
“Increasing Tool Life  is dependent upon choosing the best surface 

treatment for your tooling. DYNA-BLUE & DYNA-BRITE are low 

temperature surface treatments that are proven to prevent wear, abrasion, 

and corrosion, while increasing release properties to dramatically improve 

Tool Life and they are VERY COST EFFECTIVE”
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The picture on the left shows an .0008” Iron Carbo-nitride 

compound (white) layer supported by a nitrogen rich (dark) 

diffusion zone which increases yield & fatigue strength up to 4 

times.  The graph on the right exhibits a typical microhardness 

traverse on H-13 with DYNA-BLUE 5D cycle.  The first value is 75 at 

.0005” with each descending value equal to .001”.
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DYNA-BLUE  on H-13 Steel Nitriding on H-13 Steel

Diffusion Zone 65HRC

Compound Zone 75 HRC

The DYNA-BLUE process provides a hard 

wear/corrosion  resistant 75+ HRC compound layer 

that nitriding does not, supported  by a nitrogen rich 

diffusion zone (just like Ion/Gas Nitriding)  The hard 

compound zone increases wear resistance up to 10 

times longer than Nitriding
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6 times 

• 6 times the  thermal transfer of atmosphere

• Maintains surface finish

• Temperature Uniformity + 2 °F

•Ensures even surface treatment-penetrates holes

• High degree of mixing













Welding DYNA-BLUE 

Engineering changes are no problem as a DYNA-BLUED surface can 

be welded with no pin hole porosity which is  inherent with Ion/gas 

Nitriding and does not need to be striped. See “Recommendations for 

Welding DYNA-BLUE”  Also re-DYNA-BLUEING is no problem as 

DYNA-BLUE will add hardness back into heat effected zone (softened 

area) of weld. DYNA-BLUE will homogenize the surface. 

WELD

SUBSTRATE

DYNA-BLUE





DYNA-BRITE is a proprietary new process to minimize or 

eliminate polishing time after DYNA-BLUE on 

Lens/Lighting Molds and Class “A” Finishes.             

DYNA-BRITE is a DYNA-BLUE® process with a nitrogen 

cooling cycle to reduce the oxide layer. 

DYNA-BRITE 





DYNA-GLOSS is a proprietary new process developed for 

textured molds to maintain/restore gloss levels after 

DYNA-BLUE by eliminating the oxide layer. 

DYNA-GLOSS





 DYNA-BLUE Nitride Chrome 
Plating 

Electroless 
Nickel 

Compound Zone .0003”-.0008” 0 0 0 

Thickness Diffusion zone 
.003”-.010” 

Diffusion zone 
.003”-.010” 

Coating 
.0002-.001” 

Coating 
.0002”-.002” 

Hardness 75+ HRC 60-65 HRC 60-65 HRC 50-60 HRC 

Brittle Edges No Yes  Dulls edges Dulls edges 

Welding,repairing,  
design change 

No problem no 
stripping 

Problems with 
pin hole porosity 

Needs to be 
stripped 

Needs to be 
stripped 

Size change .0001”-
.0002”/side 

Depends on 
depth 

Depends on 
coating 
thickness 

Depends on 
Coating 
Thickness 

Penetration of 
holes/ribs 

Yes Only penetrates 
width of hole 

Uneven 
Penetration 

Uneven 
Penetration 

Resistance to 
spalling, peeling 

Excellent as it 
diffuses into 
steel 

Can be brittle if 
applied too deep 

Poor-coating 
can 
peel/spall 

Poor-coating 
can peel/spall  

Maintains high 
finish 

Yes, ask for 
DYNA-BRITE 

Not usually Depends on 
coater 

Depends on 
coater 

Dimensionally 
Stable 

Yes Depends on 
furnace 

? ? 

Turnaround time 1-2 days 2-5 days typical ? ? 

Tool Life 2-5 times 
increase  over 
Nitride, 
Chrome, Nickel 

Less than 
DYNA-BLUE 

Less than 
DYNA-BLUE 

Less than 
DYNA-BLUE 

 



1- Reduced monthly tooling budget from $70,000 to 

$6,000

2- Eliminated deburing knives throughout the plant and 

also safety related issues.

3- Part component PPM from 36+ to single digit.

4- Ran one die using polypropylene with 30% glass, 

2,000,000 plus cycles.  Customer wanted to make an 

engineering change and was willing to pay $360,000 for 

new tooling  A new die was not required.

LDM saved Ford $360,000.00





 Ford, GM Chrysler, Honda, Magna, : IAC, HP Pelzer, US 

Farathane, Johnson Controls-Intertek(JCIM Division),Novo Motor 

Acoustics, Royal Technologies Corp, SMR Automotive, Inalfa 

Sunroofs, Webasto Sunroofs, Summit Polymers, Summit Plastic 

Molding, Kuka Auto, Comau ,Denso, Michigan Rubber, Buckhorn 

Rubber-Zhongding USA,TAC (tokai Riku),Cooper Standard, Sudan 

Plastics, Behr, Valeo, Musashi Auto, Takata Auto, II Stanley, Jay 

Industries, Incoe, TI Auto, Inteva, Whirlpool, Thyssen Krupp, Net 

Shape Corp, Gemini Group, Gibbs Technologies, Nu Step, Roush 

Automotive, DME, ABB Inc. Hutchinson Automotive, Henniges 

Automotive, Draxlmaier Automotive



1. Compare a tool built using a “soft” P-20 steel (28-32 Rc) and one of your 

treatments, with the same tool built in solid using a harder steel (such as 

H-13 steel hardened to 50 Rc). DYNA-BLUE at 75HRC will outlast hardened 

H-13 at 50HRC 3-10 times.

2. What happens to the treatment over time? Eventually the hard DYNA-BLUE 

layer will start to wear off but can be re-DYNA-BLUED to bring back to same 

case depth. 

3. Describe the process required if the tool requires an engineering 

change. Can the treatment be welded through? Does it have to be 

stripped (if so how)? Can it be re-applied locally? DYNA-BLUE can be 

ground with carbide cutters and can be easily welded. DYNA-BLUE can be 

reapplied without stripping and will provide a uniform layer. 

4. What experience do you have with this treatment on a class-A surface, 

possibly textured or polished? Class A surfaces or polished surfaces should 

have DYNA-BRITE and textured surfaces should have DYNA-GLOSS to 

maintain finishes or gloss levels.

5. Are there size, weight, or geometry limitations to the process? Capacity is 

30,000 lbs. or 75”x 120”

6. Where can this treatment be applied or serviced globally? Currently the 

only location for DYNA-BLUE is in Canton, Michigan but we are offering 

licenses to do the DYNA-BLUE process


