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DAC is most widely used as Die for Aluminium and Zinc
Diecasting. DAC is hot working tool steel with good
balance of strength, toughness and heat resistance.
With introduction of Isotoropy technology DAC has
become tougher and more isotropic to help life of dies
longer and stable.
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Features

*Good balance of both strength at elevated temperature and
toughness

*Good machinability with less deformation after heat
treatment

Applications
*General die for Aluminium Diecasting
*Die for Zinc Diecasting

*Die for low pressure casting

(Remarks)
Both forged and cast steel available for low pressure casting die with
prehardened condition of 30-40HRC.

Hardend hardness
45~48HRC general size dies
43~46HRC big size dies
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Quench cooling speed and Microstructure
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Standard Quality for Aluminium Diecasting
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Tempering is required at least two times or more.
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In compliance with diversification of diecasting technology, variety of steel
grade is prepared in order to best fit for each individual application.
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F& (Applications)

$ff& (Steel Brand)

4% K (Features)
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Die for Aluminium/Zinc Alloy in

DAC (IS SKD611H)
equivalent to JIS SKD61
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Strength at elevated temperature and toughness are well balanced.

eneral use -5Cr- -
: 0.38C-5Cr-1.3Mo-1V Good machinability and less deformation after heat treatment
Me— o5y VEPRBENR TS
SERER X7 XY DAC55 M B, MBEEEBD D LN TR
High efficiency die, Squeeze die 5Cr-Mo-V-Ni-Co Superior heat crack resistance
Higher toughness enables initial hardness of dies much higher.
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o ) ) Higher strength at elevated temperature and good heat crack
Precision Die Cast Die 5Cr-2.5Mo-V :
resistance
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16 for figh meling point aluminium 3.5Cr-W-Mo-V Higher strength at elevated temperature.

alloy and copper alloy

Good crack development resistance.
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Longer life pin, insert die parts
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Matrix HSS
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Highest strength at elevated temperature
Best erosion resistance

hOyh ESER

Die for small lot, Simple die

FDAC skD61+S
Sulphurized DAC

ZEFE 40HRC TUN— K 4R
TYN—= R THEGE N B 7= DEANIBARE
Standard hardness is 40HRC

Delivered prehardened

ZHEFEE 37HRC TU/N— K4l

hOypR E-DAC wHIEEME— NI Ty VEEEE
Die for small lot 5Cr-Mo-V Prehardened to 37HRC
Good machinability and required heat crack resistance
ZHEFE 32HRC TUN— R BIFLWHIMEESVEKE
s -a7A./\yy7ay | HPM7 AMETHREENBOES DEPFHE KL
Simple die Core, Backblock Mn-Cr-Mo Prehardened to 32HRC.Good machinability & Toughness. Least

difference of hardness between surface and center of large mold.
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Comparison of machinability by Endmill machining
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Comparison of machinability by Facemill machining
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Machinability order
DAC>DAC10>DAC55>DAC45

Dial60 7 = — X X JL Face mill
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One insert as for test purpose
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Insert : Cemented Carbide—+Coating (TiN)
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Depth of cut

@I RNIVINTIZHT2E4EIEM (B3EfE) Cutting condition by Endmill (Reference)
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Tool Material Annealed 43HRC 48HRC Annealed 48HRC Annealed 48HRC 51HRC

condition condition condition
MERNAL X V=25 V=20 na V=15 na V=15 na N a
Powder HSS f=0.07 f=0.05 o f=0.07 T f=0.07 o o
MERNA X+ =T 1 > V=30 V=25 na V=20 na V=20 na na
Powder HSS+Coating f=0.07 f=0.05 o f=0.07 o f=0.07 o o
BE+d—T1>7
Cemented Carbide+Coating V=45 V=35 V=25 V=35 V=15 V=35 V=17 V=15
— R R f=0.05 f=0.03 f=0.03 f=0.05 f=0.03 f=0.05 f=0.03 f=0.03
Standard edge
BEsa—FT127
Cemented Carbide+Coating V=50 V=40 V=30 V=50 V=25 V=50 V=30 V=25
=R T =0.08 f=0.05 f=0.05 f=0.08 f=0.05 =0.08 f=0.05 f=0.05
Hi-speed edge




WIS Repair Welding
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*t & ¥ DAC, DAC55, DAC10, DAC45, FDAC,
E-DAC

Followings show standard repair welding method
in build-up welding due to design change or
repair welding due to heat crack.

Material involved : DAC, DAC55, DAC10,
DAC45, FDAC, E-DAC.
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Wik AR IR
elding 680~ Furnance
730°c  Cooling
or Ash
IR ELIREE DAC 300~ Cooling .
Annealed State| Xi&#£ 400C R 250CLLE
. . After-heating Above
DAC or OBIEIE P%%,h .
same steel Welding bar re-heating 100~
1.6~4.0 ¢ 150°C
OB ; (GF) AE®E2E < WiRLTFEW)
TG Current Anneal 2 times in case of Large block.
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y ik Eb i i o
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. =& RT
150C 100C

(;X) (Remarks)
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YAG is a brand name of Hitachi Maraging Steel used for various applications including high
grade welding rod. Using YAG welding rod remarkably decreases such welding defects as "bead
crack" or "pin holes".
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TIG Welding Method(Tangsten Inert Gas Welding Method) is to make arc between tangsten
electrode covered by argon gas and objects to be welded, and then wire is inserted into the heat
pool generated by the arc.
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Use lower current and finer welding wire in order to get better efficiency of welding metal.

In order to prevent crater cracks, avoid an overlap of the crater of backward pass on the crater of
foregoing pass.

To avoid an overheat of mother material, conduct an interrupted welding with short bead

4. 188 (ERL) (BEaEL) OEEEREIZ1 h/AE25mmICL TS,

Keeping time of Temper and Anneal after welding should be 1h/25mm in thickness.

5. RO EEINIZIE 2 ERL T2,

A careful attention is to be paid of crack during grinding.
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