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SAFETY ENVIRONMENT

CAPACITIES / CAPABILITIES

Tempering/ Aging

Chemical Composition
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Compostion & Material Characterization 640 (46 HRC) Bore Welding &
- 640 (48 HRC)
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ADDITIVE MANUFACTURING

Additive manufacturing can thermally improve the die casting condition,
resulting in reduced cycle times and extended tooling life. This is
accomplished by conformal cooling channels which were imposssible with
conventional manufacturing processes.

We can accommodate up to 100kg or 400mm x 400mm x 400mm parts. A
proprietary heat treatment systems is also in-house to guarantee consistency
and short lead times.

Each additive manufactured part undergoes Thermal Simulation.
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TOOLING

DIE SHUTTLE / DIE SLIDE

SPLIT CLEANOUT

INDIRECT TOOL
CONTAINER

PRESSURE PLATE

PRESSURE RING

SUB-MANDREL

o

INDIRECT TOOL RAM

HEATED BOLSTER

Design, Simulation, Material Analysis & Characferization, Thermal Control, Control Systems,
Multi-Axis Milling'and Turning, Large Turning and Milling, Deep Hole Drilling, Honing and

Grinding, Wire EDM

INDIRECT CLOSURE BLOCK

i Y

PLATEN PLATE
BUSHING SLEEVE
‘ SMALL MANDREL SHOT BLOCK

TIE ROD & SPLIT NUTS

Castool's expertise in material, manufacturing and- temperature management enables us to
design and manufacture=specialty tooling-for many applications.

Temperature (°F)

HEAT TREATMENT & NITRATION

Heat treatment, nitration and other post processes are also very important.
Castool has evolved the recipes over the last 50 years to provide long
life, balancing wear and ductility. These recipies are the same in Canada,
Thailand, Morocco and Mexico.

We vacuum harden and quench all hot work tool steel to give the best
possible microstruture. The chemistry and microstructure are examined
and filed by our in-house metallurgist.

Many of our products also receive post heat treatment process, such
as nitration and PNO, which add to wear resistance and extend time
to failure.
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Nitriding System

Hardened case
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Nitriding
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(after final machining)

Vacuum Furnace
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