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Funik

ingle-layer brazed Coated Insert

ingle-layer brazed Coated Insert
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Presentation Rule for Model of Funik Insert

Insert shape
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Clearance angle of insert

Code Clearance angle
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Precision tolerance

Shape code Insert Insert shape Angle
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T & Regular triangle 60° ¢
C 80° Th ber of edges i Th ber of edges i g e
rumberofedgesis  Theoumberoledaesis  inertwitvipe
D 55°
E < (Dla:?::;:bf‘:: i) 75° ode | Heightmof cuttingtip | - Inscribed circle Thickness § e | Heioht mofcutting tip Incircle Thickness S
7 e Code | toleance (mm) Tolerance (mm) | Tolerance(mm) | €29 | Tolerance (mm) Tolerance (mm) | Tolerance (mm)
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Chip breaker and clamping form

With or without hole ; With or without hole ;
Code and hole shape Chip breaker Sketch map Code and hole shape Chip breaker Sketch map
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X illustrated by drawings
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Presentation Rule for Model of Funik Insert
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Dimension of insert (mm) Thickness of insert (mm)

Corner radius code

!

Arbitrary sign

Main cutting edge style
Cutting direction or chip breaker form
Itis blank if there is none

E?EE“FE

Y: Cone bottom

-
<

Pyramid or cone bottom

¥ means the cone bottom, and 135 means the 135° of cone angle,

If the cone angle is 120%, it can be blank.

Example: The model No. of 120°cone bottom insert is RCMX120700Y.

It also can be RCMX120700Y120.

Non-120° cone angle must be marked

Example: The model No. of 135°cone bottom insert is RCMX120700Y135

V: Pyramid bottom

N
<

WV means the pyramid bottom, and 135 means the 135° of pyramid angle,

If the pyramid angle is 120%, it can be blank

Example: The model No. of the 120° pyramid bottom insert is RCMX120700V
It also can be RCMX120700V120

Non-120" pyramid angle must be marked

Example: The model No. of 135°pyramid bottom insert is RCMX120700V135

Note: If there is no V or Y in the model No., for example: RCMX 120700, it is shown as the V-shaped base.
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Naming Standard of Funik Innovative PCBN Insert O
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Industrial application of Funik innovative
PCBN insert

Funik

Application case of Funik innovative PCBN
insert in auto parts

Industry - Auto parts - Brake disc

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry- Auto parts - Brake drum

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry - Auto parts - Cylinder liner

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry - Auto parts -Flywheel

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Workpiece name: Brake disc

Workpiece material: HT250

Workpiece hardness: HE190-210

Machining position: Brake surface

Machining type: Continuous, rough machining

Insert grade: FBN7630

Insert specification: CNMN120712

Cutting type: Dry cutting

Cutting parameters: Vc=800m/min ap=2-3mm
f = 0.45mm/r

Workpiece name: Brake drum

Workpiece material: HT250

Workpiece hardness: HB190-210

Machining position: Outer circle, inner diameter

Machining type: Continuous, rough machining

Insert grade: FBN7630

Insert specification: CNMN120716

Cutting type: Wet cutting

Cutting parameters: Vie=1130m/min ap=2-3mm
f=0. 5mm/r

Cutting toal Cuﬂi _. i Lite(pcs /
S i e

Workpiece name: Cylinder liner

Workpiece material: Alloy cast iron

Workpiece hardness: HB230-260

Machining position: Inner hole

Machining type: Continuous finishing

Insert grade: FBK7500

Insert specification: CCGWO09T304

Cutting type: Wet cutting

Cutting parameters: Vc=300m/min ap=0.6mm
f=0.25mm/r

L.rt |nu| lemq Md El‘fu:lenc Life(pcs
a0

-E_

Workpiece name: Flywheel

Workpiece material: HT250

Workpiece hardness: HB190

Machining position: Plane and inner diameter

Machining type: Finishing

Insert grade: FBN7630

Insert specification: RCMX090700Y

Cutting type: Dry cutting

Cutting parameters: Vc=247m/min ap=0.5mm
= 0.2mm/r

Cutting tool | G uﬁmg ap Ern:uunc-,« Lll'mprs
contrast 'u‘c mng edge|

Industry - Auto parts - Brake disc

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry - Auto parts - Belt pulley

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry - Auto parts - CV joint

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Industry - Auto parts - Turbocharger

Funik CBN cutting tool:
The life is increased by
The efficiency is promoted by

Workpiece name: Brake disc

Workpiece material: HT250

Workpiece hardness: HB190-210

Machining position: Brake surface

Machining type: Continuous, finishing

Insert grade: FBN7630

Insert specification: SCGN090408FC

Cutting type: Dry cutting

Cutting parameters: Ve=600m/min ap=0.25mm
f = 0.3mm/r

Life{pcs/
cl.mlng%dge}

Workpiece name: Belt pulley

Workpiece material: Gray cast iron

Workpiece hardness: HB220

Machining position: Outer circle, end face

Machining type: Continuous finishing

Insert grade: FEK7520 CO7

Insert specification: DNGA150408

Cutting type: Wet cutting

Cutting parameters: Vc=427m/min ap=0.2mm
f=0.1mm/r

Workpiece name: CV joint

Workpiece material: S55C (No. 55 steel)

Workpiece hardness: HRC58-62

Machining position: Inner diameter

Machining type: Finishing

Insert grade: FBK7510

Insert specification: TNGA160416

Cutting type: Dry cutting

Cutting parameters: Ve=180m/min ap=0.2mm
f = 0.08mm/r

Cutting tool | © 8 Eﬂu:lnru:' Life{pcs
Ve B

m“—
nk | 180 25 500

Workpiece name: Turbocharger

Workpiece material: Alloy cast iron

Workpiece hardness: HRC55-60

Machining position: Inner hole

Machining type: Finishing

Insert grade: FBK7520 CO7

Insert specification: VCGW160404

Cutting type: Dry cutting

Cutting parameters: Ve=120m/min ap=0.2mm
f=0.1mm/r

Cutting tool
cornlrast
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Precautions for the Use of Funik Innovative Company honor

Pc B N I nse rt 1988 Synthesis of Funik's first high-grade cubic boron nitride abrasive
1991 Amber cubic boron nitride has been successfully developed
1997 High strength black cubic boron nitride has been successfully developed
1998 Won the title of "High-tech Enterprise" of Henan Science and Technology Commission
- 2002 National standard formulation unit of Super Abrasive, Cubic Boron Nitride
:'Iaartr:fal and hardness 2003 Introduced high wear-resistant and impact-resistant polycrystalline cubic boron nitride inserts

:;‘:5:::‘;::"';‘;‘5‘3:;‘;:3 f;:f;;c':gg:"geammc 2003 Undertook the "National Torch Plan" project of the Ministry of Science and Technology of the People's

quality — . - angle and cutting edge Republic of China
{ ] ; ' RESCeRSiog O CN 2005 Funik brand won the title of "Famous Brand Products of Henan Province"”

2006 Won the "50 High-Tech and High-growth Enterprises" named by Henan Provincial Government

2006 The first one in the industry was certified by the "three-standard" management system of 1SO9001,

: 1SO14001, OHSAS18001

Rigidity of tool holder . : 3 % i n 3 ; g i i :

Material of shim Cutting speed Vc 2007 Won the title of "Top Ten Enterprises with Comprehensive Economic Benefits in 2006" by China Machine

Quasi-steady positioning Ei':g;agt;:pth Tool Industry Association

Rellable clamping 2008 Super wear-resistant high-speed finishing polycrystalline cubic boron nitride inserts were successfully put on
the market

2009 Undertook and implemented the high-tech industrialization project of high-grade cubic boron nitride and
high-speed cutting superhard cutting tools of the National Development and Reform Commission

' ; ; 2009 Won the title of "Henan Innovative Enterprise” in Henan Province

Mo deformation ) . Insert life

Reliability and rigidity of Pay ateention to nertionly Ehiingrt Cutting force 2010 Super brazed cubic boron nitride cutting tools was successfully put on the market

clamping but the entire cutting system Surface integrity : s b : sl ;

Girmnebiic precision Cutting shape 2011 Establishment of academician workstation of cubic boron nitride and its products

Movement precision 2012 Ultra-precision cubic boron nitride polycrystalline cutting tools was successfully put on the market

2014 Won the title of "Innovative Enterprise” of China Materials Research Society

2014 The company's shares are listed on the New Three Board, and the securities are referred to as "Funik". The
stock code is 831378

2015 Won the national standard-setting unit of Polycrystalline Cubic Boron Nitride for Metal Processing

2015 Won the title of "Demonstration Enterprise of Technological Innovation in Henan Province in 2015"

ca I cu I atl on fo rmu I a Of . . . 2015 Won the title of "Top Ten Innovative Enterprises of Henan Economy (2015)"
common cu tt‘i n g pa rameter N otes for Insertinsta I I ation 2016 Won the title of "Intellectual Property Advantage Enterprise in Henan Province”
2016 Won the title of "Top Ten Product Quality" of cubic boron nitride awarded by China Machine Tool Industry
_ _ n*D*n Association
hmingouterchety__ 1 V= (m/min) 2016 Won the title of "Best Service Brand" of the third China Metal Cutting Tool
) n @ Thoroughly clean the insert and insert slot 2017 Won the "Excellence Award of China Patent Award”
s | ‘ f= (mm/rev) 2017 Won the "First Prize for Scientific and Technological Progress in Henan Province”
E @ Check the completeness and wear of the shim 2017 Won the "Top Ten Brands Made in Henan Province in 2017"
E. — informula: Ve: cutting speed (m/min) ) o ) 2018 Obta.:inef:l the f.irs.t b.atch of de.monstration .item§ of robot "Ten Hundred Thousand” demonstration
- . g,lip;n:f;;ze:;g:r:mi(:im @ Check whether the fastening of the shim is reliable application multiplication project in Henan Province in 2018
(e} oo & au5 V: feed speed (mm/min) ) _ 2018 Won the "First Prize for Scientific and Technological Progress in Henan Province”
' f: feed rate of every rotation (mm/rev) @ Check whether the seal face of pressing plate is flat 2018 Funik innovative PCD cutting tool was sold more than 200,000 pieces in 3C electronics industry
2018 The ®63mm PCD blank was successfully put on the market
® Ensure the insert and the positioning slot are closely fit 2018 Won the title of "Henan Intelligent Factory”
n*Dc*n . _ 2019 Won the title of the first batch of special new "Little Giant" enterprises of the Ministry of Industry and
Ve= ~ 1000 (m/min) @ F‘-‘!i'-_"a”)‘ replace the shim, pressing plate and all Information Technology of the People’s Republic of China
" SCRiNg SCrews 2019 Won the "Henan Science and Technology Progress Award”
< fz= —53 (mm/z) @ Avoid using the tool body with worn insert slot 2019 Won the "National Intellectual Property Advantage Enterprise”
—_ 2020 Passed the evaluation of the "Management System for Integration of Informatization and Industrialization”
§ n ;?;T:ll\:sz:emtrggfn:ﬁed (m/min) @ Keep the minimum overhanging of the tool holder 2020 Won the recognition of Henan Research Center of Cubic Boron Nitride Micro-nano Materials and Applied
(o] Dc: Nominal diameter of milling cutter (mm) ) ) Engineering Technology
\z”TLe:tisnTrﬁ:e(:noT{rﬂ:r}t @ Do not stop sudden_ly_before the cutting tip dose not 2021 Funik holds 370 national patents
fz: feed rate of every tooth (mm/rev) run outin the machining 2021 Premium quality Lab-grown diamond was successfully put on the market

2021 High performance ®75mm PCD Blank was successfully put on the market
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