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Nano Technology
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Naxau is the premium coating brand of Nano Technology Corporation. Naxau is a coating service provider.
We develop state of the art and eco-friendly nano-crystal coatings for advanced tooling and metal components.
Nano technology enables modern material scientists to synthesize complex and often contradicting properties
such as toughness, hardness, low friction, low thermal conductivity, anti-corrosion, and resistivity all into one
nano-material. Naxau had patented several key nano technologies including the 6th generation SPARK nano
crystal platform. It is our mission to make sure our customers succeed in the challenge of modern
manufacturing. Naxau now operates seven coating centers and a RD center in China, they are located in Jiaxing,
Dongguan, Taizhou, Changzhou, Chongging, Xian, and Chengdu. Naxau services customers around the clock so

there is no lead time in your success. We are always there for you.

FAIAMMEW Our Value

BRHEIE, MELdn, SiEslREm.
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HMNARTENENNEZ NS ST PSATRERNES, RNV ITIEREEGR.

Pursuit of truth is our highest guiding principle. We are a learning organization. At Naxau, there is no correct answer,
just continuous learning, creating and growing.

We enjoy every moments in life, whether it’s all the highlights or the serenity in between. We know, people who enjoy
life are the ones who create things that make our life a better place.

Our works are organized so we can achieve the highest contribution to society. Challenge the impossibility is just one

way we make our job interesting.
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Naxau Coating Technology Platform
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Finish Coating

JIERECutting
Tool Coating

BEIRE
Mold Coating

RETEHRE
Car Components
Coating
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Aerospace Components

Coating
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Medical Coating

F6CSPARKLGKERE
6" Generation Spark Droplet-Free Coatings
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Under SEM at 10,000X magnification, SPARK has a flawless coating surface whereas Sputtering and Cathodic Arc process have

many droplets.
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The building block of a nano coating is every atoms and molecules in the plasma. If there are defects and droplets in
the plasma, the accumulated nano coating will have critical flaws in the material and problems when using it. The
scientists at Naxau invented the SPARK technology to overcome this challange. As a result, coatings done at Naxau’s
SPARK®6 platform are more durable and consistent than most competitors on the market.

MBEEGRERA
DURA Composite Coating Technology
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Selected Naxau Coatings Selected Naxau Coatings

> i Maximum ici
RE EAMIME Coating Coating Microhardness ttg:icéf(ﬂgsgs service frcigggf;]c;%r;tigit Coating Suitable for
name material (HV) (um) temp(oecr?ture steel (dry)* colour processing materials
it L A0y 02 e = el LB EEIIIT TiN TN 2000 10~30 500 025 gold-yellow  steel processing
TICN TICN 3800 10~30 450 02 R 22 SRR E BTN T TieN - 3800 10-30 450 02 grey Stainless steel processing
TIAIN TIAIN 3000 1.0~30 800 04 e EIBEA TIAIN TIAIN 3000 10~30 800 04 violet-black  diesteel
AM AITINE: 3300 15~30 900 04 TREBE HRCSA0EN, AHW, 6/1535 AV ATiN-based 3300 1530 900 04 black-grey dlie Stfeel(HRi@O); Stainless steel,
aluminum alloy
ASM AlTISINE 3500 15~30 1000 035 REE HRC<45=EW, TFW, MAaE, 6/1FR1 ASM AlTiSIN-based 3500 1530 1000 035 black-grey  diesteel(HRC49), Stainless steel,
powder metallurgy, aluminum alloy
HM TISINE 3800 1.0~30 1100 03 [Ragi] TEW, HRCAS-S50EEMN, HEaE HM TiSiN-based 3800 1.0~30 1100 03 copper Stainless sltleel, die steel(45<HRC<50),
titanium alloy
HMA TISNE 4200 1530 1200 03 [ HAS, ¥HES, HRC-SSEAN HMA TiSIN-based 4200 15430 1200 03 copper  fiteniumalloy, powdermetallurgy,
die steel(30<XHRC<55)
v TIAISINE 3500 4~6 1000 03 =] TIRZRACDFRE Qv TIAISIN-based 3500 4~6 1000 03 goldyellow  CvD like coating for blade
APS AICTNEE 3500 15~30 1250 03 B HRCA5~65IE A APS AlCrN-based 3500 15~30 1250 03 black-grey  diesteel(d5<XHRC<65)
AG ACINEE 3500 10 1250 03 T THENEY, TEHNTER AG ACIN-based 3500 10 1250 03 black-grey ;‘t'fihnfeesfrse;;ffmh machining for
) - R FRETI TRNT, %71, TI5 ) ; Machining of gear shaper cutter and
AMS TIAICINE 3600 1.0~50 1000 03 252 & ;ﬁimj}lﬂﬁﬂl e AMS TiAICrN-based 3600 1.0~5.0 1000 03 violet-black hobbing cutter, MiHing cutter. blade,
HRC<SOREM, FHHE diesteel(HRC<50), Castiron
AMT AICINEE 4000 10~30 1100 03 TRE S) S=nEE= High-speed cutting and dry machining
RATIREIEETY] AMT  AICrN-based 4000 10-30 1100 03 black €Y forhopbingutter
DLC LENA 1800 1.0~30 350 0.1 F=iE B4R, 6, 5= DLC DLC 1800 10-30 350 01 black angpTi?r:LoanaAI?oe;als’ copper,
TiB2 TiB2 4000 0530 1000 04 TRIK SrEAd, ad, Bad, ot Tim TiE 2000 05-30 1000 04 bright grey ALSI alloy,II copper, magnesium alloy,
titanium alloy )
SWEAE  &RE 100000 20~120 650 002~01 &K B8, &R, Bt Diamond  Diamond 10000 20~120 650 002-01 black-grey %;arf)';‘;i’ibgfmpound IR

Maximum | Coefficient
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steel (dry

e S o0 R e TRN  CN-based 2000 79 500 04 siverywhite (S ictoncoeficent figh Hot forgingfor titanium alloy

ARS CrAlTiN 3600 5~7 1000 0.6 BRE, BRE, BMEE SEsRERTE ARS CIATIN 3600 5.7 1000 06 black-grey High hardness, high strength, high Punch for High strength sheet
wear resistance metal of automobile

AMS CrAINE 3200 5~7 900 0.6 SEEIE, MEELE SR E A= F500MPafy E @ R 5 E - CrAN-based 200 57 900 06 ooy ::gpcvaeradrr;ngétgiﬁgetoughneg, Et:rrwgﬁh){;og(it%%lop&aptg)

AMC  AITINE 3400 7-8 400 02 SZOUIL WAERS B romssem AVC | ATNbased 3400 7-8 400 02 rosegold o iioncosieene B e 1SS Staiesssteel diestamping

B CATNE 0 #5 w05 AEE, BEE, BUSHE SERASERA, W 16S s T +5 w05 iy QLISIEITSN e

ARK | CINE 1800 35 600 06 (LREESTHE PREE, ESHHERAERRE MRK | Civbased 1800 35 60 06 brighteey ngoymer o

ARD  CrAINE 3300 57 20 o ,@immﬁm'%b’ EEE  memaxamie ARD | CANbased 3300 57 %0 05 black  Good adheon ebstmcetommm e @Singmoud
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Cutting Tool

tJEIJJE Cutting Tool

FXIMACT BBk, DI A HIRSRISHRLIUE
NERBERS. RRARFEEMIIN DR SHE.
F_ESEENMEHE. F=ENSENRE. 5
R EIHEERERRHNLE.

PVDIREERBSHEE, BXBo HREHE
AXEM—FFRIIBIMATDOREZET . NITRENT
BINEENSEEHETRITT —EN ORI SHE,
KISBINT EERIREN, LT BEEaIRA2556,
EREFAReIZE, DOEREREMEE, IHIHk
NFmEREEER, FasBERIER,
HUBESFADETROKXEREDE, HINRE
EEEEHELRITT—ENSEMRE, iLIIEIR
REHIFETIRNE, KBoREWIBHE.
RREEFEZFH IR TR —MEEBRRH
BILER, AEEHRNIAUNAENR. KEE. SR
BEFFERITABNLE,

Naxau has developed an unique SHRL coating system for cutting tool. The shock absorption S coating is implanted
into the substrate, follow a second layer of high hardness thick H coating, then a third thermal resistant R layer and
a fourth low friction L layer is deposited on top.

Hardness are well know for PVD coatings. But without Naxau's shock absorption S layer the hard coating will just
simply fracture off the cutting edge at first contact. Micro fracture at cutting edge will greatly decrease the
precision and quality of the surface, this is unacceptable.

The third thermal resistant R layer will keep the heat out under high speed and try machining.

The fourth low friction L film needs different coatings when facing different sticky materials such as SUS, Ti alloy
and super alloy. Please contact your Naxau representatives for the be st SHRL cutting tool coating for your
application.
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€ Naxau has developed the unique DURA coating processes for
forming dies. DURA consists of a 50 to 200 microns plasma

*ig E;EIJ ' hardening treatment and our unique SXL coating. With the
D U RA F . support of the strong plasma hardening layer, we design a shock
O r m I n g absorption S layer, a thick X coating consists of 5000 multi-layers

of shock absorption layer and hard coating layer, and the top

surface finishes with a low friction L layer.

& DURA is about 40 times thicker than most PVD coatings, so a
DURA treated mold have a much longer tool life and better
surface quality of the forming parts.

€ DURAis alow temperature process, no shape changes and mold

;EI:I EJEE?ICJ*EE' cracks are expected.
Stamping and Forming Dies

& SNPMARERENOPE, WINFLRIREN “4F RE
I, BAIFAERRMREEESAN—150-2005HKAI5E
HWE, BEEAEBUERNSE LIMRIIRGHSXLEE. KR
AMARMKSEE, BRE—EIFEENDRIEESSHEREE
TR RRS5000ZEMIXER, & EEBINR—ERERRHAL
RSB LEXE o

¢ HBFBRENLSEERSTRE—RPVDIRENA0ME, FrLARE
B EMETERS ARG, RESRSTmE
EEEERIRSE

¢ HBEE—MEEIZ, RETIZRESHR. RMNEEES
SEIEEAMETRIRE, BHEFRTD I ZRIPRE .
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DURA Die Casting

BELRE

HYKMAX Plastic

& EEHEE  Die Casting Molds

o SETTESEERNE, IS HIREN BB EESERT. B
SR RN EEEES A— 50— 200MKNELE, BEERLENS YARAEE  Plasti
3 ic Mol
1 ERABIIRSAISGLEE, KR AR NIRISE, BRE—RIESER :‘HE’* astic Mold
MESERESSEEESY 2N15002ENCHE, &I EEIN—BK

BERRHRILIRRET LR ¢ HWMABHHERNRE, AMFREEFNHEFN “BR7 RERY. BRAERER LE— 8EEE
& HHFEHFRENRIMMESEXRCIRABMAELFRE LISHTUNIEE, AR 8 0 S i 5 im RO B IR = o

FEIRTE B R RIE QP E R ST . RRT2004KERERE &iRERE ¢ BRIREMIIAET SPARKOEREHIRAMNS, TRENERFRETTEFRFENRESMEREBEE

% ZZEFTOSEFROREER, REHEE, My SEEH, BEMETENT ZZEIERIREREIFREF

‘ _ o . * ERSBBREEMNEEERHMURITLNSER R, BEREE, EREFES.
¢ Naxau has developed the unique DURA coating processes for die casting molds. DURA consists of a 50 to 200

microns plasma hardening treatment and our unique SGL coating. With the support of the strong plasma € Naxau has developed the patent pending HYKMAX coating series for plastic application. It is the world first

hardening layer, we design a shock absorption S layer, a thick G coating consists of 1500 multi-layers of heat corrosion resistant, heat resistant and ultra high hardness coating.

resistance layer and hard coating layer, and the top surface finishes with a low friction L layer. € HYKMAX coatings are developed on SPARK6 platform, therefore the droplet-free fine particle will preserve all
€ DURA die casting G coatings can effectively reduce thermal shock during the fast heating and cooling cycle. The textures and super mirror finish of a plastic mold and protect it from wear and corrosion.

thick DURA hard coating can also resist the high pressure and wear during high performance die casting, thus to @ Thelow friction of the top L layer of the HYKMAX coating can improve plastic flow dynamics, making plastic parts

sustain long term precision consistency. ejection easier. That means Less defects and more money in your pockets.
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Notification Prior To Coating

WIMFELZRESR=ETHRETHTN, MUNEEREN IHE—ENEKR, A TEBRNRIE
PVDzEMEE, BIRFIEEIERENTM:
Naxau coatings are done at high temperature under high vacuum, to optimize PVD coatings performance, please

prepare your tools following these requirements:

iR BT 4##l Coatable Materials

HREET BRI AWM. BERMGBEIGEE, UETFRHABNTERME. TLURROME
@I‘g:

1. BALTER. BEN. FH@E. 2 EEes. 3 #as. 4. 852.

TEMMREN TR ESTF500 CHBREXAE, FRETURERERES. B THLF
Ff0, EPVDIESEEAN TR N PRMHTH, FUTCESEERRNNS, BAFAULEE,

Prior to coatings, we will need to collect information on the type of the tool material, hardness and tempering
temperature. Coatable materials include;

1. High alloy steel, HSS, SUS 2. Carbide 3. Titanium alloy, Nickel alloy 4. Nickel plated parts

Harden steels must have a tempering temperature higher than 500°C and temper at least twice to attain necessary

hardness and minimize stress. The entire parts must be conductive.

R EEBI Coating Area

BREBIRAEERENDBMN., FRENIHFTEGTLIELIENA, AR LIRE . NREEFHED
NARBERE, SERaSMNHEN].

Coating areas need to be specified. Parts need to have a holding area that can have no coating for fixture.

T {4==mPR4 Limitation on coating surface

1. THXREAFEMECHRENIELE, MBE. BR. BK. B, SRR, TDECVDE,

2. THEREAEEHM. BIR, Wz, BRKE.

3. REHEBEER: —RIOTDE. REMTRAEHEEBTROMR THEB®YF, REERa<0.2
LMAE; MTREZRER. MoERSE, Wi RE (EFRETLE) .

4., AEEENERTER, SEBIFFNSRIFARIRTY,

5. BEIHXRETMNKRES, THEEELETIES.

1. No other surface treatments should be done before PVD, such as plating, nitriding, carbonizing, phosphorizing,
oxidizing, TD and CVD.

2. Surface should have no corrosion, rust, paint, and glue.

3. Surface roughness requirement: a smooth surface is required for coating. For molds and dies, a roughness of Ra <
0.2um is required for a good coating result.

4. Inlays and fix pins of a mold need to be removed and disassemble at customer’s site.

5. Welding areas need to be properly cleaned and no black oxide and blind hole should be present.

BESEH Packaglng and Shipping

. B, TERSTHELENESRERER, LTS,

. THBE IR, NREmehRG, TRENENEEERSNT .
. RN, TERSTHERERE, RIS hEn (SREERIBRIL) .

. Steel parts need to apply a thin layer of oil to prevent rust.

w N =

N =

Each part needs to be wrapped individually.

w

A thin layer of oil will also apply to the parts for after coating packaging, please specify if you require otherwise.

R~F#5E Dimension

1. WMPVDEEEE2~5 um, BELIBE T ZERENSREEE, BERAREMRIAEXRTF5umiy
THEE,

2. REHNFMRIBEEKRES, BMBERE, HSRLOERHA,

1. A normal PVD coating thickness is in the range of 2~5um.

2. If a part has a high precision requirement, please notify us ahead of time and leave enough room for a coating

thickness.

B AT 4RI Maximum Coating Dimension
AIPPE] A B AR T FHBIZ900%450*300mmEs THRE.

The maximum coating dimension is 900*450*300mm.

PVDi&ElRH Limitation of coating parts
PVD;‘?%EJL‘)\;??EEEE,’%%%E’\JI# ETLUABNAANREL (ERSLROLE) AT
B ENEERASENE, REEEEE,

Naxau can coat complex parts, the maximum coating depth is equal to the diameter. The coating will be thinner at the

depth of a hole.

BiR*2Z Recoating
GURETLURM T HOREEERS (FLERASMSTIRE)

Naxau can provide decoating and recoating for your parts. Some carbide grades cannot be decoated so please contact

our service engineer for further information.

EFERMEF Critically information for your parts
ERBIOMHRES. 2 EXEENEE. 3. FRAENIEE (RENESE) .
CRIBENFSumBIH, FERBPERBEEEKNMERT,

.ERBETEMIME. MTRESETESH, ETRIIEFRESHRE.

Steel grade and specification. 2. Tempering temperature and hardness.

g A

Highlight and specify the coated surfaces.

Notify us if the dimension tolerance is less than 5um.

ok W

Specify the application for your parts, so we can recommend a proper coating for you.
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