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Carbide profile cutting tool improves component’s surface quality,
increases cutting tools life performance and productivity. Main products
CTRI develops are used in manufacturing industry including turbines,
generators equipment and aerospace etc. CTRI provides experienced and
systematic solutions in key spare parts such as turbine processing,

various root processing, turbine rotor and generator rotor etc.
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Application Areas: energy industry generating equipment manufacturing , aerospace

stainless steel, titanium , high temperature alloy processing




TIENERE: WHB HE AZES, TIHRFCERE: A Z%+-0.005mm
Tool Accuracy: Shank Tolerance Level H6, Tool Profile : Tolerance + -0.005mm
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Cutting data recommendations

Cutting
Materials

Stainless Steel

Processing
Method

Roughing

Finishing

High-strength Steel

Cutting
Speed(m/min)

80-160

130-240

32-96

Feed(m/min)

0.4-1.2

0.4-1.0

0.4-0.8

Cutting
Depth(mm)

0.5-2.5

0.5-2.5

0.5-15

Cutting
Material and
Coating

GY8768

GY8785

GY8768

GY8785

Cooling
Method

Dry

Wet

Dry /Wet

Dry /Wet

2R EEA . MEBM. BEREME

Carbide Die, Abrasion Wear Parts, Rough Material
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Application Areas: generating equipment manufacturing in energy industry,
automobile manufacturing , small margin blanks of aerospace tool , carbide die and
abrasion wear parts

S T BN A BB Small Margin Blanks of Shaped Tool

Specification: (20-80) *200 Specification: m1-m10

Tl Jii & 4t BE44F Carbide Abrasion Wear Parts
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Standard Carbide End Mills
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Application Areas: generating equipment manufacturing in energy industry, aerospace
stainless steel, titanium, high temperature alloys and aluminum alloy, hardened mold
processing, general tool and mould manufacturing

#ir 4 N 1dentification Conventions(page1l)

) Mills
(1) JJIEJEIR Mills Shape

a |4 Cone, h [EIFE Cylinder-shaped, k 7] #:3k3{ Exchangeable heads,
t EF#fH (1) & acylindrical conical



(2) YIHI71J2K Edge Shape
b ERJ¥ Ball Nose, e E.fiJ¥ Rectangular-shaped, r f#|[& ¥ Corner Radius,

(3) JIWJZIR Shank Shape
¢ 4 Cone Type, s [EAEZ Cylindrical Type, w {lj[# = Weldon Type

(4) W2 ief J717) Spiral Groove Direction
L £F 7] Left hand, R 453 J] Right hand

(5) #2JE K/ Helix Angle Size
(6) 4% Teeth

(7) 7J]4% Edge Diameter

(8) 7] Edge Length

(9) BRLEE AR (EAE A R) Ball Diameter or Corner Radius Diameter
(unnecessary to show if not)

(10) ¥Jz Coating
T: RRE)E GEA A AEZR) T stands for coating (unnecessary to show if not)

B4
1.574857) HESRE42565-T
2.5k 7] HBSRE41050-5-T
3. & T] HRSRE22050-5-T

4 4EFEERSLT] ABSRE32070-3-T

SE4ET] End Mills
HEF ) 2% Cutting data recommendations

LRENE: ¥R)E (80-100 K/4) Liner velocity: coated (80-100m/m)
EE (40-70 K143 uncoated (80-100m/m)
FidEgs . (0.1-0.2 ZK/150) Single teeth feed: (0.1-0.2mm/m)
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End Mills

Specifications and Models

Edge Diameter |d 4--32




Shank Diameter

D 6,8,10,12,14,16,18,20,24,25,32

Edge Length | 10--100
Total length L 50--200
Edge number Z 2346,8

Helix
Size

Angle

05915520309 35940 45°

Unit: millimeter(mm)

[/ £ 7] Corner Radius Mills
HEFF V) HI 2% Cutting data recommendations

i E. BE (80-100 /4D
REE (40-70 K159
MG HEY: (0.1-02 ZK/4)

Liner velocity: coated (80-100m/m)
uncoated (80-100m/m)
Single teeth feed: (0.1-0.2mm/m)
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Corner Radius Mills

Specifications and Models

Edge Diameter |d 4--32

Shank Diameter | D 6,8,10,12,14,16,18,20,24,25,32
Edge Length | 10--100

Total length L 50--200

Edge number Z 234

Helix
Size

Angle

0959159520 30< 35940 45°

Corner Radius

R 0.5--10

Bk:k%t ) Ball Nose End Mills
HEF 1) M 2%k Cutting data recommendations

LRI -

IS -

%2 (80-100 K/43)
ARG E (40-70 K14
(0.1-0.2 ZK/43)

Liner velocity: coated (80-100m/m)
uncoated (80-100m/m)
Single teeth feed: (0.1-0.2mm/m)
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Ball Nose End Mills

Unit: millimeter(mm)

Specifications and Models

Edge Diameter

d 4--32

Shank Diameter

D 6,8,10,12,14,16,18,20,24,25,32




Edge Length | 10--100

Total length L 50--200

Edge number Z 234,68

Helix Angle | 055<15<20<30< 35<40< 45°
Size

Ball Nose | R 2--16
Diameter

HERFRRL 7] Conical Ball Nose End Mill
HEF7 VI I 2% Cutting data recommendations

LRENE: IRJZ (80-100 K/4) Liner velocity: coated (80-100m/m)
N (40-70 K/43) uncoated (80-100m/m)
FiEkds: (0.1-0.2 ZK/15) Single teeth feed: (0.1-0.2mm/m)

1

Conical Ball Nose End Mill Unit: millimeter(mm)

Specifications and Models

Conical Degree <-10°

Shank Diameter | D 6,8,10,12,14,16,18,20,25,32

Edge Length | 10--100

Total length L 100--300

Edge number Z 234,

Helix Angle | 055<15<20<30< 35<40< 45°
Size

Ball Nose | R 2--16
Diameter

High-speed Mill, Large Helix Angle Mill, Unequal Tooth Mill
HEF 1) M 2%k Cutting data recommendations

LRENE: ¥R)Z (80-100 K/4) Liner velocity: coated (80-100m/m)
ANRE (40-70 K/43) uncoated  (80-100m/m)
HEZh: (0.1-0.2 22K/ Single teeth feed: (0.1-0.2mm/m)
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Specifications and Models

Shank Diameter | D 6,8,10,12,14,16,18,20,25,32

Edge Length | 10--100




Total length L 80--200

Edge number Z 234,

Helix Angle | 20<30<35<40<45°
Size

Ball Nose | R 2--16

Diameter

Unit: millimeter(mm

] #L/NEFE &%) Exchangeable Heads End Mills

/7

/

_
r-

HEFF VI HI 2 %L Cutting data recommendations

i E. B2 (80-100 /43D

ity (0.1-0.2 ZK/40)

Exchangeable Heads End Mills

Liner velocity: coated (80-100m/m)
Single teeth feed: (0.1-0.2mm/m)

Specifications and Models

Edge Diameter |d 10,12,16
Shank Diameter | D 20

Edge Length I 20

Total length L 100--200
Edge number Z 34,

Helix Angle 15<20< 30°
Size

Ball Nose | R 5,6,8
Diameter

Corner Radius | r 0.5--3

Unit: millimeter(mm)



4 LFERTI R 2R %) Machine Clip Inserts

A0 F) R A IR £ IC B AR PR IR e 5 28, W i e R AR B A4 ot
5 GY83 Ml GY87, FrAIFEHBEAMILEN PVD HEREE, HA s IH A
BEVE, FEMNHTEREGE. WESLAENEEE], Tz N TR AL S
INTAS R BEH o 1280 iR AR T AN AN B s 5T H i A it
JJTH BE A E

We developed special milling base materials graded GY83 and GY87, which have
remarkable toughness and excellent wear resistance especially matching with
preferred PVD composite coating by using the addition of tombarthite elements and a
special sintering processing. The materials are mainly used in milling of
high-temperature alloys, titanium, stainless steel, turbine blades and other
difficult-to-machine materials. This kind of coating with a high resistance to flank
wear and crater wear when milling stainless steel.
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Blades, Rotors and Special Steel Series of Carbide Mill Inserts



Cutting Data Recommendations

Cutting .

Materials Stainless Steel Based Titanium
Processing . o

Method Roughing Finishing

Alloy

cutting | g0.160 130-240 40-120 | 40-60
Speed(m/min)

Feed(m/min) 0.4-1.2 0.4-1.0 0.6-0.8 0.4-0.8
Cutting

Depth(mm) 0.5-25 0.5-2.5 0.5-15 0.5-15
Cutting GY8768 | GY8785 | GY8768 | GY8785 | GY8785
Material and

Coating

Cooling Dry Wet Dry /Wet | Dry /Wet | Dry /Wet
Method




