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S Specularity
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*GHX is a high-cleanliness steel with minimal non-metallic inclusion, the primary cause of pinholes, and achieves specularity of exceptional superiority.
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TPsFi#:20X 50X 100mm 50X 1000 E % FHHEE

Polishing Conditions

@Grindstone 1000 — Paper 800 — Paper 1200 — Paper 1500 — Diamond #3000 — Diamond #8000 — Diamond #14000
TP Dimensions: 20 x 50 x 100mm Hand polishing of 50 x 100 surfaces

EER GHX HERFA Commercial Material A
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Pinhole
BB Heat Treatment Conditions :
JEAIN1030°CX90min  Hardening : 1030°C x 90 min. [N @000

J3EER L :500°C X 180min  Tempering : 500°C x 180 min.

HEH Corrosion Resistance

OGHXIITHARIFICEENTH R 1% R LT TEY.
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*GHX improves upon the corrosion resistance offered by GHX
commercial materials, exhibiting minimal rusting and
exceptional corrosion resistance.

liﬁ*"ﬁﬁ%‘:ﬁﬁﬁﬁ% Results of Salt Spray Testing

EREREA Testing Conditions
1. 1825+ 1% (B2)NaClkGER 1. NaCl water solution with
2. HE&EE 35+2°C salt concentration of 5+1% (by mass) FEQEMA
3.EETSES 0kgf/cm2 2. Testing temperature : 35+2°C

= . 3. Air spraying pressure: 1.0 kgf/cm? Commercial
4. SHERFSRT 240 4. Testing duration : 24 h Material A

I?Eﬁ%?{&&ﬂ%ﬁ: Recommended Heat Treatment Conditions

1020~1040°C I MBS P EABS S 1R Lig B
Standard Heating Time for Hardening Tempering Temperature Hardness
EEAEN Air blast cooling —
800~850°C N _ . =mR L
HRAH Gas cooling 100mm U | 30~ 60min/25mm | [ renperare| 480~530°C
T
<500C el 48~52HRC
. EERL .
11%8231% Jr:(oi: 20~30min/25mm Lowrj%zir:;ure 150~250°C
Pl )
Oil cooling Air-cooling
@GHXI3SUS420)2% A& R L EML lﬁ!&&ﬂﬁ'&' Heat Treatment Hardness IQWMEETI Heat Treatment Dimensional Change
B THIEDAIRETT, 58 . . . . ‘ 015
BEERL.SERLELEST 56
o T AES =@ GHX
S2HRCEEDEE HESNET, B SIT] B -t B —
I #{-%Eﬁﬂ'ib"’)’i(%’ﬁ 5 ug Commercial Material A
BRI TRTT, g . 5
) | g2
GHX can be heat treated underthe T % 48 : g\g g
same heat treatment conditions @ £ : & 2
as SUS420J2-series steel. g % ! £
A maximum of 52HRC hardness 44 i s
can be achieved through either ol = RiA- L . 3
low-temperature tempering or : Commercial Vateral A | !
high-temperature tempering. WO o R o o A .
In addition, the amount of 38 : : : : : 01
dimensional change due to heat 0 100 200 5 SOOF 400 500 600 0 100 200 300F; 400 500 600
i ini i R LUEE(C) BER LIBE(C)
treatment is minimal, enabling Tempering Temperature (°C) Tempering Temperature (°C)

high-precision mold building.
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7m0k i = S Mechanical Properties - ={|} 3 Machinability
s o — Y S~ e~ Hardeni d T ing Material
| /"’l[lt Eigﬁg Charpy Impact Value .ﬁkﬁﬂ LH‘ (Uj'-.k_llll/ I~:ll/7]l]I) (Re}rb gg‘?gﬁg Mi||ey\r;|1§§:|iﬂ?ng)a era
2mmuU /v F
QIS 10
20 2mmy noten B:1=%<7 )7L MS4LT-D0080 T 0030 L 06
TERKIHE0.8mm, 7—/\HH0.5°
FR6MmM, & ¥ > U Z4mm, IEAH
w ] AAE EBRE 4 (AL TN R e
¥R 2,500rpm =
34 1500mm/min E
el -] A3 :7=0.01mm ELH 3
ZZHLEE 13mm €5 6}
PR TILY 3 g2
—_ %y Machining Conditions @y
o NE Tool: Mitsubishi Materials MS4LT-D0080 T 0030 L 06 & é
£ S Tool Diameter : End Diameter 0.8mm, Taper semi-angle 0.5° 'WE, L 4 -
S ° Cutting Teeth Length 6mm, E‘{\ =
m S Shank Diameter 4mm, 4 Cutting Teeth 8
ﬁ © Material : Carbide+ (Al, T)N L
‘@ 2 Machining Speed: 2,500 rpm 2} -
© o Feed: 500mm/min.
| 3 Ci?ling Der;lr: T“Z":‘O.mmm Slotting
QA_J g Extension Length: 13mm
= > Machining Ol : Emulsion 0
a
T3 GHX ARIA
N S BUNEBEAF Heat Treatment Conditions Commercial Material A
BEANI1030°CX90min  Hardening : 1030°C x 90 min. 51.6HRC 51.7HRC
J3ER L :500°C X 180min Tempering : 500°C x 180 min.
by BEL =Ty Physical Properties
WEUYRER (W/m-K) Thermal Conductivity (Wim-K)
Commercial Material A
HARAZA
GHX Commercial Material A
.g IEEGE'&' Tensile Strength 25 18.8 18.8
GHX mERMA 200 20.6 204
Commercial Material A
51358 E MPa
Tensile Strength MPa 1789 1791 I%&ﬁ’;?&% (X 106/°C) Rate of Thermal Expansion
0.2%M# 7] MPa
0.2% Bearing Force MPa 1 258 1 260 GHX FEE&*Z‘A
Commercial Material A
AR . -
LE*# . i Heat Tregtment Condltlonsl 25~100°C 10.8 10.8
BEAN:1030°C X 90min Hardening: 1030°C x 90 min.
HBE L X i Tempering: 500°C x 180 min. o
Bt L :500°C X 180min pering 25~200°C 1.4 16

poos i I Weldability

OGHXIZSUSA20 2R MERIL KM TRIEDATRETT, oo cuai0ss corios siear o conaions

BERH Welding Conditions AHEBREBOENMESRER BNORELL
AERETIG Welding Method : TIG Results of Cracking Confirmation after Testing : No Cracking

. . U Welding Rod : SUS420J2-equivalent steel $1.6
MEE . SUS420J2*Eéﬂﬂ [ 1.6 Welding Current : 180A

%E%})\ﬁ 180A Preheating : 250°C, Post-heating : 250°C
FER:250°C #8211 250°C

Y BUss1EEER  Y-Shaped Weld Testing
200

Test Weld Restraint Weld ( 7
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