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Chain Headway was established in 1991 and
quickly began extensive, international research
and development programs. By 2010 we received
many awards, including Taiwan Excellence and
Golden Pin Design. By focusing on cutting edge
solutions, our brands have consistently increased
productivity, profits, and competitiveness for our
customers. Our service strategies will work for
you. Chain Headway is ISO 9001 certified to
ensure that ease of communication, customer
specifications and satisfaction will be achieved
with every client. We undertake a strict testing
process for all our products and services. It is
important to us that Chain Headway can offer a
variety of complete product lines and support.
Your Trust is Our Pride. Chain Headway's
professional team serves our clients with

‘\l- enthusiasm, knowledge, and efficiency, which has
'l\' D built our reputation as a trusted partner and
reliable resource around the globe.
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With over 22,000 products, Chain Headway is able to
customize production to suit any of your manufacturing
needs. Our specialists are trained to identify and
integrate your tooling systems in order to optimize
production. At Chain Headway, we offer cutting-edge
solutions and innovative products that will help your
company succeed in an ever-changing industry.
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PRECISION INSERT SERIES

* Antiabrasive
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* Heat resistant
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* Durable
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High-End _
Manufacturing

@ STABLE PRODUCTION
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e HIGH EFFICIENCY

e HIGHLY ACCURATE

GRINDING
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e WELDING PRECISION I
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e HIGH RESOLUTION
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e MAXIMUM OPTICAL —
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QUALITY:IMPECCABLE

With so many cutting-edge products, such
as arbors, holders, cutting tools, inserts,
and accessories, our attention to detail is
second to none. We undertake a strict
testing process for all our products and
services. It is important that Chain
Headway can offer a variety of complete
product lines and support from cordial,
friendly specialists. In order to achieve our
mutual goals, it is imperative to help
clients with their needs and be ready to
communicate and assist at any time.

FIND MORE
CUTTING EDGE SOLUTIONS
WWW.CHMT.COM.TW
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DISCOVER THE SUPERIOR FINISH AND PRECISION OF
OUR PCD SERIES OF INSERTS. WITH MAXIMIZED

REMOVAL RATES AND IMPROVED CYCLE SPEED,YOU
ARE SURE TO BE MORE PRODUCTIVE IN LESS TIME.

MATERIAL : AL6061-T6
EXTERNAL : TNMG 160404 PCD

MATERIAL : AL6061-T6

EXTERNAL : TNMG 160404 PCD

INTERNAL : DCGT1 1T304 PCD
INTERNAL : TBGTO60104 PCD

S : 2000rPM S : 2700REM

F : 0.08MM/REV €L
F :0.12MM/REV

RA : 0.406uM
RA : 0.16uM



Pﬂ” DIAMOND
INSERT

SERIES

S

MATERIAL : AL6061-T6
EXTERNAL : VCOGT160404 PCD
INTERNAL : DCGT1 1T304 PCD
S : 2300RrRPM

' F :0.1MM/REV /_|—|/E\|—|\

RaA : 0.183uM o
MATERIAL : AL6061-T6
-] EXTERNAL : VCGT160404 PCD
S : 2300RrRPM

F :0.1MM/REV

RA : 0.485uM
—_—
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MATERIAL : AL6061-T6

EXTERNAL : VCGT160404 PCD /_,—@—,\
< S : 2300RrRPM 9]
—— F : 0.1MM/REV
@ RAa: 1.016uM -



BE Elf 5 BEFAZE Tolerance (mm)

Angle| Graphics BE BE NEEES
H | regiarnexsgon O Height (mm) Thickness (mm) | Inner circle diameter ($d)
O | LB 135 O A +0.005 +0.025 +0.025
P | EBBE  |108° O F + 0.005 +0.025 +0.013
S | JEPF. |90 L] REE | B C +0.013 +0.025 +0.025
T | ZRRv 600 A Code |Relief angle H +0.013 +0.025 +0.013
C 80° A 3° E +0.025 +0.025 +0.025
D 55° B 5° G +0.025 +0.13 +0.025
E EHy 75° C 7° +0.005 ~
Rhombus J +0.005 +0.
F 50° L7 D 15° 0.025 +0.13
M 86° E 20° +0.05 ~
K + 0. + 0.
\Y} 35° F 25° 0.013 0.025 +0.13
Y %@jﬁ 25° | <> G 30° +0.05~
_Polygon L +0.025 +0.025
w| 7EF s A N 0° +013
L| Bp% oo [ P 11° v +0.08 ~ ‘043 +0.05~
A 4T 85° (0] other +0.18 +0.13
Ut °
B Parallﬁgram 82 L7 N +0.08 ~ +0.025 +0.05 ~
K 55° \ / +0.18 - +0.13
R et — O +0.13 ~ +0.08 ~

= U +0.13
© MHREZEE Shape code +0.38 +0.25

O 1744352588 Screw hole code ® /K7 -—
5% | 3L | FLEOMSRR | BRFEHE 70N o Inner circle
Code |Hole | Hole shape b%r;iﬁer Code | Size | Code | Size Eeolﬁ gg (EZ%%Z TérIIZE : ; Code S\:ze E%ﬁ T’:Srllzé diameter
N | g, 3 | S— ) w— 03 |397 | 03 | 4.0 06 | 6.9 | 04 | 4.8 3.97
R | no —_ ' ?EA 0 D G4 04 (476 | 04 | 4.8 08 | 82| 05| 58 4.76
F e ws [ 9 |[05] 5| —| - |—|—|—|—|—|—|—|—|—=|—|=|=| >
A =3 ® I O/ 05 |556 | 05 | 56| 03 | 3.8| 09 | 96| 06 | 6.8 5.56
M hoe LEEETO | [fo6| 6 | —| —|—|—|—|—|—|—|—=|—|=|—|=1—1 s
G um [ 06 |635| 06 | 65| 04 | 43| 11| 11| 07 | 7.8 | 11 [11.2 6.35
W _— hﬁolgeL ﬁ% ] Y/ 07 |794| 08 | 81| 05 | 54| 13 |13.8| 09 | 9.7 7.94
T |hole| 40°~60° naioges L 1L /| [fO8] 8 | —| —| — | —|—|—|—|—|—|—|—|—|—|— 8
Q Ejg ﬁ‘é 1] 09 |9525| 09 |9525| 09 | 9.7 | 06 | 65| 16 |16.5| 11 [11.6| 16 [16.6| 16 |19.7| 9.525
u 40°~60° |potes|  E1(] 0 | 10| — | —|—|—|—|—|—="|—|—"|—|—|—|—|— 10
B g1 | B oy [f2| e == ==]=]=]=]=]=1=]=[=1]— 12
H 70260 ¥ T iy | | 12 [127] 12 [ 127 | 12 [12.9[ 08 | 87 | 22 | 22 | 15 [15.5] 22 [22.1 12.7
C EE ﬁ% [ 15 |15875| 15 |15875| 16 [16.1| 10 [10.9| 27 |27.5| 19 |194 15.875
hole e g
J 70°~90° |poires| 1L 6| 16| — | — | — | — | — | —|—|—|—|—|—|—|—|— 16
X | — — — — 19 |19.05| 19 |19.05| 19 [19.3| 13 | 13 | 33 | 33 | 23 |23.3 19.05
20 20— = ==1=-1=1=1=1=]=]=]=]—=] 20
22 |22225| 22 |22.6 38 [38.5| 27 |27.1 22.225
5 25 | — | | ===/ ==/ =]=]<=]=]= 25
25 |25.4| 25 | 254 | 25 |25.8 44 | 44 | 31 | 31 25.4
31 |31.75| 31 [31.75| 32 |32.2 55 | 55 | 38 |38.8 31.75
| - = === =[=]=T=1=]=1= 32
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DESIGNATION OF TURNING INSERTS

(unit : mm)
Hig WEEER (0d) BsFAE SE (MBI Th ks
REE Inner circle diameter (& d) Tolerance Height (M) Tolerance ickness (mm)
Inner circle | K.L.M.N #& (grade)| U #&(grade) |J.K.L.M.N #& (grade)| U #& (grade) ol [ ]
6.35
+ 0. + 0. + 0. +0.1
9.525 0.05 0.08 0.08 0.13 HOWQ WID
12.7 +0.08 +0.13 +0.13 +0.2 ®) O R O
O B BE
19.875 £0.1 £0.18 £0.15 +027 | P Code Thickness(mm)
19.05 S |:| 8; ;22
25.4 +0.13 +0.25 +0.18 +0.38 :
3175 TA T2 2.78
3 +0.15 +0.25 +0.2 +038 |C.E.M QA REEEE 03 3.18
- Inner circle diameter(¢d) T3 3.97
REEEE (¢ d) BHAE BE a4
Inner circle | Inner circle diameter (¢ d) Tolerance height (m) :
05 5.56
6.35 +0.05 + 0.1
9.525 - - 06 6.3‘51
12.7 £0.08 £0.15 D [T V7
09 9.52
15.875 +0.1 +0.18
o 0 —~. | | O
6.35 (=g y
+0.05 +0.16 N BEEiCHR
0525 — —

04
04

08 T
08 T

© 7052 &3 Cuting Edge Condition

EIHIZDARE
Cutting Edge

2N
Shape

KRBEIA

ECER
Code

LIHITSE

Cutting direction

bl

Direction

ECER B
Code Chip breaker code

Rough cutting

=ao)[C ]
AR Middle cutting

Sharp cutting
edges

KIRERIA
Round cutting
edges

BHHIEE

B
&
EtDEIE

Chamfere
Wil rou&1
cutting edges

/

N

cotg caaes [/
N

|54
Code
F
00 0.03
02| 02 E
04 0.4
08 0.8
12| 12 WT
16 1.6
20 2.0
24| 24 s
28 2.8
32 3.2

oRg
Intermediate

WBoE
FO1 | Finish cutting
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Graphics Cutter length (£)

s [
5| 3L |SLERHR | R <
Code | Hole | Hole shape | Chip breaker
N | o Rl e ﬁ
R | No - Singgﬁe%ded [ — U [PE—
F hole Bo@ﬁjss IZ:Z' L =
W & | R | o B® BE
Hole No R O Code |Thickness (mm)
°~60° | BB 1 Ay
T 40°~60 Slnglgismed }47>\ 02 2.38
Q R, [ 1] 03| 3.18
U|# | ws | BB, I a O T3 | 397
= meolL K | D — 04| 476
H 70°~00° _|Singloded| L1 17 L 06| 6.35
C A3l ol 1] /7
Hole
J 70°-90° | po S SRR Al /71
X | — — _ —
YD RECHE () [BEECH
- 3 Cutter length code Thickness code

(1SO)

(ANSI)

RZARESE Shape code BEPRmECER
- . — Relef angle code © $EEECER Accuracy code (mm)
Graphics

[ DRUEBBHFRE ‘ EEBAE REEEREAE

Relief angle Code r-angle tolerance Thickness tolerance Inner circle diameter tolerance

H R @R O
g esagon c| 7 A +0.005 +0.025 +0.025
S e e L] D| 15° C +0.013 +0.025 +0.025
T | reaiartnge 50° A E| 20° E +0.025 +0.025 +0.025
E LB 75 [T F| 25° & +0.025 +0.13 +0.025
5 o7 G| 30° H +0.013 +0.025 +0.013
5 == o0 | N 0° K +0.013 +0.025 +0.05~+0.13
R Pl 11° M| +0.08~%0.18 +0.13 +0.05~+0.13
A | Paifdo: 0 N| +008~+0.18 +0.025 +0.05~+0.13
R _F‘{_Frﬁfi/ —_ O X 2E
wl a8 | O s | O B | pypEEE (00) BRAS TR (mm) BEFAE
i — PISEE | Inner circle diameter (d) tolerance r-angle (mm)tolerance
X e Inneraide | KLMNR ()] UR@ate) | MN(gade) | UR(@ae)
Y | Lsizsioe 35° L 6.35
pecial graphics + + + +
> o525 +0.05 +0.08 +0.08 +0.13
12.7 +0.08 +0.13 +0.13 +0.2
15.875
+ + + +
19.05 +0.1 +0.18 +0.15 +0.27
25.4 +0.13 +0.25 +0.18 +0.38
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DESIGNATION OF MILLING INSERTS

| BERRA
Code | Reliefangle
A 3°
S| LIS B | 5 K| LMORE | R
Code | Cutting angle c 7 Code Cutting Edge Shape
Al 45 D 15° E | xmeum
D 60° E 20° Sharp cutting edges
E| 75 F | 25 E BN
F 85° Round cutting edges
G 30°
H 87° S LUHIER
P 90° N 0 T | Chamfered cutting
z Specail =7 EEREHIE 0 e ip breaker code
- S | Chamered with round G SHEDA
Z Specall anguet”]?\g \gégergun RO1 rough cutting
|
CL p | EemRETME MO1|  migdie autting
J/\ oo FOT| o808,

TBEE

BEFSAECSR
e Cutting Edge Condition

Relief angle code

CIHImECEE

Cutting angle code

(10) e 1S BlIECER

Cutting direction Special code

o B 18 . SRR SLECER REEIECHE (o) BERH (7) TRAER
Chlp breaker ~ screw hole code Inner circle code Thickness code r angle code
REEER (mm) 5] BE o] DRERLE
Inner circle diameter (mm) Thickness (mm) Code r angle radius (mm)
3 9.525 2 3.18 1 o 4 (0.397)
HE| et ey
F | Bofh otes A 12.7 = 3 476 2 8 (0.794)
g nch Inch
G Both sides 5 15.875 4 6.35 3 1 2 (1.191)
M | Single-sided 6 19.05 6 9.52 4 1.6 (1.588)
N hj’*; 5 2 o (1.984)
w & NE gl 6 4 (2.381)

BEREITIE

REGRINDABLE TYPE

SEEW120404 - RE

0 18070/ ECsE

9 IEERR

Regrindable type

ISO insert code

BCER LN
Code Shape

PBRERR

RE Regrind type
EfE1ERCR

cB Chipbreaker type
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Poly Crystalline Diamond: £ 5252 A

RREBELEEARETHERUHIM IS BEER
T - & o] AEECAYIH £ RVHE NN T AN &R & i T
(40 : SHIS) - RN - W HI A Er 2 E 14
e KBEREHEBNASEARI  KRASE
SPEsR TN A S P YL G et = P aE =g N 3 =
EB)EGRCHEE LA -

GENERALLY USE ON PRECISION CUTTING

AND SEMI-PRECISION CUTTING, ALS0O USE
ON HEAVY ROUGH CUTTING AND NON
CONTINUOUS CUTTING (LIKE MILLING ETC..).
GOOD PROPERTY ON SOLDERING / SHARPING
AND DUCTILE METAL. STRICTLY SELECTED
SYNTHETIC DIAMOND, POWDER BONDED
TOGETHER BY SINTERING AT HIGH PRESSURES
AND TEMPERATURE, PRODUCED ON A

CEMENTED CARBIDE SUBSTRATE.

BRI RERME - JFEE SR

PCD POLYCRYSTALLINE DIAMOND - NON-FERROUS

- =554 BRASS&BRONZE ALLOYS - S E/Ig EPoxYy RESINS
- WERE S SILICON-ALUMINUM ALLOYS - A# - #57K% Woob,comPouND WooD
- 5% CoPPER ALLOYS - 18812 HARD RUBBER
- $25% MAGNESIUM ALLOY - IWIB % FIBRE GLASS COMPOSITES
- iR 5% ALUMINUM ALLDOYS - P& ceramMics
- FREAS R IEAIXIEES - B ~ AiXEE CArRBON-PHENOLIC
PRESINTERED OR SINTERED - ¥8j8 PLASTIC
TUNGSTEN CARBIDE - 122 GRAPHITE SBAGERE

11



PE” DIAMOND
INSERT

SERIES

» FIE R 41T Grain Size@feature

WINIME =1 HIE ISO i [E] RS EE tIHIZRE
Machining Materials Material Grain size ISO scope Color Hv Vc(m/min)
PCDO010 1um 7000~8000 300~3000
PCD020 2um 8000~9000 200~3000
IR " ] 26
Aluminum&Al Black
PCD100 10um 9000~10000 100~2500
PCD250 25um 10000~11000 50~2000

ME SRh A

Material Features Application

BASNAEBEATENOFNERNIOMA | BESENHHFED - tERRKERKESEMESH
B BARRERAEMAURNERSS - RIAOREMT -

PCDO010 Ultrafine grain structure allows precisely Milling and roughing for aluminum material and
sharpened and durable cutting edges. It's most also can process titanium and titanium alloys and
suitable for mirror polishing. composite material.
sHe2Es . ERNT BEREEEENLY FEFEB—ABML EE&HZ?EEDI ~ ERP -~
HHTE . BHRE - AH - AERHZHTEREENT -

PCDO020 S . . . Finishing for non-ferrous, surface milling for press
Inqeased cobalt Ievels'lmprove processing. It is forming, and face milling for ERP, hard rubber, wood,
suitable for heavy-cutting. and inorganic plates.

FEHEBH—MNT - BEESEm - BEREEREN

- Ty - N BB A2 . - i E

TISHER 10um - ETAARBERGOTIR | oL BIRE - AENL A RERAS
BEOMEENES - il " .

PCD100 R . Processing for non-ferrous, surface milling for shrink-
The average grain size is 10um. It processes high ftti icand . d il
tolerance and wear resistant workpieces. tting ceramic and press fo.rmlng,an fact.e—ml Ing

for ERP, hard rubber, graphite, wood, and inorganic
plates.
SWiEsENT - IBESMENNT BESE - W
_ ; - BHEE R - BEAFAOH - BEES .
FiSHIER 250m - MERBESHERONTS | &' Lo ERAPHOEIL - BEREML - 4
=1 - - .
PCD250 The average grain size is 25um. It processes highly Processing for S|I|con-alum|r}um .
. . alloys, aluminum composite, cemented carbide,
wear-resistant workpieces. . . . . .
and shrink-fitting semi-ceramic; roughing for press
forming, shrink-fitting ceramic, and rock.

» ESHIN0 T 244= Turning cutting data

WNTIHME ISO &5 & =l ch I H) E1H|
Machining Materials ISO scope Fine cutting Middle cutting Heavy cutting
mRiIna®
N Aluminumé&Al ] ( Fﬂlﬂ )

WNIHME ISO &5 & =7l R H) E1H|
Machining Materials ISO scope Fine cutting Middle cutting Heavy cutting

N Aluminumé&Al - ( PCh )

12 | &
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» 67 RtDH#Z4 PGD Diamond insert cutting Standard

NI MITR #RIEE (m/min) #45 f (mm/rev) TIELZEE Ap(mm)
Cutting Materials Cutting Operations Speed(m/min) Feed(mm/rev) Cutting Depth(mm)
ine® Bl Turning 900~3500 0.1~0.4 0.1~0.4
Aluminum
4~8% Sl #Hl Milling 1000~5000 0.1~0.3 0.1~0.3
e =gord B Hl Turning 600~2400 0.1~0.4 0.1~0.4
Aluminum
9~13% Sl #Hll Milling 700~3000 0.1~0.3 0.1~0.3
Had B Hl Turning
f%of’ggr\ﬂ% 400~1260 0.03-0.3 0.05-2.0
(sH - & - =50 #50 Milling
(Copper, zinc, brass)
EHl Turning
*M;I 1000~4000 0.1~0.4 0.1~0.4
K" #:4 Milling
» EhEtE5 %162 Brand grades comparison listing

ME

Materials

€ TR R RE
CHAIN HEADWAY SUMITOMO MITSUBISHI KYOCERA
PCDO010 DA1000 MD230 KPDO0O1 PCD10
PCD020 DA2000 MD220 PCD20
PCD100 DA150 MD220 KPDO0O10
PCD250 DA90 MD205 KPD230 PPCCDD3:(3)?\/I

» I0ZE {51 Gutting Example

0.12

0.10

0.08

3

0.06

0.04 |~

3 wear width

=

3

0.02

@ -OTHER BRAND
(F>-CHAIN HEADWAY

o 500

1000

tNHEIZEE cutting speed(mm/min)

1500

2000 2500

13

MATERIAL : #£§7 Cast aluminum
INSERT : TBGT060102 PCD
S:500~2000mm/min
F:120mm/rev

Ap: 260mm

Ae: 0.1~0.15mm
Ra<3.2um




Gubic Boron Nitride: 17 75 =154

MARABERDERGSE - £l BERAVIK
HrNEEaM - BRRMEME - BAESHEE
MEBFRIMZNE -

WITH CERAMIC BONDED, PRODUCED BY
SINTERING AT HIGH PRESSURE AND HIGH
TEMPERATURE. COMPARED WITH ORIGINAL
ONE, THERE HAS GREATER HARDNESS AND

HEAT RESISTANCE.

5 -"1_.
hllj’

» &AW /] R BRI

MATERIAL FOR INSERT CBN

BEE MK HRCas Pl E

HARDENED FERROUS(HRCA45)

- TEfl TooL sTEEL : (AISI/SAE)

M-2 . M-42 . T-15 . 0O-2

(JI1S)

(SKH9 . -SKHIO - -)

A-2 . D-2: 5-5

(SKD12 . SKD11 . -)

- 5%l ALLoYy STEEL : (AISI/SAE)
10554140 - 4340 - 8620 52100
(JI1S)

(S55C - CM440H : SNCM439 . SNCM22 » S5UJ2)
- = casT IRON

- A¥E# CHILLED CAST IRON

- 1Ei2{=8 HARDENED NI CAST IRON

=SR5% HRC35 Y E
HIGH TEMPERATURE ALLOY(HRC35)

-#HE 5% CoBALT-BASED ALLOY
STELLITE - COLMONEY » WALLEX

-2 H 5% NICKEL-BASED ALLOY

INCONEL + RENE : MONEL : INCOLOY + WASPOLOY

- St ARER

POWDERED METAL WITH MORE COBALT

14

L



€

) RIE R

WINTHME
Machining Materials

‘t Grain size@feature

SEEME
=/| HighHardness
Material

M&E ME ISO g & tIHIZERE
Material Grain size ISO scope Vc(m/min)
CBN250 1um 2400 100~400
CBN300 2um - HXE 2400 100~400

Iron gray
CBN400 3um 2400 800~220

ME

Material

R

Grain size

ISO #5 ]
ISO scope

tIHRE
Vc(m/min)

WINTHE
Machining Materials
FEhe )
K Cast Iron

CBN250

Bxe

Tum i Iron gray

2400 120~1800

ME

Material

HEEh
Features

&M
Application

CBN250

EMEEEEHAERVE - B/ )EERShERNE
R - EHREEMEEEETERENL  XEMSHEAS
HHERERENLIRERRERE - EAZHEHENRTBNE
FEEVE -

CBN 250 is a universally adopted material to improve
abrasion and wear resistance to lengthen the cutter’s life.
The enhanced performance is best for interrupted cutting of
grey and hard cast iron, milling of quenched steel, and in the
machining of most valve seat ring alloys.

BEREEaS

Super-hard sintered alloy

CBN300

RETHTENGESRE U RERSHME - BER
FIEERBIEMNPEREEEESY - £ - BFEM
BIJEMNEY 2 BMEIRRFHNFE - B0l ARSI EREEIRN
kT -

Our improved powder combination and strength makes
CBNS300 the most cutting edge material of this type. It is
suitable for moderate to heavy interrupted turning of all
common hardened steel. It provides an excellent balance of
toughness with crater and flank wear resistance. Also it can
be used for plunge machining of valve seat rings.

SHT IR E 5
Interrupted cutting of hardened
steel

CBN400

BANAEAMNEREEETY - BREEREBIME -
FLEEgEBE LI EMMELEEZERESS - BEZAR
Wy SR EEE -

It is suitable for continuous and lightly interrupted cutting
of automotive industries. Excellent abrasion resistance
makes CBN400 the ideal choice for cold work tool steels and
certain valve seat alloys. It is also recommended for finishing
abrasive high strength cast irons.

BE~

EEEINN T
Continuous~

Light interrupted cutting

15




DIAMOND
INSERT

SERIES

LB

) EBEIN0 T 24= Turning cutting data

WAIME ISO #i[E] 15 Il R H) E1H|
Machining Materials ISO scope Fine cutting Middle cutting Heavy cutting
(__CBN250 )
High Hardness
i Material ( LBN300 )
(__CBNgOD )
K Cast Iron - ( GBN2aD )
|
» &t EIN0 2145 Milling cutting data
WINTHE ISO #5 & =il h ] H) E1H|
Machining Materials ISO scope Fine cutting Middle cutting Heavy cutting
(__CBN25D )
High Hardness
a Material ) ( LBN300 )
(_CBNgOD )
K Cast Iron - ( CBN230 )
I

' EREiA 562 Brand grades comparison listing
& @ TR =R = =Z

Materials

ME

Materials

K

CHAIN HEADWAY sSUMITOMO MITSUBISHI KYOCERA
CBN250 BN250 MB8025 KBN30M CBN160C
CBN300 BN350 MB835 KBN35M CBN160C
CBN400 BN1000 MB810 KBN510 CBNO60K

e LR

CHAIN HEADWAY

CBN250

R

sSuUMITOMDO

BN7000

MITSUBISHI

MB4020
MB730

RE
KYOCERA

KBN60OM

16
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POLYCRYSTALLINE DIAMOND INSERTS

&80 Alloyed Steels

m Kﬁﬂﬂ_ﬂ Stainless Steels

ﬁ%ﬁt Cast Iron

$2 K25 S AluminumsAl
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) PCD EAMERBSSETASHABHELSTMR  BEESSHNMEY  JERSESNSBEMNTL -
PCD CONSISTS OF MICRO-DIAMOND POWDERS BONDED TOGETHER BY SINTERING
AT HIGH PRESSURES AND TEMPERATURE. PCD WITH HIGH WEAR RESISTANCE CAN

PROCESS WITH HIGH SPEED, HIGH EFFICIENT, AND HIGH PRECISION.

T ##4#/E WORKPIECE MATERIAL:IAL606 1

YNEEEJ]ZE ODUTER DIAMETER TOOL HOLDER:WTJNR-2525M-16
{FFAJ]R UsE INSERT:TNMG 160404 PCD

N{KE J]Z2 INNER DIAMETER TOOL HOLDER:S20R-SDJCR-1 1
{FFHJ]R UsE INSERT:DCGT1 1T304 PCD

% (S):2000RPM

#2858 (F):0.05MM/REV

PJHIZ (CuTTING CAPACITY) :

~ < 2 ¥
\ r . ' _.tzr
Mgy J o ‘- \. S
Ra=0.235 Ra=0.294 Ra=0.318 Ra=0.500
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