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RELE BELL

Passionate pursuit of perfection

CRaFkeflan

RIS NMAAK MERE

De51gn Concept: Application comes and EfflClency first
MERE L, EERPEE, AP E£FKE, ERECRIT, AZFESITSIBRAT R
FE#HEAMITE,

Starting from application, pay great attention to user experience, focus on improving productivity, persist in originality,
design appropriate product for users, provide customized and comprehensive cutting solution for customers.

mAENM: BmEfiRaEE

Quality Orientation: High quality
akth, et AREREM LB XRXDGW &, YEFRAREANEF K.

Perfecting constantly, provide product with performance and stability comparable to the standard of Europe,

America, Japan or South Korea for customers.

HIEEH B

Manufacturing Spirit: Boutique
BrTERFH, FREK, XAARKEEZFE, ZEFXaME
RILEFHERRERREM,

Persist in craftsman spirit, work with meticulosity and precision, pay great attention on details,
adopt modern methods of management to guarantee the quality of each product.

— A,

HEXEE: BEFER

Sales Strategy: Mutual benefit
EFNEE, oA erg®, BREFAKR, BBAFPFRETIEE AT & RE,
AEHPRRERREF NN R, BRAD &,

Based on mutual benefit, minimize production cost and improve productivity,
help user improve product quality and competitiveness.

RSIEN: E51TH FEUH ARRS S1FER

Service principles: Tailored customization, continuous improvement, technical service

ERARGBL, RETBETNARTREARR, REAFRERTE&RE, BRERERAR.
Persist in technology-as-a-service, help customer select appropriate product,

provide cutting solution and parameters,improve productivity and product quality,

and lower production cost.
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rink dAnL

W Ran AN

Grades naming conventions

W INT#4# Machined material
10 4 Steel

© A Stainless steel

. 54k Iron casting

C KEERkERES

Titanium alloy and Super alloy

7 BBEEBRIEGS

C: CRM Fj& Aluminum alloys B 1SO X518
brand Base material ISO code

} } }

C P 2 6 3 0 XXXX

f f i

A W N

P:PVD RER B TALES
C:CVD Factory Coating Customization
VEEAS Internal Code

T-&£EBRAE
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/‘f& ’_5; %\ 5'] *ﬂy }ﬁ 41\ é@ Silver Shark Grades

oo R, B
BAMNRE, sEese, THFN, Kest, WAAMT

Impact-resistant and wear-resistant.

Universal applicability, Superalloys, Stainless steel,

Titanium alloys, Steel processing

R
= % Mitsubishi VPI5TF
% [ 7% Taegutec TT9080,8080

CP26xXTN ** L& SECO MS2050, CP500, MP3000
Y . % & Iscar 1C908,1C3028

-Nb & LAk &

—-Nb Super anti adhesive layer
AlITi+X # % Wi & E Hmax 4.0un
AITi+X Super wear-resistant layer
Hmax 4.0mm

REBREFRI I

The coating hardness is divided into five levels.

WA T RAE R ABIRR

Code and color identification of processed materials:

RN SN2 =2iRa K EEL BesRE
Stainless steel [ IREEENL A0 Superalloy Quenched steel Castiron Nonferrous metals

M S s2 | H K N
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-fj:/i,\ ,% 7] 7]‘%’/}%\ 4]\273 Bronze Grades

WEER, BEAE, THN, HoeBINTRIFEINT ¢
Excellent wear resistance, preferred for
finishing and Semi-finishing

Superalloys, Stainless steel, and Titanium alloys

CP61xxMS
CP62xxMS

S

% %

#B Rt BB TiSi+X

TiSi+X Super wear-resistant layer

AlTi fif B 2

wear-resistant layer

AR
& SECO MP2050

REREFRIRAM

The coating hardness is divided into five levels.

WA T REAE R ABIRR

Code and color identification of processed materials:

BN = =Eaase KR 5253 sEEE
Stainless steel [ {ElanummmniEiIloNz Superalloy Quenched steel Castiron Nonferrous metals
M Sl K N
[ J
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Z}:_é{’. ,% 5'] 7}‘%’ /)ﬁ 4]\ 27‘:7, Profound King Grades

WEERE, BEA4, THMA M, HHA M ITZ T
Excellent wear resistance, preferred for Rough processing

Superalloys, stainless steel ,Steel,Cast iron

& X Replace :

CC26XXTM R /R % Warter: 4 & WPPXXG
S2 | M . = % Mitsubishi : MC70XX
CC32XXGT {£ & Sumitomo: XCU2500

K 2 £ JF Ductile iron XCK2000

. L& SECO T60M

|

#B R W & E ALTIN
ALTIN Super wear-resistant layer

1. 8.0 8 ¢

71 £ #L# Chip Type:
CNMG120408-CNR.CC2640TM
# /w T4 4 (Machined Material):
1. 48481 #A 1~ 4 4

fim T % # Processing Parameters
% # £ Ve=110m/min

# % Fz=0.25mm/z

Y1 % Ap=1.0-1.5mm

A H G K KA (Water cooling)
fw TH&E: 65 pes

CNMG120408-CNR
CC2140TM

N * %
BN TR B RRERR: i [ B 55 20 57 AL T kkk
#0 - e %* . R - . The coating hardness is divided into five levels.
Code and color identification of processed materials:
N RESE BEEE KR K aEER
Stainless steel | ki el Superalloy Quenched steel Castiron Nonferrous metals
M S| H K N
[ J
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/-fi'\ i ,% 5’] 7H' })ﬁ 4]\ 273 Tec Grades

wERERE, Kesm Iyl
Excellent wear resistance, preferred for Rough processing

Titanium alloys

FLAK A e 2. 8 YL R §)

Titanium Processing So Easy

CC6lxxFSU ::* # & Replace :

% #I K iFCERATIZIT

CTC5240
# R EE B+X

B+X Super wear-resistant layer

stk b & T & F &K
. : For special substrates machined
SUgSEFEiscSieY  from titanium alloys

71 £ AL # Chip Type:
RPHT1204MO-GH2.CC6130FSU

4h J]#: 63-6T & KHanging Long 180mm
# fm T4 A (Machined Material):

3h &AL £ & /1 1E Primary Load-bearing Frame
TC4-DT HRC 33-35

2h fm T % ¥ Processing Parameters

% 3% £ Ve=55m/min
1h 3t % Fz=0.6mm/z
Y1 & Ap=1.0mm
A7 R KA (Air cooling)
fw T B 4h30m
CRM CERATIZIT
CC6130FAU  7c5240

AETER s o _ ko
RERESRSREH * - X

The coating hardness is divided into five levels.

WA RABIRR

Code and color identification of processed materials:

AW REE BREE KN 5273 BesRE
Stainless steel [SERERTMIRIEIIIG Superalloy Quenched steel Castiron Nonferrous metals

M SE s2 | H K N
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7%% 3}1 g}\ /% 5'] 7H— }Jﬁ 4]\ 271:7? Gram Grades

B R, WE R E %% PEHIBAMI ¢
Excellent wear resistance,

The preferred choice for general machining of

Steel parts and ductile iron milling

CPISXXGT % X Replace :
2t H| Milling KHIHKHK kyocera: PRITxx,PRISxx

. =R T
Except for gray castiron
R B B TiSi+X

TiSi+X Super wear-resistant layer
AICT+X B & 9 K it & &

AlCr+X wear-resistant layer

J1 & #L# Chip Type:
XNHUO080608TR-W.CP1530GT

160min 7] # 63-5T

140min W w LA 4 (Machined Material):
120min 2 235 ASTM A36 #ifm T J& A 7w T
. =D E N %j]. A ?ﬁﬁk* j] 7] B ##% Chip Type:
100min B o Perform rough machining after fine machining 160min
. < 5 APMTI1135PDER-H2, 7] #D17
80min -2 2 #&/m L/ L% # Finishing 140min
60min L'I_' ';'[ %3 E Ve=316m/min 120min # fm T A4 (Machined Material):
40mi S 45 P i :
min = @ L\i F=600mm/min 100min h13 (HRC48~)
20min 1 % Ap=0.2mm 80min T A%
W RBT Lo 60min %3 £ Ve=117m/min
#H /v T A T % % Roughing 40min # %5 Fz=0.23mm/z
% # & Ve=277m/min 20min Y1 HAp=0.15mm
CP1530GT % # % F=2100mm/min 1 % Ae=
Number of processed pieces 71 5LAe=12.75mm
1 %K Ap=3.0mm %A #H 77 K. KA (Air coolin
: g)
7 % Ae=40mm CPI530GT At .

% #H J7 A: WA(Air cooling)

CP15XXGT

REBESRSMEM * - XK

The coating hardness is divided into five levels.

WA T EAB R ABIRR

Code and color identification of processed materials:

BN N =) BEAE PEKEN 7353 egR
Stainless steel [ IBTERTEN IO Superalloy Quenched steel Castiron Nonferrous metals

M si B H K N
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7] Eiﬁ'_&}:%%,ﬂ—i Key points for selecting cutting tools

- TﬁgE’JEF }JHI X Understand the customer's processing requirements :

WANTAA#E

Processed material

RIS VS &/

Processing category

Machining Parameter

- B

Product drawings

XA A T4 B AT AL S LR T AR
EESH. BE, ML, BEREE, &% EC,

(The mechanical properties of the processed metal materials must be understood,

Main parameters: strength, toughness, hardness, and plasticity, carbon content C.

MIAAMLTH R, mITRAREESPT, TANPI, BrimT,
The processing categories are shown in the table below.

The processing conditions refer to continuous processing, irregular processing,
and intermittent processing.

% # EVem/min 2. 771%F Apmm 3.4 ¥ # A fmm/t

™ ﬁﬂli%% .
IS éwwﬁ%mﬁ A% A % Ae mm

Processing three essential elements: 1. Cutting speed Vc m/min 2. Depth of cut Ap mm
3. Feed per tooth f mm/t Additionally, milling has another parameter: width of cut Ae mm

Bt T T MR TR A RORE
Understanding the categories and
characteristics of processing through processing.

BrRIERTDRESKER
Currently used blade model and photo

THREFPHAEANT TS,
ERRIL, wHEe, REHEK

Understand the current blade model specifications used
by the customer, usage conditions, such as lifespan

ZREBERIE P RS

1. %8 mT. F@

plane

2. FH| i T &l\@@ 3% H GC]H el ()

Excircle

Processing

3. % ME -

Rough boring
cutter machining

and failure modes.

# £ N5

Ed \ N N
= xR (B 4% &£ Hi

Square shoulder Profiling Other
ey [ 47 O

Facing Inner-hole Slot Thread Drilling
Processing Processing Processing Processing

1 ¥

Fine boring
cutter machining

CZ ERRFEL, JONEMNEEX MEMIHR:

First, select the Chip breaker. The sharpness of the cutting edge corresponds to the material being processed.

7] b 4F % 5% Al 7] 1 % A 7] 0 B A A 7] B 5
A Very Sharp ¢ Sharp Stronger ‘ very Stronger

1.5k A 4 Titanium alloy;
2.REATEASEXTEN;
Compatible with Super alloys
and Stainless Steel

44 4 4 Aluminum alloy

F W A0 TARAE 7R % &
WINTA AR R BB RR

Code and color identification of processed materials:
G BEaE KR 7355 EesR

Stainless steel Superalloy Quenched steel Castiron Nonferrous metals

M S s2 | H K N

1.4% Stainless Steel;
2. F A m LI B
Compatible with

1.% I 4 4 Super alloys ;
2. /m T 4547 Stainless Steel

1.4 % Cast Iron;

2. F B LA
Compatible with Steel
Nodular cast iron;

N=a

Titanium alloy

07




1 PRSIV R

Then select the Grades:

i& 4A-Suitable : i& & Suitable :

LALER ok BRI 2, Wi T, ALK Bk BRI 47, T8 4F
The machine tool and fixture have poor 11\(/[3% T B K05 The machine tool and fixture have good rigidity
rigidity, leading to intermittent machining. 4 P35 Substrate Grade 1\;1150 and working conditions.

2 KYI, A S R T soft RIER S ENYS PRSP LS
Deep cutting, high feed rough machining; * é]oiﬁg%}iﬁ ii* . Small depth of cut, medium to small feed rate

3. 40| ] AT B E L/D=3 for semi-finishing and finishing operations.
Steel tool holder with a short extension L/D>3 3ANE T AR i 4E L/D<3

Steel tool holder with a short extension L/D<3

T RrE AR E: #AER WA
AL B O
Blade Slot Labeling: Four Sharpness Levels H
WEEEER KA ok
The coating hardness is divided into five levels. * - * kK

MR % H: N | H ISOK05-K50

Base material hardness levels: from hard to soft ISOK05-K50

KFIEIIN T AN A48
CEMBREARNMINEERHEAA, RNFEXONLEERSLR?
TR BRSO ZH AT S
REZWAAN: 1.8KRE C% 2E8BFRY% (Fe) IMEaERELH.
HEMAFEROMBWNEE, W, REREREAFHERE,
MEOD TAARHAO£E M
1. &8 8C: BMENMT, HAZMTO0. 1%C; & T0. 2%CE Y AF FCVDR BB T B & #E Ve >150m/minfw T ;
2. 628 E: AW beeENT, BEMNT,;
SEEGENT, MIMEENT, &ML EEE ST
4. B A FE XTI EFKTI, BNi. %Cr. 4Mo. 4ENb. W, #V, 4Mn, HSix L4 BEMAHMES I THE 14,
BUBEBRATENE, WILEEAHANRI & E.
E kBt TIEGE 77 .
LR m T FEIRE Ve, & Y WIBINAEEF; 2. A8 E B AN A, BERWHIEARAES £,
3R R AR A, M T e E A KA,

About the workpiece materials in machining:

Metal materials are a common source of confusion in machining. What important information do we need to pay attention to?
Understanding the material grade composition to interpret the following parameters:
The two most important ones: 1. Carbon content C% 2. Alloy content ratio of metals other than Alloy (Except for Fe)
Additionally, we need to consider the mechanical properties of the material such as strength, toughness, hardness, and plasticity.
Common characteristics of difficult-to-machine materials:
1. Carbon content C: The lower the content, the more difficult it is to machine, especially below 0.1% C; for carbon content above 0.2% C,
it is recommended to use CVD-coated tools for high-speed V¢ >150m/min machining.
2. Alloy content: The higher the added alloy content, the more difficult it is to machine.
3. High hardness makes machining difficult, and high toughness also complicates machining.
The most difficult materials to machine are those that are both high in hardness and have good toughness.
4. Special attention should be paid to metals containing Ti,Ni,Cr,Mo,Nb,W,V,Mn,Si, as these materials are prone to work hardening.
The degree of hardening depends on the amount of deformation, machining temperature, and material composition.
Specific methods to avoid work hardening:
1. Reduce the cutting speed Vc during machining and appropriately increase the feed rate F;
2. Choose sharper tools to reduce cutting resistance and heat generation;

3. Use air cooling or oil cooling, and avoid using water cooling during rough machining.
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EBFEHIMBRIERAZR Grades for Turning

P MR T , & eh = (R 7 KT 2
wpim| Eg | REMT | gp ) Li mie | MEE o B2 BaE s B3 g &3
H N i o DR =1 o
Coating v d oanng n Material Processing Wear water %3 = B o 5t S i 5 >
propose grade Colour Properties | characteristics Resistance cooling g -m-\g 1@5 .f\g %E é
7 [ & S ®
Z
CP2630TN Erl @ .
¥ | CP2640TN D jffflf *k | A (8 8 8
CP2650TN S sume
emi-Finishing
CP6105MS wwr @ e
X | cpe11oMs . Finishing :: '&, ¢ €6 € € €¢C
CP6130MS ﬂ
FoA m T
M || s2
: CP6210MS . wwr @ *% | 1
K| Cheasoms D ﬂ Semi-Finishing| e L6 ¢ ¢ ¢ ¢
PVD Finishing
Coating
CPI110FH fifm T ® xx _E' 0 00 0
CP1130FH ﬂ Finishing * &
CP1105TM Py
CP1110TM W T .
NEH T Dﬂ Finishing :* £ RARY 8 &
Small Parts
Machining
CP6210FAN
: anrt @ | %ok | g
N . - @ .
Small Parts Super Finishing ** £ . ‘ .
Machining
Hm T
%ﬁ CWO05 srnr® | Ak 'y *
= CW10 Roughing *
Carbide Semi-Finishing
4B wrnT @ %k | &
[ % CT20 D ﬂ Finishing * -b .
Cement
AT
CC2130TS @ﬂ el Y% _&' ¢ e C:
CC2140TS Roughing * K
Semi-Finishing
o, | CC2630TM T *X | 1
X CC2640TM @ﬂ Roughing“ Y% £ 8 s 8 8
CVD
Coating CC1125G1 M T
CC1125G2 ﬂ vt & | kk 'y '3 8
CC1135G1 Roughing . 6 & ¢
CC1135G2 Semi-Finishing
A T
CC3110G #ﬁ%fml’ e ok Y PP
CC3210GT Roughing .0 & ¢
Semi-Finishing

. : L4 " T Good working condition c : L JL# Z/w T under poor working conditions # : LU £/ T Poor working condition

B OTKREER * % 3 Ny
* soft Insert coating grade s % %  hard M %2 JZ 4 %% Hardness grade of substrate: # hard ISOK05-K50 % soft

W TR B RABIRR

Code and color identification of processed materials:

EEW FIN= BEeE KN T aEER
Stainless steel [ IFEERITTRERET2 Superalloy Quenched steel Cast iron Nonferrous metals

M s1i B H K N
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PREIM BRI Grades for Milling

) gw © > g
Y mT sl ®E s ¥ xo o«
wewm| 5 | wems | 4| kn Btk gy ha | B2 B s 3 8°F k8 &
o E 3= . e - Wear . $R 25 s = 2 mL T
Coating 4| Coating grade| o\ Material ! Processing | water | %% O | WESH IH © S < s O
propose Colour| properties | Resistance| oo cteristics | cooling kﬁ 8 e = 5§ 232 ERS
o = & To =
Z
CP1530GT n EAE T .
#w T
X | cP1540GT D * ok Rou”ghmg‘ &, 8 8 O
CP1550GT ﬂ Semi-Finishing
CP2630TN ’;’Ejﬁ;i N
s | CP2640TN D KK | Roughing & L8 s &
CP2650TN Semi-Finishing
PVD | ggiigﬁz @ k% | #rI @ i
Coating g CP6140MS ** Finishing '&v e ‘ e e c
CP6150MS
CP6230MS R R
X | CP6240MS D@ :* fjfgﬁng LG 6 e € ©
CP6250MS Semi-Finishing
CP1110FH Wk | #mT T
CP1130FH . ** Finishing‘ -& . . . . . ‘ e
** oA T ‘
) BT T
CP3130HT D ** Roughing -k' ‘ ‘
Semi-Finishing
A Aw T
gg CW10 N *k |rpwr @ iy P
= CW20 )¢ Roughing
Carbide
Semi-Finishing
CC2140TS V@ ¢ .
F e T 'y
CC2150TS Iﬂ * % Roughingc L e e e e ¢
CcVD Semi-Finishing
Coating CC2630TM ﬂ
s | CC2640T™ LS ST i
K| CCa6s0TM @ [ Rakal Roughing L8 88 s LR 4
CC3230GT

. : LJL#F/m T Good working condition c : LJLH £/ T under poor working conditions # : LR Z/w T Poor working condition

wOTIERESER * K Fd "
* soft Insert coating grade Y ¥  hard A # % %% Hardness grade of substrate: # hard ISOK05-K50 % soft

W TR B REABIRR

Code and color identification of processed materials:

N FIN= A BEEe® KN B aEeeR
Stainless steel [MMETEITTHRIIG)% Superalloy Quenched steel Cast iron Nonferrous metals

M SE s2 H K N

10



INEHEHIMRIERAR Grades for small part turning

e 2 3
I T w | A |t PO EE a .
BEEE| wEmEs | DA | g i REE | b | B2 B S 3 AEECH Ml =
Coating | Coating grade PE | Material Processing Wear | yater %2 ool 0 8 S
Colour Properties characteristics Resistance cooling ,g w§ mé ;
A [ &
' Kyocera: PR930
7% %1215@ Hk | B e
R NTK: TM4,QM3,VM1
CPITIOTM D M Quickly cut * e GGG ® ANRO:PVDI1,AP6510
Applitec:HTIN
551215 ‘ Kyocera: PR930
. - NTK: TM4,ZM3,QM3,VM1
ceizory [ | M (Quekiyen T ko | & | €3 (€3 3| @ ANROPY D2 AC30C
Applitec: TIN
' A1 Kyocera: PR1705
M || ran @ T voser '
CP2610TN D .@ Steel :* '&, CAECARCAN £ G
n Martensitic
stainless steel
kG
valsi Thu “ N Kyocera: PR1115, 1225
cp2630TN ||| bICE Steel :* EVEREAREARTAR & PR1535
n Martensitic NTK: ST4,DT4
PVD stainless steel
Coating T4 4R
ﬁ(/‘.g%% c ** - Kyocera:
& U g NTK: DM4
crotioms| ([ Samiessesl | kk | 2 | €6 € €€ ANRO:AT10
Titanium alloy Applitec:HTAC
Super aiioy
g{%"‘i/g ‘ Kyocera:
CP6210MS TEAA ** T NTK: DM4
CP6230MS D Staﬁﬁess steel * '5; e ‘ e e e ANRO:AT20
Titanium alloy Applitec:TAC
Super aiioy
' e . :i . Applitec: HTAX
m .
CP6210FAN - Super Finishing * .a' . . . . O
Applitec:TAX
ann: @) k| 3
CP6230FAN - . Super Finishing | i vl .& . . . . O
Ba & K :KW10
Py ‘ yocera:
R CWO05 %o B b & dEES NTK: KMI
N z 4 % N
G CWI0 D Aluminum aiioy | v '5' & | \roaki0.aK20
Carbide CW20 Pure 00ppler Applitec:K10.K20
Pure meta

. : LU #/m T Good working condition c : LU Z/r T under poor working conditions # : LR £/ L Poor working condition

* K THEREER ok 5

soft Insert coating grade Y Y % hard # AT % % % Hardness grade of substrate: # hard ISOK05-K50

74

WINTA AR RARSRR

Code and color identification of processed materials:

W Rae BEe KR 735 BEeR
Stainless steel [EMMERITILEIINY Superalloy Quenched steel Cast iron Nonferrous metals
M S1 H K N

11
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IR EHIM REAE Grades for Thread Turning

o

\O\

BT H 3 wf L E
MR | il X | == = 2 s @ /Wy IR =
B MR wErs | A sk | BB e | bn | B2 BN B3 2 ez
Coating Coating grade C/}\l Material Resist ing water | 177 = = e o) Bs O°
Ol0UT| properties esistance| . aracter | cooling = e e E 2 () BE K@

istics 177 = & = G)

CP2630TN
& A

General

k| ® | &

External threads .
.A
g ¥ e L e e e e

CW20 D *k | @ 8

. : LW im T Good working condition c : T %/ T under poor working conditions # : TR £/m I Poor working condition

% oNrREER Kk & ’
* soft Insert coating grade Yk ¥k  hard M HE & % % Hardness grade of substrate: # hard ISOK05-K50  #{

PVD
Coating

CP1125
SR 2 &

Internal thread

CP2430FS ﬂ .
ey . 1* ¢ L e e e ¢ ¢ ¢c €
K

soft

WA TR AR BIRR

Code and color identification of processed materials:

N Rae == K 5223 BEER
Stainless steel | IEEERTTEREIE2 Superalloy Quenched steel Cast iron Nonferrous metals

M si Y H K N

12



shFLAABRIEFIZR  Grades for Drilling

P i s B 2 g

R , BE | A | NS me 82 i £

BB R wEms || e | BEE | pio | g B2 BiE s s iz
~ ~ BE | Material Wear ; 828 NI g 5 X W 5
Coating Coating grade Col ateria Resist ing water Lz lhae| | FARs! < (] 4
olour| poserties esistance| 1% ter | cooling el e 2 b1 E J.Eiﬁ BB

istics 7 [i= & O G

CP2630TN DE% *k | ® 'R

~E0a i
coning | cr2aors | 0 I elLeececee ee
K

o [JEBE XX e L e|e e

guide bar

. : LJL# /i T Good working condition c : L& /0 T under poor working conditions # : LR £/ T Poor working condition

%o EREER KKk 3 "y _ .
* soft Tnsert coating grade J % % hard # A # % 7% Hardness grade of substrate: # hard ISOK05-K50  # soft

13



AL @l CRM 5 7% A AT i X i

Zhongji RongYao CRM and World Common Material Comparison Table

—. FHIT] 5 M BR &
Carbide Insert Grades Table for Turning

KA wyme BE®X | nEF =% TR £ K HE g | FwkE| LE R4 4 FHF (LR dE R
CRM Taegutec | Korloy | Mitsubishi | kyocera | Sumitomo| Tungaloy | Pramet Seco Warter |Kennametal| Iscar Sandvik
gg%g?gm TT4410 | PC8105 | MP9005 ACM100| AH8005 | T8310 | TH1000 | WSM10S| KC5010 | 1C907 | GC1105
CPe20sms | TT3010 | PC8110 | MP9010 ACP100 | AH6115 9605
" S CP6210MS
I:E \#58| CP2630TN | TT9080 | PC8115 | VPISTF | PR1225 | AC530U | AHSI15 | T8330 | CP500 | WSM20S| KC5010 | IC908 | GC1125
2 | M30 | CP6230MS | TT9020 | PCS300 | MP90IS | PRI725 | ACM200| AH725 TS2000 KC5025
N S20 TT5080 | PC9030 | MT9015 | PR1535 | ACM300| AH6225 TS2050
[=%
LEEN CP2640TN | TT9080 | PC5400 AH645 | T8345 | CP600 | WSM30S 1C328 | GC2145
| M40 | CP6240MS AH6235 TS2500 103028
$30
LB CC2130TS | TT9225 MC7025 XCU2500 T60M | WPP20G
M30 | CC2630TM MV2000 AC6030M
S20 AC630M
WEERN CC2140TS | 779235 MC7035 AC6040M WPP30G
| M40 | CC2640TM
$30
|J5 CC1125G1 | TT8115B| NC3020 | MC6015 | CA5115 | AC8015P| TT9115 | T9315 | TP1501 | WPP10S | KCP10 | IC8150 | Gcd315
i O CC1125G2 TT9215 WPP10G
E (XL CC1135G1 | TT8125B| NC3030 | MC6025 | CA5125 | AC8025P| TT9125 | T9325 | TP2501 | WPP30S | KCP20 | IC8250 | GC4325
O I cc113562 CR9025 TT9225 WPP30G
QU CC3225GT MV2000 XCK2000
CC3110G | TT7005 | NC6010 | UC5010 | CA4010 T5105 | Ts5315 | TK1501 | KCK15B | KC9115 | 1C5010 | GC3015
TT7015 CA4115 T5115 TN5015

/NFE A TR A BB & E 5 LAO013.

The material comparison table for small parts processing can be found in A012.

BINTA IR IE R ABRR

Code and color identification of processed materials:

BN REE Baa PEKEN 7273
Stainless steel [EMMENEII)Y Superalloy Quenched steel Castiron
M S1 S2 H K

14
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Nonferrous metals
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Z.BRIT) R At B Rk
Carbide Insert Grades Table for Milling

% B o N — o, N N SR . N
HA FHES | FEE | REF =% & R A (B AE| L@ RAR H 4 FHrF | L% R
CRM Taegutec | Korloy | Mitsubishi | kyocera | Sumitomo| Tungaloy | Pramet Seco Warter |Kennametal| Iscar Sandvik
cpagaor | TTO080 | PCS300 | VPISTE ACM200| AH725 | M8230 | CP500 | WSM20S| KC5010 | 1C908 | GCl125
CPeasoms | TTBO80 | PC3700 | MP901S ACM300| SH725 MP3000 KC5025
MT9015 AHS8015 F30M
ggégj“gg/g TT9080 | PC5335 AH3225 | M8340 | F40M | WSM30S 1C328 | GC2145
CPI6SOTN PC5400 AH130 MS2050 1C3028
CP6250MS PC9540 MP2050
PR1535
CP1530GT RIS
CP1540GT
CP1550GT PR1535
CP1110FH | TT2510 | PC2010 AH710 | M8310 | MH1000
PC210F
CP1130FH | TT6080 | PC2010 AH3225 FI5K
PC210F AH130 MK2050
CC2130TS NCM535| MC7025 M9325 | MP2501
CC2630TM MV 1000 XCU2500 Ms2500 | WPP20G
MV2000
CC2140TS | TT3520 MC7035 M9340 | MP3501
CC2640TM | TT8525B MV3000 MM4500
LI CC2650T™ T60M
CC3130G | CC7515 | NC5330 | UC5010 | CA4010 AHS8015 | M5325 | TX100 KC9115 | IC418 | GC3015
CA4115 AHI20 | M9315 | MH1000 TN5015

15




T ALALHECRM S it & & AU Fixd R 3%

Zhongji RongYao CRM and World Groove Material Comparison Table

Byl

—. RAFRIT AR EEL
Negative Angle Turning Insert Chip breaker Table
FHES | BREX | REF =% & fER RHEE [Tk LE RA% | &9 FEF L% T
CRM Taegutec | Korloy | Mitsubishi | kyocera | Sumitomo| Tungaloy | Pramet Seco Warter |Kennametal| Iscar Sandvik
AU FS VL,VF FJ MQ,GU SU,EF HRF NF MF1 NF4 FP,FF TF QF
FG VB MS,FS GP,DP SF MF5 FV PF PF
FT VP2 LS HQ TSF UF SF XF
CM EA MP MA HU GU SM NM MF2 NM4 MP TF MM
MK MS HRM MF3 NR4 UP PP XM
EM MS M3M QM
CF ML TK MJ TK SU TSF MF1
VP2 MS MF2
CNR EA MM RS MU SDM NMR MF4 NMS5 RP MR
RM SH M1 NRS P R3M
MR MP VM MA GP,DP GU ™ FM M3,M5 NP5 MP PP PM
MT HM MH GE PM M MF5 MPS MN M3P
PC MP MP FX
RR RT GR GM,GH | PTHT MU TH RM  |R4,R5,R7| RP7 RH GN PR
VH RP,HZ GT ME NR R8,R9 NRR RM R3P
GH,PX | HX,HV PH MX DR PR9 MM

—. A RAERHAEE FH T g R A Rk

Chip breaker for Precision Turning Inserts in Swiss-Type Lathes

Bl

AL F TE NTK 3 FT B 4%
CRM kyocera Anno | Applitex
CM GF AM3 EN-PMI1 | FN-X8
GQ ENP-X8
GK
CF HQ YL FN-ACB | FN-X17
VF ENP-X17
EN-XF3
AL CK CL FN-ALU | FN-X25
AH 1L ENP-X25
CNR TML
FR/L-S F KHG
P K
FR/L-Y Y AT -Y -Y
FR/L FR/L
FR/L-U U U U U
UHG

/N R T R A R R 5 LAOL3,

The material comparison table for small parts processing can be found in A012.

N THEEY Roughing

XC-CNR  DC-CNR

HREINTHER Semi-Finishing

16



TIHIZ 2 " X
Cutting parameters 'l:)] ﬁIJ j]l] T I}rll'ii, . té |g] l]}'T’ Hﬁﬁ'

% A it & /A X Commonly used formula

I S __Vex1000 i THl#EE(&®EE) Ve _ Sx3.14xDc ,
Speed 3.14x D¢ (rev/min) Linear velocity = 1000 (m/min)

Dc: Tt H 4% (Workpiece diameter)

EooEKE F . BHiteE f F

Cutting length per minute [ = fXSXT (mm/min) (Feed per tooth) f= SXT (mm/tooth)

f:4 1 ¥ %2 & (Feed per tooth) T: 7] B i % (Number of setting teeth)

78] Am TN %R
LR R JEZah ek F 2 & ® EVe, AR EEM T HEXBE I T 55K,
HEENSKE £ d W IAR R IIFFRINME, A T X AR <80,
2ERE M IR T HRAIEIEERNZREATIIRE A
. EEN A E NN T2/5T1RE A Fl: RO.8 £<0. 32mm/t
4 ERTIEFOHEE: MHTEFOERELTES;

3 . RTINS " oy, DBTEE D W 4E =
S UIAE i TRy £ LB SZoN ke b i B B AR ﬂ)#mEWfT; F O E R E E=0. 08+0. 02W

Machine work common sense
1.The speed of circular motion is the linear velocity Ve mm/min, and linear velocity is the most critical processing parameter in machining.
The level of linear velocity is primarily determined by the rigidity of the material being processed and the tool holder, as well as the type of machining.
2.The minimum cutting depth for semi-finishing and rough machining should be greater than the radius of the tool tip as much as possible.
3.The maximum feed rate should be less than 2/5 of the tool tip radius.
4. Setting the tool center height for turning tools: The tool center height must be raised during installation.
5. Selection of slotting machining: When cutting a solid rod, the blade width W= D/5-8 ; the increase in center height =0.08 + 0.02W

Wk F R A E S AEEIT]
How to Choose Fast Feed and Gravity Milling: Ap
RHLE Fast Feed Milling :
fh&: BINER, TAESK, 7
MEEBRA, AFEERTR, FE, HHRI; . e
G TEANERMT, REEMT, HAKDERRA, TEAMUK. T o v

Advantages: High processing efficiency, long tool life, powerful functionality, fully meets shoulder, flat, and contour processing needs;

Ap

f— fz

Disadvantages: Not suitable for small area processing, only capable of rough machining,

heavy power load on the machine, not suitable for small machines.

FHEEHI Gravity milling : Py - o i O ° o
EHNEREGMI, ME AR, B%HIEKE— &I s del '-Q‘-‘t! ' O )
bdn KRB SR dr s, BREAMM, 8, BFZE6F FAVER — &
Suitable for processing small area parts, with a large cutting margin, capable of meeting rough and fine machining integration;

for example, for large cylinder bodies and cylinder heads, the original three processes of rough, semi-fine,

and fine can be combined into rough + rough-fine integrated processing.

KEHE

5ot B B i — — ) THIEET S
Iron chip color The cutting temperature rises

Corresponding
Temperature <200° ~220° ~280° ~350° >500°
K E AR E  Surface roughness
JRE JIRE A  Re (mm)
*ﬂzﬁ;fg 01 | 02 04 | os | 12 | 16 2.4
um # % & f (mm/tooth)
0.8 0.03 0.05 0.07 0.10 0.14 0.17 0.21
1.6 0.06 0.10 0.14 0.20 0.24 0.28 0.34
3.2 0.14 0.20 0.28 0.34 0.39 0.48
6.3 0.27 0.39 0.48 0.56 0.68
8.0 0.44 0.54 0.63 0.77
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7] B BB A5 FI W 07 %
I EWIHE: wRMIEES, B o] 7 I8y
TR TR T & R
CERHBHE: BEREHRE, WANLEREARE, AANERATAABERT,
CEHERR: HATNEAEER, RETEY S, RALAEMAE,

o I 0 R T] R OB R A O B
EIMRTRELN: LEEESRARKTACEZEA.
 RIEHFEEEA: TRERAVE AR A. EGRBE AT, BRIAHE.
MBS BRI T wEREHEEN, RATLEEER.
METHBEHERNEA: TRME THFARDmE, HRE TR,
AERIHRTEK: THRTENESTRARGR TR BRI H A,
NA#Eek UMIIAKEARE —LHEBEEHBLRESBHEAFC LA RBT AR,
WA AEA I IR MM ERR, AR, REXRAGBRANE L LD,

Tl 7 WA T RO R
TR B 7]

FESZWMNKE, RATEECEER,

w DN

co =N o o w

L lE

©

v RS Bl

B H R E
WO EH I E MR E R
W EE AR,
wHE-ANKENT R

Yo R A A

7o & T HE E Ap;
wERHES B

N HEEEEGRMRE R,
[ R HI 2 BV c;

Yo P AR B L R & Yo BRI KR E
Yo i 4R B0 E A MR R ~%wmwmﬁﬁm;
Yo i 5 F 5 Ak B 0 B A Yo 3 o ik B

Yo i R R
R E AR R

WK fé/z\%ljﬂé’(:
wHRBETEEmBERABEE.

o
ha
-
-

Ja T1E B AR | v B R A B BV ﬁﬁWWﬁﬁ&%ﬁwﬁﬁ%

S
3
i TR
o

i

pave
p=ist
~

IS R

Yo 3 Y B by B

Yo b H W E T MR ER

Yo A & 1A B 0w, 40 B T AR
OO E R &, WAL AT R R

WK% Bl

w F%TEH]]%J L EVe;

WO A EFAAMRER;
Yo LR WTBAE

Yo AR YT HI 3 B Ve,
Yo B YRR EAp;
wHkFE MY H E BRI B
wHEBEENNTIRE A

Yo B R P e AT

WA B,

Yo 3 A 7] B An T ROALR kB B9 R

s TN OR

1B EHO M T AR RME, 8K
Wl hFRAERAE

2. EFAMR ARG & RE AT K E,

sl

EKT R A4




B H 7] B & B B A R A ] R A R A

Names of parts and roles for milling tools

FE T E &5 40 4 AR

Name of parts ofmilling tool body

T HEIRIR (AR )
L Axial rake angle
) JEEE —» (Rake in axiai direction)
/e1ght of cutter body/' (AR)
i (/

Approach angle

/]

BI7IER

Reliefangle of axially cutting edge

7E (DR)
Cutter dia

EAETIRIA (OR.)
Orthognal rake angle

//‘\ DAL=

Angle of inclination of cutting edge

o \\

N4 e

{ 2 A (R R)

A\ S
N Radial radial rak¢ angle (R.R)
sEEETDER (0.C.) e
Orthognal cleanance angle /

7

SEFR R A A B B

Relation between Orthognal Rake and Performance

RN S ) = N = N
A | AE | musy | IRBE D s 1 B HE 1 it
True rake Sharpness Cutting power cutting ecige Heating Chips ejectability Wdling resisstance
E () # N % b £ AT R A B AL #
Positive(large) Good Small Weark Low Bad.May be caught by cutter. Good
NS 2 x % % $ A7 B HE 7] B4 %
Negative(small) Bad Large Strong High Good.Ejected outside the cutter. Bad

IR AER LA RETA LN AW EARR, TRHEARK, TRWALAK,

Effective rake angle is generally designed according toclerance If inserts used.The larger the
clerance of an inserts is, the largr effective rake angle may be designed.

19



J] 4% Fa ¥ fl A Cutter dia.and engage angle

R A o
Lower engage angle shows short tool life,because engagment . N
starts from cutting edge of inserts in milling operation éjt\azz i‘zﬁznigée of an insert. é};ﬂiz:liliiinﬁﬁit
TR E N / N
Center of cutter | Y /
71 # \ :
/ Insert ;}ﬁ \\ ) /
[ Work \\\ /
—_— s - g _ _ _ _
\ . | N T A
/ gea (b | X 2
B (K Low engage angle | -
Higher engage angle PR ETN 5/
“a
Feed rate
JlER A (B) N BT
Engage angle(E) % 75\%)] Hl ﬂ R . Feed ratéj
Starting point of cutting
M) (e AERAEG)  — (KD %
Small Engage angle(E) Large
s J] 2 b T #1955 K30 ~50% ¢ i » =
70.%—]—3;% ﬁa‘__ﬁ%m %o Long Too Short
Cutter bodies are recommend with diameter VIE: YN VARZRIN

30-50% biger than width of work pieces.

2 FE R A

Cutter diamter and engage angle.

Large cutter dia.

Small cutter dia.

—
)

= T S 2 ot 1

Cutter position and engage angle.

E
wJex BiA, TANEMTHABT THNES
1S R
A % T, KRB,
/ I Work \ Cutter with too large diamter shows lower machining efficiency,
\ / bacause talking cutter path longer.
Nd LA
T1 ki # 5 B 8 /N
= Short distance of moving of cutter Se—
PARETAN
Small cutter dia.
TR E A
Long distance of moving of cutter




BRI T A & B 0 B A TR A R A

Names of parts and roles for milling tools

FRACEHREEEh W x 2 (s 2h#bmwERE)

The relationship between cutting edge angle and the thickness of iron filings (This is the principle of high feed)

4 77 1H]
Feed direction

KBEZh

EXCPN

Cutting edge angle o°

=3
“%BEE h=f*sin a°
R _ Apmm
%%)E ﬁ)}"i B_ Sil’l ao
ANTE L e 4 i KB ERIEE .

Tip: Fast forward to make the iron filings thinner and wider.

71 B e ) £ g

KEHEAKEREE h mm

The data in the table represents the thickness h of iron filings

EFRAA & ¥ % f mm/tooth / h mm
Cutting edge

angle a° 0.3mm 0.5mm 0.8mm 1.0mm 1.5mm | 2.0mm
10 0. 05 0.09 0.14 0.18 0.27 0.28
13 0.07 0.11 0.18 0.22 0.34 0.44
15 0.08 0.13 0.21 0.26 0.39 0.52
30 0.15 0.25 0.4 0.50 0.75 1.00
45 0.21 0.36 0.57 0.72
67 0.28 0.46 0.74
90 0.30 0.50 0.80

Relation ship between cutting edge angle and performance.

—

Cutting edge angle:90°

=

_%L

il

VIBRE=&T%#% fz
Chip thickness=Feed rate per tooth fz

NRBEE=VIBRE Ap

Chip width=Depth of cut ap

&
a
fz
VEBRE=&7HE0—F (fz2=fz)

Chip thickness=Feed rate per tooth (fCz/2=fz")

VIR R E =18 RE2 (Qap)
Chip width=2 times the depth of cut (2ap)

Cutting edge angle:30°

[ &] %=1 80 /A H0"8 .

[Note] CBased on 0° axial rake

7] H ﬁ] ;Flj ‘[7] %]J /r ﬁlé é}/‘] /}E /f‘b Relation ship between cutting edge angle and performance.

) * EL N
‘t)] %]J l& ﬁlé % Large < ! Cutting edge angle ‘ > Sr:nal]
Cutting performance facor

90° 75° \ 65° \ 45° \ 30°

1 HI EiE g D HWE
Chips shape Thick and narrow Thin and broad
THIE Z
Comparison of chips thickness 1 0.97 0.91 0.71 0.5
VIl 3 71 %) < (FATERIGNTIIKE) o) £
Cutting power Small Depends on the cutting edge length that contacts. Large
Tl EERE =1 < (RETI B BAaKENTTHEE) [—— [
Inserts abrasion Hight Depends on chips thickness per unit length of cutting edge Low
oz K%Fé<:| (RARTHTOKERZHZTEHER) |:> 3
Vibration Not likey Depends on bite per unit length of cutting edge. Likely
A IR R B £ g C (TTEBEHER) >
Effective depth of cut Large Inserts falling difference Small
& 7 5k (BRI £ Loyl s £57) 57
Vibration Likely Differrence in the load that is applied transvevsely against the spindle. Not likey
IHEWETREA 25 <mmm (WIHEKE, ET0ANNLEHTIHT) o) ~
Work pressurizing force Small For thin plate,small cut-in angle causeKs work to chatter Large
18 H £ <= (MEEN) (] EHE) ) #
Chips flow No good Caught horizontally ! ! Ejected upward good
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%ﬁiﬁﬂﬁﬁiﬁ}%i@ Material selection table for Turning

. T : 1
] : 7 z e # 2 T = KT K=
REWR| 0D | wEm® || ki HEL | process | 4% | B 2 Bl S B8 HF &d ke
Coating | .o | Coating grade e | Material vear ing water *@3 4= = (e @46 < Hs O°
p Ized Colour Properties Resistance character | cooling .g wg “E(z M; En_cg ff.‘E %é
istics 7 i) 8 S e 5
Z
CP2605TN
. CP2610TN T
% | oo L MBS kx| ® L8 8 88
CP2640TN
PVD
. CP6105MS B
Coating | x¢ | cpe110MS D 1’* e L e e e e
CP6130MS ﬂ
CP6210MS @ N
¥ | cpe23oMms D :* ¢ L e e e ¢
CP6240MS
CW05 Yo S
i o . $ L s
(=)
Carbide CW10 *
e R e A o
Cement
CC2130TS Yo e -
CC2140TS @@ Yk | -!» [ € G
« | CC2630TM e -
X CC2640TM @@. ¥ K s '5.. 8 s 8
CVD .
. . CC1125G1 Ao
Coating| X | (113561 @ . ki @ h $ $
CC1125G2 m A -
CC1135G2 @ . Ve &' d L '&' [ [
CC3110 e -
CC3110D D 3% % L '&: $ 8

. : LJL#F/m T Good working condition c : L JL# Z/m T under poor working conditions # : LULMR Z/w T Poor working condition

B OTTRRE®R * %k 33
* S(;\ft Insert coating grade Jokk hard

WA T ABRABIRR:

Code and color identification of processed materials:

AEEN N (=Yt G2 KR 7353 egR
Stainless steel [ IFEENTT R Superalloy Steel Quenched steel Cast iron Nonferrous metals

I s B r s < &

DO OO0 Hardness grade of substrate[] ] hard ISOK05-K50 [ soft
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-AU Turning insert

-SRI I RBINIEETD A

Semi-finishing&Finishing
BERLKEFER

Patented

ooo
0oooooooo
gooooooooooo
Features:

The performance of chip control is excellent

for auto-operation requirements.

Ap(mm)
4.0
3.0
2.0 PVD CVD
1.0+ -
AU
0.0+ A0 =0 - ~
0.1 02 03 04 0.5 s | s | & |8 s | o L5 5
f(mm/tooth) o 2 = — o 3 parameters
S8 8|8 S8
@] &) O o &) @]
Ve
Jokk | kok | hdkokok| kkk | kokkok | Aok Kok | kkok | dkk | kkok (mm/min)
p
BB 540 T Steel €<0.3% c € €| ¢ | € 12016025
BB oo T steel C>03% c c ¢c | ¢c ¢ 100-130-160
- | # 4 fp T HRC40-55 Steel c € ¢ ¢ ¢ 50-80-120
o % K474 T HRCS5-63 Steel c 3 30-80
put M T4 4% Stanless steel €C 88 | € € € ¢ Cc € 60-110-150
7 # # Castiron € | € | 80-180-220
8
(810 4 4 4 Titanium alloy c c ¢c | ¢c ¢ 50-60-70
S2 it # 4 4 Superalloy ¢ % € € € ¢© [ 25-35-70
A S A Fil #& Ap(mm) | f (mm/t)
CNMG120404-AU 0.2-1.2 | 0.06-0.1
CNMG120408-AU 0.8-2.0 | 0.1-0.2
CNMG120412-AU 1.2-2.5 | 0.1-0.25
DNMG150404-AU T4 4 0.2-1.0 |0.05-0.08
DNMG150408-AU b4 0.8-1.5 | 0.1-0.15
DNMG150604-AU & I A e 0.2-1.0 |0.05-0.08
DNMG150608-AU ] 0.8-1.5 | 0.1-0.15
A TNMG160404-AU EES 2 0.2-1.0 |0.05-0.08
s TNMGI60408-AU Stainlesssteel | € | ¥ | € | € | € | € € | € | 03812 0.1-0.15
% # TNMG160412-AU Titanium alloy 1.2-1.5 | 0.1-0.2
VNMG160404-AU S 0.2-0.6 |0.05-0.08
uperalloy
VNMG160408-AU Steel 0.2-0.8 [0.05-0.12
WNMG060404-AU Nibased 0.2-0.8 | 0.06-0.1
WNMG060408-AU irbase 0.8-12 | 0.1-0.15
WNMG080404-AU -Castiron 0.2-1.2 | 0.06-0.1
WNMG080408-AU 0.8-1.5 | 0.1-0.2
WNMG080412-AU 1.2-2.0 | 0.1-0.2

. : LJL#F /" T Good working condition c : L JL# Z/w T under poor working conditions # : LULMR Z/w I Poor working condition
o 4 soft 7] B ik B % 4% Insert coating grade ¢ ¢ % A % hard B M % £ % 4% Hardness grade of substrate: % hard ISOK05-K50 %0  soft
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CNR Turning insert
'*EDDIE\#UBH' Roughing
BEREREFER patented

Ap(mm)
8.0 ‘
6.0 PVD CVD
4.0
z | z 22 =2 2
2.0 ‘ SN RS s | s |8 |5 I
B 3 o Y 3 I parameters
O T T T T T =t =2 |©) O &) &)
0.1 0.2 0.3 0.4 0.5 o | o © ||© | O | O
f (mm/tooth) Ve
*ok Kok | dokkok | kkk Kok | kkk | dokk | kkk (mm/min)
-
BB =20 00 Steel C<03% s |8 180-220-250
n B A4 M i T Steel C>0.3% s 8 120-160-220
T | BB # % 4 /0 T HRC40-55 Stecl 50-80-120
o # k470 T HRC55-63 Steel 30-80
o M 14 47 Stanless steel g 88 € ¢ g 8 & = 60-110-150
I # 4 4% % Nickel-based cast iron i 80-180-220
A8
I81) # 4 4 Titanium alloy 4 8 ¢ ¢ g & 3 | % 30-60-70
S2 7t # 4 4 Superalloy 8 8 C [ 2 s s 8 [ 35-70-100
A2 Fl #& Ap(mm) | f (mm/t)
TNGG160402-CNR 0.5-1.0 | 0.1-0.2
TNMG160404-CNR 1.0-2.0 | 0.1-0.25
TNMG160408-CNR T4 W 1.0-2.5| 0.2-0.3
TNMG160412-CNR KA A 1.0-3.0| 0.2-0.3
CNMG120408-CNR BiEA 4 1.2-4.0| 0.2-0.4
#Al JmE £ 8 8| ¢ c ¢ & 3
CNMG120412-CNR Stainless steel 1.5-4.0| 0.2-0.4
CNMG160608-CNR Titanium alloy 1.2-5.0| 0.2-0.5
CNMG160612-CNR Superalloy 1.5-5.0| 0.2-0.5
CNMG190608-CNR 1.2-7.0| 0.2-0.6
CNMG190612-CNR 1.5-7.0| 0.2-0.6
WNMG080408-CNR 1.2-3.5| 0.2-0.4
N WNMG080412-CNR 1.5-3.5] 0.2-0.4)

. : TJL#/m T Good working condition c : T W% Z/w T under poor working conditions # : TR £/ T Poor working condition
Ho B soft 7] B vk B % 4% Insert coating grade # ¢ & & 4 hard M HE £ % %1 Hardness grade of substrate: # hard ISOK05-K50 % soft
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ZHINADE

B S
Workpiece Type of axle
AR #3541
Materials #35 Steel
A ALI BCLNR3232P16
Holder
=
fq}#ZQTf: CNMG160612-CNR. CC2640TM
nsert

1 ¥ 44 Ve=97 m/min A A
Cutting Fn=1.0 mm/rev
condition Ap=4.0 mm (D225-D195,/w T47], Process with
4 times)
S BB T x
Roughing the Cylindrical
/RN S =
External Fluid Cooling
BRER £S5 T o
: . o Z P AR % 77 A&
Horizontal Lathe, Continous Machining Curren use CRM Tools
1800
45 b % N
Workpiece Type of axle 0
R 1. 4462 CR AR 45410
Materials Duplex stainless steel
TIAE AL A BCLNR3232P16
Holder
=1
I]]H’ﬁv: CNMG160612-CNR. CC2640TM
nsert
T & Ve=85 m/min
Cutting Fn=0.40 mm/rev B B
condition Ap=2.0 mm
S E A Am T
Roughing the Cylindrical
1 H AN =t S
= =
External Fluid Cooling -
BN ER, 48 mT
Horizontal CNC lathe, Continous Machining
%P IR % 7 7]
Curren use CRM Tools
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BENEHMLT

Tl 3cTdle, EAMBSETHE, MEMX, BIE, EFTLS
WMIMK: BE%, THA, S8es, %4s

MI%R: SMEARALMT, NERIEGMT, BEREH %A

ECHALRE =

) \ B BEELOHNERKRERTHOERBRSR:
N N\ L B/ BAPE: SERMEY + THEBHRHLT
NN 2 7 “CUERE" M

MEEam: EEMIRNERA SELRF OFH
FENRFRPTER

AREE: EREEAELXNERFTEE
IE A 9 — AL BUAREL .

Sy
NS

E LT Rk K §E1E

TIRAZTI R EREFNE—EXR }

REIHHERBENRES }

84810 T35 B M TH R R R

RETIREMH, HRAK, XAARLEETFR,

HEFaWNE - ET, RILEHERRERREKE,

Persist in craftsman spirit, work with meticulosity and precision, pay great attention on details,
Adopt modern methods of management to guarantee the quality of each product.
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CF Turning insert

BRI TIERETD A

B E# &£ F|l /A Patented

14-20° %E z%]

Ap(mm)
2.0
PVD
1.0
€| € BT 5
= o o n T 54
‘\I = 3 parameters
0.0 — & | &
0.1 0.2 Q &}
f (mm/tooth) Ve
dok | Ak | kok | kokokok | hkokok | Ak | Aok (mm/min)
gn 168 1010 Steel C<0.3% 1215 $ | | ° 120-160-250
o BB 55T Steel C>03% $ 8 ¢c|¢c|¢ 100-130-160
" D 4 v T HRC40-55 Steel c|c 50-80-120
& M T4 4% Stanless steel S % | ¥ | € € | ¢ |0 60-110-150
8 - 4k 4 4 Titanium alloy 8 | S| € cC | € o 50-60-70
S2 it # 44 Superalloy g 88 € € ¢ O 25-35-70
S A Al Ap(mm) | f (mm/t)
CCGT0602005-CF 0.03-0.1 {0.02-0.05
CCGTO060201-CF 0.03-0.15/0.03-0.06
CCGT060202-CF 0.03-0.3 {0.03-0.07
CCGT060204-CF 0.05-0.5 | 0.04-0.1
CCGTO09T301-CF 0.03-0.2 {0.03-0.07
CCGTO09T302-CF 0.03-0.4 {0.03-0.08
CCGTO09T304-CF 0.05-0.6 [0.06-0.10
DCGT0702005-CF 0.03-0.1 {0.02-0.05
DCGTO070201-CF 0.03-0.15/0.03-0.06
DCGT070202-CF 0.03-0.3 {0.03-0.07
DCGTO070204-CF 0.05-0.5| 0.04-0.1
DCGTI11T3005-CF 4R 0.03-0.1 {0.02-0.05
DCGTI11T301-CF X 0.03-0.2 [0.03-0.06
DCGTI11T302-CF %A 4 0.03-0.4 {0.03-0.08
A DCGTI1T304-CF BEA4 0.05-0.5 {0.03-0.12
g TNGG1604005-CF Ty Ty ® c ¢ c ® 0.03-0.15/0.03-0.06
4 A TNGG160401-CF Steel 0.03-0.25/0.03-0.08
TNGG160402-CF Stainless steel 0.03-0.5 | 0.03-0.1
TNGG160404-CF . . 0.05-0.5 {0.04-0.12
Titanium alloy
VBGTI1103005-CF 0.03-0.1 {0.02-0.05
VBGT110301-CF Superalloy 0.03-0.2 |0.03-0.06
VBGT110302-CF 0.03-0.4 {0.03-0.07
VBGTI110304-CF 0.05-0.5 | 0.04-0.1
VCGTI1103005-CF 0.03-0.1 {0.02-0.05
VCGTI110301-CF 0.03-0.2 [0.03-0.06
VCGT110302-CF 0.03-0.4 {0.03-0.07
VCGTI110304-CF 0.05-0.5 | 0.04-0.1
VPGT1103005-CF 0.03-0.1 {0.02-0.05
VPGT110301-CF 0.03-0.2 {0.03-0.06
VPGT110302-CF 0.03-0.4 {0.03-0.07
k VPGT110304-CF 0.05-0.5 0.04—0.y
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P-CF Turning insert

BENTEBTDR a=# %+ # A Patented

& E
ATHEREREERERS,
X TF

Text to be Translated

Remarks:

Used for high requirements on
roughness and precision,

with clear surface texture!

i

Ap(mm)
2.0
PVD
1.0
z
pleF = T A
E E parameters
0.0 ‘ S
0.1 0.2 O
f (mm/tooth) Ve .
Ak Kok | ok | Aedkekok | ok | kokkek (mm/min)
o |3 53 T Steel €<0.3% 1215,43,20Mn s o ° 120-160-250
yis n BB A 4w T Steel C>0.3% g & o o o 100-130-160
" D 4 v T HRC40-55 Steel 50-80-120
B M T4 4% Stanless steel s 8 o o o [ ] 60-110-150
A
. 4k 4 4 Titanium alloy L % 0 0 e e 50-60-70
S2 it # 4 4 Superalloy g & e o o O 25-35-70
oA Fl i Ap(mm) | f (mm/ 1)
DCGT0702005P-CF 0.03-0.1{0.02-0.05
DCGT070201P-CF 0.03-0.15/0.03-0.06
DCGT070202P-CF 0.03-0.1{0.02-0.05
DCGT11T3005P-CF 0.03-0.2 [0.03-0.06
DCGTI11T301P-CF ki 0.03-0.15/0.03-0.06
DCGTI11T302P-CF T4 4 0.03-0.25/0.03-0.08
TNGG1604005P-CF HEa 0.03-0.1 0.03-0.06
A TNGG160401P-CF CRERo 0.03-0.2 |0.03-0.07
g% TNGG160402P-CF ® € 0| 06 o o 0.03-0.3 | 0.04-0.1
#4] VBGT1103005P-CF Steel 0.03-0.1 [0.02-0.05
VBGT110301P-CF Stainless steel 0.03-0.2 [0.03-0.06
VBGTI110302P-CF Titanium alloy 0.03-0.3 10.03-0.07
VCGT1103005P-CF Superalloy 0.03-0.1 [0.02-0.05
VCGT110301P-CF 0.03-0.2 [0.03-0.06
VCGT110302P-CF 0.03-0.3 [0.03-0.07
VPGT1103005P-CF 0.03-0.1 [0.02-0.05
VPGT110301P-CF 0.03-0.2 [0.03-0.06
VPGT110302P-CF 0.03-0.3 [0.03-0.07

. : LW #/m T Good working condition c : LU Z/r LT under poor working conditions # : TR £/ L Poor working condition
£ A # & % % Hardness grade of substrate: # hard ISOK05-K50

Ho #soft 7] B ik B % 4% Insert coating grade F ¢ ¢ K # hard
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B soft




ZHINADE

= B

Workpiece

- MR

Materials

- ﬂﬁﬁ%

Holder

- 77}#2@%%:

Insert

- WEA %
Cutting

condition

-
Workpiece

= AR
Materials

- TR
Holder

- JRAE:
Insert

= WEIA
Cutting

condition

Hr K
Type of axle

SUS420 J2

SDJCR1212M11F

DCGT1I1T302-CF. CP6230MS

Ve=85 m/min

Fn=0.05 mm/rev

Ap=0. 05 mm

S E SN A T

Finishing the end face and Cylindrical
1K A A

External 0il Cooling

A XA (Star) , E4& T

STAR Lathe, Continous Machining

B 1. # (pieces)

%7 "9¢€+

2200

3000

P IR

Curren use

®E T A
CRM Tools

4% : O N\

Type of axle

121655 & %
AISI 1215

SDJCR1212M11F

DCGT11T301P-CF.CP1110TM

Ve=110 m/min

Fn=0. 035 mm/rev

Ap=0.95 mm

S EASNE M e T

Finishing the end face and Cylindrical
b1 K e A 4

External 0il Cooling

OO0(Tsugami) , OO0

Tsugami Lathe, Continous Machining
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B (pieces)

1200

1200

% F IR

Curren use

8 7 R
CRM Tools




CNR

CNF Turning insert

SEREMNTIIR g =# %+ # A Patented

16-20°{>M

Ap(mm)
4.0
3.0
2.0
1.0 CNF
0.0 !
0.1 0.2 0.3 0.4 0.5
f (mm/tooth)
Ap(mm)
4.0
3.0+
PVD
2.0+
z z
1.0 CNR = E oI A%
oS @ arameters
0.0 — § E P
0.1 0.2 0.3 0.4 0.5
f (mm/tooth) © © Ve
*k Kk Kk Kok [ okkk| hkok (mm/min)
e B 4 T Steel C<0.3% 1215,A3,20Mn $ | 8| |9 120-160-250
yis n B A 4 T Steel C>0.35% g & o o 100-130-160
ot D 4 v T HRC40-55 Steel o o 50-80-120
& M 1 4% 4 Stanless steel g 8 8 8 o o 60-110-150
A
- # & 4 Titanium alloy g 8 |8 e e 30-60-70
S2  fit# 44 Superalloy 2 88 e O 35-70-100
A AL A & Ap(mm) | f (mm/t)
4h [ Jm L Outer Diameter Machining
DCMTI11T302-CNR 0.6-1.5 | 0.05-0.1
DCMTI11T304-CNR 0.8-2.0 |0.05-0.15
DCMTI11T308-CNR 0.8-2.5 | 0.05-0.2
XCMT11T302-CNR L 0.8-1.5 | 0.05-0.1
XCMT11T304-CNR T4 0.8-2.0 |0.05-0.15
DCGTI11T302-CNR #h g 0.6-1.5 | 0.05-0.1
DCGT11T304-CNR B A A 0.8-2.0 [0.05-0.15
DCGT11T308-CNR 0.8-2.5 | 0.05-0.2
A g 8 | & O o
XCGT11T302-CNR Steel 0.8-1.5 | 0.05-0.1
XCGT11T304-CNR Stainless steel 0.8-2.0 |0.05-0.15
XCGT1103005R-CNF Titanium alloy ® 0.02-0.3 [0.03-0.08
XCGT110301R-CNF Superalloy 0.04-0.4 [0.03-0.10
XCGT1103015R-CNF 0.05-0.5 [0.03-0.12
M 3L T Inner Hole Machining
XPGT1103005R-CNF 0.2-0.8 [0.02-0.06
XPGT110301R-CNF 0.2-1.0 |0.03-0.08
XPGT1103015R-CNF 0.2-1.2 | 0.03-0.1

. : T 4w T Good working condition c : L% #/m T under poor working conditions # : TR %/ T Poor working condition
M HE JE % % Hardness grade of substrate: # hard ISOK05-K50 % soft

Ho B soft 7] B vk B % 4% Insert coating grade # ¢ & & 4 hard
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P
[ N R
s o
N 7 KEE M <
Workpiece Auto parts
g
- AR 12155 % % 4 )
Materials AIST 1215
) ngﬁi%%r%: SDJCR1Z12MI1F B i (pieces)
o +
' 177}*@"”‘ DCMT11T302-CNR. CP2630TN =
nsert >
=
- MR Ve=138 m/min =
o (=]
Cutting Fn=0.08 mm/rev = =
=
condition Ap=3. 0 mm [% FThe Curren use AP=1.01]
S TE A A T
Roughing the Cylindrical
CEETRE Ty P
External Fluid Cooling Curren use CRM Tools
AN (), E4&mT
Lathe (SOWIN), Continous Machining
ey

- B

Workpiece

TR

Materials

= TIAAHE:
Holder

- 77*%2@%%:

Insert

- WHEIAMH
Cutting

condition

FHE
Pipe fittings

06CTr19Nil0 (sus304)

SDJCRI1212M11F

XCGT11T302-CNR. CP6230MS

18.5

I

B4, £ (pieces)

Ve=167 m/min

Fn=0. 05 mm/rev

Ap=2.5 mm

5 E+AHE A Am T

Semi-Finishing the End face and
Cylindrical

VEURERARS

14

9834

External 0il Cooling
AEEH GEEB0205) , E&EMT
Lathe (TSUGAMI B0205), Continous Machining
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P AH

Curren use

BT A
CRM Tools




AL Turning insert

BN RFBINITERTD H

Finishing & Semi-finishing

20°% 222

L

0
b 21
Ap(mm)
4.0
3.0 PVD
2.0 zZ 1 e I 5K
1.0+ AL E é parameters
o~ o™
0.0 | 5 5
0.1 0.2 0.3 0.4 0.5 Ve
f (mm/tooth) *h | hk | Kk Kk | Kokkok| dkk | dAkk KAk (mm/min)
T B 54 T Steel €<0.3% 8 8 O D ® 120-160-250
s u B A4 WD Steel C>0.3% s 8 ¢ ¢ 100-130-160
u M T4 4% Stanless steel s 8 E 7 g € ¢ [ ] 60-110-150
% I81) # 4 4 Titanium alloy L. L € € o 50-60-70
8 S2 it # 4 4 Superalloy 8 8 | € € 25-35-70
- % 4 & Nonferrous metal £ ) £ 150-250-350
A= Rl & Ap(mm) | f (mm/t)
CCGT0602005-AL 0.03-0.1{0.02-0.10
CCGT060201-AL 0.03-0.5 {0.03-0.12
CCGT060202-AL 0.03-0.8 [0.03-0.15
CCGT060204-AL 0.05-1.0 | 0.04-0.2
CCGTO09T301-AL 0.03-1.20.03-0.12
CCGTO09T302-AL 0.03-1.50.03-0.15
CCGT09T304-AL 0.05-2.0 | 0.06-0.2
DCGT0702005-AL 0.03-0.1 0.02-0.1
DCGT070201-AL 0.03-0.5 [0.03-0.12
DCGT070202-AL 0.03-0.8 [0.03-0.15
DCGT070204-AL 0.05-1.0 | 0.04-0.2
DCGT11T3005-AL o 0.03-0.1 | 0.02-0.1
DCGTIIT301-AL ;rffz] 0.03-1.0 [0.03-0.12
DCGTI11T302-AL N 0.03-1.5(0.03-0.15
A DCGTIIT304-AL (R R 0.05-2.0 | 0.03-0.2
o TNGG1604005-AL g &8 & ® € € o ® [ 003-0.1]0.02-0.1
Z 2] TNGG160401-AL Steel 0.03-1.0{0.03-0.12
TNGG160402-AL Stainless steel 0.03-1.50.03-0.15
TNGG160404-AL Titanium alloy 0.05-2.0 | 0.03-0.2
VBGT1103005-AL Superalloy 0.03-0.1{0.02-0.06
VBGT110301-AL 0.03-0.5 |0.03-0.08
VBGT110302-AL 0.03-0.8 [0.03-0.10
VBGTI110304-AL 0.05-1.0 {0.03-0.12
VCGT1103005-AL 0.03-0.1{0.02-0.06
VCGTI110301-AL 0.03-0.5 |0.03-0.08
VCGT110302-AL 0.03-0.8 {0.03-0.10
VCGT110304-AL 0.05-1.0 [0.03-0.12
VPGT1103005-AL 0.03-0.1|0.02-0.06
VPGT110301-AL 0.03-0.5 |0.03-0.08
VPGT110302-AL 0.03-0.8 [0.03-0.10
VPGT110304-AL 0.05-1.0 {0.03-0.12
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P-AL Turning insert

BENTEBTDR g =# 4+ # A Patented

%E:
FFXHgEERRIHEERT,
F T &8 i

20°% ZEE

Ap(mm)
4.0
3.0
2.0
I.O*P-‘AL PVD
0.0 z Z
0.1 0.2 0.3 0.4 0.5 = = e
f (mm/tooth) % @ parameters
o~ o~
Ay -9
@] @]
Ve
*k *k *k *ok | kokkok | Kokokok (mm/min)
(| @ %5 /p T Steel C<0.3% 1215,43,20Mn $ 8| S 9 ° 120-160-250
= n BB A4 T Steel C>0.35% G 8| 8 8 100-130-160
" B0 4 T HRC40-55 Steel # 50-80-120
& M 1% 4R Stanless steel g 8 g 8 8 o0 60-110-150
AN
I81) # 4 4 Titanium alloy 2 % 8 88 =@ 50-60-70
S2 it # 44 Superalloy N ) 25-35-70
A=A J # Ap(mm) | f (mm/t)
DCGT0702005P-AL 0.03-0.1 | 0.02-0.1
DCGT070201P-AL 0.03-0.5 [0.03-0.12
DCGT070202P-AL 0.03-0.8 [0.03-0.15
DCGT11T3005P-AL 0.03-0.1 | 0.02-0.1
DCGTI1T301P-AL £l 0.03-1.0 [0.03-0.12
DCGTI11T302P-AL T4 W 0.03-1.50.03-0.15
TNGG1604005P-AL N~ 0.03-0.1 | 0.02-0.1
A TNGG160401P-AL iR A A 0.03-1.0 [0.03-0.12
4% TNGGI160402P-AL 8 88 8| 8 2 o0 0.03-1.50.03-0.15
#7%] VBGT1103005P-AL Steel 0.03-0.1 [0.02-0.06
VBGTI110301P-AL Stainless steel 0.03-0.510.03-0.08
VBGT110302P-AL Titanium alloy 0.03-0.8 [0.03-0.10
VCGT1103005P-AL Superalloy 0.03-0.1 [0.02-0.06
VCGT110301P-AL 0.03-0.5 [0.03-0.08
VCGT110302P-AL 0.03-0.8 [0.03-0.10
VPGT1103005P-AL 0.03-0.1 [0.02-0.06
VPGT110301P-AL 0.03-0.5 [0.03-0.08
L VPGT110302P-AL 0.03-0.8 |0.03-0.10)

. : T 4w T Good working condition c : L% #/m T under poor working conditions # : TR %/ T Poor working condition
M HE JE % % Hardness grade of substrate: # hard ISOK05-K50 % soft

Ho B soft 7] B vk B % 4% Insert coating grade # ¢ & & 4 hard
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BREPENL

Effié_ient_SUffa_ce Processing

HEEEINT " —REERR

F=1.5-25mm/rev
Ap max=4.0mm
Ra max=0.8um

o1
BMIOKE
ONHUO605ANTN-W ;
B (164M00) -
HERIE AR RS ;
BEH44F=15-25mm |
B (84I0)
02 \ S
CP5130 e
«:c103,45i s
7138 R
s kA SN E I T
167 O%EITI A
ONHUO605ANTN-W@#SH0T) e
ONMUO605ANTNEINT) MRS

High efficiency and high finish plane processing
The rough finishing is finished at one time
Feed per revolution: 1.0-2.5mm

ONMUO6 WBEEEI)

Castiron: Ap=0.5-0.8mm ONMUO6 milling insert

Stainless steel and superalloy: Ap=0.2-0.4mm



ONI;I/IUO6 wWasal/l=

QUM m T 77 A
B EIEEEFEINT
R e VA
G HL1.0-2. 5nn
XM HE2-3F AT T AR T s
T4 RA G IE A4 Ap=0.2-0. 4mm
4% . Ap=0.5-0. 8mm
High efficiency and high finish plane processing
The rough finishing is finished at one time
Feed per revolution: 1.0-2.5mm
Stainless steel and superalloy: Ap=0.2-0.4mm
Castiron: Ap=0.5-0.8mm

A A
TloE, WERE, REES,
VI KAp& A3.5mm, Av T3 % 4% &, A& ERamin0. 6;
el = M= R ) =
Ho T %
BMIEE FARAEWHFRERTEZ M.
Feature:
Strong blade, good wear resistance,
high stability, Apmax3.5mm, Roughness Ra min0. 6; ,
Performance exceed famous brand.
Application:
Preferred finish machining. Especially the
cast iron cylinder block Cylinder head processing.

FE AT

ONMUO6 milling insert

CVD
Z Z 2 = = =
S | s z S £ |8 WmIEH
@ kS &) B & B parameters
s 8 5 88 |8
&) &) O © ©) O
\
ok [ dok | ekokok [ kokokok | dokkok | kokk | kokok Kokk | kokk | ok (mm/min)
B 54T steel $ 8| & | 8 c s 8 120-160-250
@3 = 4120718, SKD11,S136H $ 8|8 |8 P ™ 100-130-160
T 2D # 4w T HRC40-55 Steel 8 8 | ¢ ¢ 50-80-120
i # k41 n T HRC55-63 Steel [3 30-80
M M 4 4R Stanless steel g 8 Cc € € 2 B 60-110-150
i % % Castiron 8 ¢ % | 8 80-180-220
I81) # 4 4 Titanium alloy g ¢ € ¢€ 50-60-70
S2 7t # 4 4 Superalloy g 8 O D c ¢ s | 25-35-70
A2 Fl#& Ap(mm) |fz (mm/z)
®ONMUO60508ANTN PR 1 . .
() O strong Cast iron, Steel B % 3% LA 0.3-3.5 1 0.1-0.8
ke, THW
& ONMUO60S04ANEN S ttedl 2| = c | ¢ 0.3-3.5 | 0.05-0.4
sharp Titanium alloy
THN, BEEE
A ONME0Z0 08 ANMN ke | % | % | % | % | €| € & | ® 0335 00504
¢ sharp St-steel,Superalloy steel
ONHUO605ANTN-W-RA & A m T
A< W A5 7] % F| sharp Finishing € ¢ ¢ ¥ 0.1-0.8 | 1.0-2.5

. : LJL#F /" T Good working condition c : LUL# #/w I under poor working conditions # : TULMR Z/w T Poor working condition

Ho Hsoft 7] Kk B % % Insert coating grade ¢ & & A #F hard
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# A % /% Hardness grade of substrate: # hard ISOK05-K50

B soft




ZHINRDE

ONMUO6+ONHUO6RFMEBE—AHT R, EILEREEFRIBRT, EBHEBMS
BETH—, BA—IRET], BITONMUOG0504ANFNTIF=MEINTERE,
ONHUO605ANTN-W-RAENTITI H{RIEEEIMLERE.

HBE—ARAR, BB XIEERSINISERNENEETAOTINMN, EEERELS
Iz N AR IAE TR 7RSS L.

W e T 1.4848, FE MM — i T
Workpiece 1. 4848, Combined Roughing and Finishing

W7 H £ Ve=137 Fz=0. 10 Ap=1.0 Ae=80, 17 ¥l & 4%
Cutting Condition External Fluid Cooling

W ALK& fm T & (4%, BBTS50)
Machine Information CNC Machining Center (4-Axis, BBT50)

71 K /Insert (Rough) : ONMUO060504ANFN. CP2650TN (FH*10)
B AR

Tool Information

71 i /Insert (Finish) : ONHUO605ANTN-W-RA. CP1130FH (#F*1)

J1 #/Cutter: 125A11R-S44W-ON06 (D125*T11)

W IEHAE
Machining Sketch

(ff /pieces)
40
30 30

30 A
20 ——] I
o +——

0

P AR #* 7 7&
Current Use CRM Tools 11

Finish
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AP EDHT  posstiaem 77

High feed milling insert

B A
Mo e R, mEkE, BEkE, PIRERE;
Mg B DR RTA &

WA Tt &
%W, mEsse, KEN.

Feature:

Sharp edged, perfect abrasive resistance,

high stability and efficiency.

Performance exceed famous brand.
Application:

Stainless steel, Superalloy, low-carbon steel .

éﬁ\lmj bimik
] <> @ Nz,

LT FHEMmT

PVD
Z
g wmI%¥k
3 parameters
&
O
EDHTO0402% 2R #R=1.2mm Ve
*h | kak | kkk (mm/min)
& 1 T steel s ¢c ¢ 120-160-220
@ = 50r20,718,5KD11,HI3,S136H $ € ¢ 100-130-160
T K 41 /m T HRC40-55 Steel H13 ¢ € 50-80-120
“ D = < 500 T HRCS5-63 Steel 30-80
7% M 145 47 Stanless steel 304,316 £ 2 € 60-110-150
7 % % Castiron HT250 QT450 80-180-220
828
(810 4 4 4 Titanium alloy TC4,TC6 % c 50-60-70
S2 it # 4 4 Superalloy Inconel 718,625 8 [ = 25-35-70
A 5 Hl# Model Ji # Usage Ap(mm) | fz (mm/z)
Y
A Stanless steel
< EDHTO0402ER-CM | 444  miE44s ] ]
7] | % F| Ti-alloy, Superalloy i ¢ ¢ 0.15-0.35) 0.2-0.6
Sharp kil
Steel

. : TJL#F/m T Good working condition c : T %/ T under poor working conditions # : TJLMR Z/w T Poor working condition

Fo B soft 7] K% B % % Insert coating grade ¢ ¢ & & #F hard

# #E & % %% Hardness grade of substrate:
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B hard ISOK05-K50  # soft




EDHTRHEGHHIT] A
YIHIMN T 248

i&kwaﬁ Ap /

LE FAERA
EWHIAE t1 KHIAE t1
KAM&EAp | TREAr LE wWER | KEVAEL EVLER
1.12 0.79 2.04 0.8 0.42 0
W
1.12 0.79 2.04 1.0 0.32 0
1.12 0.79 2.04 1.2 0.28 0 FEA N6
é =4
1.12 0.79 2.04 1.5 0.21 0.07 #ERARI. 2
mEIRF LW T ARR GiHsLE
FLWARFY THHH HREE | HELE |5 gye| f2(mmz) /Apmm
& B CAM%, & %2 5 ot Workpiece Material I—I\I/:::ie;:::ls ;vella;:trilz:n m/min EDHT0402
KA TR AL E%TT,
) . CP1530GT e
—RERT, ¥ TTRFEE ARL 2mm, B S45C, S50C ~220HB CP2630TN | 100-250 ;Z};POIZS 003-55
CP6230MS =0.2-0.
EREEANEE, 2HALWAL, CP1S30GT
FRERTWEI4E (D) R4 E(12). 444 20CrtMoTi, 42CrMo ~200HB | CP2630TN | 100-200 ff%l ;7(?'35
CP6230MS p=0.2-0.
CP1530GT m0.15-0.5
. . bHA CP2630TN - =0.15-0.
The tool shape in programming A4HAM SKD61(H13), SKDII 350HB Chagsorn 100-150 Ap=0.2-0.3
. . CP1530GT
When programming using CAM, R4 20,718, 738 HRC28-32 | CP2630TN | 100-180 RS
) CP6230MS p=0.2-0.
the tool should be considered as a CP1530GT
. B A B R 4R 4k S136H, NAKSO0,4Cr13 HRC30-40 | CP2630TN | 100-150 AfoO'POA
radius cutter. CP6230MS p=0.15-0.3
Generally, the tool tip radius k4] SKD61(H13) HRC40-55 ggé;;gﬁ’g 80-120 f,ZA:p()%(l)Sz_-?)%S
should be set to R1.2mm.
# k40 SKDI11(Cri2MoV)
If alarger radius is set,
overcutting may occur. 440 304, 316 200HB g;ég;gg,g 100-150 flz\?lozi_o(j?
in the above table the cutting o
SEHEAS 4 Inconel 718,625 GHA169 HRC38-45 | Cpasa0il | 25-70 R
allowance (t1) and overcutting depth (t2). p=o.=0
44 4 Ti-6AL4V (Ted) Chassorn | so-70 If\z;fd'zz’_%g
& 0% FC250, HT250 ~200HB | CPI530GT | 100-220 Af;igéjg'fs
N £2=0.3-0.6
7k E %% FCD400, QT300,450,500, 600 ~200HB | CPIS30GT | 100-200 Ap=02-0.35
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XOHM)T FHRE#HEITIA

XOH(M)T rightangle milling insert

#F 710, THIER
. EZEE &, X2 BN @G E K,
2. J1F & E| Ap 3-12mmBL b
TIRE A B
J1 R B ARMO. 4-3. 04 7 7
4.7] 5 7 vk EHE A, 1 EIFE AN
S5.RABHEIM I Bk &

offering high economic value.

f&mT FEMT  BE

‘%@

P

]
<
o

CVD

X% X-KER
EITER mRFi&

CP2630TN
CP2640TN

CP1540GT
CP1110FH

CC2640TM

I 5
parameters

*
*
*
*

Kok kok

*
*

| Aok | kkok [ kokokok

Ve
(mm/min)

&
&

/ n A4 T Steel

$
s

120-160-250

e
&

n # F 4K P20,718,SKD11,H13,S136H

2
s

100-130-160

P K49 Am T HRC40-55 Steel HI3

50-80-120

n A OK A1 Am T HRCS55-63 Steel

30-80

M M f % 4 Stanless steel 304,316 £ 2 E

60-110-150

" # % Castiron HT250 QT450

80-180-220

(810 4 4 4 Titanium alloy TC4,TC6 s |8

50-60-70

S2 it # 4 4 Superalloy Inconel 718,625 &S| W

25-35-70

25 A R &

Ap(mm)

fz (mm/z)

XOHT060202FR-CM
XOHTO060204FR-CM
XOHT060204-FN-W
XOHTO060208FR-CM
XOHT10T304FR-CM
XOHTI10T308FR-CM
XOHT10T308-FN-W
XOHT10T312FR-CM - M
XOHT10T316FR-CM i
XOHTI20404FR-CM Stainless steel
XOHT120408FR-CM Steel
XOHT120408-FN-W Superalloy
XOHT120412FR-CM | -WHHEHET]
XOHT120416FR-CM ~Wawiper
XOHT120420FR-CM
XOHT120424FR-CM

®* <>

0.3-12.0

0.15-0.5

XOMTI10T304FR-CM
XOMTI10T308FR-CM
XOMT120408FR-CM
XOMTI120416FR-CM E 3 E 3
XOMTI160508FR-CM
XOMTI160516FR-CM
K XOMTI160530FR-CM

&>
.

0.3-12.0

0.

15-0.5

/

. : T #/m T Good working condition c : T % £/ T under poor working conditions # : TR £/ T Poor working condition
# hard ISOK05-K50

Fo B soft 7] K% B % % Insert coating grade ¢ ¢ & & #F hard

M HE JE % % Hardness grade of substrate:

38
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LSR JJ#F, g7k, JJ&

LDR Tool Holder, Locking Tooth Head, Cutter Head

A TIRM K2 K FISKD6IA A, AAERERI, MIMEE, REEGER, HES, ka1 £0.03mmA.

Cutter Tool: SKD61 material, processed after heat treatment,good rigidity, strong seismic performance, high precision <0.03mm

7| & R+ mm 4 #F THEE
A e .
N x| p| 4] |u % -
« | LSR 10X10X90-X006-2T 20 1] 10 10| 90 | 20
g LSR 12X12X100-X006-2T 2| 1] 12| 12 | 100 25 MS 1840 6 XOHT0602
Z | LSR 14X12X100-X006-3T 30 1] 14| 12100 -
" | LSR 16X16X100-X006-4T 40 1] 16| 16 | 100 30
LSR 16X16X100-X010-2T | 2| 1 | 16 | 16 | 100 | 30
LSR 17X16X100-X010-2T 20 1| 17| 16 | 100 -
LSR 18X16X100-X010-2T 2 1| 18| 16 [ 100 -
LSR 20X20X110-X010-3T 30 1] 20| 20 110 40
LSR 22X20X110-X010-3T 30 1] 22| 20 110] -
o [ LSR25X25X120-XO10-4T 40 1] 25 25 |120] 50
2 | LSR25X25X160-XO10-3T | 4| 1| 25 | 25 | 160 | 90 MS2560 18 XOMT10T3
S | LSR 26X25X120-X010-4T 40 1| 26| 25|120]| - XOHTI0T3
E LSR 32X32X130-X010-5T 50 1] 32] 32130 60
7 | LSR32X32X150-X010-4T | 4| 1] 32| 32 | 150 | 75
" LSR 32X32X180-X010-3T 30 1] 32| 3218 90
5 LSR 35X32X130-X010-5T S| 1] 35| 32130 -
E LSR 35X32X150-X010-5T | 4 | 1 | 35| 32 | 150 | -
3 LSR 35X32X180-X010-3T 30 1] 35| 32180 -
a LSR25X25X120-X012-3T | 3 | 1 | 25| 25 | 120 | 50
LSR 25X25X150-X012-3T | 3| 1| 25| 25 | 150 | 75
- | LSR26X25X120-X012-3T | 3| 1| 26 | 25 | 120 | -
S | LSR32X32X130-X012-4T | 4 | 1| 32 | 32 | 130 | 60
% LSR 32X32X150-X0O12-4T | 4 | 1| 32| 32 | 150 | 75 MS3060 T10 ;((glﬁl;gg:
5 | LSR 32X32X180-X012-3T | 3 | 1| 32| 32 | 180 | 90
" | LSR35X32X130-X012-4T | 4 | 1| 35| 32| 130 -
LSR 35X32X150-X012-4T | 4 | 1| 35| 32| 150 | -
LSR35X32X180-X012-3T | 3 | 1 | 35| 32 | 180 | -
LSR 32X32X130-X016-3T | 3 | 1 | 32| 32 | 130 | 60
w | LSR32X32X150-XO16-3T | 3 | 1| 32 | 32 | 160 | 75
Z | LSR32X32X180-X016-3T | 3| 1| 32| 32 | 180 | 90
E LSR 35X32X130-X016-3T 30 1] 35 32130 - MS4080 T XOMTT605
©]
" | LSR35X32X150-X016-3T | 3 | 1| 35 | 32| 150 | -
LSR 35X32X180-X016-3T 3 1] 35 32 |180 | -
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CERalF clsm

RELIE BELL

Passionate pursuit of perfection

AR

Ancient Saying

BAEALARL, LtEmBER,. AMZTF, TRKERL,

Seven years in mountain initiate the evergreen life of camphor.It takes three decades
for timber to become lumber.

EAZH, EFFRI,

The skill of a craftman is to master the art.

FEAZIE, EHRLRE.

The ethic of a craftman is to persist without doubt.

IE/\Z,'U, /T’;I’:E’J}ﬁ'jf:%%o

The core of a craftman is to never yield up the skill and ethic
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