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Modified and Full Special Carbide Insert Tooling
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SolidWorks® 3D CAD Software used for Special Tooling Design and Engineering.
For Fast Quotes send your Drawings, Part Prints, SolidWorks or DXF/DWG CAD Files.

Close Tolerance CNC Grinding for fast, accurate precision ground Specials Inserts.

Standard Tolerance for Special Inserts *.0005 - Closer Tolerances on request.

Only Premium Quality Carbide Blanks are used. A large Inventory is kept in Stock.
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Special Inserts can be supplied with any Commercially available coating process.

Manufacturing
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Partner

See our web site for details: www.horizoncarbide.com

We Regrind Ceramic Inserts
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.5001C 4121C 3751C .2501C

New or Used Ceramic Inserts Reground, Reshaped or Downsized.
Get the maximum use out of expensive Ceramic Inserts.
Our Standard Regrind Tolerance is *.0005
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We can provide Special Tool Holders for Resized Ceramic Inserts.

Horizon Specializes in Grinding Whisker Reinforced and other High Tech Ceramic Materials.
50 Piece Min. Quantity for Regrinding Used Ceramic Inserts. Call for additional information.

HORIZON CARBIDE TOOL, INC. (480) 968-0957 FAX (480) 968-8042 info@horizoncarbide.com



53 QUICK MODIFICATIONS

R2 E

4 Face Angle 4
FAorV
w 1 R1 sc1

"RK/LK"
Chip Curler /
P 10° Positive \
Rake

Quick Modifications Guide for Standard Threading and Grooving Inserts

E - Back Distance or Maximum Depth of Cut FA - Face Angle **

W - Width of Cut V - Threading or Grooving Angle **
R1 - Outer Corner Radius * FC - Increased Face Clearance Angle
R2 - Inner Corner Radius * SC1 - Outer Side Clearance Angle
FNR - Full Nose Radius ** SC2 - Inner Side Clearance Angle

RKJ/LK - 10°- 20° Chip Curler - RH or LH Inserts ** BC1 — Outer Back Clearance Angle *
P - 10° Positive Rake - Standard Rake is 5° ** BC2 - Inner Back Clearance Angle *

* Width of Cut may change with modifications
**Width and/or Depth of Cut may change with modifications

Uncoated Inserts modified in 1 to 3 Working Days - Please add 3 to 10 Days for Coatings.

Horizon can provide inserts with any commercially available coating. Some coated Inserts can
be re-coated after modification: PVD TIN can be re-coated with TIN, TiCN or TiALN coatings:
TiALN coated Inserts can be re-coated with PVD TIN. Note: PVD re-coating can chip or flake
off due to excess coating thickness. Performance is not guaranteed on recoated inserts.

Some Insert modifications don't require re-coating. Aside from cosmetics, the removal of PVD
coating from the periphery of a Carbide Insert has minimal effect on it's performance in most
applications so long as the coating on the Top Surface of the Insert remains intact.

Please Contact Horizon Carbide Tool for Price and Delivery on Modified Standard Inserts

HORIZON CARBIDE TOOL, INC. (480) 968-0957 FAX (480) 968-8042 info@horizoncarbide.com




SPECIAL TOOLING REQUEST FORM

Fax or Send Request to:

HORIZON

CARBIDE TOOL,INC.

2404 S. Industrial Park Ave. Tempe, AZ 85282
(480) 968-0957 Fax (480) 968-8042
E-mail info@horizoncarbide.com

Date Page ____ Of ____
Company Name Phone

Contact Fax

Address Pager or VM

City State Zip E-mail

Horizon Distributor Contact

Machine Information

Turning Milling Machine Make & Model

Age & Condition HP Max RPM Max Table Feed - IPM

Limitations Coolant - Dry Wet Type

Fixturing / Workholding

Additional Information

Part Information
Description
Material Condition
Hardness (Rc) ___ Tolerance Surface Finish Requirements
Tool Information
Tool Description
Shank Size / Description Right or Left Hand Cutting
Current Tooling
Special Tool Holder Requirements Quantities to be Quoted
Current Problem or Objective
SolidWorks [RERalll Voo e i e o P
Partner .

HORIZON CARBIDE TOOL, INC. (480) 968-0957 FAX (480) 968-8042 info@horizoncarbide.com



Thread Milling Programming Services

Copy this form, fill in the information then fax it to: 1-800-968-8042
Contact Us At: 1-800-968-0957

Programming Request Form

Company Name: Date: / /
Contact: Telephone: ( )
Tooling Purchased From: Fax Number: ( )
Machine Information: CNC Controller Information:
Brand Make: Brand Make:
Model: Model:
Spindle Taper: O3s5cat 4ocat [0 50cat ISO - ASCII Compatible: OvYes O No [ Don't Know
Max RPM: Is Helical Option Availble: O Yes [ No LI Don't Know
Thread Specification T o Be Produced: Material To Be Machined:
Thread Specification: Material:
Length Of Full Thread: Hardness:
Thread Form: [J100% [ 75% Other % Condition: [] Annealed [ Normalized [] Heat Treated
Thread: O internal [ External O cast O Forged O Rolled [ Plate [ Bar
Drill Size: _ Othu O Blind O Counterbored [ Pre-Machined [ Flame cut [ Scale [ sand
Thread Mill Selected: If you are not sure what tool to select, check one of the following

and we will recommend a tool for you:

] solid Carbide [ Indexable
O shortest Cycle Time O Lowest Tooling Cost
Tool Description:

Tool Recommended:

Insert Selected (If Indexable):

Programming Data:
O Metric K Value: [] Not Required O Required

Program Values: D Absolute (G90) Dlncremental If Required: D In Radians D Per Revolution
(G91) Feed Direction: [ Climb Mill [] Conventional

Dimensions: |:| Inch

Arc Center: [11&y [ R (Radius)

Tool Path: I:l Offset I:l No Offset Note:Climb Milling is alvyays recommended for carlblde tooling. .
In some cases where thin wall parts, long extensions or worn spindle

T . bearings are encountered, conventional milling may be an option to
Arc Limitation: [] FullCircle [ Quardrant produce a given thread.



Formula To Determine RPM:

Thread Milling Speeds And Feeds

M= 382 X SFPM

Formula To Determine Surface Feet Per Minute:

SFPM=.262 X RPM X Cutter Diameter

Tool Cutter Diameter

Tool Shank Diameter & Number of Flutes

Material To Be Thread Milled Starting SFPM &
Suggested Feed In Inches Per Flute
1/8" | 3/16" | 1/4" | 516" | 3/8" 1/2" 3/4"
M aterial Group Classification Typical Grades 3 3 5 5 5 5 6
1. - Steel Plain Carbon & AISI/SAE Types: 1005
Low Carbonup to 1020, 1108-1119, 1213- 600 600 600 600 600 600 600
22Rc 1215, 1513-1518 .0003" | .0003" | .0005"| .0006"| .0007"| .001" | .0015"
4012, 5015, 9310
2. - Medium Carbon  Hesat Treateble AISI/SAE Types: 1025
& Alloy Steels Carbon & Alloys 1095, 1130-1151, 1330-
From22 to 32Rc 1345, 1520-1572, 575 575 575 575 575 575 575
4023-4063, 4120-4161 .0003" | .0003" | .0005"| .0006"| .0007"| .001" | .0015"
4320-4340, 4620-4640,
8620-8660, 8720-8750,
6150, 51000, 52100
3. - Medium Carbon  Heat treatable AISI/SAE Types: 1040-
& Alloy Steels Carbon & Alloys 1095, 1140-1151, 1330-
From32to 42Rc 1345, 1520-1572, 525 525 525 525 525 525 525
4023-4063, 4120-4161,
4330-4340, 4620-4640, | .0003" | .0003" | .0005"| .0006"| .0007"| .001" | .0015"
8620-8660, 8740-8750,
6150, 51000, 52100
4. - Stainless Steels  Austenitic Types: 301-304, 310, 525 525 525 525 525 525 525
Stainless Steels 316, 321, 347 .0003" | .0003" | .0005"| .0006"| .0007"| .001" | .0015"
5. - Stainless Steels  Martensitic Types: 403, 410, 416, 550 550 550 550 550 550 550
Stainless Steels 420, 430, 431, 440C .0003" | .0003" | .0005"| .0006"| .0007"| .0008" | .0015
6. - Stainless Steels  Precipitation Types: 15-5PH, 17-4PH,
Hardening AM350, AM355, AM363| 300 300 300 300 300 300 300
Stainless Steels PH13-8Mo, PH14-8Mo | .0003" | .0003" | .0005"| .0006" | .0007"| .0008" | .001"
7. - Nickel Nickel & Nickel Inconel 700, 713C, 718,
Base Alloys Inconel X, Monel 400, 120 120 120 120 120 120 120
401, 404 & K, Rene 41,
Rene 95, Waspaloy, .0003" | .0003" | .0005"| .0006"| .0007"| .0008" | .001"
Udimet 500 & 700
8. - Titanium Titanium & Commercialy Pure Ti,
Titanium Alloys Ti-6Al-4V, Ti-8Al-1Mo, 100 100 100 100 100 100 100
Ti-7Al -4Mo .0003" | .0003" | .0005"| .0006"| .0007"| .0007" | .00Q7"
9. - Cast Iron Gray, Malleable. ASTM A48, A220, A436
Ductile (nodular) ~ A319, A536, A602, SAE | 600 600 600 600 600 600 600
J158, SAE J434 .0003" | .0003" | .0006"| .0007"| .0008"| .001" | .0015
10. - Non Ferrous Wrought & Low Si 6061, Free Machining 1,700 | 1,700 | 1,700 1,700| 1,700| 1,700 | 1,700
Cast Aluminum Brass .0003" | .0003" | .0006"| .0007"| .0008"| 001" | .0015"




