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(Technical Data)
Surface Treatments Available for Molds

B Suface Treatments
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B Relationships between Mold Materials and Heat Treatments

Type Materials Heat treatment method Important points
Structural alloved steel Tufftriding with gas or salt bath 0 Less deformation
(5600 5800 ) 0 Not suitable to glossy finish
Carbon tool steel
Prehard ool lon tufftriding O Less deformation
reharden stee (4000 57001) [ Glossy finished part should be polished again
Surface -
treatment Thermal refined alloyed tool steel (F;\(/)I(D)Etlrggtorge)m B kgf‘;%%f?erg?gggpand release easy
0 Glossy surface is coated strong
Thermal refined 13Cr .=~ [ cyp yreatment g Be careful to deformation,
tainl teel rasion resistant, heat resistant and release easy
slaimless slee’s (8000 120000 0 Be careful to deformation
Gas furnace O Much deformation
7| Overall Electric furnace ) ) )
Structural alloyed steel quenching | salt bath O Processing required after quen-ching
Carbon tool steel Partial { Frame quenchlng O Partial quenching is available
) quenching | Laser quenching
Quenching Alloyed tool steel
13Cr stainless steels [ Higher abrasion resistance and pressure resistant strength
Vacuum quenching 0 Glossy finish can be maintained.
High-speed steel O Select air-cooling steel
Quenching and Quenching the material with high . 0 Most abrasion resistant
) : . Surface treatment after quenching ) ) o )
surface treatment | | tempering resitance till very hard [J Suitable to mass production and engineering plastic
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