RERTEE |

ooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooooo

Heat Treatment and Surface Treatment
of Punching Molds( Dies)
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This paper describes the heat treatment and
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affect the characteristics of the pinching molds
include high wear resistance , impact resistance,
better quenching and processing performance. This
paper focused on the material selection of the
forming die, blanking die and deep drawing die .
Carbon tool steels , alloy tool steels and high speed
steeels are all suitable for the application of the
punching molds. This paper also focused on the heat
treatment of theses typical steels. Surface treatment
of CVD, PVD, TRD and ion nitriding all affect and
improve the performance of the punching
molds(dies) and have been commercialized for
application .This paper also discussed the PVD
surface treatment of the characteristics of the
aluminum can cap forming mold , rubber punching
mold and aluminum can pull ring mold developed
by MIRDC based on the performance requirement of

the molds(dies) which improve significantly on

mold life .
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