e
OO
=

M

4

> ZCC Cutting Tools Europe GmbH

ZCC-Cv




The Company

huzhou Cemented Carbide CuttingTools Co.,Ltd.(ZCC-CT)

is located in Zhuzhou, Hunan in the People’s Republic of

China is the largest Chinese manufacturer of carbide tools.
ZCC-CT belongs to the Zhuzhou Cemented Carbide Group (ZCC),
which manufactures carbide products and carbide powders. Both
companies are part of the Minmetals Corporation, which Trades in
mining metals and minerals.

Since its founding in 1953, ZCC Cutting Tools has become one
of the world’s leading carbide manufacturers and has more than
2,000 employees, thanks to its highly quali ed sta and use of the
latest technologies. As a Minmetals Corporation company, ZCC-
CT can completely cover the entire value-added chain of modern
carbide tool production from the extraction of raw materials to the
coated nal product and all the steps in between.

Based on the latest European production technologies, itis possible
for us to o er products with a consistent high quality at all times.
The extensive product range includes carbide indexable inserts,
indexable inserts made from cermet, CBN, PKD and ceramic,
solid carbide tools as well as turning tool holders and suitable
tool systems. The products are produced in accordance with the
current international standards, such as ISO, DIN, ANSI, JIS and BSI.
In addition, ZCC Cutting Tools o er customer-speci ¢ solutions
and special carbide products in accordance with speci cations.

Research and development are a very high priority at ZCC-CT.
In this area ZCC-CT use the world’s most modern equipment
and advanced machinery from Germany and Switzerland, for
which the investments are higher than average. With highly
trained engineers and a quali ed international team, ZCC Cutting
Tools researches the necessary foundations and is constantly
developing new and improved products based on them. The
company continuously strives to improve quality in order to meet
customers’ growing demands for new and innovative products
and to be able to individually enhance customer bene ts.

bsi.

Certificate of Registration

% Member of Minmetals Group

Both production and administration in China are subject to the ISO
9001:2008 standard. Environmental management is subject to the
ISO 14001:2004 standard.

ince 2003, ZCC Cutting Tools has had a
branch office in Europe.

The European head o ce and central warehouse are located in
Dusseldorf, Germany. All European countries as well as Russia and
Turkey are serviced from there. The company’s quality management
systemiscerti ed in the area of sales and logistics of tools for metal
processing in accordance with DIN EN ISO 9001:2008.

In order to meet our own high requirements for above-average
customer service and in parallel with the growth of the company as
awhole, the number of employees at ZCC Cutting Tools is growing
in sales and internal sales, in technical support and application
technology, research and development as well as in the areas of
logistic, marketing, IT, human resources and accounting.

Our sales representatives and our sales partners in Europe
together serve customers on site. ZCC-CT application engineers
are furthermore available with all their expertise and experience
by phone, email or personally in your production environment.

The internal sales team handles enquiries throughout Europe
with native speakers and ensures together with the employees in
logistics that all orders are delivered to you and all our customers
as fast as possible.

All of us at ZCC Cutting Tools Europe are here for you and will
support you as your competent partner in all questions of
machining production. That is our definition of added value
through partnership.

Diisseldorf
(Germany/Europe)

Detroit (USA)

HEADQUARTERS
Zhuzhou (China)









Modular grooving system

Advantages of system and mechanical design
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VDI -B1and B4
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A6

ZFLEXY

Modular grooving system

Advantages of system and mechanical design

The tool holder is compatible with all
primary cartridges, meaning it can be
used in any grooving operation

Interlocking system ensures the tool hol-
der and cartridge ttogether seamlessly

Fig. ZF0.3.3.0AR

ELI (External Like Internal)
coolant supply system




YOUR BENEFITS

—Gain exibility and save time in production

— Only one tool holder needed which keep costs down

—Minimal wear and tear on spare parts thanks to rugged design of tool system
—ELI coolant supply as an low-cost alternative to internal cooling

— Clamping function with no plastic deformation

.

Fig.: ZF1.1.REC

Base cartridge makes replacing the
primary cartridge a snap

Maximum exibility thanks to
spring tension mechanism

Fig.: ZF2.1.FR23.EC



Tool orientation
VDI base adapter

Radial tool orientation if spindle rotates left
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voi-siands4  Modular grooving system

Tool holder VDI -B1 and B4

P
oY),
: ¢% w0y
L
Dimensions [mm] )
VDI Stock Tool arrangement Base cartridge
Article L,
ZF.0.1.1.1.A VDI25 ° Bl and B4 18 ZF1.1.L**
ZF.0.1.2.1.A VDI30 ° Bl and B4 22 ZF1.1.L**
ZF.0.1.3.1.A VDI40 ° Bl and B4 22 ZF1.1.L**
ZF.0.1.4.1.A VDI50 ° B1and B4 30 ZF11L**
e Exstock o Ondemand
Primary cartridge
Dimensions [mm]
) % Stock
Article W H L1 S ar max.
ZF.2.1.A.L17.EC ext. ° 15 374 71 67,3 17
ZF.2.1.B.L17.EC ext. ° 2,0 374 71 67,5 17
ZF.2.1.E.L23.EC ext. ° 25 374 7 67,6 23
ZF.2.1.F.L23.EC ext. ° 3,0 374 7 67,6 23
ZF.2.1.G.L27.EC ext. ° 4,0 374 81 67 27
ZF.2.1.H.L27.EC ext. ° 5,0 374 81 68 27
ZF.2.1.K.L27.EC ext. ° 6,0 374 81 69 27
ZF.2.1.L.L31.EC ext. ° 8,0 374 85 70,5 31
e Exstock o Ondemand - see A15 for dimensions of primary cartridge
Spare parts
Article Stock
(O
' Clamp ZF0.C.0 .
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Modular grooving system voi-s2andss

Tool holder VDI - B2 and B3

|

-

H
. i~ R
L1
Dimensions [mm]
VDI Stock Tool arrangement Base cartridge
Article Lo
ZF.0.1.1.2.A VDI25 o B2 and B3 18 ZF1.1R.**
ZF.0.1.2.2.A VDI30 ¢} B2 and B3 22 ZF1.1R.**
ZF.0.1.3.2.A VDI40 o B2 and B3 22 ZF1.1R.**
ZF.0.1.4.2.A VDI50 o B2 and B3 30 ZF1.1R**
e Exstock o Ondemand
Primary cartridge
Dimensions [mm]
x Stock
Article w H Ly S ar max.
ZF.2.1.A.R17.EC ext. ° 15 374 71 67,3 17
ZF.2.1.B.R17.EC ext. ° 2,0 374 71 67,5 17
ZF.2.1.E.R23.EC ext. ° 25 374 77 67,6 23
ZF.2.1.F.R23.EC ext. o 3,0 37,4 77 67,6 23
ZF.2.1.G.R27.EC ext. ° 4,0 374 81 67 27
ZF.2.1.H.R27.EC ext. ° 5,0 374 81 68 27
ZF.2.1.K.R27.EC ext. ° 6,0 374 81 69 27
ZF.2.1.L.R31.EC ext. ° 8,0 374 85 70,5 31
® Exstock o Ondemand - see Al5 for dimensions of primary cartridge

Spare parts

Article Stock

>

’ Clamp ZF0.CO .
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woi-ctandca  Modular grooving system

Tool holder

VDI-C1and C4

T

il

JONR

S
Dimensions [mm]
VDI Stock Tool arrangement Base cartridge
Article L,
ZF.0.1.1.3.A VDI25 ° Cland C4 18 ZF1.1R**
ZF.0.1.2.3.A VDI30 ° Cland C4 22 ZF1.1R**
ZF.0.1.3.3.A VDI40 ° ClandC4 22 ZF1.1R**
ZF.0.1.4.3.A VDI50 ° ClandC4 30 ZF11R**
e Exstock o Ondemand
Primary cartridge
Dimensions [mm]
% Stock
Article w H L1 S ar max.
ZF.2.1.A.R17.EC ext. ° 15 374 96 27,0 17
ZF.2.1.B.R17.EC ext. ° 2,0 374 96 27,2 17
ZF.2.1.E.R23.EC ext. ° 25 374 102 27,3 23
ZF.2.1.F.R23.EC ext. ° 3,0 374 102 27,3 23
ZF.2.1.G.R27.EC ext. ° 4,0 374 106 26,7 27
ZF.2.1.H.R27.EC ext. [ 5,0 374 106 27,7 27
ZF.2.1.K.R27.EC ext. ° 6,0 374 106 28,7 27
ZF.2.1.L.R31.EC ext. [ 8,0 374 110 30,2 31
e Exstock o Ondemand - see A15 for dimensions of primary cartridge
Spare parts
Article Stock
& Clamp ZF0.C.O .
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Turning

Modular grooving system tsk-a
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Tool holder
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Stock Dimensions [mm]
HSK-A Base cartridge
Article R L L,
ZF.0.2.1.0.A.R/L HSK-A 32 o o 36 ZFE1AR/L**
ZF.0.2.2.0.A.R/L HSK-A 40 [ ° 36 ZFE1AR/L**
ZF.0.2.3.0.A.R/L HSK-A 63 [ ° 42 ZF1AR/L**
ZF.0.2.4.0.A.R/L HSK-A 80 o ¢} 42 ZF1.1R/L**
ZF.0.2.5.0.A.R/L HSK-A 100 o o 45 ZFE11R/L**
e Exstock o Ondemand
Primary cartridge
) Stock Dimensions [mm]

Article ' R L w H Ly S ar max.
ZF.2.1.A.R/L17.EC ext. . ° 15 374 96 27,0 17
ZF.2.1.B.R/L17.EC ext. ° ° 2,0 374 96 272 17
ZF.2.1.E.R/L23.EC ext. . ° 25 374 102 27,3 23
ZF.2.1.F.R/L23.EC ext. ° ° 3.0 374 102 27,3 23
ZF.2.1.G.R/L27.EC ext. ° ° 40 374 106 26,7 27
ZF.2.1.H.R/L27.EC ext. ° ° 5,0 374 106 21,7 27
ZF.2.1.K.R/L27.EC ext. . . 6,0 374 106 28,7 27
ZF.2.1.L.R/L31.EC ext. ° ° 8,0 374 110 30,2 31

® Exstock o Ondemand - see Al5 for dimensions of primary cartridge

Spare parts

Article Stock
= Clamp ZF0.C.0 °

W
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rsc Modular grooving system

Tool holder

PSC

" “ =<
Stock Dimensions [mm] )
PSC Base cartridge
Article R L L,
ZF.0.3.1.0.A.R/L PSC40 o o 20 ZFL1AR/L**
ZF.0.3.2.0.A.R/L PSC50 [ [} 20 ZF1.1.R/L**
ZF.0.3.3.0.A.R/L PSC63 [ ° 22 ZFL1AR/L**
ZF.0.3.4.0.A.R/L PSC80 S o 30 ZF11R/L**
e Exstock o Ondemand
Primary cartridge
' Stock Dimensions [mm]

Article R L w H L S armax.
ZF.2.1.A.R/L17.EC ext. ° [} 15 374 96 27,0 17
ZF.2.1.B.R/L17.EC ext. ° ° 2,0 374 96 27,2 17
ZF.2.1.E.R/L23.EC ext. ° ° 25 374 102 27,3 23
ZF.2.1.F.R/L23.EC ext. ° [} 30 374 102 27,3 23
ZF.2.1.G.R/L27.EC ext. ° [} 40 374 106 26,7 27
ZF.2.1.H.R/L27.EC ext. ° [} 50 374 106 27,7 27
ZF.2.1.K.R/L27.EC ext. ° ° 6,0 374 106 28,7 27
ZF.2.1.L.R/L31.EC ext. ° ° 8,0 374 110 30,2 31

e Exstock o Ondemand - see A15 for dimensions of primary cartridge

Spare parts

Article Stock
'C Clamp ZF0.C.0 .
N
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Modular grooving system sase cartridge

Basic cartridge

. -
- p ©
- “ > B
B [—
L B
) Stock Dimensions [mm]
Article ' L B L H
ZF.1.1.R/L.EC ext. ° 11,25 66,5 50,5
e Exstock o Ondemand
Spare parts
Article Stock
&/ Screw ZF.1.M5x25 °
CB Seal ZF1S.0 °
‘ Wrench WH40L °

A14



primary cartridge  MlOdular grooving system

Primary cartridge
~ |
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Stock Dimensions [mm] Insert
Article - R L w H ar max. L b /
ZF.2.1.A.R/L17.EC ext. ° ° 15 374 17 85,5 40 Z*AD01502
ZF.2.1.B.R/L17.EC ext. ° o 2,0 374 17 85,5 40 Z*BD02002
ZF.2.1.E.R/L23.EC ext. ° ° 25 374 23 91,5 40 Z*ED02502
ZF.2.1.F.R/L23.EC ext. ° [} 30 37,4 23 915 4,0 Z*FD0303
ZF.2.1.G.R/L27.EC ext. ° ° 4,0 374 27 95,5 33 Z*GD0404
ZF.2.1.H.R/L27.EC ext. ° ° 50 374 27 95,5 43 Z*HD0504
ZF.2.1.K.R/L27.EC ext. ° ° 6,0 374 27 95,5 53 Z*KD0608
ZF.2.1.L.R/L31.EC ext. ° [} 8,0 37,4 31 99,5 6,3 Z*LD0808
e Exstock o Ondemand
Spare parts
Article Stock
o Screw ZF.2.M6x28 .
Wrench WH40L °
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Modular grooving system inserts

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions
§8  Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P el
La S
M DO
K
N
S HBGB
Double cutting edge H
IS0 s R+01 | Lamax f 8 g2 8
> OO0
[salaa N aalyaa]
>>> >
ZTBD02002-MM 2,0 0,2 13 0,02-0,07 e ® OO
ZTED02503-MM 25 0,3 17 0,03-0,1 °
<2 ZTFD0303-MM 30 0,3 17 0,04-0,13 °

/ ZTGD0404-MM 40 04 22 0,06-0,18 .

A ZTHDO0504-MM 50 04 22 0,08-0,23 °
ZTKD0608-MM 6,0 08 22 0,12-0,27 )

ZTLD0808-MM 8,0 08 28 0,13-0,29 ® O
e Exstock o Ondemand HC' Coated carbide
HW Uncoated carbide
O Ideal machining conditions
€3 Normal machining conditions
Parting inserts €% Unfavourable machining conditions
Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
La S Ploo S O%
M B OB
K
R
- i N o
_.3—{ BIRL E
S D
Double cutting edge H
ISO $+0.10 | R+0.1 | Lamax f 21 8§ §8§ =
OO S OO I
oo m om [salaa] (o)
> > > > > >
ZPED02502-MG 25 0,2 17 0,03-0,1 ° ° L)
ZPFD0302-MG 3,0 0,2 17 0,04-0,13 ° ° L)

/ ZPGD0402-MG 4,0 0.2 22 0,07-0,18 . e oo o
ZPHDO0503-MG 50 0,3 22 0,1-0,24 ° o0
ZPKD0604-MG 6,0 04 22 0,12-0,29 o ° o0

e Exstock o On demand HC! Coated carbide
HW Uncoated carbide
N

A16



nserts  Modular grooving system

Parting inserts

O Ideal machining conditions
€3 Normal machining conditions
§2  Unfavourable machining conditions

Parting & grooving insert (double sided) HC' (CVD) HC' (PVD) HW
P l& O 0%
M B BB
K
N
S S B
H
1SO L s ] R | Lamax f 3 S £8
O S 00
m [sa] o m
> > > >
ZPED02502-MG-6L 20,0 2,35 6° 0,2 17 0,03-0,08 o e
ZPED02502-MG-6R 20,0 2,35 6° 0,2 17 0,03-0,08 ° o e
ZPED02502-MG-15L 20,0 2,35 15° 0,2 17 0,03-0,05 o e
ZPED02502-MG-15R | 20,0 2,35 15° 0,2 17 0,03-0,05 o0
ZPFD0302-MG-6L 20,0 2,85 6° 0,2 17 0,04-0,1 ° LI
ZPFD0302-MG-6R 20,0 2,85 6° 0,2 17 0,04-0,1 ° o0
ZPFD0302-MG-15L 20,0 2,85 15° 0,2 17 0,04-0,08 oo
ZPFD0302-MG-15R 20,0 2,85 15° 0,3 17 0,04-0,08 |o ° o0
e Ex stock o On demand HC' Coated carbide
HW Uncoated carbide
O Ideal machining conditions
€3 Normal machining conditions
Parting inserts €2 Unfavourable machining conditions
Parting & grooving insert (single sided) HC' (CVD) HC' (PVD) HW
P
L s ]
H 2 ¢
K
N
(7]
R; S &
Rtype H
ISO L+01 | R+0.1 | S0.1 0 f &
S
m
>
ZPES02502-MG-6L NEW! 19,9 0.2 2,5 6° 0,03-0,08 o
ZPES02502-MG-6R NEW! 19,9 0,2 2,5 6° 0,03-0,08 o
1 ZPFS0302-MG-6L NEW! 19,9 0,2 6° 0,04-0,1 o
ZPFS0302-MG-6R NEW! 19,9 0,2 6° 0,04-0,1 ¢}
e Ex stock o On demand HC' Coated carbide
HW Uncoated carbide
<

A17

Turning

Milling

N

Drilling

O

Technical
Information

Index



Modular grooving system inserts

O  Ideal machining conditions
A €3 Normal machining conditions

Parting inserts §2  Unfavourable machining conditions

Parting & grooving insert (single sided) HC! (CVD) HC! (PVD) HW
L
o s P | & O O
= ﬁ M o o
=) K
N St
»
== S S &
Single cutting edge H
B — o N N
ISO L+0.1 |R+0.1|S+0.10 f & S Q83 a3
O @ OO N
m m [sajiea) [a)
> > > > >
ZPES02502-MG 199 | 02 25 |0,03-01 o0
ZPFS0302-MG 199 | 02 3 |0,04-0,13 ° o0
cEn ZPGS0402-MG 199 | 02 4 0,07-018| o o0 o
g ZPGS0402-MG-25 NEW! 246 | 02 4 10,07-0,18 o
{/ ZPHS0503-MG 199 | 03 5 0,1-0,24 o e
ZPHS0503-MG-25 NEW! 246 | 03 5 0,1-0,24 o
ZPKS0604-MG 199 | 04 6 [0,12-0,29 o0
ZPKS0604-MG-25 NEW! 246 | 04 6 [0,12-0,29 o
e Exstock o Ondemand HC' Coated carbide
C HW Uncoated carbide
)]
=
E O  Ideal machining conditions
€3 Normal machining conditions
Parting inserts &2 Unfavourable machining conditions
Parting & grooving insert (single sided) HC! (CVD) HC* (PVD) HW
D : S ; 5
K
N
55 | EIE=D
8 = R S €
£E H
Q@ L
£ o
I1SO L+0.1 |R+0.1|S+0.10 f o
2
>
ZTES02503-MM NEW! 199 | 03 25 |0,03-0,1 o
ZTFS0303-MM NEW! 199 | 03 3 |0,04-0,13 o
E ’ ZTGS0404-MM-25 NEW! 246 | 04 4 |0,06-0,18 o
ZTHS0504-MM-25 NEW! 246 | 04 5 ]0,08-0,23 o
ZTKS0608-MM-25 NEW! 246 | 08 6 [0,12-0,27 o
e Exstock o Ondemand HC' Coated carbide
% HW Uncoated carbide
o
£
N
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nserts  Modular grooving system
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Solid carbide drills cpseries

GD drill 5xD

1636GD05C @

— Shank type: DIN 6535HA

— Coolant exit, axial concentric

Steel, cast iron

_ 5@— e N S
'4“ - ~ — I Is .
l2 l4
Internal coolant h
Dimensions [mm] Grade
Article % d, (m7) d, (h6) I, | I, | Iy L KDG304
1636GD05C-0500 i 5 6 82 44 35 36 °
1636GD05C-0550 i 55 6 82 44 35 36 °
1636GD05C-0600  ° 6 6 82 44 35 36 °
1636GD05C-0650  °i 6,5 8 91 53 43 36 °
1636GD05C-0680 i 6,8 8 91 53 43 36 °
1636GD05C-0700 =i 7 8 91 53 43 36 °
1636GD05C-0740 = 74 8 91 53 43 36 °
1636GD05C-0750  :< 75 8 91 53 43 36 °
1636GD05C-0780 i 78 8 91 53 43 36 °
1636GD05C-0800  °i 8 8 91 53 43 36 °
1636GD05C-0850 > 8,5 10 103 61 49 40 °
1636GD05C-0880  ° 8.8 10 103 61 49 40 °
1636GD05C-0900 i 9 10 103 61 49 40 °
1636GD05C-0930 =i 9,3 10 103 61 49 40 °
1636GD05C-0950 > 95 10 103 61 49 40 °
1636GD05C-0980  ° 98 10 103 61 49 40 °
1636GD05C-1000  °: 10 10 103 61 49 40 °
1636GD05C-1020 =i 10,2 12 118 71 56 45 °
1636GD05C-1050  ° 10,5 12 118 71 56 45 °
1636GD05C-1080  :: 10,8 12 118 71 56 45 °
1636GD05C-1100 =i 11 12 118 71 56 45 °
1636GD05C-1150 i 115 12 118 71 56 45 °
1636GD05C-1180  ° 11,8 12 118 71 56 45 °
1636GD05C-1200  :< 12 12 118 71 56 45 °
1636GD05C-1250 =< 12,5 14 124 7 60 45 °
1636GD05C-1280 i 12,8 14 124 7 60 45 °
1636GD05C-1300 =i 13 14 124 77 60 45 °
1636GD05C-1350  °i 135 14 124 77 60 45 °
1636GD05C-1380  °i 13,8 14 124 7 60 45 °
1636GD05C-1400 i 14 14 124 7 60 45 °
1636GD05C-1450 =i 145 16 133 83 63 48 °
1636GD05C-1480  °:¢ 14,8 16 133 83 63 48 °
1636GD05C-1500  °i 15 16 133 83 63 48 °
1636GD05C-1550 i 15,5 16 133 83 63 48 °
1636GD05C-1580 =i 15,8 16 133 83 63 48 °

e Exstock o Ondemand
< With internal cooling

Application field

Type P

M

1636GD* v

C72

v Very suitable
v Suitable



Solid carbide drills

GD series
GD drill 5xD Steel, castiron
1636GD05C @
— Shank type: DIN 6535HA
— Coolant exit, axial concentric
. 7 B|140°( RNEE
' I3
l2 la
Internal coolant h
Dimensions [mm] Grade
Article Kk d, (m7) d, (h6) I I [N Iy KDG304
1636GD05C-1600 =< 16 16 133 83 63 48 °
1636GD05C-1650 =< 16,5 18 143 93 71 48 °
1636GD05C-1680 =< 16,8 18 143 93 71 48 °
1636GD05C-1700 =i 17 18 143 93 71 48 °
1636GD05C-1750 =< 175 18 143 93 71 48 °
1636GD05C-1780 = 17,8 18 143 93 71 48 °
1636GD05C-1800 =< 18 18 143 93 71 48 °
1636GD05C-1850 = 185 20 153 101 7 50 °
1636GD05C-1880 = 18,8 20 153 101 77 50 °
1636GD05C-1900 = 19 20 153 101 77 50 °
1636GD05C-1950 = 195 20 153 101 77 50 .
1636GD05C-1980 = 19,8 20 153 101 7 50 °
1636GD05C-2000 =< 20 20 153 101 7 50 °
e Exstock o Ondemand
*< With internal cooling
Application field
Type P M K N S H v Very suitable
1636GD* v v v Suitable
N
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Solid carbide drills cpseries
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cpseries  Solid carbide drills
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