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Abstract

In this paper, the mechanical properties and hardness of the drill bit body samples were tested to
determine the heat treatment process of the material from the study of the hot embedded teeth
process. The reasonable interference between the alloy column and the tooth hole is determined
by testing the thermal expansion coefficient. Subsequently, the mounting temperature was deter-
mined by the test of the interference amount and the holding force of the hole plate hot embedded
teeth. Through the verification of the rock drilling experiment in the mine site, the feasibility of
the hot embedded tooth process in the mass production of the mine drill bit is determined. Com-
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pared with the traditional cold pressing tooth fixing and welding tooth fixing process, the hot em-
bedded tooth fixing process is used to fix the teeth, which greatly improves the quality and life of
the drill bit for rock drilling, and finally achieves the purpose of improving product quality.
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Table 1. Q45NiCr1MolVA steel Mechanical properties after tempering at different temperatures
= 1. Q45NiCriMolVA 7 EiRE B A I HLR 1 B8 [3]

Oh Os s v
AL TR CVN J/m?
MPa %
880°Cii:, 300°C [nl -k 1878 1621 428 8 16.9
880°Cihii&:, 400°C [a] -k 1682 1500 38.6 10 16.7
880°Cihi&:, 450°C [a] -k 1607 1445 42.0 10 17
880°Cii:, 500°C [nl -k 1538 1409 450 12 20
880°Cihi&:, 550°C [a] -k 1530 1394 46.8 12.4 27
880°C i1, 600°C [H] -k 1447 1357 49.0 13 33.2
880°Cihi:, 650°C [nl-k 1311 1210 51.3 15 45.6
880°C i, 680°C[H] -k 971 896 60.0 20 815
880°Cii:, 700°C [nl-k 906 813 61.3 19 96.3
880°C i, 720°CH“k 851 696 59.0 23 98
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Figure 1. Q45NiCrlMolVA steel Me-
chanical properties after tempering at dif-
ferent temperatures
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2) JisrERe AT

EH% 45CrNiMol1V #1J5 960 [EI4NEE S, 418 880°C v, 43 %ILL 300°C*1 h [A]k. 400°C*1 h [A] 2k .
450°C*1 h [ulk, 330N 4% 2 4528

Table 2. Table of mechanical property test results
2. WFEMEENRERE

kB itk fE(KU2, J) % IRAH B (HRC)
popmTy B OEE BUE Wil F: ¥
MmE OMmE K gER HLl M2 A3 B A1 A2 A3 0B
(MPa)  (MPa) (%) (%) Il 18
880°C k. - - - - - - - - 565 566 562 56.4
880°C ¥k .
) Ck 1925 1705 105 48 295 32 30 305 526 526 521 524
300°C*1 h [a] k.
880°C &K .
) Crik 1801 1549 11 47 30 295 30 298 516 516 516 516
400°C*1 h [a] k.
880°C &K .
Crik 1558 1401 12 48 305 32 32 30 518 515 513 515

500°C*1 h [a] k.

I ERE TR R, Z0d 880°CHKSE, KRAAFMIEIK T2, SR ZEREK, 300°C*1 h [#]k
S BEAN R BE R 5, 400°C*1 h [l K JE Rl FEAISRE IR, 500°C*1 h [m] K5 il B2 AN B Ff Rz, DR b4
Al K T 2025 8 300°C 400°C AN 500°C =M s X T @M RIE 8 K G S AEE RN A A8 B
JICA RN Fy, 388 T LB K T2 AT AR L Py 7, T 0 e v o T A Py 827 e TR P e
R ZR G5 RS, 7R FEARIT (15 L 2 U0E R 500°C*1 h.

3) &AL T

HEAHHL T A H, [BKJE RAEEDRIES QBB ok, BRAITIRAN/N, (5] KR IR i ok P 45
g~ FHBRAIA a MR . HIES NSRRI ENBH R T SRR HEY . 1M E K2R KAk i 25k
FARANAMRLRBR A A E AR LR, HOA R AR P 7310 5 AL IR KL I B A 2. (RRKE KA
(R 2 1R B A 2R IR TR /N, [ K B AR AL SR B 35 2R IR S N4 /)y, DEFE LA PERE 1, i Ik
T o B e TR KAk . DRUbZR A58, TERE AR (1 0 A WOESE 500°C Hl k. &5 FRTR (LR 3), K
I aE RS ES M RE, 7E 880°CIHIE, 500°C [AIK 1 /NI A ARSI R, 534 25 TRM LI e FAE 5 ik 5
Bt e T R AR [ 15 T 20 B i R S LB 1 R K

Table 3. Table of metallographic structure analysis results

F* 3. EHEERANTERE

PAFET URIEEPS
880°C ik FRIR T IRAR + BOERIR T IR A, LA 2
880°C K. 300°C*1 h [a] -k Bk AR + KR R, BLE 3
880°C K. 400°C*1 h [a] k. [k Bk, LA 4
880°C K. 450°C*1 h [a] -k K A, DLE 5
880°C -k 500°C*10 min 8]k FK A + B KR, WA 6
880°C K. 600°C*10 min 8]k FKGAE + FRRKE, WA 7
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(a) TEOKAE % 100 £ (b) TBCK A% 500 i
Figure 2. Metallographic structure after quenching at 880°C
2.880CEXNEMHAER

(2) HOKAE% 100 1% (b) JBORAE % 500 %

Figure 3. Metallographic structure after quenching at 880°C, 300°C*1 h
3.880°Ci& A, 300°C*1 h BN EHELALR

(a) TBOK %% 100 i (b) TEOK A% 500 %
Figure 4. Metallographic structure after quenching at 880°C, 400°C*1 h
4.880°CiAN, 400°C*1 h [E:X&FHLELR
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(a) TBOK 5% 100 i (b) TR A%k 500 %
Figure 5. Metallographic structure after quenching at 880°C, 450°C*1 h
[&] 5. 880°CiZ A\ 450°C*1 h BN &HBLALR

20 ym
— ——

(@) TORAE%L 100 i (b) K A% 500 5

Figure 6. Metallographic structure after quenching at 880°C, 500°C*1 h
[& 6. 880°Ci% A\ 500°C*10 min [E]:X & HELHLR

(@) TORAE%L 100 i (b) K A% 500 5

Figure 7. Metallographic structure after quenching at 880°C, 600°C*1 h
7.880°CiEA, 600°C*10 min [E]:A £ 484A4LA
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AT E 45CrNIMo1V AREF kAR 35 U iR DL v i B i, ARk B I R, MR 843k
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2.3.1. LBKABS

N T HEARI IR [ 5 T2, SRR REGAAE R #E4T 7 880°C +500C*1 h Ik L&,

% 4 K REONRSEE AT 41, 1F 400°C~600°C KT FE X [, 2RI K 2502 Il 2 15 B T o i 4
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Table 4. Table of linear expansion coefficient test results

T 4. KEMERWRERSE

. o &% S
AR : -
A 2 UK

400°C 12.6261 x 10°°
450°C 12.8498 x 10°°
470°C 12.8981 x 10°°
500°C 12.9687 x 10°°
520°C 13.0207 x 10°®
550°C 13.1269 x 10°°
600°C 13.3488 x 10°°

2.3.2. WEMRERE

B 4 AN, fE 400°C~600°C PG AE X ), 2RI IK 22 502 bl 5 iR B2 T i 38 K. {5 2% R A kiR B2
XIHLIR 77 2= RE T2, BT DAXERE S 3EAT 880°CiHZE . 43 i LA 500°C*10 min [F] K. 600°C*10 min [A] K,
CLEAR IO UG T2 fE, 3 250ff L35 5:

Table 5. Rockwell hardness table after heat treatment

F 5 AEERRBER

% IRAH FE (HRC)
HAbETZ
Ml B2 M3 THME
880°C -k 500°C*10 min [A] k. 51.8 51.5 51.3 515
880°C -k 600°C*10 min [A] k. 476 48 478 47.8

2.3.3. FLIRALIE SR8 B
K H 34~ ©60 LK 880°C i, 500°C A1k ARIR 1 /N, Aot B CHEAT B EE IR A 98I . REAR S5 45 R
HHI T 8. 3% 6:

Table 6. Hardness test results of orifice plate heat treatment
< 6. FLARFASCIRREE MR LE R &K

FLAR AR B 2 Ik 45 SRR

1847 48 49 50
2 BiR] 50 50 51
3 BR 49 49 51
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Figure 8. Experimental orifice drawing
8. SEISFLIRIE
MR FERE5 WA, LR 880°CiHE, 500°C [HI KRR 1 /NEF, REEETE HRC48~51. & ik SEL Xt
XA IR 5 B DA % 5 B2 LR SE B R R
3. FEREE
SHGW A IS IREERE T K R TR A A [ UG WL
A B TR LK, BN FE P BEA R B RN T, XORRE RN ik K i A
&, B& 5N AT A %A 0.05mm. 0.06 mm 1 0.07 mm [4].
1) FLHCKA 950 JEFE 10.7 mm LI 6 1>, 960 JEEE 11.8 mm FLAK 2 4. & 9 Fir:

611 X3

GE0RER + GH0BEAR
EE: 1L 8m EFE: 10. Tmn
R 45CeNilolV WMR: 45CrNiMo1V

Figure 9. Orifice plate template drawing
B 9. FLAREEIRE

2) &4 XHJE R 10 mm. &5 15 mm. o1l mm FJE & 12 mm. 275 18 mm. @ll mm FFh 5
73 AE A — FLABRCI AN [R] LR b 34T & Sl & &2 59 0.05 mm. 0.06 mm A1 0.07 mm i #Ai il 14 .

3) LB FAR ] 14 T2 B AR SR A% 10

BV A A PSR ] 14 LA Ve, FRLVRUAR S S Bk 1A AR 9 FE %1 78 100~200 A 2 [f], @60 AL
MR DB TRJ7E 30 s~40's fidy, MBS EEIN#EE 500°C, MIFaR%eh % 40 I, IREFEZE 450°C, 5405
B A

4) HEH T8

Xof B [ 143 J RO il AT HE HH R ) S8 SRIREE AN 7 P
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Table 7. Data record of hot orifice plate alloy ejection pressure

=7 RIS SHEENBIECR

PRI S ST EABE LR
950 FLAR 4 0.05 mm i1 2 i3
5-1 3.2t 3.5t 3.5t
5-2 3.3t 3.6t 3.5t
050 FLAR 4 0.06 mm i1 2 i3
6-1 2.1t 2.5t 2.3t
6-2 2.1t 2.1t 2.2t
950 FLIR X 0.07 mm fL1 fL2 1.3
7-1 3.5t 3.5t 3.8t
7-2 3.4t 3.3t 3.6t
060 L1 X 0.05 mm X 0.06 mm K 0.07 mm
158K 5.7t 5t 5.8t
2 S 5.5t 5.5t 5.8t

HAE IS ) SR AR B vl 0, ERE &Y 0.07 mm i, HEH R UEOK, R RR, HIBRE hdRe
FEA W AERRARYT, A IR, SAESEPRN A, kb i A R 0.05 mm i A
&, UiKH 0.07 mm f A&

4. SCPRRL RIS

R D52 6 52 T 0 2 PRI B4 T 20 R32-060 4T SR, RIS 144 1
R32-p60 T Sk Ff it — AR B Ml 4 71 2617, SR 90 A LI 2B, 7227 1 1R R M £ = 814
OB B BB S BET TS0, AT SR VR 48~50 K, R FE A 2R
515 5] 55-60 K, TABIA FITACR.

5. &g

1) H4E Q45NICrIMolVA A [l KL [l K FIHUIPE RE AT IR I, UL BN R AL E . Rk
RE SHALH LRI L0, 15 45CrNiMolV SHM i £Fk, 7E 880°C i, 500°C [H] k2574
FITEOL T, ZRE BTN REIA B I, [T & R A T 22K,

2) K94 400°C~600°C HYR L XA, LRI AK RBCRBEE IR Tk, (BRI a] vy I 2 3 AT
PRAE R SRR B, BT CA G IR R B AT A3t IR IATRLEE R 500°C , 2226t AR B £E 10 min DLW,
I [ AR AT

3) fER IR, RN &E S WAL & EL N, SpmG a5 Rl mE ), HidmEd K,
FEMUA AR P W it & <, T SRAESERRg b feh, thiia e & &5y 0.05 mm, MR &EN
H10.07 mm, REWSFE REAN I B 40 75 558 5 5 < X RE PRAIEHL 5 ) 205

&E ik
[11 kR, /R KGR WIRERGE SLRIE R T E0]. &1, 1995(11): 3-9.
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[2] W%k, IR, HEE, 2 HFEAREIL G A VU SLEAREMI[Z]. $RFH: StRHETFEIETFL AT, 2005: 100-102.
[3] Zdpitte. 5T BTN S L AANIM]. StBH: StRRATARAE 7T Fris 4R, 2010: 99-101.
[4] RKHgEE, 7. 45CrNiIMolV BRIGEF Sk [ Ui T2 73], BARHLIN, 2012(3): 67-69.
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