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High-Productivity Hot Stamping:
Steel Sheet

Die rapid cooling is not necessary by high hardenability.

e Improvement of the productivity at hot-stamping process by
reducing hold time at die during press

® Possible reducing man-hours to adjust clearance of die by high
hardenability
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Improvement of productivity at hot-
stamping process (High Productivity)
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Sample: 1.4t x 150w x 100L Upper die
Die temp.: Room temp. (20-30°C)
Heating & cooling:

Heating up to 910°C

- cooling to 700C

- die quench : i
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For inquiries about this product, please contact the inquiry form.
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