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High Thermal Conductivity Steel for Hot Stamping “RDH395"

Shigeki HIGUCHI, Naoki UMEMORI and Tetsuya MASUDA

Synopsis

High thermal conductivity tool steel for hot stamping “RDH395” was developed. The characteristic of RDH395 is that it has
high thermal conductivity while maintaining the high hardness required for tool steel.(thermal conductivity:37-40W/(m « K) at 54

HRC).

For hot stamping, high thermal conductivity tool steel improves cycle time of working because it promotes removal of heat
from the steel sheet. Additionally, RDH395 has better wear resistance than JIS SKD61(AISI H13) because it can be used at 54
HRC. In a hot stamping test, RDH395 decreased surface temperature and wear amount of die more than JIS SKD61. From the

above, RDH395 is recommended for hot stamping dies
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Fig. 1. Positioning of RDH395.
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Fig. 2. Thermal conductivity.
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Fig. 3. Hardness at RT after tempering.
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Fig. 4. Continuous cooling transformation diagrams
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Fig. 5. Influence of quenching rate on tempering

hardness.
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Fig. 6. Hardness distribution of cross section.
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Fig. 7. Softening resistance.
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Fig. 8. Fracture toughness.
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Fig. 9. Hardness distribution of PS nitriding.
Fig. 11. Hot stamping test mold.
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Fig. 10. Hardness distribution of TiG welding.
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Fig. 12. Hardness distribution of steel sheet after hot
stamping.
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Fig. 13. Surface temperature of upper die after die
quenching.
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Fig. 14. Wear amount of hot stamping die.
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