RHCNC

Innovative CBN Superhard Cutting Tools

Application
Form | Grade | MachiningMode Workpiece Material Features
Industry
Roughing and Excellent comprehensive performance: K di it
6000 i g. h.g @ Be suitable for grey cast iron, etc. f’:a [:::r ::m
Inishing @ Be suitable for hardened steel, etc. pulieY: !
Excellent impact and wear resistance .
@ Besuitable for roughing high hardness alloy cast- M“‘a”“'g'f‘a"“"'
6500 Heavy roughing iron, gray cast iron, etc. — Pump, Mining ma-
@ Besuitable for roughing high manganese steel, _g = chinery, etc.
FBN etc. s 3
Excellent wear resistance o5 : Brake drum
Roughing and @ Be suitable for roughing and finishing of gray g ‘é’» Brake disc.’
6200 T castiron, etc. & @ Metall |
finishing @ Be suitable for roughing and finishing of high = g staliurgica
hardness alloy castiron, etc. 2 2 roll, ete
®
Excellent impact resistance Big gear, Sle-
Interrupted @ Besuitable for roughing hardened steel, etc. | ¢ o e
8000 " 3 wing bearing
roughing @ Be suitable for roughing surface coated B
material, etc. industry, etc.
Semi-finishing | @ Be suitable for semi-finishing and finishing of hard- Gearindusty,
8300 ot Bearing indus-
and finishing ened steel, etc. try, etc

The Grades and Application Industry of RHCNC
Innovative FBK Superhard Cutting Tools

P Workpiece < i

Form GradJ MachiningMode| "1 P"fP 2% | Foatures | Cutting Speed Cutting

ateria Fluid

(SFM)
Continuous, ) Dry cutting
7515 | interrupted finishing | Gray castiron T | 1969-3937 Wet cutting
; 3_ @ 55
Continuous, Gray cast iron 23 g 1969-3937 o—
FBK | 7525 |interrupted finishing 8 53 Wet cutting
Powder metallurgy] 32 3 ° 295-656
] ®

Continuous, l ;
7535 interrupted finishing Powder metallurgy [ 295-656 Dry cutting
High speed Dry cutting
9545 continuous finishing Hardened steel T 591-984 Wet cutting
Continuous light Ball bearing steel B Dry cutting
9555 interrupted finishing | Cemented steel E _ i A26=ATA Wet cutting

FBK Continuous medium | o\ Lo f—;g %%
9535 | interrupted finishing aC ean{\g‘s '?e S0 3 % 459-722 Dry cutting
and semi-finishing ement steel g™ 8

Continuous hard ¢ | "

9565 interrupted finishing Cemented steel 328-656 Dry cutting

The Grades and Application Industry of RHCNC
Innovative CBN Superhard Milling Cutting Tools

Application . : = Application
Form|Grade | "0 0 Application Fields indiistries
®Be suitable for rough miling, semi finishing milling and finish milling of
‘ gray cast iron.
FEN 6025 HO_UthﬂQ ®Be suitablg for rough miling, semi finishing milling and finish miling of Automobile, Roll
finishing hard cast iron. machine tool, Mould
@ Be suitable for rough miling, semi finishing milling and finish miling of |and other industries
hardened steel.
FBK 7525 Finishing | @Be suitable for finishing milling of hard cast iron and gray cast iron.|

RHCNC

Cutting Edge Expression Method

Single
Chamfering

Double

Chamferings

+
Honing

‘Cutting edge.
Code it

F Sharp cutting
edge condition

E Honing

T Chamfering

@
A —
®]\
@ @ Honing R

(@ chamfering width, 020 0.2mm /
@ chamfering angle, 20 20°

[©)]
@ first chamfering width
@ first chamfering angle @ ® @
@ total chamfering width <>
@ second chamfering angle A

Main function

Sharp cutting edge can help to improve the roughness of the machining surface and is difficult to
produce chatter marks. Because oversharp can cause worse durability, only choose sharp cutting
edge when machine general cast iron and require a high roughness. The sharp cutting edge is often

__used for finishing turning gray cast iron brake discs.

Honing can help to reduce micro-chipping and imprave the integrity of the cutting edge. The
heavier of the honing, the more intact of the cutting edge, the better of the strength, but the cutting
resistance and cutting heat would increase. The heavy honing cutting edge is a better choice,
ifthe system rigidity and machine power are satisfied, orin interrupted cutting machining environment.

The chamfering helps to improve the impact resistance of the cutting edge. Cempared with
S cutting edge, chamfers help to improve the quality of the machined surface and ensure dim—
ensional stability.

The strength of this cutting edge and comprehensive performance are the best, which is widely

UiV DU U

Chamfering
S + applied in CBN cutting tools. Turning hard alloy, cast iron, mostly use S01020, turning gray cast iron
Honing mostly use S02020, turning hardened steel mostly use S01020.
K Double Recommended when processing large cut depth of interrupted turning, it can get better
|chamferings impact resistance performance .
Double _ .
| chamferings Recommended when processing large cut depth of interrupted turning, it can get better
P + impact resistance performance than double chamferings only .
Honing
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Naming Standard

Shapecode | Inserts Shape Angle
S D square 90° . i
£ ‘ Aoy
i A regular tiangle 60° 4 =R £ i ||
A - 1 Lon W
5 L Even sides Qdd sides Inserts with wiper 2
D 55°
E < rhombus 75° hape m 21.C S 'Shape m 21.C S
M a6 code,  (mm) (mm) (mm)  |code| (mm) (mm) (mm)
v 35° A | 10.005 0025 | 0025 | ) 0005 | +005-013| $0.025
w 4 chimb triangle 80°
H O |reguerhesgon|  120° F | 0005 0013 | 0025 | K 40013 | +005-013| $0.025
o O regularoctagon|  135°
C | 10013 0025 | 0025 | L 0025 | 005013 $0.025
P e} eqirpetagn|  108°
L =] rckingle 90° H| 20013 | $0013 | 20025 | M | £008-:018 | 20052013 2013
A 85°
B = paralielogram 82° E | 0025 0025 | #0025 | N | +008-4018  +005-+013| #0025
N/K 55°
& 19 . G | 0025 +0.025 1013 | U | $013-1038 | +008 3025 1013
Insert shape Tolerance

!

Insert side clea-
rance angle

Chip breaker and clamping method

1

Code| Clearance angle With or 2 With or :
P Chip breaker Cod 2 Chip breaker
*——A——I:——~ Gode without hole P Skatch © | without hole P Sketeh
N =7 N without E 1 O I L 0o
{ ) single side ansingle side singleside
A Jo5 R without with chip breaker D H with chip breaker; @
both sides with E
B S s e | L1 | © | oo | "ot | CEO
I onbothsides  [both sides with
C e A without EED 4 chip breaker @
p E " round single side U]j
=TT | straight hole  |with chip breaker i O D
- = [0} roun
D r:‘ bothsides with
- 15 6 chip breaker [:I:[:]
E .l:m- w 40°-60° withowt | U1 O [I
1 1 counter bore = - S concave square
: i 2 single side
F L T onsinglaside | @ ipbreakir lWEN)
G | : s Q | 40°-60° counter |  without =]
bore on both L long strip O D
[¢] others u sides b":‘ s:’“:’"“ =1
chip breaker
Other ciamsingor chip breaker lﬂms‘ the drawing
X and more information need to be provided.

Naming Standard

HCNC

Insert size

Sign optional

Cutting direction or chip breaker form

Cutting edge length Cornerradius
c|Dp]s | T]|Vv]WwW]|R | | e (mm)
incircle il ras  Tem oo | shamor round
insert
— — A ! ﬁ- ‘pl‘ *Thickness is height between the insert floor !
3.97 06 03 and the highest part of cutting edge 02 0.2
4.76 08 04
5.0 05 Thickness Thickness 4
556 09 | 09 05 Code| "(mm) | C0de | (mm) G &
6.0 06
635 | 06 | 07 | 06 | 11 | 11 | 04 | 06 01] 159 | 06 | 635 08 0.8
794 | 08 | 09 07
8.0 08 i 198 | o7 7.94 12 1.2
9525 | 09 | 11 | 09 | 16 | 16 | 06 | 09
13‘3 1 02| 238 |o08| 80 o P
127 | 12 | 15 | 12 | 22 | 22 | 08 | 12 T2 | 258 | 09 | 852 5 54
IEs ) 16 L oY 1 03| 318 |10 100
24 24
120 | 19 13 | 33 2 | 397 | 11| 1111
q 25 2 :
20 1 25 55 = 04 | 476 | 12 | 120 3 32
as 2 05 12.70 X other

5.56 12
Thickness(mm)
h g

Corner radius

Main cutting edge forms

Pyramid or cone bottom

V: pyramid bottom

It can be blank if pyramid angle is 120°

|
@ angle is RCMX120700V
N ‘ .
- angle is RCMX120700V135
a

V means pyramid bottom, 135 means the pyramid angle is 135"
For example: the model of insert with 120°pyramid
It can also be written as RCMX120700V120

But it must be written out clearly if the pyramid angle is not 120°
For example: the model of insert with 135°pyramid

Y : cone bottom

It can be blank if cone angle is 120*

angle is RCMX120700Y

3 7 angle is ROMX120700Y135

Y means cone bottom, 135 means the cone angle is 135°
For example: the model of insert with 120°cone
It can also be written as RCMX120700Y120

But it must be written out clearly i the cone angle is not 120°
For example: the model of insert with 135°cone
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RHCNC

RHCNC FBN Series Solid CBN Cutting Tools

RHCNC

RHCNC FBN Series Solid CBN Cutting Tools

Type Dimension (mm) Standard Grades
cutting
150 L |®ic| s | r | edge FBN6500 FBN 6000 FBN6200 | FBN800O FBN8300
SNMN 090304 9 | 9.525 3.18 0.4 ®
SNMN 090308 9 | 9.525 3.18 0.8
SNMN 090312 9 | 9.525 |3.18 | 1.2 L]
SNMN 090404 9 | 9.525 |4.76 | 0.4 | °
SNMN 090408 9 | 9.525 4.76 0.8 °
i 1 i i 502020
SNMN 090412 9 9.525 4.76 | 1.2 [ ]
I T T T 505020
SNMN 120404 12 | 127 (4.76 0.4 ® ™ ® ®
SNMN 120408 12 | 12.7 |4.76 | 0.8 | 510020 ° ° [} °
SNMN 120712 12 | 12.7 |7.94 1.2 ° ° @ °
SNMN 150704 15 | 15.875/7.94 0.4 ° @ °
SNMN 150708 15 15.875/7.94 0.8 ™ ™ ™
SNMN 201020 20 20 | 10 |20 ° °
SNMN 201024| 20 | 20 | 10 2.4 ° =
Type Dimension (mm) Standard Grades
T cutting .
150 L |®ic| s | r | edge FBNG500 | FBN600O FBN 6200 FBN 8000 FBN8300
RNMN 060400 6 6.35 4.76 0
RNMN 090300 9  9.525/3.18 0 []
RNMN 090400 9 | 9.525 4.76 0 °
RNMN 120400 12 | 127 (4.76 0 ° ° °
RNMN 120600 12 | 127 (6.35 0 L [ L
RNMN 120700 12 | 12.7 |7.94 0 ° [ ] ®
RNNN 150700 15  15.875|7.94 o 502020 ° .
1 ! 505020
RNMN 160700 16 | 16 |7.94 0 | ¢ip000 ° °
RNMN 190700 19 | 19.05 |7.94 0 ° °
RNMN 200700 20 20 |7.94 0 ™ ™
RNMN 201000 20 20 |10 0 ° °
RNMN 250600 25 = 254 |6.35 0
RNMN 250700 25 | 254 |7.94 0
RNMN 251000 25 | 254 | 10 O
RNMN 251200 25 | 254 | 12 0

) 1 »
g! ~
Type Dimension (mm) Standard Grades
T T T Culling T

150 L |®ic| s | r| edge FBNGSOO | FBNGOOD FBN6200 FBN 8000 FBN 8300
ONMN 090404 | 9 | 9.525 4.76 | 0.4 [ [ ° [ °
ONUN 090408 | O | 9.525 4.76 | 0.8 . ®
ONMN 090412 | O | 9.525 4.76 1.2 ° °
ONNN 120404 | 12 | 12.7 | 4.76 0.4 . ° . °
CNMN 120408 | 12 | 127 (4.76|0.8 ° . ° ®
CNMN 120412 [ 12 [ 12.T ‘4.76 [ 1.2 [ ] [ ] [ ] ®
oM 120704 | 12 | 127 |7.94 04| oo ® . ° °
CNMN 120708 12 12.7 794 0.8 [ ] ® e [ ]
ONMN 120712 | 12 | 127 7.94 1.2 . ° . )
ONMN 120804 | 12 | 12.7 | 8.0 |0.4 . ° ° °
ONMN 120808 | 12 | 127 | 8.0 0.8 ° . . ®
ONMN 120812 | 12 | 127 | 8.0 |1.2 ° ° ° Py
CNMN 160708 16 15.875 7.94 0.8 [ ] [ ]
CNMN 160712 | 16 |15.875 7.94 1.2 . °
CNMN 160716 | 16 |15.875 7.94 1.6 . .

X
Type Dimension (mm) Standard Grades
! - cutting

150 L |®ic| s | r | edge FBNG50O | FBNGOOD FBN6200 FBN800O FEN 8300
TNEN1103047 " | 6.35 31504 [ [ [ ] ‘
TNGN110308 | 11 | 6.35 3.18 0.8 [ .
TNGN110312 | 11 | 6.35 |3.18 1.2| 501020 °
TNGN160404 | 16 | 9.25 | 4.76 | 0.4 | 502020 °
TNGN160408 | 16 | 9.25 4.76 0.8 .
TNGN160412 | 16 | 9.25 | 4.76 1.2 °

Fﬂ

Note:® Preference
Cutting edge condition can be customized

Note:® Preference
Cutting edge condition can be customized




RHCNC

RHCNC FBN Series Solid CBN Cutting Tools

RHCNC

RHCNC FBN Series Solid CBN Cutting Tools

Type Dimension (mm) Standard Grades
I - . | cutting | X . - .

150 L |oic| s | r | edge | FBNesoo FBN6000 FBN6200 | FBNBOOO | FBNB300
ROMN 060400 6 | 635 4.76| 0 ' ' ' ' |
RCMN 090400 9 9.525 4.76 0 e
RCMN 090600 9 | 9525 635 0 S$02020 @

ROMN 120600 12 | 12.7 6.35 0 S05020 )
RNN 120700 12 | 127 7.94| 0 |S10020) o
RCHN 150700 15 | 15.875 7.94| 0 °
RCMN 190700 19 | 19.05 7.94 | 0 |
M.
<
I [l
L “ "
Type Dimension (mm) Standard Grades
i . . cutting | . . . "

150 L |®ic s | b edge | FBNE500 FBN 6000 FBN6200 | FBNBOOO | FBN830D
RCMX 060400v| 6 | 6.35 | 4.76 0.8 [ e ' ' ' | e
RCMX 060600V 6 | 6.35 6.35 0.8 . [ | e
RCMX 090700v 9 | 9.525 7.94 1  $02020 . e | e
RCMX 120700v| 12 | 12.7 7.94| 2 s05020 @ e | e
RCMX 151000V 15 | 15.87510.0| 2 | $10020 ° .

RCMX mooov: 19 19.05 :10.0j 2 s20020
RCHX 201200¥ 20 | 20.0 12.0| 2
RCMX 251200V 25 | 25.4 12.0| 2 |
s
[N
| []
L] - > -
Type Dimension (mm) Standard Grades
T { cutting |

150 L |®ic| s | b edge | FBNB500 FBN 6000 FBNG200 | FBNBOOO | FBNB300
RCNX060400Y 6 | 6.35 | 4.76 0.6 ' ' [ |
ROMX060500Y 6 | 635 5.0 0.6 502020 |
RCMX060700Y 6 | 6.35 ‘7.94 0.6 g?gggg
RCMX090700Y 9 | 9.525|7.94 | 1 520020 L[]

ROMX120700Y 12 | 127 7.94 1.2 | e

Type Dimension (mm) Standard Grades
! : | cutting | . .
180 i Dic| s r edge FBN6500 FEN 6000 FBN6200 FBN800O FBN 8300
SCGN 0903047 9 | 9.525 3.18 | 0.4
SCGN 090308 9 9.525 | 3.18 0.8
1 1 T01020
SCGN 090312 9 9.525 | 3.18 1.2
SCGN 090404 9 9.525 |4.76 0.4 .
SCGN 090408‘ 9 | 9.525 ‘4.76 | 0.8 PHZ020 | | L]
SCGN 090412 9 9.525 |4.76 1.2 [ ]
- | pr—
4 .
A S |
Type Dimension (mm) Standard Grades
! . | cutting . :
180 L D ic s r edge FBN6500 FBN 6000 FBN6200 FBN 8000 FBN 8300
DNUN110404 | 1 | 9.525 4.76 0.4 | | (]
DNUN110408 | 1" | 9.525 4.76 0.8 [ ]
DNUN110412 1 9.525 4.76 1.2 S01020 ®
DNUN110604 11 | 9.525 6.35 0.4 | $02020 L
DNUN110608 " 9.525 6.35 0.8 [ ]
DNUN110612 1" 9.525 6.35 1.2 @
s b
Type Dimension (mm) Standard Grades
| cutting . .
180 R b I, S edge FBN6500 FBN 6000 FBN6200 FBN 8000 FBN 8300
STB10K1 4.6 9.2 17 8.0 L] L ]
BL12K1-B | 5.55 | 11.1 17 8.0 $10020 [ ] | | L]
BL14K1-B 6.5 | 13.0 17 8.0 ® L]

Note:e Preference
Cutting edge condition can be customized

Fﬂ

Note:® Preference
Cutting edge condition can be customized




RHCNC

RHCNC FBN Series Solid CBN Cutting Tools

Type Dimension (mm) Standard Grades
T T T | cutting

150 L dic| s r edge FBNE500 FBN 6200 FBNB000 FBN 8300
WNMN 080404 8 12.7 476 |0.4| L ]
WNMN 080408 8 12.7 |4.76 0.8
WNNN 080412 8 | 12.7 4.76 1.2| 502020 e
WNMN 080604 8 | 12.7 6.35 0.4 [ ]
WNMN 080608 8 | 12.7 6.35|0.8 ]
WNMN 080612 8 12.7 |16.35 1.2 [ ]

4 —
)
|
Type Dimension (mm) Standard Grades
1 cutting

150 L @ ic s edge FBNB500 FBN6200 FBN800O FBN 8300
RNMS090600 9 9.525 6.35 L]
RNMS120700 12 12.7 7.94

1 T T 1802020 -

RNMS150700 15 16.8756 7.94 [ ]
RNMS201000 20 20 10 [ ]

Type Dimension (mm) Standard Grades

r T T cutting

180 L @ ic -] r edge FBN6500 FEN6200 FBNB000 FBN 8300
CNMO120704 | 12 ' 12.7 7.94 0.4 L]
CNMO120708 12 | 12.7 | 7.94|0.8 §02020 L]
CNMO120712 | 12 127 7.94 1.2 ®

Note:e Preference

Cutting edge condition can be customized

F’E

RHCNC

— 1
Fobr¥ R
el .
Type Dimension (mm) Standard Grades
cutting - < -
150 L |®ic| s od|r b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
SNGA120402-25 | 12 | 12.7 | 4.76 5.16 0.2 2.5 L ] [ ]
1 ¢ 1 1 ey 101020
SNGA120404-25 | 12 |12.7 | 4.76 5.16/0.4 2.5 | [0, L ] L]
SNGA120408-25 12 | 12.7 4.76 5.16 0.8 2.3 | $s01020 L ] [ ]
SNGA120412-25 | 12 [12.7 | 4.76 5.16/1.2| 2.3 | S02020 [ ] [ ]
i oy 3F I
~
. .
Type Dimension (mm) Standard Grades
i = cutting : - i - .
150 L |@ic| 8 [od| r b edge 7515 | 7525 7535 @ 9535 9545 | 9555 | 9565
CNBA120402-25 | 12 | 12.7 | 4.76 5.15/0.2 2.5 | 144020 ® L ]
CNBA120404-25 | 12 | 12.7 | 4.76 |5.15/0.4| 2.5 | 7102020 & [ ]
ONGA120408-25 | 12 | 12.7 | 4.76 5.15/ 0.8/ 2.3 | $§01020 ® [ ]
CNBA120412-25 | 12 | 12.7 | 4.76 |5.15/1.2| 2.3 | §02020 ® [ ]
Type Dimension (mm) Standard Grades
- - cutting . . . . .
150 L |®ic| s o@d|r edge 7515 | 7525 7535 9535 @ 9545 | 9555 | 9565
TNGA160402-35 16 | 9.525 4.76 3.810.2 2.3 L] L ]
1 ; : 1 —  T01020
TNGA160404-35 16 | 9.525 4.76 3.81 0.4 2.3 — ® [ ]
TNGAT60408-35 | 16 | 9.525 4.76 3.810.8 2.0 | 000 ® [ ]
TNGA160412-38 | 16 | 9.525 4.76|3.811.2 1.7 | cos000 ® [ ]
TNGA160416-38 16 | 9.525 4.76 3.81 1.6 1.5 L ] L ]

Note:® Preference
Cutting edge condition can be customized
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Super Finishing Cutting Tools

Type Dimension (mm) Standard Grades
. r cutting T T T T
150 L |®ic| s |od| r b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 & 9565
WNGAD60402-3S | & | 9.525 4.76 3.81/0.2 [ ] L]
' ¢ . : — 701020
WNGAO60404-35 | 6 | 9.525  4.76 3.81/ 0.4 2.5 [ ] [ ]
WNGAOG0408-3S | 6 | 9.525 4.76(3.81 0.8 2.3 | 7102020 ° [ ]
WNGAOBO402-3S | B8 |12.7 | 4.76 5.16/0.2 2.6 [} [ ]
WNGAOB0404-35 | B | 12.7 | 4.76|5.16/0.4] 2.5 | 501020 | g °
WNGA0B0408-35| 8 | 12.7 | 4.765.16/0.8 2.3 | (0. [} L ]
WNGAOB0412-38 | B [12.7 | 4.76|5.16/1.2] 2.2 [} L
Y’__ v’
{
. [ —
i 4
Type Dimension (mm) Standard Grades
- - cutting T T T
180 L |®ic| s [od|r b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
DNGA110402-28 | 11 | 9,525 4.76 3.81 0.2 2.5 [ ] L]
+ t - 1 — 101020
DNGA110404-25 | 11 | 9.525 | 4.76 |3.81/0.4) 2.5 [ ] L ]
DNGA110408-25 | 11 | 9.525 4.76 3.81/0.8 2.1 102020 ° [ ]
DNGA150402-28 | 15 | 12.7 | 4.76|5.16/0.2] 2.5 @ [ ]
DNGA150404-25 | 15 | 12.7 | 4.76 5.16 0.4 2.5 | 01020 | ¢ °
DNGA150408-28 | 15 (12.7 | 4.76/5.16/0.8 2.1 Si50%6 L ] [ ]
DNGA150412-25 | 15 | 12.7 | 4.76 5.16/1.2 1.8 [ ] ®
1T -
' T
- 4 I~
Type Dimension (mm) Standard Grades
— ; IS cutting : . . b . :
180 L |®ic| 8 [ed| r| b edge | 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
VNGA160402-2S | 16 | 9.525 4.76 3.81/0.2 2.8 101020 [ ] L ]
UNGA160404-25 16 | 9.525 4.76 3.81 0.4 2.8 | 192020 [} [ ]
UNGA160408-28 | 16 | 9.525 4.76(3.81 0.8 2.0 | 501020 ° [ ]
VNGA160412-25 | 16 | 9.525 4.76 3.81/1.2 1.7 | $02020 ] [

® A TH
Type Dimension (mm) Standard Grades
cutting
150 L ic| s |od b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
TPGH090202 | 9 .56 |2.38| 2.5[0.2] 2.2 [ ] [}
TPGH090204 | 9 .56 |2.38| 2.5[0.4] 2.1 [ ] [}
TPGH090208 | 9 .56 |2.38|2.5[0.8]| 1.8 [ ] [ ]
701020
TPGW110202 | 11 [ 6.35 [2.38| 2.8(0.2| 2.2 [ ] [}
TPGN110204 | 11 .35 |2.38| 2.8(0.4] 2.1 [ ] @
TPGH110208 | 11 [ 6.35 [2.38| 2.8 (0.8] 1.8 [ ] [ ]
TPGH110302 | 11 .35 [3.18| 3.3 (0. 2| 2.2 | T02020 [ ] [}
TPGH110304 | 11 [ 6.35 [3.18 3.3 [0.4| 2.1 [ ] [}
TPGW110308 | 11 .35 (3.18] 3.3(0.8( 1.8 L ] [ ]
TPGN160304 | 16 (9.525(3.18 | 4.4 (0.4f 2.1 | o000 [ ] @
TPGH160308 | 16 [9.525(3.18 | 4.4 (0.8] 1.8 [ ] [}
TPGH16T302 | 16 [9.525(3.97| 4.40.2| 2.2 [ ] [}
TPGW16T304 | 16 [9.525(3.97 | 4.4 [0.4| 2.1 [ ] [ ]
502020
TPGW16T308 | 16 525|3.97| 4.4 0.8| 1.8 ° ]
TPGH16T312 | 16 525(3.97 | 4.4(1.2] 1.5 ] [}
TPGN160404 | 16 |9.525|4.76| 4.4]0.4| 2.1 L [ ]
TPGW160408 16 .525|4.76| 4.4 (0.8| 1.8 [ ] [ ]

F
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Super Finishing Cutting Tools
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Type Dimension (mm) Standard Grades
cutting

150 L |®ic| s d|r 2dok

i.c (] 7515 [ 7525 | 7535 | 9535 | 9545 | 9555 | 9565

TCGW090202 | 9 | 5.56 [2.38|2.5(0.2 [ ] [ ]

TCGM090204 | 9 | 5.56 [2.38|2.5(0.4 [ ] [ ]

TCGM090208 | 9 | 5.56 [2.38|2.5(0.8 [ ] [ ]
101020

TOGW110202 | 11 | 6.35 [2.38| 2.8 (0.2 [ ] [ ]

TCGW110204 | 11 | 6.35 | 2.38( 2.8 (0.4 [ ] [ ]
T

TCGW110208 | 11 | 6.35 [2.38| 2.8 (0.8 92020 [ ] @

TCGW110302 | 11 | 6.35 [3.18| 2.8 |0.2 [ ] [ ]

TCGM110304 | 11 | 6.35 [3.18| 2.8 |0.4 o150 [ ] [ ]

TCGW110308 | 11 | 6.35 [3.18| 2.8 |0.8 [ ] [ ]

TCOW16T302 | 16 [9.525(|3.97 4.4 |0.2 [ ] [ ]
502020

TCGM16T304 | 16 |9.525(3.97 | 4.4 (0.4 [} [ ]

TCGM16T308 | 16 |9.525(3.97 | 4.4 (0.8 [ ] [ ]

TCGM16T312 | 16 |9.525(3.97 | 4.4 [1.2 [ ] [ ]

) N
HEDL
T
Type Dimension (mm) Standard Grades
T T cutting T T T T T
180 L |®ic| s od | r b edge 7515 7525 | 7535 | 9535 | 9545 | 9555 | 9565
CCGN060202 6 | 6.35|2.38|2.8(0.2/ 1.9 [} [ ]
T T T T T T01020
CCEN060204 6 6.35|2.38|2.8|0.4/ 1.9 [ ] ]
CCGW050208 6 | 6.35/2,38|2.8(0.8 1.7 ® [ ]
CCGNO9T302-28 | 9 | 9.525)/3.97|4.4 0.2| 2.5 [ ] [ ]
T T T T T T02020
CCGNO9T304-28 9 1 9.5253.97| 4.4 0.4| 2.5 [ ] [ ]
CCGHO9T308-28 | 9 |9.525)3.97 | 4.4 0.8 2.3 [ ] L ]
CCGWO9T312-28 | 9 |9.525 3.97 4.4 (1.2 2.2 [ ] [ ]
CCGW120402-25 12 | 12.7 4.76|5.5(0.2) 2.5 [ ] L ]
CCGW120404-25 12 | 12.7 |4.76 5.5 0.4 2.5 [ ] [ ]
CCEN120408-25 | 12 | 12.7 | 4.76| 5.5 0.8| 2.3 [ ] [ ]
T T T T T T $02020
CCGW120412-28 12 | 12.7 1 4.76 5.5 |1.2 2.2 [ ] [ ]
2
HEt)
s
[P .k =% Jel
Type Dimension (mm) Standard Grades
: r : I 0 cutting : 5 5 : .
150 L ‘ ®ic s od r b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
CPGWO60202 [ ‘ 6.35 |1 2.38|2.8|0.2| 1.9 L ] L
T T T T T T01020
CPGWO060204 6 6.35 |1 2.38| 2.8 |0.4| 1.9 L ] [}
CPGHO60208 | 6 | 6.35 2.38 2.8 0.8| 1.7 L] L]
CPGWO90302-2S 9 | 9.525)3.18 4.4 0.2 2.5 [ ] [ ]
T T T T T T T02020
CPGW090304-25 9 ‘ 9.525/3.18| 4.4 |0.4| 2.5 L ] L]
CPGW090308-28 9 | 9.525 3.18 4.4 |0.8| 2.3 L L]
CPGW090312-2S | 9 |9.525 3.18| 4.4 [1.2] 2.2 [ ] [ ]
T T 1 T T t $01020
CPGWO9T302-25 9 |9.525 3.97| 4.4 /0.2| 2.5 L] L}
CPGWO9T304-28 | ¢ ‘ 9.526|3.97| 4.4 /0.4| 2.5 [ ] [ ]
GPGWO9T308-28 9 | 9.525)/3.97 4.4 |0.8| 2.3
| } | | = 502020 . .
CPGWO9T312-25 9 ‘ 9.525|3.97| 4.4 |11.2| 2.2 [ ] [ ]




iC

RHC

ISO Code of External Holder With Inderable Insert

l,. .II. .IQNQ
T i
£ Y i
Type Dimension (mm) Standard Grades
T — T T | cutting T T T T
180 = \ml.c s od edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
DCGWO70202 | 7 |6.35 | 2.38 (2.8 |0.2| 2.4 [ ] [ ]
I } ] | I | To1020 ! } I I
DCGWO70204 | 7 | 6.35 | 2.38 (2.8 |0.4| 2.4 [ ] [ ]
DCOWO70208 | 7 | 6.35 | 2.38 2.8 0.8 T02020 ] [ ]
DCGN117302-2S| 11 |9.525)3.97 4.4 (0.2 2.4 501020 [ ] [ ]
DCGN11T304-2S | 11 | 9.525 3.97 4.4 (0.4 2.4 [ ] [ ]
! ! : | . ; 502020
DCGN11T308-2S| 11 | 9.525  3.97 4.4 (0.8 [ ] L]
. \ -
i
o \ 4 i )
Y
Type Dimension (mm) Standard Grades
——+ T cutting T T T
150 L }‘DLC s od b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
VCEW110302 | 11 | 6.35 3.18 2.8 (0.2 2.8 [ ] [ ]
| ; 1 1 1 i | 101020 1 1 i
VCGN110304 | 11 | 6.35 | 3.18 2.8 0.4 2.8 [ ] [ ]
VCGW110308 | 11 | 6.35 | 3.18| 2.8 (0.8 2.0 [ ] [ ]
1 T ! | ! : 102020
VCEN110312 | 11 | 6.35 |3.18 2.8 |1.2) 1.7 [ ] [ ]
VCGW160402-25 16 ' 9.525 4.76 4.4 (0.2 2.8 S0 [ ] ®
VCBW160404-25 16 | 9.525 4.76 4.4 (0.4 2.8 [ ] [ ]
VCGW160408-28 16 | 9.525 4.76 4.4 0.8 2.0 502020 [ ] [ ]
VCGW160412-25 | 16 | 9.525 4.76 4.4 (1.2 1.7 [ ] [ ]
e X g
Ly
P, I
Type Dimension (mm) Standard Grades
1 — - - — cutting = - . . . ]
150 |5 \@i.c s ed b edge 7515 | 7525 | 7535 | 9535 | 9545 | 9555 | 9565
VBGW110302 | 11 | 6.35 3.18 2.8 0.2 2.8 [ ] [ ]
1 1 " - " 1 ! T01020 ! " 4 1
VBGW110304 | 11 | 6.35 |3.18 2.8 (0.4 2.8 [ ] [ ]
VBGN110308 | 11 | 6.35 3.18 2.8 0.8 2.0 [ ] L]
I I ] | ! I | T02020
VBGN110312 | 11 | 6.35 |3.18 2.8 (1.2 1.7 [ ] L]
VBGW160402-25 16 | 9.525 4.76 4.4 (0.2 2.8 £01020 [ ] L]
VBGW160404-25 | 16 | 9.525 4.76 4.4 (0.4 2.8 [ ] &
VBGW160408-25 16 | 9.525 4.76 4.4 (0.8 2.0 502020 [ ] [ ]
VBGW160412-25 | 16 | 9.525 4.76 4.4 (1.2 1.7 (] [

P:wam(ypq O %
=7 | |* :
w R |‘-h1-’|
Compound type O
O A T
Tfa 2k
s bk
Lever type E
ol
)| | == | L - =
€ D —h T et
Screw type h=h1
% NS e [P
55° | 35 80755 55° |35
K \ C[ D] K[V
i . 9, Length of cut-
1, Clamping method 2. Insert shape 6. ngrr(::e' et Ty Shankvadt lig:edga
C S K P R 25 25 M 12
1 2 3 4 5 6 7 8 9
3. Type of tool holder 4. Primary clearance 5. Cutting direction 8. Tool holder length
5 . A 32
75° 45 60
|: B 40
T: D <=3 [€ 50
A D 60
B D E
— E 70
90° 90° 107.5° " F 80
<5 R G 90
1 tﬂ B H | 100
P J 110
F G H |
l J ‘ K | 125
93° 75° 95° -7 ! L | 140
¢ ! M | 150
95° L N | 160
J K L \ L P | 170
~l\—15° Q | 180
63° 17.5° 75° D R | 200
~ s | 250
/ T | 300
N Q R = U 350
N
45° 60° 72.5° '_( )_‘ v\: :gg
N J: i v_| 500
\;-“ X Sepcial
S T ¥ length

F




RHCNC Innovative CBN Superhard RHCNC
Cutting Tools Tool Holder Series

45° Tool Holder

A ] L]
Application | | L ¢ = ‘.:.:N
v | v
A A
- 2
v
¥
!‘(
< Ea >
L L1 o
Type/specifications | h1=h2 b L1 L2 f o ‘
CSSNR/L2525P12 25 25 170 | 32 | 32 | YS12M4 §12Y SNMN1204
CSSNR/L3232P12 32 32 200 35 36 YS12m4 s12Y SNMN1207
CSSNR/L3235R15 32 32 200 42 39.2 YS15M4 §15Y SNMN1507
CSSNR/L4040512 40 40 250 40 44.3 YS12M4 s12¥ SNMN1207
CSSNR/L4040815 40 40 250 45 45 YS15M4 §15Y SNMN1507
CSSNR/L4040520 40 40 250 48 46 YS20M4 §20Y SNMN2010
CSSNR/L5050T15 50 50 300 44 55 YS20M4 S15Y SNMN1507
CSSNR/L5050T20 50 50 300 50 58 YS20M4 s20Y SNMN2010

RHCNC :
RHCNC Innovative CBN Superhard
Cutting Tools Tool Holder Series
25° Tool Holder
A L]
Application | ljd :' "
A A
4.) |
o
25! \g
» "
Typelspecifications | h1=h2 b L1 L2 f 0 ‘ E]
CSXNR/L3232P12-25 32 | 32 | 170 | 42 | 35 ysioms | siay SNMN1207
CSXNR/L3232P15-25 32 32 | 170 | 47 | 36.2 YS15M4 S15Y SNMN1507
CSXNR/L3535R12-25 35 35 | 200 | 40 | 40 YS12M4 s12y SNMN1207
CSXNR/L3535R15-25 35 35 | 200 | 40 | 40 YS15M4 S15Y SNMN1507
CSXNR/L4040S12-25 40 40 | 250 | 48 | 45 YS15M4 S15Y SNMN1507
CSXNR/L4040520-25 40 40 | 250 | 53 | 45 YS20M4 s20Y SNMN2010
CSXNR/L5050T15-25 50 50 | 300 | 48 55 YS15M4 S15Y SNMN1507
CSXNR/L5050T20-25 50 50 | 300 | 53 55 YS20M4 s20Y SNMN2010
83° Tool Holder
~ A
E B
Application = < ¥ v
g
L] A
- “ 2 =
v
v
+‘*.
£ L
= — L »
Typelspecifications | h1=h2 @ b L1 L2 f ‘ ‘ D
CSXNR/L3232P12-83 | 32 32 170 | 36 36 YS12M4 s12v SNHN1207
CSXNR/L3540R15-83 35 40 200 35 45 YS15M4 S15Y SNMN1507
CSXNR/L4040S15-83 | 40 | 40 | 250 = 40 45 YS15M4 S15Y SNMN1507
CSXNR/L5050T20-83 50 | 50 | 300 42 55 YS20M4 s20Y SNMN2010

Middle -placed 45° Tool Holder

A A
Application| L_l = [ 1=

& 0

Type/specifications] h1=h2 b L1 L2 f

CSDNN3232P12 | 32 | 32 | 170 48 16 | Ysizw4 | s12Y | SNMN1207
CSDNN4040S15 40 40 250 52 20 YS15M4 S15Y SNMN1507
CSDNN5050T20 50 50 300 @ 58 25 YS20M4 S20Y SNMN2010

F




RHCNC

Arc Tool Holder

RHCNC Innovative CBN Superhard

Cutting Tools Tool Holder Series

RHCNCInnovative CBN Superhard RHCNC

Cutting Tools Tool Holder Series

Tool Holder

Front 75°

Application

R=p

LA

Application| | ,J_ v
R
A A
L v
L B
| — L »
Type/specifications| h1=h2 b L1 152 L ° ‘ Q
CRGNR/L3232P12 32 32 170 40 37 GR12M4 R12G RNMN120400
CRGNR/L3232P15 32 32 170 40 37 GR15M4 R15G RNMN150700
CRGNR/L4040S20 40 40 250 42 45 GR20M4 R20G RNMN200700
CRGNR/L5050T20 50 50 300 42 55 GR20M4 R20G RNMN200700
CRGNR/L5050T20 50 50 300 42 55 GR20M4 R20G RNMN201000
CRGNR/L5050T25 50 50 300 46 55 GR25M4 R25G RNMN251000
Middle-Placed Tool Holder
S {] [
Application| [ |
<> 2
v
I )
‘CI:C_J
Lo
>
Type/specifications | h1=h2 b L1 L2 f “ ‘ @
CRDCN3225P09-A 32 25 170 29 17.2 RCVO09 RO9Y RCGX090700
CRDCN3225P12-A 32 25 170 33 18.8 RCV12 R12Y RCGX120700
CRDCN4040S15-1D 40 40 250 38 27.9 RCV15 R15Y RCGX151000
CRDCN5040T19-1D 50 40 300 45 29.5 RCV19 R19Y RCGX191000
CRDCN5040T20-1D 50 40 300 45 30 RCV20 R20Y RCGX201200
CRDCN5040T25-1D 50 40 300 45 30 RCV25 R25Y RCGX251200

Type/specifications| h1=h2 b L1 L2 f 0 ‘ D
CSKNR/L3232P12 32 32 | 170 40 39 YS12M4 s12y SNMN1207
CSKNR/L3232P15 32 32 | 170 | 45 40 YS15M4 S15Y SNMN1507
CSKNR/L4040815 40 40 | 250 @ 46 49 YS15M4 S15Y SNMN1507
CSKNR/L4040820 40 40 | 250 | 50 50 YS20M4 $20Y SNMN2010
CSKNR/L5050T15 50 50 | 300 | 46 60 YS15M4 S15Y SNMN1507
CSKNR/L5050720 50 50 | 300 | 50 60 YS20M4 S20Y SNMN2010
75° Tool Holder
Application D < \
v
A
€ :
€ 1
~
< L1 >
Typelspecifications | h1=h2 b L1 L2 f o ‘ D
CSRNR/L3232P12 32 32 | 170 | 36 36 YS12M4 s12Y SNMN1207
CSRNR/L4040815 40 40 | 250 45 45 YS15M4 S15Y SNMN1507
CSRNR/L5050T20 50 50 | 300 @ 45 56 YS20M4 $20Y SNMN2010

H




RHCNC

RHCNC Innovative CBN Superhard
Cutting Tools Tool Holder Series

95° Tool Holder

Application | | t_{

Typelspecifications| h1=h2 b L1 L2 f 0 ‘ D

CCLNR/L3232P12 32 32 170 34 36 YC12M4 clay CNMN1207

CCLNR/L4040816 40 40 250 40 45 YC16M4 Ci6Y CNMN1207

RHCNC Innovative CBN Superhard RHCNC

Cutting Tools Tool Holder Series

Middle-Placed Tool Holder

95° External Holder

Application

Application | | L¢

Typel/specifications  h1=h2 b L1 L2 ¥ ’ ° .

CWLNR/L2525M 25 25 150 33 32 GW12M4 w126 WNMNOBO4

Fﬂ

e | - -
4> - 3
v v
A e )
| ¥
< L >
< ] >
Type/specifications | h1=h2 b L1 L2 T " ‘ @
CRDCN3225P09-A . 32 25 170 29 - 17.2 RCV09 - RO9Y - RCGX090700
CRDCN3225P12-A 32 25 170 33 18.8 RCV12 R12Y RCGX120700
CRDCN4040S15-1D 40 40 250 38 27.9 RCV15 R15Y RCGX151000
CRDCN5040T19-1D 50 40 300 45 29.5 RCV19 R19Y RCGX191000
CRDCN5040T20-1D 50 40 300 45 30 RCV20 R20Y RCGX201200
CRDCN5040T25-1D 50 40 300 45 30 RCV25 R25Y RCGX251200
icati | = A
Application t 1 _" ﬁ 4
< > = -
v L]
K A
1 -
v
< L2 >
« L] >
Typelspecifications | h1=h2 b L1 L2 18 a o ‘
CRDNN3232P12 32 32 170 64 |22.35 20° GR12M4 R12G RNMN120400
CRDNN4040S15 40 40 250 80 |27.93| 20° GR15M4 R15G RNMN150700
CRDNN5050T20 50 50 300 99 35 20° GR20M4 R20G RNMN201000
CRDNN3232P12 32 32 170 46 |[22.35| 30° GR12M4 R12G RNMN120400
CRDNN4040S15 40 40 250 57 |27.93| 30° GR15M4 R15G RNMN150700
CRDNN5050T20 50 50 300 70 35 30° GR20M4 R20G RNMN201000

EH




RHCNC

RHCNC Innovative CBN Superhard Cutting Tools

Common External Turning Tool Holder Series for Inserts with Hole

U t e Order example
cﬂ & 1PC TCLNR 2525M12
. 1PC TCLNL 2525M12
l L - *R=Righthand L=Left hand
Dimension (mm) ) =y S .
Type radius — - ek /\»
alb| L |h|f Insert Shim |Shimscrew Clamp |Clampscrew| Spring | Wrench
TCLNR/L 2020 K12 20 | 20 [ 125 | 20 | 25
TCLNRIL2525 W12 25 (.25 150 125 | 52 0.8 |CN. ' 1204 TC1204| B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TCLNRIL 3225 P12 32|25 (170 | 32 | 32 :
TCLNR/L 3232 P12 32|32 (170 | 32 | 40
0
95° WWLNR/L
J i o
cﬂ = L e Order example
1PC WWLNR 2525M08
1PCWWLNL 2525M08
*R=Righthand L=Left hand
Dimension (mm) C =] :
Type radius| (- = @rﬁ it N
a b L h f Insert Shim |Locatingpin| Clamp |Clampscrew| Wrench
WWLNR/L 2020 K08 20 | 20 |125| 20 | 25
WWLNR/L 2525 M08 25 25 (150 | 25 | 32 W
WWLNR/L 3232 P08 32 | 32 |170 | 32 | 40 0.8 N 0804 Mw0804 | MSPS619 |[MCLS2008| MS 06023 | S3L\S4L
WWLNR/L 4040 R08 40 | 40 | 200 | 40 | 40

RHCNC

RHCNC Innovative CBN Superhard Cutting Tools

Common External Turning Tool Holder Series for Inserts with Hole

93° TTJNR/L

" < ©
[ ! 1 1
[E—
T v T
T © i o
cﬂ | 1
U 1
7
o
L L e Order example
= | 1PCTTJNR 2525M16
1PCTTJINL 2525M16
*‘R=Righthand L=Left hand
Dimension (mm) O
Type radius i ] = (9 (;\' - \
a b L h f Insert Shim |Shimscrew| Clamp (Clampscrew| Spring | Wrench
TTINR/L 2020 K16 20 (20 |125|20 | 25
TTINR/L 2525 M16 2525|150 | 25|32 | 08 |TN 1604 TT1603| B40100J | TCLO3 | MS 04017 | SP 608 | S3L\T15F
TTINR/L 3232 P16 32 | 32| 170 | 32 | 40
LLINEE202 Res 8232170 32 40 0.8 |[TN 2204 TT2204 | B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TTINR/L 4040 R22 40 | 40 | 200 | 40 | 50 :
o
75° TSBNR/L
) = .
! It ! | |
X
& /\ f Ord le
750 - e Order examp
~ 1N ~ ‘ ° 1PCTSBNR 2525M12
< s 1PCTSBNL 2525M12
= L . ‘R=Right hand L=Left hand
Dimension (mm) S S
Type radius ’ 1 , = (@ (/\ - \
a b L h f Insert Shim [Shimscrew| Clamp [Clampscrew| Spring | Wrench
TSBNR/L 2020 K12 20 (20 (12520 | 17
TSBNRI/L 2525 M12 25 |25 (150 | 25 | 22 0.8 SN 1204 TS1204| B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TSBNRI/L 3232 P12 32(32(170| 32 | 29

H




RHCNC

RHCNC Innovative CBN Superhard Cutting Tools

Common External Holders For Inserts With Hole

45° TSSNR/L

|

e Order example
1PCTSSNR 2525M12
1PC TSSNL 2525M12
*R=Right hand L=Left hand

@ Only tool holder

2 : o S
e Dimension (mm) Edge ‘ ] \A & \// AN
g b L h f Insert Shim [Shimscrew| Clamp |Clampscrew| Spring | Wrench
TSSNR/L 2020 K12 20 | 20 (125 |20 | 25
TSSNRIL 2525 M12 2525|150 | 25|32 | 0.8 SN 1204 < [TS1204| B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TSSNR/L 3232 P12 32 |32|170 | 32 | 40 r

75° TSKNR/L

o Order example

1 1PCTSKNR 2525M12
ﬁ 1PC TSKNL 2525M12
L L J ‘R=Right hand L=Left hand
® Only tool holder
Dimension (mm) = & A
Type Edge ‘ — i;’ 1 (@ & o~
a|b L h f Insert Shim |Shimscrew| Clamp [Clampscrew| Spring | Wrench
TSKNR/L 2020 K12 20 |20 (12520 | 25
TSKNR/L 2525 M12 2525|150 (25|32 | 0.8 BN 1204 |TS1204| B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TSKNR/L 3232 P12 32|32 170 | 32| 40

RHCNC

RHCNC Innovative CBN Superhard Cutting Tools

Common External Holders For Inserts With Hole

107°30’' TDQNR/L

o Order example
1PC TDQNR 2525M11
1PC TDQNL 2525M11
*R=Righthand L=Lefthand
® Only tool holder

Dimension (mm) RS ) 5 ~
Type Edge (N (@ I Vo N\
a b L h f Insert Shim |Shimscrew | Clamp Clampscrew| Spring | Wrench
TDQNRI/L 2020 K15 20|20 |125|20 | 25
TDQNRI/L 2525 M15 25| 25| 150 | 25 | 32
DN 1506 | TD1504
TDQNR/L 3232 P15 30 |32 | 170 | 32 | 40 0.8 DN 1504 | TD1506 B40100J | TCLO4 | MS 05020 | SP 713 | S4L\T15F
TDQNRI/L 4040 R15 40 | 40 | 200 | 40 | 50
0
93° WTJNRI/L
! . -
| b
C:{l L
- ® -
e Order example
T 1PCWTJINR 2525M16
£ 1PCWTJINL 2525M16
*‘R=Righthand L=Left hand
® Only tool holder
Dimension (mm) A =] S | A
Type Edge [ — i/ E \
a|b| L [h|[f Insert Shim | Locating pi Clamp  |Ck Wrench
WTJINR/L 1616 K16 16 | 16 | 125 | 16 | 20
WTINRILZ020K18 22012520 25 0.8 |[TN_ 1604  MTS1603 MSPS515/CS 06011| MCLS1608 |MS 05026 S3L\S4L
WTJINR/L 2525 M16 25|25 (150 | 25 | 32 ’
WTJINR/L3232 P16 32|32 |170| 32 | 40
WTJNR/L 3232 P16 32|32 (170 | 32 | 40
0.8 [TN 2204 TS2204 MSPS719|CS 06011 MCLS2210 [MS 06028 S3L\S4L
WTJINR/L4040 R16 40 | 40 | 200 | 40 | 50




RHCNC RHCNC

RHCNC Innovative CBN Superhard Cutting Tools

Internal Bars

RHCNC Innovative CBN
Superhard Cutting Tools

Milling

e Order example
1PC S25R-D32-TCLNR-12
1PC S25L-D32-TCLNR-12
*R=Righthand L=Left hand
® Only tool holder

Dimension (mm) I =y D |/ S Q@ e
Type — Bdge| [ || & [(AH] & | =
D| L |L1|F|H |Dmin Insert Shim _Shil Clamp Clamp pring | Wrench
S25R-D32-TCLNR/L-12 25|200( 40|17 | 23| 32 - -

S532S-D40-TCLNR/L-12 32|250(50|22(30| 40
Sty || ol cliala | gl 98 |[Gbaiss TCLO4 | MS 05020 |SP713| S4LIT15F

TC1204| B40100J
S550U-D60-TCLNR/L-12 50| 350 | 60 | 33 | 47 | 60

Compared with coated carbide and ceramic cutting
toos, RHCNC CBN milling cutting tools used for cast

: iron and hardened steel show following obvious
~ - "1 D
am - advantages:
<&
@ Order example ® Faster material removal rate
1PC S25R-D32-WTUNR-16
1PC S25L-D32-WTUNR-16 =
‘R=Right hand L=Left hand ® Longer tool life
® Only tool holder
Simenslon ot ~ g | @ 5 ® |owercomprehensive costs
Type Edge| & W =7 if X
D| L (L1[F|H |Dmin Insert Shim | Locatingpin| Clamp |Clampscrew| Wrench
S25R-D32-WTUNR/L-16 25|200(40|17 (23| 32 - MSPS 511
B 32(250(801221 301 40 | | Loooren MCLS1608| MS 05026 | S3L\S4L
S40T-D50-WTUNR/L-16 40(300(55|25 (37| 50 . MTS1603|MSPS 514
S50U-D60-WTUNR/L-16 50 (350 |60(|33|47| 60




RHCNC

CBN Milling Cutters

Higher CNC grinding precision, more professional milling insert shape design, and more stringent
ultra-fine cutting edge grinding created excellent FUNIK CBN milling inserts.

RHCNC Innovative CBN Superhard Cutting Tools
Indexable face milling cutter Kr 90°
*T— | T
=
90°
A\ 1
L Tooth Size Spare parts
Insert
Specification o mber D D1 H d Clamp Shim Dows) Wrench
TZM125R/L 7 | 125 | 141 | 63 | 40
TZM160R/L 9 | 160 | 177 | 63 | 40
GMC125-05
TZM200R/L 12 200 218 63 | 60 CONEN120712 | TZMR/L-03 TZMR/L-02 w07 o) 5.0
TZM250R/L 15 | 250 | 268 | 63 | 60
TZM315R/L 18 | 315 | 333 80 60
Face Milling Cutters
Indexable face milling cutter (Round Insert)
- e — Dl —— -
- T T
=
|
— D — —
Size Spare parts
Specification Tooéh Insert Fasten | Fasten
num erv D | D1 H d Clamp | Shim Bl Fracirsh VWrem:h
TRM125R/L 7 125 | 141 63 | 40
TRM160R/L 9 160 | 177 | 63 40
TRM200R/L 12 200 218 63 60 RNEN120712 TRMR/L-03 TRMR/L-02 TRMO4  TRMO5 [(J4.0
TRM250R/L 15 | 250 268 63 | 60
TRM315R/L 18 | 315 333 | 80 | 60

Fﬂ

Milling Insert 1
Type Dimension (mm) Grades
180 L ®ic 8 r FBN6025 FBK7520
SNENO9O3ENS 9 9.5625 3.18 0.8 ® [ ]
SNENO9QO4ENS 9 9.525 4.76 0.8 [ ] [ ]
SNEN1207ENS 12 12.7 7.94 1.2 [ ] [ ]
SNEN120712 12 12.7 7.94 1.2 [ ] [ ]
SNEN19TAENS 19 19.05 6.8 1.6 [ ] L ]
Milling Insert )
with Wiper ¥ =
Type Dimension (mm) Grades
150 L dic s r FBN6025 FBK7520
SNEK120322. 12 12.7 ‘ 3.18 2 [ ] [ ]
SNEX12042Z 12 1277 4.76 2 [ ] [ ]
Milling Insert i
Type Dimension  (mm) Grades
180 I D ic s r FBN6025 FBK7520
RNEN090300 9 9.525 3.18 0 [ ] L ]
RNEN090400 9 9.525 4.76 0 [ [ ]
RNEN120700 12 12.76 7.94 0 [ L]

Note: Cutting edge condition can be customized
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CBN Milling Cutters

Higher CNC grinding precision, more professional milling insert shape design, and more stringent ultra-fine
cutting edge grinding created excellent RHCNC CBN milling inserts.

L N
Milling Insert T { |
Type Dimension (mm) Grades
150 L ' D ic ' s FBN6500 FBN7025
SCEN090412 9 9.525 4-76 ®
SCEN120412 12 127 4-76
SCEN150712 15 15.875 7.94 [ ]
r} .
Milling Insert (\__/
Type Dimension (mm) Grades
1S0 D i.c S FBN7025
OPHNOS04ZZH-AS57 12.7%7 | 4.76 ®
OPHX0504ZZH-A57 127 4.76 [ J

Note: Cutting edge condition can be customized

Fﬂ

Precautions For Use

Workpiece

Tool holder

Clamping

RHCNC

Insert

Cutting parameters

Process

Pay attention to the
whole cutting system!

Conventional Cutting
Parameter Formula

Cylindrical turning n*D*n
; —— Ve= ————— (SFM)
" 1000
a0 C
E _ Vs 3
= : f=—— (in/rev)
= - "
=5 intsrnal tuming formula: Vc: cutting speed (SFM)
(=} Pl — n: spindle speed (rev/min)
[ n ﬁ. D: workpiece diameter (in)
@0
L C ] Vf:feed rate ( IPR )
f: feed amount per revolution (in/rev)
n*Dc*n
Ve= (SFM)
1000
\4i "
fz= (in/z)
n¥z

formula: Vc: cutting speed (SFM)
n: spindle speed (rev/min)
Dc: nominal diameter of milling
cutter (in)
Vf:feed rate ( IPR )
Z: tooth number
fz: feed amount per tooth (in/z)

Precautions of Insert Installation
and Replacement

Thoroughly clean the insert and insert groove

Check the soundness and abrasion of shim

Check the fastening reliability of the shim

Check whether the clamping surface of the platen is flat or not
Ensure the insert and the positioning slot closely bonded
Periodically replace shim, platen and all the locking screw
Avoid using those cutter bodies with worn insert grovve

Maintain minimum overhang of the tool holder

Don't suddenly stop when the tool tip is not cutting out during the process

!H
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Recommended Cutting Parameters of
RHCNCInnovative CBN Superhard Cutting Tools

General Cutting Parameters of RHCNC CBN Cutting Tools
Cutting speed | Cutting depth Feed rate
(SFM) (IN) (IPR)
Workpiece Material Hardness ) ) - Reogl;r;rg:: ed
min | max | min | max | min max
Gear 20CrMnTi 58-65HRC 328 1050 | 0.004| 0.020| 0.002 | 0.079 FBK
Bear GCr15 55-65HRC 328 722 |0.004|0.020| 0.002 | 0.079 FBK\FBN
40CrMo 310-360HB 131 394 |0.020|0.197| 0.008 | 0.039 FBN
L
2rgegear 18CrNiMo 58-62HRC | 197 | 394 |0.012[0.039] 0.004 | 0.012 FBN
Slewing bearing 42CrMo 55-62HRC 262 | 722 |0.008|0.079| 0.004 | 0.020 FBN
1640 | 3937 |0.008| 0.020| 0.004 | 0.016 FBN
Brakedisc
1312 | 3937 [ 0.020(0.118| 0.004 | 0.016 FBN
HT250 220-260HB 1148 | 3937 |0.008| 0.020| 0.004 | 0.016 FBN
Brake drum
919 | 3937 (0.020(0.118] 0.004 | 0.016 FBN
Compressor bear 1640 | 3937 | 0.008|0.098| 0.008 | 0.016 FBN
180-260HB 1640 | 2625 |0.004|0.012| 0.004 | 0.008
Cylinder liner Boron copper FBN/FBK
castiron 180-260HB 492 | 1640 | 0.012|0.039| 0.004 | 0.012 FBN/FBK
High nickel chromium 78HSD 98 164 |0.039|0.315 FBN
High chromium 75HSD 98 148 | 0.039| 0.394 FBN
Roller High chromium steel 75HSD 66 197 |0.039|0.394 FBN
0.020 | 0.059
High speed steel 88HSD 98 197 |0.012|0.118 FBN
High carbon semi steel 70HSD 148 262 |0.039|0.394 FBN
Chiled iron 67HSD 131 197 | 0.039|0.394 FBN
sl Wear resistant ¥
urry pump Whits castron 50-60HRC 164 | 328 |0.020|0.157| 0.008 | 0.020 FBN
Rolling mortar wall High manganese steel| 300-500HB 262 656 |0.020|0.315| 0.008 | 0.020 FBN
General Cutting Parameters of RHCNC CBN Cutting Tools
Cuttingspeed | Cutting depth Feed rate
- (SFM) (in) (in)
Material Hardness of | Tool cullm%edge Cutting coolant
workpiece angel Kr min | max | min | max | min max
Gray cast iron 200HB 75° 1640 | 6562 |0.020|0.197| 0.004 | 0.008 Dry cutting
Hardened Gray cast iron 55HRC 75° 492 984 10.020|0.079| 0.002 | 0.008 Dry cutting
Hardened steel 60HRC 75° 262 656 |0.008|0.020| 0.002 | 0.004 Dry cutting

Remarks: The specific cutting parameters should be adjusted according to the following factors: rigidity of
machine tool, power, insert size and thickness, workpiece material, hardness and shape, machining
allowance, insert endurance and etc.

Possible Factors Influencing CBN Tool Lifetime
When Machining Gray Cast Iron

® Cast blank should be dealt with aging treatment, and the natural aging time should be more than 10 days.
® The content of ferrite in cast blank should be <10%.
@ The content of sulphur should be > 0.05%.

Above factors can all shorter the lifetime of CBN inserts greatly

Fﬂ
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Welcome to choose RHCNC’ s Other Super-hard Products
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