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Abstract: In this research, the effects of partially replacing of vanadium and molybdenum with niobium on the
mechanical properties of AISIH 13 hot-work tool steel have been studied. Cast samples made of the modified new steel
were homogenized and austenitized at different conditions, followed by tempering at the specified temperature ranges.
Hardness, red hardness, three point bending test and Charpy impact test were carried out to evaluate the mechanical
properties together with characterizing the microstructure of the modified steel using scanning electron microscope.
The results show that niobium addition modifies the cast structure of Nb—alloyed steel, and increases its maximum
hardness. It was found that bending strength; bending strain, impact strength, and red hardness of the modified cast
steel are also higher than those of the cast HI3 steel, and lower than those of the wrought H13 steel.
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1. INTRODUCTION

Nowadays, AISI H13 is one of the most
famous hot-work tool steels and dies [1], which is
widely used as die casting and hot forming dies
[1]. High toughness, high hardenability, good
machinability, low distortion during heat
treatment and low cost have made this steel as a
very useful tool steel [1]. The as cast structure of
this steel, as mentioned in the previous paper [2],
consists of some eutectic chromium carbides plus
semi globular MC, vanadium carbides, and MC,
molybdenum carbides, in a martensitic matrix.
The steel with this microstructure doesn't have
desirable mechanical properties, due to the
presence of eutectic structure, and therefore,
makes it necessary the microstructure to be
modified by hot-working. It is reported that [3,4],
spray forming is an effective way to manufacture
the cast-H13 steels as near-net-shape molds, dies,
and related tooling.

The microstructure of austenitized and
quenched wrought HI13 steel consists of
martensite and retained austenite [5]. There can
be some MC carbides at austenite grain
boundaries, if the cooling rate is insufficient [5].
Hardness of the quenched steel increases with
increasing heating temperature, due to increasing
the amount (about 1 vol.% [5,6]) of dissolved
carbides in the matrix. Although, high
temperature austenitization raises the retained
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austenite, it is not enough to decrease the
hardness of steel [5]. Increasing heating
temperature can also increase the hardenability,
decreasing the bainite formation, increasing the
homogeneity of steel, and leads to austenite grain
growth [6]. Formation of bainite, with coarser
structure than martensite, decreases the
toughness of the steel [7].

The H13 steel has a mild secondary hardness,
induced by tempering, during which large
amounts of ultra fine carbides form on martensite
plains, twin boundaries, and dislocation [8].
Tempering the steel at temperatures higher than
this secondary hardening peak makes it soft, due
to over tempering phenomenon [9].

Niobium is a strong carbide former element,
producing MC carbide [10]. This carbide forming
from the beginning of solidification can refine the
cast structure [2]. On the other hand, because of
having low solubility in austenite [11], this
carbide, isn't dissolved in it, even at high
temperature [12], hence it can control the
austenite grain growth [10,11]. Science the as
cast HI13 steel does not have desirable
mechanical properties, some researches have
been done to change the standard composition of
H13 in the new one [13], associated with adding
the rare earth metal for modification the cast
microstructure [14]. As one of the authors
(Sh.Kheirandish) has some experiences on the
substitution of standard alloying elements of the
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high speed steel [15], and the hot-work tool steel
[2] with Nb, the aim of this research is to
substitute the primary carbides of H13 steel,
which are explained earlier to be Mo,C and VC
carbides, by NbC to produce the cast hotwork
tool steel, in which 0.5% V and 0.4% Mo were
replaced by 1.1 % Nb [2].

2. EXPERIMENTAL PROCEDURES

The melt was prepared in a 25 kg induction
furnace with the max. frequency of 3 KH, max.
power of 75 KW, and 1200 V without protecting
gas, and poured at 1600°C in the ceramic
investment mould at room temperature to make
cubic (14x14x14 mm) and rectangular
(10.5%10.5%x55 mm) samples. The cast samples
were homogenized at 950, 1000, and 1050°C for
1 to 3 h using electrical furnace with +3°C
accuracy.  Homogenized  samples  were
austenitized at the conditions shown in table 1
using the same furnace, followed by oil
quenching and double tempering for 1 h at 350,
450, 550 and 650°C.

Metallography examinations were done by
light microscope and SEM electron microscope
attached with EDS analyzer. Hardness of samples
was measured by Rockwell C machine with the
accuracy of 1 HRC. Standard Charpy test was
also done to measure the impact toughness of
samples. Mechanical strength of the new steel
was studied by three points bend test on 7x10x26
mm specimens with 0.3 mm/s strain rate.
Fractured surfaces of the bending samples were
also studied by SEM for better understanding of
the fracture behavior of the specimens. To
evaluate the ability of the modified steel to keep
its hardness after holding at high temperature for
4 hours, the retained hardness of samples at room

temperature (red hardness) was measured [16].

Each result of mechanical properties is the
mean of at least 5 measurements of hardness, 4
measurements of Charpy test, and 3
measurements of bending test.

3. RESULTS AND DISCUSSIONS:

The compositions of the standard wrought and
cast H13, and also the cast Nb-modified H13 are
given in table 1. Fig. 1 shows the general view of
as-cast microstructure of the modified steel.
Niobium carbides, point A, in martensitic matrix
can be seen in this figure. There are some light
areas, point B in this fig., which are due to the Cr
segregation during solidification. A  brief
discussion of the cast microstructure of this steel
was given in the previous paper [2].

Figs.2 a and b show the microstructure of
homogenized and austenitized samples after
heating at 950 and 1100°C respectively, followed
by oil quenching. The shape and amounts of
niobium carbides, point A, don't change upon

SE 95 il
Fig. 1. Cast microstructure of the Nb-modified H13 steel,
showing NbC network, point A, high concentration of
chromium area, point B, in martensitic matrix.

Table 1. Composition (wt %) of wrought and cast H13, designed steel and modified H13.

C Mn | Si Cr Ni Mo |V Nb
Wrought H13 0.4 035 |1 52 |02 135 |1 ---
Cast H13 044 |04 1.1 53 0.08 | 1.58 | 1.1 ---
Nb modified H13 047 |04 1.1 52 |0.1 1.05 | 0.6 1.0
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Fig. 2. SEM microstructures of homogenized and austenitized modified H13 steels at a- 9500C, and b- 11000C.

{
Fig. 3. Lath martensite matrix of the quenched modified
H13 steel.

austenitizing due to their high stability [11] and
low solubility in austenite [12]. The matrix point
B, are lath martensite formed during oil

quenching, which can clearly be seen at higher
magnification, fig.3. There are also some fine
vanadium and molybdenum carbides, point C,
fig.2a, which are not dissolved in austenite as a
result of applying insufficient austenitization
temperature. As shown in fig.2b, these fine
carbide particles are dissolved in matrix when
applying the higher austenitizing temperature of
1100°C.

Fig.4 shows the hardness of the new steel, cast
and wrought H13 in as-quenched condition
versus  austenitizing time at  different
temperatures. As shown, hardness increased with
increasing heating time and temperature, as a
result of dissolution of more carbides in the
matrix when applying higher temperature or
longer time. This, in turn, results in the
dissolution of more C, Cr, Mo and V in matrix,
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Fig. 4. As-quenched hardness of steels at different austenitizing times and temperatures.
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Fig.5. Hardness of steels versus tempering temperatures.

and therefore, the harder martensite will be
formed after quenching. Fig.4 also shows that
hardness decreases for austenitizing times of
more than 20 minutes, resulting from the
increasing of retained austenite in microstructure.
In fact, increasing of the alloying elements
dissolved in matrix decreases the MS temperature
[5], and increases the amount of retained
austenite. Although it is reported that [17]
cryogenic treatment can completely remove the
retained austenite, in the current research this
phase is removed by tempering. It can be seen
that hardness of the modified steel is always
higher than that of the cast H13, which is due to
the modification effect of Nb and better
homogeneity of the microstructure of this steel
compared to the cast H13 steel. The hardness of
wrought HI13 is also given in fig4 for

comparison purposes.

Variation of hardness with tempering
temperature is shown in fig.5 for different
austenitizing temperatures. As seen, the maximum
hardness is obtained at the tempering temperature
of 4500C at all austenitizing temperatures, except
950°C, which is attributed to the formation of the
largest amounts of coherent secondary carbides of
Mo and V [18]. Tempering at the higher
temperature leads to rapid reduction of the
hardness, resulting from over tempering
phenomena, induced by losing the coherency of
ultrafine carbides, and their further growth [19]. It
seems that austenitizing at 950°C can’t produce an
austenite with sufficient carbon and alloying
elements; hence the secondary hardening doesn’t
occur during tempering at this condition [6]. The
master hardness curve of the Nb-modified H13
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Fig. 6. Bending strength of steels versus tempering temperatures.
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Fig. 7. Bending strain of steels versus tempering temperatures.

steel is higher than those of the cast H13, due to
the more homogeneity of the microstructure of
modified H13 steel. It can also be seen that this
hardness is even higher than that of the wrought
H13, due to the dominant effect of Nb in
secondary hardening [20].

Figures 6, 7, and 8 show the variations of
bending strength, bending strain and impact
strength of samples, austenitized at different
temperature, in terms of tempering temperature.
It can be seen that the bending strength (fig.6) of
all samples has a maximum strength at 450°C, at
which the secondary carbides are precipitated
from the matrix, acting as the barrier against
dislocation movement [19]. The trend of
variation can be explained the same as what
mentioned for fig.5, but it must be noted that the
wrought H13 steel always exhibits higher

strength than the modified steel, while the inverse
is true for the cast H13. This is due to the
microstructure of these three steels. It means that,
although the homogeneity of themodified steel is
better than that of the cast H13, it is still lower
than that of the wrought H13. Fig.6 also shows
that applying the higher austenitizing
temperature, results in the dissolution of more C
and alloying elements in austenite, and therefore,
formation of martensite with higher strength [21].

The same discussion can be used to explain the
trend of variations shown for bending strain,
fig.7, and fig.8.

As toughness of the steel decreases with
increasing of its strength, the lower bending strain
and impact strain are achieved at this condition. This
is the reason for appearance of minimum points in
all curves at the tempering temperature of 450°C,
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Fig. 8. Impact strength of steels versus tempering temperatures.
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Fig. 9. Retained hardness (red hardness) of steels versus tempering temperatures.

Fig.10. Fracture surfaces of bending specimens of, a- cast
H13, b- modified cast H13, and c- wrought H13 steels,
austenitized at 1020 °C, oil quenched and double tempered
at 450°C.a

MAG=mx100

figs. 7 and 8, where the maximum strength and
hardness are achieved, figs 5 and 6. It can also be
seen in these figs. That, the cast H13 has the
minimum bending strain and impact strength,
resulting from its heterogeneous microstructure,
while the wrought H13 exhibits the maximum
bending strain and impact strength, due to its
homogeneous microstructure.

Variations of retained hardness, or red
hardness, of all steels with tempering temperature
are given in fig.9. As seen, hardness of all steels
decreases after tempering temperature of 450°C,
as a result of removing the coherencies of fine
secondary carbides, and also growing the carbide
particles [18]. It can be seen, from fig. 9, that
retained hardness of modified steel, austenitized
at 1000 to 1100°C can be even higher than that of
the wrought H13, due to the effect of Nb on the
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resistance to softening [21].

Figs.10a, b and ¢ show the fracture surfaces of
bending specimens of the cast H13, the modified
H13 and the wrought H13 steels respectively,
austenitized at 1020 oC, oil quenched and
tempered at 450 °C. The wrought H13, which has
more  homogeneous  microstructure  with
distribution of semi globular fine carbides, has
the finer and more homogeneous fracture surface,
fig.10c, in comparison with microstructures of
the unmodified and the modified cast H13. The
more homogeneous fracture surface of the Nb-
modified steel, fig.10b shows the finer and more
homogeneous structure than the fracture surface
of the cast H13, fig.10a. Hence, the modified H13
is more brittle than the wrought H13 steel, and
more ductile than the cast H13.

CONCLUSIONS

Replacement of 0.5 wt% V and 0.4 wt% Mo by
1.1 wt% Nb in the cast AISIH 13 hot-work tool
steel has the following results:

1.  Microstructure of the modified steel is
more homogeneous and finer than that of
the cast H13 steel.

2. The modified steel has a secondary
hardness about 600HV, at 450°C tempering
temperature.

3. Hardness and red hardness of the modified
steel is higher than those of the cast and
wrought H13 steel.

4. Bending strength, bending strain and
impact strength of the modified steel are
higher than those of cast H13, but are lower
than those of the wrought H13 steel.

5. The new modified cast tool steel heat
treated at optimum conditions,
homogenized at 1100°C for 1h, austenitized
at 1000°C for 20 min, followed by oil
quenching, and double tempered at 450°C
for 1h has following mechanical properties:
Hardness 590 HV, bend strength 2571 MPa,
bend strain 6.9 %, impact strength 23.5 J.

REFERENCES

1. “Properties and selections: irons, steel, and high
performance alloys”, Metals Handbook, ASM,

28

10.

I1.

12.

13.

14.

vol.1, 10th Edit., 1990.

Noorian, A., Kheirandish, Sh., “Effect of
niobium on the microstructure of cast AISIH13
hot-work tool steel”, J of Iron and Steel
Research International, 2008, 15, 61.

McHugh, K.M., Lin, Y., Zhou, Y., Lavernia,
E.J., "Influence of cooling rate on phase
formation in spray-formed HI13 tool steel”,
Materials Science and Engineering A, 477,
2008, 50.

Yang, Y., Hannula, S-P., "Sprayformed hot-
work steels for rapid tooling", Journal of
Materials Science and Technology, 19, 2003,
172.

Roberts, G., Krauss G., Kennedy, R., "Tool
Steels", 5th Edi., ASM, 1998.

Pacyna, J., Mazur, A., “The influence of grain
size upon the fracture toughness of hot-work
tool steel”, Scand. J.of Metall., 12, 1983, 22.
Okuno, T., “Effect of microstructure on the
toughness of hot-work tool steels, AISI. H13,
H10, H19”, Trans. of IS1J, 27, 1987, 51.
Krauss, G.,, Amateu, M., “Steels, Heat Treatment
and Processing Principles”, Applied Mechanics
Reviews, 43, 1990, B249.

Elliott, T.L., “Improving Tool Life by Correct
Heat Treatment”, Proc. Of Int. Conf. of Heat
Treatment, London, England, 1981, 143-148.
Guimaraes, J.R.C., Branco, J.R.T., Kajita, T,
“Partial substitution of niobium for vanadium in
H13 hot-work tool steel”, Mat. Scie. & Tech., 2,
1986, 1074.

Balasuramanian, K., Kroupa, A., Kirkaldy, J.S.,
“Experimental investigation of thermodynamics
of Fe-Nb-C austenite and nonstoichiometric
niobium and titanium Carbides (T=1273-
1473K)”, Metall. & Mater. Trans. A, 23A, 1992,
729.

Kesri, R., Charee, M.D., “Phase equilibria and
solid state transformation of white cast irons
containing niobium”, J. of Mater. Sci., 22, 1987,
2959.

Wang, S., Wang, F., Chen, K.M., Cui, X, "A
newly-developed high wear resistant cast hot-
forging die steel", ISIJ International, 47,
2007,1335.

Lan, J., Jun, J., Ding, W.J., Wang, Q.D., Zhu,
Y.P,, "Study on heterogeneous nuclei in cast
H13 steel modified by rare earth", Journal of


https://www.iust.ac.ir/ijmse/article-1-257-en.html

[ Downloaded from www.iust.ac.ir on 2026-01-02 ]

A. Noorian, Sh. Kheirandish and H. Saghafian

15.

16.

17.

18.

19.

20.

21.

Rare Earths, 19, 2001, 280.

Kheirandish, Sh., Mirdamadi, Sh., Kharrazi,
Y.H.K., “Effect of niobium on cast structure of
high speed steel” Steel Research, 68, 1997, 1.
Kheirandish, Sh., Mirdamadi, Sh., Kharrazi,
Y.HK., “Optimization of the mechanical
properties of cast Nb-alloyed high speed steel
Berg und Huettenmaennische Monatshefte (B H
M), 142, 1997, 102.

Molinari, A., Pellizzari, M., Gialanella, S.,
Straffelini, G., Stiasny, K.H., “Effect of deep
cryogenic treatment on the mechanical
properties of tool steels”, J. of Mater. Proc.
Tech., 118, 2001, 350.

Dobrzanski, LA, Mazurkiewicz, 1.,
Hajduczek, E., “Effect of thermal treatment on
structure of newly developed
47CrtMoWVTiCeZr16-26-8  hot-work  tool
steel”, J. of Mate. Proc. Tech., 157-158, 2004,
472.

Leitner, H., Staron, P., Bischof, M., Clemens,
H., Kozeschnik, E., Svoboda, J., Fischer, F.D.,
“Coarsening of secondary hardening carbides in
a hot-work tool steel: experiments and
simulation”, Proc. Of Conf., Materials Science
and Technology, MS and T 2004; Volume 1:
AIST Process Metallurgy, Product Quality and
Applications Proceedings, Sep 26-29 2004,
New Orleans, LA, United States, 623-632.

Hu, X.B., Li, L., Wu, X.Ch., “Microstructure
changes of HI3 hot-work tool steel with
niobium during thermal fatigue”, Heat
Treatment of Metals, 30, 2005, 27.

Wei, F., Huang, Z., Zhu, Y., Zhou, J., Yu, H.,
Xu, T, Liu, F, Yao, Y., “Study on
microstructures and properties of several kinds
of hot-working die steel”, J. of Shanghai Univ.,
2, 1998, 148.

29


https://www.iust.ac.ir/ijmse/article-1-257-en.html
http://www.tcpdf.org

