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I SIME IZE AJ PCD Grade Introduction
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- Excellent surface finishes for
- Aluminum / Copper / Precious Metals / Wood Composites / Plastics
- DIA Average particle size <1 um

t
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- DIA BT 5m / LF0lE, sS85 X2l 50 Letxoz Mg

- High abrasion resistance and fine surface finishes for

- Aluminum Alloys (<14% Si) / Copper Alloys / Graphite and
Graphite Composites

- Wood Composites / Green Ceramics and Carbides

- DIA Average particle size 5 m / General purpose machining for
Aluminum and Copper Alloys
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- General purpose machining for

- Aluminum Alloys (>14% Si) / Metal Matrix Composites / Wear Parts
- Sintered Ceramics and Carbides / Bi-Metals (Aluminum, Cast Iron)
- DIA Average particle size 30 um
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- High abrasion and impact resistance for
- MMC (Duralcan*) / Aluminum Alloys (>14% Si)

- Fiberglass / Fiberboard / Wood Laminates

- DIA Average particle size 30 m + 4,m Bi-modal
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I HI= & Specification

o HEIE 7 & (mm) bll-, L S o
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Shape ISO i d oD1 t R & & 8 B
CCGT060202 31 635 280 238 02 o
CCGT060204 31 635 280 238 04 .
CCGT09T302 41 952 440 397 02 o
CCGT09T304 40 952 440 397 04 o
CCGT09T308 39 952 440 397 08 o
CCGT120404 40 127 550 476 04 o
CCGT120408 39 127 550 476 08 o
CNGA120404 40 127 516 476 04 .
CNGA120408 39 127 516 476 08 .
CNGA120412 38 127 516 476 12 o
DCGT070202 34 635 280 238 02 o
DCGT070204 33 635 280 238 04 .
DCGT11T302 39 952 440 397 02 o
DCGT11T304 37 952 440 397 04 .
DCGT11T308 35 952 440 397 08 o
DNGA150404 39 127 516 476 04 o
DNGA150408 36 127 516 476 08 o
DNGA150604 39 127 516 635 04 .
DNGA150608 36 127 516 635 08 o
SCGT09T304 35 952 440 397 04 o
SCGT09T308 35 952 440 397 08 o
SCGT120404 40 127 550 476 04 o
SCGT120408 40 127 550 476 08 o
SNGA 090304 35 952 440 318 04 o
SNGA 090308 35 952 440 318 08 o
SNGA 120404 40 127 550 476 04 o
SNGA 120408 40 127 550 476 08 o
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I HI= 734 Specification

o A HE 3= 7 2(mm)

$ w = 0
[ = N = B a]
Shape ISO i d oD1 t R & 28 8
TCGT110204 38 635 280 2338 04 o
TCGT110208 35 635 28 233 08
TCGT16T304 38 952 440 397 04 o
TCGT16T308 35 952 440 397 08
TNGA 160404 4.3 9.52 3.81 4.76 0.4 )
TNGA 160408 40 952 38 476 08
TPGT110308 38 635 280 318 04 o
TPGT 110304 35 635 280 318 08
TPGT16T304 38 952 440 397 04 o
TPGT16T308 35 952 440 397 08
VBGT 110302 4.8 6.35 2.80 3.18 0.2 o
VBGT 110304 39 635 280 318 04 o
* T VBGT 160402 52 0952 440 476 02 o
VBGT 160404 4.8 9.52 4.40 4.76 0.4 ®
VBGT 160408 39 952 440 476 08 o

VCGT 160404 4.8 9.62 4.40 4.76 0.4

v D) - VCGT 160408 39 952 440 476 08

VNGA 160404 4.8 9.52 3.81 4.76 0.4

v VNGA 160408 39 952 381 476 08

®: Stock / O: EFIEI(E71&

e
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I E4£1 3 Order Made Tools

Grooving inserts Milling inserts
Radius inserts for copy turning (ex. Alluminum wheel) SPCN, SECN, SFCN, TPCN, TFCN, APKT, APXT / Special blade type
Available groove width Tmm to 5mm

Small diameter boring bite
Optical lens mold core machinning bite
OPC drum bite

higher performance !

longer tool life !
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I =M HALXAH Machining Parameter Guidelines

1| A} X Work Material A &5 V(m/min) 015 f el =(mm/rev), L2l (mm/tooth) A0ld(mm) FH I F Recommandation
220E B3 (14% 0|01 N N N N

PTuminum Alloys (<14% Si) 600 ~ 3000 0.1~06 3.0 PCD-F

220E &3 (15% 1Y) - ~ = g

/:uminum Alloys (>15% Si) S00=700 01-~04 30 PCD-M
5(72)23 /$5/35 i ) ) ;

Copper Alloys / Brass / g'onze 1000 0.05~02 30 PCD-SF
%ﬁiﬁ\”oys 50 ~ 100 0.05 ~ 0.1 ~20 PCD-M

QNS / BoIEAALE ) ) ) ]

l;-ilt-nergla; / Rgnforced Plastic 150~ 10wy it = 0 = b

Vﬁo{)lld ~ 4000 0.1 ~04 - PCD-C
xgea i 10~ 30 ~0.2 ~05 PCD-F / PCD-M
Tungsten Carbide

1 712 Al Application Cases

YRO| 5T &R G YH A YRO| EI| AR g4 IELE LR B
0.D. turning of aluminum pistons Grooving of aluminum pistons Surface milling of aluminum cylinder-
- Work material : 390AI (GD-AI Si 17) - Work material : 390Al (GD-AI Si 17) head face
- Tool : PCD-M / CCGW 120316 - Tool : PCD-F / Three grooving Inserts/set - Work material : GK-Al Si9Cu3
- Machining speed : 730m/min - Machining speed : 370m/min - Tool : PCD-M / Milling head 250mm @,
- Result : 8,000 pistons per cutting edge - Result : 10,000 pistons per tool setup 18 inserts tip

- Machining speed : 3,500m/min
- Spindle speed : 4,460 rev/min
- Result : 40,000 heads per tool setup

FEAMF LY ALy AL
2 ASY | 1080l BT 43

Slot milling / edge conturing glass fiber reinforced plastic composite
- Work material : Glass fiber reinforced plastic composite (40 vol% fiber filled)
- Tool : PCD-F /6 @ and 8 @ Endmill, 2 cutting edges
- Machining speed : 850m/min
- Spindle speed : 45,000rpm
- Result : 800 parts per cutting edge
10 times longer tool life than tungsten carbide endmill

higher performance, longer tool life ! | 09



