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TEPMUYECKOE YIIPOYHEHHME BOJIOYNJBbHOI'O HHCTPYMEHTA
U3 TBEPIOT'O CILIABA

[IpuBeneHs! pe3ynpTaThl UCCIEIOBAHUS, Xapak-
TEepPHU3YIOIINE BIIMSHUE DPEXHMOB TEPMHUYECKOH 0Opa-
OOTKM B COJITHBIX I€Yax-BaHHAX Ha AIKCILTyaTaI[HOH-
HBIE XapaKTEPHCTHUKH BOJIOYMIBHOTO WHCTPYMEHTA M3
TBEpAoro cruiaBa BKS.

KuarwueBble cjioBa: BOJIOKA, TBEP/bIM CIUIAB,
W3HOC, TBEPIOCTh, TepMUUecKas oO0paboTKa, BOJIO-
YHJIBHBIA CTaH.

K.V. Marusich, M.M. Shabaev

THERMODYNAMIC STRENGTHENING OF HARD ALLOY DRAWING TOOL

One of the reasons of hard alloy drawing tool
failure consists in microcracks. Material strengthening
could contribute considerably to labour productivity
increase and decrease in need for this expensive tool.
The aim of this investigation was to determine opti-
mum modes of thermal treatment for plates made of
hard alloy TC8 (tungsten-cobalt). Thermal strengthen-
ing was carried out in salt bath-ovens on six different

BBenenne

OnHoM M3 TPUYUH BBIXOJA U3 CTPOSA
TBEPAOCIUIABHOTO MHCTPYMEHTA SIBIISICTCS Ha-
nuyue B HEM MHKpoTpentuH. Hambomnee pac-
NpOCTpaHEHHBIMU JeeKTaMu sABJSIFOTCS [1-
3]: TpeuMHbI, BBIKpAIIUBAHUEC BBIXOJHOMN
paCTyIIKH; PaCKOJI TBEPAOCIIIIaBHOM BCTABKH,
MOJHBIA WJIM YaCTUYHBIA BBIXOJ TBEPJO-
CIJIABHOW BCTaBKM; Tpy0Oast BeIpabOTKa TBep-
JIOTO CIJIaBa B BUAE OOpPO3I0K; Tpy0o€e KOJIb-
110 U3HOCA; OJTHOCTOPOHHSSI BBIPAOOTKA U T.1I.

B Hacrosiiiee Bpemsi pa3BUTHE TOTyYH-
JIW CJIEYIONINE METOIBI TOBBIIEHUS CTONKO-
CTH WHCTPYMEHTOB: IMPUMEHEHHE HOBBIX H
YCOBEPIICHCTBOBAaHHBIX HHCTPYMEHTAIBHBIX
MaTepUasoB, yIydIIeHHE KadyecTBa Padounx
MMOBEPXHOCTEH, YCOBEPIICHCTBOBAHUE KOHCT-
PYKIIUU U ONITUMU3AINS TEOMETPHUECKUX TIa-
paMeTpoB MHCTPYMEHTA.

Tepmuueckoit  00paboTKe  TBEpABIX
CIUTABOB TIOCBAIIEH pPsZl padOT, pe3yabTaThl

IlocTaHoBKa 3a1a4M HccIeI0BAHUA
[Ipouecc BonoOYEHUS 3aKIOYACTCS B
MPOTATUBAHUHM TPOBOJIOKU, TPYOBI WU JpY-
rux mnpoduneii dYepe3 OTBEPCTHE BOJIOKH,
UMEIolIee HECKOJIbKO MEHbIIIEE CEUEHUE, YeM

modes. After that there was carried out an analysis of
samples with the use of laboratory equipment. The
investigation results have shown hardness increase
twice as high, tensile strength increase by 1.5-2 times
and abrasive wear decrease by times.

Key words: drawing die, hard alloy, wear,
hardness, thermal treatment, drawbench.

KOTOPBIX BO MHOTOM IPOTHBOpeuuBsl [4; 5].
B stux paboTax nenajuch MOMBITKH IPOBE-
JI€HUs Pa3JIMYHBbIX BUJOB TEPMHUECKON 00Opa-
OOTKHM KaK CIICYEHHBIX TBEPJBIX CIUIABOB, TaK
U IpU HU3MEHEHUHM YCIOBUH OXJIaXJEHUS B
nporiecce crnekanus. Tepmuueckas oopaboTka
CIIEYCHHBIX CIUIABOB IPOBOJUTCA B OOJIBIINH-
CTBE CJIy4aeB IO JIBYM HaIlpaBJICHHIM: Ha-
rpeB a0 temmneparypsl or 800 no 1250 °C c
HOCTIEYIOIUM OXJIAXAECHUEM B PA3JIMYHBIX
cpenax; OTXKUTI (WM OTIYCK) IIPU TEMIEpPATY-
pe ot 600 no 1250 °C B TeueHUE HECKOJIBKUX
gacoB. Ilpu sTomM B crutaBe 100MBarOTCS
CTPYKTYPHBIX MpEBpAIICHUN, a MPUMEHEHUE
OTITyCKa CIOCOOCTBYET CHUKECHUIO TepMHUYe-
CKUX HaIpsKCHWH, HO MOBBIIIEHUE MPOYHO-
CTHBIX XapaKTEPUCTUK JOCTUraeTcs HE BO
BCEX CIIydasiX.

ucxojaHasi 3aroroBka msgenus. [Ipu Bosode-
HUU B OyHTax MeTajul MPOTATHBAIOT CKBO3b
BOJIOKY M CMATBIBAIOT Ha NMpUEMHBII Gapaban
iy mai0y. BojounnbHbIE MalIMHBI KJIacCH-
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GUIHPYIOT MO MPUHIIAITY BOJOYEHUS, PaCIo-
JIOKEHUIO TSHYIIUX a0, YMCIy BOJIOK, CHC-
TeMaM YIpaBICHHUS W YHCIY OIHOBPEMEHHO
NPOTATHBAEMBIX TIPOBOJIOK [6].

Haubomnbmiee pacrpocTpaHeHHE IOITy-
yuiu GapabaHHbIe BOJOYHIBHBIE CTAaHBI (PHLC.
1). OCHOBHBIMM y3J1aMU CTaHa SIBJISIOTCS Oa-
paban 1 (st pa3mereHus mMarepuana, Moj-
JICIKAIIEr0 BOJOYCHHIO), 000HMa ¢ BOJIOKOM 2,
3axBatr S5, TAHymui Oapaban 3, peaykrop 4 u
AJIEKTPOABHUTaTeNb. [lOBBINIEHHE CKOPOCTH
BOJIOUEHHS] O3HAYACT IOBBIIICHUE IPOU3BO-
IUTEIBHOCTH CTaHOB. OJHAKO CYIIECTBYIOT
IPaHMIIBI MOBBIIICHUS! CKOPOCTH BOJIOYEHHS.
OHU HOCAT TEXHUYECKHUH (IMHAMUYECKHE Ha-

A

7. 2 5 3

"

TPY3KH),  TEXHOJIOTHYECKUN  (IIapamnuvHBl,
MPOYHOCTH IIIBOB) U TEIJIOTEXHUYECKH (T10-
BBIIIICHUE TEMIIEPATyphl, BO3MOXXHOCTH OX-
TmaxnaeHus) xapakrtep. [IpOMBINIICHHOCTH
TaK)Xe BBITYCKaeT MHOTroOapabaHHBIC BOJIO-
YUIIBHBIE CTAHBI, B KOTOPBIX TEpe] KaXIbIM
n3 OapabaHoOB cTOUT BoJIoKa. CKOPOCTh Bpa-
IICHHSI KaXJI0ro TMocleayromero OapabdaHa
BBIIIIE, YEM Y MPEABIIYIIET0, TaK KaK MPH BO-
JIOYEHUU TPOUCXOIUT yanuHeHue. Hambonee
W3HAIIMBAEMOW JIETAIBI0 BOJIOYMIBHOTO CTa-
Ha sBisiercss Bosioka [7]. Jledbopmarust mpo-
UCXOJUT B OTHOCUTEIFHO KOPOTKOM oOuare
uInHOIM L.

T

L

)
——
L J

Puc. 1. HpI/IHHI/IHI/IaHBHa}I cXeMa Iporecca BOJIOYCHNUA Ha BOJIOUYUIIBHOM CTaHE

[loBbIIeHHE HM3HOCOCTOMKOCTH BOJIOK
n3 TBepI[OFO CIijiaBa BO MHOI'OM MOIJIO 6]:1
CIOCOOCTBOBATh  IMOBBIIMICHUIO  TPOU3BOIHU-
TEJNBHOCTU TPY/AAa U CHHKEHUIO MOTPEOHOCTH
B OTOM JOporocrosiieM uHctpymente [8; 9].

JKCNepuMeHTabHOe HCCJIe0BaHue

B cBsI3M ¢ TpPYyIHOCTBIO MPOBEICHHS
AKCIEPUMEHTAIBHBIX paboT Ha IEIbHBIX
BOJIOKaxX B KauecTBe o0pasIos
WCTIOJIh30BAJIMCh YETHIPEXTPAHHBIC MJIACTHHBI
pazmepom  15x15x5 MM  mpou3BOACTBa
KupoBorpanckoro 3aBoga TBEPIBIX CIUIABOB
(T'OCT 25395-90).

[IpenBapuTebHO C TOMOIIBI MHKPO-
Buzopa uVizo-MET-221 Owina uccrnemoBaHa
MUKPOCTPYKTYpa TUIACTHH U3 TBEPAOTO CILIa-

10

[lenbro 1 3aga4yeil TAHHOTO AKCIEPUMEHTAIIb-
HOI'O HCCICOOBAHUA SBJISAJIIOCH HAXO0XICHUC
ONTUMAIBHBIX PEKHUMOB TEPMHUYECKOU 00pa-
OOTKM BOJIOYMIIBHOTO WHCTPYMEHTa U3 TBEP-
noro cruiasa BKS.

Ba BK8 6e3 Tepmuueckoit 06paboTku. Pazmep
3epHa KapOWI0B BOJIb(Ppama Jisi HUCXOIHOTO
o0pasia COCTaBUII 5 MKM.

Tepmudeckass 06paboTka TPOBOIUIIACH
B COJISIHBIX Me4Yax-BaHHaX. Ha ocHOBaHUU JiH-
TeparypHbIX maHHbIX [10] 1 ombiTa sKCHEpH-
MEHTAJIBHBIX paboT B OpeHOyprckoM rocy-
JapCTBEHHOM YHHBEPCUTETE OBUIM TPEIIO-
KEHbl PEKUMBl TEPMHUECKOW 00paboTKU

(tabm. 1).
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Tabmauma 1

PexxuMbl TepMHUYEeCcKOi 00pabOTKH B COJIIHBIX MeYax-BaHHAX

No pexxuma

YcnoBusi MpoBeIeHUs] TEPMUUYECKOI 00paboTKH

Harpes non 3akanky - 1250 °C, cpeaa oxynaxaeHus - Macio, otnyck - 500 °C

Harpes noa 3akanky - 1250 °C, cpena oxnaxaeHus - Bo3ayX, oTiyck - 200 °C

Harpes non 3akanky - 1050 °C, cpena oxnaxaeHus - macio, otnyck - 500 °C

Harpes noa 3akanky - 1050 °C, cpena oxnaxaeHus - Bo3ayX, oTiyck - 200 °C

Harpes noa 3akanky - 1150 °C, cpena oxnaxaeHus - Bo3ayX, oTyck - 350 °C

Harpes nonx 3akanky - 1150 °C, cpena oxnaxaeHus - macio, otnyck - 350 °C

OO0 lWIN|F

be3 Tepmuueckoii 00pabOTKH (MCXOIHBIN)

Ha pa3peiBHOI 3JIEKTpOMEXaHUYECKOU
MamuHe P 5047-50 npoBenu ucnbiTaHWE HA
n3ru0, mocie KOTOPOro ObUI OMpeseseH Mmpe-
JIeJ1 POYHOCTH TBEPJOTO CIUIaBa A0 M MOCIe

TepMuyeckoi oOpabotku. B Tabm. 2 mpen-
CTaBJICHBl  CIENYIONIHE  XaPAKTEPUCTHKH:
TBEPJIOCTh, HATPY3Ka U MPeJIesl MPOYHOCTH.

Tab6muna 2
[Tpexen nmpounoctu TBepAoro criaBa BK8 1o u mocie tepmudeckoit 00paboTKu
Ne pexxnma TBepmocTh 110 IIpenen npoyHocTu npu

P BI/IKII)(Cpr HV Harpyska P, H I:/ISFI/I6C Ié-l-,m, H/MM2p

1 1580 237 1600

2 1500 199 1550

3 1380 173 1300

4 1320 127 1250

5 1440 172 1500

6 1400 159 1450

0 1220 134 1100

[Tocne tepmooOpaboTku ObuIa HCCIE-
JI0BaHa MHKpPOCTPYKTypa 00pas3ioB (puc. 2).
AHanmu3 MHKpPOCTPYKTYpbl TBEPAOIO CIUIaBa
BK8 mnocne pa3auuHbIX pPEXUMOB TEpMHUE-
CKOM 00pabOTKH TOKa3aJl HATM4HE IBYX (a3:
kapOuga BoibppamMa u KobampTa. Pasmep
3epHa KapOuI0B BoJb(ppamMa yMEHBIIACTCS C
5 1o 3,9 mMkm. Takke NpOBEACHHBIN aHAIN3
u3jIoMa TBEPAOrO CIUIaBa IOKa3ajl HaJW4ue
XPYIKOTO U3JI0Ma y TePMHUYECKH 00paboTaH-
HOTO CIUIaBa U MOSABJICHHE HE3HAUYUTEIHLHOIO
SIMOYHOTO peJibeda 1Mo KoOaIbTOBOI CBS3KE.

Jlanee OBLIO MPOBENEHO HCCIEIOBaHUE
BIUSTHUSL TEPMHUYECKOH 0OpabOTKH TBEPIOTO
cruiaBa Ha aOpa3uBHBIN W3HOC. [y ompene-
JeHus abpa3uBHOM U3HOCOCTOMKOCTH IO Mac-
ce ObUIa CKOHCTPYHUpOBaHa MallMHA JUIsl UC-

MBITAHUS HAa HM3HOCOCTOMKOCTH NPHU TPEHHUH
TBEPAOCIUIaBHBIX ~ 00pa3ioB.  McmbiTaHus
OCYILECTBIISIIM 1O CIEAYIONIEMY TPUHLHITY:
MpeBapUTEIIbHO B3BEIICHHBINA 00pasern 3a-
KpEIUIsUIM B JEp>KaBKe, MPUKUMAEMON phbIya-
rOM K MOBEPXHOCTH aJIMa3HOTO Kpyra, KOTO-
pBIi TPUBOJUIICA B JBH)KEHUE AJIEKTPOBUTA-
TeneM. JluameTp 4YaleyHoro ajaMa3Horo Kpy-
ra coctaBiser 100 MM, a yacToTa ero Bparie-
Hus - 2750 06/MuH. IIpo1oKUTENBHOCTD HC-
MBITAHUN COCTaBIsUIa 9 MUH Ha KaXXIAbIH 00-
pazei. 3amepbl Beca MPOBOAWINCH Yepe3 Ka-
KIble 3 MUH NMPU OCTAHOBKE MAaIlIWHBI. JlJist
CHSTHSL 3aMEpOB HCIIOJIb30BANI J1abopaTop-
Hble Becbl BMS510/]. Pe3ynbsTarsl nccienoa-
HHUI Ha BECOBOM M JIMHEHWHBIA HM3HOC Mpea-
CTaBJICHBI B Ta01. 3 u 4.

Tabmmia 3
Pe3ynbTaThl MCCIE0BAHUI HA BECOBOM M3HOC

No Macca obpasua, r H3Hoc, r

) mg ms Mg Mg Ams A mg A mg
1 3,298 3,293 3,288 3,275 0,005 0,01 0,023
2 3,298 3,292 3,282 3,27 0,006 0,016 0,028
3 2,458 2,451 2,449 2,447 0,007 0,009 0,011
4 1,956 1,953 1,947 1,943 0,003 0,009 0,013
5 2,807 2,803 2,801 2,798 0,004 0,006 0,009
6 3,935 3,924 3,917 3,914 0,011 0,021 0,006
0 5,836 5,818 5,808 5,797 0,018 0,028 0,039

11
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DEXUM ?

Tl Y
pasmep 3epHa W=4,12 mxm
DEXUM 4

[Pa3MED 3E0H W[ =3 98 MKM
pexum 5

pasmep 3epHa Wl=4,21 mxkm
pexum 2

pamep 3epHa Wi=395 mkm

pasMep 3eoHa Wl=4,21 mxm

Puc. 2. Mukpoctpykrypa TBEpaoro ciuiaBa BK8 mocie paznmaHBIX pe:kuMOB TepMUUECKOH 00paboTKn

Tabmauma 4
Pe3ynbrarel nccaeoBaHMN Ha JMHEWHBIN U3HOC
No Pasmepsl oOpasiia, MM
PHTOOP S=bxh, | 2Ms,q0¢, | AT, g4, Ay 104,
2
b h I MM /MM /MM r/Mm?
1 0,22 0,44 1,02
2 0,27 0,7 1,24
3 0,31 0,4 0,49
4 15 15 5 225 0,13 0,4 0,58
5 0,18 0,27 0,4
6 0,49 0,93 0,27
0 0,8 1,24 1,73
N3 pe3ynbTatoB 3KCHIEPUMEHTAIBHOIO Crnenyroumm 3TanoM 3KCHEPUMEHTalb-
WCCIIEIOBAHMS BHJIHO, YTO Y 00pa3IoB, MO/I- HOIO MCCJENOBaHMS SIBJSUIOCH COCTABIICHHE

BEPrHYTHIX TEPMHUYECKON 00paboTke, mpod-
HOCTHBIE XapaKTEPUCTUKH YBEIHUWINCH B
JIBA pasa 10 CPaBHEHHIO C MCXOTHBIM 00pa3-

TOM.

12

MATpHUIlbl TUIAHUPOBAHMS SKCIEPUMEHTA PR
TepMo0OpabOTKy HPOBOIWIN COTJIACHO Mart-
pHIIe JIAHKPOBAHUS dKCIepUMenTa (Tabi. 5).
TemnepaTypa HarpeBa Noj 3aKajikKy Bapbupo-
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BaJIaCh: OCHOBHOM ypoBeHb - 1150 °C, unrep-
Ban BappupoBanus + 100 (dbakrop BIUSHUS
X1). Bakanka npoBoauiack B Macie 20 wiu
Ha Bo3ayxe (dakrop BimsHUS X3). OTIycK:
OCHOBHOM ypoBeHb - 350 °C, mHTEpBaI Bapb-
upoBanus - + 150, Bpemst ormycka - 15 mun
(baxrop BaustHUS X3).

[Tocne mpoBepKu 3HAYUMOCTU KOAPPH-
LIMEHTOB B YPaBHEHUSIX PETPECCUU IO KpUTE-
puto KoxpeHa ObLIO MOMYy4YEHO YypaBHEHHE
3aBHCHUMOCTH TBEPJOCTU OT PEKUMOB TEPMHU-
4ecKoil 00paboTKH:

Y.

1HV

=1427 + 225X, +105X, +105X .

AHanu3 ypaBHEHHUs IIOKa3bIBAET, YTO
TBEPAOCTH MOBBIIIACTCS C YBEIIMYCHUEM TEM-
MepaTyphl MO/ 3aKAJIKy U CHIDKEHUEM TeMIIe-
paTyphl OTIIyCKa.

[IpoBenenne TepMuUdeckoil 00pabOTKH
TBEpAOro craBa BK8 B coisiHbIX Tmedax-
BaHHAX TNPUBEIIO K YBEIMUYEHUIO MPOYHOCT-
HbIX cBOMCTB Ha 30-40 % U yMEHBIICHUIO H3-
HOCa TIpH a0pa3WBHBIX UCIBITAHUSAX JI0 2 pas.

Tabmuma 5
Martpuua niaHupOBaHKs SKCIIEPUMEHTA
1ZMH:§ ;?;pa CkopocTb Temmnepary-
dakropbl P A OXJIAXKIe- pa oTmycka [MapameTpbl ONITUMU3AIINT
3aKanky T, o o
- Hus, °C/c T om, °C
OcHoBHOH TBepaocTs, IIpenen AOpa3uBHBIN
ypoBeHb (0) 1150 BOSIYX 350 H/vm? TIPOYHOCTH H3HOC,
-4 2
Tpenen npu u3rube x10™ r/mMm
BapbHPOBAHUS 100 MacJIo 150 Gr, H/w®
Bepxuuii 1250 40-60 °C 500
ypoBeHb (+)
Hwxuuit
ypOBCHb(-) 1050 BO3IYX 200
Koxn X1 X, X3 Y, Y Y3
OnpIT Nel + + + 1580 1600 1,02
OmnbiT Ne2 + - - 1500 1550 1,24
OmnbiT Ne3 - + + 1380 1300 0,49
OmneiT Ned - - - 1320 1250 0,58
Ocnosioii 1150 BO3IYX 350 1440 1500 0.4
YpPOBEHb
OmnbiT Ne6 1150 MacJio 350 1400 1450 0,27
Ucxonuprii 1220 1100 1,73
3akioueHune
[IpoBen€nHoEe TepMHUYECKOE YIpPOYHe- - YMEHBIICHHE pa3Mepa KapOHUI0B

HUE€ BOJIOYMUIILHOTO HHCTPYMEHTA U3 TBEPJOTO
criaBa BK8 B coigHBIX ITeuyax-BaHHaAX IOKa-
3aJ10:

- MIOBBINIEHUE TBEPOCTHU B 2 pasa;

- YBEJIHMYCHHE TIpejiesia MPOYHOCTH TPH
usrube B 1,5 - 2 pasa;

- yMeHbIIIeHne abpa3uBHOTO U3HOCA B 2
pasa;
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