@ Physical Properties
Specific gravity (g/cm’) 7.87
Coefficient of expansion -150°C -200°C -300°C Retained austenite
(x10°/°C) 13.0 13.5 14.2 14%
Thermal conductivity temli%(r’;rfure 100°C 200°C 300°C 400°C 500°C
(cal/cm - sec - °C) 0.057 0.060 0.064 0.064 0.065 0.062
Young's modulus (E) 21,700 ( kgf/ mm?)
Modulus of rigidity (G) 8,480 ( kgf / mm®)
Poisson's ration (v) 0.28 High Hardness & Toughness

New,General-Purpose Cold Die Steel

@ Stabilization Treatment

It is possible to control dimensional change with time by additional stabilization treatment (250°C~400°C)
after high-temperature tempering.
The best temperature of stabilization treatment is 400°C.

@ Heat Treatment vs. Properties
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exceeds SKD11 in strength and wear resistance.

dies made of DCS53 are less faced with the problems such as cracking and chipping, which
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High-speed blanking punches, stainless steel sheet punches
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Heat Treatment Quality Characteristics

Our newly developed cold die steel, DC53, is an improvement over the alloy tool steel SKD11 specified in Japanese Industrial @ Relationship Between Tempering @ Relationship Between Hardness
Standard (JIS) G4404. It eliminates the disadvantage of insufficient hardness and toughness, resulting from high-temperature Temperature and Imp act Value and Impact Value
tempering found with SKD11, and is intended to replace SKD11 in use for general oses and precision dies. o ‘ ‘ ‘ ‘ ‘ o6 DC53
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