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PRECISION INSERT
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JIRBEIERE
Manufacturing Process

0 PREA RIS AT
PCD & PCBN

W
Grinding

9 5
Finished Product

tlEl
Cutting

BZERE
Vacuum Brazing

*ﬂA O
o oo
AR AR

Quality Control
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0O BR &
mE s

Quality Control

BETLEABEER
Insisting on Rigorous of Every Procedures
ISO 9001 : 2015

BHA - TREMER
AN RRE RINER S B

« BE - XX ATEAITE
MEN RBEER

« BX - 2D ¥R
SNEIR TR

. B - ERXEES
hE g

o« BEithF - 3D KBERIE
TORBEFARER - $H{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 /R1&7T 48
Designation of PCD

Tk

JBA

i

Shape Vertical angles Shape
1IERAN o
H Hexagonal — O
IEN\&H o
0 Octagonal 135 o
EERh & o
P Pentagonal 108 O
1E757 o
S Square 90 D
E=A&T7 o
v Triangular 60 A
S Eos B AZE (mm)
D 55e AR Tolerance
S el gl B (mm) P EEE (@d)
2 E31 i U A 3° Thickness Inscribed Circle
F Rhombic 50° B 5o A +0.005 +0.025 +0.025
M 86° C 7° F +0.005 +0.025 +0.13
v 35° D 15° C +0.013 +0.025 +0.025
2 o H +0.013 +0.025 +0.13
v e ttid 25° <>|_F 20
jgﬂ/'c F 250 E +0.025 +0.025 +0.025
w Trigon 80° 4 G 30° g £0.025 +0.13 +0.025
| nedic o o J +0.005 +0.025 +0.005~+0.13
L Rectangular 90 (. N 0
A v P 11° K +0.013 +0.025 +0.005~+0.13
5 I po [ o O,Ht\g%r L £0.025 £0.025 £0.005~+0.13
ombic M +0.08~+0.18 +0.13 +0.005~+0.13
K B > N +0.08~+0.18 +0.025 +0.005~+0.13
R R(?ur;d O U +0.13~+0.38 +0.13 +0.008~+0.25
@ MR @ BESRTH

Insert Shape

@ B4
Hole Symbol

It AL

Symbol  Hole

EL:DFIZN

Hole

Configuration

=t
Chip
Breaker

Tolerance Class

@) EEI‘%-%‘EEF
Relief Angle

® RERTH
Cuttlng Edge Length

ok

A

EEEF A

Size

AL Aflf

i Fﬁ

A

nE’J’J‘Eu HE

na‘iﬁ A ua‘iﬁ A

B

AEE
B

<F3% Inscribed

Circle

N i [ Symbol Size Symbol Symbol Size Symbol Size Symbol Size Symbol Size Symbol Size Symbol Size
@3, NO 03 [ 397 [ 03 [40 06 |69 04 |48 3.97
R | Mo - Onaside | 01 ¥ 04 | 476 | 04 [48 08 [82] 05 |58 467
WEA *05 5 - - - - - - - - - - - - - - 5
i Double side — 05 [ 556 | 05 [56] 03 |38 09 [96]| 06 |68 5.56
= * _ _ _ _ _ _ _ _ _ _ _ _ _ _
A s I | L 6
31 — 06 | 635 06 |65] 04 |43| 12 [11] o7 [78] 11 [112 635
M With tiole | One<de | 1 LT 07 | 794 | 08 |81| 05 |54| 13 |138| 09 |97 7.94
*08 3 = - = - = - = - = - = - = - 3
e WE o
Double side 09 |9525| 09 9525 09 [97] 06 [e6s5| 16 [165] 112 [116] 16 [166[ 16 [197] 9525
w 574 & [ )| *10 | 10 = - = - - - - - - - = - = - 10
With Hole =@ *12 12 - - - - - R - R - - - - - R 12
T 40°~60 oneside | LU YT\ 1127 | 12 | 127 | 12 [129] 08 |87 22 | 22| 15 |155] 22 [221 127
Q ﬁlt?ht 7, & o 15 [15875] 15 [15875] 16 [161] 10 [109] 27 [275] 19 194 15.875
Hole | with Hole Fg?ﬁ 16 | 16 - - - - - -1 = T-1T -1T-1-1-1T=-71-71 1
U 40°~60° | e side e 19 [1905| 19 |1905 | 19 [193| 13 |13 | 33 |33 | 23 [233 19.05
= *20 | 20 = - = - = B = - = - = - = B 20
. wiet NO 00 | 2 |22225| 22 |226 38 |385] 27 |271 22225
70° ~90° Bm| I *25 25 - - - - - - - - - - - - - - 25
H 0°~90 One side arr
= 25 | 254 | 25 [ 254 [ 25 [258 4 a4 ] 31 |31 254
€ ﬁh-?rL | s (I 31 [3175| 31 [3175| 32 [322 55 |55 | 38 [388 3175
With Hole
o ot WE x32 | 32 5 - = - . - 5 - . - = - . - 32
J 707 ~90 Double side SN
X - - - -
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HEENEE REEER (Od) BFFLAE SE (m) BFAE
Detail of M Tolerance of Inscribed Circle Tolerance of Height & AR
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 HOWwWA
127 £0.08 £0.13 £0.13 202 JIOORO
15.875 PO 8 2R (mm)
+0.1 +0.18 +0.15 +0.27 Symbol  Thickness
19.05 S [] 01 159
254 +0.13 +0.25 +0.18 +0.38 A 02 2.38
3175 T T2 2.78
015 £0.25 £02 1038 |C.E.M QA 03 318
32 3 397
3 T 04 476
Dot i e MEEEE O SHAE  BE(m SFAE T T
TR Tl Tolerance of Inscribed Circle Tolerance of Height W?ﬁﬁ’i‘, (@d) %E 06 6.35
6.35 Inscribed Circle Height 07 794
Py +0.05 +0.11 A = 95
127 +0.08 +0.15
15.875
+0.1 +0.18
19.05
6.35
+0.05 +0.16
9.525 Insert Thickness

@ r B JOEE ®@ M@ BRlEE

Corner (radius) Edge Treatment Cutting Direction Special Symbol
5k UIHITIROIRAR Bk 7318 B 7318
Symbol Cutting Edge Shape Symbol Direction Symbol Direction
KERFEHIE R & ROL LI
P N =TT F | sharp Cuting 7/ Right Roughing
Symbol Corner Radius Edges
00 0.03 = PHIH|
—— L Left oL Semi-finishing
02 02 EItIHI&
E Round Cutting E
04 0.4 Edges —
N P Fo1 IBEIHI
08 0.8 Neutral Finishing
12 12 EHIEE
T Chamfered < ;
16 16 Cutting Edges N
z z A
24 24 ERpRETHE
Double Chamfered
38 28 s and Rounded G
32 32 Cutting Edges R &
L A

05
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PCD ZE R
Suitable Materials for PCD
B2 Plastic
A= Graphite
=iEHa® Brass&Bronze Alloys
aEmE Epoxy Resins
Wina® Silicon-Aluminum Alloys
KAt~ BEKRM Wood / Compound Wood
= Copper Alloys
Mt M A IEEgR Hard Rubber
Micro-Diamond a4 Magnesium Alloy
I Fibre Glass Composites
ma® Aluminum Alloys
3= Ceramics
B ~ AXEE Carbon-Phenolic
FRIEA S T EATXIEES Presintered or Sintered Tungsten
Carbide
JIR IR R TIHIA G

Symbol of Cutting Edge and Cutting Direction

tNEI ] B9k 58
Cutting Edge
Y=l
F Sharp Cutting Edges | —
EItHIA
E Round Cutting Edges \—
JIO A
T Edge Chamfering —
Blm K EH A
. Chamfered and Honed Cutting Edges N—
ok E
Symbol Direction
E]
5 Right
=
£ Left
N 1R mAHIS
Neutral
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PCD U E R4t
Grain Size & Feature for PCD

PCDO010

HIE Tpm  B/NHIE - RAEEEE -

BWRaENT (BFEm) RKeeiLl
lLiBHSENAEBEAREIN)OENENIOMAE - BERARNEEGNEAEENEE -
25 NHHIAELY] - TERARRKAKGENESHRAEINT -

Grain Size Tum  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.

PCDO020

HIE 2pum B/ NHIE - REAEEEE -

cBWIRSEMT (EFEmM) KNI

1LEENEMEE  Bas@EENnL -

2IFHEBN—MBMNT - BELFEREMT - ERP - EEZE - AM - BERMEWTIE RIsEMT -

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

« Low silicon aluminium processing(electronic products) ¢ 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

fE 4um BENZEES  BSE&EML -

¢ <12% WingE < BWEGENLI(EFEm) We5E

1LEEREFRIMEEREM - BRAME -

2FBEBHN—MRINT - FBEGESm  BERFREMI - ERP - BEZE - AT - KA - B\IER
MERTE K 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

flE 25um SMEN - BREERSEGHE -

>12% WiagE BERKEEBEE CceBEEGY . EERESE

1LEMES - BRESRSEGEE -

2.eWiEael - RESMRNINT - BESE - BEXEEm - BREATENL - BESEENLT -
ar - E2AML -

Grain Size 25um  High abrasion resistance and specific combination raised the strength of integration.
¢ <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

= Alloyed Steels

| M | R4 Stainless Steels tEIAREE Cutting Condition :
/I§+O £ ﬁ%ﬁtCeftlron . @ ;E#&1J)HI Continuous Cutting
e MISARERSE Aluminum&Al (o) © | m O —#3 74l General Cutting
S| =R EE Refractory Alloys m EFE Y Interrupted Cutting
N STEEA Hard Material @)
ZRiEA R~F
Polycrystalline diamond Size(mm)
o B2
9 Drawing
()
)]
o
APGW160404PDFR-FO1 ° 9.525| 165 | 476 | - +
APGW1604PDFR-FO1 ° 9.525| 165 | 476 | - [oY. ] Eﬁ
N el =
CCGWO060202FN-FO1 ° 635| 65 | 238 0.2
CCGWO060204FN-FO1 ° 635 | 65 | 238 | 04 A
CCGWO9T304FN-FO1 o 9.525| 9.7 | 397 | 04 i
i o
CCGW120404FN-FO1 ° 127 | 129 | 476 | 04 |« L]
CNGA120404FN-FO1 ° 127 (129|476 | 04 g2
°
ao i o L_J
DCGWO070202FN-FO1 o 635| 7.8 | 238 0.2
DCGWO070204FN-FO1 ° 635 | 7.8 | 238 | 04 S
DCGW11T302FN-F01 ° 9.525| 11.6 | 3.97 | 0.2 ],
Evoarn i nad
DCGW11T304FN-FO1 ° 9525| 116|397 | 04 |7
SEGW120404AFFN-FO1 Y 127 - |476| - 5
SEGW1204AFFN-FO1 ° 127 - |476| -

08
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PCD Z&iEaA /R
Polycrystalline Diamond Inserts

=& Alloyed Steels

Kﬁ%ﬁlﬂ Stainless Steels tNEIAREE Cutting Condition :
e o AL Costlon_ ® 34 Continuous Cutting
pagss! NN i8R ins s Aluminum&Al (em| @ | B | O O —#1H General Cutting
S SR E® Refractory Alloys m Ef&L]IHI Interrupted Cutting
| SIEE A Hard Material
AT R~
Polycrystalline diamond Size(mm)
o Gl
= Drawing
o
)
o
TBGWO060102FN-FO1 ° 397| 64 |159| 02 | A ¥
TBGWO060104FN-FO1 ° 397 | 64 |159| 04 / 5
(e
TCGW110202FN-FO1 ° 6.35| 11 [238| 0.2 .
TCGW110204FN-FO1 ° 635| 11 |238| 04 | A
TCGW16T304FN-FO1 ° 9.525| 16.5 | 3.97 | 0.4 ; | %
TNGA160402FN-FO1 ° 9.525| 16.5 | 476 | 0.2 R
TNGA160404FN-FO1 ° 9.525| 16.5 | 476 | 04 \/ g
L] |
TPGWO090202FN-FO1 ° 556 | 96 | 238 0.2
TPGWO090204FN-FO1 ° 556 | 96 | 238 | 04 2w
/4\
TPGW110302FN-FO1 ° 635 | 11 |318| 02 | //6\ E_/\
TPGW110304FN-FO1 ° 635| 11 [318| 04 | . | -
TPGWO080202FN-FO1 ° 476 | 82 | 238 0.2 L
TPGWO080204FN-FO1 ° 476 | 82 [238| 04 | //5
LET/\W
VCGW160402FN-FO1 ° 9.525| 165 | 476 | 0.2
VCGW160404FN-FO1 ° 9.525| 16.5 | 476 | 0.4 E
VCGW160408FN-FO1 ° 9525|165 | 476 | 08 |**C 1 oV

09
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Fenidf /] R UIHITRE

Polycrystalline Diamond Inserts Cutting Standard

252 Aluminum

taa < Aluminum

4~8% Si 9~13% Si
EHl E79=1 EH| 7l
Turning Milling Turning Milling
mEEV RIRE V REE V mEEV

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

Ap 0.1~2.0(mm)

500~1500(m/min)
L F
0.1~0.3(mm/rev)
LSRR Ap

Ap 0.1~2.0(mm)

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

Ap 0.1~2.0(mm)

300~500(m/min)
LA F
0.1~0.3(mm/rev)
IR Ap

Ap 0.1~2.0(mm)

file < Copper Alloy
i - & - =@ Copper, zinc, brass

#BK2 Plastic

EH

Turning

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

o H|
Milling

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

ESH

Turning

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

Ap 0.1~3.0(mm)

Hl
Milling

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

Ap 0.1~0.4(mm)
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m B S B R =y A9 L &5 3Kk
Meeting Your Utmost Machining
Requirements

ZFEPCD 7]k
BENUHIMENREBHET - RAMLYE -
BEXEME -

Custom PCD Inserts

Superior cutting performance and tailored
geometries to enhance machining efficiency and
surface quality.

11
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CBN BN 48
Designation of CBN

3 ST | TNGA160404 FC CB10OH

@ & ® 71k ISO &k GO #ME
Number of Edges Insert ISO Standard Material

= — 1213 CBN 7R
Nor | 721 B zﬂnﬁiatmem Jo2 K 308 5 2 A
specified 1 Edges 9 CB10H Brazed CBN insert
Continuous cutting of hardened
0.15
, 78 =2 | steel
2 Edges g( 12X CBN 1R
SN - YR K 1l 48 )
3 I8 =3 CB30H Brazed CBN insert
3 Edges o Interrupted cutting of hardened
. AL steel
S BT Standard type
Solid 121E0 CBN 7R

B EE DR e BT

@ kR 0.8 CB10K Brazed CBN insert
Type N Finishing of cast iron and
% iron-based powder metallurgy
PR : J81%5t CBN TR
) BT
I e FC BHRAENFASIB A
=EENT CB30K Brazed CBN insert
e High-speed Roughing of cast iron and
Etﬁ finishing iron-based powder metallurgy
WE | High feed %885t CBN 711
wiper type BEE AR aEEHEMNLI

CB10KS Solid CBN insert

0.2
" [ Finishing of cast iron and
¥ powder metallurgy parts
RC BEE CBN TR

BHRNFASBEPENT

>

JOs&1b CB20KS Solid CBN insert
Edge Semi-finishing of cast iron and
reinforcement powder metallurgy parts

e CBN IR
B A AReEZHEMT
CB30KS Solid CBN insert
Roughing of cast iron and
powder metallurgy parts

12
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CBN &AM
Suitable Materials for CBN
T Eifd Tool Steel
TR i Hardened Ni Cast Iron
S Cast Iron
HESE Cobalt-Based Alloy
B & i Alloy Steel
=ma® HRC35 Bk Epoxy Resins
RS Chilled Cast Iron
e £ {3 BEAS Nickel-Based Alloy
Various Size St REE Powdered Metal with More Cobalt
Substrate

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

CB10OH

MIE Ipm %514 - HRC50~67 &K S R &t H

« CBN EEAI : 40% ~ 45%  « &5HE : TIN < BE 24GPa  « ;#7771 900
1 BEREMEEEENREE

2.BEREEEE

3.EENEBMATBER

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

MIE 1pm %5t : HRC50~67 &K - ER&tIH

« CBN EEAI : 60% ~ 65%  « &5H - TIN  «#E 28GPa - Hi#7/1 1300
1LERREE SRS

2. SEIMEMEY) KRR EER

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

« CBN Ratio : 60% ~ 65% e 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  HitE - BE KRR AEZ2HETH

« CBN EEAI : 90% ~ 95% « ZEHE : TiAlloy « 1¥/E 36GPa « 71777 1000
LERRZEEEMRINIEE

2.5 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  Bending Strength: 1000 MPa
1.Preferred choice for machining most cast iron materials

2.High CBN content provides excellent stability

CB30K

fIE 10um Rt - BE KRR AEESZSHHETH

« CBNEEAI : 90% ~93%  « &5H : TiAlloy  «%E 36GPa - Hi#771 1300
LERREE AT BN AR AEHRHENT

2.5 CBN Z& - fHFEHMETEE

Grain Size 10pm  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
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CBN i E 45tk
Grain Size & Feature for CBN

CB10KS

fE 12um Rt - BRRESE KRS SZHBIMNTEEETH

¢ CBN LB : 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  F  BEAREBERORKESSEFEIN T HEKEETH

« CBN EEAI : 85~90%  «#&&H @ TiN

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

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

CB30KS

MIE 25pum Rt BN ELEEERRNEERE B AL RHEN T EEE &

* CBN Gl : 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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Y28 X ift) ] Eil
Hardened Steel Cutting
HEE - TIHIEE
300 H-Class — Cutting Speed
250
= «
< E
I E 200
sE CB10H
-’I-Elﬂ wn
= O
Z< 100 |
5 CB30OH
50
BB i
Continuous Intermittent
FERZ= 6l tIHIEC 8
Application Examples :gthjng Cutting Comparison :;B}jng

200 1 /
// 0.9

Epsa==
- e
P

06 /é/
/ .
Lz %4/;7‘

EE$8 (Micrometer)
ZEHAKEE (Ra)

04
0 0.3
1000 1500 2000 2500 1 2 3 4 5
THIRE (M) TIHIRE (KM)
SCM 420 ( HRC62 ) 100Cr6 ( HRC60 )
V =150 m/min ap = 0.1 mm V =150 m/min ap =0.1 mm
F =0.10 mm/rev DRY F =0.10 mm/rev DRY

16
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Ik s 8t
Gray Iron Cutting
= Gray Iron
=€ 1500
£ E
\v
EQ
o & 1000
-II-EGJ wn
= 2
RE
S 500
0.5 1.0 1.5 2.0 2.5 3.0
BT ey 5 /] T
Precision UIHIRE Rough
Machining X = Depth of cut, ap (mm) Machining
Bk= S B H
Ductile Iron Cutting
= Ductile Iron
cE 400
S
£ L
E3
g 300
-I-EQJ [Va)]
= O
= 2
= 5
S 200
0.1 0.2 0.3 0.4 0.5
BT < sl 15 /] T
Precision UIHIRE Rough

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

17
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CBN &M R
Cubic Boron Nitride Inserts

N = &l Alloyed Steels

| M | R4 Stainless Steels tIHIAREE Cutting Condition :
,|§9 S5 Caj ron , ol = @ :E/&t]HI Continuous Cutting
7 M55 R EEEE Aluminum&A| O —#& 1714l General Cutting
SIS 5 % Refractory Alloys m 74N Interrupted Cutting
N B EAM Hard Material 0| m

R~
Size(mm)

Ehi
Drawing

APGW1604PDER 16.19| 2.54 |9.525| 04 |4.76| 11
CCGWO060202SN o o o 6.29243|635| 0.2 238 7
CCGWO060204SN o o o 6.15|228|635| 04 [238| 7
CCGWO060208SN o o o 586| 2 [635] 08 |238| 7
2ST-CCGW060202SN o o o 6.29243|635| 02 |238]| 7
2ST-CCGW060204SN o 0o o 6.15]228|635| 04 (238 7
2ST-CCGWO060208SN o o o 586| 2 [635] 08 |238| 7
CCGWO09T302SN e o o 9.51]285(9.525| 0.2 |397| 7
CCGWO09T304SN o o o 937 | 27 |9.525| 04 (397 | 7
CCGWO09T308SN o o o 9.08| 2 |9.525| 0.8 [397| 7
2ST-CCGWO09T302SN o 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-CCGWO9T308SN o o o 9.08| 2 |9.525| 0.8 [397| 7
2ST-CCGW120404SN o o o 1259/ 2.72 127 | 04 |476| 7
2ST-CNGA120404SN o o o 12.61|2.74 127 | 04 |476| O
2S5T-CNGA120408SN o o o 12.321245|12.7| 0.8 |476| O
2ST-CNGA120412SN e o o 1203|216 127 | 1.2 |476| O
2WF-CNGA120404SN o o o 1261|274 127 | 04 |476| O
2WF-CNGA120408SN o o o 1232/ 245|127 | 0.8 |476| O
2WF-CNGA120412SN o o o 1203|216 127 | 1.2 |476| O

18
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CBN S{EH#i/] R/
Cubic Boron Nitride Inserts

&&1f Alloyed Steels

Kﬁﬁﬂﬂ Stainless Steels tIEIAREE Cutting Condition :
,I§+OE K Ca:t Iron . °c| = @ :E4&t]JHI Continuous Cutting
7 X f_’%jﬁamﬁ Aluminum&Al O —MtIHl General Cutting
=1 5 5 Refractory Alloys m ETA& M) Interrupted Cutting
NS EM Hard Material 0| m

R~r

Size(mm)

i

§ § é Drawing
S 3 O
2ST-DCGWO070202SN o o | o 748|288 |6.35| 0.2 238 7
2ST-DCGWO070204SN o o o 722|262|635| 04 |238| 7
25T-DCGWO070208SN 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| 0.4 |397| 7
2ST-DCGW11T308SN o o | o 1057 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-DNGA150412S5N e o o 1405 24 (127} 1.2 |635| O
2ST-DNGA150604SN o o | o 15 | 33 1127 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 1457|293 |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 o 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 | .
‘©
vl

TBGWO060102SN e o o 65| 2 |397|02 |159| 5
TBGW060104SN o o | o 6121176397 | 04 [159| 5
3ST-TNGA160404SN o o o 15.74| 2.45 |9.525| 0.4 | 4.76
3ST-TNGA160408SN o o o 15 | 2 19.525| 0.8 [4.76




PCD & PCBN #5271 R
PCD & PCBN PRECISION INSERT

CBN &M R
Cubic Boron Nitride Inserts

= il Alloyed Steels

| M | R4 Stainless Steels tIHIAREE Cutting Condition :
,I§+O K el Ceft ron , °c = @ :E4&1]]HI Continuous Cutting
7 M| RERE & Aluminum&Al O —M 1714 General Cutting
SIS S & Refractory Alloys m &K Interrupted Cutting
N S8 E M Hard Material o0 | m

R~

Size(mm)

ft

§ § é Drawing
5358
TPGWO080202SN o o o 786 | 27 | 473 | 02 23811
TPGWO080204SN o o o 748 1247|473 | 04 | 23811
TPGWO090202SN o o o 9241 29 | 556 | 04 |238|11
TPGWO090204SN o o o 887 1267|556 | 04 |238|11
3ST-TPGW110302SN o o o 1061} 2.7 | 635 | 0.2 |3.18| 11
3ST-TPGW110304SN o o o 1024|247 635 | 04 |3.18| 11
3ST-TPGW110308SN o o e 948 | 2 | 63508 31811
3ST-TPGW16T302SN o o o 16.11| 3.1 |9.525| 0.2 |3.97| 11
3ST-TPGW16T304SN o o o 15741 2.8719.525| 04 |397| 11
3ST-TPGW16T308SN o o o 1497| 24 |9.525| 0.8 |3.97 |11
2ST-VCGW110302SN o oo 10.57| 3.7 | 635 | 0.2 | 318 7
2ST-VCGW110304SN o o o 10132 (635 |04 |318]| 7
2ST-VCGW110308SN o o o 911 221|635 | 08 [318| 7
25T-VCGW160402SN o o o 16.11|3.67|9.525| 0.2 (476 7
25T-VCGW160404SN o o o 15.62| 3.2 |9.525| 04 |476| 7
2ST-VCGW160408SN o o o 1465| 2.2 |9.525| 0.8 |476| 7
2S5T-VNGA160402SN o o o 16.12| 3.55]9.525| 0.2 |476| O
2S5T-VNGA160404SN o o o 1563 3 |9.525| 04 |(476| 0
2ST-VNGA160408SN o o o 14.66|2.07 |9.525| 04 |476| O
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PCD & PCBN #&Z 71 R
PCD & PCBN PRECISION INSERT

=EET, CBN JJ R
Solid CBN Inserts

= il Alloyed Steels

| M | R4 Stainless Steels tIHIARRE Cutting Condition :
/I§+O K ekl Cejit ron . ¢ /0O jOm @ :E4&1])HI Continuous Cutting
7 SEAEREE Aluminum&Al O —MtJIHl General Cutting

&f 8 & Refractory Alloys m B &Y Interrupted Cutting
SHEE 4 Hard Material

R~ Size(mm)
i

% % Drawing

N @ dIC

() O]
S-CNGN120404 o0 129 | 127 | 476 | 04
S-CNGN120408 o oo 129 | 127 [ 476 | 08 ;
S-CNGN120412 o oo 129 | 127 | 476 | 12
S-CNGN120708 o oo 129 | 127 [ 794 | 08 ’)
S-CNGN120712 o oo 129 | 127 | 794 | 12
S-DNGN150604 o oo 155 | 127 | 635 | 04
S-DNGN150608 o oo 155 | 127 | 635 | 08 ;
S-DNGN150612 o oo 155 | 127 | 635 | 12 | /2
S-DNGN150704 o oo 155 | 127 | 794 | 04 ﬁ
S-DNGN150708 o oo 155 | 127 | 794 | 08
S-DNGN150712 oloo 155 | 12.7 | 7.94 | 1.2 -
S-RNGN090400 o oo 9525|9525 | 476 | 0O
S-RNGN120400 o oo 127 | 127 [ 476 | 0
S-RNGN120700 oo o 127 | 127 | 794 | 0 ’ D
S-RNGN150700 o|ole 15.875|15.875] 794 | o0 d L]
S-RNGN200700 o0 20 | 20 [ 794 | o
S-RNGN201000 o0 20 | 20 | 10 ] o
S-SNGN120408 o oo 127 | 127 [ 476 | 08
S-SNGN120712 o oo 127 | 127 | 794 | 12 \
S-SNGN150716 oo o] 1587515875/ 794 | 16 | | i
S-SNGN201012 oo 20 | 20 | 10 | 12 S
S-SNGN200712 o0 20 | 20 | 794 | 12
STNGN160404 o oo 16 | 9525 476 | 04 .
STNGN160408 o oo 16 | 9525 476 | 08
STNGN220408 o oo 22 | 127 | 476 | 08 =
S-WNGN080404 o oo 879 | 127 | 476 | 04 .
S-WNGNO080408 o oo 879 | 127 | 476 | 08 —
S-WNGN080412 [ BN BN ) 879 | 127 | 476 | 1.2 =

*JOEEA KB LHE KR EE
The edge treatment method is designed and produced according to processing requirements. 21



PCD & PCBN #5271 R
PCD & PCBN PRECISION INSERT

R AW T] Rt HIR 2

Cubic Boron Nitride Inserts Cutting Standard

&k i Hardened Steel

(HRC50~68)

CB10OH CB30H
pEF EEn4E Pl sE
Continuous Light Intermittent Medium Intermittent
PIHIRE Vc tIHIERE Ve HIHERE Ve
100~250(m/min) 80~180(m/min) 80~150(m/min)
L F L F HEHF
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

CB10OK CB30K
Bl 748 chERE
Light Intermittent Medium Intermittent
tIHIERE Ve PIHIERE Ve
300~1000(m/min) 300~700(m/min)
‘AR F HEHEF
0.1~0.5(mm/rev) 0.1~0.5(mm/rev)
tIHIRE Ap UIHIRE Ap
Ap 0.3~3(mm) Ap 0.3~3(mm)

CB10KS CB20KS CB30KS
pEF =B K E hEE
Continuous Continuous Light Intermittent | Medium Intermittent
IHIRE Ve IHIRE Ve PIEFEIERYe PIEFEIERYe

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)
L F
0.30~0.8(mm/rev)
tIHIRE Ap

Ap 0.30~4.0(mm)

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

Ap 0.30~4.0(mm)




PCD & PCBN #B5& 7] R
PCD & PCBN PRECISION INSERT

PIBE BB EEE

Ultimate Performance in
Turning Instead of Grinding

ZH{EPCBN 7]k
RIBMEERE  BHIMEE  MEEEEN -

Custom PCBN Inserts

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

23
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