RC

PrimCoat India

HP Dura




HP Dura

Suitable in a wide range of materials and (2
machining application.

HP Dura has excellent lubricity and wear
resistance to suit a wide range of milling
applications. Ideal for machining steels and
non-ferrous materials up to 50 HRC.
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High Temperature oxidation High efficiency milling, high

AICrBased |Dark Grey| Multilayer | 38GPa |2~3pum* 1,100°C 0.33 0.10 ~0.25 resistance. speed machining for gear

ﬁ;&ig; mais:i‘:gg high generation, dry/wet machining.

* Thickness for rotative cutting tools, for other types of tools the thickness is different. Please consult our sales department.
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Wear and damage after milling 84m linear

The wear pattern differs from conventional
coating. When cutting carbon steel and
alloyed steel the cutting edge wear with
-2 HP Dura coating is very minimal, resulting
HP Dura TIAIN coating in superior wear resistance!

HP Dura is ideal for
dry cutting in gear
generation processes




Test Data
Hob cutter: Cutting SCM420

Hob cutter m6xPA20°PSP RH-1

Tool

Coolant Water soluble

Process Cutting data HP Dura Efficiency

Cutting speed (m/min)
Roughing
Feed (mm/rev) 2 2
Cutting speed (m/min) 200 250
Finishing
Feed (mm/rev) 3,5 35

Tool Hob cutter m2,5xPA20°

Wear after Milling 108 pieces

No coating

Provides three times longer life in wet and dry machining
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l PRIMUS COATING QUALITY ASSURANCE

Customer

Pick up and Delivery

- Quick

« Simple

- Convenient
- Safe

QUALITY
e
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Primus Coating Quality
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GORUITY

« Trust

« Credibility

« Know-How (knowledge)
+ Recognition

Cost Reduction

- Increased tool life
« Follow up (technical support)

Coating

listen
understand
deliver

PrimCoat

PrimCoat PVD Technology India Private Limited

Pune Plant Bangalore Plant

Plot No. G-22, MIDC Phase || Plot No: 22-J2, Attibele Industrial Area

Chakan Industrial Area - Savardari Village Survey N° 125, 126,127 - Ichhangur Village

Tal Khed, Pune - 410 501 Attibele Hobli, Anekal Taluk, Bangalore- 562 107

Maharastra, India Karnataka, India

raman@primcoat.com | www.primcoat.com | Tel.: +91 755 022 3546

Chennai Plant

Plot No: K-16, Phase Il

SIPCOT Industrial Park - Mambakkam Village
Sriperumbudur Taluk, Kancheepuram - 602105
Tamil Nadu, India

www.primuscoating.com
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