CcC C7

ik 6 GINHIZIRA R A BIR R E

fhiE- 718 ZHUZHOU CEMENTED CARBIDE CUTTING TOOLS CO.,LTD.



Bringing you
enjoymentiwithlextralvalue

SARFETIVER TR

s oo AO(HER

V ebmIIR

BOMIZAAEZEMTELAAHITHEMI, ATE
B TR S TISkRALE, FRINTEREZIERNMR
~t, FEIRMRIEIEREFHERE,

V amxEn

BOWERTIZIMT I RN EMTRIENTENESE, &
ETMIEBLEALEER MR TELM T HRE R
HEANFHIER R

W B EaEE R
W) F ORIV IR RO B &, MRt
HIBRITE E I B A IE TR, 3ISTERY
WiBARTIER, SRR T B s i
BEE,

V &R MR R ER R
HFXMEENBEMESTIBN =%, Rz, &
#, IEERTDF RS KIZEH, FFUEMI AR
M ITEMERARRNMISHEETURESAFERN
IR,
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The part to be threaded need not be finish machined before
the threading operation and it can be done by the wiper edge
making it possible for the vertex diameter to reach the desired
dimension and for very good surface finish to be guaranteed
as well.

The wiper edge of the threading insert achieves a good
surface finish of the vertex diameter and no de-burring is
needed after threading, overcoming the shortcoming of no
good surface finish in the threading operation.

A wave like chipping part is designed in the rake surface of
the threading insert. The flowing chips during threading will
be raised due to the chipping part resulting in the flow of
chips along the front of the chipping part, and final formation
is controlled making it possible for the chips to obtain a
smaller curvature radius.

As the generation, flow, rolling-up and break-up of chips is
controlled by the insert itself, satisfactory machining results
can be achieved in machining work-pieces of different
materials and in applying various machining parameters.
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Inserts with finish ground teeth and a rake surface can achieve a threading operation with high precision and in

a stable working condition.
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