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Sulfur free cutting type -
Improved machinability 8% Chromium tool steel

to save processing time and cost
Improved weldability

to be able to repair more easily than SKD11
Improved distortion after heat treatment

to save finish processing time SKD11

Improved toughness
to prevent chipping and crack progressing
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Technical data
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The machinability of SXACE is superior SKD11[CLERTREFTY

to that of SKD11 on face mill. Even after hardening, SXACE can be

machined more easily than SKD11.
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SXACE 8%CrRHIl SKD11

Sulfur free cutting type - 8% Chromium tool steel

2 A Weldability
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SXACE is easier to handle in repair - welding than SKD11. SXACE has a smaller risk of the development
of welding crack than SKD11.

SXACE has a superior weldability in this class of steel, but welding repair should be done by proper welding process
for conventional cold work die steel, such as SKD11, to get good results. All of welding materials for SKD11 are available.
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4 EHAIE Heat treatment
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It is possible to handle as SKD11 in quench - tempering process for getting

high hardness. The maximum hardness is over HRC60. After high temp.
tempering, SXACE can get higher hardness than SKD11.
SXACE has less distortion than SKD11 after heat treatment.
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development of cracks and chipping.
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6. R EANIEYEE Surface treatment
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Each hard coating is available, including PVD, CVD and TD,
to obtain extreme wear resistance. Recoating is also available.

Hardness after tempering
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@®SXACE : Ideal material for dies with hard coating, including PVD, CVD and TD,
due to uniform micro structure and high toughness!!
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Surface condition after diamond - scratching test
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material’s surface after peeling the coating layer with peeling liquid.
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/ SXACE is able to keep smooth surface much better than SKD11 after the
peeling process, so SXACE can maintain excellent adhesion of hard-coating
layers on it even after the recoating process.
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The information and data in this sheet are typical and average values which performed on specific condition.
Therefore, there is no warranty with respect to the values in actual conditions.
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