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ZHUZHOU SANT CUTTING

SANT /INTRODUCTION

Zhuzhou Sant Cutting Tools Co,, Ltd is a modern joint-stock company specializing in the designing, producing and
selling of CNC cutting tools and cemented e tools. Located in Zhuzhou,one of the biggest manufacturing
bases of cemented carbide cutting tools in China,our company mainly produces various cnc turning tools, milling
toals, drilling tools, cnc inserts, tooling systems and various cemented carbide tools.

We have strong design team and complete quality-testing system and have passed the 1509001 Certification of
Quality Management System. Besides, ERP system is adopted to improve the efficient and acturate management.
More importantly, we have various kinds of processing equipment, including MAZAK five-axis linkage high precision
machining center, ANCA five-axis linkage high precision grinding center.In order to make sure
series products always stands at the front of the industry, we have established collaboration relgtionships with many
outstanding suppliers including NIHONG TECHNO - the heat treatment company.

With the experience of designing and manufacturing cnc cutting tools for many years, we can provide customers
with various non-standard tool holders,and can also provide a complete set of supporting scheme for required tools
during the processing as well as varies carbide tools. In accordance with the principle"Quality First, Service
Supreme", we have established long-term friendly cooperation relationships with many customers all over the

Operation Principle:

Unite and innovate, forge and progress,

trust and work, mutual benefit and wi

n-win.
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Cemented carbide and cemet inserts
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Parting and grooving inserts
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Threading inserts
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Chipbreaker Introdi

Negative inserts with hole

Chipbreaker

GR Double—side

TURNING

Feature/Shape of insert
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Recommended chipbreaker for ight roughing of P-type and K-type materials
Double-side chipbreaker with M-level tolerance s the first cholce for ght roughing, can achieve high
evacuation rate and efficiency of cutiing edge.
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Recommended chinhmaker fnr heaw—load machining of K-fne matedale
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ap=0.5~1.5(mm)

fn=0.1~0.3(mm/r) @ g E ﬁ é
meﬁﬁmbmmdP—lype M-type, K-type
Double—sided chipbreaker with mmmmmwmmm

ap=1.5~5(mm)

n=0.2~0.5(mmr) s = ! e
WhM—laereﬂm lsaﬂhhnﬁﬂ%m finishing of various materials. And keep the surface be

ap=0.3~2(mm)

fn=0.06~0.35 (mm/r) @ g
With M-level tolerance it has sharp euting edges and is suitable for cuting achesive meterials such stainiess sieel
soft steel efe. it achieves high qualty machining surtace.

ap=0.05~1(mm)

fn=0.05~0.3 (mm/r)
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TUHNING bréaker Introduction

Positive inserts with hole

Recommende
cutting parameters

HR Recommended Universal Groove for extra finishing.

With M-lever tolerance, itis stitable for the intemal and extemal extra finishing of steel, stainless steel and ion
ap=3~7(mm) cast materials efc.

fn=0.3~0.7(mmir) @ s ! !

For semi-finishing universal groove in Wide appication.
With M-ever tolerance, it is suitable for the intemal and extemal semi-finishing of steel, stainless steel and iron
ap=1~4(mm) cast malerials efc.

- SeBA <

Recommended chipbreaker for semi-finishing of M-type matenials
With M-ever tolerance, the edge is more strength and achieved more higher machining efficency than BF.

Chipbreaker

Feature/Shape of insert

TURNING

ap=1~4(mm)
Mm=02~0.5 (mmir) | @R . A
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For finishing universal groove in Wide appication.
With M-lever tolerance, it is suitable for the intemal and exdemal finishing of steel, stainless steel and iron cast

ap=0.1~2(mm)

Recommended chip breaker for fishing universal groove

With M-lever tolerance, it has shap cuting edges and is stitable for cuting adhesive materials such as
ap=0.1~2.0(mm) stainiess steel soft steel etc.
fn=0.05~0.3(mmir e e &)
™ S8y S e B
.

With G-leve! tolerance large rake angle and polishing treatment on surface. It can effectively prevent buit-up
ap=0.1~8(mm) edge and achieve high work piece surface quality whie maintaining long life.
fn=0.1~0.5(mm/r) E E

Aluminum processing siot type
With G-ievel tolerance large rake angle and dearance angle make the cutting edge shamper ensuring easy

fn=0.05~0.5(mmir) e 6 é ‘
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