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Application Research of 3Cr3AMo3VNb in Hot Punching
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Abstract: The punch life of hot punching for high-alloy steel is related to die and product cost, production efficiency, use of auto-
matic equipment, therefore the choice of punch material, billet preparation and punch manufacture should be paid attention.
3Cr3Mo3VND is used in hot punching of high-alloy steel. In order to improve the punch life the punch material composition are opti-
mized. Electroslag remelting is used in refining and the impurity is reduced. The billet is forged twice with large forging ratio. Vacuum
furnace is used in heat treatment. Temper is conducted three times. The hardness after heat treatment is taken as HRC42 ~ 46.
Chrome-plating is used as surface treatment. Hot punching experiment is conducted. It shows that the average life of punch by
3Cr3Mo3VND is over 800.
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Fig. 1 Electroflux refining furnace
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Fig. 2 Square billet by first forging
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Fig. 3 Vacuum furnace
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Fig.5 Punching experiment
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Table 1 Punch life in punching experiment
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