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Aluminum Wheel Processing
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B Bangpu cutting tool solution-The leader of aluminum wheel processing B
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Aluminum Wheel Processing
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MATRE. EXEFRE.

Aluminum wheel hub machining requires high cutting speeds
and extremely high hardness cutting materials, which generate
huge centrifugal forces during the machining process.

Stable cutting tools that can withstand high speeds and loads are
required. Bangpu has decades of profound experience in this field
and has been continuously expanding and optimizing the
indexable insert series. Today we are a comprehensive
manufacturer providing excellent tools for every processing in
wheel hub manufacturing, At present, it is used for automobiles.
motorcycles and other aluminum wheel machining.

GDMAGB840-AF (—A&il T General processing)

GDMAB840-AL (¥#& i1 ISemi-finishing)

GDMA840-AN (3451 TSemi-finishing)
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Large rake angle, sharp cutting edge with open
chip breaker

Large rake angle, sharp cutting edge with
closed chip breaker

GIP600-300-LH (—#&fNTGeneral p| ing)

300-AL (¥4FI0TSemi-finishi

Large rake angle, sharp cutting edge with
closed chip breaker

GIPATYZ-35V-1.2-LHC
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Large rake angle, sharp cutting edge with open
chip breaker

VCGT...-LHC (—#&i1TGeneral processing)

Large rake angle, sharp cutting edge with
closed chip breaker

VCGT...-AL (¥ TRoughing)

Large rake angle, large clearance angle

VCGT...-LHK (Ef@1IChip-breaking processing)
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Wave mode chip pocket, sharp cutting edge

Sharp cutting edge, wide chip pocket

Large rake angle, sharp cutting edge with open
chip breaker

A92

Hl

ie
¥
1

T

%

7

oiF >+

B



HeENTesNA T R1FIE/ RS

Insert Application for Characteristics/Advantages
Aluminum Wheel Hub Machining ——

° AFFERZAHE
Geometry AF
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A-type processing ﬂﬁﬂ’ﬂﬂ)—#fﬁ%ﬁiﬁﬁﬂ Hﬁ%ﬁﬂufﬁ@

-Excellent geometry design for general machining of aluminum.
-Large rake angle and clearance angle design helps faster and smoother cutting.
-Unique installation mode makes it more stable.

R — 3 {_ BELINT
- N _ B-type processing
== } . 0 20ERAMEARARIT O
. Designed with 20° [ dn—mi W
Effeuiocessing between the top and bottom side ~
o FiRMBEEH O
Open geometry design
RV A MAIR, BU/NMIEIBED
cEmI DRAMAFRENIIAT, RERENBE S ®
N C-type processing NAENRBEAREE, EARENARFMIN
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Recommended cutting condition

-Special rake angle and cutting edge inclination angle to
reduce cutting resistance.

-Ensure stable chip control when cutting depth and feed AF*EH;
are unstable.
-Sharp edge and wide chip pocket to reduce chip sticky CHIPBREAKER AF

- - - tendency in unstable boring condition.
mae (BE) SRR 500-600 1000-2500 800-2200 y 9
Aluminum alloy (casting) Not-hardend 700-900 400-1200 400-1000
Bas (BE) w5 700-800 1000-2500 800-2200
Aluminum alloy (forging) Hardend 800-950 400-1200 400-1000
Has KREEW
Gaper dlly Not-hardend 700-900 400-1000 400-1000
2
ﬁ.':.ﬁ HE 700-800 300-1000 300-1000
Magnesium alloy Hardend
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Characteristics/Advantages Inserts for Aluminum Alloy Wheel Turning

GDMAB840E-AL * * 30.00 | 8.00 - 6.89 - 4.00 -
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GDMAB4OE-AF * * 30.00 | 8.00 - 6.89 - 4.00 -

-Excellent geometry design for forging aluminum wheel hub.
-Large rake angle and clearance angle design helps faster and smoother cutting.
-Unique installation mode makes it more stable.

GIP600-300-AL * * 18.00 | 6.00 - 6.50 - 3.00 -
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Innovative anti-skid slot design
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-Withstand higher stress. m sEEEMNT
-Ensure safe and good positioning under centrifugal Aluminum

GIP600-300-LH * 18.00 | 6.00 - 6.50 - 3.00 -
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GIPATYZ-35V-1.2-LH * 30.00 | 6.00 - 7.00 - 1.20 -

load conditions. wheel hub
. R L machining
-Improve safety during high speed machining.
VCGT160408-N3 - - | 9.525| 476 | 440 | 0.80 | 7 |
@ VCGT160412-N3 - - | 9525| 476 | 440 | 120 | 7 ii_,
357 EDW
VCGT220530-N3 - - |12.70| 5556 | 550 | 3.00 | 7
r
o AaXrBrEE T O VCGT220530E-N3 - - |12.70| 5556 | 550 | 3.00 | 7
Closed geometry design VCGT160408-N1 - - | 9525|476 | 440 | 1.20 | 7
T 5 VCGT160412-N1 9.525 | 476 | 440 | 120 | 7
£
. [ et VCGT220520-N1 12.70 | 5.56 | 5.50 | 2.00 | 7
EOEEREFIA, LR g, AL
N EREREESMIEART, HBEIRG % VCGT220530-N1 1270 | 5.56 | 550 | 3.00 | 7
IEE
RBEMCEFHE 3 VCGT220530E-N1 12.70 | 5.56 | 5.50 | 3.00 | 7
-The chips leaves the insert faster to prevent from 2 VCGT160412-LHK - - | 9525 556 | 550 | 1.20 | 7
sticking. VCGT220530-LHK 12.70 | 556 | 550 | 3.00 | 7 e
. N P B N 4 - - . B . odl_| | i
-Special design for machining high strength aluminum 1 35 @ o4
alloy with smoother chip evacuation. . VPGT220516-LHK 1270 | 556 | 550 | 1.60 | 11 :
Improve automated efficiency. 0.2 0.4 0.6
A8 fn (mmirev)
VPGT220612E-LHC - - |1270] 635 | 550 | 1.20 [ 11 ‘——W
odl [t
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Tool Holders For Aluminum Alloy Wheel Turning
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BUMPR/L 2525-R3-150

R/L:
RAFT] Rright hand knife

L ZEF7] L left hand knife

E/RABF T Pictured: right hand knife

GIP600**

BUMPR/L 3232-R4-170 170 32 32 24 315
BUMPR/L 2525-R4-150 150 25 25 24 24
BUMPR/L 3232-R4-170 170 32 32 24 315
VCGTUO
R/L:
RAFJ] Rright hand knife
L ZF7] Lleft hand knife
ERAEFT] Pictured: right hand knife
SVJCR/L-2525-M16 150 25 25 - 32
SVHCR/L-2525-M16 150 25 25 - 32

GDMAB840**

VCGT16**

L5.0

S040L09

HT15

A97

GDMALO

R/L:
RAFT] Rright hand knife
L ZF7] L left hand knife

El/RAAFT] Pictured: right hand knife

BUMPR/L 50C-05A-R4-300 300 50 47 87 27 >65
BUMPR/L 50C-08A-R4-300 300 50 47 87 27 >65
BUMPR/L 50C-15A-R4-300 300 50 47 87 27 >65
BUMPR/L 50C-05A-R4-350 350 50 47 87 27 >65
BUMPR/L 50C-08A-R4-350 350 50 47 87 27 >65
BUMPR/L 50C-15A-R4-350 350 50 47 87 27 >65
BUMPR/L 40C-05A-230 230 40 37 87 22 >65
BUMPR/L 40C-08A-230 230 40 37 87 22 >65
BUMPR/L 40C-15A-230 230 40 37 87 22 >65
BUMPR/L 40C-05A-250 250 40 37 87 22 >65
BUMPR/L 40C-08A-250 250 40 37 87 22 >65
BUMPR/L 40C-15A-250 250 40 37 87 22 >65
BUMPR/L 40C-05A-300 300 40 37 87 22 >65
BUMPR/L 40C-08A-300 300 40 37 87 22 >65
BUMPR/L 40C-15A-300 300 40 37 87 22 >65

GDMAB840**

Mé6*30

L5.0

A98
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Tool Holders For Aluminum Alloy Wheel Turning
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R/L: R/L:
RAFT] Rright hand knife RAFT] Rright hand knife
L ZZF7] L left hand knife L ZF7] L left hand knife
E/RAHF T Pictured: right hand knife El/RAAFT] Pictured: right hand knife

A40T-SVQCR/L22-300 300 40 37 80 27 45 A40S-SVUCR/L 16-230 230 40 37 80 27 45
A40S-SVQCR/L22-230 230 40 37 80 27 45 A40S-SVUCR/L 16-250 250 40 37 80 27 45
A40S-SVQCR/L22-250 250 40 37 80 27 45 A4OT-SVUCR/L 16 300 40 37 80 27 45
VCGT2205%* S050L12 HT20 VCGT1604** 5040L09 HT15
A40T-SVQCR/L22 300 40 37 80 27 45 A50T-SVUCR/L 16 300 50 47 80 32 55
A50T-SVQCR/L22 300 50 47 80 32 45 A50U-SVUCR/L 16 350 50 47 80 32 55
A50U-SVQCR/L22 350 50 47 80 32 45 A325-SVUCR/L 16 230 32 30 60 20 38
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GIPATYZO O |
R/L: R/L:
RAFT] Rright hand knife RAFT] Rright hand knife
L ZF7] Lleft hand knife L ZF 7] L left hand knife
ERAHEFT] Pictured: right hand knife El’RA%HFT] Pictured: right hand knife

BUMPR/L 40C-112.5A-R1.2-300 300 40 37 87 27 A40T-SVQCPR/L22-300 300 40 37 80 27 45
GIPATYZ-35V** M6*30 L5.0
BUMPR/LSOC—‘I12.5A—R‘I.2—300| 300 | 50 | 47 | 87 | 27 | A40S-SVQPR/L22-230 230 40 37 80 27 45
A40S-SVQPR/L22-250 250 40 37 80 27 45
VPGT2206** S040L09 HT15
A40T-SVQPR/L22 300 40 37 80 27 45
A50T-SVQPR/L22 300 50 47 80 32 45
A50U-SVQPR/L22 350 50 47 80 32 45
A99 A100



