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Shanghai Fonhae Precision Tools Co., Ltd
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Manufacture of precision metal cutting tools, was established in 2016. The company
specializes in providing tungsten carbide, cermet tools research and development,
production, sales and service.

To provide customers with high-performance turning tool solutions is the daily work of

our Fonhae engineers. From the establishment of the company in 2016 to the present, the

company served in the past seven years cover automotive, bearing parts,medical equipment,

electrical tools, optical fiber splice, aerospace, mobile phone accessories, computer
accessories and so on.

I A4 #ERE The materials to be machining include:

B EC{ATR AN Austenitic stainless steel: 304/316L/316F/316LF
O ERARAREEN Martensitic stainless steel: 410/416/420J1/420J2
fk&% Titanium alloy: TC4/TC6

Al &% Kovar: 4J29

WA E Soft magnetic alloys: 1J117

15 K& Hastelloy: C22/C267

SUHIN, N, EEREESESHME

Easy cut steel, carbon steel, non-ferrous metals and other parts materials

FE S Main business:

BEEhZERRTIA Automatic lathe insert:

SMNETD FR¥AT0. LIRETD. H07). ARRERITIA

External tool, back turning, grooving, parting off, Non-standard customized insert
FESHLTIE Swiss type lathe insert:

gIa7). BT, UHE. kR, B IRTnERITIA

Front turning, back turning, grooving, parting off, threading, Non-standard customized insert
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HahZERJIERENIDTE Automatic lathe tool standardization process

Fi k8T E N4 Fonhae brand tools introduction

TNK R5#77] TNK Series parting off

TNK £%I50#37]. /G377 TNK Series Front turning. Back turning

TNK R5IZINEELTIE & ZEH TNK Series Grooving&Turning

TNK R5IEIFET]. FBEEHRST] TNK Series Grooving. Fine grinding of semi-finished inserts
TNK RFI3THIALEL 7] TNK Series Custom forming tool

B i Carbide left flute drill. Centering drill
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Automatic lathe tool standardization process F n H n E
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121%% 7] Welding turning tool

e BNER, RWMRAR

Advantage: low unit tool price and low procurement cost
R ETIEME, FIEI—EME, FH. ERMES.
Disadvantage: difficult to sharpen, poor consistency of
manual sharpening, low tool life. Higher cost per part. E1 &2

Fig.1 Fig.2

FONHAE TOOLS

BT RABEEMREMILIT. Fonhae tool have a better structural design.

El: FiREMES JIFE— N INERTRTEMAT™ LG4,

Fig.1: The positioning surface and the holder shown are still tightly fitting after a cutting edge is used to change the edge.

E2: FR7IRERT] T AR 7] AR E (IE &) AR R TIFE .

Fig.2: The broken edge of the insert shown does not affect the positioning surface of the tool and can be firmly attached to the
holder.

E3: FRRRA7IEUEEmER, MEITLELBREEKNBRTIK, ReTJALZ .

Fig.3: The two edges of the insert shown can be used completely, and the effective cutting edge length is longer than that of
competitors in the same industry, which improves the economy of the tool.

b AN N )
ATE)71E Company tools

s TIHEA, SRAFARMEMTIRA, SR,

Advantage: The tool holder is universal, and many companies can provide similar inserts, different center height can be selected.
TR SRR, N7 —RARS -WSERENTR. SR ENTRERARENTIARE

Disadvantage: Structural problems, one side of the cutting edge is used up, and the other side is not supported, and the lock is
unstable. It is easy to cause unstable product quality and tool waste.

El: P77 —AERTEE IR, TIRFMIIFHIRERREEM IS, NEELPTR.

Fig.1: The positioning surface is destroyed after one side of the cutting edge shown is used, and there is a gap between the insert
and holder that cannot be tightened with the holder and cannot be stabilized by the screw lock alone.

E2: FiR7I7—LERREEMEKKE, S—URNESEEMAXENFR, #RCAEIEN~RaRARENETNARAEHT],
ERFRIAR .

Fig.2: The positioning surface is destroyed after one side of the cutting edge shown is used, and the other side is unstable because
there is no positioning surface to support the lock. Continued use is easy to cause instability of product quality or the cutting edge
is broken after the tool is stressed, resulting in different waste.

E3: FRETFEII&E T EAE, W7 S5— N7 FERENRERIF L, WREN—BTETTI.

Fig.3: Due to the lack of a positioning surface for the broken tool, which affects the fact that the other cutting edge cannot be stably
mounted on the holder, and one side of the complete edge is wasted.

E4: FIRATREETDIRNEMERLTIFEERE, ERKENRERIKER.

Fig.4: In order to retain the positioning surface of the insert, the number of insert grinding times is reduced, resulting in a shorter
effective edge length of the actual insert.

E1 E2 &3 E4
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Fonhae brand tools introduction F n H n E
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FHTNARAEETANEFANERRENIMNMITIRERA, RTINS S ENRENEMEER,

Fonhae tools is made of alloy tool steel, and after heat treatment, the tool holder is finely ground and the processing insert is
clamped. It solves the problem of strength and positioning accuracy when the insert and the tool holder are locked together.
BN EAERAT NIIERTIEF SR, RN#TIRENE,

The better tool angle solves the problem of tool interference during machining, while improving the efficiency of tool feeding.
—RTREFRBXETE, HEEETHEER,

One holder can be used for all types of inserts, which is easy to manage and save costs.

REFEHDAELBERTFRE, BETIHNE, FRT), UE, UEEH], HE, Ui, BT, HEEFHNBETIHER.

Provide a wide range of tool types for customs to choose, covering external tool, back turning, grooving, Grooving&Turning,
profiling tool, parting off, forming tool customization. Meet the needs of customers with tools.

ST AMBARELRER, #ERE#MMNI4EHER SR

Avariety of tool materials and coatings are matched to meet the needs of different processed materials.

IR SHESHN Tool holder model number rules

TNK L 08 08 = 120 T03
1 2 3 4 - 5 6
y
#7515 Series JJ#F A TA Direction HEE BHEE LEE Injsje’jt?%?;e
L EFH 8 8 i 120
TNK 10 10 120 03=3.0mm
R-BFE 12 12 120
1| =2 =
71EBSHESHN Tool model number rules
C TNK 100 [F L N - GP
1 2 3 4 5 6 7 8 9
pa|mpiSEd 710351 =
| 5SS T Wi - JIRF5[A : TIRFEE #E &S
7TJR2EH Tool Type Series ety C;Jttmg g Direction AT EHg Corner type Dimension Grade
reatment Type
-tk 7] N- TRiIF 0°
Parting off F- TSt rake angle
B- /5437] _ Without 0 C- TR _
Back turning 100=1.0mm edge L-EFR V- 5Hif ERamteting 01=0.1mm GP
D- 2IHEER preparation Posiat:]vgel erake -
Multifunctional
F- SMEHETET) TNK U- 7
External tool Parting off
G- 1J]#& Groovin E- $0ifk FENE T
& 180=1.8mm Withedge R-&FE o gamm RZZEBL 03=0.2mm Js
W- JFRRRELT) preparation Grooving
Formm_gtqol and turning
customization geometry
04 ©
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TNK Series Parting off F ° n H n E ﬁ ﬁﬁﬁ

CTNKO50FLN 0.00 [ ] o} 1
CTNKO60FLN 0.6 4.0 0.00 ( ] 0] 1
CTNKO70FLN 0.7 4.5 0.00 ( ] (o} 1
CTNKO8OFLN 0.8 55 0.00 ( ] 0] 1
CTNKO90FLN 0.9 5.7 0.00 [ ] o} 2
CTNK100FLN 1.0 6.0 0.00 ( ] (0] 2
CTNK110FLN 1.1 7.0 0.00 [ ] o} 2
CTNK120FLN 1.2 7.0 0.00 ( ] (0] 2
CTNK130FLN 1.3 7.0 0.00 [} o} 2
CTNK150FLN 1.5 7.5 0.00 ( ] 0] 2
CTNK180FLN 1.8 7.5 0.00 [} o} 2
CTNKO8OFLU 0.8 5.5 0.00 ( ] 0] 3
CTNK100FLU 1.0 6.0 0.00 ( ] S} 3
CTNK120FLU 1.2 7.0 0.00 ( ] (0] 3
CTNK130FLU 1.3 7.0 0.00 [ ] [0} 3
CTNK150FLU 1.5 7.5 0.00 (] ® 3
CTNK100FLV 1.0 6.0 0.00 ([ ] [0} 4
CTNK120FLV 1.2 7.0 0.00 ( ] O 4
CTNK150FLV 1.5 7.5 0.00 [ ] (0} 4
Jd
S | T O g | e
1@ 1
E1 &P 3 =4
Fig.1 Fig.2 Fig.3 Fig.4
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TNKRFIHH1377
TNK Series Front turning F ° n H n E "'—j ﬁml
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FTNK300FLN 3 7 0.00 o o]
FTNK300FLV 3 T 0.05 © (o}
FTNK300FLU 3 7 0.05 o] o}
FTNK300FLS 3 T 0.05 © (o}

TNKRFIF7]

TNK Series Back turning

e = [
T €

Fig.1 Fig.2

BTNK120FLV-R0.11 3 0.11 [ J o] 1
BTNK120FLV-R0.12 1.2 3 0.12 [ J © 1
BTNK120FLV-R0.13 1.2 3 0.13 ([ © 1
BTNK120FLV-R0.22 1.2 3 0.22 (] o] 1
BTNK120FLV-R0.23 1.2 3 0.23 o o] 1
BTNK195FLV-C0.11 1.95 6 0.11 () © 2
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DTNKO50FLS 0.00 ([ ] © 1 GTNK150FLN 0.00 ([ 0] 1
DTNKO60FLS 0.6 1.8 0.00 o © 1 GTNK200FLN 2.0 7.5 0.00 ([ 0] 1
DTNKO7OFLS 0.7 2.0 0.00 { ] (©] 1 GTNK250FLN 2.5 7.5 0.00 o © 1
DTNKO8OFLS 0.8 2.0 0.00 (] © 1 GTNK300FLN 3.0 7.5 0.00 o 0] 1
DTNKO90FLS 0.9 2.5 0.00 (] o] 1 GTNK280FLV-C01 2.8 5.0 0.11 o [0) 2
DTNK100FLS 1.0 2.5 0.00 (] (0] 1 GTNK300FLV-C01 3.0 5.0 0.11 ([ (0] 2
DTNK120FLS 1.2 3.0 0.00 (] (o] 1 GTNK305FLV-C01 3.05 5.0 0.11 o (0] 2
DTNK150FLS 1.5 3.0 0.00 (] ) 1

DTNK200FLS 2.0 4.0 0.00 (] (0] 1

DTNK250FLS 2.5 6.0 0.00 (] © 1 TN K%?U*ﬁ’ﬁﬂéﬁzﬂnﬁln

DTNK300FLS 3.0 6.0 0.00 (] o 1 TNK Series Fine grinding of semi-finished inserts
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JIERSHESIN Tool model number rules
TN 300 F LN - e
1 2 3 4 5 6 7 8

7JAskE
= @ ; - - JIE7AE 71005 TIRHEE #E o
SIS sl 7B Width Cfmng selx Direction Cutting edge Type Corner type Dimension s s
reatment
N- THif 0°
B F- L . rake angle C- TIREIA ~
300=3.0mm  Without edge L £F8 - Chammferin 01=0.1mm GP
preparation V- FRif ; g
Positive rake angle
TNK S- E51EE
E- stk Grooving and
: turning geometr - TR
600=6.0mm  With edge R GER =k - Y R r@jﬁm 02=0.2mm s
preparation uU- J‘JJ_HTE&
Parting off
geometry

O o7 08 O
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TNK Series Custom forming tool F ° n H n E ﬁ SE‘T
—_—

iTHIBL S 45 S 3N Custom model number rules
Soow TN 300 L 0000 6
1 2 3 4 5 6

JJR2E! Tool Type 5= Series J1F 22! Insert Type  7JEJZ5[A Direction h#S Grade

W- JEtRAR AL T]
Forming tool
customization

B- EH7] 300=3.0mm L- £F8 GP
Back turning

C- tIkf 7] TJREEERS

Parting off TNK Tool information

code
D- ZIhEEE
Multifunctional

F- SMNEHEE ] 600=6.0mm R-&FE JS
External tool

G- tJJ#& Grooving

WTNK300LiT#I2={IE3 WTNK300L Custom made Case presentation
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XK-20221214-03A

XK-20221214-014A
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1.58

3.52
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B, FiDEh

Carbide left flute drill. Centering drill

— ONHAE i

B(xi5ie B ER L Carbide coated fixed shank left flute drill

($1.5-¢2.0) *3.0 4% Shank ([ ] [ J
(¢2.01-¢2.5) *3.0 #% Shank 12&14 40 () ()
($2.51-¢3.0) *3.0 #% Shank 18 40 () [ )
(3.01-¢3.5) *4.0 #% Shank 22 50 () [
(43.51-¢4.0) *4.0 4§ Shank 25 50 ° ]
(¢4.01-94.5) *5.0 #& Shank 25 50 o ()
(¢4.51-95.0) *5.0 #& Shank 25 50 o ()
(45.01-¢5.5) *6.0 #& Shank 25 50 () ®
($5.51-96.0) *6.0 & Shank 25 50 (] ([
(46.01-¢7.0) *7.0 #% Shank 25 50 () (
@ 55 Stock

1/8 S HIimIRIEE5 N2 B A $h1/8 inch shank welded carbide coated left flute drill

(¢0.6-91.5) *1/8 #i Shank o ©
(¢1.51-93.0) *1/8 1 Shank 12 38 (] ©
(¢0.6-91.5) *1/8 1 Shank 6 38 o o
(¢1.51-93.0) *1/8 4 Shank 12 38 o ©

@I 5iStock OITEROrder

B MREPiHCoated carbide centering drill

8 25 © o]

D6.0%60 £ °
D6.0%90 £ ° 8 25 o o
D6.0*120 E ° 8 25 o] o}

@I 5iStock OITLROrder
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