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Hyper AP1 (For reg

rinding and recoating)
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*Eco-friendly, coating suitable for water soluble oil

*Excellent thermal shock resistance and over 300m/min ultra high-efficiency hobbing in water-soluble condition is possible

H=E %) ¢A k) IMRE=U] N Ultra high-speed hobbing in water-soluble
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Re-coating type ﬂ

fiirtBED L EEEH Comparison with competitor

IKBHETA00m/minDEFEYIHIZEIR HEZEICE< ERENHIUTRSESH
Achieves 400m/min ultra high-speed cutting in water-soluble Strong to thermal shock, long tool life by reducing wear
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EFERAE Shape of wear
Shape of wear
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i 0.22 0.13
g 3608 7208 T mm mm

T A MINIZRA Test conditions

D—2JFE7T - m2XPA20°

Workpiece specifications

KI5 1 ®100,6TH,NT16

Hob specifications

FIHIERE : 400 m/min

Cutting speed

XNT75  #%Hl# : SCr20

Work material
RIT¥%& . FMH-SV
Hob material FMH-SV

EDE 1.0 mm/rev
Feed rate

SRR KiaH

Cutting Fluid: Water-soluble
I<LVAI-FT4VIEHD
Coating on cutting face
RIS 54 L

Cutting condition: Climing

7 R MHNTZR 44 Test conditions

D—2UF75T : m2.3XPA14.5°XNT50 #Hl#f : SCM420
Workpiece specifications
RJHIT . ©75,3TH,NT14
Hob specifications

EIHIERE : 280 m/min
Cutting speed

HEDSHERS L. KABEMIET
SS5PBNMIR/EICEDOET. -T2V I HEZTIRERLET

We propose the most suitable coating and tool material according to your machining environment. Such as oil, dry, water soluble hobbing.
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Hyper AP1

DuAl EX
DuAl VX
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Hyper DuAl SP  300m/mink>- il THElEE

Hyper DuAl GP RS54 DSHMEF T TIREZZEILEL
F<LVWEAI—T 1 VI EU CIRBEF D 4REZ FeiE
BERT EUTILERE C Rz 58

Work material

Feed rate

of coating

MIHHE : FMH
Hob material FMH

ZEDE : 2.3 mm/rev

SOHHR | KR

Cutting Fluid: Water-soluble
FLVWEI-FT1VIHD
Coating on cutting face
EIRG 51 L

Cutting condition: Climing

*Greatly improved coating quality needed for hobbing by
optimizing deposition process and design of components

*Five coating are available depending on the application
Hyper AP1: Achieves overwhelming performance with

water-soluble

Hyper DuAl SP: Dry cutting at 300 m/min
Hyper DuAl GP: Suitable in all conditions from dry to oil
DuAl EX: Great performance without coating after

regrinding

DuAl VX: Delivers performance in a wide range of

standard hob applications

*Combination of superior thermal shock resistance,

(FMH, FMH-VX#1) DEERICKD. kB DIEREZ FiE

chipping resistance, and wear resistance of new

HSS-Co material(form FMH, FMH-VX) give outstanding

performance.
RSiT SHEINT KBMNT
Dry cutting Oil Water suluble
HITRE=R TRAERER == ‘ SHEE IR IRAEER SHEE ‘ AR
Efficiency Standard High Ultra-high Standard Standard High Ultra-high
1 1
AR ( Hyper DuAl SP | ( Hyper API
At T) [ Hyper DuAl GP ] Hyper DuAl GP
(full c%ating):’ s ‘ DuAl VX
1
AR ( DuAl EX J ( puaex ||| DuAl EX
(g’(b'\E:I—'T»r‘JszL/)
i 27k
ey Dualvx | [owrx ] | puaivx ]
J—F VI ERELLER
Comparison of coating performance
BEI (For regrind ony) BEHHEIE—F 1« > J11#8 (For regrind and recoating) 1
DuAl VX DuAl EX Hyper DuAl GP Hyper DuAl SP Hyper AP1 E’
i 1| E
Wear resistance O o o o o E/ *E___ ﬁE $
=]
Toughness O o o o o § Ultra-high-efficiency
T EAE
Heat resistance - © o o © %
REMN
e ° ° ° ° - B
Theﬂmﬁ(gﬁ%‘s%mg o) o) N N [¢) High-efficiency
TR Uy h&RSA DIy h&RSA BINTITRMS RS A BRER RS KB 5
Applications Wet & Dry Wet & Dry General purpose wet and dry High-Speed dry Water-soluble %Z‘Eﬁgﬁ
= 2300~2500 2300~2500 2400~2600 2500~2700 2500~2800 Standard efficiency
BILEE X Y 50 100 200 300
Oxdationtemp. 850T 950T 1100C 1150C 1000C MRS Cuting speed (m/min)
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Hyper DuAl SP (For regrinding and recoating)

BEISRGIFE R EFIE
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*Dramatically increase the performance for high-efficiency cutting with over 300 m/min and high-hardness material cutting Re-coating type
*Achieve great performance with tough conditions ~ <

Z=edll= e Examples of ultra-high-speed cutting EEEMINTEA Example for high-hardness materials
DuAl EXICx UL THmSE L SEEM Tt RE

Excellent performance even with high-hardness material

SIELRE300m/minkl_EDEERERI TP EEEM I TOMRENFRIICE Lk

Operating life extended 5x over conventional product

oS 04—
DuAl EX Hyper DuAl SP e ) Hyper DuAl SP
EFERRE EEFERZRE
Shape of wear Shape of wear
tIEIR
Cutting length 25m Ve BRAERE
FHantt ] 50 Maximum 0.36mm 0.06mm
Life ratio - amount of wear

7 A MHNTIZR44 Test conditions 7 R MHNISR 44 Test conditions

J—UF5T - m2.5XPA16°XNT54  #&HI# : SCM420H  SIEBEA : EU (RS 1T) TD—UF7T - m2XPAIS'XNT79  #Hl# : SA5C(280HB) HIHIEAI : EL (RS 4MI)

Workpiece specifications Work material Cutting Fluid: Dry cutting Workpiece specifications Work material Cutting Fluid: Dry cutting
RJEET © ©95,3TH,NT12 RI#%& 1 FMH ILVWEI-FT1VIHb RIHIT . ®70,3TH,NT12 HRIH7E : FMH2 I<LVEI-F1VIHb
Hob specifications Hob material FMH Coating on cutting face Hob specifications Hob material FMH2 Coating on cutting face

KRR © 300 m/min EDE 1 3.0 mm/rev HIHIEM © 951 L. YT MEL EIHIERE © 110/160 m/min XD : 3.0/2.6 mm/rev  YIHIRME : 954 L NIHB00
Cutting speed Feed rate Cutting condition: Climing, No shift Cutting speed Feed rate Cutting condition: Climing,number of cuts is 800

Hyper DuAl GP 1h7 (SHEIEa— M) : |

Hyper DuAl GP (For regrinding and recoating)

VIEITTE O—OMBRRENN TRFZERIEL)

*Can be used for both dry and oil cutting
*Suitable in any conditions with a wide range of materiels and cutting methods -

SN T4 Example of high-speed oil cutting

MM TR E TS

Performance even in oil cutting

Bifdl&I<LEI—rED
Re-coating type )

RSAMICREINTIDESSTHERATEE

DuAl EX Hyper DuAl GP T A MIITSR4 Test conditions
D—2UF75t : m2.5XPA15°XNT40  #Hl#F : SCM420H
Workpiece specifications Work material
SRR : S RIFET © ©95,3TH,NT12
RS Cutting Fluid: Oil Hob specifications
2 TRIHE : FMH FLVEI—T4YI5BD
SIER ClfEEY Hob material FMH Coating on cutting face
EIHIERE © 150 m/min EDE : 2.2 mm/rev

Feed rate

Cutting speed
VB 0.22mm VB 0.17mm IR 551 L YT ML

Cutting condition: Climing,, No shift

HIHIR

Cutting length 225m 450m
Fantt
Lifemr]atio ! 2

Hyper DuAl GP&Hyper DuAl SPOERELER
How to use for Hyper DuAl SP and GP

Comparison of performance of Hyper DuAl GP and Hyper DuAl SP
‘Hyper DUAl SP : S —5 BRI TRICT

SRR i i
Cutting speed 160m/min 250m/min MEEERE
EIHISRAE RAY K TEH 0.4mm 0.4mm ‘Hyper DUAl GP : I —%-_BEFEITEL
Cutting conditions | Maximum chip thickness S e
T = So BEFENSYFICTIEREERE
i
Cutting fluid Dry Dry +Hyper DuAl SP: Improves performance against cratering
GPESPICKEMFMAERRL GPESPICERMIEAES e .
Same performance between GP and SP Great performance of GP with high speed conditions e LA EPAIn @1 PRI TENED EeeleH GEDiy
500 150 and secondary flank wear
<BI>D—IRECHITBENDT
B o - <Example> How to use depending on hardness of workpiece
E E 300
£ £ 100 =y
TR 2 a0 g wien INTARERS

Cutting length 5 = 2
g 200 § % g 240 Hyper DuAl SP
&) O gy B 5
i i S ()
I 100 = 8 .
8 = D 2 " Hyper DuAl GP

150 . . ) , .
DuAl EX Hyper DUAIGP  Hyper DuAl SP o DuAl EX ' Hyper DuAl GP ' Hyper DuAl SP 0 50 100 150 200 250 300

YIHIERE Cutting speed  (mM/min)




DuAl EX KT (St :

DuAl EX (For regrinding only)

RSAMT. Y TYMITOE S THERTRE
FLVEI—F VI TR TRE TS ORI
ABEN SEAERIN T CHATEFE (B4R 60~ 180m/min)

IS T COEI—ML '/"I

No re-coating type )

*Can be used for both dry and wet cutting
*Can be used with regrind only
*Great performance in conventional cutting applications (cutting speed 60 to 180 m/min)

Rz Sl A Uy [MEls %8 Comparison of cutting with no coating on cutting face

E
E 02 =1 - Workpiece specifications
£ STOP
5 — REREAICKOIT YIHIEE : 160 m/min
§ A/A Stopped test cutting due to excessive wear Cutting speed
g 0.15 RTEETT - ®95, 3TH, NT12
3 / Hob specifications
< \ EDE : 2.2 mm/rev
B o 5, Feed rate
w o
b
—O— DuAl EX N
— i " 2|
005 —— Hyper DuAl GP DuAl EXIZIN s D eI sE
—7/\— Hyper DUAl SP Stable cutting due to uniform wear
0

I I I I I
300 375 450 525 600
HIR Cutting length (m)

0.25
T A MINTIZRA4 Test conditions

D—2U57t : m2.45XP15.5°XNT40 #%Hl# : SCr420H

Work material

SIEBER : 5L (RS54 H0T)

Cutting Fluid: Dry cutting
FLVWEI—T 1 VJ1EL (R T8 : FMH)
No coating on cutting face (Hob material is FMH)
PRI : 954 L2 T MEL

Cutting condition: Climing,, No shift

DuAl VX KT (St (

DuAl VX (For regrinding only)

RSAMI O IYMITOESSTHERARE
RNTDORED—F 2 J EUTIRERE RIS IG

*Can be used for both dry and wet cutting

BT <OET—MEL '/"I

No re-coatin, e
g typ )

*Supports a wide range of applications as a standard coating for hobs

SHIENN T =41 Example of wet cutting

FyEYV IBLRELINT

Works consistently without chipping

NACH]
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it &R GARR) \ 1 Z+TIAINRI—hK)
Conventional (HSS+TIAIN coate) DuAl VX
Workpiece specifications
SIEIERE © 70 m/min
Cutting speed
i ATHTL | 080, 3TH NT12
Shape of wear lob specifications
D& 1.5 mm/rev
Feed rate
RAERE
MaximumE 0.15mm 0.06mm
amount of wear

T A MINIZRA4 Test conditions

D—UF#7T : m2.3XHA2T'LHXNT47 #HI# : S53C(250~300HB)

Work material

ERHE :

Cutting Fluid: Oil
FLVEI-FT 1 VIBEL
No coating on cutting face

BIHIZRM OS54 L INTEH150

Cutting condition: Climing, number of cuts is 150

www.nachi-fujikoshi.co.jp

it Tel:03-5568-5111
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LEEE%R Tel:011-782-0006
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