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Coating Grade for Turning of Hardened Steel
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+ SUPER ZX COAT for excellent toughness!
K01 carbide substrate and super multi-layer structure of TiIAIN/AICrN has achieved
high reliability and long tool life.

+ Sharp edge for excellent finish!
Achieving surface roughness of Ra = 0.2pym or less

« GH type chipbreaker series
Neutral wide chipbreaker with sharp edge. Realizing medium roughing of hardened
steel with maximum depth of cut 3.0 mm.
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SUPER ZX COAT + Fine finish turning of high hardness materials
+Ideal for cases where CBN tools require high initial cost or result in low cutting performance
+ Replace grinding with turning (for cost reduction, process streamlining, and equipment cost savings)
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No Chipbreaker Inserts for Finishing (Small Depth of Cut of ap < 1 mm)
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e Excellent cutting edge strength with stable and long tool life in finishing applications
e Sharp edge achieves surface finish of Ra = 0.2 pm or less
* Range of positive inserts expanded for use in boring applications
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Superb Surface Finish Quality
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GH Chipbreaker for Medium Roughing (Depth of Cut of ap = 1 to 3 mm)
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* Neutral, ground-type wide chipbreaker

¢ Wide chipbreaker(Rake angle4”) and sharpedge reduces heat and enables cutting of
hardened steel with large depth of cut (ap = 1 to 3 mm)

* Makes smooth chip evacuation possible
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Excellent Cutting Performance in Medium Roughing
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.ﬁﬁtﬂﬁu%1¢ Recommended Cutting Conditions

*GEAH (50~62HRC) DIHFE

* For hardened steel (50 to 62HRC)
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*Dry cutting is recommended for cutting depths of 1 mm or more
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- Super multi-layered structure formed from around 1,000 (GPa) 30 OTICN O (CrifinzhsR)
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+ Achieves more than double the tool life of conventional
grades under conventional cutting conditions
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Application Examples
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Remake of dies
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Machining of die-cast aluminium products
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Machining of mold punch products
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I BRIZE | TNGA160408(AC503U)
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Improved chipping resistance, adaptable to the variation in the depth
of cut, and 2.5 times longer life compared with competitors' products
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Sharp cutting edge maintained for better surface accuracy,
and 2.2 times longer life compared with competitors' products
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Improved surface accuracy and 2 times longer life compared
with competitors' products despite interrupted cutting with a hole
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Machining of mold punch products

SKH51 (66HRC)
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Machining of mold punch products

SKD11 (62HRC)
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g Conditios
ap=1 .Omm, Dry
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Cutting Co
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Allows 45 minutes roughing with depth of cut of 3 mm. Tool life can be extended further.
Offers improved chip control and achieves surface finish of
Ra < 0.5 um after cutting for 35 minutes
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® Please handle with care as this product has sharp edges.

@ |Improper cutting conditions or mis-handling of the tool may result

in breakages or projectiles. Therefore, please use the tool within its
recommended conditions.
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® \lery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.
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® \When using non-water soluble cutting oil, precautions

against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.
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