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Work Material Hardness and Cutting Speed
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Job Coatings and Manufacturing Process
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FANREAE About us
2337 201157RH | EER alllas
Established July, 2011 President Ishikawa Norio
&R 700087T | EXAE tIHIZIA ~ RA -
Capital NT. 70 Million Business Profile ZfmREEHE °
Surface treatment for Cutting
MEANE 42\ tools, Punches.
Employees 42

201 TEXREBEREREE) R TEEI?&E‘ETZIEE\(HX) \Bl. HAROSG(#R)&Ett. HAOCSHN E
HHEBRENY, BEOSGHNRIERIT, BE—HEXENEELS, U "EFEL X "'RER
RERERE ™ ZIEH, _L/uﬂ?%%ﬁqﬂ MERE]. EERABNEMES. MEEE,
MEF—ERK. —EHEERIECERENRE. TmE. W, WANRSE L, NI
BECES LN AT FRENTFKA. ER. BAIEHRGFSUNEESSR. B8, 1A%
ZEENARTS.
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TAIHO Coating Service Co. Ltd. was established in 2011, as a subsidiary of OSG Corporation which fund by OSG
Corporation, TOSG Corporation, OSG Coating Service. We have been advancing the coating technology, which had
been developed by OSG Corporation. TCS always thinks it as the top priority to meet customer needs and aims to
become the top in quality, delivery time , and cost. Under a rapidly changing society, our business environment is
getting severer. To enhance our competitiveness under such a circumstance, we constantly develop and improve our
original technologies to support our customers for the the top in quality, delivery time, and cost. We look forward to
your continued support.

Ishikawa Norio, President

BRRUBEIIER. REBENEAECPVDRERKEE,

Various coating are available for all kinds of Components ~ Dies and Cutting tools.

wEFFEK, REMEE. Vi SHECSRERR,

Customization for High-quality coating in High-temperature, Smooth Surface and Wear resistance.

REHRR. mERE.

Stable quality and quick, punctual delivery.



PVDE&%{i# PVD Equipment

BT RRERE | RETBISERE,

Electron-beam method : Smooth coating with superior welding resistance.

Bl kR iR - M. MELHETHRESIER.

Arc lon Plating method : coating by applying a compound substance with exellent wear and oxidation resistance.

PVDY)IERSENIE Physical Vapor Deposition

n EE F R 7% i X Electron-beam Method
EATIN. TICN, FBsIEIREREN A B R MEE 400 BHER,

This method creates smooth TiN, and TiCN, coatings with superior welding resistance

ﬁfgﬂ%ﬁﬁ Surface of Coating

BT REEE

Electron-beam Method

FRiEE

smooth Surface

Bl ZX#E L Arclon Plating Method
FAZITRR (TIAINE) EREENMERE. ML HRITER,

This method creates coatings with excellent wear and oxidation resistance, by applying a compound
substance such as TiAIN

' ﬁﬁ;ﬁﬁgy&ﬁ% Step against droplet

| |
| ;M ﬁlﬁ(f.}gﬂﬁ ?ﬁ) Polishing (after coating)

F X A58l FXHib 51
Beforierilgliﬂnlf; After}Fz;liz:E:gé ;E EE Bl% fiﬁiﬁ
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Keeping sharp edges

Removing droplet by polishing
can creates smooth surface
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f5H%s TCSiEE iRiE Re BEE (Hv) ERFH |SLRE(C) EHHEE (Ra)
brevity Code Abbreviation Coating Color Hardness Coefficient Oxidation Surface
of Friction Temperature Roughness
S WXS SiC based ! 3,500 0.35 1,300 0.10~0.25
Thermal resistance iy =]
Black Gray
s MS Micro-WXS SiC based L 3,500 0.30 1,300 0.10~0.25
Thermal resistance iy ]
Black Gray
5\ z EE
SL SXL EEF :ied - 3200 | 030 1,100 0.10~0.25
Periodic Nano-layer B%c,ka%y
TiAISiZ%
a%E
GC HYPRO-GC beryhia 3400 | 035 1,100 0.10~0.25
Multi-layer of
composite material
AlICr%
SEE
G G-NEO s 3,200 | 035 1,100 0.10~0.25
Single layer of
composite material Black Gray
AICr¥% ‘
=L \
w WXL s -— 3,100 | 033 1,100 0.10~0.25
Single layer of ERE
composite material Black Gray
TIAINS <
a%E
F FX Lot~ il 2,800 | 040 850 0.15~0.30
Multijlayerof . BRE
composite material Black Violet
TIAIN% <
. : aS%E
s MF Micro-FX TIAIN based 2,800 0.40 850 0.15~0.30
Multi-layer of oot
composite material Black Violet
TiCN g
Vv Vv o Eiﬁf N 2,700 0.25 400 0.10~0.20
comp%siteymaterial EEY‘
TiN
T TiN BE 2,000 0.25 500 0.15~0.30
Single layer

Gold

MBEARNEe2~e0.66UMETIE  This Coating applys to high hardness cutting tools, that cutter diameter between @0.5~@2.
I BYETRIE R, BUERFERERINARE  Because of special coating, please contact with our sales man.




RERE HREE(CC) B RERITES EEH 1 FEFRBl
Coating Coating Substrate Coating Electrical Feature Application Examples
Thickness Temperature Removability Conductivity
W
High wear resistance
598 P TR - BEEHEITIR
2 600 Carbide A O :f_f]hhﬁ;;:;;t_ag;]e =H High hardness cutting tools
- =EEEZIVINT
Be idealy suited for dry cutting
with high hardness Steels
T
High wear resistance e
P | . &5 A=
83 i S 1 4 M INES BRE L)
2 600 CarbiiEe X O High heat resistance I—ggh halr)dness cuttl(;\g togls
. EP%EEE?ZEWUI;FE (Cutter Diameter: 20.5~22)
Be idealy suited for dry cutting
with high hardness steels
- M EZE - BRERATEHITIR
High thermal crack resistance Highly-efficient cutting tools
3 600 — x O | s - §7 ~ BT
Carbide High wear resistance Cutting and drawing dies
- BEE - il
High toughness Tungsten carbide punches
g
High wear resistance
- M EZ L= w
4 500 Ci%bﬂg X O High thermal crack resistance ﬁgﬁghrfﬂe%ij 2[‘1%9 —
SEs - PEEEEAMIER
Be idealy suited for wet cutting
with high hardness steels
7 500 . 5 Oem) A High thermal crack resistance ' D'E'Eiz}?cfﬂéuiﬁHOB
5 tt
Steel, Carbide | x ($E4f]) . E%’%ﬁ;ﬁesistance HgBan igh-speedieutting
- BREATHITIR
- TH &S Highly-efficient cutting tools
High thermal crack resistance - BEH A EIFEHOB
3 500 . 5 Q(fﬂ) O - T EE Dry and high-speed cutting HOB
%6 Steel, Carbide |  ($E4f]) Ei_gh wear resistance VIR Y|
- BEIY Cutting and drawing dies
High toughness - Shig - BEOEE
Forming and punching tools
- iRt
3 600 bi=E | O O - EFE Carbide endmill
Carbide High wear resistance - §28MHOB
Carbide gear HOB cutter
. T EELE - UNVEESIREE D
2 600 CE%SIE O O E?%vafarriresistance Carbide endmill
dILICE 9 (Cutter Diameter: 0.5~@2)
. w
- RS EEEMRET Gefgrgpcéugtijr?g%ols
M. =50 Higﬁslidingl\zear resistance ShEER
. 5 - ShE
3 500 Steel, Carbide O O - EE étamping dies
High seizure resistance CBEEEE
Sliding parts
- —RIAI7IE
General cutting tools
- ShEMA
3 500 . =M C o B =%, - =il IStamping dies
%5 Steel, Carbide = Be suited for general cutting - BiIfEER
Resin mold

OB— %A
General gear HOB cutter

¥ HOBRIBRE This thickness is for gear hob cutter.
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The relationship between coating, material and cutting speed

W EiNEEJIEE A Apply to tungsten carbide cutting tools
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Cast Steel

v

40 60 80 100 120 140
tﬂ‘ﬁ”ﬁ}g Cutting Speed(mm/min)

B SEEMESHINTIIEBA Apply to high-speed steel gear cutting tools

A ("
T
Dry Hobbing WXL GNEQ
L
C( ) )
RILINT TiN
Wet Hobbing
WXL
TiCN
O\ y J
50 100 150 200 250

t}]‘ﬁ"]ii}ﬁ Cutting Speed(mm/min)




SHIEERMN TEH Cutting Data

W Sk TER (WXS)
Ball nose mill at top speeds (WXS)

B VR ITEAI(GNEO)

Dry hobbing gear at top speeds (GNEO)

TiAISiZR(TiAISi)

DE7IE | RSEEE) o6 || GIEIRE |, PEIRE PREEBE NI IA
Tool Carbide Ball nose mill @6 | | Speed of Cut Tool Gear hob cutter (ASP)
#WHHE I skp11(HRce2) | BEEE 11000 min-1 TIARY 580X 180 m1.53 « m2.32
Milling Material Speed Dimentsion of tool
MITAR ZEMNT EIREE ; p R i
Miling Method | Slots milling Feed 2200 mm/min Cutting Data 660 rpm  165m/min
MR TR | 1001 afe
DEilmension of slots 29,0%9.6 %3 Depth ofat ap=0.1 at=0.12
MNIE 5@% AAA &f%ﬂ%ﬁﬁl
Survice 5 Slots Coolant ater-soluble —
#83% Speed = 660 rpm HOBHHI;EU Eit
V=165m/min Hobbing Performance
, 29.8mm ‘ #21]) Dry Hobbing (DT BB ELBR Tool Life)
__\
HELAE1" 9.6mm
¥Z1E N0 I Slots milling NI R =T Size of slots

750 l1125= 1200=1800
m1.53 m.32
B WXL B GNEO
SEIMMITZTIETIOEFEEA  The wear after milling 5 slots
i EI+4 @ Work Material and Coating
IE TCS A SAEH BN ig] = EN=F3 BEE
ME i Mild Steels Hardened Steels Stainless Steels Cast Iron =t b =gt
Material  Coating =k Titanium Alloys Aluminium Alloys
of tCouglt;ng of TCS Alloy Steels Heat Resistant Alloys Copper Alloys
~40HRC | ~BOHRC | ~B5HRC = ~35HRC & ~350HB
#2700y R T et B2 TDry [T et BETUDry [FRT Wet| BETUDry (R T Wet| E2 X Dry HRTE Wet| B2 T Dry [T wet| BETUDry R T Wet
WXS | © O © O © O O O O
GC O © O © O O O O O
Weisxu. oo |0 | o Oloe | o] o © ©
FX © O © O O O O © © © ©
GNEO| © © O © O © © © ©
HSSE | WXL © © O © O © © © ©
CPM | »y O O O O O O
TiN O O O O ®)
HOB FX © © O O O
WC WXL | © © O © © © ©
TiN O | O O O | O

R TEES S REEE T RARTER

PS.: "*"this symbol means this coating is suited for both of all cutting tools.
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FEE fERER A EERR~
Types Tools Dimension of services
i HNEPAEMmMLLT, RE300mmET
Punch D =245 mm, Length =300 mm
541*%?55 EEGIEr ]
e Forming tools S48 o BOmmMILT, EESOMMET
=T D =280 mm, Thickness=80 mm
Cavity
Rig7) SHEp 160mmLIT, RE220mmIdT
Hob D=g160 mm, Length=220 mm
SHEp 160mmLT, EE70mmLT
T D=g160 mm, Thickness=70 mm

Pinion cutter

AEP45mmLT, RE220mmET

(L) AR D=wv45, Length=220 mm
Gear cutting tools
LEEHRT) E=RY
Skiving cutter All Diameter of tools
i NP 160mmLIT, EET100mmEUT
Standard gears D=8160 mm, Thickness=100 mm
BRERIL
Tap
b1 BLE]
rill HEHASmMmMIT, EE300mmILT
D=245mm, Length=300mm
#
Endmill
tIHITE
Cutting Tools ®7]
Reamer
iy HEP 160mmIAT
Wood blades D=2160 mm

MISHTERARERSE, Bul3RESH, Please feel free to contact us if you need any further information.

|| ﬁgﬂﬁiﬁ*ﬁi Manufacturing Process
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Pre treatment
(Customer
Requirements)

iz

Decoating

Removing Burr

i *

Cleaning

Hib e

Polishing

IOk
Chamfering

(it
HEAR * (ALEE) &
Coating Post-treatment
(Alternative)
REEE i3
Choice of thickness Polishing etc

Y F5EES inspection

BE
Packaging
E:2eS
Shipping
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TAIHO COATING S€ERVICE CO,, Ltd.

& $ERRSIRFEEEIE Coating considerations

« TTEERRAAA$S} Material on the coating
HETEH. ENBESIRE00E e, T, mitis.

High Speed Steel Tool ,Tempering of steels above 500 degree,Stainless Steel Tungsten Carbide.

- THREFREERERE GNEER. SLREF).

Products without any other kinds of surface treatment (Ex. Hard Chromium Coating,Oxidation Treatment).
- THRESER. TR ERREER.

Confirm rust,greasiness,glue removed from products before arriving for coating.
- BhiDfl. BRILCER, FERILRETERGE YU

For high-quallty coating, exactly remove greasiness in that products with punched hole blow hole.
 EXFTIRZEENIE.

Packing carefully to avoid bruising in transit.

- BRMESS THEARIREE.,

Unable to remove coatings on the based material of products of Tungsten Carbide.

FERRRE.,

© REEEETHR. R, AEZPNTEEINEEN, BABTE.

Tool specifications are subject to change without notice.

« FEBASRIETEEHNER,

$ABAIMER Headquarters
820110 FifmEILEART —E235%

No. 23, Bengong 1st Rd., Gangshan Dist.,
Kaohsiung City 820110, Taiwan(R. 0. C)

TEL : +886-7-621-6159#3766-67
FAX : +886-7-623-5262

SAERHESZEPT Taichung Office
414013 AhmEHEERITILE 785

No. 78, Jiansing N. Rd., Wurih Dist.,
Taichung City 414013, Taiwan

BEHER 1 0933013668 &=—4%
TEL : +886-7-621-6159#3766-67
FAX : +886-7-623-5262

ZF—IRI—T—F 1 VIY—EZAMK A
T441-1317 BHSHEmEETAL-2
(A—TRI—FHTIH)

No. 78, Jiansing N. Rd., Wurih Dist.,

Taichung City 414013, Taiwan

TEL: +81-536-25-1314
FAX : +81-536-25-1305




