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HEAT TREATMENT FOR

- carbide tipped drills HSS bodies
- gundrill HSS bodies

CARBIDE TIPPED DRILLS : HEAT TREATMENT requirements

This procedure should be used for those companies which use our M2 bars :
o for the manufacturing of carbide tipped drills
0 as a replacement for the usual alloy steel tube / pipe of gun-drill bodies

For this application, the tool maker does not wish to obtain the maximum possible hardness, because the HSS is not
used for its cutting ability. It is the carbide tip or the carbide top head that does the cutting work. However, the body
needs to offer the following advantages :

Tool body Required features
0 Ability for proper straightening
0 High toughness
o High Ultime Tensile Strength
In order to achieve these features together, a special heat treatment must be processed.

FORECREU HEAT TREATMENT PROCEDURE

Forecreu recommends the following heat treatment procedure : Hardening and Tempering
(see reference curve below)

0 Hardening : austenitising temperature 1100-1120°C (2012-2048°F). Obtained hardness
o Tempering : 2 tempers of 2 hours each at 550-565°C (1022-1049°F). is approx. HRc 60/61
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Please contact our office for any additional information or documentation. Dimensional information and technical drawings in this document are for reference only. Some of the product
characteristics indicated in this document may be modified at any time at the company’s discretion. Our company is not responsible for the use of our products outside standards prescription and
what our commercial documents are indicating.
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