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Mal: Minimera formférandringar vid satthardning av
transmissionskomponenter.
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 Vad ar formforandring?
« Forandring i dimension
« FOrandring | form
»Formforandring = forandring av dimension + férandring av form

ISO 4885:2017, Ferrous materials — Heat treatments — Vocabulary

3.70

distortion
any change in the shape and original dimensions of a ferrous workpiece, occurring during heat

treatment (3.108)

Note 1 to entry: The causes are manifold including not only the heat treatment process but also the workpiece
geometry, steel inhomogeneity and the production conditions.
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Formforandringar hos kronhjul
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Material for kronhjul

Steelgrade | C | Si /Mn | P | S | Cr Mo Ni | Cul Al _N_

. 0.14 0.14 0.60 0.80 0.15 1.20 0.005
17NiCrMoS6-4 0.20 0.20 0.90 <0.035 <0.035 110 0.95 1.50 <0.35 <0.05 0.015
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W. Seger, Beeinflussung des Verzugsverhaltens von
rotationssymmetrischen Schmiedeteilen durch
Erstarrungslenkung

J. Bodin: Formféréndring vid sétthérdning IVE-skrift
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Casting method Continuous casting CC/CC-NS X
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