan
anuTIgas Tngusvasduesniseuliieliuiuilesnniinfiiiunsyugeuineuasendu
aelufsrnuudaiuauuauinaumides (Ductility) vnlmusiznaaninguudanaifwoniun

au Tempering AouthlUlgauass

2.9.8 n35u3FN159 tempering dsralul

2.9.8.1 thwAniIunYULELRTTULAN gaumiiusEaas 200 - 400 B3N
CRIGHG]

2982 wiwmanisllumn 1-3 Falus

2.9.8.3 @199n2710e1 Uaeslmduluainiesssua salansluning 2.19



e Transformation of retained austenite

15 Formation Fe,C

Formation of from carbide

carbide Fe, ,C N

Harvdncess (HV)

Growth of Fe,C

Particles

00 e 4
100 200 300 a0 £00 600

Tempering temperature (°C)

AT 2.17 LERIANAULITILUA s ULUaInaIN1ToUAL

2.9.9 nswsiziiesannisauduga (Tempered Brittleness)
2.9.9.1 mipuAuiagi VR uarmileditu witsgungli 300-500
parwaigea glivilinaaud® vuusanszunn (Impact Strength) anas
2.9.9.2 wanndmsusuaziiamsiuszidntey
2.9.9.3 wannaway (asaniz Mn} Cr uag Mo) axUsingdnLau
2.9.9.4 @mann amsanuanuesnIsuausludiunain Martensite 1130 910

PN . o a A a o ' = v v .«.:1' &
N1 Martensite LANAIAITUANLALN Qm%ﬂ“m@ﬂﬂaqj Vﬁ@isljna']u@ﬁlm?jﬂium'gqu

2.10 AS5UA5N15AALAU (Conventional Blanking Process)

2.10.1 %#anN159999UAna (Blanking Mechanism)
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v Y

nsanlavglaen1sldiud (Punch) wagane (Die) T WHUTUUILYNFARMIEAY
LY | = o o ft & v Y . LY P
Anaesdiupe auRnvasiuddLluaudiad1uly (Inner Cutting Edge) wazausnvaneduduay
fasinuuen (Outer Cutter Edge) &4azvn13nalansaulA1AUAURNEINIIALLTIILIIgIdn
Y9931 (Ultimate Strength) ililasusisvesuanululumuvuingusiavesnns lngund
syninweuaNdnsuluLarveuANinAuUEnILitaIaudn 9 1SunI1 ndsusud (Clearance)

992y IALaNEVINBNINNAU FINTNT 2.18

o v 4 = uAulanruau
-~ TITE R

" |

b AU

AT 2.18 wansunuUanduIy (Stripping Plate)

2.11 A15ATIZHNITAR

Tunsialansuiy wssiiliunnusuasaodiisldlunisdalansifondn usadou (Shear
Force) LLﬁﬂﬁazﬁmuﬂmLvhﬁ’uuazag’mﬁmﬁuhUﬁﬂiaﬂdwagsﬁgmamwdmmﬁqam NG
Tund 2.19 dlefuswnnsevselanzagyhlfAnauduidou (Shear Streess) dlwusang

PLUUINNINNDDL VN LMANAITULAULDULINNIIANULTITIDDUD AN lanzAazuinean
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90 aamffuidurinugudnasresmerrinieFuRuhay MsfnIsusuuduseusUTes
wudedesoiiios uazndnnmswuiefuifsninfinemiloutuuideniadesosnssinlany
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WS AULTIIUTOU X HUTEUFUVRINITAR X ANMITRlanY

30
F S LtS, (2.1)
Tuiid F - wseldwn (Gw)
L = ANNEAUTOUTUNAR (Haduns)
t = ANUUNTRIlans Y (adluns)
S¢ B} ANULdanssdau dusenisnsladuns)

ALl stdouvaslanyle A AnudIununsinlansiululdRunasdnaduii
fusomsadiaduns Anundasudeusndudliiautein anudufignnsgyiuuiuulane

JUAnNIsRauInle

2.13 ussvanurudusu (Stripping Force)
langwiwilodngueanluudy sasiniudduluniiiiosninnisnsseiinduvedile

langundiuiiogsauisndeglunmsdangusn lansuruniinuudanduazunanitfednis

a a

Tduselanurudunulivaneenioenn laveniunsevaudiiaglanenosuiuuiliuinaziin
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AN 2.20 LAASANYAZUDINUD

gnslunisAuIn
F = S.Rt (2.2)
dle
S = ANULAUEDUY (Alansunmedensndiagiuns)
R N WHusOUIUTRINTAN (Hadlung)
T = ATUAUNVDI L AVE LAY (Hagdlung)

lngAudssudouanunsagliainasilave Unfinudiuwsadeu (Shear Strength)
ediAn 50-70  Wesidud 109AURTTINNAIITAR (Ultimate Strength) egfiileuna
551319 50 70 wWasdud mannd1A1sueusegsening 70-80 Wesidud eeugnsedliy

N3UIUNTARMITIEAIAULTY geanunA LI

s 1 d‘ o L } 74 1 4
Aqag1en 1.1 lumsAuinnismusslunisanizsnassuiadurIuaudnans 250
fadwnsturnudueaiifionseu (Aruduwsadou 11 Alansunndenisadaduns) Aumn

LAUTUIIY 1.2 TAdLURS



28

o, ’//4 .’—q\\\\ 2 ’/’J( j
’ PR TR
o \<- ——-\‘\ ) j/, / __ -
- ; o
G L 7 ot
S - i
\\ / ' S

ANA 2.21 MTARTUIUNGL

aunsEmIvzAnnay

F = ks x (TEXD)xt (2.3)
WA

F = 11 Alansunnrian1salafiiuns x 3.14 x 250 Tadiuns x 1.2 Tadiuns

10362

wiinasesalanylaei q Wivefe fu deduuwdadls
10360 + 1000
10.362 #u

2.15 NISANUIUAIYRIINITENINUUNNN Clearance
2.15.1 A1SATUIAIYB9I19TERINUAUNUNAIMSUULAR (Blanking)
TunsguaunsanuruUalunsguaunis Blanking thufunszuiumsdniiey
ﬁmqmaaﬂmﬁﬂﬂ%’ U ININUAYUIAYBLS Die  WINNUTUINVBIULATAAVUIAYDS

Punch a9m1u9993195¢%319 Punch kag Die AUNNAUARINING 2.22
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* Dp adwiniguinmane

qUAS
D, =  Dy2CL (2.4)
muualA
Dp = R UAUENA1NANY
Dp = s ugudnanaiug
cL = ¥09527319 Punch uaz Die (Jnanansisit 2.2)
a15197t 2.2 madenldAn Clearance (Wafidud aaumun )
%893%I18 Punch YOITLNIN

ey Die (%)

Y

an

Punch ttag Die
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wEnUIgVd 69 widnnAnazu 69
\WaNNaTANeL 7-11 ANNENALATLLIIE 8-12
widnnanlfadiu 7-11
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NBUNTRI (U9) 6-10 VRNVELNGRY) 6-10
WoaneaTausoud 6-10 agiliflen (9aw) 5-8
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Aaee197 1.2 Tun1sAuIun1ImuuInYes Clearance lunisinanzsnauvuaduRy
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Dp+2CL

250  HadLung

1 1 1 v 6 a A Y o o a 6 @ &
YDIINTEIININUTULaEAY nTaldonldAiugig 6 Wesigun

6100 x t

6+100x1.2 LaaLUnS
0.72 L GIRGR]
Dp+2CL

250+(2 x 0.72)

250.144 UAALUNS
250 UAALUAS
250.144 TaaLung
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1.3. vihnseuguiudiielifiinuudaintufie 60+1HRC

1.4, yhmsvegeumenssuisnisan Jaafildlunisnaaeulumanndilsaiy
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1.5.

AIUAUITUIY 2 L.
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LAIBUNIELUU Eccentric press 1u1n 60 #u
AMULSRAITIANAY 30 UN./AU
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.1 NISAIUIULSILUNTAAKDUY

NT AT SARLANEUNUN NG YT ULTIFR LA NEIHLINHANTNAA DY

LSRR LANEILAUN NG 8]

T

o N

Material : AISI 304
R =

FS: AS kS
A= Ty

S

K.= 0.8R

m

Blanking force [N]

Sheared surface [mmz]
Shearing strength [N/mmz]
Tensile strength [N/mmz]

542 MPa
0.8 x 542
433.6 MPa
TUx25x2
157 mm’
433.6 x 157
67.981 kN.
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AMSTUNUT YU1A 20 U,
Material : AISI 304

R = 542 MPa
kg = 0.8 x 542

= 433.6 MPa
A = TTx20x2

= 1256 mm’
“F = 433.6 x 157

= 54.46 kN.

Ausunug Yun 15 Uy,

Material : AISI 304

Rm = 542 MPa
Ke = 0.8 x 542

= 4336 MPa
A, = Tix15x2

= 94.2 mm2
“ Fo o= 4336 x 157

= 40.84 kN.

1.2 NSANUIALSIUNISURATUIU

Fep

15%%15.58
10.197 KN

ansaldauswasaiudunnn 25 leviufiilasanusslaniiivne

15% VBILSIFANLADY
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AuaNUANILANLaTAMENURANINAVRITER AlSI 304



A19197 2.1 drunauysaivaandnnantsatiy AlSl 304

A1suau (C) 0.05
ganau (Si) 0.230
unsnila (Mn) 0.310
fnifa (Ni) 16.080
Tasille (Cr) 0.028
luduntiy (Mo ) 0.210
MULRY (V) 0.0001

A13197 2.2 AavEuAMaNaveumEnnantSatiu AISI 304

Tensile Strength 542 MPa
Yield Strength 298 MPa
Elongation 27 %

Hardness 148 HV




A | wa = Y Y a
MN1919N V.3 m@mamummqmﬁlm‘wsummaﬂﬂaﬂiauu LNSM 304

919899NUVEENER USEninetdendaia 11n
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AeuALUR doydnwal Wi i c fin
ALY d Z 4°c 7.93
Density
AViaOUIVE? °c 1450
Melting point
Anugioud Iz C J/Ke. ¢ 20 °c 500
Specific heat capacity
AnstANSeu K W/m “c 20 °c 15
Thermal conducttivity
a.U.a.n5vene6n e 10° m/m . | 20° -100°c 16
Coefficient of expansion 20 °c -200 ¢ 16.5
20°c-400°c | 17.5
AUF LUl p uQ.cm 20°c 80
Electrical resistivity
AUTUYIULLLAN At 0.8 KA/m 1.02
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Magnetic permeability

DC or top AC

lugaanuaveu

Modulus of elasticity

MPa x 10’

20 °c

193
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A1 dunausaiiveuninfithuihiug (@ nu3em unesya 911n)

C‘l']‘é’]\iﬁ A.1 ﬁ?UNﬁMVINLﬂﬁGUENL‘Mgﬂ X155CrVMo12-1

dulszney o Vanu (%)
AI5UBU (C) 1.40 - 41.60
Faneu (Si) 0.40
WuINIa (Mn) 0.60
dniia (Ni) 0.50
lasidlew (Cr) 11.00 - 13.00
Tuaudatiu (Mo ) 0.80 - 1.20
MR (V) 0.20 - 0.50
AUANUR

- Wuwdnyuamhiuiniisgaisueu ( C) uwagsilanden (Cr) nauludnsnas
¢ [}

- bl uwdwaznuniadendfun manzdmsuiuifiuindsusdudeunay

feINsANLIuET e nanunsadnuawinwassUTelaRvasguLDs

A15199 A.2 LWSEUTgUNTSUATNIIANUSDUTBINUT WHAE TN

YA e N3TUITNITYY

X155Cr'VMo12-1 Hardening (Air Cooling) &g Tempering (Air Cooling)

X100CrMoV8-1-1 | Hardening (Oil/Salt Cooling) wag Tempering (Air Cooling)

HS 6-5-2 Hardening (Oil Cooling) kag Tempering (Air Cooling)

WANNAATULEULNTA JIS SKD 11
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dmfusnuwifiuiminndunsa Jis skp 11 iumdniifessnalunsldndausifaily
uniadldvinsdsudesseanden anautifuasnshluldeu fandnndiedesiionduany
uilldunauvosnivounarlandouluvinnugs Sadumdnndlunde 12 % wnylsinlas
Jeuada Tediaudunusensideadiuinuenainiseiinsnansigludutuieteia
anuansolunsyunds Wanumieaunsed uagdall nsnansinauAeliigsds 19%Lite
Paeinwiaudalidianuudaunaziongnisldauiionui daelinudonisidenduas
Fruyusenisdnvseldganntu Sedanaul® wumadiunisiumusenissoudai gamngd

a Y o 1a & o [ Y o X [ a v Ay
ngﬂ u&l@JIﬂIVI’]LL@JWlJWﬂ’]ﬁi‘UWU@@ QUNIE Q']UE)WUUE‘ULEJU anan SLUN@G]G]IGMS BEE IUNIF BN

nusonTsidundeady wazliliuinarainidenismuiunIusen1sanrseung

A1319¥ A3 AadnwazTRluwanndesediosnuduinsa JIS SKD 11

AUNELNLAL] C Cr Mo Vv
(%wt) 1155 12.0 0.7 1.0
AlSI D2
JIS SKD 11
DIN 1.2379/x155 Cr V Mo12-1
Hardness DUDDU mml,lfﬁﬂgﬂﬁ;m 250 HB
Hardness | yuudanazaufudi 58 - 62 HRC

AuANYAELAY (Significant Characteristics)
o ianuiuniuseNdnuTogs
< Ve
e quugalaann
®  JAmNuaNIaluNIIYULDIIGIN
< (%
o aunsnyuudsluengyiniela

o ShwAURALMLENYNNSITINUEIIUIU

a

® numunseeuiigaugiiadla

9

® Ann1sdneiiopunnndinisyuni
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o gusnvilulasfandsnisyunddla

= a 1 a aAaay v
® FuNsnAdeURIMIBATATIALA

A1919% A.4 ANANYULNNNIEATN

AMHNUR gaumiinagau
R 5 20°C 350°C 700°C
n1siANToU
16.7 20.5 24.2
FulszAvBnnsvenefing 100°C 200°C
ANTOU 10.5 11.5
300°C 400°C
13NS) 12.2
lugaanseangu 20 GPA
ANNYAUTOUT NI 20 0.46 GPA
°C
ATUNUILUY 7.85
ANNMauuan Ty

519U (Applications)

Teuldvhulfnuidmsuanuduegranineang deudfuiuudans (Blaning) udiusity

(Pressing) wiifiumisin (Bending) wilfiumi@adugy (Drawing) uiiuidnsuusntugudu

al ] -4

AU LVINANS LA LURUNAMSTUINUSALNGES TUTIRRRE DUl NELATNAARN LazkuRUN

Y

NANARNNABINITAUIIUNURBNTANYTOE

nszmumsauqumw%’au (Heat Treatments)

A151991 A.5 N5BUYY

675-705 Tuanne
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30 U/,

400

2 650 30 U9I/u.
3 850 1 /33
1000-1050 151ﬁu,mmﬂ/émﬂ§a 63 HRC

# 500-550 °C

=~ %
ATZUIUNTBUAUAD (Temper)

A5199 A.6 NTBUAUFN

HRC 58 60 56 50

%y'umaums"qw,%e (Hardening Processes)
nsoUAMEAILAY (Stress-Relief Annealing) n19idsgUvestununevdsnsyuuds 019d)
awmannstiaidunnd deduanmsiandulssuinnududannsafdali
anasvSonualule lnnseuransmuduionmgil 600 - 650 °Crevdsainmsnaseulng
THamadliegnaos 2 vu. wasdiindudn 1 vu. dennumutiuny 50 . Mntuldeslfiiy

= o

asnelue wdFailunnurstuaniine
n1sUasfiuiigayidenisuau (Protection Against Decarburization)

nsyuudandnnduedesiietu Sufudosdesiunsandoiinuasveuifnlusswiensgu
wis dadufunalfmuudeiifonimestunuanmasnindfiensglésy daduisng
tHasiufingaydoausurzamnsadonliismaguudsldsed

o quudslumagenie

o quuldlugianie

®  ULIIlAIAIUANUIIEINIA

® viarumanndnasesione wWwiwanuas waulAn wisnsanulyl
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NSLH18UTUIY (Preheating)

soaunniTuaznslnevenanndnasealenintuluvasyinisyuanuseulianmgunainty

q

! a Y v

FENINNIIN TN RN AIUTUIUALAAAIUUANA1IN AU UNY T TENINRINTNY

melureunuinluanvaliinanusuiuniviuasildgnisuanivietaseriad 4

'
a1 o

a1mguInaInAIn1sinAuseuveunanndnaiesiielaeialudniiAinuazleuiansd

[ '

Hunntdnvesunuivuauananiuuin iwendnidestynimanitl Jarsiiigumvgilvun

b

Y . N 2 O Y My Ly a A
Juueget1g viallutu q lngluudaztuaisudliiduszezinaiediatey 30 uiil de
AuvLT 1uy. e ligamgivestunuwiiunaeansiiuiniidaudidaiugamgiiviauludy

| a

1 ¥ 13
soluaudndaamaiiguuts

_mssau__|

|~uunmuwnun‘-‘u-' -~ MISWNGU — nseusa@aulud —msyuyu—eie s

QrunniguuIao

L
mMswnsudun 3
30 3uifi/vu.

9
nAonoNy  pAvanboea ~850°C

grunni

Hudnd Tuwan =
600 — 650°C mswngudun 2
30 Suifizuu.
~-600°C

N °C V
§90- 699/ N\ audAlmAuD
\1 UL /100 LY.

| e
| aududd
| 1YL /20O UL,

Py J v & ob
/ msuwauaun 1
30 Surfsuu.
-400°C

Gl

|

gunginoy

MAA A1 UNUNIMNISYURISaNNALATeiianuawNTA JIS SKD 11

n13%UgUKan1suUs3y (Processing)
mseenkuuiianuddgundesignislinuveananiaiadie Junudnlngdinfaniy
= 1% v ¥ v a a Y = Y Ao
deomelanelussesnaduduiniimseenuuuiianate laevaluidadeuisusensniddiu

arvayuliinseeunnIMIeANESMBLATUII Tl

Aa L7 a
o mspenuuURtkTsuInniull



e nsilseguINNyuwVALAY FIUIN1SETITEETIAAN

N5UR NINAT LATABNTIETINNIALIIEVANEY) VURITUUluNTeRnLUY AIsYnlidueud
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oA PN I Al I3 % o q va ~ I3 Aa A & a o
EU?WQW&@J@JW@TV]?!@L'V|']‘V|7’U3L‘quLﬂ'lﬂﬂqﬁ‘Vl']I‘Visﬁuxﬁu@Jﬂ'ﬂ']NLL%QLL?QQQ&IN?‘WLLTQ&%@W@L?SULL@SNU

11 UTenseglinyiu ianisivuayusatluusnaninsvasuwdasiuimvidaliunn

Mg xdlayiglivunuiongnisidnuenuiuduuenaniluniseaniuuwliinnidwes

AEINANTENUMARTLINNNITZUIUNTBUYUNNANSUBNAETIINlalausanantaes

a 1 ada £ & 2 a Aad A Y o ' [y
ﬂ'ﬁLﬂ@ﬂ'}'ﬁJLLfﬂﬂm?ﬂﬂ/ﬂﬂi’]‘mwam‘lﬂLﬂﬂGU‘L!LUUU'ﬁﬂﬂJZﬂﬂlmUUiLﬁmﬂﬂJWUV}VUWWWLL@ﬂWWQﬂUﬂ’J‘J

a = < vl o 1 ra 3 [ ] 1 !
W"\]’]im'mﬂﬂ'ﬂﬂL‘UU1U1®VIR]8Wﬂ?iLL‘UQLLZJWlIWE]E]ﬂL‘Uu%ﬂ’J‘LJEJ’EJEJVTaWEJ ° d3U

n3ndaudsu (Machining)

v = 2 o v a o <
MYRAINTNAINYIVTUIU ATVINTTDUAAIEAINLAURAIRNN 600 — 650°C LAZTINNNTYULUS

wazauAUAINEUIINITNAIazLBA (finish machining)

o & =
A19799 A.7 ATENANITNEN

Machining HSS tools Carbide tools
Turning Cutting Feed Cutting Feed
m/min Mm/rev m/min Mm/rev
Rough — mach 10-20 0.2-0.4 115-175 0.4-1.0
Finish — mach 20-30 0.1-0.2 235-350 0.1-0.4
Drilling Cutting Feed Drill diameter (mm)
m/min Mm/rev
SKH55, SKH51 6-10 0.04-0.16 8-16
SKH51 15-20 0.12-0.20 8-16
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n1snagaunsa (Electrical Discharge Machining)
MA9A1NN591 EDM pIsvineuaangauiiuiigamgininitgamginiseunumiasaning 30

*CioaniaiNonainaniiflauun1sn EDM

nsiadeuRawdelasifiey (Hard Chromium Plating)
2379 fpdeuiauddlasideumseufiuiingaumgll 180-260 °C szeziian 4 Y. iseNINnng

Wenanidestymnisidiziliosanlalaiau

n15199521u (Grinding)

[

N1313853TURTILIY AISULTRMUALUZ AT
o Tddednliignsies ivwln vuianasiusyvesdadaiagunuiiuliniinislidednid
AUBBUULNTI
v 1y a A & v 9
o ldussnalvivangay Ainudemsldusinatosa

o lfasnandutiessuisanufeuliuiniieansuazauauiirnianisinalignies

n3Leu (Welding)
= A a A A o = ' a P v v O ° A
wianeIaailaviinduilonialdsswanisiisnaniilaegaunn ssiualsinnsweuazldlu

nsdinldlanunsavandelaiintu Mswen wusihlildaaweuiviundndwdnuazldain

' )
A I

Woud Naunauvedlasilen wasdnifaduuuagutu AWS ; E 312-16 1uduuazais

LY

U0Rm  Auusihdelldmiutunuliiiunseuiunseussu | IMSEgUBLNUA

a

9aun il 350-500 °C vimsifenfigaumngiilounangnnuiaTenriuiinenasnnisiiey
i@Saduasgumgll 650-750 °C adkiluan 2 v, dmsuiuauldiunszuaunisyuuds
¥ o ! Q;/ dl a = o 4 ! 6 ! o dl dl Qd‘l
WEIINNSWgUTRNUNR g TeuAuRuafadlifingl 250°C YMaeuiigamaiil
ntulirnuseuddnassiaangll 300 °c adliidua 2-3 wu. Udeslidudilueinia

quiiagaungi 80-100 °C ¥in1ssauAusAsad 2 7 300 Yaseliduiilueinie

msvilulasis (Nitriding)

msilulesfeanunsarnlenastulasasusnanis Gindlnsha w59 wudwles)
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v

Tulasaemetng lulashadaamakaznataululnsie fedl

o lulnsaslugrande gaumgil 520 - 570 °C 1381 2 B,

o ufalulnshegaungdl 450-180 °C 19an 15-30 .

o nalavglulnshie gaungil 500-570 °C 13an 3-5 .

o wanawnlulashs gavinfl 400°C 3 600°C

derunsvilulashsiamanasiinnuudsussunas 1100 HY (70 HRO) waedl Anudniauds
Usgan 0.5 1y, wiegnslsinnuiuegdiunaumaaiilumén wazanmensvilulasis

N15USUUTIAMAMNEA (Surface Treatments)

A15799 7.8 NMTUTUUTIAUNINRT

860-900 U3 C o Tudlaste
AwFeuTiguAufiin
470-570 AuNsaAuUMILEeNs | 05 mm | 1100 max
goufuiiovniseu max
ALFILAZYULTS
800-1050 laiaasdl Si wetw 0.4 mm 2000 max
max

A15197 A.8 (s1a) NMTUTUUTIAMAINRT

ANUNSOANUNIUFBNNT lyifinase
A0 TS 0.01 mm
300-550 29UMLLBYININNSBU AU
“ o maxXx o

Aus LU

>1000 - 0.1 mm 950 max
maxXx

2900 uREANNTEUNIAY | 6-9 micron | 4800 max
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LAUNAR max

500 lﬂlaﬁaﬂaﬂu%auﬁqq 2-5 micron | 2500 max
LAUNAR max

50-70 UStnaumnsuausvy | 1 mm max | 1200 max

ABNITBUYU
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