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Caution and request

The respective data given on this catalog are typical
examples and may be different in some cases from the data
obtained from the actual product. In addition, the
informations contained in this document are subject to
change without notice. For the last information, please
contact any of our sales offices indicated above.
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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.
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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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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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Test conditions

@Dimension: 95(t)x100(w)x150(L)mm
@Quenching: 1020°Cx180min(gas cooling)
@Tempering: 505°Cx300min

@Dimensional change in 5 days after tempering
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Machinability by rapid feed radius cutter
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@i MC(BT40. 5.5kw)
O@IE:=% VC-MDI10mm

@ L EE 1 150m/min(4,800rpm)
@ix ') &:0.17mm/F(2,900mm/min)
@t]Y5Ad+ Ad10mm  Rd0.5Smm
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Test conditions
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Ball end milling

AN & (X 1000cm?2) Machining quantity (x1000cm?)
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@ MC(BT50,7.5kw)

@ITE:=%F AJX14R5035A425¢ 50
@F v 71 JDMW140520ZDSR-FT VP15TF
@V &1 1.0mm/H

@1iAd: Ad1mm, Rd35mm

@i K :80mm
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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
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@1 - MC(BT40. 5.5kw)

@ E:=2 SRFH30532M

@F v 71 =% SRFT30 VP15MF
@EITEL: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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Drilling test

TN&FEER (fB) Number of drilling positions (pieces)
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Ball end milling

@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

T E&MIEEH# (m) Tool service life distance (m)
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62.5HRC

HBRSAF
@iti: MC(BT40. 5.5kw)

=25 SRFT30 VP1OMF
@AY 2,650min”!
@:XY3RE 11,660mm/min
@23 Ad0.3mm, Rd0.7mm
@R 118mm
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602HRC ~ 61.0HRC  60.7HRC

@MTRE:50m

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
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Workability after quenching and tempering is also improved to a large extent, coping with correction machining after quenching and tempering.

€I (Quenched & tempered material)
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End milling
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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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@7 MC(BT40, 5.5kw)
O@IE:=FKTD 141mm

@R 22m/min
@V E:0.15mm/rev
@/ URE 198.7mm (7D,
@A7 v 7:3mm

)

@Y TRV a Y

O%am: -5 478

Test conditions

@Machine: MC(BT40. 5.5kw)
@Tool: Mitsubishi K-TD 14.1mm
@Cutting speed: 22m/min

@Feed: 0.15mm/rev

@Hole depth: 98.7mm (7D)

@Step: 3mm
@Cutting fluid: Emulsi
@Service life: Creakin:
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NOGA is lower in welding crack sensitivity than the existing SKD11 steel and SKD11 improved steel, indicating good welding workability.

WA R mizEah OiEL  OiNocrack
Welding workability Welding crack AIVERINEE /i Minute crack s produced
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improved steel improved steel
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@EEESKDOIR @40
@ AHHETE 150X 150mm
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Welding conditions

@Welding rod: SKD61 series $4.0
@Welding range: 50x150mm
@Welding current: 160A
@Number of layers: 3 layers
@Peening: None
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xEvaluation result is that on a square block without profile cutting.

The result differs by the material size, shape, etc.
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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.

@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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