MATERIAL

HEAT TREAT / NITRATION

MATERIAL CHARACTERISTICS

Tempering/Aging Thermal

Strength Toughness Temperature Conductivity Cost Factor Application
[w/mK]

Chemical Composition

C Si Mn C N Mo V Nb Ti [°C]

540 (38 HRC) Container body / Subliner (34-38 HRC)
Low
Alloy Steel 4340 |[Bal.| 0.4 0.25]0.7 |08 19]03 . ceceee Tempered | 600 (34 HRC) 42 75 Plunger tip (32-36 HRC)
630 (32 HRC)
L6 530 (42 HRC)
Bal.|0.55) 03] 09| 11| 17]05]01 oo ooo Tempered 35 75 Container body (38-42 HRC)
(1.2714) 570 (38 HRC)
H-11 630 (42 HRC)
Bal.|04| 1 |04 ]| 5 13|04 ooo oo Tempered 26 100 Container subliner (38-42 HRC)
(12343) 650 (38 HRC)
620 (48 HRC) Container liner (46-48 HRC)
H-13 630 (46 HRC) Container subliner (38-42 HRC)
Bal.|04| 1 |Jo4]| 5 15| 1 seot oo Tempered 24 100
(1.2344) 650 (42 HRC) Shot sleeve / Insert (46-48 HRC)
660 (38 HRC) Plunger rod
595 (48 HRC) Shot sleeve (46-48 HRC)
Hot . 605 (46 HRC) Plunger tip (38-42 HRC)
DieVar |Bal.|035|02]05]| 5 23|06 soe! ooe Tempered 30 200
Work 620 (42 HRC)
Tool 640 (38 HRC)
Steel 600 (48 HRC)
E40K |Bal.|035/03]03]| 5 18|08 seoe soor Tempered 30 200 Container liner (46-48 HRC)
620 (46 HRC)
630 (48 HRC) Shot sleeve insert (46-48 HRC)
1.2367 |Bal.|037|03]04] 5 3 | o6 soce ooe Tempered 30 200
640 (46 HRC) Bore welding
Tuff 640 (48 HRC)
Bal.|0.36/ 03] 04| 5 38|08 secee oo Tempered 30 200 Shot sleeve insert (46-48 HRC)
Temper 650 (46 HRC)
610 (48 HRC)
Q1o Bal. |0.36|0.25] 0.6 | 5 1.9 |0.55 seoe ooo Tempered 30 200 Container liner (46-48 HRC)
620 (46 HRC)
600 (48 HRC)
DAC3 |[Bal.|04][03]|03| 5 16| 0.7 sooe ooo Tempered 30 200 Container liner (46-48 HRC)
620 (46 HRC)
IN718 |~20 19 52| 3 5 ooo sooe Aged 720 (44 HRC) 13 1500 Copper extrusion liner (40-44 HRC)
Super Alloys
A286 |~50 15 | 25 | 1.3 2.3 | e seoee Aged 720 (34 HRC) 15 750 Copper extrusion liner
. 540 (40 HRC)
Stainless Steel | M303 |Bal.|0.27| 0.3 |0.65|14.5[ 09| 1 oo scsccccce Tempered 23 300 Plunger holder
570 (35 HRC)
A-25 1.5 Be, 0.15 Co, 0.15 Ni o ooe Aged 320 (280 HB) 120 2400 Plunger tip
Copper S o
AI::)pys A-45 2.5 Ni, 0.65 Si P coee Aged 480 (190 HB) 220 1300 Plunger tip body
0.55 Be, 1 Co, 1 Ni o soee Aged 480 (260 HB) 240 1800 Plunger tip

Our in-house metallurgist has assembled this chart, which outlines many of the materials
used at Castool and by the industries we serve. i

PATENTED We have outlined the chemistry, strength, toughness, critical temperatures, thermal
conductivity and cost factor to help make your decision easier. -
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Vacuum Furnace Nitriding System
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