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O BR &
mE s

Quality Control

BELTEBEER
Insisting on Rigorous of Every Procedures
ISO 9001 : 2015

HA - TREMER
AN RRE RINER S B

« BF - EX X ATEAE
HEN T RBESH

« BX - 2D =R
SNEIR TR

. B - ERXEES
B g

o BEithF - 3D KBERE
TIORBEFARER - $8(CEHEmER

« Tool Microscope (Japan)
Inspection of minor appearance chipping and measurement of external dimensions.

« X-Ray Fluorescence Spectrometer (Japan)
Material analysis and coating thickness measurement.

» 2D Measurement System (Japan)
External dimensions measurement.

« Rockwell Hardness Testing Machine (Taiwan)
Hardness testing.

« 3D Optical Measurement Instrument (Austria)
Measurement of edge treatment (shape, size of chamfer, and edge honing.)
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PCD MR1&7T 48
Designation of PCD

TR JBA B

bol Shape Vertical angles Shape
1A=} o
H Hexagonal 120 O
JIIAN=:}i o
0 Octagonal 135 o
T1=Nay=}i o
P Pentagonal 108 Q
EF5H 5
s Square 90 D
F=Af o
T Triangular 60 A
c 80° _ BHAZ (mm)
D 55e A Tolerance
- Relief Angle B (mm) RiEEEE (@d)
2 E31 % U A 3° Thickness Inscribed Circle
F Rhombic 50° B oo A +0.005 +0.025 +0.025
M 86° C 70 F +0.005 +0.025 +0.13
v 350 D 15° C +0.013 +0.025 +0.025
» ZET, - E 20° H £0.013 £0.025 £0.13
Rhfg;'c r 250 E £0.025 £0.025 £0.025
w Trigon 80° D G 30° € +0.025 +0.13 +0.025
L Rec%ajr?gilar 90° [ N 0° J +0.005 +0.025 +0.005~+0.13
i - P e K £0.013 +0.025 +0.005~+0.13
=7 " Hfh L +0.025 £0.025 +0.005~+0.13
B Rhombic 82 L7 ° Other
M +0.08~+0.18 +0.13 +0.005~+0.13
K T > N +0.08~+0.18 +0.025 +0.005~+0.13
R Round - O U +0.13~+0.38 +0.13 +0.008~+0.25

@ iRk @ bR @ BESRTH
Insert Shape Relief Angle Tolerance Class

== mom

@ B4R ® RERH
Hole Symbol Cutting Edge Length

e AWK BB /5] /57 BEL
s;?fol & Hole ) @ — Q @A A = —d = B
Configuration __Breaker B DA RS WEF RS WE RS R RS A RSSE HE FESE DA SR <P Inscribed
N m Al Symbol  Size  Symbol _ Size  Symbol Size Symbol Size Symbol Size Symbol Size Symbol Size Symbol Size Circle
m7, .,T?ﬁ 03 [ 397 [ 03 [40 06 | 69| 04 |48 397
Without _ B
R Hole Oneside | 0 X7 04 | 476 | 04 |48 08 |82| 05 |58 4.67
E *05 5 2 - 2 - 2 - S - 2 - 2 - 2 - 5
i Double side — 05 | 556 | 05 [56] 03 |38| 09 [96| 06 |68 5.56
A S i | I R - S R N R I N I A e -
£21 — 06 | 635 06 [65] 04 |43| 12 [11] o7 [78] 11 [112 635
M With tole | One<de | 10 IV 07 | 794 | 08 |81| 05 |54]| 13 |138| 09 |97 7.94
*08 3 = - = - = - = - = - = - = - 3
G WE 1
Double side 09 |9525| 09 [9525| 09 [97] 06 [e6s5| 16 [165] 112 [116] 16 [166[ 16 [197] 9525
=
w k=5 & [ V)| *10 | 10 = - = - - - - - = - - - - - 10
With Hole E *12 12 - - - - - R - - - - - - - R 12
S o8 B
T 40°~60 oneside | L T \T2 (127 | 12 | 127 | 12 |129] 08 |87 | 22 | 22| 15 |155] 22 |221 127
A m
Q kR 3, S I 15 [15875] 15 [15875] 16 [161] 10 [109] 27 [275] 19 [194 15.875
Hole | With Hole = *16 16 - - - - - - - - - - - - - - 16
° ~60° A
U 407 ~60° | o e side 103 19 [1905| 19 [1905| 19 [193] 13 [13 ] 33 |33 | 23 [233 19.05
= %20 | 20 = - = - = B = - = - = - - - 20
2 Wiﬁﬂole NO 00 9 2 |22205| 22 |226 38 [385| 27 |271 22225
70° ~90° BE | *25 | 25 - - - - - - - - - - - - - - 25
H One side a7
= 25 | 254 | 25 [ 254 [ 25 [258 4 44| 31 |31 254
C ii-?rlj | (o o 31 |3175| 31 [3175| 32 [322 55 | 55| 38 |388 3175
With Hole
o oS RE %32 | 32 - - - - . - = - = - = - . - 32
J 707 ~90 Double side SN
X - - - -
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HEEREER REEER (0d) B A= BE (m) BFFAE
Detail of M  Tolerance of Inscribed Circle Tolerance of Height FERTAR
Class Insert Shape
Tolerance J-KLM.N(#R Class) U(#& Class) J.K.LM.N(#& Class) U(# Class)
6.35
+0.05 +0.08 +0.08 +0.13
9525 HOWA
127 +0.08 +0.13 +0.13 202 OOQRO
15.875 PO 8 BA (mm)
+0.1 +0.18 +0.15 +0.27 Symbol  Thickness
254 +0.13 +0.25 +0.18 +0.38 A 02 2.38
3175 T T2 2.78
+0.15 £0.25 022 038 |C.E.-M\Q 03 318
32 T3 3.97
3 e 04 476
Dot e Clace MEEEE O SHAE  BE(m SFAE P S5
TR Tl Tolerance of Inscribed Circle Tolerance of Height NEEEE (@d) BE 06 6.35
6.35 Inscribed Circle Height 07 794
+0.05 +0.11
9.525 AN 09 9.52
£
127 £0.08 £015 D /7 & JEX N
15.875
+0.1 +0.18
19.05
6.35
+0.05 +0.16
9.525 Insert Thickness

@ r B JOEE ®@ HIsE R

Corner (radius) Edge Treatment Cutting Direction Special Symbol
5k UIHITIROIRAR Bk 7318 B 7318
Symbol Cutting Edge Shape Symbol Direction Symbol Direction
KERFEHIE R A RO1 A
sage T2 B 2 fe F SharE%Cutting E Right Roughing
Symbol Corner Radius ges
00 0.03 = PHIH|
= ) ETHIE L Left oL Semi-finishing
: E Round Cutting E
04 0.4 Edges —
N P Fo1 B A
08 0.8 Neutral Finishing
12 12 EHIEE
T Chamfered < ;
e 16 Cutting Edges N
z z A
24 24 ERBRETHB
Double Chamfered
38 28 B and Rounded G
32 32 Cutting Edges R A
L A
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PCD &R Ml
Suitable Materials for PCD

el Plastic
A= Graphite
=SEHeE Brass&Bronze Alloys
aEmE Epoxy Resins
Wina® Silicon-Aluminum Alloys
KAt~ BEKRM Wood / Compound Wood
= Copper Alloys
Pk /A BEgR Hard Rubber
Micro-Diamond a4 Magnesium Alloy
W Fibre Glass Composites
ma® Aluminum Alloys
P& Ceramics

fix ~ AAXEL

Carbon-Phenolic

FRIEA SN EAETX(EES Presintered or Sintered Tungsten

JIRJE R K TIEIS @
Symbol of Cutting Edge and Cutting Direction

Carbide

tNEI Y] B9k 58
Cutting Edge
Y= ll)=:
F Sharp Cutting Edges | —
EItHIA
E Round Cutting Edges \—
JIO A
T Edge Chamfering —
Bl m xR EHIA
. Chamfered and Honed Cutting Edges N—
ok mE
Symbol Direction
Ea]
S Right
=
- Left
N 1R mAHIS @
Neutral
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PCD it E R 451
Grain Size & Feature for PCD

PCDO010

HIE Ipm /KK - RAEEEE -

cBWRaENT (BFEm) RKeeiLl
LiBHSENAEBEAREN)OENEMNIOMAE - BERRNEEGNERAEENEE -
25 NHHIAMELY] - TERRRKAKEGENESHRAEINT -

Grain Size 1um  Ultra diameter, best quality of surface.

* Low silicon aluminium processing(electronic products) e Titanium alloy processing

1.Ultra fine grain structure allows precisely sharpened and durable cutting edges. It's suitable for
excellent quality of surface needed.

2.Milling and roughing for aluminum material and also can process titanium and titanium alloys
and composite material.

PCD020

MIE 2pum B/ NHIE - RAEEEE -

cBWRaENL (BEFEm) ReeNL

1LEENEBEE  Bas@EENL -

2FETBN—MBINT - BEMFZRENMDL - ERP - &R - KM - @R SHT)EI RREML -

Grain Size 2um  Ultra diameter, best quality of surface.

« Low silicon aluminium processing(electronic products) e Titanium alloy processing

1.Excellent quality of surface, it's suitable for high speed continuous processing.

2.Finishing for non-ferrous, surface milling for press forming, and face milling for ERP, hard rubber,
wood, and inorganic plates.

PCD100

HE 4um BENKEEE  #BSEEMNL -

« <12% WingE < BWEGENL(EFfEm) We5E

1LEEREFRMEEREM - BRAME -

2FBEBN—MRINT - BEESm  BERFREMI - ERP - BEZE - AT - K4 - B\ER
MERTE R IGE L -

Grain Size 4um  Excellent quality of surface, suitable for continuous processing.

e <12% silicon aluminium * Low silicon aluminium processing(electronic products)

« Copper alloy

1.1t remains excellent abrasion resistance, tenacity, and great versatility.

2.Processing for non-ferrous, surface milling for shrink-fitting ceramic and press forming, and
face-milling for ERP, hard rubber, graphite, wood, and inorganic plates.

PCD250

fIE 25um SMEN - RREERSEERE -

>12% WiagE BEAKEEBEE - eBEEGY . EERESE

1LEMES - BRESREEGBE -

2.eWiraeLl - RESMRINLT - BESE - BEXEGM - BREAFAENL - BESEENLT -
ar - EZAML -

Grain Size 25um  High abrasion resistance and specific combination raised the strength of integration.
e <12% silicon aluminium « Shrink-fitting and non shrink-fitting ceramic « (MMC)
« Shrink-fitting hard alloy
1.High abrasion resistance and specific combination raised the strength of integration.
2.Processing for silicon aluminum alloys, aluminum composite, cemented carbide, and shrink-fitting
semi-ceramic; roughing for press forming, shrink-fitting ceramic, and rock.
07
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PCD Z&iEA /IR
Polycrystalline Diamond Inserts

= <& 8 Alloyed Steels

| M | R4 Stainless Steels tEIAREE Cutting Condition :
/|§+O K ﬁ%ﬁ%k(ieftlron . @ E&tJH| Continuous Cutting
e M52 XGRS E Aluminum&Al (ol @ | m O —#3 74l General Cutting
S| SR A E Refractory Alloys m EFE Y Interrupted Cutting
NS TEE M Hard Material @)
DA R~
Polycrystalline diamond Size(mm)
o B
= Drawing
(&)
O
[a
APGW160404PDFR-FO1 ° 9.525| 16.5 | 476 | - +
APGW1604PDFR-FO1 ° 9525/ 165|476 | - | [OY. Eﬁ
s\ .i./ "
CCGWO060202FN-FO1 ° 6.35| 6.5 | 238 0.2
CCGWO060204FN-FO1 ° 6.35| 65 | 238 | 04 .
CCGWO9T304FN-FO1 ° 9.525| 9.7 | 397 | 04 i
CCGW120404FN-FO1 ° 127 | 129 | 476 | 04 |~ &7
CNGA120404FN-FO1 ° 127 | 129 | 476 | 04 g
:
ao i o L_J
DCGWO070202FN-FO1 ° 6.35| 7.8 | 238 | 0.2
DCGWO070204FN-FO1 ° 6.35| 7.8 | 2.38 | 04 P
DCGW11T302FN-FO1 ° 9.525| 11.6 | 397 | 0.2 ],
B vl
DCGW11T304FN-FO1 ° 9525116 (397 | 04 |7
SEGW120404AFFN-FO1 ° 127 | - |476]| - 5
SEGW1204AFFN-FO1 ° 127 - |476]| -
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PCD Z&iEA /IR
Polycrystalline Diamond Inserts

= <& Alloyed Steels

Kﬁ%ﬁﬁj Stainless Steels HIHIAREE Cutting Condition :
120 o A% Costlon_ @ 34 Continuous Cutting
7T *R N Eina e Aluminum&Al (em| @ [ | O O — B4 General Cutting
SN S E = Refractory Alloys m BT DY) Interrupted Cutting
L STEEM Hard Material
A R~
Polycrystalline diamond Size(mm)
o =i
= Drawing
(&)
()
o
TBGWO060102FN-FO1 ° 397| 64 |159| 02 | A ¥
TBGWO060104FN-FO1 () 397 | 64 | 159| 04 E
e L
TCGW110202FN-FO1 o 635 | 11 |238| 02 .
TCGW110204FN-FO1 ° 635| 11 | 238 04 | ."A &
TCGW16T304FN-FO1 ° 9.525| 16,5 | 3.97 | 0.4 ; | %
TNGA160402FN-FO1 o 9.525| 16.5 | 476 | 0.2 R
TNGA160404FN-FO1 ° 9.525| 16.5 | 476 | 0.4 \/ g
] |
TPGWO090202FN-FO1 ° 556 | 96 | 238 | 02
TPGWO090204FN-FO1 o 556 | 9.6 | 238 | 04 2w
/4\
TPGW110302FN-FO1 o 635| 11 |3.18] 02 | / A 1.,
TPGW110304FN-FO1 o 635| 11 [318| 04 | " | .
TPGWO080202FN-FO1 o 476| 82 | 238 02 LA
A TPGWO080204FN-FO1 ° 476 | 82 238 04 | !/5)\ E
ol
VCGW160402FN-FO1 ° 9.525| 16.5 | 476 | 0.2
’ VCGW160404FN-FO1 ° 9.525| 165 | 476 | 04 N
{ B
VCGW160408FN-FO1 o 9525|165 | 476 | 0.8 [ —1

09
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Fenigf ] RUIHITRE

Polycrystalline Diamond Inserts Cutting Standard

t2E& 2 Aluminum

taa < Aluminum

500~1500(m/min)
L F
0.1~0.4(mm/rev)
LI Ap

Ap 0.1~2.0(mm)

500~1500(m/min)
HLHF
0.1~0.3(mm/rev)
EIHIRRE Ap

Ap 0.1~2.0(mm)

300~500(m/min)
A F
0.1~0.4(mm/rev)
MR Ap

Ap 0.1~2.0(mm)

4~8% Si 9~13% Si
EH 791 EH| 7l
Turning Milling Turning Milling
mEEV IRE V REE V mEEV

300~500(m/min)
L F
0.1~0.3(mm/rev)
tIHLRE Ap

Ap 0.1~2.0(mm)

fila < Copper Alloy
i - £ - =@ Copper, zinc, brass

¥AR2 Plastic

EH

Turning

REREV
300~1000(m/min)
L F
0.03~0.3(mm/rev)
tIHIRE Ap
0.05~2.0(mm)

7921
Milling

BEREV
300~1000(m/min)
il
0.03~0.3(mm/rev)
tIHIRE Ap
0.05~2.0(mm)

EHl
Turning

RREV
300~600(m/min)
L F
0.1~0.2(mm/rev)
HIRE Ap

Ap 0.1~3.0(mm)

eHl
Milling

MEREV
1000~5000(m/min)
L F
0.05~2.0(mm/rev)
TIHIRE Ap

Ap 0.1~0.4(mm)
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i B 1 Bx 5% =7 RV I L 35K
Meeting Your Utmost Machining
Requirements

Z#{EPCD 7]k
BENUHIMENREBFE2T - RAMLIYE -
BEXEME -

Custom PCD Inserts

Superior cutting performance and tailored
geometries to enhance machining efficiency and
surface quality.
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CBN BN 48
Designation of CBN

ST

TNGA

160404

FC

CB10OH

OFIL ® 7]k ISO & Ok )1
Number of Edges Insert ISO Standard Material

AR g =1
N 1 Edges
specified 9
2 T8 =2
2 Edges
3 JE =3
3 Edges
RS
> Solid

@ EX
Type

TEAER
Standard
type

ST

WEF

S#EA
(it
High feed
wiper type

@ JIOEE

Edge Treatment

SN

&

0.15

1R

Standard type

CB10H

1213 CBN 1R/

VK S R E A L)
Brazed CBN insert
Continuous cutting of hardened
steel

CB30H

B CBN TR
YA K i e 4 T Bl
Brazed CBN insert
Interrupted cutting of hardened
steel

0.08

SEEML

High-speed

finishing

CB10OK

121 CBN JJ R
i R EEN R ATEUHI
Brazed CBN insert
Finishing of cast iron and
iron-based powder metallurgy

CB30K

21 CBN JJ R
A EEn RS HETH
Brazed CBN insert
Roughing of cast iron and
iron-based powder metallurgy

RC

iiij*

0.2

J)Os&(t
Edge

reinforcement

CB10OKS

X CBN IR
EHE AR EZHEML
Solid CBN insert
Finishing of cast iron and
powder metallurgy parts

CB20KS

L CBN JJ R
B ARAESHPBMT
Solid CBN insert
Semi-finishing of cast iron and
powder metallurgy parts

CB30KS

B CBN IR
B AR EZHEMT
Solid CBN insert
Roughing of cast iron and
powder metallurgy parts




(&> PCD & PCBN ZTIA
cHav PCD & PCBN PRECISION INSERT

CBN ZE R #4i#
Suitable Materials for CBN
T Eifd Tool Steel
Rt Hardened Ni Cast Iron
i Cast Iron
HESE Cobalt-Based Alloy
& & i Alloy Steel
=ma® HRC35 B Epoxy Resins
' R R Chilled Cast Iron
HEL £ kil JES 44 BESS Nickel-Based Alloy
Various Size St REE Powdered Metal with More Cobalt

Substrate

13
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CBN I E & 45t
Grain Size & Feature for CBN

CB10OH

HIE 1pm 451 : HRC50~67 WX il S & &t H

« CBN EEAI : 40% ~ 45% < &5HE : TIN < BE 24GPa  « ;#7771 900
1L BB REMEEE =N EE

2.BERFREEREE

3.EENEMATBER

Grain Size 1um  Characteristics : HRC50~67 hardened steel, high-speed continuous cutting

« CBN Ratio : 40% ~ 45% e Binder: TiN  Hardness: 24 GPa « Bending Strength: 900 MPa
1.Preferred for high-speed and light intermittent hard turning

2.Excellent surface finish

3.Excellent resistance to crater wear

CB30H

#IE Ipym %1 : HRC50~67 K - ErfEtH|

« CBN EEAI : 60% ~ 65% < &5H - TIN  «#E 28GPa - #7741 1300
LiERREEEEEH

2. SR IMAR T A48 T E S

Grain Size 1um  Characteristics : HRC50~67 hardened steel, intermittent cutting

« CBN Ratio : 60% ~ 65% < Binder: TiN » Hardness: 28 GPa  « Bending Strength: 1300 MPa
1.Suitable for heavy intermittent hard turning

2.High toughness to resist chipping and wear on the tool's rear surface

CB10K

HIE 3um Rt - BE R AKAEZ2HEH

« CBN EEAI : 90% ~ 95% « &aH : TiAlloy - 1¥/E 36GPa * #7177 1000
LERRZEEEMRINTIEE

2.7 CBN ZEEAMEREN

Grain Size 3um  Characteristics : Precision cutting of cast iron and powder metallurgy parts

« CBN Ratio : 90% ~ 95% e Binder: Ti Alloy e Hardness: 36 GPa e Bending Strength: 1000 MPa
1.Preferred choice for machining most cast iron materials

2.High CBN content provides excellent stability

CB30K

fE 10pum Rt SRR LS H4HETIH

¢ CBN LEAI : 90% ~ 93%  «#&HE : TiAlloy  «18E 36GPa < #3771 1300
LERAREEREEARAEMRIEI T

2.5 CBN 2E - HHEMELEE

Grain Size 10pum  Characteristics : Rough cutting of cast iron and powder metallurgy parts

« CBN Ratio : 90% ~ 93%  Binder: Ti Alloy ~ « Hardness: 36 GPa « Bending Strength: 1300 MPa
1.Suitable for rough machining of cast iron and metal powder metallurgy materials

2.High CBN content, excellent wear resistance of coarse grains

14
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CBN i E 45tk
Grain Size & Feature for CBN

CB10KS

fIE 12um Rt - BRREBE R A SZHEMNTEEETH

« CBN LBl : 85 ~90%  « &&E : TiIN

Grain Size 12pm  Suitable for finishing and continuous cutting of cast iron and powder metallurgy

parts
« CBN Ratio : 85 ~ 90% e Binder: TiN

CB20KS

HIE 20um  Ft - BRAREERORESSEFEIN THEKERETH

« CBN EEAI : 85 ~90%  «#&&H @ TiN

Grain Size 20pum  Suitable for semi-finishing and light intermittent cutting of cast iron and powder

metallurgy parts
« CBN Ratio : 85 ~ 90% « Binder: TiN

MIE 25pum Rt RN ESEEERREE R B AL RHEIN T ESE &
* CBN tE#l : 80 ~85% < #&&H : Al-Ni
Grain Size 25um  Excellent wear resistance with coarse grain, suitable for rough machining and

heavy intermittent cutting of cast iron and powder metallurgy materials
« CBN Ratio : 80 ~85% < Binder: Al-Ni

15
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Y& K it t]] Bl
Hardened Steel Cutting

Hi& - TEIEE

300 H-Class — Cutting Speed
250
c
= &
C
= E 200
\ N—r
£3
)
- 2 100
g
>
O
50
pEHE i 48
Continuous Intermittent
FEFR = PIHIEC B8
Application Examples % CBI0H Cutting Comparison ~ —® CBIOH
—e— other —e— other

200 1 /
// 0.9

T s
7 el
/./

0.6 /L/
/ .
Lz //

FEMEHEE (Ra)

EZ8 (Micrometer)

0.4
0 0.3
1000 1500 2000 2500 1 2 3 4 5
tIHIRE (M) IHIRE (KM)
SCM 420 ( HRC62 ) 100Cr6 ( HRC60 )
V =150 m/min ap=0.1mm V =150 m/min ap=0.1mm
F =0.10 mm/rev DRY F =0.10 mm/rev DRY

16
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Ik 55 85 tT il
Gray Iron Cutting
= Gray Iron
=€ 1500
£ E
\v
EQ
o & 1000
-II-EGJ wn
E
RE
S 500
0.5 1.0 1.5 2.0 2.5 3.0
BN ey {7 /| T
Precision UIHIRE Rough
Machining X = Depth of cut, ap (mm) Machining
Bk E I H
Ductile Iron Cutting
= Ductile Iron
cE 400
S
£ L
)
@ & 300
-I-EQJ wn
= O
= 2
= 5
S 200
0.1 0.2 0.3 0.4 0.5
BN < ———————- /] T
Precision UIHIRE Rough

Machining X = Depth of cut, ap (mm) Machining

17
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cHamn PCD & PCBN PRECISION INSERT

CBN S {EHi/] R
Cubic Boron Nitride Inserts

= &l Alloyed Steels

| M | R4 Stainless Steels tIHIAREE Cutting Condition :
J%? a8 = Ca/it ron , ol = @ :E4&1))HI Continuous Cutting
7 M| AR SEE S AluminumEAl O —Mmt]JHl General Cutting
Sl 58 5 & Refractory Alloys m &4 Interrupted Cutting
SN SHEE M Hard Material o0 | m

R~
Size(mm)

Ehi
Drawing

APGW1604PDER 16.19] 2.54 |9.525| 04 |4.76| 11
CCGWO060202SN e o o 6.29243|635| 02 |238]| 7
CCGWO060204SN e o o 6.15|1228|635| 04 [238| 7
CCGWO060208SN e o o 586| 2 [635] 08 |238| 7
2ST-CCGW060202SN o o o 6.29243|635| 0.2 238 7
2ST-CCGW060204SN e o o 6.15]228|635| 04 (238 7
2ST-CCGW060208SN e o o 586| 2 |635|08 |238| 7
CCGWO09T302SN e o o 9.51|285|9.525| 0.2 |397| 7
CCGWO09T304SN e o o 937 27 |9.525| 04 397 | 7
CCGWO09T308SN o o o 9.08| 2 |9.525| 0.8 [3.97| 7
2ST-CCGWO09T302SN e o o 9.51]285(9.525| 0.2 397 | 7
2ST-CCGWO09T304SN e o o 9.37| 2.7 |9.525| 04 |397| 7
2ST-CCGWO09T308SN e o o 9.08| 2 |9.525| 0.8 [397| 7
2ST-CCGW120404SN o o o 1259|272 127 | 04 |476| 7
2ST-CNGA120404SN e o o 12.61|2.74 127 | 04 |476| O
2ST-CNGA120408SN e o o 12.321245|12.7| 0.8 |476| O
25T-CNGA120412SN e o o 1203|216 127 | 1.2 |476| O
2WF-CNGA120404SN o o o 12.61|2.74 | 127 | 04 |476| O
2WF-CNGA120408SN e o o 1232/ 245|127 | 0.8 |476| O
2WF-CNGA120412SN e o o 12.03| 216|127 | 1.2 |476| O
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CBN S{EHiJ] R/
Cubic Boron Nitride Inserts

= £ Alloyed Steels

Kﬁﬁﬁﬁ Stainless Steels tNEIAREE Cutting Condition :
,I§+O a3 = 5 Caj ron 4 c, = @ :E4&1]JHI Continuous Cutting
7 X f_’%&ﬁmﬁ Aluminum&Al O —MtIHl General Cutting
Sl =) 5 & Refractory Alloys m Bi4ELEI Interrupted Cutting
S8 E 4 Hard Material 0| m

R~r

Size(mm)

i

§ § é Drawing
S 8 O
2ST-DCGWO070202SN o o | o 748|288 |6.35| 0.2 238 7
2ST-DCGWO070204SN o o o 7.22|262|635| 04 |238| 7
2ST-DCGW070208SN o o o 6.69| 21 |635]| 0.8 |238| 7
2ST-DCGW11T302SN e o o 11.36] 3 |[9.525| 04 |397| 7
2ST-DCGW11T304SN e o o 11.09| 2.54 (9.525| 04 |397| 7
2ST-DCGW11T308SN o o o 10.57| 2 |[9.525| 0.8 |397| 7
2ST-DNGA150404SN o o o 151(345]127| 04 |635| O
2ST-DNGA150408SN o o o 14571293127 | 08 |635| O
2ST-DNGA150412SN e o o 14.05| 24 (127 | 12 |635] O
2ST-DNGA150604SN o o o 15 | 33 |127] 04 |635| O
2ST-DNGA150608SN o o o 14.45) 2.8 [12.7| 08 |635| O
2ST-DNGA150612SN o o o 13931228127 | 12 |635] O
2WF-DNGA150404SN e o o 151(345]127| 04 |635| O
2WF-DNGA150408SN e o o 14571293 |127| 08 |{635| O
2WF-DNGA150412SN o o | o 14.05| 24 (127 | 12 |635] O
2WF-DNGA150604SN o o o 15 | 33 |127] 04 |635]| O
2WF-DNGA150608SN e o o 14.45) 2.8 [12.7| 08 |635| O
2WF-DNGA150612SN e o o 13931228127 | 12 |635] O
SEGW1204AFSN o 1131317 ]127| 04 |476| 25 | .
‘©
el

TBGW060102SN e o o 65| 2 |397]| 02 |159]| 5
TBGW060104SN o o o 6121176397 | 04 [159| 5
3ST-TNGA160404SN e o o 15.74| 2.45 |9.525| 0.4 | 4.76
3ST-TNGA160408SN e o o 15 | 2 ]9.525| 0.8 |4.76




((:j PCD & PCBN #&Z& 71 R

CBN &{EHR /] R

Cubic Boron Nitrio

cHamn PCD & PCBN PRECISION INSERT

e |Inserts

= ] Alloyed Steels

m KEEEH Stainless Steels

ISO (@ =53 Cast Iron

DI VN8R & EEE 2 Aluminum&Al

SR 5% Refractory Alloys

I un

S EM Hard Material

@O

tIIHIAR B Cutting Condition

@ ;E/&1]JHI Continuous Cutting

O —#&tIHI General Cutting

m ER&L]H Interrupted Cutting

R~r

Size(mm)

Ehi
Drawing

S 8 O
TPGWO080202SN o O O 786 | 27 | 473 | 0.2 23811
TPGWO080204SN { N N ) 748 247|473 | 04 |238]| 11
TPGWO090202SN o e | o 924 | 29 | 556 | 04 |238|11
TPGWO090204SN e o | o 887 267|556 | 04 |238|11
3ST-TPGW110302SN o O O 1061] 2.7 | 635 | 0.2 |3.18 | 11
3ST-TPGW110304SN o o | o 10.241 247 635 | 04 |318| 11
3ST-TPGW110308SN o o | o 948 | 2 | 635 | 08 |318|11
3ST-TPGW16T302SN e o | o 16.11] 3.1 |9525] 0.2 |3.97 |11
3ST-TPGW16T304SN o O o 15741287 19525| 04 |3.97 | 11
3ST-TPGW16T308SN o O o 1497| 24 |19525| 0.8 |3.97 |11
2ST-VCGW110302SN { N N ) 10.57| 3.7 | 635 | 0.2 |3.18| 7
2ST-VCGW110304SN ® o | o 101 ] 32 | 635 |04 |318]| 7
2ST-VCGW110308SN o O o 911 221|635 | 08 |318| 7
2ST-VCGW160402SN o O O 16.11]3.67|9525| 0.2 |476| 7
2ST-VCGW160404SN o 0 o 1562| 3.2 |9525| 04 (476 7
2ST-VCGW160408SN o e | o 1465| 2.2 |9525| 08 |476| 7
2ST-VNGA160402SN e o | o 16.121355|9525| 0.2 |476| O
2ST-VNGA160404SN o O o 1563 3 |9525| 04 |476| 0
2ST-VNGA160408SN { N N ) 1466|2.0719525| 04 |476| O




fé PCD & PCBN #&& 7]k
caan PCD & PCBN PRECISION INSERT

=E2T, CBN J1 R/
Solid CBN Inserts

= < il Alloyed Steels

| M | R4 Stainless Steels tIHIAREE Cutting Condition :
J%? S 4 Ceft ron , ©|0OOm @ :E/&t]HI Continuous Cutting
7 SBAEREE Aluminum&Al O —M I8l General Cutting

Sima® Refractory Alloys m & 4| Interrupted Cutting
SHEE 4 Hard Material

R~ Size(mm)
i

% g Drawing
N @ 2IC
()] O
S-CNGN120404 o0 129 | 127 | 476 | 04
S-CNGN120408 eleo|eo 129 | 127 | 476 | 08 ;
‘ S-CNGN120412 eleoleo 129 | 127 | 476 | 12
S-CNGN120708 eleole 129 | 127 | 794 | 08 ’)
S-CNGN120712 eleoleo 129 | 127 | 794 | 12
S-DNGN 150604 eleoleo 155 | 127 | 635 | 04
S-DNGN150608 eleoleo 155 | 127 | 635 | 08 ;
S-DNGN150612 eleoleo 155 | 127 | 635 | 12 L
S-DNGN150704 eleoleo 155 | 127 | 794 | 04 &
S-DNGN150708 eleoleo 155 | 127 | 794 | 08
S-DNGN150712 ol oo 155 | 127 | 7.94 | 12 -
S-RNGN090400 eleoleo 9525|9525 | 476 | 0
S-RNGN 120400 eleoleo 127 | 127 476 | 0
S-RNGN120700 oo o 127 | 127 | 794 | 0 ’ D
S-RNGN150700 eleoleo 15.875(15.875| 794 | © d L]
S-RNGN200700 o0 20 | 20 | 794 | o
S-RNGN201000 ol e 20 | 20 | 10 | o
S-SNGN120408 eleoleo 127 | 127 | 476 | 08
S-SNGN120712 eleoleo 127 | 127 | 794 | 12 -
S-SNGN150716 oo o] 1587515875/ 794 | 16 | [T I
S-SNGN201012 ol e 20 | 20 | 10 | 12 #
S-SNGN200712 ol e 20 | 20 | 794 | 12
STNGN160404 eleoleo 16 |9525| 476 | 04 .
' STNGN 160408 eleole 16 |9525| 476 | 08
STNGN220408 eleoleo 22 | 127 | 476 | 08 =
S-WNGN080404 eleoleo 879 | 127 | 476 | 04 v
' S-WNGN080408 oo o 879 | 127 | 476 | 08 —
S-WNGN080412 o oo 879 | 127 | 476 | 1.2 =

*JOEBESARBMN IR KRR EE
The edge treatment method is designed and produced according to processing requirements. 21
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PCD & PCBN #&Z& 71 R

cHan PCD & PCBN PRECISION INSERT

AW T] Rt HIR %

Cubic Boron Nitride Inserts Cutting Standard

7k 8l Hardened Steel

(HRC50~68)

CB10OH CB30H
e e 4E Pl sE
Continuous Light Intermittent Medium Intermittent
TIHIERE Vc tIHIERE Ve tIHIERE Ve
100~250(m/min) 80~180(m/min) 80~150(m/min)
pid ol L F L F
0.05~0.25(mm/rev) 0.05~0.25(mm/rev) 0.05~0.25(mm/rev)
tIHIRE Ap tIHIRE Ap tIEHLRE Ap
Ap 0.05~0.3(mm) Ap 0.05~0.3(mm) Ap 0.05~0.5(mm)

§284 Cast Iron

CB10K CB30K
Bl 748 chERE
Light Intermittent Medium Intermittent
tIHIERE Ve PIHIERE Ve
300~1000(m/min) 300~700(m/min)
‘A F HEHEF
0.1~0.5(mm/rev) 0.1~0.5(mm/rev)
IHIRE Ap UIHIRE Ap
Ap 0.3~3(mm) Ap 0.3~3(mm)

CB10OKS CB20KS CB30KS
pEF EiE e chERE
Continuous Continuous Light Intermittent | Medium Intermittent
IHIRE Ve IHIRE Ve HIEIZEE Ve tIHIZEE Ve

22

300~1000(m/min)
L F
0.25~0.8(mm/rev)
tIHIRE Ap

Ap 0.50~4.0(mm)

300~700(m/min)
L F
0.30~0.8(mm/rev)
tIHIRE Ap

Ap 0.30~4.0(mm)

300~700(m/min)
LS F
0.30~0.8(mm/rev)
tIHIRE Ap

Ap 0.30~4.0(mm)

300~700(m/min)
il
0.40~1.0(mm/rev)
tIHIRE Ap

Ap 0.30~4.0(mm)




ré PCD & PCBN #&Z 71 R
caan PCD & PCBN PRECISION INSERT

PIBE BB EEE

Ultimate Performance in
Turning Instead of Grinding

Z%{E PCBN 7]k
RIBMEERE - BHIWEE  MEEEES -

Custom PCBN Inserts

Providing a new option for your production process,
reducing production cycles.

23
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