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ALL YOUR CUTTING NEEDS
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INTRODUCTION TO DIAMOND TURNING TOOLS
SHa)EERME - PCD POLYCRYSTALLINE DIAMOND
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AEiASESE  aBrass & Bronze Alloys A FEHAE

AEpoxy Resins

ADNiREE A Silicon-Aluminum Alloys = | A7 » 85747 aWood , Compound Wood

AfiEE A Copper Alloys ARERE
AEEE® A Magnesium Alloys
ARSE A Aluminum Alloys
ATEIEIEEN S ELS A Presintered or Sintered
i2|dis Tungsten Carbide
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CUTTING CONDITIONS OF DIAMOND AND CBN CUTTING TOOLS
&L 8EB#¥l - CBN CUBIC BORON NITRIDE

TE#H AISI/SAE: &&#i: (AISI/ SAE)

M-2, M-42, T-15, 0-2 1055, 4140, 4340, 8620, 52100

JIS) (JIS)
(S55C, SCM44H, SNCM439,

(SKH9.-,SKHIO,-) 'SNCM220, SUJ2)

A-2,D-2, S-5 s CAST IRON:

KDI2 KD11 .- )ﬁ;%ﬂﬁ?fﬁ% 2 ﬁ@m%i%ﬁ

S S ) Cold energized cast iron and

hard nickel cast iron.

AHard Rubber

AFibre Glass Composites
ACeramics
ACarbon-Phenolic
APlastics

AGraphite

HESE

Stellite, Colmonoy, Wallex
BESS

High cobalt powder metallurgy
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FEATURES OF DIAMOND AND CBN CUTTING TOOLS
A. INCREASED PRODUCTIVITY
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CIHBRE R T 4XFRZE (Stock Removal) 1810
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PNEREREIE DD EFEE -

EEEMR (HRC 4520 1)

ETRE
Feed Speed

LIHIRE
Cutting Speed
IARE
Cutting depth

CIHHE
Cutting Oil
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METALLIC MATERIALS

0.02 - 0.1mm / rev

80 - 120 m / min CBN

0.02 - 0.6mm

ORI ; IBe I REShEE
Dry machining: Use light oil for
aluminum alloy

IEEEmATR
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To maintain proper tolerance for a long time and
upgrade machining accuracy.

With turning to replace grinding.

. To increase cutting speed and chip removal rate for

increased productivity.

. Higher productivity than that of tungsten carbide or

ceramic cutting tool.

. To reduce down time on a highly priced machine.

. ACCURACY

. To reduce damage of metallurgical structure.

. Better finish on extra hard alloy steel workpiece.
. Low wear on cutting edge to maimtain accurate

tolerance for a long time.

. Cutting edge lasts long. No need to adjust or

compensate cutting edge wear during machining
due to minimum wear.

NON-METALLIC MATERIALS

0.2-0.5mm/rev

800 -1200 m / min PCD

0.2-1.5mm

FZTV BT

Dry machining
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FEN TEBBEE L EENETEE
Select feed speed in this range according to your
desired finish of machining surface.

EMEIREL O REUN BT ERE

Select cutting speed out of machine's resonant point.

R EIEARRIME

Depends on material property.

1R TARAFTE

Depends on machining condition.
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CBN PCD
-y 5\& Tk o mm)  [ETsl=lsle
d S r | di % % g % %
TNGA 160402 9.525| 4.76 | 0.2 |3.81 ‘
160404 y 9525|476 | 0.4 |3.81|@|0 e
160408 | < g\ nﬂ 9.525|4.76 | 0.8 |3.81|@|e|e @
220404 | & " AYN iH [1270[476 ] 0.4 [5.16 ole
220408 - [1270] 476 [ 0.8 [5.16[0 |@] @
220412 1270 476 [ 1.2 [5.16]|e [e @]
CNMA 120404 12.70| 4.76 |04 |5.16|e|e @ 0| ®
120408 - ] |1270/476]0.8 |5.16|e|e|e e e
120412 | b @ j 12.70|4.76 (1.2 [5.16] [e|e]e
DNGA 150404 &, 12.70| 4.76 [0.4 |5.16]e o
150408 e i B [1270]476[08 [5.16]e .
150412 m/ Oy s [1270]476(12 [5.16] e
\"-if U
SNGA 120404 2 12.70| 4.76 [0.4 [5.16
120408 | | @ s [1270[476 |08 [5.16[e[e[e]e] e
120412 | SR 'l ["270]276 (12 |516] |e|e|e
- - bl
SNGN 090304 , 9525318 |04 | -
090308 : 9525|318 [0.8 | -
120404 <> H 12.70[ 4.76 [0.4 | -

120408 : - [1270[476 [08 | - [e[e[e] [e
120412 - |1270[476 12 | - ole
CCMW 060202 6.35 23802 | 2.8 S

060204 6.35 | 2.38 |04 | 2.8 S
09T302 2. 3 9.525(3.97 0.2 | 4.4 °
09T304 A I [9525(397(04 [44]e]e .
0oT303| | O . [9525[397 08 |44 [e]e
120404 %m . . " T1270[476 04 | 55
130408 12.70(4.76 | 0.8 | 55 |e|®
120412 12.70[4.76 [1.2 | 55
CDMW 070202 : 63523802 | 2.8 5
070204 N 6.35 23804 [ 28 °
117302 £ 9525 3.97 0.2 | 4.4 s
117304 i 9.525|3.97 |04 | 44 |e|e °
117308 . ' 952539708 44| |e °
VNGA 160404 5 9.525| 4.76 [ 0.4 oo o
160408 (-\ f [9525[476(08 |38 [efe o
szz'/ 2 E:'I_—I
y v i
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/ o = s . CBN PCD
ISO TF5% NER 20 A& (mm) 2lsTsTsl e
gl2(212] 8
. 5 d s ro|di [9f°]°]°]8
TCMW 110202 A B 6.35 [2.38 | 0.2 | 2.8 .
o | o) B [e2m|ez)2
110204 Tal s 6.35 (2.38 | 0.4 [ 2.8 °
TPGX 080202 4761238 ]0.2|25 ®
080204 475(238(04 |25 |e|e® )
080208 476 1238 0.8|25 )
090202 556 (2380.21]3.0 ojeo|e®
090204 . 5 556 1238|104 |30 |e|e|e|e| e
090208 A I 5.56 [2.38 | 0.8 [ 3.0 °
AW
110302 é?l\._____.. 3 Ay [ 6.3513.18 0.2 | 3.5 ®
110304 a s 635|318 (04|35 |e|e|e(0| @
110308 6.35|3.18| 08|35 |e|e|(®|0® @
160304 9525|1318 | 04 |48 |e|e|e °
160308 9.525(3.18|1 0.8 |48 (e|e|@ ®
160404 9.525(4.76 |1 04 | 4.8 L]
160408 9525|1476 | 0.8 | 4.8 ®
SPGN 090302 95251318 0.2 | - [}
090304 9525(3.18|1 04| - |e|e|e@ ®
090308 9525(3.18|108| - |e|e|e® ®
090312 /ég_\_:\ I 9525|1318 | 1.2 | - °
120304 | ‘ £ S 12701 3.18 |1 0.4 | - oo e
"‘T'.'u. \. ‘/J = | -
120308 = L 12701 3.18| 08| - |e|eo|®o|0®| ®
120312 12701 3.18 |1 1.2 | - ® ®
120408 12.7014.76 | 0.4 | -
120412 12701 4.76 | 0.8 | -
SPGX 090304 . /,ﬁ'—x\] ul 9.525|3.18| 0.4 | 4.8 °
I'- \"\ R‘I\I*:J/} . i:- j A "
090308 E:E._\_L-w I-" Ly _ 9.525(3.181 0.8 4.8 ®
WCMW L30202 476 1238|0223 )
L30204 o, > 476 1238|0423
040202 A 6.35 2380228 °
| | 4 F
040204 ﬁ* — ds 6.35 1238 (04|28
06T304 — ¢ . 9.525|3.97 [ 0.4 | 4.4 °
06T308 9.525|1397|08|4.4
TEGX 160302 A B 9.525(3.18 [ 0.2 (4.3 °
- AO) I
160304 % S Y o 9.525|3.18|1 04 | 4.3 ®
F283:
1.CN 100 - {KiEERERLIZEI 1. CN 100 - Low hardness roller cutting
2.CN 250 - ZARIEER SBfE / EnELDE| 2. CN 250 - Heat treatment pot, continuous / intermittent cutting
3.CN 300 - ZAGRIBER ERELIH 3. CN 300 - Heat treatment pot, intermittent cutting
4.CNZ 10 - ZARIEHH SREELH 4. CNZ 10 - Heat treatment pot, High speed continuous cutting
5.CN 500 - &5 S tlHl 5. CN 500 - Cast iron, High accuracy cutting
6.CN 600 - SEFERIELIEI MZASELIH 6. CN 600 - High hardness roller cutting. Heat - resistant alloy cutting.

— R EGREIHI
7. PDM010 - MEFEESEVIEE R MR R IEE B4R 7. PDM010 - High wear - resistance non-iron materials and non-wetallic materials.
8. PDMO002 - Precision machining and alumimum alloy with low silicone coutent.

QPDMOOZ - BENIRENSEZEEE

General simtered part cutting.
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