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" Galling resistance is the image by KS-G coating treatment. Sufficient characteristics may not be obtained by coating other
~ than the KS-G coating as the case may be.
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Improves galling
resistance.

@Realizes steel material structure optimal for PVD
treatment.

@Enables improvement of the service life of the forming die
that does high-tensile processing such as bending and
drawing because the surface treatment coating is hard to
peel off.

Enables reduction of
chipping.

@Reduces large size carbides and debris that cause
chipping to a large extent, and improves fatigue character-
istic and toughness two to three times higher.

@Reduces chipping of the trimming die tip and cracking
troubles of the forming die, and enables to improve the
service life of the die.

ﬁg‘iﬁﬁ Service life of Die

ERNDOLYPTE  Ease of die manufacturing
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Machinability Dimensional change Weldability Electric discharge
by heat treatment machinability
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Improves
weldability.

@Reduces cracking trouble of the die by welding because
the alloy is designed to reduce welding cracks.

@Improves welding workability because welded metals
conform well and the bead is stabled by excellent compo-
nent design.

Realizes the best
dimensional change
characteristic by
heat treatment.

@Reduces dimensional change by heat treatment to a large
extent, suppresses directional variation to the limit, and
reduces die assembling workload.

Realizes utmost
machinability.

@Amazingly improves machinability about 3 to 10 times
higher as compared with the existing SKD11 improved
steel, and enables to reduce machining cost and time.
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NOGAM:§EMEWH§&0)§§E&ﬁ]r-s-u-ézt'cs H LU‘:gﬁb\ﬁﬂ&ﬁhﬁig Lf:o NOGA enables heat treatment under the same heat treatment conditions of SKD11, and becomes harder than SKD11 by 1 HRC by high

temperature tempering.
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NOGA is improved in the toughness and fatigue resistance characteristics to a large extent as compared with SKD11 steel and SKD11 improved steel.
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@i MC(BT40. 5.5kw)
O@IE:=% VC-MDI10mm
@JEEE 1 150m/min(4,800rpm)
@ix ') &:0.17mm/H(2,900mm/min)
@] Y3Ad+ Ad10mm  Rd0.5Smm
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Ball end milling
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@4 MC(BT50,7.5kw)

@ITE:=%F AJX14R5035A425¢ 50
@F v 71 JDMW140520ZDSR-FT VP15TF
@Y E:1.0mm/H

@1iAd : Ad1mm, Rd35mm

@22t :80mm

O T —T 00—

OFmHE: TRER. FvEY Y

Test conditions

@Machine: MC(BT50,7.5kw)

@Tool: Mitsubishi AJX14R503SA42S¢$50
@Tip: JDMW140520ZDSR-FT VP15TF
@ Feed: 1.0 mm/blade

@Depth of cut: Ad1mm, Rd35mm
@Protrusion length: 80mm

@Cutting fluid: Air blow

@Judgment of service life: Tool abrasion, chipping

Test conditions

@Machine: MC(BT40. 5.5kw)
@Tool: Mitsubishi VC-MD 10mm
@Cutting speed: 150m/min(4800rpm)
@Feed: 0.1 mm/blade(2,900mm/min)
@Depth of cut: Ad10mm Rd0.5mm
@Cutting direction: Down cutting

@ Protrusion length: 25mm
@Cutting fluid: Air blow
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@1 - MC(BT40. 5.5kw)

@ E:=% SRFH30532M

@F v 71 =% SRFT30 VP15SMF
@EIEEL:2,650min”!

@ 3#E 1 1,660mm/min
@13 Ad0.3mm, Rd0.7mm
@K 118mm
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Test conditions

@Machine: MC(BT40. 5.5kw)
@Tool: Mitsubishi SRFH30S32M
@Tip: Mitsubishi SRFT30 VP15MF
@Revolution: 2650min’’!

@Feed: 1660 mm/min.

@Depth of cut: Ad0.3mm. Rd0.7mm
@Protrusion length: 118mm
@Cutting fluid: Air blow

@Cutting direction: Down cutting
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% AR Welding conditions HEHBIRTORIE Y D7EWNEAN T 0y & TORMEERTT.
I R @Welding rod: SKD61 series 4.0 R s X
8 @EHEESKD6IR 940 @elding range: 50x150mm FHOAEE FMRFIEE S TRRDSE D &S
< @ FEFHE 50X 150mm @Welding current: 160A «Evaluation result is that on a square block without profile cutting.

0 @EEER160A @Number of layers: 3 layers The result differs by the material size, shape, etc.
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Ball end milling

T E&MIEEH# (m) Tool service life distance (m)
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@i MC(BT40, 5.5kw)
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Test conditions

@Machine: MC(BT40. 5.5kw)
@Tool: Mitsubishi SRFH30S32M
@Tip: Mitsubishi SRFT30 VP10MF
@Revolution: 2650min!

@Feed: 1660 mm/min. per blade
@ Depth of cut: Ad0.3mm, Rd0.7mm
@Protrusion length: 118mm
@Cutting fluid: Air blow

@Cutting direction: Down cutting
@ Machining length: 50m

8%Crif 8%Crifizy NOGA
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NOGA is amazingly improved in machinability further than the existing SKD11 steel and SKD11 improved steel.

(ﬁff;i L*a‘) (Annealed Material)
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Workability after quenching and tempering is also improved to a large extent, coping with correction machining after quenching and tempering.

€77 (Quenched & tempered material)
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Welding workability
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Welding crack
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O:No crack

Minute crack is produced.

NOGAIZHERDSKD11PSKD 112 R LENFESINRR ENMEL. RIFGHEEREZRLET,

NOGA is lower in welding crack sensitivity than the existing SKD11 steel and SKD11 improved steel, indicating good welding workability.

SKD11 8%Crifi  8%Crifizt ~ NOGA OiEL 3
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@Peening: None
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A welding rod of SKD61 material or equivalent is recommended.
@Arc welding rod: JIS: DF2B-B, DF3B-B, DF3C-B, etc.

@TIG welding rod: Please ask us about it because models differ by the manufacturer.

O%am: -5 478

Test conditions

@Machine: MC(BT40, 5.5kw)

e FENIEE S Surface treatment characteristics
@Cutti d: 22m/mil

OFeed b ismmiev

@Hole depth: 98.7mm (7D)

@Step: 3mm
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SKD11 8%Crifl  8%Criflat  NOGA

@NOGA realized steel material structure optimal
for PVD treatment.
Use of the new PVD surface treatment
"Machaon coat KS-G" of Koshuha All Metal
Service Co., Ltd. is recommended.

@The surface treatment of TD (VC) and CVD
(TiC) is also enabled, and the obtained film
thickness is equivalent to that of SKD11.
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