
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

REVIEW ARTICLE 
 
 
 
 

Study of Political Representations: Diplomatic 
Missions of Early Indian to Britain 

Journal of 
Advances and 

Scholarly 
Researches in 

Allied 
Education 

Vol. 3, Issue 6, 
April-2012, 

ISSN 2230-7540 

 

 

 

 

Journal of Advances in 
Science and Technology                     

Vol. V, No. IX, May-2013, 
ISSN 2230-9659 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 
 
 
 
 

 

 

A COMPARATIVE ANALYSIS ABOUT 
SLIDING APPLICATIONS AND CONCEPT OF 

SINTERED HIGH SPEED STEEL 
 

 

 

 

 

 

 

 

 

 

 

 

 

www.ignited.in 

 



 

 

Mr. Shah Ajay Pravinchandra1 Dr. Dhananjay Gupta2 Mr. Naniwadekar Ambaprasad 

Madhukar 

 

w
w

w
.i

gn
it

e
d

.i
n

 

1 

 

 Journal of Advances in Science and Technology                     
Vol. V, No. IX, May-2013, ISSN 2230-9659 
 

A Comparative Analysis about Sliding 
Applications and Concept of Sintered High 

Speed Steel 

 

Mr. Shah Ajay Pravinchandra1 Dr. Dhananjay Gupta2 Mr. Naniwadekar Ambaprasad 
Madhukar 

1
Associate Professor, JJ Madgum College of Engineering, Jaysingpur 

2
Hod & Professor (Retired), Government College of Engg. Kota, Rajasthan 

3
Assistant Professor, JJ Madgum College of Engineering, Jaysingpur 

Abstract – Rapid Manufacturing (the processing of closure utilize items by layer manufacturing methods) 
has become fundamentally lately and has begun to revolutionise a few regions of manufacturing. Around 
the principle weaknesses for monetarily accessible methods are machine cost and manufacture speed. 
This paper depicts some introductory inquire about into a new process called High Speed Sintering.  

The High Speed Sintering process (Uk patent No. 0317387.9) includes the sintering of 2d profiles of layers 
of powder without the need for a laser. Trials performed on a basic lab mechanical assembly have 
demonstrated how the expansion of carbon dark to standard nylon powder can expand the rate of 
sintering such that a whole layer might be sintered in 5 seconds utilizing an infra-red light. The impacts of 
composition of carbon dark on material properties are indicated and may be exchanged off against 
assemble speed. Thermal control of the process is indispensable and the impacts of adjusting the 
position also power utilized with an infra-red light are displayed. 

---------------------------♦----------------------------- 
 

INTRODUCTION  

It has been generally recorded that high speed steels 
offer an one of a kind blend of high hardness and 
mechanical strength and amazing resistance to 
hotness and wear. These properties render high speed 
steels suitable for production of different wear safe 
constructional parts, car segments and so forth. 
Exceptional sintering conduct of HSS powders joined 
together with cost viability of powder metallurgy 
technology started a complete research towards 
advancing a monetary Pm process for the production 
of wear safe materials at sintering temperatures 
potentially confined to 1150oc. So far, the 
deliberations have mostly been focused on:  

• diminishing the densification temperature by method 
of a fluid stage structuring at low temperatures 
because of increments of copper, phosphorus and 
carbon,  

• enhancing wear resistance by including recalcitrant 
carbides or other hard stages,  

• penetrating HSS permeable skeletons with copper 
alloys .  

For numerous thousand years, a bit of steel (or no 
less than a steeledged tool) divided the woodturner 
and the wood. In spite of the fact that the ability of the 
turner is a enormous thought in woodturning, the 
properties of the turning tool impact such things as 
life span of the cutting edge (to what extent it holds 
an edge), if it has a tendency to break or curve 
effortlessly, and how the tool responds to high 
temperature (if being used on wood or while 
grinding).  

Since the 1980s, the move from high-carbon steel 
woodturning tools (0.5 to a little more than 2 percent 
carbon) to high-speed-steel tools (iron, carbon, also 
extra alloys) is currently about finish in the offer of 
new tools. Few high-carbon steel tools are currently 
accessible available to be purchased in the USA (for 
the most part just from wellsprings of utilized things 
and domain deals). High-speed steel (HSS) was 
developed for the metal exchanges what's more has 
been around for more than 100 years, however is a 
generally new steel for the woodturner.  

Despite the fact that steel made in Sheffield, England, 
ruled the tool showcase for a long time, there has 
been a surge of HSS turning tools in later a long time 
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coming into the business sector from the Far East 
(principally from China).  

Design criteria for high strength tool materials need to 
incorporate wear resistance of the grating molecule, 
high hardness and sufficient strength. Icy compaction 
and vacuum sintering of Pm high speed steels (HSSs) 
to full thickness is presently a generally created 
method . Lately, work has been attempted to sinter 
metal matrix composites that hold ceramic particles in 
HSSs by the same track. Most studies have 
concentrated on sintering with increments of hard 
ceramics, for example, Al2o3, VC, NbC, TiC, WC and 
TiN with the point of preparing a more wear safe HSS 
sort material. These composite materials have been 
developed for wear resistance applications as alluring 
elective to the more exorbitant cemented carbides. 
Contrasted and high strength steels, these composite 
materials have higher hardness, wear resistance and 
versatile modulus. In any case, depending on size and 
conveyance, the expansion of fragile ceramic particles 
might cause debasement of curve strength and 
strength owing to the start of breaks at or close to the 
strengthening particles. To guarantee great holding at 
the ceramic/matrix interfaces, the ceramic particles 
must display some reactivity with the matrix. As 
opposed to Al2O3, which introduces no interface 
reactions with the iron matrix, the dispersion of iron 
from the matrix into the Mc carbide particles secures a 
great union over the ceramic/matrix interface. 
Furthermore, these carbides are stable in contact with 
iron throughout sintering and don't disintegrate widely. 
In this way, Mc particles were picked as the 
reinforcement. A modest and simple track to improve 
high speed steels reinforced with Mc carbides 
comprises of blending powders of business high speed 
steel powders with the carbides.  

There are two methods by which tungsten carbide 
powders are transformed from the tungsten-bearing 
minerals. Customarily, tungsten metal is chemically 
processed to ammonium paratungstate and tungsten 
oxides. These mixes are then hydrogen-lessened to 
tungsten metal powder. The fine tungsten powders are 
mixed with carbon and warmed in a hydrogen air 
between 1400 and 1500 °c (2500 and 2700 °f) to 
generate tungsten carbide particles with sizes differing 
from 0.5 to 30 μm. Every molecule is made out of 
various tungsten carbide gems. Little measures of 
vanadium, chromium, or tantalum are some of the time 
added to tungsten and carbon powders before 
carburization to handle extremely fine (<1 μm) Wc 
powders. In an all the more as of late developed and 
patented process, tungsten carbide is processed as 
single precious stones through the immediate 
diminishment of tungsten metal (sheelite).  

Metal matrix composites Mmc have showed up as a 
brilliant choice for wear applications. These materials 
consolidate a delicate metallic matrix with hard 
ceramic particles that withstand wear. Distinctive 
matrixes were mulled over, and aluminum, stainless 

steel and high speed steel HSS. Matrix composites 
demonstrating exceptional wear conduct. High 
hardness, mechanical strength, heat resistance and 
wear resistance of high speed steel (HSS) make it an 
engaging material for production Mmc. High speed 
steels contain a group of alloys mostly utilized for 
cutting tools. Their name – high speed steel – is a 
combination of the emulating two characteristics:  

a. the alloys have a place with the Fe–c–x 
multicomponent system, where X speaks to a 
gathering of alloying elements in which Cr, W or Mo, V, 
and Co are the important ones; b. the alloys are 
described by their ability to hold a high level of 
hardness even the point when submitted to lifted 
temperatures resulting from cutting metals at high 
speed. 

This monograph has been worked out dependent 
upon the chose and joined own work distributed in 
logical diaries, completed in the most recent years, 
relating to the manufacturing innovations of high-
speed steels and cermets comprising in shaping and 
sintering of powders. These methods make 
manufacture conceivable of tool materials with the 
homogeneous or inclination structures and have been 
depicted in three sections, each one displaying 
distinctive powders shaping method, and the fourth 
one showing their mechanical properties:  

 powder infusion moulding,  

 pressureless forming,  

 prototypal compacting in an inflexible kick the 
bucket,  

 mechanical properties of the created tool 
materials.  

Results of the own examination in the range have 
been introduced additionally at deductive meetings, 
and likewise in the Author's book. In view of the 
powder infusion moulding method multifaceted 
nature, this part depicts in portion results of 
examination joined with: the rheological properties of 
the polymer-powder mixtures, their moulding and 
tying executor debasement, infusion moulding 
modelling, structure and properties in the wake of 
sintering and heat medicine. Development of the 
sintered tool materials creation procedures offers the 
likelihood for working out and manufacturing the 
generally useful tools, whose properties, such as high 
hardness and surface wear resistance on top of the 
moderately high center pliability, may be joined 
together on account of the cutting edge powders 
shaping and combining methods. These methods 
permit fractional  or add up to disposal of machining 
and plastic living up to expectations, and essentially 
influence advancement of the "close net-shape" or 
"added substance manufacturing" advances, which is 
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associated with the handling cost decrease chance. In 
addition, powder metallurgy makes manufacture 
conceivable of materials with the layered or angle 
structure, which results in change of their properties in 
admiration to the homogeneous materials. The best 
known and alterably developing powder framing 
method utilizing tying operators is the powder infusion 
moulding Pim. This technology is unwavering with the 
cutting edge patterns of the "instant" materials 
manufacture and has more broad applications, 
likewise in the tool materials generation. The extent of 
PIM technology applications and additionally different 
innovations, contingent upon processing scale and 
item unpredictability, is exhibited in Figure 1. This 
method is utilized regularly for manufacture of items in 
the mass scale, which – also – are normal for high 
multifaceted nature. A few powders framing systems 
utilizing tying operators are known separated from the 
Pim method, which may be tallied, by and large, to the 
pressureless shaping, as high weight trademark for the 
infusion moulding machines is not utilized within them. 
Despite the shaping methods displayed in article 
"Alternative to Pim: variant on very nearly the same 
topic" by R.M. German, i.e., pressureless shaping, 
expulsion moulding, and infusion moulding, the whole 
process is made out of blending the powder with the 
coupling executor, structuring, debinding, and 
sintering. Writer of the article numbers the 
accompanying methods to the pressureless 
structuring: submersion method in which the coupling 
operator partition is in the vicinity of half, slip throwing 
of the polymer-powder slurry into the elastic moulds, 
sprinkling comprising in blanket the surface with the 
coupling executor and next cleaning it with powder, 
electrophoresis, strip throwing, overlaying surfaces 
with slight layers created in strip throwing process, 
stream printing on element surface, laser 
stereolitography, expulsion of slurry through the slim 
spouts in the x-y arrange system, surface spraying. 

 

Fig. 1. Selection of manufacturing technology 
depending on production scale and product 
complexity. 

Data presented in Figure 2 pertaining to sales of 
elements made using PIM technique from 1987 to 
2007 unambiguously prove how considerable is 
development of this method. Metal Injection Moulding 
(MIM) is of special importance. Total sales of the 
ceramic, metal, and composite elements is 
represented by curve denoted as PIM. 

 

Fig. 2. Sales forecast for elements fabricated using 
the metal powder injection moulding method – MIM, 

and of metal and ceramic together – PIM. 

BACKGROUND 

A past study by the Rapid Manufacturing Research 
Group (then at De Montfort College, UK) in 2000 into 
the money matters of utilizing Rp machines for 
medium to high volume production recommended 
that particular laser sintering (SLS) machines may be 
used to prepare little parts in volumes up to 14,000 
more monetarily than infusion moulding (1,2). Since 
that time SLS has advanced as the most suitable 
process for Rapid Manufacture (RM) around the 
present extend of accessible advances and is utilized 
to produce items as different as bespoke portable 
amplifiers, air ship channels and parts for equation 1 
dashing autos (3). Regardless of these victories, SLS 
has not been utilized for medium to high volume 
arrangement handling (amplifiers are transformed in 
high volumes however every one is bespoke so this 
does not constitute high volume arrangement 
handling). The investment study in 2000 showed that 
one of the major wellsprings of cost for parts made in 
arrangement handling on SLS machines was 
machine cost. Machine cost for parts is managed by 
the cost of the gear needed for assembling and the 
speed of processing accomplished. In this manner by 
lessening the cost of a layer manufacturing machine 
and expanding its throughput, a much more 
aggressive process, suitable for medium to high 
volume arrangement handling may be attained.  
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The most clear approach to decrease the cost and 
increment the speed of a SLS machine is to dispense 
with the necessity for a laser. Wiping out the laser 
requires an elective method for specifically sintering 
powder. The High Speed Sintering (HSS) process 
works by changing the absorbance of approaching 
brilliant vigor such that chose ranges of the surface 
assimilate sufficient vigor to raise the temperature to 
the melt focus while different ranges, that retain less 
vigor, don't surpass the melt focus. 

 

Figure 3. Cross sectional view of the High Speed 
Sintering Process 

CHARACTERISTICS OF HSS  

The Crucible Tool Steel and Specialty Combination 
Selector handbook plots HSS attributes for exceptional 
cutting-tool performance:  

• High achievable hardness, for the most part a base 
hardness of HRC 63. Average metal-cutting tools may 
be HRC 64–68, contingent upon evaluation and 
application. High carbon content, on top of elements to 
push a more careful hardening process, are normal to 
all HSS for this reason.  

• High wear resistance to push edge maintenance 
throughout cutting. Consistent scraped area wears 
away tool surfaces. The high volumes of wearresistant 
carbides in HSS micro-structures helps in opposing 
this scraped spot.  

• Sufficient affect sturdiness to handle intruded on 
cutting applications, to abstain from chipping 
throughout cutting, and to evade breakage in delicate 
tools. HSS are eminently harder than carbide or 
ceramic materials.  

• High hardness at raised temperatures includes both 
red hardness (the capacity to stay hard at hoisted 
temperature throughout cutting) and temper resistance 
(the capacity to oppose changeless softening over the 
long haul because of high temperature introduction). 
The tungsten or molybdenum substance push these 
properties. The point when required, cobalt further 
improves red hardness.  

HIGH TEMPERATURE TREATING HSS  

The high temperature treating of HSS is an included 
process. The Crucible Tool Steel handbook referenced 
above additionally diagrams the proposed process for 
M2 HSS (the most well-known steel utilized in English-
made tools):  

• Preheat to 1,500–1,550˚f.  

• High-high temperature to 2,100–2,225˚f for 2 to 5 
minutes.  

• Quench in salt shower or oil to 1,000– 1,100˚f, then 
air-cool to hand warm (150˚f). Temper instantly.  

• Temper at 1,000˚f or higher two times for no less 
than two hours. Treating at 1,025˚f yields a 63.5 HRC, 
while treating at 1,050˚f yields a 62.6 HRC. Both are 
ideal for most extreme strength and adequate anxiety 
alleviating.  

• Air-cool to room temperature between tempers.  

The masters I spoke to accept that the more level 
than-typical levels of hardness in a percentage of the 
specimens in the test may have been because of 
mistakes in the hotness treating process instead of a 
cognizant decision to make a softer tool. The hotness 
treating of HSS is a most critical part of the 
toolmaking process—one that must be done precisely 
and with great care. 

DESIGN METHODS 

HSS (high-speed steel) steel which is important for 
cutting tools is used in experiments. Chemical 
composition of HSS (high-speed steel) steel used in 
experiments. HSS (high-speed steel) is the most 
important one in its category. It has resistance against 
water and acid. Apart from these, it is used in every 
area of industry as its processing is easy. It is aimed 
to provide increase in fatigue properties and therefore 
low wearing value when AlTiN and TiN-coated high-
speed steels are used as cutting tool. Moreover, 
AlTiN and TiN coating applied to HSS steels consists 
of process as heating, etching, coating, etching, 
coating and cooling. 

These processes take about 4 h at 650°C and then 
cooling process. For this reason in this study, coated 
HSS parts and uncoated ones are compared to have 
a better understanding on their fatigue and tensile 
properties. Steel samples, before coating were 
grinded with 80, 200 and 400 grit and cleaned with 
acetone. Thus, hazardous effect of oxide, 
contamination and grease on sample surface was 
hindered. Then, AlTiN and TiN coating was applied to 
samples in CemeCOM AG CC800 apparatus. 

For the high-speed steels design, as a task which is 
the optimization one because of the computational 
method employed, it was assumed that the criterial 
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properties are hardness and fracture toughness 
expressed by the fracture toughness KIc. Moreover, 
the heat treatment technological parameters are 
optimised also, i.e., austenitizing-, and tempering 
temperatures. Achieving the main goal required 
carrying out the following partial tasks, consisting in: � 
development of the high-speed steels hardness model 
making it possible to compute hardness based on the 
steel chemical composition and its heat treatment 
parameters (austenitizing and tempering 
temperatures). � development of the model making it 
possible to determine the high-speed steels fracture 
toughness, based on the steel chemical composition 
and its heat treatment parameters (austenitizing and 
tempering temperatures). Moreover, the 
supplementary research was done of the structure and 
mechanical properties of the selected high-speed steel 
grades to complement the set of the relevant data 
collected so far, necessary for the experimental 
verification of the developed material models. 
Investigations of the mechanical properties included 
hardness tests of steel in the hardened state and after 
tempering and measurements of the fracture 
toughness KIc. Microscope examinations included the 
volume fraction of carbides and their segregation with 
the light microscopy methods and scanning electron 
microscopy methods using the image analysis system. 

CONCLUSION 

In view of the results described above the main 
conclusions may be described as follows: 

 copper aids densification of both HSS-Cu and 
HSSWC- Cu composites, whereas tungsten carbide 
additions have the opposite effect, 

 additions of tungsten carbide increase 
hardness of HSS-WC-Cu composites except for 
materials containing 45% Cu; it has been found that 
the lower is the copper content the more profoundly is 
the hardness affected by tungsten carbide additions, 

 tungsten carbide markedly increases 
resistance of HSS-WC-Cu composites to the sliding 
wear, • copper effectively decreases friction coefficient 
of HSS-(WC)-Cu composites, 

 microstructure of HSS-(WC)-Cu composites 
comprises two microstructural constituents i.e.: 
transformed austenite regions, with primary and 
secondary carbides, and copper rich, tungsten carbide 
impregnated (where added) regions, 

 simplicity and flexibility of dilatometry render it 
useful as a complementary technique for the 
estimation of characteristic temperatures in HSS 
compositions. 

 Infiltration of porous HSS skeleton with liquid 
copper has proved to be a suitable technique whereby 
fully dense HSS based materials are produced at low 
cost. 

 Direct infiltration of green compacts with 
copper results in the higher hardness and higher 
resistance to wear of the M3/2 and M3/2+30 %WC 
composites, and allows to cut the production cost. 

 The mechanical properties of the HSS based 
composites are strongly dependent on the tungsten 
carbide content. The additions of tungsten carbide 
increase the hardness of HSS based composites, but 
decrease their bending strength. 

 Tungsten-rich M6C type carbide is formed as 
a result of the chemical reaction between the 
tungsten monocarbide and HSS matrix 

 The carbides seen on the wear-surfaces of 
as infiltrated composites are being crushed and 
pulled out of the matrix to act as abrasive particles. 
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