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Fluidization : is the term applied when making 

aluminum oxide or sand particles react like a 

liquid in a heat treating furnace.  Process gases 

are introduced to the furnace through a diffusion 

plate, located in the bottom of the furnace.  The 

gases are pressurized thus lifting and moving the 

sand scrubbing the part with fresh reactive gases 

and provides uniform heating + 2°F, thereby 

ensuring consistent metallurgical properties with 

6 times the thermal transfer of atmosphere. The 

process is not inhibited by part geometry or blind 

holes and maintains finish. 
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The picture on the left shows .0002” compound (white) layer supported by a 

nitrogen rich (dark) diffusion zone.  The graph on the right exhibits a typical 

microhardness traverse on H-13 with DYNA-BLUE 6B cycle.  The first value is 

75HRC at .0002” with each descending value equal to .001”.
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DOES NOT REQUIRE RE-DYNA-BLUE® AFTER FACE SHARPENING 

AS DYNA-BLUE® IS STILL ON THE LEADING EDGE. PVD 

COATINGS USUALLY REQUIRE RE-COATING AFTER EACH 

SHARPENING WHICH INCREASES TOOL COST.



 75+ HRC Surface =Increased wear resistance - maintain sharp 

cutting edges.

 Increased depth of hardness: DYNA-BLUE® is .0005”-.002” deep 

vs TiN Coating is .0001”-.0002” thick. DYNA-BLUE® is up to 10 

times thicker which leads to better galling resistance. Pressure 

or load on the surface can break thru the thin layer of TiN and 

start delamination and wear. 

 DYNA-BLUE® has uniform growth of <.00005” with no buildup 

on cutting edges or root diameters. TiN coating can cause 

broach to cut oversize due to buildup on edges and coating 

overtop of an edge can dull it. 

 DYNA-BLUE® has a metallurgical bond as it is diffused into the 

steel vs TiN coating which does not. Tin coating can peel

 Does not require re-DYNA-BLUE® after face sharpening as 

DYNA-BLUE® is still on leading edge. PVD coatings require 

 re-coating after each sharpening which increase tool cost.

 DYNA-BLUE® is much lower cost than TiN or TiAlN and much 

more cost effective

 Overnight turnaround


