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430) PCD and PCBN Tools
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PCD inserts for Turning

H Negative inserts

Stocked grades Dimensions(mm) :
Shape Cat. No. Sharpenabilty Better  Wear resistance Higher It'\(f' 5::2?3 ek:
od s Ic a
s fe TNGA160404-DIA O O 0.4 | 3.2
S 9.525| 4.76
% TNGA160408-DIA o o 08 | 2.9
@ - AD,P
O\ M, E, W
ro SNGA120404-DIA O O | 157|476 04 ] 36
N SNGA120408-DIA o | o "1 08 36 | App
\ @ , j M, E
=
od |
re SNGN090308-DIA 9.525| 3.18
u 0.8 6
m SNGN120408-DIA 12.7 | 4.76 8
i c
CNGA120404-DIA O 07| 276 04 |35
CNGA120408-DIA - - 0.8 | 3.4
A, D,BM
DNGA150404-DIA o O | 127|476 04 | 3.1
DNGA150408-DIA 0 0.8 | 2.8
A, D,PM
m Negative inserts (with chipbreaker)
Stocked grades Dimensions (mm) .
Shape Cat. No. Sharpenabilty Better  Wear resistance Higher tA(? ;:::(;Iag elf
od s Ic a
CNMM120402-DIA O 107 | 476 | 02 | 85
CNMM120404-DIA O : : 04 | 35
A, D,BM
DNMM150402-DIA O 107 | 476 | 02 | 33
DNMM150404-DIA O : : 0.4 | 31
AD,P
M, E, W
TNMM160402-DIA o 02 | 33
TNMM160404-DIA o 95251 4.76 04 [ 32
A,D,PM
VNMM160402-DIA o 02 | 4.8
VNMM160404-DIA o 9525|476 | 0.4 | 4.4
VNMM160408-DIA O 08 | 36 | m

Cutting data

N\

P. 439

Reference Grades

guide P. 464

/

@ : Standard stock in Europe
O : Standard stock in Japan




TAC T-DIA (PCD) Inserts (431

y
W Positive inserts
glockerigimdes Dimensions (mm) Applicabl
Shape Cat. No. Sharpenabilty Better  Wear resistance Higher tggll?)? de?
od s Ic a
N TPGA090202-DIA O 02 | 2.4
‘b)& yauny TPGA090204-DIA o) 5.556 pgg | 04 | 22
- TPGA110202-DIA O ' 02 | 2.4
U F TPGA110204-DIA O 6.35 04 | 22
(ONz |15 TPGA110302-DIA o 02 | 24
- Qﬁ TPGA110304-DIA O 6.35 04 | 22
— TPGA110308-DIA O 31g | 08 | 20
TPGA160302-DIA O ' 02 | 33
(With Tungaloy standard hole) TPGA160304-DIA O 9.525 04 | 32
TPGA160308-DIA O 08 | 2.9
TPGN090204-DIA 0 04 | 22 _
TPGN090208-DIA 556 1238 | g | g |Boring
e e o A
(v - . .
% %"; TPGN110304-DIA o 6351318 | g4 | 32
k TPGN110308-DIA O o 08 | 2.9
8 TPGN160301-DIA 01 | 34 )
)+ TPGN160302-DIA O 02 | 33 |Boring
J;R TPGN160304-DIA O o O |9525| 318 | 0.4 | 32 |toolholder C
TPGN160308-DIA O 08 | 29
TPGN160312-DIA 12 | 26
o SPGN090302-DIA 02 | 36 )
/ o SPGN090304-DIA O |9525|3.18 | 04 | 3.6 |Boring
g NGt niee SPGN090308-DIA o 0.8 | 36 |toolholder C
\ ) SPGN120302-DIA o 02 | 36
' SPGN120304-DIA O O | 4p7|3qg| 04 | 36
Led | s| SPGN120308-DIA o o 1% 08 | 36
SPGN120312-DIA 12 | 36
TPGWO080202-DIA o 02 | 24 _
TPGW080204-DIA 0 4.76 | 2.38 | 4 | pg |Boring
TPGW090202-DIA o o 555 | oag | 02 | 24 toolholder S
5 TPGW090204-DIA O : : 04 | 22
r TPGW110202-DIA 0 O 635 | pag | 02 | 24
s TPGW110204-DIA O 04 | 22
13 TPGW130302-DIA 0 o on | aqg | 02 | 33
TPGW130304-DIA O o : : 04 | 32
— TPGW16T302-DIA o 02 | 33
TPGW16T304-DIA o 9525|397 | 0.4 | 3.2
TPGW16T308-DIA O 08 | 2.9
N fe TCGW110202-DIA 02 | 24 _
%/ STy TCGW110204-DIA 6351238 | o4 | pp |Boring
N TCGW16T302-DIA 02 | 3.3 | toolholder S
18 TCGW16T304-DIA 9525|397 | 0.4 | 32
- TCGW16T308-DIA 08 | 29
CCGWO060200-DIA o) 005 | 24 p
CCGWO060202-DIA O 635 | 2.38 | 02 | 2.4 o
- CCGW060204-DIA O 04 | 2.4 ES
B I? CCGWO09T302-DIA O 02 | 35 o
e CCGWO09T304-DIA o O |9525|397 | 04 | 35 3
CCGWO09T308-DIA O o 08 | 3.4 @
DCGW070200-DIA o 005 | 2.4 , S
DCGWO070202-DIA o) o 6.35 | 2.38 | 0.2 | 2.3 | Boring 3
DCGW070204-DIA 0 0.4 | 2.1 | toolholderS ¢
DCGW11T302-DIA o 02 | 32
DCGW11T304-DIA o 9525|397 | 04 | 3.0
DCGW11T308-DIA o 08 | 2.7
Cutting data Reference Grades
N P. 439 guide P464 J/




432) PCD and PCBN Tools
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Stocked grades Dimensions (mm) f
Shape Cat. No. Sharpenabilty Better  Wear resistance Higher :f 3::‘;?:;
od s I'c a
.2 VCGW160402-DIA O 02 | 48 | Boring
To [ a5 \. | VCGW160404-DIA O o505 47g| 04 | 44 | tooholderS
\@/' 3/Hig" | veawisoaos-DIA : %1 08 | 38
8 VCGW160412-DIA 12 | 2.7
s VCGW220530-DIA 12.7 | 556 | 3.0 | 5.0
EPGWO040102-DIA O ag7 | 15| 02 | 16 | Boring
EPGW040104-DIA e ' Y1 04 | 1.6 | loolholder S
- TAC Boring
T[g Bar Tools,
P 4o Round shank,
s| ! Top-Borer
Tools
B Positive inserts (with chipbreaker)
Stocked grades Dimensions (mm) .
Shape Cat. No. Sharpenabilty Better  Wear resistance Higher tA‘;)cﬁ::glagelﬁ
od s e a
CCMTO060202-DIA O 635 | 238 | 02 | 24 | Boring
CCMT060204-DIA O 0.4 2.4 toolholder S
- CCMTO09T302-DIA O 02 | 24
? | CCMT09T304-DIA o 98251 397 | g4 | 04
DCMT070202-DIA O 02 | 23 | Boring
DCMT070204-DIA O 63512381 04 | 21 | toolholder S
DCMT11T302-DIA O 02 | 32
DCMT11T304-DIA o 98251 3.97 | g4 | 30
@ o TCMT080202-DIA O 476 | pag | 02 | 22 | Boring
v TCMT080204-DIA O ’ ’ 0.4 2.0 toolholder S
- ?:j TCMT110202-DIA O 635 | pag | 02 | 24
O\ B TCMT110204-DIA 0 : 9% | 04 | 22
—/+ | TCMT110302-DIA O 02 | 24
s 6.35 | 3.18
TCMT110304-DIA O 04 | 22
Py VCMT160402-DIA o) 02 | 48 | Boring
o 12 VCMT160404-DIA O 95251 476 | 04 | 44 | toolholder S
& \wa I
B B
S

Cutting data
P. 439

N\

Referencel
guide

Grades

P. 464

/

@ : Standard stock in Europe
O : Standard stock in Japan




PCD inserts for Milling

TAC Insert PCD ( 433

Cat. No. ISO Cat. No. Stocked grades| Dimensions (mm) . .
h :
Shape (Inch) (Metric) DX140DX160/ A T W Applicable TAC mills
)}7\/ \ SFCN42ZFN-DIA | SFCN1203AFFN-D | O 1270 | 318 | 2.0 |THF44001A
t’/ ‘1 #z{,’ SFCN53ZFN-DIA | SFCN1504AFFN-D | O 15.875| 4.76 | 2.0 |THF54001A
)
)}12 \ TGD4400-A
= ‘o | SDCN42ZFN-DIA | SDCN1203AEFN-D| O 1270 | 318 | 1.2 |TMDA4400I
/ \1 - EGD4400
\ y EMD4403RI-S32
\\ //
A T
THF44001A
~ %2 \ 5 SECN42ZFR-DIA |SECN1203ZEFN-D | O O |1270| 318 | 25 QHE4000
’ \ }
\\\ ///
A ! T
SECN422FN-DIA | SECN120308FN-D | O 12.70 | 3.18 - |ECE4000
TSE30001A
TECN32ZFR-DIA | TECN1603PEFR-D | O O | 9525 318 | 14 ESE3000
TSE40001A
TECN43ZFR-DIA | TECN2204PEFR-D | O O |1270| 476 | 20 ESE4000
WFCN42ZFR-DIA| SFCX1203AFFR-WD 1220 | 318 | 6.8 |THF4400IA (Wiper)
WFCN53ZFR-DIA | SFCX1504AFFR-WD 15.20 | 476 | 7.6 |THF5400I1A (Wiper)
) THE44001A (Wiper)
WECN42ZFR-DIA| SECX1203ZEFR-WD| O 1240 | 3.18 6 QHE4000
TMD4400I (Wiper)
EGDA4400
WDCN42ZFR-DIA| SDCX1203AFEFR-WD O 1220 | 318 | 4.9 EMD4403R]-S32
DPD15
YDEN1505PDFR-D () 1270| - 5 |(for roughing)
EDPD15
(for roughing)
R _ DPD15 (Wiper)
YDEN1505PDFR-WD ( 12.70 4.5 EDPD15 (Wiper)

S|ooL NgOd Pue qod



434) PCD and PCBN Tools

All-Diamond Tipped Mills

m For high-speed and high-precision face milling of
aluminium alloys

Rake angle: A.R. + 8.5° R.R. + 5.0°

L I Max. cutting depth: 5 mm
Jd X Right hand (R) shown
Cat. No Stock | No. of Dimensions (mm) Weight |Mounting
T R | L |inserts | gD oD1 od F E a b (ko) details
DAD15080R/L-E 4 80 90 27 40 26 7 12.4 1.4 P 339®
DAD15100R/L-E 4 100 110 32 40 28.5 8 14.4 2.4 )
DAD15125R/L-E 6 125 135 40 63 32 9 16.4 3.6 P 339®
DAD15160R/L-E 6 160 170 40 63 29 9 16.4 5.5 '
DAD15200R/L-E 8 200 210 60 63 38 14 25.7 8.9 P 3390
DAD15250R/L-E 10 250 260 60 63 38 14 25.7 14.6 '
DAD15315R/L-E 12 315 325 60 63 38 14 25.7 24.0 P. 339@
M Inserts
8.84
ﬁﬁl
T\ .
q wDﬁ:&qz |.
& o
Right hand (R) shown Right hand (R) shown
Cat. No. Grades Stock Cat. No. Grades Stock
YDEN1505ADFR-D O YDEN1505ADFR-WD O
YDEN1505ADFL-D DX140 YDEN1505ADFL-WD DX140
M Replacement parts
No. Description Parts Cat. No. W Cautionary Points in Use
: @ To avoid danger of
Insert lock -
@ | Insert loc |.ng \.Nedge FW304R/L-D unbalanced revolution, the
@ | Locator adjusting wedge FW325R/L-D TAC mill should not be used
(3 | Screw for preventing wedge from flying out | BHM615-GT in a state of reduced number
Wedge fixing screw (for gD = 80) FDS-8ST-18 of inserts.
© Wedge fixing screw (for oD > 80) FDS-8ST @ Use the cutter within the
K] (® | Adjusting wedge fixing screw FDS-8ST-18 maximum revolutions written
'g Right hand (R) shown " &1\ oo To7T on the cutter body.
4
G M Standard cutting conditions @ When using the cutter at
o - Cutter dia. lower cutting speed than
g Work materials | Grades @D (mm) 80 | 100 | 125| 160 | 200 250 | 315| 355 | 400 1500 m/min, the balance
a Max. cutting speed 4000 quality of the arbor and
& [ Auminium alloys | DX140 L L toolholder should be
it (DI | revatione (o) 16000‘12700‘10200‘ 8000 ‘ 6400 ‘ 5100 ‘ 4000 ‘ 3600 ‘ 3200  prepared within class G16.
Cutting depth ~5
ap (mm) @ When installing the inserts,
Feed per tooth 0.05 ~ 0.28 )
ft (mm#t) . . recommended clamping
Aluminium alloys Max. cutting speed N torque for the wedge fixing
si>13% | M Ve mimi 200 ~ 500 screw is 980 N-cm.

¢ No. of revolutions n (rpm) = Cutting speed Vc (m/min) X 1000 <+ 3.14 =+ Cutter @ (mm)
¢ Table feed Vf (mm/min) = n (rpm) X Feed per tooth ft (mm/t) X t (No. of inserts)

Features Reference Technical information
P. 298 ~ 302 guide P. 476 ~ 479



All-Diamond Tipped Mills

TAC PCD Mill (435
y

For high-speed and high-precision square
shoulder milling of aluminium alloys

od Rake angle: A.R. + 8.5° R.R. + 5.0°
b
k | | ©
\ w
[T
® -1
0 m
b Max. cutting depth: 7 mm
2 Right hand (R) shown
Cat. No Stocked | No. of Dimensions (mm) Weight |Mounting
T R | L | inserts oD d E F a b (kg) details
DPD15080R/L-E 4 80 27 26 40 7 12.4 1.2 P 339®
DPD15100R/L-E 4 100 32 28.5 40 8 14.4 2.2 )
DPD15125R/L-E 6 125 40 32 63 9 16.4 3.6 P 3390
DPD15160R/L-E 6 160 40 29 63 9 16.4 5.2 )
DPD15200R/L-E 8 200 60 38 63 14 25.7 8.2 P 3390
DPD15250R/L-E 10 250 60 38 63 14 25.7 13.4 )
DPD15315R/L-E 12 315 60 38 63 14 25.7 22.5 P. 3390
M Inserts
9 15925 568
\300 o)
0.17 )
Ao i 2
P:\ "
[\_ N
a =
) 5
Right hand (R) shown ‘_5/7\ Right hand (R) shown
Cat. No. Grades Stock Cat. No. Grades Stock
YDEN1505PDFR-D DX140 ® YDEN1505PDFR-WD DX140 ®
B Replacement parts
No. Description Parts Cat. No.
@ | Insert locking wedge FW304R/L-D
(@ | Locator adjusting wedge FW325R/L-D
(® | Screw for preventing wedge from flying out BHM615-GT
Wedge fixing screw (for oD = 80) FDS-8ST-18
® Wedge fixing screw (for gD > 80) FDS-8ST
(® | Adjusting wedge fixing screw FDS-8ST-18 o
Right hand (R) shown 8
(® | Wrench T-27T S
S
B Standard cutting conditions %
Work materials |Grades | Cutter dia. D (mm) | 80 | 100 | 125 | 160 | 200 | 250 | 315 | 355 | 400 623
e Max. cutting speed Vc (m/min) 4000 3'
o
jE % Si<12% DX140 Max. No. of revolutions n (pm) 16000 [12700 | 10200| 8000 | 6400 | 5100 | 4000 | 3600 | 3200 o
E, T (T-DIA) Cutting depth ap (mm) ~7
< Feed per tooth ft (mm/t) 0.05 ~ 0.20
Si>13% Max. cutting speed Vc (m/min) 200 ~ 500
¢ No. of revolutions n (rpm) = Cutting speed Vc (m/min) X 1000 < 3.14 =+ Cutter @ (mm)
e Table feed Vf (mm/min) = n (rpm) X Feed per tooth ft (mm/t) X t (No. of inserts)
Features Reference Technical information

P. 298 ~ 302

guide

P. 476 ~ 479



436 ) PCD and PCBN Tools

All-diamond Tipped TAC Endmills

For high-speed and Rake angle: A.R. +7° R.R. 0°
precision milling

od

o]

£2 21

M Specifications

Insert locking Locator Screw for preventing | Wedge fixing |Adjusting wedge

Dimensions (mm) wedge adjusting wedge| wedge from flying out screw fixing screw Wrench

No. of

Cat. No. Stock inserts | gD | @d | £1 | 82| L % % EI:D ii’l'.l iill‘ll GDZ’

EDPD15050R/L 3 50
EDPD15063R/L 4 63

32.0| 80 | 35| 115/FW304R/L-D|FW325R/L-D|BHM611-GT| FDS-8SST | FDS-8SST T-27

M Inserts
Roughing |

9 a0
~0.17

15.925

4.5

12.41

~
Al
o

Right hand shown Right hand shown
Cat. No. Standard grade | Stock Cat. No. Standard grade | Stock
YDEN1505PDFR-D DX140 o YDEN1505PDFR-WD DX140 o

M Standard cutting conditions
Cutter diameter (mm) 50 63
Cutting speed Vc (m/min) 500 ~ 3100 |500 ~ 3900
Feed per tooth ft (mm/tooth) 0.05 ~ 0.2
Cutting depth ap (mm) ~7

¢ No. of revolutions n (rpm) = Cutting speed Vc (m/min) X 1000 =+ 3.14 -+ Cutter g (mm)
e Table feed Vf (mm/min) = n (rpm) X Feed per tooth ft (mm/t) X t (No. of inserts)

M Guidelines for selecting cutting speed and feed

Aluminium alloys (Si < 12%) Aluminium alloys (Si > 13%)
(Grade: DX140 (T-DIA)) (Grade: DX140 (T-DIA))

40001

500

30001 400
300
20001
200

1000 100+

Cutting speed Vc (m/min)

0

PCD and PCBN Tools
Cutting speed Vc (m/min)

1 1 1
0.1 0.2 0.3 0.1 0.2 0.3
Feed per tooth ft (mm/t) Feed per tooth ft (mm/t)

@ Wet cutting is recommended.
® Dry cutting is also possible. But chip control and obtainable surface integrity are inferior to wet cutting.



PCD Endmills (437
Y S

DEB1 OOO (T-DIA Endmills)

M Features

o Provide superior wear resistance and longer tool life in machining
non-ferrous metals and non-metals compared with carbide

endmills.
® Less tendency to develop a built-up edge allows to produce ex-
cellent and accurate surface finish.

% @ The center cutting edge allows plunging.
S =1
@ Aluminium alloys, copper alloys and other non-ferrous metals

® Non-metals such as glass-fiber plastics, epoxy resin, carbon, arti-
ficial marble and hard rubber.

B Specifications

Grade Dimensions (mm)
Cat. No.
DX140 oD od 21 22 L
30° DEB1040 O 4.0 6 3.5 32 45
7 DEB1050 o 50 | 6 | 35 | 35 | 50
9 a I N = DEB1060 O 6.0 6 3.5 35 55
5 ILI/ | 5 DEB1070 70 | 8 5 37 | 55
o ‘ ' DEB1080 o 8.0 8 5 37 55
- \ L DEB1090 9.0 10 5 40 60
DEB1100 O 10.0 10 5 40 60
DEB1110 O 11.0 12 5 45 65
DEB1120 O 12.0 12 5 45 65
M Cutting conditions
For finishing ap < 3D, ae = 0.1 mm
Work materials Aluminium- und Copper alloys Set the protrusion length as short as
Ve (m/min) 120 ~ 180 possible. Reduce number of
3 i N f i revolutions and table feed in order to
m 0. on E%g_%tlons Vﬁa(m%f/err?i?l) prevent chattering when the
4 12000 protrusion length is long.
Use the machine with high rigidity.
5 9600 Adjust the number of revolutions and
6 8000 120 the table feed according to the
8 6000 situation of use (cutting depth or
10 4800 machine rigidity etc.)
12 4000 100
M Practical examples
Work material Aluminium alloy (AC4B-T6) SiC-whisker reinforced aluminium alloy g
Endmill DEB1060 (g6 mm) DEB1100 (210 mm) S
Cutting speed Vc (m/min) 68 113 3
Feed f (mm/t) 0.1 (360 mm/min) 0.05 (180 mm/min) g
. o
Cutting depth ap (mm) 2 1 >
Cutting width ae (mm) 3 6 o
After machining for 20 min under above conditions, 3—,
Result both the surface finish and accuracy of the work | After machining 12.6 m under above conditions,
esults were good. Surface roughness of Rmax = 1.62 | the flank wear was VB = 0.05 mm.
um was attained.

¢ No. of revolutions n (rpm) = Cutting speed Vc (m/min) X 1000 <+ 3.14 <+ Cutter g (mm)
e Table feed Vf (mm/min) = n (rpm) X Feed per tooth ft (mm/t) X t (No. of inserts)



438) PCD and PCBN Tools

Grinding of T-DIA Tools

1. Comparison of grindability 2. Comparison of obtainable edge sharpness for fine and
coarse grained grades o
(Magnification: 600x)

- Or DX120
£ oo
S 50 |
o
@ 40
©
S 30+
[
G 20+

10

DX140
DX120 DX140 DX160 DX180
Grinding machine Diamond tool grinder : '
L o
Vitrified bond P T e T e L el SRR T
Grinding wheel | Cup-type diamond wheel ':r"" e LA b "r T hl o
#800/1000, 150 As the grain size is finer, the grindability and ground-
- edge sharpness are improved and burr-free and
Workpiece Material: Four grades of T-DIA better surface is attainable.
Ground surface area: 64 mm?
No. of revolutions 1600 rpm
Grinding time 6 min

B Standard regrinding method

T-DIA grades DX160, DX140, DX120
Grinding machine Highly rigid universal tool grinder
Grinding wheel

Type Diamond wheel

Bond Vitrified bond

Grain size Rough grinding: #400 ~ #600

Finish grinding: Finer than #1000
Concentration 100 ~ 125

Grinding conditions
Grinding speed 900 ~ 1200 m/min
Oscillation cycle | 30 ~ 60 cycle/min

e Generally, prehoning is not necessary.

e Cautious points

Notes ¢ Use constant flood coolant.

¢ A loaded or glazed wheel must not be used.

¢ Always dress the wheel and keep fresh edges.

PCD and PCBN Tools



TAC Inserts T-CBN (PCBN) “QB-Mini” (439
y

H Excellent in hard machining up to 65 HRC
CBN in economic multi-cutting edge design

- Uncoated

- PVD coated

- Solid CBN

o

BX90S
The robust Solid CBN grade for extreme
roughing operations

BX310 / BX330 / BX360 / BX380
Uncoated CBN

Extremly wear resistant up to robust,
with economic multi-cutting edge design

4
@

BXC90
Coated Solid CBN grade for extreme

BXC30 / BXC50
PVD coated CBN

For increased tool life and improved surface

qualities

H TAC inserts PCBN
Best suitable for finishing to roughing of cast irons and difficult-to-cut materials

The specific features of the BX cut-
ting grades provide for precision
machining at extremly high cutting
speeds (V¢ > 300 m/min) for continu-
ous up to interrupted cut

roughing operations

. . Cutting depth|  Cutting e Grade selection
Work material Operation ab )] Vo bepdiy | T (mm/rev) |axato]axsn axaen axos excan B0 | BAaen [exced axean
Hardened steel | CONtinuous cut 0.03~0.25 | 150~250 | 0.05~0.20 @ | O ® O
55 - 65 HRG | Interrupted cut 0.03~0.25 | 150 ~200 | 0.05 ~ 0.20 Ol @ 0
heavy interrupted cut| 0.03 ~ 0.25 | 120 ~180 | 0.05 ~ 0.20 ol o )
B ted cut C M€ 0,03~ 0.50 | 600 ~ 1200 | 0.05 ~ 0.30 ole
Sintermetals . .
SintD30 | continuoustointer 49 650 | 150~ 400 | 0.05 ~ 0.30 ol e
Sint D39 rupted cut
Note: @ First choice O Second choice
B TAC inserts PCD
Best suitable for high-speed finishing of light alloys
Work materials Operations Cutting depth | Cutting speed | Feed f Grade selection §
ap (mm) Ve (m/min) | (mm/rev)| px4120 | DX140 | DX160 | DX180 | g
Aluminium alloys (Si < 12%) 0.05 ~1.0 1000 ~ 2500 | ~0.2 O °® 2
Aluminium alloys (5112 ~ 18%) 0.05~1.0 400 ~ 800 | ~0.2 o ° 0 o
Copper, brass 0.05 ~ 1.0 500 ~ 1500 ~0.2 O L4 2
Phosphor bronze o 0.05 ~ 1.0 300 ~ 500 ~0.2 O o §'
Carbon, graphite | "'oMY 0 05~ 1.0 300 ~500 | ~0.2 ® e o »
Fiber-reinforced plastics 0.05~1.0 500 ~ 1000 ~ 0.1 L4 O
Plastics 0.05 ~ 0.5 500 ~ 1000 | ~ 0.05 o e
Cemented carbide (D40 ~ D50) 0.05 ~ 0.2 10 ~ 20 ~0.05 ¢} o ®
Pre-sintered ceramics 0.05 ~ 0.2 100 ~ 150 ~ 0.1 O ®

Note: @ First choice O Second choice




440) PCD and PCBN Tools
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B Negative inserts - Multi-corner type (straight-lined one-wall recess for tip holding)

ST Cat. No. Stocked grades c:tgt.iz; Dimensions (mm) Apz:gzlzg:z;AC
edges | od s od1 re a
4QP-CNGA120404 [ N 04| 23
4QP-CNGA120408 [ N 08 | 2.2
4QP-CNGA120412 ( N 1.2 | 21
4QP-CNMA120404W O 4 11271476516 04| 23 ADEM
4QP-CNMA120408W O 08 | 2.2
4QP-CNMA120412W O 1.2 | 21
2QP-CNGA120404-L O
2QP-CNGA120404 e e e oe 04| 23
T2QP-CNGA120404 O
2QP-CNGA120404-H O|O
2QP-CNGA120408-L O
2QP-CNGA120408 ® e e e oe
T2QP-CNGA120408 O o 1271476516 08| 22 A D P M
2QP-CNGA120408-H OO ’ ) )
2QP-CNGA120412-L O
2QP-CNGA120412 ® e e e oe 12 | 24
2QP-CNGA120412-H OO
2QP-CNMA120404W O 04| 23
2QP-CNMA120408W O 08 | 2.2
2QP-CNMA120412W O 1.2 | 21
4QP-DNGA150404 [ JK 04| 25
4QP-DNGA150408 [ X J 4 |12.7/476|/516| 0.8 | 2.1
4QP-DNGA150412 [ N 12 | 1.8 A.D. P M
4QP-DNGA150604 [ N 04| 25
4QP-DNGA150608 ( N J 4 112.7|6.35|5.16| 0.8 | 2.1
4QP-DNGA150612 ( N 12 | 1.8
2QP-DNGA150404-L O
2QP-DNGA150404 e e e e e 04| 25
2QP-DNGA150404-H O|0O
2QP-DNGA150408-L O
2QP-DNGA150408 ® 0 060 C e e 2 127|476|/516| 0.8 | 2.2
2QP-DNGA150408-H O|0O A.D. P M
2QP-DNGA150412-L O
2QP-DNGA150412 O|0|0|0|0|0|0O 1.2 | 2.0
2QP-DNGA150412-H OO
2QP-DNGA150604 ( 2N 2K K J o e 04| 25
2QP-DNGA150608 ® 00 o ®@® 2 127|6.35|5.16| 0.8 | 2.2
2QP-DNGA150612 ® 00 o ( 2K ) 12 | 2.0
4QP-SNGA120404 [ X J 04 | 24 A, D, P
4QP-SNGA120408 [ X J 4 112.7|4.76|5.16| 0.8 | 24 M, E
4QP-SNGA120412 [ X J 1.2 | 2.4 | Boring toolholder
P, M
2QP-SNGA120404-L O
2QP-SNGA120404 00 e e e 04 | 24
2QP-SNGA120404-H o]0 A D,P
2QP-SNGA120408-L O M, E
2QP-SNGA120408 ® 00 e e e 2 127(476|/516| 08 | 24
2QP-SNGA120408-H OO0 Boring toolholder
2QP-SNGA120412-L O P M
2QP-SNGA120412 ®e6 e e e 12 | 24
2QP-SNGA120412-H OO
Cutting data Reference Grades
\ P. 443 guide P. 462 /

@ : Standard stock in Europe O :

Standard stock in Japan



TAC Inserts T-CBN (PCBN) “QB-Mini” (441

y
Stocked grades No. of Dimensions (mm) ’
Shape Cat. No. cutting Applicable TAC
edges| od | s |ech | rc | a | toolholder
6QP-TNGA160404 { 2N J 04 | 2.2 ADPM
6QP-TNGA160408 o0 6 |9.525/4.76|3.81| 0.8 | 1.9 E,W
6QP-TNGA160412 [ 2N J 1.2 | 1.6 | Boring toolholder
M,P
3QP-TNGA160404-L O
3QP-TNGA160404 ( JK 2K 2K BEGIN I J 04 | 22
T3QP-TNGA160404 O
3QP-TNGA160404-H o0
3QP-TNGA160408-L @) A, [E)’ \llj\,/M’
3QP-TNGA160408 0 00 O ee 3 9525476|3.81| 08 | 2.0 ’
T3QP-TNGA160408 o Boring togiholder
3QP-TNGA160408-H o0 ’
3QP-TNGA160412-L O
3QP-TNGA160412 ( 2K 2K 2K BEGIN I J 1.2 | 24
3QP-TNGA160412-H o0
4QP-VNGA160404 ( 2N J 04 | 3.1
4 19.525|4.76 | 3.81
4QP-VNGA160408 (X J 0.8 | 2.2
M
2QP-VNGA160404-L O
2QP-VNGA160404 o0 e e O ee 0.4 | 3.1
2QP-VNGA160404-H 0|0 M
2 19.525|4.76 | 3.81
2QP-VNGA160408-L O
2QP-VNGA160408 { JE 2K JK JEean J( ) 0.8 | 2.2
2QP-VNGA160408-H olo
6QP-WNGA080408 @ @ 6 |12.7|4.76 516 | 0.8 | 2.2
A, D,M
Boring toolholder P
3QP-WNGA080408 ojojojojojolo] 8 |127/476|516 08 |22 |
Boring toolholder P
@ : Standard stock in Europe
About catalog numbers of multi-corner type O : Standard stock in Japan

T-CBN inserts

1. The sign (-L or -H) at the end of catalog number
shows the size of honing angle.
® 2QP-CNGA120408-L —>» Small honing angle
Wear resistance priority
® 2QP-CNGA120408 —> Standard honing angle
® 2QP-CNGA120408-H —» Large honing angle
Impact resistance priority
2. T at the beginning of catalog number shows
10-inserts packing.
Example: T3QP-TNGA160408

Sjool NgOd pue qod




442) PCD and PCBN Tools
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W Positive inserts - Multi-corner type

Cat. No.

Stocked grades

No. of

Dimensions (mm)

Applicable TAC

Shape cutting toolholder
edges od S od; Ic a
2QP-CCMW060202 © © © 02| 23
6.35| 238 | 2.8
2QP-CCMW060204 © © © © O|0| 2 04| 23
2QP-CCMWO09T304 © ©® © © OO 04 | 23 S
9.525| 3.97 | 4.4
2QP-CCMWO09T308 © © © © 08| 2.2
2QP-DCMW070202 © © © 02 | 2.7
6.35|2.38| 2.8
2QP-DCMW070204 © © © © o0 04 | 25
2QP-DCMW11T302 (@ (@ (@ |® 2 02 | 2.7 S
2QP-DCMW11T304 © © © © (ORE®) 9525/ 397 | 44 | 04 | 25
2QP-DCMW11T308 © © © © 0.8 | 21
2QP-SPMN090304 o0 O 04 | 24
2 19.525/ 318 | —
2QP-SPMN090308 (ORE®) O 08 | 24 C
Boring
- toolholder C
) 3QP-TPMN110302 o0 o0 02| 23
9 ¢+ | 3QP-TPMN110304 OO0 O|lO| 8 |635|318| — | 04 | 22 c
S 3QP-TPMN110308 (ORE®) OO 08| 19
3 )
3QP-TPMN160304 ol|o o|o 04 | 2.2 Boring
5 3 19.525/ 318 | — toolholder C
3QP-TPMN160308 o0 o0 0.8 | 2.0
3QP-TPMW080204 © © © © (] 3 |476|238| 23| 04 | 22
3QP-TPMW090202 ([ BN J ([ 02| 23
3 | 556|238 25
3QP-TPMW090204 (© © ©® © o 04 | 22
3QP-TPMW110202 © ©® © © (] 02| 23
3 |635|238| 2.8
3QP-TPMW110204 © © © © ([ 04 | 22
%ﬁ .. | 3QP-TPMW110302 @® O O |O o0 02| 24 Bofing
T 3QP-TPMW110304 © © © © ® ® 3 (635|318 34 | 04 | 2.2
{ONE| [118 [sap-TPMW110308 |@ @ @ | @ o0 0.8 | 20 | toolholdersS
s 3QP-TPMW130302 © © © © ([ 3K J 02| 24
3 | 794|318 | 34
3QP-TPMW130304 © ©® © © (BN J 04| 22
3QP-TPMW16T304 © © © © ([ BN J 04 | 22
3 19.525/ 397 | 44
3QP-TPMW16T308 O 08 | 1.9
3QP-TPMW160404 © © © © (] 04| 22
3 19.525| 476 | 44
3QP-TPMW160408 © ©® ©® © [ 08 | 2.0
2QP-VBMW110304 (@ O | O |O O 04 | 31
£ 2 1635|318 2.8
— ‘" 2QP-VBMW110308 (@ O O |O O 08 | 22 S
@ Bl = mmgel
G ° | 2QP-VBMW160404 © © © © 0.4 "
2 |9.525| 4.76 | 4.4 2.2 Boring
2QP-VBMW160408 © © © © 0.8 toolholder S
v 2QP-VCMW160404 (ORE®) O 2 19525476 | 44 | 04 | 2.2
o\ S
« \ gé Boring
s toolholder S
@ : Standard stock in Europe
O : Standard stock in Japan
Cutting data Reference| Grades
\ P. 443 guide P. 462 /




TAC Inserts T-CBN (PCBN) “QB-Mini” ( 443
-y

H Standard cutting conditions

Grade Work material and applications Cytting spesd | Feed f (mm/rev)| Culting depth | yse of coolant

BX310 High-speed continuous to light interrupted cutting 100 ~ 300

BXC30 Medium to high-speed, continuous to light

interrupted cutting

BX330 Hardened [Medium to high-speed, light to heavy interrupted

BX360 steels cutting 50~200 ~0.2

BX380 Medium to high-speed, heavy interrupted cutting

BXC50 High-speed continuous to interrupted cutting 50 ~250

BX450 Sintered  |For gasoline engines (Plunging and traversing) 50~120 00

BX480 metals  [For diesel engines (Plunging and traversing) 30~80 e

650 Sintered metals for structure parts ;88 ~ ?ggo ~ 82 ~ 05 Possible
G ti Conti to int ted cutti = T

rey cast irons (Continuous to interrupted cutting) 300~ 1200 0.3

BX930 Ductile cast irons 100 ~ 500 ~0.3
Roll steels 30~200 ~0.5
Difficult-to-cut materials (Nickel-based and titanium alloys) 70~300 ~0.2
Grey cast irons (Light to heavy interrupted cutting) 300~ 1000 ~0.3

BX950 VSR for diesel engines (Plunging and traversing) 30~80 ~0.2
Sintered metals 70~200 ~0.3
Thermal sprayed metals 30~230 ~0.3
Roll steels 30~200 ~0.5

VSR : Valve seat ring

Notes in use:

1. For interrupted cutting, dry cutting is recommended.

2. QB-Mini inserts should be used for finishing at a cutting depth up to 0.5 mm.

@ : Standard stock in Europe
O : Standard stock in Japan
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~444) PCD and PCBN Tools
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M Positive inserts - Single-corner type

No. of

Type Shape Cat. No. Stocked grades cutting Dimensions (mm) Applicable
BX310/BX330 BX360 BX380|BX850 BX930BX950| ggoes | @d | 5 | och | o | a toolholder
a Q-CCMW060202| ® | ® 02|26
re [[N\80° \, |Q-cCCMWO060204| ® | @ | @ 1|28 28 s
g ! 5 |Q-CCMW09T302| @ | @ 02|26 S
A R Q-CCMWO09T304 © | @ | @ 1 |9525/3.97| 4.4 [0.4 | 25
Q-CCMW09T308 @ | @ | @ 08| 2.4
Q-CPMW060202| ® | ® 1 635|238 25 0225
Q-CPMW060204| ® | @ | @ 0.4 25
Q-CPMW090302| ® | @ 0225
Q-CPMW090304| ® | @ | @ 1 |9525/3.18| 4.4 | 0.4 | 2.5
Q-CPMW090308| ® | @ | @ 08|24
Q-DCMW070202| ® | ® 1 635038 250223
Q-DCMW070204| ® | @ | @ 0.4 2.1
Q-DCMW11T302/ @ | @ | @ 0223 s
Q-DCMW11T304 @ | @ | @ 1 (95253.97| 4.4 [ 0.4 | 2.1
Q-DCMW11T308 @ | @ | @ 0.8] 2.3
Q-TPMW080204 ° 1 |476|2.38/ 2.7 [ 0.4 | 2.2
Q-TPMW090202 o s 556238 25 0224
Q-TPMW090204 o 0423
§ Q-TPMW110202| @ | ® 0224
< Q-TPMW110204| @ | ®  ® 1 |6.35/2.38| 3.4 [ 0.4 | 2.2
£ Q-TPMW110208| @ | @ | @ 0.8 20
< b Q-TPMW110304 @ | @ | @ 1 l6as|318] 2 | 04122 Bomng
s }1%. Q-TPMW110308| @ | ® | @ 0.8 ] 2.0
7~ Q-TPMW130302 | ® | @ 0224
"~ |Q-TPMW130304| @ ® | @ 1 |7.94/3.18/ 3.4 0.4 |23
Q-TPMW130308 | @ | @ | @ 0.8 | 2.0
Q-TPMW16T304 o) 1 |9525/3.97| 4.4 [ 0.4 | 2.3
Q-TPMW160404 © | @ | @ 1 losos aze a4 |04]23
Q-TPMW160408 | @ | @ | @ 0.8 2.0
& *\: | Q-SPGN090304 o o 1 losos| 318 — | 04|28 .
g ] ﬂ 7~ | Q-SPGN090308 o o 0.8 |28 poig
b Q-SPGN120304 ) 0.4 | 2.8 | toolholder C
od | IS | Q-SPGN120308 o o 112713180 — Foglos
%ﬁrc o | Q-TPGN110304 o o 1 l635/318 — 04122
\ ~ | Q-TPGN110308 o o 0.8]22 c
E CHTHET L bl Bd 1 |osos|3.18| — [04 123 | Rerne o
sk Q-TPGN160308 o o 0.8 2.0
a Q-VBMW110204 | @ | @ 0.4 3.1
“ _1» [Q-VBMW110208 | @ | @ 1112238/ 28 Mg 55
(0,73 'é Q-VBMW160404 | @ | @ | @ 0426
Q-VBMW160408| @ | @ | ® 1]95254.76| 4.4 T8 55

Cutting data

Referencel

N\

P. 443

Grades

guide

P. 462

/

@ : Standard stock in Europe
O : Standard stock in Japan




TAC Inserts T-CBN (PCBN) “QB-Mini” ( 445

y
H Big PCBN inlay
Stocked grades Dimensions (mm) Applicable
Type Shape cat No- BX330 | BX360 | Bx850 |ed | s |od | I | a toolholder
TNGA160402-QBN O O 3.81| 0.2 | 4.4 A,D,P
TNGA160404-QBN ° ° O |gsps|476/3:81/ 04| 42 M, E, W
TNGA160408-QBN ° [ O 3.81| 0.8 | 4.0 | Boring toolholder
TNGA160412-QBN ° ° O 3.81| 1.2 3.7 M, P
TNGN160402-QBN O — 02|44
TNGN160404-QBN ° [ O lgeos|g 76l — | 0442 (Cutting edge syle: Fand &
TNGN160408-QBN [ ) [ ] @) — | 0.8 | 4.0 | (cutting edge style: F and G)
TNGN160412-QBN ° ° O — 12|37
SNGA120402-QBN O 5.16| 0.2 | 4.1 A D,P
SNGA120404-QBN ® ) O 1970476 5.16| 0.4 | 4.1 M, E
SNGA120408-QBN () [ ) O 5.16| 0.8 | 4.1 | Boring toolholder
SNGA120412-QBN ® ) @) 5.16| 1.2 | 4.1 M, P
SNGN120402-QBN O — 02441
w [ SNGN120404-QBN ° ° O |inols7el— 10441
g o SNGN120408-QBN [ [ O — | 0.8 4.1 C
2 Lod | s SNGN120412-QBN ° ° O — [12] 441
o o 1800 CNGN090404-QBN O — 0438
'137 - a% CNGN090408-QBN O 95250476~ 05 38
g UL
CNGA120402-QBN O 5.16| 0.2 | 4.1
CNGA120404-QBN ° ® O |1p7]4765:16/ 0440
CNGA120408-QBN ® ) ) 5.16| 0.8 | 3.9 A,D,BEM
CNGA120412-QBN [ () O 5.16| 1.2 | 3.9
DNGA150402-QBN ° 5.16| 0.2 | 4.3
DNGA150404-QBN O O |15 7]47/2:16] 04| 4.1
o 1 - DNGA150408-QBN @) @) 5.16/ 0.8 | 3.8
@\.UF% DNGA150412-QBN O O 516/12]34 | o\,
Slpgre DNGA150602-QBN 5.16| 0.2 | 4.3
s DNGA150604-QBN ° [ 127635516/ 04 | 4.1
DNGA150608-QBN [ [ ] 5.16| 0.8 | 3.8
DNGA150612-QBN () [ ] 5.16| 1.2 | 3.4
TPGN110304-QBN O — 04137
%ﬁm L% | TPGN110308-GBN O 6.35 — o835
UW TPGN160304-QBN O 818 o440 c
| 3ol TPGN160308-QBN o 9.525 — 08|40
(2]
5 —rc . | TBGNOG0104-15-GBN | ® ° — 0456
£ ® [ TBGN060108-15-GBN | @ ° 89711991 g5
q>) 3 . . 3
g Al Ll 5
oL SPGN090304-QBN @) — 0441 o
SPGN090308-QBN O 9.5%5 — 08|41 C §
SPGN090312-QBN O 348 — |1.2] 41| tooholderc | Z
SPGN120308-QBN O _losl a1 3
SPGN120312-GBN 0 12.7 — 12| a1 3
@ : Standard stock in Europe
O : Standard stock in Japan
Cutting data Referencel Grades
N P. 443 guide P.462  /




~446) PCD and PCBN Tools
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H Big PCBN inlay

Stocked grades Dimensions (mm) Applicable
T Cat. No.
i Shape a e BX330 | BX360 | BX850 | od | s |eodi | f. | a toolholder
TPGA090202-QBN O 5 56 3210231
w TPGA090204-QBN O ' 0 gl 32104129
5 TPGA110202-QBN O ~®13.0]02 39
2 ls | TPGA110204-QBN O 6.35 3.0 04|37 _
° 1'%, | TPGA110302-QBN O ' 3.0 02|39 | Manusedfr
i /" | TPGA110304-QBN O 3.0 | 0.4 | 3.7 |formerpositive rake
S TPGA160302-QBN O 3.18[ 4.0 | 0.2 | 4.4 | TACtoolholder
TPGA160304-QBN O 9.525 400442
(With Tungaloy standard hole)) TPGA160308-QBN O 40108140
5 TPGW090202-QBN O 5 56 25(02]33
2 TPGW090204-QBN O ' 5 gl 2510432
é’g TPGW110202-QBN O 6.35 71 28]02]39
(] .
g‘g“ ]. | TPGW110204-QBN O 2.8 | 0.4 | 8.7 | 5 ypeTAC boring
q>) "(;)' _i-% . TPGW130302'QBN O 794 3 18 34 02 3.9 toolholder
£9 ~/+ | _TPGW130304-QBN O ' "°134|04)|37
£ — | TPGW16T302-QBN O 44102 4.4
£ TPGW16T304-QBN O 9.5253.97| 4.4 | 0.4 | 4.2
® TPGW16T308-QBN O 4408 4.0
W Solid PCBN
Stocked grades Dimensions (mm) Applicable
Type Shape Cat. No. Accuracy
BXCO0 | BX90S od s [ toolholder
S-CNGN090308 a O 9505 | 348 | 08
e 80° S-CNGN090312 O 1.2
CNMN090308 M O 9505 | 318 | 08
9 CNMNO090312 0 1.2
S-CNGN120408 G O 12.7 476 |08
S-CNGN120412 O 1.2
CNMN120408 M O 127 476 | 08
CNMN120412 O 1.2
] S-RNGN090300 G O 9595 | 318 | —
QU RNMN090300 M O
Q
] S-RNGN120400 G O 127 476 | —
z RNMN120400 M O
g S-SNGN090308 a O 9505 | 318 | 08
= S-SNGN090312 O 1.2
] SNMN090308 M O 9505 | 318 | 08
] i SNMN090312 0 1.2
[} C
@ S-SNGN120308 G O 12.7 348 | 08
< 5 I S-SNGN120312 e 1.2
> Q
= X SNMN120308 M O 127 348 | 08
> SNMN120312 O 1.2
=2
S-SNGN120408 a O 197 476 | 08
S-SNGN120412 O 1.2
SNMN120408 M O 127 476 |08
SNMN120412 O 1.2
S-TNGN110308 a O 6.35 314g | 08
r S-TNGN110312 O 1.2
TNMN110308 M O 6.35 34g |08
- TNMN110312 O 1.2
G L S-TNGN160408 5 O 9525 | 476 | 08
S-TNGN160412 O 1.2
TNMN160408 M O 9525 | 476 | 08
TNMN160412 O 1.2

Note: BX90S available with specific micro geometry.

@ : Standard stock in Europe

O : Standard stock in Japan




Grinding PCBN ( 447
¥y

@ For grooving

Cat. No. E“i%'?g Max&gggvmg Dimensions (mm) Applicable toolholder
8.0 R L D w G
XGR/L6310S-QBN 1.5 1.0 | 25
XGR/L6315S-QBN | O 2.3 1.5 | 25
XGR/L6320S-QBN | O 3.0 20 | 3.2
~ XGR/L6325S-QBN | O 38 | 25| 39| SX20ARLD
XGR/L6330S-QBN | O 4.5 3.0 | 4.6
XGR/L6335S-QBN | O 5.3 35 | 54
Right hand shown XGR/L6340S-QBN | O 6.0 40 | 6.1
XGR/L6345S-QBN | O 7.0 45 | 6.1
Grinding of PCBN
@ Method of Regrinding
Grade PCBN PCBN
Grinding machine Universal tool grinder
Grinding wheel
Type Diamond wheel
Bond Resinoid bond
Grain size For roughing: #240 ~ #400
For finishing: #600 or finer
Concentration 100 ~ 125
Grinding conditions
Grinding speed 900 ~ 1200 m/min
Oscillation cycle 30 ~ 60 cycle/min

Method of prehoning
Use a #1000, resinoid bond hand stick.
Honing specifications:

Notes 0.1 mm X (-15° ~ -25°)

e Cautionary points in grinding

¢ Use flood coolant.
e Use a sufficiently dressed wheel.
¢ Do not use a glazed or loaded wheel.

S|ooL N9Od Pue a0d




448> PCD and PCBN Tools
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All-CBN Tipped

Mills

High-speed and high-precision
finishing of grey cast irons

od

b

Rake angle: A.R. + 5.5° R.R. -3°

Jid

S . 30
o
© . £
T = _
oD - Max. cutting depth: 1.0 mm
oD1 z Right hand (R) shown
Cat.N Stock | No. of Dimensions (mm) Weight |Mounting
a o R|L linserts| oD | oD od E F a b (kg) | details
QPP15080R/L-E 4 80 84 27 26 50 7 12.4 1.1
QPP15100R/L-E 6 100 | 104 32 28.5 63 8 | 14.4 21 | P3390
QPP15125R/L-E 6 125 129 40 32 63 9 16.4 3.7
QPP15160R/L-E 8 160 | 164 40 29 63 9 | 16.4 53 |P339®
QPP15200R/L-E 10 200 204 60 38 63 14 25.7 8.3
QPP15250R/L-E 12 250 | 254 60 38 63 14 | 257 | 135 P3390
QPP15315R/L-E 14 315 319 60 38 63 14 25.7 22.6
QPP15355R/L-E 16 355 359 60 38 80 14 25.7 33.4 P 3390
QPP15400R/L-E 18 400 404 60 38 80 14 25.7 43.3
M Inserts M Replacement parts
15.875 g Parts
3%\ ) No. Description Cat No.
o (@ |Insert locking wedge FW304R/L-D
— (@ |Locator adjusting wedge FW325R/L-D
" < % (3) |Screw for preventing wedge from flying out | BHM615-GT
EJJ/ J." o Wedge fixing screw (for @D = 80) | FDS-8ST-18
Right hand (R) shown \ Wedge fixing screw (for D > 80) | FDS-8ST
Cat. No. Grades Stock ®/ éﬁ (® |Adjusting wedge fixing screw | FDS-8ST-18
YPEN1505PPTR-Q BX950 () Right hand (R) shown - |Wrench T-27T

B Standard cutting conditions

Work materials

Insert grade  |Cutting speed Vc (m/min)

Feed per tooth ft (mnm/t)

Cutting depth ap (mm)

Grey cast irons
(GG25 ~ GG35)

BX950 350

~ 2000

0.1 ~0.25

0.1 ~1.0

* No. of revolutions n (rpm) = Cutting speed Vc (m/min) X 1000 + 3.14 <+ Cutter o (mm)
¢ Table feed Vf (mm/min) = n (rpm) X Feed per tooth ft (mm/t) X t (No. of inserts)

Features

@ Note: Dry cutting is recommended.

Highly efficient and accurate machining capability

Rz < 3.0 um, Rmax < 6.0 um

Pl Provided with adjusting mechanism for all the inserts
¢ Attainable axial runout: Within 5 um

¢ Inserts are regrindable

%l Superior resistance to centrifugal force
Even when using at speeds as high as 2000 m/min, inserts are

firmly locked and free from any movement or looseness.






