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Keodhow IpdTo

EIZATQI'H
IXTOPIKH ANAAPOMH :
H paydaio e£€MEn tov avtokvitov Eexivnoe 1o 1920 alkd oty emoyh pog TeAL10TO0VVTAL OL

epoppoyés tov . H avtoxivion otov 21° audva  €xel kGver moAd peydho dipato , o dedopéva
arhalovv pe toyditato pubud. Or Phcelg ™ HeTh amd £pevveg Kon TeXVIKovg EAEYXOVG £XOVY
oMAGEeL, M mOWTTE TV PETEAAOV , 1 GvToX) TOVG Kol avTioTOo oL LYNAYG 0mdd0eNS
KN ipes.

Baowké ovotatikd evog 610100 cuvolov givar 0 TpOTog pe tov omoio pmopel vo. expetorevtel
KoL Ve amodhoet auth ) Stvapn edld kat Tog ot Oo sivor mApog expetadledoyr. Me 610)0
0. mapamive apyilel vo sEehMoostal £vo 0O TO GTUOVTIKOTEPQ UEPT] TOV CVTOKIVI|TOV, TO
oLOTNHO HeTddoong 1) adbe KiBhTIO ToVTHTOV.

To cvompa petédoong kar 1 expetdhievon Tov dev eivar plo andi| Swdikaocie, avidétog eival
076 TOL O KATATOVODREVE Kol VEDpokyikd onpsio Tov cvoTipatos. O Adyog eivar tag avto T0
e mapodapfaver Tpdro v epLoTpoPikt kiviom Tov Kivnthpe/ potép kar gvfoverar yia

CMOTH KoL GPTLOL HETOPOPE AVTHG 0Te VAOAOUTE PHEPT) TOV CUOTIUATOG.

SUPMAEKTNG ElVaL O TPWTOC UNYAVIOHOE TOu cuoThpatog HeTddoong kivnong kai Pploketat
apEOWS PETA TOV KwTHpa, SnAadr pecolaBel petafh odovsilou kat KiBwTiou TaxUTATLV.
TKOTOC TOU eival v ouvBéel kol va aroocuvdéel tov otpodadoddpo dfova (péow TOU
odovbilou) kat Tov Tpwrtevovta dfova tou KiPwtiou ToXUTATWY. O OUMIAEKTNG TOU
QUTOKIVNTOU XPNOWEVEL yiot TN PUETAS00N TG Portig oTpEPEWS TOU KwnTipa oTo oUoTNHA

HETGBOONG TN KIVNONG KAt yla TV MPOsWPLW anocUvEesn Tou Kwntipa Kat opalr ekkivnon.
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TYIIOI ZYMITAEKTOI
Mnyavicoi Enpoi: Aertovpyodv Bacilopevor ot dvvaun g Tpipic.

Yopovhikoi: ypnoilomolohy TV KIVITIKT] EVEPYELE TOV VYPOD.

Hlektpopayvntikoi: ypnoylomowovv m ddvapn mg s mov mephyetor and myv kivien g
oKOVIG GLONPOL (PEPPOULYVIITIKTG GKOVIIG) EVTOC poryvijTikoD Tediov.

DuyokevIpikol CUPTAEKTEG: YPTOLUOTOLOVV TNV GUYOKEVTPT dOVauN

Yovdvalopevor pnyaviko-vdpaviwkol: ypnooroodv covdvacpd dvo trmv: Yopovhikd kot
Enpo.

To kipdnio eivon petahikd xotaokedaope katd Pdon eriaypévo omd ahovpivio 10 omoio 6To
£0mTEPIKO TOV Elval Tomofemuéve tAn0og and ypavilw, dEoveg, povkepdv pali pe évo £101k0
TOYOPEVGTO AMTOVTLKO.

ITo avaivtkd, agaipdviag to éva amd ta §vo pépn tov kifotiov tayutitev speaviCovior §H0
aEoveg peyAng Swtopng, ot omoior @épovv ta ypavalwr Swpopstikdv Satopdv oAAd Kot
appd odovrdv, ol omoior Ppickoviar mivw oe povhepdv. Avtoi ovopdlovial TpMTEBOV Kot
devtepevov aEovag kivomng .

H duwepopd avtdv napovordletar oo e€ig, 0 mpmtetov dEovag kiviong de otapatdel péca 6To
KpodTo ToUTTOV aAAd fva Tupe cvtdv cuveyilet kot extdg kol cuvdEeTan pe o kvntpa. H
cvvdeoT auT emTvyyaveTon Sie PEGOV EVOG KopE TOV PEPEL OTO GKPO TOV Kot EVOS AVTIGTOL(O
Kopé OV PEPEL O COUMAEKTNG WOV £ivar avaptmuévog otov kvnpa . Avtifeta, o devtepedmv
aEovag apyiler xai TeAeidver evtog Tov Kifotiov TayuTTOV.

O tagpdmTeg , 1 adddg ypavalia 1| group oyéosmv , eivon 1 kOpu autio HETaQOpaG g Kiviiong
oAk kon g petaPintomuag avtis. aladtepa, ovvaviovoape névie oxfoelg oAl £xovv
ETIKPOTIOEL T COORAV TV €61 OXECEMV , €K TOV omoimv 1) éktn slvarl avtig mg omobev. H
Sudtakn tov oxéoemv eivar aut mov opiler ™ dbvaun ko v TaydTTe. Tow Ba avarTigel Evog
KWITTPAG 6TOVG TpoY0vs Tov. Ze kdbe kifdmo tayumitov 1 Ipdm oxéon kot ot £k £ival oL mo
Suvatée , avtd ywrl elvar o1 dvo oyfoelg mov mPEMEL Vo Kvijoovy 1o avtokivito amd m Ofon

akwnoiag omv onola Ppioketon. Apa, kodovvral va vaepvikioovy duvipels 6mog to Bapog kot

m .

st ouvéxeta n Suvapn petadépetal oto Stadopiko. Aladopikd eivat 0 UNXaVIoUOG OV OKOTIO
£XEL va ETUTPETIEL 0TOUG §U0 KWNTrpLoug Tpoxoug ota npoaBilokivnta fi omoBlokivnta oxfpara,
A atoug Suo dgoveg petadoong ota TeTpakivnta, va nepLoTpEdoval e SLaopETIKES YwvLakég
TaxUTNTES KAl va KaTtavéReL Tn porr oTpedng, avdloya pe Tov ouvteAeoTr mpdoduong otoug

KWV TRPLOUG TPOXOUG.
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Onwc¢ yvwpifoupe, otav éva oxnpa Kweitat opadd Staypadovrac kapmoAn Tpoxid, ot Tpoyol
nou Bpiokovtat otnv e§wtepkn Mevpad tng KapmUAng Staviouv peyadltepn amdotacn and
ToU¢ TPOXOUG TIou PBpilokovtal otn ecwtepikr MAevpd. Apa, oL e§wtepikol Tpoxol Ba mpénel va
otpédovral TaxUTEPA Ao TOUG ECWTEPLKOUG,.

Itn neplrtwon mou Kat oL e§WTEPLKOL KalL oL EcwTEPLKOL Tpoxol oTpédovtav armd Tov KnTipa He
v bla tayvtnta, t6te 0 Oxnua Sev Ba pnopolos va Siaypdel kapmUAn TPOXLA XWPIg
onpavtkeg Tpifeg ota eAaotika tou. Ol TpIPég autéc Ba ekdnAwvovtav w¢ Tdon Tou OXNHATOG

va «unakoUoEL» ot oTtpodEg mou naipvouv oL tpoxoi tou: va kivnBel evBeia kat oxL va

StaypdW el KapmuAn TpoxLa.

Otav twpa 10 OXNMa Kiveitar otnv eubeia kol Kdmolog amd Touc Kvntnpioug TPoXoug
OUVAVTHOEL pLa avwpadio Tou 08600TpWHATOG, TLY: éva oapapaxt i pra AakkoUBa, Ba undpgel
kat o€ auth T nepimtwon npdPAnua, kabwg dev Ba undpyxet Suvatdtnta va Siadopomnotioet
g otpodéc Tou amd Tov dAAo Tpoxd Kkat oAdkAnpo to Oxnua Ba unootel pa

anooctaBeportontikry $poption (tpdvtaypa) n omoia Ba ekdnAwbei w¢ tdon ektpomrg ToOU

OXrjHaTOG,

Ma tou¢ Adyoug autolg, umdpxet o Stadopkd, SnAadh o PNXaVIoPOE TOU ETUTPENEL TN
petadoon pomrg otpédng kat tn peyéBuvor) g otoug Tpoxol evag afova 1y kat Twv 800
afovwy, ppovtilovrag, kabévag and avtolc, va mapalapPdavel o MOCOOTO LOXUOG TOU TOU
avaloyel, cMAd kat va propel va meEpLOTPEPEL TOUG KIvTAPLOUG TpoxoUg He SladopeTiki
ywviakr taxvtnta AapBavovrag urt’ 6in v andotacn mou kdbe Tpoxos MpEMeL va SLavUoEL.
To péyeBog TG peTadepOpevns porig otpéding kabopiletal and exkeivov To Tpoxo, o omoiog
£XEL TN MIKPOTEPN TpOaduon oto 086otpwpa. Oa propoloape va ToUpE OTL 0 Stadopikdg
HNXOVLOHOG, Eival 0 pnxaviopds o «AapBavel minpodopieg» avaloya pe tv enadn kabevog
Kwnnpiou Tpoxol We To 0860TpwHA Kat cUpdwVA He auTég Tig TAnpodopies, Stapolpalel my

LoxV 1] TN POTL TOU KWNTripa 0TOUG A§OVEG TWV TPOXWV.

Me Baon e mopomdve, 10 KfOTIO TOTITOV Eival 0 TPOMOG VO UTOPECOVUE VO
TOUPUUETPOTOINGOVHE TNV 1o)D TOV KVNTIPQ EVOG KT KOL VoL TNV 0modOCOVNE KAADTEPX
otovg Tpoyove. ‘Etot , kdfe kaTaokevaotig TPocuppuolel TG avaykes Kal TIG OALTHGELS TOV
Kvnmipe pe To avéioyo KiPOTO THTHTOV GOTE Ve eivar opard ot kivion oAAd Kot

YEVIKOTEPQ VA TPOGPEPEL (veoT) Kat va ivar ko o€ kabe yprot .



T1 yivetar Opmg 6Tav 0 EV AOYO KIVITIPOG 0OKTGEL TOAUTAGGIL SOVaUN KoL pomt);

Orov 10 £0pOg AEITOVPYING TOV PETATOMOTEL APKETA Kot YEVIKOTEPL. OTAV TO OYNHa TAdEL VAL £XEL
moTikd yopoxtpo. Tote 10 KIPOTIO TOXLTTOV KOTACTPEPETHL OAOCYEPMOS Ko AlYEG QOPEG
@raver ota opa Tov, pe aféPato ypovo Lomg arrd xar anpofienteg copmepipopés. Amoiteitol oe
aT| T TEPINTOOT GUEST) AVTIKATACTOOT Me £va KIBOTIO TopuTTeV T0 omoio Oa mpocapuodletot
ot exdotote MHETPR TOL OYfpartoc. Oa mupéyer TV avioy, TV COOT] KATOVOUY] Kot
EKPETEAAEVOT TG HVVOUNG TOV EKAGTOTE KIVNTHPQL.

Avapepdpaote dnhodi) oe £ve KaTaoKeDaoa TV £ival ApPNKTe CUVOESEUEVO e TO GYNUO 0AAG
kou tov kwvnmipe. H avaykodmre kot 1 moAvmhokOTTo. TOL GUOTHUETOG METAdooNg Exet
copéotato peyohvtepn afio ywri onmg avapepBikapue mpénel va smrevytel n éhewn oovdeon
petakd g anddoong kot mg aElomoTio.

YxomOg anToD TOL KEWEVOD Eival vo. umopEcet vo aAdaEer 0 Tpomog okEYNG AAMG Kol KATOUOKEVTG
gvog Tétoov  emyelpnuatos. To dynpa mov £xovpe ywo Ty Kataokevt] Tov Kifotiov Tayvtitov
givar éva oympa enidoong pe arloypéva pépn oe mocootd 90%. H adEnon g woydog akhd ka
mg pomig éxet eracel oto 400% xar 6ToX0¢ avToH TOV OXNHATOG Eival O TaYDTEPOG YPOVOG
Siidevong oe 402 pétpa and otdon. O topeis mov Bu pag amaoyokfcovy eivar ta ypavalu, o
TpOMOG KOG, Ot SCTACELS, OL oYfoel; netddoong kar puokd ot dEoveg £8paomg . Oa yivouy
vroloyopol Kot ota édpava KOAMONG , GOTE T0 GHVOLO VoL 0VTATELEPYETAL OTIG KOTOTOVIOELS

ko va oEromotet TG avénuéveg emdocelg Tov kvnipa.

Ewcova 1-1
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Keoahlaro Aevtepo

YKOIIOX

Méoa and avt) ™y epyacio emdidketoan va dobei pe 660 o dvvatdv peyoakvtepn copivela 1
Aertovpyia evog kifotiov topuTitov, evog cuvolov aEOVeV, 0SOVIOTOV TPOY®OV, EdpAvVOV
otpEng , mov umoTelel To povadikd péco amddoomns g Pomng EVOS KIVITIPA GTOVS TPOYOC.
Avagopd Ba yiver kot oto pnyovicpd emioyng tayumitov. Qo aveivdel kabe Cevyog odoviwtdv
TPOYMV GE CVTOYT| KL OE UNYOVIKT] KATATOVIGT], HECH TV CUVTEAEGTMOV TEGTG EMPavEing aALL
kot O6po Bpadong tov 0ddvta, Ba avorvbovv o Op avToxAg TOV AEOVOV KAl TV POVAEUAV.
Metd omd avmiv TV aviivon va yivel katavontég o TpOmOg KOTOOKEVLNG Kol 0 TPOTOG
Lertovpylog £VOg TETOLOD KATAGKEDAGLOTOC.

2an ovvéyew kot £xovrag to Gvmbev otoyeia o Pelnidoovpe o KIPOTIO TALTATOV GTOVG
TOMEIG POG TO EMTPEMEL KOTOOKEVAOTIKG Kol avtd yati oAlayés ot SoTACLOAOYNOT T®V
aEovav adld tav edpavav ompitng Ba empépovv odhayés oto Tpémo Edpaomng ahhd ko GTo
KEADQOG TNG KATAOKEVTG KaL TNV OvAYKN YWl EKTEVECTEPEG WETOTPOMES ,MPAYHO TPAKTIKG
addvato.

AEoveg ,Oa mpoPodpe oe avdivon kol o alloyr) 0T0 VAIKO KATROKEVHS TOUG av avtoi dev
TANPOVV TIG KOVOUPLEG OVAYKES .

Y1ovg GEOVEG VAPYEL KOL TO CVOTNHA GLYXPOVISHOY pe dakTuAidia o omoio givon vaebBuvo i
mv emitevén mg aAlayfg Tov taxpmtov. To cdompa 1o koppdtia mov To amaptifovy ahld Kot
o tpomog Aewtovpyiog tov Ba avarvBoldv oe emduevn maphypago, pali pe 1o amoapaimmrto
POTOYPAPLKS VALKO.

1o £pava ompEng Ba kdvovpe mapdbeon otoyeinv kor opimv avtoyig yopic allayés Aoym
TEPLOPIGHDV TNG KATACKEVTG.

Odovtwtol tpoyoi, oe avtovg Oa mpoPovue o ektevéotepeg aloyéc. O apdpde Twv 0dévIOV
Tovg 0AAG Kkat 10 VAKS Ba eivan tor otoygia mov Oa dextovy aliayés, kpatdvoag mapdAinia my
{810 Srépetpo aAAA kot To 1610 Thyoc.

O apyués petpioels Oa yivouv pe Tig TiES Tov Kivntipa o epyoctaciakt] popen. Ipdxertar yuo
évav e foloeOPO KvNTpa. PE TEGOEPLS KVAIVEPOUG Ko pe ovopaoTikt woyd 176 Kw otig

6200 rpm.Ot véeg petprioeig Oa yivouv pe tov ido kivnmipo odrd BeAtiopévo ota 350kw otig
6800 rpm.Me ta. véa avtd dedopéva Ba yivovy ot dmoieg emhoyég 6T0 VAIKS Kot 6TV 036VTKoT.
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Keealaw Tpito

AZEONEX
EPI'AAEIA -MEG®OAOI

To onuavuk6étepo amd T dedopéva mov Qo TPEMEL Vo £YOVUE Y10 VoL AVEADGOVUE Kot Vo

dDOGOVUE HECH VTOAOYICUMV GUQT) ATOTEAECHATA VI TNV GVTOYT] TOV GUOTHHNTOS TOV 080VI@V

ot migon emeaveiog odhd kol o Opadon, eivar va avayvopicovpe o €0 Tov VAKOD aAkd Kat

™ OeppuikT) KoTepyacio Tov ovTd ExEL AOTE VO AVAYVOPLGTOVV OL UNYAVIKES TOV 1810TNTES.

Ta kdtodl ctovein £xovv mpoédlel petd amd petpricel pe dwkpifopéve Kol MGTOTOMUEVL

opyava. Ta opyava mov ypnoiporomdnkay eivar:

o]

(@]

o)

(o)

@)

o

[aydpetpo 1/20

Mnyevoupyikd HOpoyVOLOVIO

Kontiké epyadeio komic ypavalidv kol avayvdpiong Modul.

Eriong ypnowomomfnkay otoyeio amd v KaTaokendotplo etanpia yio enaindevticoig
oKOmONG

YkANPOUETPO AVTORATOV THTOV

Mikpopetpo 0-25mm

Me v Porjbew Tov okAnpopérpov Tov epyactmpiov Tov Iootikod Eréyyov kat AapPdavovtog
LETPTOEIG COUPMVO, UE TA TPOTOTOL:

Ocpuokpaoio =20° C

Afym TPV LETPTICEWMY

1" Mézpnon 2" Métpnon 3" Métpnon
49 HRC 50 HRC 51 HRC
Ko péo 6po avtdv 50 HRC.

Me 1o mapamdve otorgein ohld kai pe Tov Eheyyo ota eyyepidi HETEAA®OY, avapopikd pe Tig
Tpéc, e TIG 1BI0TITEG TOV peTdAhmv Kol pe TG GUVIBELS XPTIOEIS AVTOV, TPOCSIOPICTIKE WG TO

pétadho 7ov Eival MO KOVIG oTa OTOygln Kol KOTAKOP@V  yprolonolEital  oTm

avtokwntofopnyavia eival to:

W.nr 1.5919



Avti 1 oepd PETEAAOV £XEL TO TALOVEKTIILG OTL PUTOPEIG VL EMTOYELS TOAD peyheg okANpOTITES
TNV EMPAVELL QVTOD UE AVTIOTOL APKETA MIKPOTEPES OTIV KaPSIE TOV PETAAAOV. AT TOL 1)
Wiomra givar oA ypricwun oe éva odomuae petddoong dvm empavelakd to ypaval eivar
avlextikd oe TPt aAld ko oe Beppikd QopTic Kol GTO ECHOTEPIKO TOV PTOPEL VI GLGCMPEVEL
OAEC TIC TAOELS KOL TO KPOVOTIKG popTia, va dpa cav amocPeotipad.

Ta otoyeia avtod Oo arotormbovv mopakdto PEcH TEXVIKOV PUALLSIOV.
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15HN (1.5919) stock sizes [mm]
Round bars od @ 30 mm do @ 126 mm Srednicy

Description:
Chromium-nickel carburizing steel

Application:
Shafts, axles, spindles, levers, vehicle axle shafts

Chemical composition [%]

Mn Si P 5 Cr Ni Mo W \Y Co Cu
0,4-0,6 | max max max 1,4-1,7 | 1,4-1,7 | - - - - -
0,04 0,035 0,035
Equivalents
W. nr EN AISI Russia (GOST) | Other |
1.5919 15CrNi6 4320 - E230 [

PN W. nr EN AISI Russia (GOST) Other
15HN 1.5919 15CrNi6 4320 - E230

Processes

Welding YES
Forging YES
Rolling YES
Nitriding YES
Hardening YES temp. 850 — 890 [°C]
Tempering YES temp. 630 - 650 [°C]

Hardness
After softening 205 HB

Rm 780-1270 MPa
Re 600 MPa
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A BOHLER

BOHLER [E230

EINSATZSTAHL
CASE HARDENING STEEL
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OHLER E230

Zugfestigkeit und Streckgrenze Tensile strength and yield strength
im blindgehiirteten Zustand in the blank hardened condition
Fiir Durchmesser 30 mm For diameter 30 mm

(Anhaltsangaben) (average values)

Streckgrenze H Yield strength -
mir. - min, -

Zugfestigkeit (von/bis) Tensile strength (from/to)

0 100 200 300 400 500 600 700 800 900 1000 1100 1200 1300 1400 1500
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Eigenschaften

Chrom-Nickel-Einsatzstahl fir Bauteile groBen
Querschnitts bei erhdhten Anforderungen an
Zii- higkeit und Kernfestigkeit.

Fiir Einfach- und
Doppelhirtung.

Verwendung

Zahnrider, Kurbelwellen, Wellen in Hochleistungs-
getricben im Flugzeug- und Lastfahrzeughau sowie
im allgemeinen Maschinenbau.

Description

Chromium-nickel steel for applications
requiring high toughness and core strength, in
particular in large cross section.

Suitable  for single and double
hardening.

Application

Gear wheels, crankshafts and heavy-duty gear
shafts in aircraft and truck construction and
mecha- nical engineering.

Chemische Zusam mensetzu ng (Anhaltswerte in %) / Chemical composition (average %)

C T | Mn Cr Ni
0,17 0,30 0,50 1.50 1.60
Normen Standards
EN/DIN SAE UNI SIS
< 1.5919> ~ 3215 ~ 16CrNi4 ~ 2511
15CrNib ~ 2512
< 1.5924 LW > ~ 2523
GOST AFNOR
~ 15ChGN2T ~ 16NC6
~ 15ChGN2TA

TEAIAA 14
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BOHLER E230

Warmformgebung
Schmieden:
1150 bis 850°C

Wiirmebehandlung

Normalgliihen:
850 bis 880°C / Luftabkiihlung

Weichgliihen (G) "
650 bis 700°C
Hirle: max. 217 HB

Wiirmebehandeln

auf Ferrit-Perlit-Gefiige
(BG)Im

900 bis 1000°C
Geregelle

Abkiihlung Hiirte:
152-201 HB

Wiirmebehandeln

auf bestimmte Zugfestigkeit (BF)'”

850 bis 950°C

Zweckentsprechend abkihlen, gegebenenfalls
bei ca. 500 bis 650°C anlassen.

Hiirte: 170-217HB

Aufkohlen:

900 bis

950°C

Die  Wahl des Kohlungsmittels und der
Aufkoh-

lungstemperatur hiingt von der Héhe des
gewiinschien Randkohlensioffgehaltes, vom Ver-
lauf der Kohlungskurve und von  der
geforderten Einatztiefe ab.

Bei Pulveraufkohlung sollen nur mild wirkende Ein-

satzmittel verwendet
werden.

Abkiihlen aus dem Einsatz:
01 (Wasser)”

Warmbad (160 - 250°C),
Salzbad (580 - 680°C),

Luft oder

Einsatzkasten.

Hot forming

Forging:
1150 to 850°C

Heat treatment

Normalizing:
850 to B80°C / Air cooling

Annealing (G)"

65010 700°C
Hardness: max. 217 HB

Heat treatment to obtain
ferrite-pearlite-structure
(m)l}ll

900 to 1000°C

Controlled cooling

Hardness: 152-201 HB

Heat treatment to obtain

a desired tensile strength level (BG)'m
850 to 950°C

Cooling as suitable, if necessary tempering at
50010 650°C.

Hardness: 170 -217HB

Carburising:

900 to 950°C

The main criteria governing choice of carburising
compound and temperature are casc carbon con-
tent desired, shape of carburising curve and case
depth required.

Pack carburising should be carried out with mild
agents only.

Cooling from case hardening temperature:
Oil ( water )‘},

salt bath (160 - 250°C),

salt bath (580 - 680°C),

air or case hardening

box.

AlAA 15
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BOHLER E230

Zwischengliihen: Intermediate annealing:

630 bis 650°C / Ofenabkithlung 630 to 650°C / cocling in

Vermeidet die Gefahr der Restaustenitbildung in  furnace

der Randzone und vermindert Verzug. This treatment eliminates the risk of austenite

being retained in the surface layer and keeps
distor- tion to a minimum.

Kernhiirten: Core hardening:
830 bis 870°C / 01 (Wasser)”, 830 to 870°C / Oil (water)”,
Warmbad (160 - 250°C) salt bath( 160 - 250°C)
Randhiirten: Case hardening:
780 bis 820°C / 0l (Wasser)"), 780 1o 820°C / Oil (water)",
Warmbad (160 - 250°C) salt bath( 160 - 250°C)
Anlassen: Tempering:
150 bis 200°C 150 to 200°C
Erreichbare Obtainable surface hardness:
Oberflichenhiirte: min. 59 HRC
min. 59 HRC
1) Bezeichnung nach DIN 1) DIN designation
2) For Durchmesser bis ca. 150 mm 2) Applies only to diameters of
3) Fiir Durchmesser bis ca. 60 mm 3) Applics only to diameters of approx, 60 mm
4) Abschrecken in Wasser im allgemeinen 4) Quenching in water for large
nur bei groBen Teilen einfacher of simple shapes only
Form
Schweillen Welding
Bedingt schweiBbar, allerdings nur vordem Einset-  Limiled weldability.
zen und Tirten. Weld only before heat teatment.
Vorwirmen 250 -350°C. Preheating to 250 - 350°C.
Wirmebehandlung: Einsatzhiirten entsprechend Post-weld heat treatment, case hardening as for the
dem Grundwerkstoff. base metal.
Sollte ein SchweiBien unbedingt erforderlich Il welding cannot be avoided, the instructions of
sein, bitten wir Sie,die Richilinien Ihres the appropriate welding electrode
Schweilzusatz- manufacturer
werkstoffherstellers zu beachten. should be sought and followed.
Schweibzusatzwerkstoffe Filler metals
Lichtbogenschweillung: Arc welding:
BOHLER FOX DCMS-Kb BOHLER FOX DCMS-Kb
WIG- und MIG- Schweillung: TIG and MIG welding:
BOHLER DCMS-IG BOHLER DCMS-IG

ZENAA 16



BOHLER E230
B e e e e e e e ]
‘ ZTU-Schaubild
fiir kontinuierliche Abkiihlung /

Chemische Zusammensetzang {Anhaltswerte in %) / Chemical composition (average %)

2 .. .75 phase percentages
0.0063 ... 16.5 cooling parameter, i.e. duration of
 cooling from 800°C to 500°C'in s X 107

e
&) 1\@ (;9\

Continuous cooling ; 2
CCT curves " Si Mn Cr
l 0,13 0,31 0,51 1,50 0,06 1,55
Austenitisierungstemperatur:
| 870°C Haltedauer: 10 Minuten s
l O Harte in HV 100
2...75 Gefligeanteile in % 1000
0,0063 . . . 16,5 Abkiihlungsparameter, d. h. Ab- e
kithlungsdauer von 800°C bis 500°Cins x 10 e -
2.5 K/min ... 0,2 K/min Abkithlungsgeschwindig- 2 m§%=¢ - Acd (2Kimin)
keit in K/min im Bereich von 800 - 500°C g N — NUnS 1 lact ekimin)
E 700 \ ‘{u —BTE 75 i
' = 600 Seand N o)/ - i N SN
(g N P \‘3'\5 \ N I\
Ausienitising temperature: 5 800k 0,003 2zl Noiar | Wt 02 | NS kmin Y odVimd
§70°C Holding time: 10 minutes E ool L ko B \\ ;{a \ ‘k
E T AV ]
() Vickers hardness = 300 \ \ \\ \gﬁv‘ 22 g \ \
200 \“ XJ\ \ \
100
0

AN

2.5 K/min.... 0.2 K/min cooling rate in K/minin the = 3
) 100 10 10
| 800 - 500°C range Sekunden / Seconds 102 104 108 100
12 4 8153060
Minuten / Minutes ——————
1 2 4 8 1624
Zeit/ Time Stunden/Hours ———v—
1.2 6§ 10
Tage / Days
Gefiigemengenschaubild /
Quantitative phase diagram T
104 102 10-2 10-1
100 0° 10! 102 Lo
Mjisiisa Austenit / Austenite o~ m_:::
... Bainit/ Bainite ’F - -
F....... Ferrit/ Ferrite ‘ 5 e v, 7 wo e
, F— Martensit / Martensite 70 A e
P........ Perlit/Perlite g o ~~ A1 11 i
2 / - 20+ 30
d e 4
2 a0 ,l
M 2
:% 40 y AL F 2
]
: 20
——  Wasscrabkiihlung / Water cooling
—oo-  Olabkuhlung / Oil cooling ° J /
_ - Luftabkhlung / Air cooling L - z
316 &% " @ 4 7 100
2 bl -T L
Fians Werkstiickrand / Edge or face LA :
Zioners Werkstiickzentrum / Core 1A 7 .
C Pt Jominyprobe: 'u o § E
Abstand von der Stirnfliiche ’{_ E E
. .
. Jominy test: }’ | % ,] 1
0-2 10~ o 0 107 5y 0° = 10

distance from cnd
Kiihizest von 800°C auf S00°C in Sek. / Time of cocling from B0O°C to 500°C (1472 - 932°F) in seconds

TAIAA 17



BOHLER E230

Isothermisches ZTU-Schaubild /
Isothermal TTT-curves

Chemische Zusammensetzung (Anhaltswerte in %) / Chemical composition (average %)

Cr Mo Ni
0,13 0,31 0,51 1,50 0,06 1,55
Austenitisierungsiemperatur;
870°C Haltedauer: 10 Minuten i
Auslenitising temperature: 100
870°C Holding time: 10 minutes 1000
.. 800
4 Ac3 2K/min)
g 800 ey
B o et = | Act (2Kimin)
g_ 700 i g e el
& A F P
—. 600 T
5 Ms et B ;
g 400
g M
=
2 300
200
100
0
10 e 10 102 1o o 105 108
Sekunden / Seconds —_——————
1 2 4 8 153060
Minuten / Minutes Py ——tye—)
1 2 4 8 1824
Stunden fHours r—T—T—
Zeit / Time 1.2 6%
Tage / Days

Stirnabschreckversuch / 65 :
Jominy end quench test E
60 ]
O 55
i
I
Hiirtetemperatur: 860°C G 50 | :
@ 1
Hardening temperature: ?: o ! ! |
T
= |
360°C i !
2 40 i
T
c :
2 3B -
€0 1
* f
30
25
s
20 LI
0 5 10 15 20 25 30 35 40 45 50 &

Abstand von der abgeschreckten Stimfliche in mm
Distance from guenched end, mm
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BOHLER E230

Bearbeitungshinweise

" Drehen mit Hartmetall

~ 0,5bis 1

(Wirmebehandlungszustand weichgegliiht, Richtwerte)

_ Schnittiefe mm _ ; _ 1bis4 4bis $ aber 8
Yominb gty " i 9.15680,2 02bis04 _0.3bis 0,6 0.5 bis 1.5
BOEHLERIT- Hartmetallsorte | sBIOSB20 SB20, B30, EB10 SB30, SB40, EB20 SB30, SB40

180 - Sorte |  P10.P20 P20, P30, M10 P30, P40, M20 P30, P40 \

o S — e Schnittgeschwindigkeit, m/min
Wendeschneidplatien i
Standzeit ISmin 380 bis 290  300bis230 | 200bis 140 150 bis 70
Gelotete Hartmetallwerkzeuge = T
Standzeit 30 min 300 bis 220 240 bis 150 160 bis 100 110 bis 60
Beschichtete Wendeschneidplatten
Standzeit 15 min |
BOEHLERIT ROYAL 121 bis 380 | bis 330 bis 250 i
BOEHLERIT ROYAL 131 L o ¥ bis 330 . bis 250 i3 Rl f
Schneidwinkel fiir gelotete ‘

Hartmetallwerkzeuge 12 bis 18° | 12 bis 18° 12 bis 15° 12 bis 15°
Spanwinkel 6 bis 8° 6 bis 8% 6 bis §° 6 bis 8°
Freiwinkel 0e | -4° _4° 4o

Drehen mit Schnellarbeitsstahl

Schnittiefe mm_ : Ry 3 3 p 5
Vorschub mm/U 1= 0,1 | 05 ! - -
BOHLER/DIN-Sorte 700/ DIN 3104510
Schnittgeschwindigkeit, m/min
. |

Standzeit 60min 70 bis 50 | 50bis30 | 35bis25 30 bis 20
Spanwinkel 14 14° | 14° 14°
Freiwinkel g° 8° | S i
Neigungswinkel 0 bis 4° 0° | & G

Friisen mit ]\'iesscrkiipfen

! 0.2 bis 0,4

_Vorschub mm/U _

BOEHLERIT SBF/S0P25
BOGHLERIT SBAO/ 1SOP40
BOGHLERIT ROYAL 131 /150 P35

bis0,2
Schnittgeschw_indig_ keit, m/min
feo 210bis 140 ! 140 bis 90
 10bisso | 90 bis 60 il

160 bis 120

Bohren mit Hartmetall ;i :
. [

Bohrerdurchmesser mm -
Bohrerdurcimesser T ————————1——

Vorschwb mm/U__
BOEHLERIT / 1SO-Hartmetallsorte

Spitzenwinkel

Freiwinkel

) 3 bis 8 8 bis 20 20 bis 40
~ 0,02bis0,05 | 0,05 bis 0,12 0,12 bis 0,18
~ HBI0O/KI10 'I HBI0/K10 _____HBIOK10
Schnittgeschwindigkeit, m/min
50 bis 35 _ 50 bis 35 50 bis 35
- ___libi_sIEO"__l__ | 115 bis 120° 115 bis 120°
5 | s 5
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BOHLER E230

Recommendation for machining (Condition anncaled, average values)

_ Turning with carbide tipped tools

_ depth of cut mm 0510l 104 J B 4108 over 8§
feed, mmrey. _ 011003 | 02100.4 ‘ 031006 | 051015
BOEHLERIT grade | sBloSB20 | SB20,SB30EBI0 |  SB3O,SBAGEB0 | B30, SB40

180 grade P10, P20 P20, P3O,M10 | P30, P4O,M20 | P30,P40
) S cutting speed, m/min
indexable carbide ‘
inserts edge life 15 min . 380 t0 290 | 300 10230 200 to 140 150 to 70
brazed carbide tipped tools | [
cdge life30min | 30010220 24010150 160 to 100 1101060
hardfaced indexable carbide :
inserts edge life 15 min
BOEHLERIT ROYAL 121 | 1o 380 o 330 | 1o 250 | to 180
BOEHLERIT ROYAL 131 | to 330 f to 250 | to 160 | to 90
cutting angles for brazed carbide tipped tools [
rake angle 121018° 12 to 18° 1210 15° 12 o 15°
clearance angle 6 to 8° | 610 8° 6 to 8° 6to8°
angle of 0° | ~4° -4° ~4°

Turning with HSS tools

_depth of cut, mm = 05 3 1 6 10
feed, mm/rev. _ | 0.1 0.5 | 1.0 1.5 Il

5700 /DIN $10-4-3-10

cutting speed, m/min

edgelife 60min 70 to 50 | 5010 30 | 351025 | 301020
rake angle 14° 14° 14° 14°
clearance angle 8° : 8° 8° 8°
angle of 0tw4° 0° 0° 0°

feed, mmitooth 1 1002 | 0.2t00.4
" __ cutting speed, m/min .
BOEHLERIT SBF/ ISO P25 e | i 21010 140 [ 14010 90
= i T e e I e
BOEHLERIT SB40/ 1SOP40 | 1101080 [ 90 10 60
BOEALERIT ROYAL 131/150 P35 | 160 to 120 il

drill diameter, mm 308 81020 201040

e R N SRR ./~ ¢ S 0.05100.12 0.12100.18
] E’O_E“Em_ﬂggmdc | HBI0/K10 HB10/K10 HB10/K10
cutting speed, m/min
- S s : 501035 501035
_l(;a_n:_]e________ S 115 10 120° 11510120° 11510 120°
= | 5 5 57

clearance angle
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BOHLER E230

Physikalische Eigenschaften Physical properties
Dichte bei /
DISRAY Biniscissintenioic s i 20°C .7.85 ...ov.... kg/dm®

Wirmeleitfihigkeit bei /
Thermal conductivity @t .......ooeecermrecacanenae 20PC s smrisssssnnains 38,0 ......... Wim.K)

Spezifische Wirme bei /
Specific heat at 20°C 460 ......... MkgK)

Spez. elekir. Widerstand bei /
Electrical resistivily &t ........cconvvesivacnncraseas L iomii; 0,18 .........Ohm.mm%m

Elastizititsmodul bei /
Modulus of elasticity at ..... T o 210x 10° .N/mm’

Wiirmeausdehnung zwischen 20°C und...°C, 10° m/(m.K) bei

/ Thermal expansion between 20°C and ...°C, 10° m/(m.K) at

100°C | 200°C | 300°C 400°C | 500°C
11,1 12,1 | 12,9 13,5 [ 14,1

Elastizititsmodul, 10° N/mm”  bei

/ Modulus of elasticity, 10° Nimm’

20°C | 100°C | 200°C | 300°C | 400°C | 500°C | 600°C

210 205 | 195 185 175 165 | 155

Fiir Anwendungen und Verarbeitungsschritte, diein ~ As regards applications and processing steps that
der Produktbeschreibung nicht ausdriicklich er- are not expressly mentioned in this produet
wiihnt sind, ist in jedem Einzelfall Riicksprache  descrip- tion/data sheet, the customer shall in each
70 halten. individu- al case be required to consult us.
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Uberreicht
durch: Your
pariner:
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TELEFON: (+43) 3862/20-
7181

TELEFAX:(+43) 3862/20-7576
E-mail: info@bohler-
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edelstahl.com



J

Die Angaben in dicsem Prospekt sind unverbindlich und gelten als nicht zugesagt, sie dicnen vielmehr nur der allgemeinen Information, Diese Angaben sind nur dann verbind-
lich, wenn sie in einem mit uns abgeschl Verirag ausdriicklich zur Bedingung gemachi werden. Dei der Herstellung unserer Produkie werden keine gesundheits- oder

ozonschadigenden Substanzen verwendet.

The data contained in this brochure is merely for general information and therefore shall not be binding on the company. We may be bound only through a contract
explicitly stipulating such dataas binding. The fi of our products does not invelve the use of substances detrimental to health or to the ozone layer.

E230 DE- 01.94-EM-WS
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MEGOAOXZ BA®GHX

o vo emtoyovpe ovt] v okAnpdmrta oty empdvelr L petdiiov 1 Pogn wov
ypnopomorinke eivar n Nitro-carburising (Nitpo-evavBpiakoon), pe evpog orhnpdtnrac amd 36
HRC - 50 HRC.
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INPQTEYON AZONAX METAAOXHX KINHEHX

i Py b

Ewcova 3-1

NEPITPAOH

O mpotevov GEovag xiviong givar autég mov @¢ Pacikd polo Exet ™y mopalaPl g
REpLOTPOQUKTG Kiviiong kL TV peTadoon avtig ot vréRowo cbompa Ypavalidy. Zto dvadey
péPOG Tov paivetal Eva TOAOGENVO, PECH TOL omoiov petadidetar 1 kivnon axd Tov kv Tpe oToV

GEova.
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KateBaivovtag npog ta Katw cuvavidpe Tov npwto évodatpo tpipéa. Autog nailel to pddo g
npwtn¢ £6pacng yLa tov agova.

[Mpoympdvtag mpog 10 KAT® PEPOS CVVAVTANE e oelpd amd mévte ypuvalu, ov pérog Tovg eival
n petddoomn g kivnong arhd kot m petoPorr) g oxfong petddoong ywe v Pédtiom
eKpETdAAEVOT TG POTTIC EEGGOV TOV KIVNTNHPO, TEAOG GUVAVTGUE SEVTEPO POVAEUAV.

' v xeddTepn katovonon oe avtd 1o Tuiue Oa opadéoovpe ta otorxeia Tov GEova aAAd Kot
TOV PEPDOV OV TOV ATOTEAODV.

MOAYI®OHNO

To moAdoenvo eivar o Pacikds mapaAnmmg mg neploTpoikis dvvaung Tov kvntipa, 6 PEco
TOV CUUTAEKTY), (PO KOL O TPMTOG GUECH EUTAEKOUEVOG HE Ta QopTio. Tov kvnTipa. Emopévas
avToyl Tov og mieom empaveiog Tpénet vo, ereyydei.

Ta empépovg orovyeio Tov eivan :

Mnkog L=50mm

Ap1Bp6g twv opnvav n=24

Efotepun dudpetpog D=24.4mm

Eootepum duiperpog d=20.2mm

Méon duapetpogdm= (D /d ) /2 épo dm=22.30 mm

Yyog 6@nvog 6€ mm h = (D —d) /2 dpa h=2.1

"o va vohoyiow v pomh) otpéyng T Oa ypnoyononom tov THmo
T=9,55%10° x (P/n)

['a P =176 kw ka1 n = 6200rpm

Apa égovpe T=27,10 x 10

Emopévag ohppava pe 6Ao 1o dvobev otoyeio kat dia péom tov THmov
. 2T
“d xIxhx0.75xn

- 2 % 27.10 % 10.000
©22.30 X 50 % 2.1 X 0.75 X 24

Apo. 10 P givar 12,85N/mn”
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Troyeia Poviepav lpwtedovrog Afova

1° Povkepdy

63/28/C3 TPIBEAX MONOZ®AIPOX ME

BA®Y AYAAKA
Awotdoelg 68nm/28 00/ 18
Kataokevaotig NACHI
Avvapikd goptio 26800N
Erotid poptio 14000N
Taybmnre TEPITPOPIG 11.000rpm(grease)/13.000(oil)
2° Povhepav 28.BC08S1 TPIBEAX MONOZDAIPOX ME
BAGY AYAAKA
Awothoelg 80,m/28,0/2 1 m
Kotaokeaotig NACHI
Avvopukd goptio 32.000N
Tratiko poptio 17.000N
Toyote nepoTpoPng 10.000rpm(grease)/12.000(oil)

Zroyeia Odovrotov Tpoyov

[ ZXEZH TAXYTHTAZ | APIBMOX OAONTON
1" Eyéon 14
2" Syéon 20
3" Syéon 33
4" Eyton 44
5" ¥yéon 50

10V mopaKETe Tivake Qoivoviol pepikd

a6 to Puctkd otoysin kataokevTc Twv odoviatdv tpoydv. Ta otoyein avtd TPoKvyay HETh

and Petpnoels amd dakpifopéva dpyava.
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Modul: H axpipiic pétpnon tov cuvteheoti avtod £ytve pe mv pébodo mg OTLTIKTG TAVTOTOINONG.
TomoBeTinKe K&OE Eva Ypavali EexpioTd GV EPYRASIONTYOVI] KOG KaL péco TG Sokiurg pe
Sripopec Kepadég komig Eyive 1 el avayvdpior tov Modul Tov Kkabe evog ypavaliov.

I'ovia Odévroong : H pétpnon mg yoviag mg khiong mg 086vIwoTg éyve pe Sepévo tov

080VIOTO TPOY® OTNV EPYEASIOMYAVI] KOMTG Kal [E HIYOVOVPYIKO HOLPOYVOUOVIO NEYAANG

axpifeloc.
ZXEXH Appdés MODUL Iwvia 086vTmong Cosb
TAXYTHTAZ M b
1" Zyéon 2.5 20 0,939693
2" Syéon 25 20 0,939693
3T Tykon 2 20 0,939693
4" Eyéom 1.5 30 0,866025
5" Exéon L5 30 0,866025

Aapetpog Apykot Kdkkov I'pavaludy
I Tov VEOAOYIORG TG SrapéTpon Tov apykod KikAov ypnoipomoinke o THmog :

5 m
=z7—
cosb
7= Ap1pog dovtimv ov ypavalion
LXEZH TAXYTHTAZ Avdpepog Apyixod Kiokhov
D
1" Zxéom 37,24622
2" Tyéon 53,2088,
3 Sykon 70,23573 m
4" Syéom 76,21024 5,
5T Syfom 86,60254
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Avaperpog Kepairg
"o Tov vrodoyiops mg Supétpov Tov Khkhow kepoig ypnotpomouinke o Tomog:

EXEZH TAXYTHTAZ Avdpetpog Kepahrg
Da
I" Zyéom 39,12122mm
2" Tyéon 55,08389m
3" Syéon 71,73573 m
4" Syson 77,33524
5" Syéom 87,72754m
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AEYTEPEYON AZEONAZ META&OEHE KINHZHX

o ' ; d LRI ] . .
. I 1 i 4.
2 B AR \ L~ rPANAZI Snc IXEIHE

rPANAZI 4 EXE;HE

.\ \ ‘ !
\ \ \ rPANAZI 3nC IXEZHE

FPANAZI 2ng EXEIHI

-

-

.

- . .

. L - -

3 [PANAZI 1ng IXEZHZ

Ewova 3-2
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Zroyeio Povkepdv Asvtepedovrog Aova

1° Poviepdv KQNIKOX TPIBEAX

Awotioeg 73 0m/28mm
Kotaokevaotig KOYO

2° Poviepav KOQNIKOZ TPIBEAZ

Awotdoelg 60,5m/28 i
Kotaokevaotig KOYO

Xroyeia Odovrotov Tpoyov

(EXEEH TAXYTHTAZ | APIOBMOE OAONTON
1" Zxéom 46
2" Eyéom 37
3" Exéom 42
4" Tyéom 42
5" Eyéom 37
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2oV mopoaxdTe Tiveke eaivoviol pepikd and o facwd oTotyEin katackevnc Tav 08oviaThY
tpoydv. Ta oroyein 0Vt TpoLkLYAY HETE ad PeTphioels amd SwukpiBopéva dpyava.

SXEZH AptOpoc MODUL Fovie Odovimone Cosb
TAXYTHTAE M b

1" Syéom 25 20 0,939693

2" Sybon 25 20 0,939693

3" Syéon 2 20 0,939693

4" Syon 1.5 30 0866025 |

5" Syéon 15 30 0,866025 §

Awdperpog Apykov Kikhov I'pavalidv
I'iw Tov VOAOYIGUG TNG SLEUETPOL TOV aPYIKOY KDKAOV Xpnoipomo|fnke o THmOG

m
D= ZE
7= Ap1Bpog dovtubv tov ypavalion
EXEZH TAXYTHTAZ Adpietpog Apyucot Koxhov
D
1" Zyéon 122,3804,,,
2" Syfom 98,43644
3" Eyéom 89,39093
47 Syéon 72,74613
57 Sygon 64,08588 10
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Avaperpog Kegaijg
"o tov vIokoyiopo g StapéTpov Tov KOKAOL KeQaAfg xpnoyionombnke o thmog:
Da =D + (0.75 x m)

YXEZH TAXYTHTAZ Avipetpog Kepaing
Da
1" Eyéom 1242554
2" Eyéon 100,3114mm
3" Eyéon 90,89093,,,
4" Tyéon 73,87113mm
5" Syéom J 65.21088,m

Yyéon peradoong
H oyfon perddoong eivar 0 Adyog tov otpopdv n; 1 TG YOVIOKHG TaYDTNTOG TOV TPOTOL 1
KWNTipLov 1poyov, Tpog Tov apidpd tov oTpo@dv ny Tov SeHTEPOL 1) TNV YOVIKT] TaydTnTe GVTov.

Emopévag £yovpe :
n w

sy
[ va vidpyer ovvexng emopn petadd tov tpoydv ywpic odicBnom Oa mpénel oL TEPLPEPEIAKES
TayOTNTES VO Efvan idieg.
U;=U; «at enedn] wyderonnd =m x z
‘Exovpe ot [ = zy/2

Emopévog yioe my apdm) oyéon Oa Exovpe:

L= EE = 3,285
14
IXEXH TAXYTHTAZ Zyéon Metadoong Kivong
I
1" Zyéon 3,285
2" Eyéom 1,850
3" Zyéom 1,272
4" Eyéom 0,954
5" Xyéon 0,740 N
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Metd o avalotikd orxotehécpato kotd Gfova mpémel thpa vo mapobécovpe o amopaitta
voOpEPX Y1 TOV TEMKG VOAOYIoHS Tov Kabe odovimTod Tpoyol ot mieon empaveiag aAld ki oe

avroyn Tov 0dévia ot Bpadon. To anapaimre avtd ctoyeia Ha eppovicTOdY pe HopeN TVAKOV.

Andotacn afovev Cevyong Tpoy®v

Eivat 1 awdotase Tov £400V 1o KEVIPO TeV Tpoydv petald toug .
Av16 yivetal p€cO TOV TOTOV :
_dl+d2 m(zl+ z2)

- 2  2%cosh
YXEZH TAXYTHTAZ ATIOETAXH AZONQN
A4
1" Zxéom 79,81333
2" Yyéom 75,82267
3" Iyéon 79,81333
4" Tyéom 71,16788
5" Zydon 71,99541
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INa GEoveg Opog mov eival petatomopévol 6mmg sivar oe kabe nepintoon xfotiov tayvTiTOV 0

Thog o diver v Tehim afovikn amootact o eival :
cosa;

a=ay
COSQyy

H yavio oy 6Ty PHETORIKY] TOWT| TPOEPYETAL IO TV GYECT)

- tana,
tan a,
Omnov a>0,=20°
Enopéverg 1 tehkn aovik andotaocn Oa eivor
YXEZH Cos g Cos a, a, a
TAXYTHTAZ
I Tyéom 0,932513 0,930337 21.17 80
N Ex{;m] 0,932513 0,88382 21.17 80
3" Zyéom 0,932513 0,930337 21.17 80
4T Syéon 0,921931 0,820148 22.79 80
51 Yyéon 0,921931 0,829685 22.79 80
BaOpog emxaioyng

0 Pabpds emxdioyng eivar 0 AOYOG TOV TUNMRATOG TV EMOQOV Tpog To Pripa tov enapdv. O
Bubpdg emKGALYNG diver oxdpa 600 onuavtikéc mAnpogopieg Y éva (evyog odoviaTdv TpoyhV,
oV aptdpd TeV cuVEPYALOUEVOV 0d6vTmV Kot gival Evo oNUavTIKG oToYEID Y TV Katavinemn g
KOTOVOUTG TNG TEPLPEPELKTI ddvaung mdvm otovg 0d6VTES.
Trovg TpoYos HE 08OVTES kexhpévovg Exovpe dvo £idn Padpot emxdioyng, Tov petomkd Padud
emKGAYNG Eq KL T0 Pabpo emkdAvymg Aoyo Khiong p.
O petOmKOg BaboOG EMKAAVYNG Eq Sideton amd Tov TOMO:

0.5(;/(da? — dp?) + V(da* — dp?)) — ad x sinat

T Xmt X cosat

0 Padpdg emaioyng A6Yo KAiong £p SideTar and tov THmo:
b x sinf
mnXxm

SEAIAA 36



[N va vrohoyisTody o1 dvabev apuntikol Tomot npénet TpdTa Vo TPOGHIOPIETOHY pepLKd pneyEon
KOO,
To mhértog Tov 0ddvta b éxer petpnbei pe dakpifopévo pikpdpetpo mive oto kibe ypavall ,

naipvovrag To pEco Opo o TPELS SdoyIkEg TILEC.

Mivakeg Yo Tov Pabpod emxaioyng

€ Ep &y [Mhdtog IMThdtoc
odovto 0d6vTa
Irst 2nd
13,03714 6,446924 19,48406 17.65 15
13,2636 6,876719 20,14032 16 16
10,89608 8,461587 19,35766 15.75 15.75
7,341663 11,1715 18,51316 12.7 12.7
7,317882 11,34743 18,66531 12.9 12.9
Tovreheotic peTatomong yit

OL GUVIEAEOTEG GVTOL 1WGODVTAL PE TNV GUVOMKY HETATOMON Tov £)EL Vootel 0 cvomua. O
Srporpaopds autdg yiverar ywoti emdudketar o §90 Tpoxoi vo. Exovv my B avtoy otov t6da
oV 080VTH. ToyXpoves opng Da mpémet va amo@evyfel koL T0 QUIVOLLEVO TNG VITOKOTTG.

O yeviK0G TOTOG Y10 TOV VIOAOYIGUO TOV GUVIEAESTOV peTatémong sivar :

inva,, — inv a

X (z4 + 2
2Xtana (21 +2,)

X1 +x,=

Omov 1o, inV ay Kot inv a £xovy davelotel amd mivakeg.

Yrov mapakate mivaka O mrapabicovpe Ta otoyEia ity

’_k YXEZH inv a,, inv a bR
TAXYTHTAX
I Sgéon 0,018665 0,017603 0,011596
2" Syéon 0,042039 0,017603 0,253478
3 Eydon 0,018665 0,017603 0,014495
T A Sgéon 0,058558 0,022426 0,565491
50 Tyéon 0,052027 0,022426 0,468664
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AYNAMEIX

Katd v Aerrovpyio evég ouoTipatog 0dovimtdy Tpoydv Katl TV Gpo ov oL 030VIES TEPVAvE
and 1o onueio koiong C evepyel endvo tovg i dvvapn n onoia Bempeitar Tog epoppdletar péco
tov hdtovg Tov 0ddvta. H ddvaun avt kedeitar Fyr. H dbvopn avt) téuveton pe tov dEova tov
poyov pe yovia 90°/Etor, avt n ddvapun avaiveral oe tpeig cuviotdoeg:

Tnv mepupeperakn Fy mov evepyel om petomkn topun S — S wdvo otov kivnmiplo tpoyd avribeta
LE TNV Kivnom TEPLGTPOPTIS TO.

Tnv axtvuai Frov £xel diev0vven mpog to kKEVIPO eV TpoydV

Tnv akoviki} Fomov éxovv afovuai SievBuvon kar e€aptdon and my khion mg yoviag mov £xovv
oL tpoyoi.

O1 SUVEUELS AVTEG TPOKDILTOVY Id TOVG THTTOVG

F = 2000x T
T
Omov T mpoxvmTeL o Ty oyeon
9550 x P
T=r
n

P : H oy tov kivnripo e KW
n: O1 6TPOPEG TOL KVNTHPO. OOV Topdyeta 1 1ox0G
_ Fy xtana,

" cos B

F, = Fy X tanf

MINAKAX AIIEIKONIZHE AYNAMEQN (nport.)

yXEXH TAXYTHTAXZ T (oe Nm) F, (ce N)
1" Zyéon 271 14556,64
2" Tyéon 271 10189,65
3" Zyéom 271 7719,433
4" Tyéon 271 7445,181
5" Tyéom 271 6551,759
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ININAKAX AIIEIKONIXHX AYNAMEQN (d¢v7.)

LXEXH TAXYTHTAX T (oe Nm) F, (ce N)
1" Zyéom 271 4430,283
2" Tyton 271 5507,919
3" Exéon 271 6065,268
4" Yyéon 271 7799,714
5" Zygon 271 8853,729

ANTOXH XE OPAYZH KAI IIIEXH ENNI®ANEIAX

Téhog petd my mapddeon GLmv TeV oToyEiny Kot TV KoTtavonon avtdy , pével povo va deiovpe
my avioxn v 086vtav ot migon empaveiag alhd kot oe Opaion Tov 0d6vTa.
Or tomot yua TV £VpeEOT) TMOV oTOLKEIDY 0WTAV Efvat

Yroloyiopdg tov 066vta og Hpadon:

Op < Opp
F,
af=bx‘ X Ky X Ky X Kgg X Y5 X Y X Yg X ¥ig
W
FP SF

Y7oloyiopdg tov 0d6via o€ mieon empaveiac:
oy < Oyp

F; w1
g”:jbxdix . X Ky X Ky X Kyg X Zy X Zyy X Zg X 2

& _ Om
g Bt

Or cvvedeotég avtoi Oo BpeBovv péoa amo mivakeg kot vroloyiopoic.
H eme&riynon avtdv Oa yive oTig mapakdro oeipés.
®  Oj TEOT EMPAVEING OTNV KATUTOWT TOV 060VTQL

o F zmeppepelaxn dvvaun oe N
e d; apyw dudpetpog mvidv o mm
e b m\dtog 0d6via oe mm

* u Adyog aptBpod oviidV Tov TPOYOY TPOG TO TVIOV
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Ka ovvtereotiic epappoyng

Ky ovvieleoti|c OUVOHIKOV KOTATOVIGEMV

Kia PETOMKOS CLVIELECTIG KATAVOUNG POPTiOn

Zn ovvieheomg Cdvng

Znm GOVTEAEGTNG VAIKOD

ZE ouvieleotg emkdAvymng

Zp cvvteheotg kAiong

Kra petomixds ovvieeotig kotavoung goptiov Opadong

Yra GUVTEAEGTIG HOPPTIC

Yo ovvieheog 816pOmong tng tdong

Y: OULVIEAECTNG EMKAAVYNG

Yp ovvieheotg kAiong

opp EMTIPEMOUEVT ThON OTOV TOSQL

op QuVOLLKT] avToyy) dopkeing oe enavalapBavOpeVT KOUTTIKY KATOTOVIOT Yot VALK
KaTdAANAQ Y10 080VT®MTONG TPOYOVE

Sp OUVIEAECTNG 0GQAAELRG yio TV KaTamIGVNOT 6ToV o0,

Gyip EMTPETOUEVT] TAOT] EMLPAVELNG

oL avToYN dlapkeiog TV KATATOR®V TaV 080vImV ot tieon emeoveiag

sy oLVTEAEOTNG 0oQUAEing o€ Tigon empaveiag

[TivaKeg ATOTEAEGRATOV
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YXEXH Ka Ky Kra
TAXYTHTAZ
1" Zyéon 1.5 1,1 4,859735
2" Tyéom 1.5 1,1 4,953471
31 Eyéon 1,5 1,1 5,572123
4" Tyéom LS 1,1 7,160614
51 Syéon 1,5 1,1 7,236102
e




ITivakeg amOTEAECPATOV

IXEZH TAXYTHTAXZ Y ra TpeTEVOVTOG Y pa 6€0TEPEHOVTOC Y:
1" Zyxéon 3,2 2.4 0,307528
2" Syéom 2,5 2.3 0,306546
3" Syéon 2,5 2,3 0,318832
4" Yyéon 21 2,06 0,352157
5" Tyéom 2,07 2,0 0,352489
Ilivakes amOTELECPATOV
YXEXH Y« tpwTEHOVTOG Y. devTEpEDOVTOG Yp
TAXYTHTAZ
1" Zyéon 1,6 1,93 0,074487
2" Eygom 1,73 1,86 0,14612
3" Zyéom 1L.77 1,81 0,410265
T 4"Zyfom 2,05 2,03 1,327396
5" Xyéon 2,01 1,96 1,364048
[livakes 0TOTELECPATOV TOV 066vTa o€ Opavon
YXEXH OF TPOTEVOVTOG oF 0eVTEPEVOVTOC OFp
TAXYTHTAZ N/mm’ N/mm’ N/mm’
1" Zyéon 311,13 100,5153 613,33
2" Syon 403,3512 215,6583 613,33
31 Syéon 450,26 380,750 613,33
4" Syéon 500,350 457,36 613,33
5" Syéom 570,98 520,852 613,33
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Ilivakeg amoTELECPATOV

YXEXH TAXYTHTAZ Kiya Zm Zp
1" Zyéon 19,48406 189.8 0,969377
2" Tyéom 20,14032 189.8 0,969377
3" Zyéon 19,35766 189,8 0,969377
4" Yyéom 18,51316 189.8 0,952002
5" Xyéon 18,66531 1898 0,952002

Ilivakeg amoteleopdrov Tov 006vTa o€ Ticon empaveiog

IXEZH G TPOTEVOVTOG oy devTEpEHOVTOg onp
TAXYTHTAZ N/mm? N/mm? N/mm?
1" Zxéon 411,13 200,5153 993,33
2" Tyéom 503,3512 315,6583 993,33
3" Exéon 550,26 480,750 993,33
4" Tyéom 600,350 557,36 993,33
5" Zygon 5670,98 620,852 993,33

Metd to avalvtikd anoteléopata kat v BEBa avroxn Tov kifetiov oty

gpyootaclokt mnodvvaun Oa ereyxdel t@pa kar oty véa mrodbvaun n onoia

avépyetar oto 198% g apyikig dvvaunc.

IMINAKAZ AIIEIKONIZHEZ AYNAMEQN (nport.)

SXESH TAXYTHTAY T (& Nm) F, (ceN) el
1" Zyéom 491 26365,09
2" Tyéom 491 18455,56
3" Eyéom 491 13981,49
4" Tyéon 491 13484,76
5" Lyéom 491 11866,59
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ININAKAX AIIEIKONIZHZ AYNAMEQN (dgvt.)

EXEXH TAXYTHTAY | T (e Nm) F, (o€ N) ]

1" Zxéon 491 8024,158

2" Tyéom 491 9975,98

3" Eyéom 491 10985,45

4" Tyéon 491 14126,89

5" Eyéon 491 16035,93

TIVOKEG OTOTEAECRATOV TOV 086vTa 68 Opadon
EXEXH OF TPOTEVOVTOC op devTEpEHOVTOG Ofp
TAXYTHTAZ N/mm’ N/mm’ N/mm’ 7
1" Eyéon 563,5207 182,0539 613,33 ,
2" Syéon 730,5523 390,6018 613,33 ]
3" Eyéom 870,958 470,569 613,33 [
4" Sygon 923,258 580,654 613,33 ]
5" Syéon 1000,123 698,569 613,33 ’
ITivakeg amotelesparov Tov 066vTa 62 wicon emaveiog
IXEXH O TPOTEVOVTOG O OEVTEPEVOVTOG GHp
TAXYTHTAZ N/mm? N/mm? N/mm*

1" Zyéon 615,78 198 993,33
2" Zyéon 797,94 425,71 993,33
3" Syéom 891,51 752,4 993,33
4" Yyéon 990,07 904 993,33
51 Syéom 1128,6 1029 993,33
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Eropévme and tovg mapandve mivakeg @oiveral 6Tt pe v Kawovpia avEnuévn

wyd Tov Kwnripe To odvoro Tov kifotiov Taxvritev Sev pmopel va

avromokpifei. Xvvendg arhayéc otn doun tov kifwrtiov mhéov kpivovron
emPepAnuévec. tn cvvéxela g epyaciag 0o mtupovolactodv Ta véa oTOXEIN OF

HOPPN TWVAKOV OIS KL TO TPONYOVUEVAL.

YNOAOIZIMOI ANTOXH:Z ZE OPAYIH KAl MIEZH EMIOANIAZ A THN NEA

INMOAYNAMH

Zroygio Odovrotdv Tpoyov lpotedovra Afova

LXEZH TAXYTHTAZ | APIGMOZ OAONTOQN
1" Eyéom 13
2" Eyéom 16
3" Zyéom 21
4" Eyéom 22
5" Eyéon 27
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IXEXH ApOpog MODUL lNovie Odoviwong Cosb
TAXYTHTAZXZ M b
1" Zyéon 3 12 0,978148
2" Eyéom 3 12 0,978148
3" Iyéom 3 12 0,978148
4" Eygon 3 17 0,956305
51 Syéom 3 17 0,956305
YXEXH TAXYTHTAX AGpETpog Apyikod Kokhov
D(oe mm)
1" Xyéom 39,87128
2" Zyéom 49,07235
o 3" Zyéom 64,40746
[=a 4" Tyéom 69,01566
5" Eyéon 84,70103
YXEZH TAXYTHTAZ Awdpetpog Kepag
Da(oe mm)
1" Eyéon 42,12128
2" yéon 51,32235
3" Exéon 66,65746
4" Eyéom 71,26566
5" Syéom 86,95103
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Zroyzia Odovrotdv Tpoydv Asvtepedovrog Afova

IXEZH TAXYTHTAX | APIOMOZ OAONTQON
1" Syfon 34
2" Zyéon 27
3" Zyéom 26
4" Tyéon 21
5" Zyéon 20
IXEZH Apipuog MODUL I'ovia Od6vroong Cos b
TAXYTHTAZ M b
1" Zyéon 3 12 0,978148
2" Zyéon 3 12 0,978148
3" Eyéon 3 12 0,978148
4" Tyéon 3 17 0,956305
5" Eyéon 3 17 0,956305
SXEZH TAXYTHTAL Awipetpog Apyikod Korhov
D(oe mm)
1" Sgéon 104,2787
2" Tyéon 82,80959
3" Syéon 79,74257
4" Eyéon 65,87858
5" Zyéom 62,74151
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YXEXH TAXYTHTAZ Awdpetpog Kepang
Da(oe mm)
1" Zyéom 106,5287
2" Zyéon 85,05959
3" Exéon 81,99257
4" Tyéom 68,12858
5" Xyéom 64,99151

Meté mv mapdBeon tov apyikdv mvikov pe o oroteléopate, 6mov £yt yivel n enegiynon Twv
OV aAAe kol Tov cVPPOAmY,CEPO £YOVV 0L THVOKEG HE TO. GTOLKEIR YL TOV DIOAOYLOHO TMV

peyeldv mtisong empaveng aAhd kot avtoyig o Opodon Tov 086vTa.

YXEXH TAXYTHTAX Yyéon Metddoong Kivnong
I
1" Exéom 2,615
2" Xyéom 1,687
3" Exéom 1,238
4" Zyton 0,954
5" Zyéom 0,740
YXEZH TAXYTHTAX ATIOSTAZH AZONON
Ay(mm)
1" Xyéom 72,07501
2" Eygom 65,94097
3" Eyéon 72,07501
4" Lyéon 67,44712
5" Eyéon 73,72127
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YXEZH Cos a, Cos ay, a a(mm)
TAXYTHTAZ
1" Eyéon 0,936672 0,843883 20,5 80
2" Eygon 0,936672 0,772063 20,5 80
3" Zyéom 0,936672 0,843883 20,5 80
4" Tyéom 0,934826 0,788141 20,8 80
5" Exéon 0,934826 0,861457 20,8 80
€q £p & [Thdtog IThérog
odovra(mm) | oddvra(mm)
Irst 2nd
14,7966 5,372436 20,16904 17.65 15
14,59352 5,730599 20,32412 16 16
15,24036 5,641058 20,88142 15.75 15.75
14,92134 5,585751 20,50709 127 12.7
15,41289 5,673715 21,08661 12.9 12.9
XXEXH inva wte
TAXYTHTAZ (mm)
1" Zyéon 0,018665 0,017603 0,009084
2" Syéom 0,042039 0,017603 0,19122
3" Xyéon 0,018665 0,017603 0,009084
4" Yyfon 0,058558 0,022426 0,282746
5" Zyéom 0,052027 0,022426 0,253186
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Ilivakes amoTEAECPATOV

EXEXH Ka Ky Kya
TAXYTHTAZ
1" Exéon 1,5 1,1 4,859735
2" Tyéom 1,5 1,1 4,953471
3" Zyéon 1,5 1,1 5,572123
4" Sygon 1,5 1,1 7,160614
5" Syéon 15 1,1 7,236102
[livakeg amoTELECPATOV
YXEXH TAXYTHTAX Yra mpotedoviog Y ra S€VTEPEVOVTOG Ye
1" Zyéom 3,2 2,4 0,307528
2" Syéom 2,5 2,3 0,306546
3" Tyéon 2,5 2,3 0,318832
4" Zyéom al 2,06 0,352157
5" Syéom 2,07 2,0 0,352489
Ilivakeg amoteleopaTov
EXEXH Y ca TPOTEVOVTOG Y. devTEpEbOVTOG Yp
TAXYTHTAZ
1" Zyéon 1,6 1,93 0,074487
2" Xygon 1,23 1,86 0,14612
3" Tyéon 1,77 1,81 0,410265
4" Syéon 2,05 2,03 1,327396
5" Eyéon 2,01 1,96 1,364048
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ININAKAX AITEIKONIZHE AYNAMEQN (mpor.)

YXEXH TAXYTHTAZ T (oe Nm) Fy (oe N)
1" Zyéom 491 24629,25
2" Eyéon 491 20011,27
3" Eyéom 491 15246,68
4" Tyéon 491 14228,66
5" Eyéon 491 11593,72

ININAKAZX AINIEIKONIZHE AYNAMEQN (dgvt.)

YXEXH TAXYTHTAZX T (oe Nm) F, (ceN)
1" Zyéom 491 9417,068
2" Tyéon 491 11858,53
3" Zyéon 491 12314,63
4" Tyéon 491 14906,21
5" Eygom 491 15651,52
IXEXH TAXYTHTAX OF TPMTEVOVTOG Of OEVTEPEDOVTOG
N/mm’ N/mm’
1" Zyéom 615,78 198,5153
2" Tyéom 797,94 426,987
3" Xyéon 891,2 753,88
4" Lyéon 990,2 905,57
5" Eyéon 1128,6 1031,28
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EXEXH TAXYTHTAX

G}y TPMTEDOVTOG

o devTEPEHOVTOG

N/mm’ N/mm’
1" Zyéom 814,03 380,26
2" yéon 996,63 624,94
3" Zyéom 1089.43 951,88
4" Tyéom 1188.63 1103,57
5" Zyéom 1250,32 1229,24

Metd 11¢ mapandve Tipég Yo Ta oF Kol oy avaioyo Oa pOpotoldy Ko ot TYES Oup , OFp,

Emopévag v cuvteheot aopaieiog S = 1.5 xar yia ka0 tiun tov mivakae vo eivar pikpdtepn n

ion o
oup= 1320 N/mm?
orp= 1211 N/mm®

Ta napandvw anoteAéopa napouotdlovy éva oUoTnua To onoio éxel aUENUEVES QIOUTHOELS OF

avtoxr UAou. Me yvdpova ta véa otoleia, Ekvioape pa épeuva UAKMV Kat Twv tSLoTiTtwy

autwv woté va Ppebel to kataAAndo yia autr ™ UokoAn epyaoia.

Tehwkdg katarrfape oto DIEVAR, to onolo eivat éva apketd avBektikd kot EBEKEUHEVO UAKO
yla to €i6og g xprong mou BEAoupE , KaBWC auTd avadEpeTe Kal 0TO TAPAKATW TEXVIKO

bUAESL0. Ot TLuég oKkAnpdTNTag Tou AapBdvel oty Kapdid kat atnv emdvela avtamokpivovTal

OTLG QITOULTI OELG PO,
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UDDEHOLM DIEVAR

Uddeholm Dievar is a specially developed steel grade by Uddeholm,
which provides the best possible performance.

The chemical composition and the very latest in production technique make
the property profile outstanding. The combination of excellent toughness and

very good hot strength gives Uddeholm Dievar a very good heat checking-
and gross cracking resistance.

The steel is suitable in high demand hot work applications like die casting,

forging and extrusion. The property profile makes it also suitable in other
applications, e.g. plastics and High Performance Steel.

Uddeholm Dievar offers the potential for significant improvements in die
life, thereby improving the tooling economy.

This information is based on our present state of knowledge and is intended to provide general
notes on our products and their uses. It should not therefore be construed as a warranty of
specific propertics of the products described or a warranty for fitness for a particular purpose,
Classified according to EU Directive 1999/45/EC

For further information see our “Material Safety Data Sheets™,

Edition 9,03.2012

‘The latest revised edition of this brochure is the English

version, which is always published on our web site
www uddeholin.com
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General

Uddeholm Dievar is a high performance
chromium-molybdenum-vanadium alloyed hot
work tool steel which offers a very good
resistance to heat checking, gross cracking, hot
wear and plastic deformation. Uddeholm
Dievar is characterized by:

» Excellent toughness and ductility in all
directions

* Good temper resistance

* Good high-temperature strength
* Excellent hardenability

* Good dimensional stability throughout heat
treatment and coating operations

Typical Lclsilmlo|mo \ v
:I;ana.lysm 1 035] 02 | 05 _1_5.{] | 23 |06 |
‘Standard | |
|spcciﬁca1.ion | ‘None |.
|Delivery I
‘condition

Soft annealed to approx. 160 HB |

|
'Colour code |] Yellow/grey |

Improved tooling performance
Uddeholm Dievar is a premium hot work tool
steel developed by Uddeholm. It is manufac-
tured utilizing the very latest in production and
refining techniques. The Uddeholm Dievar
development has yielded a die steel with the
ultimate resistance to heat checking, gross
cracking, hot wear and plastic deformation.

The unique properties profile for Uddeholm

Dievar makes it the best choice for die casting,
forging and extrusion.
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Hot work applications meat

checking is one of the most common failure
mechanism e.g. in die casting and now days
also in forging applications. Uddeholm
Dievar’s superior ductility yields the highest
possible level of heat checking resistance.
With Uddeholm Dievar’s outstanding tough-
ness and hardenability the resistance to heat
checkingcan further be improved. If gross
cracking is not a factor then a higher working
hardness can be utilized (+2 HRC).

Regardless of the dominant failure mecha-
nism; e.g. heat checking, gross cracking, hot
wear or plastic deformation. Uddeholm Dievar
offers the potential for significant improve-
ments in die life and then resulting in better
tooling economy.

Uddeholm Dievar is the material of choice
for the high demand die casting-, forging- and
extrusion industries.

Tools for die casting

| I‘ Aluminiu-ﬁ'l.

 Part | magnesium

Dies | 44-50 HRC ]
Tools for extrusion

Fe | Copper, Aluminium,

| Part | copperalloys = magnesium alloys

| | Re HRC |

!l Dies ] - ‘| 46-52 "
dummy | 4652 | 452 J
Lklmlxa_.u._._,_ e —————t e —

Tools for hot forging

Part Steel, Aluminium |
UInserts 7 44-52 HRC |




Properties

The reported properties are representative
of samples which have been taken from the
centre of a 610 x 203 mm (24" x 8") bar.
Unless otherwise is indicated all specimens
have been hardened at 1025°C (1875°F),
quenched in oil and tempered twice at 615°C

(1140°F) for two hours; yielding a working
hardness of 44-46 HRC.

Physical properties

Data at room and elevated temperatures,

| Temperature 20°C 400°C 600°C ‘
(68°F) (750°F) (1110°F) .

Density, |
kg/m® 7 800 7 700 7 600
Ibsfin’ | (ESI_ i 0277 0.274

| Modulus of elasticity
MPa 210 000 180 000 145 000
pai 305% IE"__ 26.1 x 10% | 21,0 % 10*

| Coefficient of |

| thermal expansion

| per °C from 20°C - 127x10° | 133 x 10*
per °F from 68°F - 70x 10| 73x10¢

| Thermal

- conductivily

| Wim*®°C - 31 32
Btu in/({¢h°F) - | 2 l 223 ‘

Mechanical properties

Tensile properties at room temperature, short
transverse direction.

Hardness ‘ 4HRC | 48HRC | S2HRC \
i ko R !
strength 1480 MPa 1640 MPa 1900 MPa
"R 96 tsi 106 tsi 123 tsi

| 214000 psi | 237000 psi | 275000 psi |
Yield | ‘
‘strength 1210 MPa| 1380 MPal 1560 MPa|
I Rpo2 | 78 tsi 89 tsi 101 tsi
_ 175000 psi | 200000 psi | 226 000 psi |
!‘Ekmgalion | e ﬁ‘
| As 13% | 13% 125%
- | - -
Reduction ‘
It}f area
Z | 55% 55% 52% |
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TENSILE PROPERTIES AT ELEVATED TEMPERATURE
Short transverse direction.
Rm, Rp0,2

AS.Z
ki MPa %
290 | 2000 100
2611 1800 ~ 00
232 1600 80
203{ 1400 70
1744 1200 60)
145 1000 | 50
1164 800 40
87{ 600] | 30
584 400/ ——— 0
29-| 200 i T [ T A5 | 10

100 200 300 400 500 600 700°C

—

20 390 510 750 930 1110 1290 %

Tiesting temperature

Minimum average unnotched impact ductility is
300 J (220 ft Ibs) in the short transverse
direction at 44-46 HRC,

CHARPY V-NOTCH IMPACT TOUGHNESS
AT ELEVATED TEMPERATURE

Short transverse direction.

Impact energy

flbs )
102|140

| |
| ! |
88/120

|
| 45 HRC |
73100

| '

58| 80 :

|
S0 HRC ™

30100 150 200 230 300 350 400 450°C
120 210 300 390 480 570 660 750 840°F
Testing temperature




TEMPER RESISTANCE Stress relieving
The specimens have been hardened and

tempered to 45 HRC and then held at differ-
ent temperatures from 1 to 100 hours,

After rough machining the tool should be
heated through to 650°C (1200°F), holding
time 2 hours. Cool slowly to 500°C (930°F),

’ then freely in air.
Hardness, HRC
50 LT r—
500°C :
o arn | Hardening
- ‘ Preheating temperature: 600-900°C (1110~
g Y L e 1650°F). Normally a minimum of two
preheats, the first in the 600-650°C (1110—
56 1200°F) range, and the second in the 820-
600°C~" 850°C (I 510-1 56001:") range. When three
30 (1110°F) preheats are used the second is carried out
650°C at 820°C (1510°F) and the third at 900°C
T (1200°F) JI (1650°F).
0,1 1 10 100 Austenitizing temperature: 1000-1030°C (1830—
Time,h 1890°F).
Temperature Soaking time* | Hardness before
Heat treatment— D S T b L
) 1000 | 1830 30 52 +2 HRC
general recommendations dos | wrs | %0 | 5542HRC
5 * Soaking time = time at hardening temperature after the
Soft annealing

tool is fully heated through
Protect the steel and heat through to 850°C

Protect the tool against decarburization
0°F). i ®
(1560°F). Then czool in furnace at 10°C (20°F) and oxidation during austenitizing.
per hour to 600°C (1110°F), then freely in air.
CCT GRAPH

Austenitizing temperature 1025°C (1 875°F). Holding time 30 minutes.

DF OC
20007 1100 T
l | | | | t [ | Qu;@higing;cmpemum 1025°C
A —— T —— = | olding time 30 min
1800~ 1000 \N ‘ : ﬁi\bﬁ?:‘\\\l\ ‘ T
| 500 - ~ | LI \ B A, I:Ir.
1600 | | | N \ \\ NN L- ;:"D’L
100 \ [ TTH I " N (o - mic
700 | i I :%Pea{llilc |
el | \ \ \ \ | ‘ | Cooling | Hard-
600 | | | =\ | rcnn'c ness | Tuoo-s00
10007 500 | | \ | \ \ \l | No. [HV 10 ! (sec)
d | \| | I | 1 | 681 ]
8007 409 | . \ I _ \ -——-lk‘erV 2 |6 | 15 ‘
5 M \ | \ \uan ¢ | 3 620 280
6007 300 |t | ‘ " | 4 502 | 1248
T\ N i ~\- _‘_3\ s | 366 | 3205
s e o 6 | 488 | 5200
| \ | Martensite \ Mg 7 468 |10 400
200 18— 5 S N \ 8 | 464 20800
2 I . N T T S T 1 > e |
| | I | | 1) \l | ?‘2_ \ ‘ ‘ '\Qr: | (r{ (5 (s 21: (2)] (9) | ‘ 9 405 41 ﬁﬂl:
1 10 100 1000 10000 100000 Scconds
r T T T T
| 10 100 1 000 Minutes
I T T
= 1 10 100 Hours
T T T ™ Air cooling of
02 15 10 90 600 bars, @ mm
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HARDNESS, GRAIN SIZE AND
RETAINED AUSTENITE AS FUNCTIONS
OF AUSTENITIZING TEMPERATURE

Grain

f&i:er Hardness. HRC Retained austenite %

10| 60 Grain size J
— O — — — —
|~
8 58 ! | 3
Hardnes:
61 54 /
54 4
Retained austenite
52 2
0

50

990 1000 1010 1020 1030 1040 1050 °C

1815 1830 1850 1870 1885 1905 1920 °F
Austenitizing temperature

Quenching

As a general rule, quench rates should be as
rapid as possible. Accelerated quench rates are
required to optimize tool properties specifi-
cally with regards to toughness and resistance
to gross cracking. However, risk of excessive
distortion and cracking must be considered.

QUENCHING MEDIA

The quenching media should be capable of
creating a fully hardened microstructure.
Different quench rates for Uddeholm Dievar

are defined by the CCT graph, page 5.

RECOMMENDED QUENCHING MEDIA

« High speed gas/circulating atmosphere

« Vacuum (highspeed gas with sufficient
positive pressure). An interrupted quench at
320-450°C (610-840°F) is recommended
where distortion control and quench crack-
ing are a concern

« Martempering bath, salt bath or fluidized bed
at 450-550°C (840-1020°F)

« Martempering bath, salt bath or fluidized bed
at 180-200°C (360-390°F)

« Warm oil, approx. 80°C (180°F)

Note: Temper the tool as soon as its tempera-
ture reaches 50-70°C (120-160°F).

Tempering

Choose the tempering temperature according
to the hardness required by reference to the
tempering graph below. Temper minimum
three times for die casting dies and minimum
twice for forging and extrusion tools with
intermediate cooling to room temperature.
Holding time at temperature minimum 2 hours.

Tempering in the range of 500-550°C (930~
1020°F) for the intended final hardness will result
in a lower toughness.

TEMPERING GRAPH

Hardness, HRC
60

Retained austenite, %

T T T
Austenitizing temperature
1025°C (1875°F) |

i = = i
50 i %h—-’%
vy

T 7
1000°C (1830°F) #
45 . ‘c_mper
embrittlement

40 6
\

35 4

30 Retained austenite \ 9

25 \

100 200 300 400 500 600 700°C

210 390 570 750 930 1110 1290°F
Tempering temperature (2 + 2h)

EFFECT OF TEMPERING TEMPERATURE
ON ROOM TEMPERATURE CHARPY V NOTCH
IMPACT ENERGY

Short transverse direction.

fLib. Impact strength

- KV Joule Hardness HRC
“H 60T T T ] | 7y 60
;'l-..\_:__ | | { I

374 30— i i | : i \I I 50
| 1 | | i

294 40 — il ——— 40
Temper embrittiement l [

22 4 30  mm 30

15 4 20— T '\W T 20
| | | |

7410 Pttt
| WEREN

| | AL
200 300 400 500 600  700°C
390 570 750 930 1110 1290°F

Tempering temperature (2h + 2h)




Dimensional changes during
hardening and tempering

During hardening and tempering the tool is
exposed to both thermal and transformation
stresses. These stresses will result in distortion,
Insufficient levels of machine stock may result
in slower than recommended quench rates
during heat treatment. In order to predict
maximum levels of distortion with a proper
quench, a stress relief is always recommended
between rough and semi-finish machining, prior
to hardening.

For a stress relieved Uddeholm Dievar tool a
minimum machine stock of 0.3% is recom-
mended to account for acceptable levels of
distortion during a heat treatment with a rapid
quench.

Nitriding and nitrocarburizing
Nitriding and nitrocarburizing result in a hard
surface layer which has the potential to im-
prove resistance to wear and soldering, as well
as resistance to premature heat checking.
Uddeholm Dievar can be nitrided and nitro-
carburized viaa plasma, gas, fluidized bed, or
salt process. The temperature for the deposi-
tion process should be minimum 25-50°C
(50-90°F) below the highest previous temper-
ing temperature, depending upon the process
time and temperature. Otherwise a permanent
loss of core hardness, strength, and/or dimen-
sional tolerances may be experienced.

During nitriding and nitrocarburizing, a
brittle compound layer, known as the white
layer, may be generated. The white layer is very
brittle and may result in cracking or spalling
when exposed to heavy mechanical or thermal
loads. As a general rule the white layer forma-
tion must be avoided.
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Nitriding in ammonia gas at 510°C (950°F) or
plasma nitriding at 480°C (895°F) both
result in a surface hardness of approx. 1100 HV,,.,.
In general, plasma nitriding is the preferred
method because of better control over nitro-
gen potential. However, careful gas nitriding can
give same results.
The surface hardness after nitrocarburizing
in either gas or salt bath at 580°C (1075°F) is
approx. 1100 HV; 5.

Depth of nitriding

Hardness
Process Time | Deplh* HVa,
Gas nitriding 10h | 016mm 1100
|at 510°C (950°F) 0.0063 inch
' 30h | 022mm 1100
0.0087 inch
Plasma nitriding
at 480°C (R95°F) 10h | 0.15mm 1100
£t | 0.0059 inch
Nitrocarburizing
— in gasat | 20 | 0.13mm 1100
580°C (1075°F) 0.0051 inch
— in salt bath at Ih 0.08 mm 1100
580°C (1075°F) 0.0031 inch

* Depth of case = distance from surface where hardness
is 50 HVp3 over base hardness



Cutting data

END MILLING

. Type of milli
recommendations | ey
It
The cutting data below are to be considered ICmm_gdm c:g‘g indexable High
as guiding values which must be adapted to ;C ! = e s
P ya | Culting

existing local condition. speed (v

m/min 130-170 120-160 25-300

The recommendations, in following tables, are SR 425-560 ¥os20 | S-1000

valid for Uddeholm Dievar insofi annealed Fﬂ;} —

e woth | 0.03-0. 0.08-020" | 0.05-0.35"
condi- tion approx. 160 HB. inclvtooth | 0.001-0.008” | 0.003-0.008"| 0.002-0.014%
. Carbide
Turning designation
150 - P20-P30 =
Turning with | “Turning us C6-Cs "

S carbide | with ’j’#& " For coated HSS end mill v, = 45-50 m/min. (150160 £p.m.)

rs | Rough tuming | Finetuming Fm] mm'iug ¥ Depending on radial depth of cut and cutter diameter

Cutting !

speed (v
Fiin 150-200 200-250 15-20 .
fpm. 490-655 655-820 50-65 Drilling

F?;fléj} _— L HIGH SPEED STEEL TWIST DRILL

r . 2-0. A . . .
ipr 0.008-0.016 | 0.002-0.008 |0.002-0.012 Drill diameter Cuting Feed (0

Depth e %S I‘HNV_J ._ A

ofﬁlt-(a"] % o ity m/min | 1. mmﬁ' pr
G 24 05-2 5~ - 5| 36| 15-20¢| 49-66*| 0.05-0.15| 0.002-0.006
ol 0.08-0.16 | 002-008 | 0.02-0.08 510 | 3M16-3/8 | 15-20*| 49-66*| 0.15-0.20 | 0.006-0.008

e 10-15 | 3/8-5/8 | 15-20% 49-66¢%| 0.20-025| 0.008-0.010

Chbie ' 15-20 | 5/8-34 | 15-20*| 49-66*| 0.25-0.35| 0.010-0014
15;?‘ Pég._g}j(] :1;? - * For coated HSS drillv, = 35-40 m/min. (110130 £p.m.)
o -

| Coated carbide | Coated carbide
or cermel |
e CARBIDE DRILL
Milling mﬁwﬂ Mmb!m 3 m&ﬂd Carbide
; : ; tip!
FACE- AND SQUARE SHOULDER MILLING = i
| Milling withcarbide speed (v}
m/min 180-220 | 120-150 60-90

Cutting data parameters Rough milling| Fine milling famo | 590720 | 390490 | 195-295
e Feed (1) ]

Cutting speed (Ve) 130-180 180-220 s 0.05-025 | 0.10-0.25% | 0.15-0.25%
f@pﬁmm 530500 | 590-720 | ipr 0.002-0.01% | 0,004-0.01% | 0.006-0.019
il " Drill with replaceable or brazed carbide tip

L A 02-04 0.1-02 " Feed rate for drill diameter 20-40 mm (0.8"-1.6")
mmf_ Wt 3 0.008-0.016 | 0.004-0.008 " Feed rate for drill diameter 5-20 mm (0.2"-0.8")
inchftoo e 4 Feed rate for drill diameter 10-20 mm (0.4"-0.8")

D:p;“ﬂ: of cut (a) 94 2
inch 0.08-0.16 -0.08

ek SO =

i ignation
c?;gde Usi P20-P40 P10
Us C6-C5 ” CCI 2
Oale:
Coated carbide) = hide
or cermet
o et |
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Cutting data
recommendations

The cutting data below should be considered
as guidelines only. These guidelines must be
adapted to local machining conditions.

The recommendations, in following tables, are
valid for Uddeholm Dievar hardened and tem-
pered to 44-46 HRC.

Milling
FACE- AND SQUARE SHOULDER MILLING
Milling with carbide
Cutting data
paramelers __Ro_u_gj_:r_tii]ing |} Fine milling
Cutting speed (v.) I
m/min 50-90 | 90-130
f.p.m. 160-295 295425
Feed (f;)
mm/tooth 0204 | 01-02
inch/tooth 0.008-0.016 0.004-0.008
Depth of cut (a,)
mm 24 5
inch 0.08-0.16 -0.08
Carbide designation
1SO P20-P40 P10
us C6-C5 7
Coated carbide
Coated carbide | or cermet

END MILLING

0.10-0.15 | 0.004-0.006

Turning
Turning with carbide
Cutting data ! ‘ 4
parameters Rough turning Fine tuming
Cutting speed (ve)
m/min 40-60 70-90
fpm. 130-195 230-295
| Feed (f)
| mmir 0.2-04 0.05-0.2
| ipr 0.008-0.016 0.002-0.008
| Depth of cut (
'o:?‘:m " 1-2 0.5-1
| inch 0.04-0.08 0.02-0.04
?Cart_)ide designation
1SO P20-P30 P10
us C6-C5 Cc7
Coated carbide | Coated carbide
or mixed ceramic
Drilling
HIGH SPEED STEEL TWIST DRILL (TICN COATED)
Drill dameter | Cuting, | Feed ()
speed (Ve)
mm I inch | m/mn tpm, mmf | pE
-5 _3016] 46 | 13—20‘ 0,05-0.10 | 0.002-0.004

510 | 316-3/8 | 4-6 | 13-20

10-15 | 3/8-5/8 | 4-6 | 13-20 0.15-0.20 | 0.006-0.008
| 15-20 | 5/8-34 | 46 | 13-20 0.20-0.30 | 0.008-0.012 |

CARBIDE
DR | Type of drill
T = e
ing data Indexable Solid | Carbi
::::‘11121213 - insert carbide tip"
; S l
Cutting . |
ma‘mi(:c} s | 080 | 4050 |
fpam. 195260 | 195-260 ‘ 130-160 |
|
meﬂrﬂ 0.05-025% | 0.10-025%| 0.15-0.25"
ipr 0,002-0.01% | 0.004-0.01% | 0.006-0.01%

TR L . .

il wi zed carbide tip
i Drill with replaceable or braze iy
2 DFc'.cd rate for drill diameter 20-40 mm (G.§ -1 f )
 Feed rate for drill diametcr 5-20 mm (0.2 ‘G,.o?g}
4 Feed rate for drill diameter 10-20 mm (0.47-0.87)

T Typeofmilling

| | Carbide High speed
Cutting data Solid indexable | steel TICN
parameters carbide nsert coated
Cutting

SPCBd (ve)
" m/min 60-80 70-90 5-10

{pm. 195-260 230-295 16-33
Feed (f,)

mm/tooth 0.03-0.20" 0.08-0.201 0,05-0.35"
| inchiooth | 0.001-0.008"| 0.003-0.008") 0.002-0.014"
Carbide 1
designation

150 - P10-P20 s

Us C6-C5 -

" Depending on radial depth of cut and cutter diameter

Grinding
A general grinding wheel recommendation is
given below. More information can be found in

the Uddeholm publication “Grinding of Tool
Steel™.

WHEEL RECOMMENDATION

Soft annealed Hardened
Type of grinding “condition ‘condition
Face grinding
straight wheel A 46 HV A 46 HV
Face
grinding A24 GV A36GV
scgments Ad6LY A 60 KV
Cylindrical Ad6 1V A 601V
grinding Internal A100LV A 1200V




Electrical Discharge
Machining—EDM

Following the EDM process, the applicable die
surfaces are covered with a resolidified layer
(white layer) and a rehardened and untem-
pered layer, both of which are very brittle and
hence detrimental to die performance. If EDM
is used the white layer must be completely
removed mechanically by grinding or stoning,
After the finish machining the tool should also
then begiven an additional temper at approx.
25°C (50°F) below the highest previous tem-
pering temperature.

Further information is given in the Udde-
holm brochure “EDM of Tool Steel”.

Welding

Welding of die components can be performed,
with acceptable results, as long as the proper
precautions are taken during the preparation
of the joint, the filler material selection, the
preheating of the die, the controlled cooling of
the die and the post weld heat treatment
processes. The following guidelines summarize
the most important welding process param-
eters.

For more detailed information refer to the
Uddeholm brochure “Welding of Tool Steel™.

Welding method | TIG MMA

Preheating | 325375°C 325-375°C

temperature® | (620-710°F) (620-710°F)
| DIEVAR TIG-Weld

Filler metals | QRO 90 TIG-Weld | QRO 90 Weld

Maximum !

interpass 475°C 475°C

temperature (880°F) (880°F)

Post welding 20-40°C/h (35-70°F/h)for the first

cooling 2-3 hours and then freely in air

Hardness

after welding 48-53 HRC 48-53 HRC

Heat treatment afer welding

Temper 10-20°C (20-40°F) below

Hardened C )

condition the highest previous tempering
lemperature.

Soft annealed Soft-anncal the material at 850°C

condition (1560°F) in protected atmosphere.
Then cool in the fumace at 10°C
(20°F) per hour to 600°C (1110°F)

L then freely in air.

* Preheating temperature must be established throughout
the die and must be maintained for the entirity of the
welding process, to prevent weld cracking
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Further information

Please contact your local Uddeholm office for
further information on the selection, heat
treatment, application and availability of Udde-
holm tool steels.



Network of excellence

UDDEHOLM is present on every continent. This ensures you
high-quality Swedish tool steel and local support wherever you
are. ASSAB is our wholly-owned subsidiary and exclusive sales
channel, representing Uddeholm in the Asia Pacific area.

Together we secure our position as the world’s leading supplier

of tooling materials.

w UDDEHOLM

www.uddeholm.com



UDDEHOLM is the world’s leading supplier of tooling materials.
This is a position we have reached by improving our customers’
everyday business. Long tradition combined with research and
product develop- ment equips Uddeholm to solve any tooling
problem that may arise.

It is a challenging process, but the goalis clear — to be your number
one partner and tool steel provider.

Our presence on every continent guarantees you the same high
quality wherever you are. ASSAB is our wholly-owned subsidiary and
exclusive sales channel, representing Uddeholm in the Asia Pacific
area.

Together we secure our position as the world’s leading supplier of
tooling materials. We act worldwide, so there is always an Uddeholm
or ASSAB representative close at hand to give local advice and
support.

For us it is all a matter of trust — in long-term partnerships as well as
in developing new products. Trust is something you earn, every day.

For more information, please visit www.uddeholm.com,
www.assab.com or your local website.

() unnEHm



EITIIAOI'OX

se ooa avadépbnkav , otoxog nrav va avadeyBei o tpdmog pe tov onoio éva
ovotnpa petadoong pmopel va  expetoMeutel kar va  avianefEABer  otnv
gotoSUvapn aAAd Kol TwG auT EMNPEAlEL Ta EMPEPOUG OTOLXEIQ TIOU TO
amnapTi{ouv.

OL tomot ot ornoiot xpnowonouiBnkav anedel§av OTL kOPHATIA TTOU ATIOTEAOVV TO
oUoTtnpa autd ,0nws moAbodnvo kat oL TpiPeiq (poudepdv) eivat apketd avBektikd
kat auénpévng avtoxrg ot ¢optia, cupPdrdlovtag €tol otnv Snpioupyia EVOG
GUVOAOU HiKpOU O OYKo aAAd TtapdAAnAa peydAng avtoxr.

AvTIO£TWE éva aro Ta 1o oAUTAOKA Kat MapaAAnAa Ta IO amattniKd cuoTipata
tou kiBwtiou eival n owotr ekAoyr tpoxwv. Evvoleg 6mwg uAKG , ywvia od6viwong,
modul , oxéon petddoong kat aAAd ototxeia UTIOAOYLOHOU KATATAGOOUY TNV CWOTH
erloyr) o€ éva oUVOVBUAEU A TIVEKWY Kat TIPAEwV.

Ma v opbr anddelfn Twv mapandvw xpnowornouibnke LAWKS amd Ta TEXVIKA
puAadLa TwV etaipuwv BOHLER kat tnv BANSTEEL. Méoa amd Toug mivakes autwy
ko povo fTav duvar eVpeon Tou apxkoU UALKOU Kataokeung oAAd kat n ermmdoyn
10U GWOTOU yLa TIG AUENHEVES AVAYKEG TOU UETETIELTA KLV T pAL.

Me To EyXElpnHa KaL TNV EPEULVA TIOU 0AG napouciaca , MPENEL va eruonpuavOei otl
UTpEQV  APKETEG UTIONOYLOTIKEG Suokolieg. Na v akpPry kataypadn twv
METPIOEWV TAPOUCLACTIKAY ERTOdIAL , onwg n HETpnon tng ywviag odoviwong. Me
T oTolxela GpWG auTd Kat pe T Sladikasia oto ouvolo g, emPePaiwbnke otL pe
C UTIOAOYLOHOUG aM\d kot ta anapaitnta UAKA-epyodeia 0 UTIOAOYLOROC

owotol
BaoKwy OTO xelwv kBwtiov ToXUTATWY embO0EWV ivat EPIKTO.
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