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Xiamen Golden Egret Special Alloy Co. Ltd., established in 1989, is a Sino-foreign joint venture state-level high-tech enterprise and a key
member of the state-owned listed company Xiamen Tungsten Co., Ltd The company is committed to the research and development and
production of high-quality tungsten powder materials, cemented carbide, precision cutting tools and other tungsten products, as well as the
provision of professional solutions in the industry. It is a well-known supplier of tungsten powder, cemented carbide and cutting tools.

With the product integration technology research and development of the complete tungsten industry chain, as well as the realistic and
innovative management concept, Golden Egret has always maintained a strong development momentum, providing cost-effective tungsten
powder products and services for global users, and solving high hardness, resistance to High temperature, wear resistance, provide excellent
products and perfect solutions, customers all over the world, well-known at home and abroad.

The company has more than 3,000 employees, 5 production bases, 4 overseas sales companies and 1 enterprise technology center.
Planning Project", "National Key New Product" development project and provincial and municipal key research topics, and was rated as
"Strategic Emerging Industry Backbone Enterprise", "Innovative Enterprise", "Advanced Technology Enterprise"; won the first prize including
National Science and Technology Progress Award, the second prize of National Science and Technology Progress Award and many other

patents and awards; cutting tools have obtained more than 400 invention patents, utility model patents and appearance patents.
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Manufacturing Solutions for Wind Power
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XEBAT Ak
Wind Power

EEERRINT
Finishing Milling of
5 Connecting Surface
EREEAASTINT :

Rough Milling of 5 « ANKX16+MEC190

Connecting Surface AEEAT) SR
Square Shoulder Milling With Negative Curve Edge

HNKUO09+MFC145
SEFZIREE T

Multi-function Face Milling With High Cost-effective : T

WE 1 27)EHT], B T S E R, — .y it

HEARIRERK

Double-sided 12-edge face milling, high economy.

The design has multiple main deflection angles to
meet the requirements of different working conditions.

. e ERESALML
Drill of Connecting Surface

+ QPMG+GHDS

SRR XL
High-efficiency Indexable Shallow Drilling

FRHFLEERIINT
Boring of Mounting Hole

- LRB/LFB
SIEEEHRSR

Precision Boring Series

R EERE SN T
Rough Milling of Connecting
Surface Side Walls

« ANKX16+MHC190

High-efficiency Corn Milling

- O
Saansd’
A'.Q\‘

EFLeR B «h£I0 T
Machining Screw Insert
and Milling Motor

« RCMT20+MPC100

SRR
High Precision Profile Milling

EEERBINT
Back Milling of

Connecting Surface

- SDMT12-EGM+iT4I71&

ZINREVEHITIR
Multi-function Milling Tool
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M Vane

XEBFTk
Wind Power

EEEEAFLINT
Drill of Connecting Surface

- QPMG+GHDS
AL
High-efficiency Indexable Shallow Drilling

EEREE AT
Milling of Connecting Surface

- SNE(M)U12+MFB245

X TELE AR T £t
General Double Side Face Milling Tool
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Fih Main Shaft
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IEEER

Cylindrical Turning to Remove

Large Allowances

SNMM25+PY1
hESEEBEHEH

Negative Single Side Heavy-duty Turning

IMEIEZEM T
Rough Cylindrical
Turning

SNMM25+PH

MBS EEHEH]
Negative Single Side Heavy-duty Turning

IMNEIFSZEIT
Finish Cylindrical
Turning

« CNMG19+PM

E A B |
Double Side Negative Turning

E=EEEILMT

Drilling of Flange
Connection Hole

QPMG+GHDS

SELESZiR
High-efficiency Indexable
Shallow Drilling

XEBAT Ak
Wind Power
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XEBAT Ak
Wind Power

7 Bearing

RS EISEERHIIN T
Milling of Internal
Ring Gear

LNERFIiS¥HRTI A
BRI HE )

High-procision Gear Milling Insert

SHEEBR 5 (ilbdgggs - FLh0T
Cylindrical Turning to a* _ < | i Hole Making
Remove Large Allowances - ' : "r Ir :

the Oxide Scale 3 TiuEs? Sl LLE LT T (e - D938iR7LA
SNMM25+PH gty | |1 SRILAS RRTESE

Deep-hole Inner Cooling Twist Drill
BB EEHEH|
Negative Single Side Heavy-duty Turning £

SMEREZERNT. | - BREHEANT
Rough Cylindrical - e : Rough Machining

Turning External Surface e E of Ball Channel
CNMG19+PR « RCMX16+RR
AN HMZETR

Negative Rough Turning Rough Turning Insert

BXAEREERR T

g § ............................. Turning Finish of
SMEIREZEN T Ball Channel
Finishing the . RCGN
External Surface I T A
* TN MG16+QF ;g;“lr?gé?gove High Wear Resistance CBN Tool
AR ZEHITIR &
High-precision Turning Inserts - GTD-MG

GTD&RFIET]

Grooving Inserts of GTD Series
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EEA= Flange
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R ek

Wind Power
SMEMEZEMT
Rough Cylindrical SMEIFEFEERIINT
Turning Semi-Finish Cylindrical Turning
* SNMM25+MR - CNMM19+BH
MBS EEHEH| | o4 M 2
segative Single Side Heavy-duty Turning gi?jt%ﬁiﬂgfégugh Turning
.
REFSHAMT
Drilling of Installation Hole
QPMG+GHDS
SRR EFLEE
High-efficiency Indexable Shallow Drilling
GESAC _13
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HshEH Caliper

i 1 4E £76 00 T
Rough Face Milling

- SDMT+MKB113

AT A BT ;
Single Side 4-edge Fast Feed Milling Cutter ;

{EEEAF,h0 T
Sidewall Drilling

- D918S

=R AR TE T,
High-efficiency Solid Carbide Twist Drill For Steel i

{MEEFA$EINT
Rough Milling of Side Wall

« LNMX+MKF115

XEAT] RFHLEHT]
Double Side 4-edge Fast Feed Milling Cutter

fMEERFLEAFLINT

Side Wall Deep Hole Drilling

- D938:RFLEL
RFLRS FRESE
Deep-hole Inner Cooling Twist Drill

14 _ GESAC

XEBAT Ak
Wind Power

UmEAR HEN T

Finish Face Milling

- SNE(M)U12+MFB245

X EE A E T
General Double Side Face Milling Tool

i R ERFLERFLANT
Drilling of End Face Mounting Hole

« QPMG+GHDS

EMERALH
High-efficiency Indexable Shallow Drilling

fEE M E s A0 T
Side Wall Concave Milling

- PP300-SPEED
SR TR AT

High-efficiency Endmill For Trochoidal Processing
KMATDRIENESBIREIN L, AT
RAMEAI S M AR

It can achieve high efficiency and stable processing
of large cutting depth and small cutting width, and
has high collapse resistance and high wear resistance

LIRFLERMT
Boring of Mounting Hole

- RB/FB

SIEEEH RS
High Precision Boring Series
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Rail Transit

HEZZE Rail Transit

HEs T R =

Manufacturing Solutions for Rail Transit

NER

Train Wheel

=

NI

Train axle

Frame
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NZER Train Wheel

TR A A S E AR T

Roughing and finishing

MER@ITIL
Rail Transit

process of spoke plates and rims

. RCMX25/32-RR
ERALETIES

Positive Rough Turning Insert

Wi MIEEES
Wheel rim and tread repair

« LNMX19/30-HM
JERAEETIR

Insert For Re-turning Rail Wheel

18 _ GESAC

ERMILINT
Hole-making for Wheel Axle

« SNMM25+PH

HEREEHFRINT
Negative Single Side Heavy-duty Turning

FERFLINT
Spoke Plates Hole-making

« QPMG#5%!I+GHDS

SEeESZiki
High-efficiency Indexable Shallow Drilling
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MER@ITIL
Rail Transit

NZEH Train Axle

IMEHFEZEMT
IMNEIFIEZERIMT

Rough Cylindrical Turning

Semi-finish Cylindrical Turning

« SNMM25-PY1
SR M o - DNMG11-QM
Negative Single Side Heavy-duty Turning WEfR A ZEH|
: : Double Side Negative Turning

U 1 #H £%
Face Rough Milling

« HNKU0O9+MFC1457]{%

BEFFZ IR T
Multi-function Face Milling with High Cost-effective

in AR RFLINT
End Face Threaded Bottom
Hole-making

» GUMD#&5I+GUMDTI{E
BUE Lk L
High-efficiency Modular Drill

MNENEZEIT
Finish Cylindrical Turning

« VCMT16-GP
WRAERTR

General Positive Turning Insert
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%8 Frame

fEEFE $%h0 T
Rough Milling of Side Walls

- ADGT16+MET190&7%!

[SEVESE S S7
High-efficiency Corn Milling

ppERIIEINT
Spring Pocket Milling
« SXMT+ZEHILTIE

REE=E7]
Reverse Milling Tool with Three-sided Cutting Edge

22 _ GESAC

HEhEiEFL
Brake Connection Hole

- D918S

=AML,
High-efficiency Solid Carbide Twist Drill for Steel

MERE
Rail Transit

e —
Rough Face Milling

« SNMU16+MFB245

hEpEAR H R ER
Medium-load Negative Face Milling

fEE £t /#/

- SP210&%%t7]
=SRINTILERT]
High-efficiency Endmill

GESAC __ 23
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Construction Machinery

T#EMM Construction Machinery

M0 TARIR S 2

Manufacturing Solutions for Construction Machinery

Boom & Arm Piston Head Chain Rail Joint

R SHELEL %a XER

Hydraulic Cylinder Rotary Table Track Roller

EE [o]4% 52 7% XERImES

Piston Rod Ring Track Roller End Cover

GESAC __25
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B &M Boom & Arm

FEHERELL

Finish Boring of Mounting Hole

 GBR-FB+TCMT11
SfREEHI RS

Precision Finish Boring Series

HHERIRA,
Rough Boring of Mounting Hole

+ GBR-RB+CCMT12
SR E RS

Efficient Rough Boring Series

26 _ GESAC
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Construction Machinery

R 3R AR
Back Milling of Inner Face

- SDMT12-EGM+iTHI7I&

ZINReskEITIR
Multi-function Milling Tool

i (] $7E HU
Face Milling

« SNMU16+MFB245
hEEARN I

Medium-load Negative Face Milling

GESAC _ 27
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TEHmAT L
Construction Machinery

WEHELELE Hydraulic Cylinder

REZERIINT
Internal Turning
B4R 7] - RESN

Combined Skiving/Roller Burnishing: | \ - CCMT12-GP
Hydraulic type ; W EREHITIR
High-efficiency Turning Tool for Steel
« TPMT19-BD

HE T A

Rough Skiving Insert

- LNEFO8-EPM
BEITIA

Finish Skiving Insert

tiEmI
Grooving

« GTD20-FT
GTDRFIET]

Grooving Inserts of GTD Series

=

B3R 7]-S[EhE
Combined Skiving/Roller Burnishing:
Pneumatic type

« LNEF17-PL/PF1

Finish Skiving Insert ﬂ?QS‘UJI]I
. LNEF12-PL Machining of Thread

a7 R
a7 R
Finish Skiving Insert SMEZER - 16IR

. Cylindrical Turnin L ZEHIISO60°
‘I;NEF]'O'PL y 5 Thread Turning 1SO 60°
RELTIA - CNMG12-PM

Finish Skiving Insert oS
/Q ;\

MHEREHITIAR
High-efficiency Turning Tool for Steel

Vs

.\\:\
- '
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TEHmAT L
Construction Machinery

JEZEM Piston Rod

SPEIRZE SMEEE : AR & M E
Rough Cylindrical Turning M Finish Cylindrical Turning Copying Turning Rough Turning of The
Stepped Surface
« SNMG15-QM : + CNMG16-PM « VCMT16-GP :
fn BN ZE L W7 ; EAERTIE | | * CNMG16-PM

Negative Rough Turning High-efficiency Turning Tool for Steel Positive Turning Insert M EMELTIA
5 : i : High-efficiency Turning Tool for Steel

S EEE
Finish Turning of The
Stepped Surface

- DNMG15-PM

MHBEREHITIR
High-efficiency Turning Tool for Steel

iy Y
il
il

BT il B — e
Face Milling ' a——

« HNKU09-GM+MFC145

S ZINREE
Multi-function Face Milling with High Cost-effective

EMEMT YT e g T
Rough Turning of Grooving e Machining of Thread

Circular Arcs
« GTD20-MT « 16IR-TC
® RCMXZO'RR GTD%@H‘%E | @?éﬁ(ﬂ)ﬂf
HMZETIA Grooving Inserts of GTD Series Thread Turning Insert

Rough Turning Insert

Eff;;;“ﬁé
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TREARAT L
Construction Machinery

JEZE Piston Head

MEIZER R4 T

Rough Cylindrical Turning _ Machining of Thread
- CNMG12-PM - 161R-TC

MBS EH TR BT A

High-efficiency Turning Tool for Steel Thread Turning Insert

MFLEH
Turning of Inner Holes

« CCMTO09-GP ENEFLINT
BARERTIH Drilling of Screw

Thread Bottom Hole

Positive Turning Insert

+ QPMG-DP+GHDS

SRS ZiR
High-efficiency Indexable Shallow Drilling

- D938&7%I

@I LR ES EMETh
Solid Carbide Twist Drill for Steel

iEmI
Grooving

« GTD-OT
GTDA&J &7

Grooving Inserts of GTD Series
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#& Rotary Table

R sk R IR TE

Back Milling of Inner Face

-« SDMT12-EGM

ZIReskHITIA
Multi-function Milling Tool

i EFLA0 T
Drilling of End Face Hole

« QPMG+GHDS

SEVE S ZiR
High-efficiency Indexable Shallow Drilling

34 _ GESAC

i T #E £

Rough Face Milling

+ SNMU16+MFB245

hEEAR A R E R
Medium-load Negative Face Milling

i T A 5t
Finish Face Milling

« SNEU12-GM+MFB288

XN EE A E £
General Double Side Face Milling Tool

TEHmAT L
Construction Machinery
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[ol3% 3z 7% Ring

REFINTI

Drilling of Screw Thread
Bottom Hole

+ QPMG+GHDS
B AL

High-efficiency Indexable Shallow Drilling

e

- D918S&7

= REN AL,
High-efficiency Solid Carbide Twist Drill for Steel

HE eerpremrensosssmrensresssmneeeressre N
Rough Turning

« CNMG19+PR

W E A B
Double Side Negative Turning

36 _ GESAC

BE
Finish Turning

« CNMG16+PR
XX A B E

Double Side Negative Turning

TEHmAT L
Construction Machinery

S II
Gear Machining

- JFfREREETIR

SEEIFTAELTET]
High-precision Gear Milling Tool

JHFLINT
Oil-hole Machining

- D938RFL3h
ARFLAR FRTESh
Deep-hole Inner Cooling Twist Drill

.f "
i

QT T

. é FEBINT
I’} — Turning the Sealing
1) : Groove

« GTD-MG
GTDA&F &7

Grooving Inserts of GTD Series

a

BB E
Finish Turning of
Ball Channel

BT

Rough Turning of
Ball Channel

« RCMX160600-RR + RCGN12
HZETI R =imEECBNTIA
Rough Turning Insert High Wear Resistance CBN Tool

GESAC _ 37
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TEHmAT L

Construction Machinery

$EHTS Chain Rail Joint

ikl

Face Milling

i
WEFLinT - HNKU09-GM+MFC145

: : BT ZINEEE T
o QPMG+GH DS Multi-function Face Milling with High Cost Effective

SELE S =R
High-efficiency Indexable Shallow Drilling

Drilling of Side Face Hole

S ERL
Spot Facing on Step Surface sy

Side Face Milling

« TCMT16-MM

A E RV H]
Positive Turning Insert for Light Cutting of
General Materials

« SNMU12-GM+MFB245

XN EE A E T
General Double Side Face Milling Tool

RFLINT

Boring of Internal Hole

« SCMTO09-GP
A ERREYTIE

Positive Turning Insert for
Light Cutting of General Materials

38 _ GESAC GESAC _ 39
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TEHmAT L
Construction Machinery

&8 Track Roller

FinT LT

Drilling

Drilling

- D938;7FL5h
[ ] 2~ I
D938&%! SRILAS FRTE 54

e & —
= ﬁfﬂﬂﬂlﬁ@ﬁ = ‘_ﬁﬁﬂt% : i Deep-hole Inner Cooling Twist Drill
Solid Carbide Twist Drill for Steel : :

e 5 D = SseS—Ss—s—s——

i K2 I EFE ZE

Rough Cylindrical and Face
Turning

« CNMG12-PM

MHBREHITIAR
High-efficiency Turning Tool for Steel

RFLZEHI

Turning of Internal Hole

- CNMG12-QM
RIS HZEHITI B

High-efficiency Turning Tool for Steel

g
WE RSN Grooving
Finish Turning of Outer

Circle and End Face - GZD6010-MR

IFRYIETIR

Non-standard Grooving Cutter

N
GTD60-FT -

GTDRFIET]

Grooving Inserts of GTD Series

. CNMG12-QF
RIS HLEHITI A

High-efficiency Turning Tool for Steel

40 _ GESAC GESAC _41
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L ERiUEE Track Roller End Cover

42 _ GESAC

.............................................................. tEmIT
Grooving

Grooving Inserts of GTD Series

fHEE . .« GTD60-MT
Rough Turning GTDZ &7

CNMA12
FIRFGHREHITIR

Flat-top for Cast Iron Used

= AT
BE § Drilling

Finish Turning
« QPMG+GHDS

CNMG12-MK R AT
BHRaNEHTIA High-efficiency Indexable Hole Drilling

High-efficiency Turning Tool for Cast Iron

{E TR
Side Face Milling

« SNMU12-GM+MFB288

X TE 68 A T 7%
General Double Side Face Milling Tool

TEHmAT L

Construction Machinery
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BERRET
Energy & Heavy

AN T2 Cutting Case

=1 ERAG-ER 13 TRAG-ER
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Casel:Pitch system-Hub

Case3:Pitch system-Hub

EH2: TRAG-RER
Case2:Pitch system-Hub

mIB TEYH-EMT mIA= CEi
Processing Methods Face Milling-Roughing Processing Methods Back Milling
TRES HNGUO905ANEN-GH-GM2140 TIAES SDMT120508-EGM-GM2140
Indexable Inserts Indexable Inserts
Tk TR IFARTE HI 7K
Cutter Holder MFC145160R12C40HNOSHA Cutter Holder Non-standard cutter holder
MTH# QT600 L QT600
Workpiece Workpiece
tpﬁu%rg Vc=251m/min tﬂ_ﬁ”ﬁrg Vc=180m/min
Cuting Speed Cuting Speed
SHAAS SHE4AS
GRS fz=0.75mm/rev GRS fz=0.2mm/rev
Feed Feed
t])isTe% apl=3mm, ap2=2mm t)_J%TEE ap=1-1.5mm
Cutting Depth Cutting Depth
MTig%E Bh R EAER mTigs BhER AR GESAC 3
Equipment Horizontal milling machine Equipment Horizontal milling machine
- N N N 1 2
B AT, e 0 05 1 1.5 B ¥4 0 3
Cooling Method emulsion,external cooling DDI%’E{L":%&%H&F Cooling Method Dry cutting bDIEHé#%&%/#F
PIElREvED EmBEEPEKR Number of Processed Parts PR EmHmEEPER Number of Processed Parts
Processing Result The service life exceeds the customer's requirements Processing Result The service life can meet the
& customer's requirements

=04 EohRSE-E 5
Case4:Drive system-Main Shaft

mIAR EEREEAR T R FE AL FLAR TR+ 5% MIBR I\RHEZE
Processing Methods Connecting rough milling and motor hole Processing Methods Cylindrical Turning to Remove Large Allowances
spiral interpolation milling 1=
py TRES SNMM250924-PY1-GP1120
TIRES RCMT2006MO-EM-GM2140A Indexable Inserts
Indexable Inserts DAL
TR JEARTIER: D220,8th Cutter Holder SBNR404052509
Cutter Holder Non standard cutterhead: D220, 8 teeth ws
D 42CrMo4/30CrNiMo8
DT #4# QT500 Workpiece
Workpi
Or fﬂece EIRRE Vc=62-85m/min
Ctﬂ?”)igd Vc=276m/min Cuting Speed
X HLETEE fn=0.8-1mm/rev
HGRE _ Feed ’
Fz=0.75mm/z +500/
Feed 0 o=
\ ~ HEX TRE Ap=15-20mm
RE Ap=4mm Cutting Depth
Cutting Depth
ne e - m } MIig&E EMEUZERR GESAC =
nIig& ENEUBLER GESAC Equipment Horizontal lathe
Equipment Horizontal milling machine N 0 05 1
o s 0 20 40 60 80 Maeke T
REAT &, IR Cooling Method Dry cutting TS/t
Cooling Method Emulsion,external cooling PN » o P NIT=15% E/
TIEE-2%/7] S WrREERE. EmERTFER Number of Processed Parts
HH| %% R ARt RYT, Baiert g Tool life - minutes/blade Processing Result The performance of chip-breaking and service life can
Processing Result Good anti collapse performance, doubled lifespan & meet the customer's requirements
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AN T2 Cutting Case

=15 RS-

Case5:Transmission System-Main Shaft

0T RERS-REBIIILE
CaseT: Hydraulic System-Hydraulic Cylinder

BERRET

Energy & Heavy

MIBR SMNEIZEHY
Processing Methods Cylindrical turning
u =
| TS CNMM250924-PY-GP1105
ndexable Inserts
DAL
ot PCBNR404052509
Workpiece
EIREE Vc=220-250m/min
Cuting Speed
SHAAS
BETERE Fr=0.9-1.3mm/r
Feed
IRE Ap=10-15mm
Cutting Depth
MI%&E ENEUHEER
Equipment Horizontal milling machine
REAABR A&, 82

Cooling Method

emulsion,external cooling

HIHIER

Processing Result

BAATINTKERINI2.5K, MEE R
Asingle cutting edge can be machined up to 2.5 meters
in length and has excellent wear resistance

BATIMIKE/K
Machining length per blade/m

MIBH TR IERELE) R AR T
Processing Methods Rough skiving of Hydraulic Cylinder
u =
| TRES TPMT190616-BD-GP1105
ndexable Inserts
VAL D280& 71K
Cutter Holder Special cutter holder with D280
IR 25MnJ21%45%W, HRC20-30
Workpiece The material welded from 25Mn and 45# steel, HRC20-30
tﬂiﬁUEfﬁ Vc=158m/min
Cuting Speed
SHE4AS
HEARE Fn=1.2mm/rev
Feed
FIRE Ap=0.5-1mm
Cutting Depth
mIigsE =zl
Equipment Special machine tool
R ALK, SN2

Cooling Method

emulsion, external cooling

RILEESES

Processing Result

RENEEY, GFonEEPEX
The quality of the machined surface is good,
the service life can meet the customer's requirements

MIZHHE/M

Number of Processed Parts

xfl6: BIERY-E=
Caseb6:Fixation System-Flange

=618 RERS-KEBIIILE
Case8: Hydraulic System-Hydraulic Cylinder

Cooling Method

mIAR SNEIFEHI+NE R +HImE EH)
Processing Methods External turning + Internal turning + Face turning
|J =
TS SNMM250924-MR-GP1120
Indexable Inserts
PALEN
Cutter Holder PSBNR4040S2509
Workpiece
TRbRE Ve=194-213m/min
Cuting Speed
LA RE
R Fr=0.7-1mm/r
Feed
RS Ap=10-13mm
Cutting Depth
mIig&E RENIIHFZERR
Equipment Large double-column lathe
REAR LR, SN2

Emulsion,external cooling

EIHIRR

Processing Result

ERARTIRKR#HLGE TR, HarteFA10%

Suitable for large depth of cut and large feed conditions,

the service life is increased by 10%

| —
0 0.5 1 1.5

MIZTHHE/H

Number of Processed Parts

MITAH TREHELEIARAE N T
Processing Methods Rough skiving of Hydraulic Cylinder
TIAES LNEF080505-EPM-GP1105S
Indexable Inserts
PALEN D160& R 71K
Cutter Holder Special cutter holder with D160
NI Atk RE, (BM) @ ZNQT20
Workpiece Cold Rolled Steel:ZNQT720
TIHEE _ -
Cuting Speed Ve=151m/min
S LA RE
R Fn=2mm/rev
Feed
WTEE Ap=0.4-0.5mm
Cutting Depth
MIgE EM
Equipment Special machine tool
RAAH AR, N2

Cooling Method

emulsion, external cooling

KRR

Processing Result

REVUEEL, SFHREEFER
The quality of the machined surface is good,
the service life can meet the customer's requirements

IMIEHHE/M

Number of Processed Parts
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AN T2 Cutting Case

ZH19: RERS-KREBILIIE
Case9: Hydraulic System-Hydraulic Cylinder

111 [EARNA-[O]4% S

Casell: Swing Mechanism-Ring

BERMRET
Energy & Heavy

mIB TRIESHELEEI N T
Processing Methods Skiving of Hydraulic Cylinder
TAES LNEF171204-PF1-GP1105S
Indexable Inserts
DAL D170& R 7Ik
Cutter Holder Special cutter holder with D170
T Q345B, HB220-250
Workpiece
tﬂﬁﬂﬁfg" Vc=155m/min
Cuting Speed
SHAAS
BETERE Fn=3.48mm/rev
Feed
t])isT&% Ap=0.6mm
Cutting Depth
mIigs&E ZH
Equipment Special machine tool
REAABR A&, 82

Cooling Method

emulsion, external cooling

LIHIRR

Processing Result

B EY, RERENFmRETFER
The performance of chip-breaking is better,
The quality of the machined surface and the service
life can meet the customer's requirements

MIEHEE/MH

Number of Processed Parts

MIEH HFLINT
Processing Methods Drilling
TIRES SOMT060204-C-DP1-GM4240
Indexable Inserts QPMG060204-DP-GA4230
PALEN
ot GTD-220-5D-FC25-Q06S
T 50Mn, HB220-250
Workpiece
IHUEE Vc=124.3m/min
Cuting Speed
SHE4AS
HEIRE Fn=0.088mm/rev
Feed
t)_ﬁ;'?g 94mm
Cutting Depth
mIigsE HhR
Equipment Drilling machine
REAR IKEFR/ AR

Cooling Method

Emulsion, internal cooling

RIS ES

Processing Result

Wi IERE. FamEE &R
The performance of chip-breaking and service life can
meet the customer's requirements

MIZHHE/M

Number of Processed Parts

Z6110: RERS-KEBIIIIE
Casel0: Hydraulic System-Hydraulic Cylinder

{5112 [OAENAE-[O]4% S

Casel2: Swing Mechanism-Ring

MIAR SMEUIE
Processing Methods Grooving of the outer circle
|J =
RS GTD200C020-MT-GP1120
Indexable Inserts
DAL
Cutter Holder GTER2525M-C08
mIAE TABIA5#5, HB217-255
Workpiece Quenched and tempered 45# steel, HB217-255
HIHERE - :
Cuting Speed Ve=104m/min
St gA S
BRI Fn=0.08mm/rev
Feed
t}J;;Te% Ap=4mm
Cutting Depth
mIigsE EMEUZERR
Equipment Horizontal lathes
RHAH IR, N2
Cooling Method emulsion, external cooling
— RENEEST, EHREEAER
: The quality of the machined surface is good,
Processing Result L , ;
the service life can meet the customer's requirements

ik >

+40%

A 100
| | | N
0 50 100 150
MIEHEE/M

Number of Processed Parts

mTA= SMNEZEHI
Processing Methods Turning of the outer circle
TIRES CNMG190616-PR-GP1225
Indexable Inserts
TR
Cutter Holder DCLNR3232P13
ML 42CrMo, HRC28-32
orkpiece
TIHEE _ .
Cuting Speed Ve=119m/min
LA RE
HLETEE Fn=0.5mm/rev
Feed
WTEE Ap=4-6mm
Cutting Depth
MIg&E IHER
Equipment Vertical lathe
REAR AR, N2

Cooling Method

emulsion, external cooling

KRR

Processing Result

HifEMtRE. SaREZFEXR
The performance of chip-breaking and service
life can meet the customer's requirements

| | »
»

MIEHEE/MH

Number of Processed Parts
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AN TZH Cutting Case

FfH13: BERAR-KER
Casel3:Bogie System-Train Wheel

FFI15: BHRARARS-NEFER
Casel5:Bogie System-Train Wheel

BERMRET
Energy & Heavy

MIBR BiREMT
Processing Methods Rough machining of spoke plates
TRES RCMX250700-RR1-GP1105R
Indexable Inserts
DAL
Cutter Holder PRDCN3232P25
NItk CL65(FAEL 1)
Workpiece Hot-rolled steel
EIHIEE VC=62-105 m/min
Cuting Speed
SHAAS
GRS Fr=1.5-2.0 mm/rev
Feed
TRE AP=3-5mm
Cutting Depth
mIigs&E 5 ANV
Equipment CNC vertical lathe
REAABR T
Cooling Method Dry cutting

LIHIRR

Processing Result

B K5 es R, &t O mhdKF
Good chip breakage and lifespan,
reaching the level of imported brands

« I

0 5 10 15

MIEHEE/MH

Number of Processed Parts

mIA= HEEE
Processing Methods Tread restoration
NRES LNMX191940-HM-GP1115R
Indexable Inserts
VAL
Cutter Holder XZNR5055X-A
NItk CL70 (FA%LIN)
Workpiece Hot-rolled steel
EHIEE VC=54m/min
Cuting Speed
SHE4AS
HEARE Fr=1.0mm/r
Feed
TRE AP=4mm
Cutting Depth
mIigsE =2l
Equipment Special machine tool
REAR T
Cooling Method Dry cutting

RIS ES

Processing Result

MEML R, REMEA20%
Good wear resistance,
increased by 20% compared to competitors

+20%

4

A Y
cesac | NG

0 2 4 6
MIZHEE/

Number of Processed Parts

{14 ZRARRR-NER
Casel4:Bogie System-Train Wheel

Ffl16: HMERAL-1IR
Casel6:Bogie System-Frame

Cooling Method

MmIAH BRI T
Processing Methods Finish machining of spoke plates
TIRES RCMX320900-RR-GP1105R
Indexable Inserts
DALY FFHRRE 7)1
Cutter Holder Non standard customized blade body
NItk
Workpiece ERT
TIHERE _ ~
Cuting Speed VC=208 m/min
HERE FZmCompetitor: Fr=0.9 mm/rev
Feed £EGESAC: Fr=1.2 mm/rev
TRE AP=0.2mm
Cutting Depth
mnIgsE IR
Equipment Double knife frame vertical lathe
RHAH LR, SN2

emulsion, external cooling

RILIEVES

Processing Result

ERERARENARE T,
Fe T mIEF66%, MERFA30%

On the premise of meeting the surface quality,

the lifespan is increased by 66% compared to competitors,

and the efficiency is increased by 30%

0 2 4 6

MIZHHE/H

Number of Processed Parts

mIA=x B ERZR T E A
Processing Methods Milling of steering frame plane
TIAES SNMU1607ANEN-GM-GM2140A
Indexable Inserts
Rdia MFB245-125R08B40-SN16U
Cutter Holder
IMITAtH 16MnifE B W
Workpiece Tempered steel
LIHERE - .
Cuting Speed VC=196 m/min
S LA RE
BRI Fz=0.2mm/z
Feed
LIRS Ap=5-8mm/Ae=60-125mm
Cutting Depth
MIigE AL 7S
Equipment Quenched and tempered steel
REAAH Tt
Cooling Method Dry cutting

KRR

Processing Result

BN FMEmES, BRIUZ1UE
The lifespan of a single blade is comparable to that of
its competitors, with twice the effective blade count

MIEHEE/MH

Number of Processed Parts
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