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_ISOZ J] IS0 Turning Inserts

£ L FW\MD\RA\RB
2 2 7404 b0 T 1 A

RAEFBTIR
sharp tool nose

PIEIDIES N P[0k =) %]

C type cutting geometry on the radius of cutting edge

AIEE AL T) - mD

indexable inserts geometry-MD

1R B E ) H| 7]
enhanced main cutting edge

MD fEH!

GBI ERER

—general geometry for semi-finishing machining on steel

-1BBE R F )H| V)

—enhanced main cutting edge
CEVHITEREBER AT UAERNELERMSELRFR
THATHEEMT
. inserts can be used in semi-finishing machining with bigger
cutting depth and bigger feed rate
. apmax: 8mm, fmax: 0.6mm

-CEYIBmME
-C type cutting geometry
AEREYIRBRNEMIEA2EHIBRANERT,

UEESIECES 0] =
. perfect working under small cutting depth and unstable
allowance machining

(BB IR B (A B B in) &

. without any problem in contour machining

.apmin: 0. 4mm, fmin: 0. 1Tmm
-E A IR: CNMG. DNMG, SNMG. TNMG., WNMG
—basic type CNMG, DNMG,SNMG,TNMG,WNMG

B o2 G

R A application
-5EREMFEEMIIAEL REEM ZHERASE, BRAMER
—with better working range
SEMIFERMNEERANBEATNARAESHEESHMMI
—high performance under unstable allowance machining

-HATH N, RARE

—typical work piece: steel wheel and hub,gear

it % advantage:

-EXRATCRYIEBMEMEN T REMEE, AMKRIET VIEERSHS
-perfect chip breaking performance with C type geometry, chips will be easily peel off
SRNTEFRERN L, EAWERTRERANEAEE

-larger working range makes fewer geometry types

“RABFMTIR EBREYH Y], HEMENRBESRERENESYE
-sharp tool nose ,enhanced main cutting edge, providing best work performance bombine with
good wear resistance coat grade



HBEEMAELWM TR

bR O ey
CDBP Newest steel processing inserts
Better performance for steel processing

mIFH

it & 14
wear resistance

A

W

Good
BPS051
BPS101
BPS251
BPS371
> %
¥ strength

Good

$ 45 L semi-finishing

RETIRFMEE M automobile gearbox spare parts

T H## work piece: 27MnCr5JV (R4
A[#E L T] F insertstype: CNMG 120408-MD
TIE## grade: BPS 101

E1{mA enteringangle:  75°

Y HI 2 8 cutting data

YIHIEE speed 350m/min
#44 feedrate 0.35-1.0mm /& 0. 35~1. 00mm/rev
Y13R cutting depth 3mm

#F: FRARHEE

FE#O~& mI20014

Competitors

;E BPS101 i I 240%
CDBP BPS101

0 100 200 300

il R

2014

RKATWE/CRYIBAE LI XA ETE
perfect chip break performance with double chip breaker/
C type geometry

ap: 3mm, f:0.35mm

&, 003 TN



_ISOZ 7] 1SO Turning Inserts

RA w3

E Y] HIl i I i

RA geometry

heavy cutting machining

AT R

-ERETIREENEREEMIFLRERN

—Suitable for heavy interrupted cutting and for workpiece with scale due to strong cutting edge
-TENE . CRIEWTB IR RVEE S A K4 TR ERIRF T E LB

—Smooth chip control by wide and shallow chipbreaker design

—1E £ T 5 HD i 1M 351 BE 4

—Prevents crater wear by positive land on insert corner

-BEARK:C. SHT

-H#EF RS . BPS101. BPS251, BPS371,

-A TRk TIE ML

R A application

-MIKEREMERE, AR “F—717 mI

—Cutting Different Margin Forgings,and "First Cutting"Machining
“EETWHEEHMNEHDR

—Castings surface sand in heavy industry
“URASHLEEFHTEYHEMT

—Maximum feed rate in rough heavy cutting

“ERERARABHNINEK, UIMKESMINE

—Lathe can use maximum power to ensure maximum processing efficiency RA#E 8!

& 98 I 3E V) -
high strength widen cutting edge
-better stability

HYIHI7)& -
BRINREE

streight cutting edge design
biggest thicknese of inserts

AWM IEY: MR, KENH. NEELF

—Typical machining parts:Crankshaft for ship,Generator shaft, Train wheels,and so on

it 3% Advantages:
AN ARRPERERETIIE D, NTTZHEKNTITIES

—Negative chamfer with steps reduces the cutting force,extend the lifetime of the cutting edge

-RARFWBPSI7TIYIRI RS, WAMMRFHHIETEMTI TR, AMTHETTEREK

—Strong Grade BPS 371 can be used in bad conditions,Blade won't broken,can save your machining cost.

-PIEISI SRR RN ERER, NMEENTEE-RSTIIIER

—This kind of chip breaker can reduce friction area, Thus reducing the processing temperature, increase blade life.

M o0 G



RAHT B X 13, RA chip breaker application fin T %1 Cutting Condition

-RAME B 53 T AR E i ITEBEAEMT. ap[mm]) RCutting Depth
-EBET RBRAMAMIMIEITAIRBRE R LT 89 R A S . A
XA, NAXEMEREREEEENMEANIEAERNER.
—RA chip breaker is better use for forgings hard rough cutting. 20
—RAcover all the cutting area below RB chip breaker,RB is the interchangeable chip breaker 16
for rough machining,so the RAand RB can meet all the requirments of rough cutting.
10
8
4.0 RB
2.5
1.6
1.0
RA
0.63
0.4
0.25
0.16
RAE A fiZ IKCE! C type inserts with RA chip breaker 01 k;lﬁml[”’l]
"0.025 © 0.063 0.16 0.4 1.0 2.5 FeedRate
0.04 0.1 0.25 0.63 1.6

Mk 1T FA%L3E Rolluse in steel industry
#80 T Rough cutting

T ##+% Working materials: 42CrMo4

A4 {471/ CNC carbide inserts: SNMG190624-RA
71E## Grade: BPS251

*m# EnteringAngle: 75°

$1HI£ % Cutting Data
3= 4 = & Competitors #R & RACDBPRA

Ve 80m/min 80m/min
f 1.0mm 1.0mm
ap 6-8mm 6-8mm

RAE A 2 4KSBY S type inserts with RA chip breaker

B AN E1HEI 7189 7] 7] % 4 EL 8 [min]
Every cutting edge life time compare:

F#EOM~R  MI605 ¢

Competitors

L BPS251 fnL724> h
CDBP BPS251
0 20 40 60 70 [min]

% Remarks:

AT/ EWiR-TIBREFE S AN L.

CNC carbide inserts life time can be more than 1 hours without split.
ERFEBPS21 T AMBBEEFHNREMMIIVIES,
RERENESYE,

RAZE 7 4 4RTE R type inserts with RA chip breaker BPS251 make the cutting edge have better life time and security,

can obtain best production efficiency.

&, oos TN



_ISOZ 7] I1SO Turning Inserts

FERB
CDBP RB chip braker
E {0 HIHE 0 T H

Heavy machining roughing cutting applications

FEMHARRFEA

-ReREN

Negative chamfer with steps to improve stability

B S @Rt

IR EE 2

Reduce friction cutting design

T h w1l 7]
Curved cutting edge

AIE% {2 7] 7 #E BIRB
CNC carbide inserts chip breaker-RB

RB#& £! RB chip breaker

-ATFEVHEANIMNEENEMLT]A
—Heavy machining single face rough cutting CNC carbide inserts
-FREMYIHI TG, AN R E A
—Stabiliy cutting edge design,negative chamfer with steps
-T18I 51 518 TR /) EE R
—Reduce friction cutting design
-Z Y11 7]
CBIRRIEIE A
low cutting force
- RYIFRAR SHEE 7 58 1 i
. high feed rate with perfect chip break performance
INEBRE TRTHERRNER
. Low power requirements,can be used in low power lathe
-EARAK:C. SHT
—Basic Type; C,S and T
-FBE N HEI#F B : BPS101. BPS251F1BPS371, A T4
B YIEI T
—-CDBP Grade recommend:BPS101,BPS251 and BPS371
better use for Steel and Cast Iron cutting.

B o0s i

R A Applications:

-SRAEMNEMITIAEL BEE ZHMRASE, AMURET
EYIHIHE N T, ™ B iE &8 7E & f5 Y1 H B 2 T 5] 3 i iE 5T 2 HY
ITREFEMI

—-Compare with before rough cutting inserts, it have a widely applications,not

only use for heavy machining roug cutting,but also better use for turning

contour finishing.

-t T AR R A AL A& B L B S A B R A S

—Forgings rough cutting,such as the bearing's inner and outer rings of Wind

turbine or generator shaft.

“EMIFRERNEERANBEATNARESHMEESHMMI

—Italso can achieve high efficient processing,when cutting depth have big

fluctuations

fft ¥ Advantages:

B T] 7] AR 3R 4 i vt

Low cutting force by curved cutting edge design

1E £ 7] S< 4 [ 351 B2 5%

Prevents crater wear by positive land on insert corner
2R MEAHMIERE, RO OEBE

Prevents adhesion by 2-steps dots and reduces load on dots



= E R YTHI-

12 2 M 4 7 R

CDBP heavy cutting

To improve the steel turning production efficiency

il R

2014

mI&H

Cutting Condition

i B 14
wear resistance
A

¥
Good

BPS101
BPS251
BPS371
> it
7 strength
Good
#8250 T Rough Cutting
o oh o KA T XE/CRYIB KR M
x 7 __L T i i [SH = 0

M 1 & B H13% = Windturbine flange S g B

T atR Q345E+225 perfect chip break performance with

Cutting Materials: double chip breaker/C type geometry

AT A CNMM 190624-RB

CNC carbide inserts item:

TIE#H BPS 251

Grade:

E(0)=] 95°

Entering Angle:
H1HI£ % Cutting Data:
YIHIRE Speed: 90-120m/min
# 4 Feed Rate 0.9~1.1mm/rev
3% Cutting Depth: 7-14mm
£iE: AROWE ESEdm
Remarks:perfect chip break performance,long life time.
BRAMIZHHELE
Each inserts processing workpiece quantity compare

E# O @mmIas

Competitors

#B BPS251 hn Lot

CDBP BPS251 ap: 10mm, f:1.0mm
0 4 8

&, oo7 T



_ISOZ J] IS0 Turning Inserts

FHSL v LHCFISN-

MMETATESESESHMER

CDBP SL ~ LHC and SN chip breaker

New chip breaker specifically for heat-resistant alloys

R A Applications:

LHC/SN #& & LHC/SN chip breaker

-MIm#E& < (flaninconel718. Waspalloy)

—Cutting heat-resistant alloys(such as Incone1718 ,Waspalloy)

-MATFMEMMARIL (FlmmeHias. miLE)

—Used in aviation and aerospace industry(such as turbo body, turbine disc).

“AHAMRR ST AN E Y =R

-QOil and Gas Industry Measuring instruments

“UETIHRIITMRERES

—Chemical industry valves and pumps parts

-REBTFISO SHR, GlMEEMBREMNKRES

—-Widely use for ISO S type materials,such as Cobalt-based and nickel based
heat-resistant alloys

SL/LHC #& BISL/LH chip braker

ML

-$EF B YIEI 7], YIE AR R TT B B Y E) RS B,
EMIMSENEGENTENRERD

—Sharp cutting edge,low cutting force,light cutting chip breaker.fewer calories when
cutting heat-resistant alloys.

- B 1 R 58 R 1 /B R 45

—Perfect chip break performance

—Avoid cutting damage

-EARFIRC. D. T. V. W

-Basic Type:C,D,T,V,W

SN & &Y SN chip breaker
“FEMI
-Semi-finishing
A0, AEE-—ERENYE, EAMI

=R RYIS0 SEH )
—Sharp cutting edge with strong cutting edge,suitable for cutting high strength

ISO S type materials
-EGESRGENMENTHEEREHNRN
Perfect performance for Intermittent processing cast superalloy.
-EARFIKC, Dy S\ W
-Basic Type:C,D,S,W

h#H Advantages:
—UH 300, BE 95 F] & 0 T 38 78 RO B0 4 (5 R SR EE AL
xR OHEENIMSEN SR =ENHRERD
—Low cutting force,can be reliably processing unstable parts(such as
turbine housing),.fewer calories when cutting heat-resistant alloys.
- R F & AKPVDE L8 JT] B 41 #IBPG118F1BPG318
EEMEREAE, TRATESHIIEIEE
-BPG118 and BPG3318 use the newest technical PVD coated materials(Al203),
With high temperature resistance coating,can be used for high cutting speed.
-LHFISNEE R BB A T) VI F R = B150%
—LH and SN chip breaker will extend inserts 150% lifetime compare with before.

M o0s i

16

A
o o o

o o o o o

63

25
16

SLA#ITIA: BMI
SL CNC carbide inserts:Finishing

LHCAT# T F: BMIRFHEMI
LHC CNC carbide inserts:Finishing

SNAI BT : F4mIT
SN CNC carbide inserts:Se-mi Finishing

j]u I % 1 Cutting condition:

ap[mm]Fl iR

A

LHC

SL

SN

flmm]
it

0.025

0.063

.04

1.0 2.5 FeedRate



_ISOZ J] 1S0 Turning Inserts
FB i BPG118. BPG218F1BPG318-

RE. AIE. B4
CDBP BPG118,BPG218,BPG318 Stable,Reliable,Unique

KAZKEMZAR, BRI LPVDREL B YIH 7R E 1 %1 0 51 81 7]
Stability Cuttingedge  Sharp Cutting edge

BREARKEEMLSD AO)MERERAEETEMTIA L.

Using the world's latest technology,Successful combine Al203 with CNC carbide inserts

TJIE# 8} Inserts Materials

-BAFXRATPVDE LS, FtSHETHFFAAPVDIREMEL, RS THEM
=R M

—Use PVD Al20s coating,compare with before PVD coating,the inserts's wear resistance

and heat resistance improved.

-ATPVOREMEREER, EMAARSNIZARENY

—As PVD coating temperature is low,so the crafts reliable.

-ETFRATAELIZ, AEAFEEEBHA T EMERNNTE T
-Use advanced technology, The blade has a smooth rake face and sharp cutting edge.
-HEeNEN, REFNTEM

—Perfect strength and better wear resistance.

PVD-A0si% B
PVD coating materials:Al20s

fft # Advantages:

-HTRATBEABNEY, HEETELRRE, AEESAMRANIZAEM

-Use ultrafine particle substrates combine with Al203 coating,leads the reliable crafts.

-AFRATHSEMA 0REMEARFNAEE, AMEBESHME4

-Use heat-resistance Al203 coating has best hot hardness,so it has better wear resistance.
“SEFMYIBI-RA TPV E-HAMIZHELER, HRLOVEEN~E

-Sharp cutting edge with PVD coating,to ensure the workpiece don't have glitches,also reduce the built-up edge.

N T &1 cutting Condition 5 BPG118/BPG218/BPG318
CDBPBPG118/BPG218/BPG318

A SN
Chip Breaker: SN

iiif B 4 i B 14
Wear Resistance Wear Resistance
A A
¥
Good
BPG118
BPG218
[REHIPVDYIEIA L
BPG318 Before PVD coating materials
> >
7 Strength

Good

I m T BRI TAETIERARMARF L (F)

it
Strength



EEETIF & B & 7] Face milling and shoulder milling

& E R

Face milling inserts

BR%T-25x BEs%

Universal Milling inserts-economical and efficient

AT R
CNC carbide inserts

GNMU1105. . ~-M1& &t 7]
-%F, BNk
“BANAIEALT] R A YIEIT)
1R E AL T] LA
-T1X A3 40. 5-1. 0mm
Shoulder milling

—-Diamond ,Negative Inserts

—Each inserts have four cutting edge

~Item:GNMU110506-M1
—Nose radius:0.5-1.0mm

GNMUA M $E 7]
-H 1220-63mm
-ERAI° B
-APMTRIIBR AR EMEFEY.

Shoulder milling

-Dia:20-63mm

-Entering angle:90°

-Perfectinstead APMT series,
more economical and efficient

hn L sE 45
Processing example
HLER HM635
Machine tool
TR HSK-A100
Inserts Shank
nx 15kw
Power
HNMU. . E 5t 7] -
b, BEIA = 228mimin
-BANUEMTIBEBRANE T, MO R VF 0.24mm/min
BRAEFMH ae 628mm
-G LA EERT] ap 2.5mm
Face milling HNMUE %t 71 & 51
-Hexagon,Negative Inserts —E 1240-2
-Each inserts have twelve cutting edge, B 1740 (30mm
to achieve maximum use. -F R fa45
-Design with wiper - T, E
R#EOR MLk i e L
¢ tit e
empetitors —Entering Angle:45°
$pd BPSA11 i T354 —Usg forfahce _r|r|1l|II|ng
CDBP BPS411 andrough mifing
0 30 50

I o0 &
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A & Materials 7\

A AEMER4M Coating grades properties overview
A1 ZFEHIFES  TURNING K

=

#Z
1 1504 3¢ it RS o]
Grade 1SO classification Color Recommend for application %’

CVOREBRAE, mRERENREHLETEREHR.

BPCO42 KO5(K01-K05) 2 Black ?&%Fﬁ?ﬁ%ﬁ%ﬁ%iﬁ&ﬂ%ﬁ%ﬂ@%ﬁiﬁﬂ . . . ‘
| CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating.
Recommended for nodular cast iron high-speed turning.
CVDRBRRAS, HRBEATRENLETEREHER.
BPCOS2 K10(K0-K15) 2 Black ?&%mm%wmﬁ%%mﬁu . . ' ‘
. CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating.

Recommended for nodular cast iron high-speed turning.

CVDRBERAS, AREGFLABEXBOMERE, EBWITZIMEETIEIR.
2 Bk ﬁ?ﬁ%ﬁ&ﬁmﬂ%tﬂﬁlﬁlﬁﬁ’ﬁﬁhulu ' . .
BPC102 K15(K10-K25) _ CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
can bear harsh intermittent cutting conditions.

Universal grade for all cast iron roughing cutting at low to medium speed.

CVDOARHERAEMS, ABE., VIMRENBEREE K LAEGH
@ g EBAR. mOMBKEBHHENRBPFVHEEML. EEMFXN
ack/yellow TrhigzmdMH,
r— CVD-coated cemented carbide grades, thick abrasion resistant coating on the high
intensity gradient sintered base.Machining of gray and ductile iron at low to medium
cutting speed. Security in wet and dry machining.

BPS101 K15(K10-K25)

TiNi&E TN layer

.//’-} a -ALOsTi BEE a —AL:Os wear resistant layer
HHRTER, BLES

O_/’ Special transition layer, strengthen the binding force

P FEARTICNR Column TiCN layer

*

HEhREEHLE

The substrate surface cobalt rich-in processing

Buneod AAD FMSEAAD

&, ors T
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A AEMER4M Coating grades properties overview

A2 ZEHIBS  TURNING P

o

e

]
Grade

\3
/-
s|eusiey

180432

1SO classification

Bie

Color

JSiikiFe3

Recommend for application

BPS051

PO5(P01-P10)

H/& Blackiyellow
I

CVDAEMS ERELATMNMEHITHEMIN, AIREGEERERE.

HERm A FEERFRETTRES. EERTREDR. EXMFXmI.

CVD coated grade: stable conditions for steel finishing can obtain high metal removal rate.

Excellent resistance to crater wear and plastic deformation resistance. Recommended for stable conditions.
Wet and dry processing.

BPS101

P15(P10-P20)
K15(K10-K20)

23 Blacklyellow
I

CVDARBRAENS, EBE. HMRENBEREEF EABWELER, AZSER.
RATRFAMFGARBM IR BN, EEHIZIZ S TIH.
ROFMKBFHHRAVRE P EYIHLRE ML

EARHESYE R R EETTH A m TEAEM L. EXAMFXmI,

CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both

good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.

For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.

BPS153

P15(P10-P20)
K15(K10-K20)

# Yelow

CVDHEBREEHS, ERE. MURENHBERERE LABWMERE, AZSE.

AT RAMFGRE M TR FHEMT, EEYHIZRE S IH
ROFMKEBFHRAEEI P EYHIRE ML

AT RHEL I 22 R BRI HI A I TR M L. BXAFXmI.

CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both

good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.

For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.

BPS251

P20(P15-P30)
M15(M10-M20)

/% Black/yellow
.

BEASSENAEERMECDIES . BRMI WS,

ET RSN LRI TR THESIEIARBRIYIE . TSR RLELIE Fnia) s E) .
CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

BPS253

P20(P15-P30)
M15(M10-M20)

# Yelow

WEASEMABERMECDES . BRI WS,

ET AN AR I T2 TA SR A RIE T IE] . AR RELIEIFE ] .
CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

BPS371

P30(P25-P40)

2/& Blacklyellow
I

CVDHEBREEHS, SREASEFLEEMERE. ERSTATMINMENE.
NE&REM, BTeERERENEETIHA.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

BPS373

P30(P25-P40)

# Yelow

CVDAEBREENS, SRESEEH EEREMERE. £ES TR TMIRMEMNME.
N&ReN, ATeERERENEETIH.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

B 014 &



A AEMER4M Coating grades properties overview
A1-3  ZEHIEEES TURNING M

#Z
1 1504 3¢ it RS o]
Grade 1SO classification Color Recommend for application %’

BEAREMAEERNRIFNNBHTHED ERTERMEIEHT,
ERE Cyanblve gray dark |  BLRARTEM, HMER, BIMAGEMT.

[ With high hot hardness and good resistanceto plastic deformation. Suitable for high speed cutting and
finishing process of austenitic stainless steel, quenched steel and carbon steel

BPGO5B M10(M05-M15)

PVDRBMBREREE. ERAPFIRBIRE, H#HITSHTHEMOBNI. F
ZEHEMNTIOBENSREREN, TRHETENTIAVIE . RSO HAHGHEEE.
ERE Cyanblue gray dark | B THREUEIBTETHY

BPG208 R ) ] PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.

PVDARBRERESE. BTFLUEEFEYEIEREHITERRATFRMIET F WS
M35(M25-Ma0) ERE Cyan-blue gray dark ﬂulilJ*ﬂilHIf ?E%‘E’\Jﬂﬁiiﬁ)ﬂlﬂ:ﬂrﬁﬁéo HE"%‘E%R%I‘ETJ&E’BJJ%U . - ‘
BPG30B ] PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

PVDREEREE. ATUREDFVIHIREBITRRAET FRAMIAET FNAIFHE
LHE Purple yellow MMIZFEMI. REMWHAPEEEE. EEEEPRBETIHE

] PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

BPG30A M35(M25-M40)

BEMERTIAIN

Coating materials: TIAIN

BRI HV3200
Coating microhardness: HV3200

REIRE: 400-500°C, SBHEESSEAKEEEM

Coating temperature: 450-480°C, without effect on ultra-grained alloy substrate.

RBEYURE 900°C, B
Coating failure temperature: 900°C, high heat resistance.

RERERERIET] D7

Guarantee the sharp cutting edge after coating.

buneod gAd FmS#AAd

&, ors T
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A AEMER4M Coating grades properties overview

Al-4  ZEHIES TURNING S

o

e

\3
/-
s|eusiey

]
Grade

1805 %

IS0 classification

He

Color

MRS

Recommend for application

BPG118

S05-S15

& Purple yellow
[

PVDAREERAEMS, ATHRRREENPFEEGHE.
BEARFMITABEMNEE TR

PVD coated carbide grade for medium-speed milling of heat resistant alloys.

With good ability to avoid built-up edge and good resistance to plastic deformation capacity.

BPG218

$15(S15-530)

%E Purple yellow
[ ]

PDREBRA S, BEARFONRBEMTEN TR

RTARELR, MKIET), BEE. REEMUY. KEBM. ERIFF;
AERWREGH); HEFUENTIR, BTRMEMMIBLTR; FARRESNPERERH;
EETH IR ATIRRGEH .

PVD coated carbide grade have good ability to avoid built-up edge and good resistance to plastic deformation capacity.
For unstable conditions, such as long cutting edge, clogging, deep shoulder milling, long overhang, milling processes.
Light milling of stainless steel; combine grinding blade for viscous and hardening materials; moderate speed milling of

heat resistant alloys; hardened parts milling at low feed and medium-speed.

BPG318

$25(S20-830)

& Purple yellow
[

PDREHRARKERAE, WREETIMIEIERTILMIIHTING, REFOFSEERA
#opEge s, AT RHLSSEEEEBRENL. PFIRTEEROSMAFRAENL,
tERTRAEETE. MARRESHEENT, sZREEE.
ERTEEMEEN RN I IFRERSEEERSAFTEENHTINIRF.

PVD coated micro-grain carbide. Can provide a sharp cutting action and excellent toughness of the cutting edge,

a good anti-the grooves wear and thermal shock resistance. For carbon steel finishing at low feed rate or low cutting
speed. a variety of stainless steel finishing at low to medium cutting speed, but also suitable for light interrupted cutting.
Low-speed machining of heat resistant alloys, or light interrupted cuts. General short contact time processing step and

high strength requirements of sharp cutting edges processing step.

ZEHIES  TURNING N

]
Grade

1805 %

IS0 classification

e
Color

R

Recommend for application

BPU109

N10(NO1-N15)

DLCE

DLC#R, AEWEERMENBE, NMRSESKERE. ETH. &, #. ®MHE.
BRI M IRAEMT.
DLC coating color, the coating can reduce BUE, obtain higher surface quality. Suitable for aluminum,

magnesium, copper, brass, plastic finishing to roughing processing.
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A AEMER4M Coating grades properties overview
A5 SEHIRES MILLING K

=

=
s 15053 e RifE Rg
Grade 1SO classification Color Recommend for application %’
BERRSHABEN RIFIONBHTRESN ERATSRVHIEHT,
: ERE Cyan-blue gray dark | BRFCATRTFN, 7FAEM. BRNAE M.
BPG05B K10(K05-K15) [ ] With high hot hardness and good resistanceto plastic deformation. Suitable for high speed cutting and
finishing process of austenitic stainless steel, quenched steel and carbon steel
PVDiAEERAEHS, ATELRTROSKMIkEBHHRIDEHE M T HHE.
BPG103 KOS.K15 3 Purple yellow EPFRSYIHIEET, EEUHMTIESS.
] PVD coated carbide grade for gray cast iron and ductile iron medium to rough milling in wet
conditions. In the medium to high cutting speeds,can predictor the tool-life.
CVDARERAS, EREK EAERXRNHELRER, BN ZTRNEETIEIIR.
@ BT HRR P FEIRE B M.
BPC122 K15(K10-K25) % CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
can bear harsh intermittent cutting conditions.
Universal grade for all cast iron roughing cutting at low to medium speed.
CVDAREBERE &S, ATEERSTMENIR T MRERHEITH hF R
I Blacklyellow sHmT.
BPS321 K30(K25-K35) . . . "
— Coated carbide grade for toughness demanding operating conditions to work at low speed,
medium load and reload processing.

& o1 T
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A AEMER4M Coating grades properties overview

A1-6  FEBIREE  MILLING P

o

=
Rg s 15042 nt KA
[ -
@ Grade 1SO classification Color Recommend for application
BERARSHABENRIFIOMEBMHTREESN, ERTESEVBIZHT, RERETHEN.
EE Cyanblie grav dark | ERFESR. BRENBGIEN T
B/ Lyan
BPGOSB PO5(P01-P15) y_g Y With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
finishing process of austenitic stainless steel, quenched steel and carbon steel
PVDRBNRAERES. FERPFIRTBIEE, #HITSHTHEMOBMI. F
EHeEnTIOBENSREREN, FTRESTENFIRYIE . REOTHRpPEEEE.
%2 Cyan-blue gray dark &R TR A B wrIHE .
H 7 &7= Lyan-biue gray
EHEAE P18(P10-p20) ] PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
PVDRRRERA SRS, HIaKEIEIT]. YIBHEE. REBMILM. KEM. F8t
IF%. AMfEANMMEIFNEREE. SEEAUERTIR, ERRTHIER,
L& Purple yellow AR AR N -
BPG308 P20(P15-P30) I PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,
long overhang, milling processes. or an alternative of toughness processes.
Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.
ERSERA. M EHRMERT IGE B R R AL SPVDTANGE, ETXS
BPG217 P20(P15-P30) # Yellow HITHMEMI, ISR EFRRIRERIMT.
Using high strength, high wear resistance and owe loss Phase Equilibrium ultrafine grain substrate with
PVD TiAIN coating, suitable for most of the material machining,can achieve a stable turning and milling.
_— P30(P25.P40) AR/ Blackiyellow BRI SAL0SREES, ETRREXOGHIMI.
. High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
BPS322 P30(P25-P40) 2 Black SREREASAL0GREEE, BETRRBKSHIMNI.
I High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
AR RESHESATRGEHPERTZNIF. MTFaRMBEEH, RMiZGhHE
SBPSHMATRIGEMIR, flnERMm. |t XHEB#HEIF. THELR,
SBPSAMM A TR E RS &ik. BRLAMREANBRILE.
—— PA40(P35.P50) R/ Blacklyellow Toughness coated carbide grade for steel milling in demanding process.For vertical milling and
. shoulder milling, the grade BPS411 should be working in stable conditions, such as short overhangs,
surface milling, shallow shoulder milling.For toughness process,BPS411 is the best choice.
suitable for mixed materials small batch production. Whether the coolant supply is excellent.
AR RE S ATRGEHPERTZNIF. MTFaRMBEEH, RMiZGhE
SBPSA2ATEIREMN IR, HlaniEdm. mit. XAFBHA%F. W THELR, &
SBPSA2N A THFMEIER &R FRAINRHRAENTERALE.
= Black Toughness coated carbide grade for steel milling in demanding
e PA0(P35-P50) | ] process.For vertical milling and shoulder milling, the grade BPS412 should be working in stable

conditions, such as short overhangs, surface milling, shallow shoulder milling.For toughness process,
BPS412 is the best choice.suitable for mixed materials small batch production. Whether the coolant
supply is excellent.

M ot &
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A7 gEEIEES miLLING M

=

=

e IS0 % e Rk ¥y
Q

Grade 1SO classification Color Recommend for application o

PVDS RIS EERSHNABEEMRIFNMEMTREN ERTERIHEHT, BEKE
ERE Cyanblue gray dark| T HEW FREW, BRIWAVEM L.

BPGOSB M10(MO5-M15) y_g / With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
finishing process of austenitic stainless steel, quenched steel and carbon steel

PVDREERE €S, BTAENNREGH. SEBRUERTIR, BERTHE
ERE Cyan-blue gray dark | FINTRE{LAAHL

] PVD coated carbide grade for light milling of stainless steel. Combine grinding blade preferred for
viscous and work hardening materials.

BPG20B M15(M10-M25)

PVDABREREEHS, ATHRSENTHEN (FEARKMAEE) $tEl. HEIER
ERE Cyanblue gray dark | FHERS, HERATRHMRFRKRES.
g 7 K== Lyan-Dlue gray
BPG30B M25(M15-M30) ] PVD coated carbide grade for medium to high-speed stainless steel (austenitic) milling.
Combined with positive rake angle trough also applies to the heat-resistant materials and titanium alloys.

PWREBRAEMS, ATUDERSHEAEMEENAER, nEEEt. %R

ERE Cyan-blue gray dark | 1A/ DR AKRTEENFAPHEN.
M35(M25-M40 7 s Lyan-blue gray
BPG4SB ( ) || Coated carbide grade for medium speed milling abrasive trends stainless steel, such as casting parts,
ferritic / martensitic stainless steel, and PH steel.
2/E& Blackiyellow PN A o <ex ; .
BPS411 MA40(M30-M40) y CVDRERRAEHS, ATAGREHNTERERMTIF.

. Coated carbide grade for stainless steel castings heavy machining process.

&, oro TN
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A1-8  HEHIEEE MILLING S

o

=
Rg s 150533 e R
& Grade 1SO classification Color Recommend for application
PVDEERAE €S, BTRELR TR . ESVIEHERE TEFHarmTEE.
: ERE Cyanblue gray dark | X RARFNIRENBLRL -
BPU10B $10(80-510) [ ] PVD coated carbide grade, for the excellent working conditions titanium milling.
Has excellent abrasion resistance at high cutting speeds. Instability and vibration sensitive.
PVDRBERE €S, BTHARRESHNPFRERH.
%3 Purple yellow BB RIFNNIABEMIT BT
EREHH S15(515-530) ] PVD coated carbide grade for medium-speed milling of heat resistant alloys.
With good ability to avoid built-up edge and good resistance to plastic deformation capacity.
# Yellow RERRAEEES, BTHRBEH%RE.
BPG40A S30(S30-340) Coated carbide grade for heat-resistant aluminum castings milling.

B 20 G

WRBIRE : 400-500°C, MBME S EMRAHN
Coating temperature: 450-480°C, without effect on ultra-grained alloy substrate.

RERMURE 900°C, S A

Coating failure temperature: 900°C,  high heat resistance.

WERNEERIETIO#EF

Guarantee the sharp cutting edge after coating.

Coating materials: TIAIN

BRI HV3200
Coating microhardness: HV3200

AREMBTIAIN

buneod gAd FmS#aAd



A AEMER4M Coating grades properties overview
A9 FHIRBES LRI ISO packet turning

)

T
-}
R
®

/.
\\

=

=
EFER e . ¥
IS0 S04 | MIXF | #EMS | REHE Subsrate properties REXR | REHE Bl | EEUBIRE =
ISOclassification ISO packet [Processing category|Coating grade| Surface color | #fEDensty BfEHaness 723 |Coating type| Coating descrption [Thickness| Recommended cuting speed @
(glem3) (HRA) [ Byl (m/min)
kskto | BT | ooy | BB | we | @ | z0 | wrow | monawos | <y
Finishing & : Thick film (200-400)
ko [GEBAT | gory | EE | e | @ | aw | wrow | Tovauos | EE &l
Semi finishing Black - Thick film{ ~ (180-300)
EEMT R/ R , =t 250
KIO-K2 Isemifinishing BPS101  [Black/yellow| 148 | 92 | 2200 | MTCVD | TONALOs |ritl  (40300)
: - BRE :
MO1~M10 Ffﬁiﬂﬂ%g BPGOSE |opnbiegmink| 149 | 925 | 3000 | PWD TIALN AR o
I
RMT ER . B 120
BT el . S 120
MO-M35 oo anmactining  EPGHB  [Cunthegycar| 143 | 916 | 3000 PVD TIALN i 100150)
N Finishing BRE . | R 250
POIPIS | “geanr | BPSOS! |Blackiyellow| 149 | 925 | 2000 [MT-CVDICVD| TICN-ALOSTN [ 5 | (i
1 | Finishing HIERE . N | B 250
PIWPR0 | "7 | BPSI01 |Blackiyelow| 137 | 914 | 2000 |MTCVDICVD| TON-ALOSTN [ oo™ | ooy
T R . N | B 220
P PP |Serifiishing|  BPS2ST [Blacklyelow| 136 | 915 | 2200 |MT-CUDICVD| TICNALOSTN |1 B 1 (iehoey)
AmT RIEE . N | BB 130
PI5P35 oy hmeinnd BPSIT1 |Blacklyelow| 135 o1 | 2500 [MTCVDICVD| TICN-ALOXTN (L i2% | (o
FHEMI % - B 120
P20~P30 Semi finishing BPG308 Purple yellow 14.3 916 3000 PVD TIALN Film (100-150)
13
S01~810 Fﬁzﬁg BPG118 | Purple yellow | 14.9 92.5 | 2800 PVD TIALN +TiN Eﬂ% ( 4(?_%0)
s i3
$10~520 S;ﬁﬂiﬁng BPG218 | Purple i‘enow 14.45 | 91.8 | 3000 PVD TIALN +TiN Elﬂn% (3520)
ST % , , wpE 30
S20~S30 ROU;h ﬁgchlnlng BPG318 Pure|e i‘e”ow 14.5 90 2500 PVD TIALN +TiN Elﬂrﬁ (20-60)
NO1-N10 Fﬁgﬂ%g BPUI09 | DLCE | 149 | 925 | 3000 | PWD DLC »i
N BT BE : EiE 120
N10~N20 | Finishing BPGO5B  [Cyanbue gray dark|  14.9 925 3000 PVD TIALN Fim (100-150)
I

&, 020 N
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A REMEREFM Coating grades properties overview
A-10 SEHIRERES 533 K3 ISO packet MILLING

o

RE R
T | ﬁb . + T
= IS0 ISO74 | MIXZ | REMS | REHE Subsrate properties RERR | AEmE BE | HEIRRE
72 1SOclassification ISO packet |Processing category| Coating grade| Surface color [ ZfEDensity [ EEHachess| f5g& | Coating type| Coating descrption [Thickness| Recommended cuting speed
(glem3) (HRA) | Bgstrghl) (m/min)
e
®mI N s EfE 300
K10~K20 eh BPG108 | Purple yellow| 14.9 93 2500 PVD TIALN T ¥
Finishing Thick film (200-400)
KIKZ)  |sor gl BPC122 o | us | @ | mw | wrow | movauos BT -
| ICK Tilm
- B/ EE = 150
K20~K30 S;ﬁrﬂgﬁ]g BPS321 Black/ﬁlow 14.5 90 2000 | MT-CVD TICN-AL203 Thjiflf%ilm (120~200)
|
T 2/ . _ 120
K30-K40 ooy gnmactinng  BPS41!  |Black/yellow 14.2 | 89.5 | 3500 MT-CVD TICN-AL203 EE (100-150)
BT RiE - B 90
MO5~M10 | ~RAt- BPGOSB  |Oyntieqmydak| 14.9 | 925 | 3000 PVD TIALN : 120~200
Finishing O gy Film ( )
s EFE =
FHEMI i ! R 120
M20~M30 Mo | BPG2B | Cyenbleqaycar| 145 918 | 2900 PVD TIALN &
Semi finishing Cyan-ble gray Film (100-150)
M
" e "
HRmI (R . B 120
M20~M35 e BPG30B nblue gray dark{ 142 89.5 2900 PVD TIALN ey
Semi finishing| Cyan-blue gray Film (100-150)
BmIT =/ RE , B 120
M30-MAO oo hmasiing  BPS1T [Black/yellow 142 | 895 | 2900 | MTCVD | TONALOs i (yontsn)
BT AR - Hh 250
MO5~M10 | P~ BPGOSB  |Cyantieqaydak| 14.9 | 92.5 | 3000 PVD TIALN .
Finishing Cyanble gray Film (180-300)
w e _-—
EHmT & - I 220
M20~M30 (Mo BPG20B i dak|] 145 918 2900 PVD TIALN et
Semi finishing Cyan-blue gray da Film (180-280)
Po-pa [GERIL | gpcary | FYOV g5 | gg | o0 | P | e | BB S0
P —
ERmMT B - B 120
P25~P35 e BPG25B i dak| 145 90 2000 PVD TIALN 4
Semi finishing Cyan-due gray da Film (100-150)
amT R/ BE , B 120
P30-PA0 Rough machining|  BPSS2!  |Black/vellow) 145 | 90 | 2000 | MT-CVD | TCNAL2Os Iqi Gl (100.150)
T 2/ R . - 120
P30~P40 Rough machining BPS411  |Black/yellow| 14.2 | 89.5 | 3500 | MT-CVD TICN-AL203 BB (100-150)

B 022 G
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ERAESHEEMENFMY Features overview of cemented carbide

=

e

s
Grade

ISO%r2E
ISO
classification

B
Density
(glem3)

BE
Hardness
HRA

NEBEE
Bending strength
(N/mm2)

MR R

Usage and performance

S
$
sjeusep

BP20

P20~P25
M20

123

=015

g, AARSNIARRMMAEETREN, ERHIASENN,. 4¢TARNS
&, FEWHIMI,

Excellent in red handness, anti-heat crak, anti xdformation.Suitable for processing the structural
alloy steel, alloy tool steel, high manganese steel and stainless steel

BP35

P30~P40

12.7

=910

2220

UMY, HEARFREMIARENSHERRE, RRARFNES. ERT
MR ERAEMN T

Excellention red hardness anti-thermal deformation . high strength. common grage.
Suitable for the roughing of steel, castiron

BU810

K05~K15

14.7~15

92.8-93.1

2700

TimeA, ERTFMIEEEEAESHIE EIEEmLI.
Sub-micron grain, suitable for the continuous and interrupted finishing of non-ferrous metal

BU820

K10-K25

14.3~14.6

3500

TR, &R T &M RIMINE.
Sub-micro grain, suitable for the milling and drilling tools

BK10UF

K01-K15

14.6-15

=028

2060

BHERNAS, MENLT, FARES. EATSWSELEENR. R
FIREFSTEME, B5R. BRRREESRMEEMIMENL,
Ultra-fine grain alloy,good wear resistance and high strength. suitable for the semi-finishing.

finishing of abrasive materials (like high-hard . chilled-hard castiron ,piled welding, spray welding
hard rubber. card board and non-ferrous metal.) hard rubber,cardoard and non- ferrous metal

BK20UF

K10-K30

14.5-14.9

=920

2360

BHRNAE, MEMY, FABES. ERTEMS@EEHER. HIE
FHEE ST EMRLERR. BRRREESEMEREMIMENT.
Ultra-fine grain alloy,good wear resistance and high strength. suitable for the semi-finishing.
finishing of abrasive materials (like high-hard . chilled-hard castiron ,piled welding, spray welding
hard rubber. card board and non-ferrous metal.) hard rubber,cardoard and non- ferrous metal

BK30UF

K15-K35

14.4-14.8

=915

2520

BERNAE, WMEEMFUREET. ETHH%. FEERRIESEMH
L.

Ultra-fine grain allo. good wear resistance and anti-shocking. suitable for processing the castion,
non-ferrous metal,plastic wood, and etc.

&, 023 NN
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&5
Grade

180532

ISO classification

T
Density
(glem3)

NEBRE
Bending strength
(NImm2)

BE
Hardness
HRA

diil e iibd

Usage and performance

YG6

K15~K20

14.85~15.05

2050

90.5~91.5

ENRE, MENRERE. EA%%, AEEER
A% FEEMNPEYREROEEmISmI,
High wear resistance, good resistance to shock and vibration. Application
of cast iron, non-ferrous metals and alloys, non-metallic materials medium
cutting speed for semi-finishing and finishing.

YG8

K30

14.6~14.85

2520

89.5~00.5

ERBES, bl MRS, BREERLITNTE
RERR. ETH%, AeEERAS. FEEMRUER
ORI . The use of high strength, impact resistance, good shock
resistance, but wear resistance and allows the cutting speed is low.
For cast iron, non-ferrous metals and alloys, non-metallic materials
low speed roughing.

BK10

K10~K20

14.8~15

2000

91.5~02.5

WELS, EABERY, ERATMIEAEHRSH
AREEW, REBHKMNT.

High wear resistance, the use of high strength, suitable for machining
of chilled alloy cast iron and steel, and ordinary cast iron processing.

Y15

P30

12.7~131

2200

89.5~90.5

RERFNERE. UrHERARY, ETHRENSAE
SREEM L.

High strength, impact resistance and thermal shock resistance; suitable
for carbon and alloy steel rough machining.

YT14

P20

1.2~11.6

1750

91.5~02.5

ERBES, fUhE MRS, ETRERSAERN
BMI. M.

The use of high strength, impact resistance, good shock resistance,
suitable for carbon and alloy steel finishing, semi finishing.

YT15

P10

11~11.5

1650

92~93.2

TEMERET. ERATH, HH. GENFORNI. 45
mI.
Good wear resistance. Suitable for steel, cast steel, alloy steel finishing,

semi finishing.

YW1

M10

13.5~13.7

1710

92~93

EMNIF, AT —ERAERE, RBANREFNES.
ERFHAR. SRR FMEREENINHNT, b
ERTFLERMBELLAMI. Good red hardness, it can withstand
a certain degree of impact load, is general better alloy. Suitable for heat
resistant steel, high manganese steel, stainless steel and other hard
processing steel processing, applicable to ordinary steel and iron processing.

YW2

M20

13.35~13.55

1880

91.5~92.5

TEMRL, ERBERS, EEASRANMLEHE. &
BTFWAN. SEN. TERRSRESNFMENT.
NI, wETEBNMER. Good wear resistance, the
use of higher strength, can bear larger impact load. Suitable for heat
resistant steel, high manganese steel, stainless steel and high alloy
steel roughing, semi-finishing, and is also suitable for ordinary steel
and cast iron.

M 02 G
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e

S
/-
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1S0%2

ISO classification

K05~K20  P10~P30  M10~M30

E
Density

6.1~7.2

(glem3)
R

Hardness
HRA

>01

nEBE
Bending strength
(N/mm2)

>2000

ERMRER AR
Usage and performance

BN201

EATWN. FHERFEBMI. BMI

Suitable for the finishing ,semi-finishing of stainless steel

180533

ISO classification

K01~K10  PO1~P20  MO1~M20

B
Density
(g/lem3)

6.5~7.2

R

Hardness

>92

HRA

nEBE
Bending strength

>1800

(N/mm2)

MR RAE
Usage and performance

BN301

BERATN. THNEHEMI. BMT
Suitable for the finishing ,semi-finishing of stainless steel

&, 025 TN
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B1-1ZHIJ7]F—% 3k Turning inserts overview

50
CNVG™-FW DNNG™-FW SNNG™FW TNNG™FW VNMG™FW WNNG™-FW
51
ﬂ COMT™-FW DCMT™-FW SCNT™FW TONT™-FW VBUTFW VCMT™-FW
%0 52
| =
=
5 3 CNGG'LIR-S DNGGLIR-S TNGG"LRS WNGG"LR-S
a Ha
f@ 5
= 253
&2
g
* CCGT™LRS CCGHLRS DCET"LR:S
54
DCGT"LRS DPET"LR:S SCGT"LR-S SPGHLR-S SPGT"LRS TCGT'LIRS TPGH
55
TPGR™L:S TPETLS TPGX"LS VBETLS
56
VBGT"LIR-S VCGT"LR-S VDGX"LR-S VPET'LR-S WPGT"LR-S DCET"LRE TNGG"LRE
57
3 CNNIG™-VD DNNIG™-VD SNNIG™-ND TNNIG™-ND VNMG"-ND WNMG™-WD
»
Hs
=
£ 25
&
E_ CNNIG™-VA DNNG™-WA SNNIG™MA TNNG™WA VNMG™NIA WNNG™ WA
)
60
CNNG™-TM DNMG™TM TNNG™-TH VNMG™TM WNNG™TM VNNG™-UX WNMG™-UX
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B1-2 Z#| 7] #& AR Description of chipbreaker

A fafBJ]F Negative inserts

7\

DB r

o \L/

10
PES

Hi/EE
Chip breaker

HETHIRE

Recommended cuting parameter

IOk
Cutting egde shape

TIR SN RO R

Chipbreaker features

FwW

ap=0.15-1.5 mm
n=0.07-0.5 mm/r

BFREMIZEH]; Forsteel finishing tuming.

ERENIS, EEHENEFTHAEER

Cutting control ability is better than other chipbreakers in steel process

IF: YEEH. FixE, SENHRHE

Operations: longitudinal cutting, facing, back-turning and profiling.

R RUEIER, RN, EEMIAKH. BENIRERETH. 5
ERESEA U E EE ZHE. Advantages: light cutting geometry, low cutting forces
suitable for slender Shafts, thin walled and unstably clamped components. This chipbreaker matches
with wear-resisting.Grade will be better.

EBRM: FIHIRE R LEE . Limitations: depth of cut and feed range.

BRATH. R 18, KELZENRMRMOKZERE. Components typically: axles,

gears where good surface finish is a priority.

T g

Buiuin] |eisuss)

MD

ap=0.2-8.6 mm
n=0.1-0.65 mm/r

0.18

BTFHHEMIZEH; For medium turning.

WFMEBFE KIS FAEE . Withbroad applied range for steel.

IF: YEdid). ZEmmMFARIE . Operations: longitudinal cutting, facing and profiling
R AEHMBRAME, XU TEREYE. SHERSHGERGEFN
5 =9 #% , Advantages: High reliability and universality with fault-free cutting. This chipbreaker
matches with wear-resisting Grade will be better.

AT M WHH, BRAELZ. Components typically: axles, hubs, gears, etcin steel.

MA

ap=0.2-6.0 mm
n=0.15-0.5 mm/r

BTFEREMIZEH. For semi-finishing turning.

R A F iRk R ABITIE . For semi-finishing of steel and cast iron;

IF: ZHl. ZHEMAFEH]. Operations:Tuming,facing and profiling.

3 EAERSE. ERamNE, EEFHS. Advantages:Suitable for general
field.Positive edge shape of blade, performance of Sharp cutting.

AT M. LRWEMBEEM. Typical parts:Ordinary steel parts and cast iron parts.

ap=0.25-4.0 mm
fn=0.15-0.5 mm/r

o /0.2
QI

BTFHBEEEMIEH; For semi-finishing to finishing turning.

xtF ek TR &2 B A With broad applied range for cast iron.

IF: Z¥l. Zi8E. Operations: turning, facing.

% NOBES, BAE, BTN, SEMBNARMSTREEENE =X,
Advantages: high cutting edge hardness, low cutting resistance force, easy chip-flow. Combined with
more abrasive grade can get better efficiency.

BIRME: XM ISR AR EIETIHI8URE . Limitations: Sensitive to casting, forging
and discontinuous cutting.

R L@EHEKE M. Typical parts : pieces of castiron.

&, oss TN
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B1-2 Z#| 7] #& AR Description of chipbreaker

A fafBJ]F Negative inserts

1S0 Wi B g EETHIRE 7ark TIRNERIER S
PES Chip breaker Recommended cuting parameter Cutting edge shape Chipbreaker features
s BFEFEMIZEHE; For semi-finishing machining;
i ERTFMEEREMI; For semi finishing turning Of steel.
™ 0.2 IF: EHl. ZEimmM{hR %S| Operations: turing, facing, profiling.
/ % |t RIS, HERE, DAFRERRORENANS, EHEERHET)
:i,,T_ = | WU AR EIEIR 7. Advantages: High universality, easy chip-flow, special bulge close
P ap=0.1545mm | b +/ to the nose radiusand big rake angle generate the cutting ability and low cutting force of chipbreaker
f=0.2:0.5 mmt EVIHITIER BRRM: YIEIREMAREZIR. Limitations: the depth of cutting and feed.
P 0.2 @RF M. LE4 ¢ Typical parts: ordinary steel parts.
&2 / \
Q2 o X | co
B = S R b7
g
S,
a
FFHEmMIZEH. Forrough turning.
TIRERSy MIMAMAE R EESLBERZE. With high metal removal rate when process steel
R and stainless steel.
RA Q 0.3 TF: dminEl, ZEimmMARE]. Operations: longitudinal turing, facing and profiling
T\LRT‘* f%: BRI, EFRaNEMIES, TRERFHNIZNRY.
T Advantages: High universality, ~with high roughing process ability.
P 2p=0.7-15mm (—— BRRME: IEITIE ARG, LR R RR MR A S S HEHE,
f1=0.2-1 mmir LTI TIERS BNRETIREBHRXE . Limitations: risk of overloading cutting edge, risk of insert
movement in seat at high cutting data when used with lever-type toolholder.
‘k# AT, B, BAELZ. Components typically: axles, hubs, gears, etc. in steel.
-
AFHMIZEH]. Forrough turning.
MIRMNENRTEESEBERE.
RB With high removal rate in steel with double and single sided insert alternatives.
BE . BATE, EERSHEMIEESN, ARERFHMIEF T,
Advantages: universal capability, double-sided insert geometry with high Roughing
P ap=0.7-15 mm capability contributing towards good machining economy.
fr=0.2:1 mml SBIBH: B, REEZRS0E.
Components typically: axles, flange, gears, etc.
AFREMIZHE]; Used for finish turning;
TIRERT ERFAFWEMIAE S &% BRI ISuitable for stainless steel and non-ferrous
metals such as aluminum alloy materials processing;
LH IF: %8|, ZME; Operations: turning and facing;
% BRRYEHNETEERIEEMBRAMRE, SHT RSETH.
M ap=0.06-35mm Advantages: with a lower cutting force light cutting groove, reliability and versatility, achieved without
S 1120.4-0.4 mmir fault cutting;
N BIRY: EHSEMTEIRESEEATEZR Limitations: the feed rate and cutting

depth limitation of application scope;
#BRITH: BALT M. Typical parts: aluminum alloy parts.

B oss i
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B1-2 ZHIJJF#&EAYi5AA Description of chipbreaker
A fafBJ]F Negative inserts

150 i /EtE wEIHIRE TIaRAR TN RSN RE S
PES Chip breaker Recommended cuting parameter Cutting edge shape Chipbreaker features
T]oaER 4 BFEREMIZEHE]; For semifinishing turning.
SN HFMKEE/KEEEETR MR FEE. widely used for Resistance alloy/titalium alloy.
S éﬁ% 0.27 IF: YEEH. EREMIHYIE. Operations: longitudinal tuning, facing and profiling
. V| B WE, FIUTRMETE. MITEREOBERER. Advantages: reliable
ap=0.054.5mm & k giving problem-free machining general chipbreaker for stainless steel.
=0.12-0.65 mmir EIEITIER S BRY: FRARSHE. BEEE KRB IEIFN. Limitations: can be affected
by casting and forging skin as well as Intermittent cuts.
N : 0.27 : % g
o )
o B
_|
c
3
>
«Q

BFREMIZEH. Forfinish turning;
ROFIKESEK . Grayand nodular cast iron.
. 0.10 TIF: YmEH, EiREmM{GREE . Operations:Longitudinal Turning,facing and profiling.
o 2(1&* B3: BARIEAGBIEEY, HTFHRAHENEENTRERENSEN
T IHFEa. HEHBILN, TREESNE-BNIHRE.
0 Advantages:Light cutting groove with lower cutting force.Have many advantages for the machining

ap=0.15-2.0 mm
fn=0.08-0.30 mm/r

EHEITIE S

[

of parts vibration sensitive and unstable clamping.When turning the through hole, can provide a
higher and more consistent quality of workpiece.

R PIHIREMEL . Limitations: The depth of cutting and feed.

AT, L@ES%TM. Typical parts:Ordinary parts of castiron.

cQ

ap=0.2-6.0 mm
fn=0.15-0.50 mm/r

0.25

.......................

BFEEMIZEH. Forsemifinish tuming;

TROFFkEEEHK . Grayand nodular cast iron.

IF: YEEHl, ZEiRmM{ARLE . Operations:Longitudinal Turning,facing and profiling.
f#h: TEFIMT THEEE. Advantages:Reliable giving trouble-free machining.
BRE: EEEYIEIR 15 758 E 1K . Limitations: Lower strength of Cutting edge in the
intermittent cutting.

AT Y. L@ESTH. Typical parts:Ordinary parts of castiron.

GH

ap=1.0-8.0 mm
fn=0.3-0.85 mm/r

BFHMI. Forrough turning.

ROFNIkZSEE. Grayand nodular cast iron.

IF: &£Hl, ZmEAM{GHIIE. Operations: Turning,facing and profiling.

. TMEREMIEE, RET REMMIZFME. Advantages: Awide range
of rough machining of cast iron, provides good economy of machining.

HAFE M. B4k, Typical parts:Parts of castiron.

&, ov7 N
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B1-2 ZHIJT] F#&#RE Description of chipbreaker

A fafBJ]F Negative inserts

10
PiES

H/EE
Chip breaker

EETHRE

Recommended cutting parameter

IOfHR
Cutting edge shape

TR RERE S
Chipbreaker features

g

Buiiny |essuss)

m
m

b
No slot

ap=0.2-12.0 mm
n=0.1-1.19 mm/r

ESLIDIE
0°

Fet& BFHMIZEA. Forrough turning.

BFmMI&ROMIKESES. For grey and nodular cast-iron.

IF: YEFEH. FiREM—ERERFRYIE. Operations: longitudinal turning,
facing and to some extent profiling.

% BRI TR ASEME . Advantages: broad application range for roughing.
BRY: 25BBRSNEETE S, TaSmEEFMRE. Limitations: can generate
high radial cutting forces which may effect component and clamping.

BMAFEM. L@EEKTMH. Components typically: cast-iron components in general.

KNUX

ap=1-6mm
fn=0.2-0.7 mm/r

. o

I

THW AHEROEMFEEMT.
2

f

IF: hREH. £H

HAVEM. b, EE %F.

2. BYRIER, {810, SATMIAKH. FEMTR
EMEEH. RH*ALKNRZE, VIBIEHE DT,

For fine to medium turing of steel and statinless steel.

Operations: Profiling turning and turning. For finishing and semi-finishing of
steel and stainless steel

Typical parts: arbor wheel, thin wall and wheel.

Advantages: light cutting chip breaker, low cutting forces, suitable for processing
slender shafts, thin wall and unstable clamped components.

I
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B1-2 ZEHI 7]/ #&#YEER Description of chipbreaker
A fafBJ]H Negative inserts

1S0 /B EEVHIRE TIARK TR MY RGBS
PES Chip breaker Recommended cufting parameter|  Cutting edge shape Chipbreaker features
TIRERS BT MIZH]. Forfinishmachining.
E &7;/ . 0.6 | ERTMAFEMIZEH. Apply to steel finish machining .
.| IF: FHl. %@, Operations: tuning, facing.
o H#: TIO%F, mHEHEE, NIIRIRES. RAREF, HERY E
P ap=0.08-2.6 mm ~ * | Advantage: a sharp edge, resistance to strong adhesion,processing size and high precision, good
fn=0.1-0.25 mm/r FYIE TIER 4y surface quality, smooth chip removal. &0
&, L 0.6 | HBEZH. ZBEWHE. Typical parts: ordinary steel parts. % 2
R i g
: z
S i 2
«
TIRER4Y TI: ZFHl. ZFimmE. Operations: turning, facing.
EATHRAEMI. FHEmIZEH.
S/ - 0.15 Apply to steel semi finish maching, finish machining.
by NF | LB TINRES, ARMEE, MIRTHES. RKERESF, HFERG.
~ i | Edge:edge tough,resistant to strong adhesion,processing siz and high precision,
- ap=03-1.2mm | ——— i | good 'surface qliagty,smooth 1ctzh‘ip removal. N
£1=0.03-0.18 mm/r T RS ﬁnffal;ins_ﬂx/\ = TFEBEREA—RMI. -
. generally used only for steel parts general machining.
;Q,'/ ”TLS AT, LB, Typical partsiordinary steel parts.
BATFEEMI. BMIZEH. Forsemifinishing machining, finish machining .
PIES: ) ERTHEATHOERBMNI. BNIEH
Used for semi-finishing and finishing of cast iron parts.
A o »Tio' 1 IHF%Hl, Fixm@E. Operations: turning, facing.
‘\’#\/—r H#: TI0RIE, FENERRETRENSETE, HERY, RHMTE,
i | MIZEBRIEREREFMFEE. Strong cutting edge, flat chip breaker with good chip space,
K 2p=0.08-3.2 mm L smooth chip removal, high adhesion-resisting. Make sure the cutting surface quality and precision.
f=0.18-0.38 mmit EVIEIDIE S B : SRTFHETHMI. Limitations : used for processing of cast iron parts.
BRF LRSS T M. Typical parts : pieces of cast iron.
o 0.1
S
BFEMI. FREMIZEH. Forfinishing, semi finish turning.
MEEEERMERNER ZHNAEE.
S Wide application range for non-ferrous metal and steel
IFR: %8, {5 %H]. Operations: cutting, copying turning.
_ fH: TIO%F, PEIEAD, HERY, RAREFNYIEERN, TREESRE
N fap-_(;)oo560220 1! & . Advantage: a sharp edge, small cutting resistance, smooth chip removal, with good chip
RIS EIEIDIE S control force, has wide application range.
. BT, LEAG. GEEBTH. Typical parts: ordinary steel, non-ferrous metal parts.
Lo
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B1-2 Z# 7] #& AR Description of chipbreaker
B IEfJI1F Positive inserts

1S0
PAES

B R

Chip breaker

HEIHIAE
Recommended cutting parameter

TIORK
Cutting edge shape

TIRSMEFE R
Chipbreaker features

o

e

;=
Buiiny |essuss)

ap=0.06-3.6 mm
fn=0.2-0.36 mm/r

EUIRITIER S

& 0.15
L

ERTROMEEMI, BmIEH,

Apply to steel semi finish machining, finish machining

IF: %4, FimE. Operations: turning, facing.

RHE: TORIE, HEMEE, NIRIEES. REREF, HER
Advantages: high toughness of cutting edge, high adhesion-resisting, high accuracy of
processing size, good surface quality and smooth chip removal.

BRY: —MIABFLBWEM—AMI Limitations: generally used only for ordinary
steel parts general machining.

HBTH. L@WM. Typical parts: ordinary steel parts.

ap=0.08-2.6 mm
fn=0.1-0.25 mm/r

BTEEMI. BMIZEH. Forsemifinishing machining, finish machining .
ERTMEEFEMI . Apply to steel semi finishing.

IF: %8|, ZixM@. Operations: turning, facing.

R TIOEF, HHHEE, NIRTEES. REREY, HERWY
Advantages: high toughness of cutting edge, high adhesion-resisting, high accuracy of processing
size, good surface quality and smooth chip removal.

IR IEIREMLAERE . Limitations: the cutting depth and feed rate.

SBRFH, L@, Typical parts: ordinary steel parts.

ap=0.08-3.2mm
fn=0.1-0.3 mm/r

ERTHMEFEMI. %I Apply to steel finishing, semi finish turning.

IFZEH, FEmmm{RZEHl Operations: turning, facing and copying turning.

HH: BERET RENTESEE, TEIEADN, NO%EFN, HERY, RERIF
MIMIRTHEMRERE, FEAHFEMI. provided good range, small cutting resistance,
sharp blade, smooth chip removal, has good processing dimensional accuracy and surface quality.
BRM: HIEIEE . Limitations: the cutting speed.

SBRFH, LFEME, Typical parts: common steel .

-
ap=0.06-2.3 mm
fn=0.05-0.18 mm/r

BEERE:
ap=0.08-2.5 mm
fn=0.06-0.2 mm/r

EVIRITIER S

o
Lo
.

BFREMI. HHBMIZEH; Forfinishing, semi finish turning;

MNEEEBMERNE ZHRAEE

Wide application range for ordinary steel and low carbon steel.

TIF: FHl. 57 ZH]; Operations: turning, copying turing;

H%: TIO%F, JEIEAD, HBRY, RERFNTIERHN, TREESH
REAIEE . Advantage: a sharp edge, small cutting resistance, smooth chip removal, with good
chip control force, has wide application range;

BRRME: NOBLSHNE, YEIREMELREZR. Limitations: cutting edge has
overload risk, cutting depth and feed rate restriction;

BT M. L@ERE. GREBETH. Typical parts: ordinary steel, non-ferrous metal parts.

B 040 G



B1-2 ZEH| 7]/ #& A5 BE Description of chipbreaker
B IEf&JIH Positive inserts

7\

DB r

s \L/

1S0
PIES

e
Chip breaker

HETHIRE

Recommended cuting parameter

TIOfK
Cutting edge shape

TIRSMEFME R =
Chipbreaker features

FW

ap=0.15-2.0 mm
fn=0.01-0.3 mm/r

BT mMIZH. Forfinishing turning.

W, THEW, BSRMIF, YEEHEENFTEMER . with good chip control above
allin steel, stainless steel, grey and nodular cast-iron.

IF: FH. FiREARYIEIFMEZEMI. Operations: turning, facing,

profiling and back-facing.

fim: ERAMNBREBRASERMES, EATHNIAKE. EEF4RT
RERZEMH., Advantages: Light cutting chip breaker with low cutting force. Suitable for
processing slender shaft, thin-walled parts and unstable clamped parts.

BIRE: PIEIREMFAL . Limitations: depth of cut and feed.

BRITH. R . BIER, KEETEREARENETHE.

Typical parts: shaft, wheel and gear hub

g

Buiuin] |eisuss)

m

MD

ap=0.2-4.5mm
fn=0.1-0.35 mm/r

EUIRITIER S
013

BTFEEMIZER]. Formedium-duty turning.

ST REW, HRAIEF3Z. With broad capability for steel « stainless steel,
grey and nodular cast-iron.

IF: %8, Zig@mA{iRLIEl. Operations: tuming, facing and profiling.

h: BAME, TEHETHFELIE . Advantages: high universality, reliable and
problem-free cutting

R SEIRE S, YIHITIEEARIRE . Limitations: depth of cut and feed, risk of
overloading the cutting edge.

#MRFEM: B4, M, FBHE®. Components typically: axles, shafts, hubs, gears, etc.

ap=0.15-12.8 mm
fn=0.05-3.5 mm/r

BAFHEMIZEH. Forsemi-finishing turning .

ERTH. THMMEETKM I, Usedfor steel, stainless steel and cast-iron.
IF: ixm. SMEFM{GFRMI. Operations : tuming, facing and profiling.
fia: BEFSTEM. Advantages: high reliability.

BRtE: BEETIF#ITEE Limitations: chip breaking via round insert.
#BEREH. M, %HHF. Components typically: shafts, axles, etc.

RA

ap=0.2-14.5mm
n=0.1-1.2 mm/r

BAFHEMIZEHI. Forrough turning.

MIMETEBZEBEERE. Withhighremoval rate in steel, stainless steel, grey and
nodular cast-iron.

IF: im@E. SMNEFMGFMI. Operations: turning, facing and profiling.

fim: BREAAEBETRERTNENI&ANEBRERESR MREBEEZE
B9 & . Advantages: all-round, positive geometry giving good roughing capability with good balance
between high removal rate and minimum vibration tendencies.

BEBRM: SIHIRE A EI 7T E A XL . Limitations: depth of cut and feed, risk of
overloading the cutting edge.

BAITM. B, WAL E. Components typically: axles, shafts, hubs, gears, etc.

&, o T
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B1-2 ZHI 7]/ #&AYi5ER Description of chipbreaker
B IEfAJ]F Positive inserts

1S0 B HEEVHIRE TIAFK TR MY FERS
PEES Chip breaker Recommended cuting parameter Cutting edge shape Chipbreaker features
BF@EAZEEIMT . Usedfor finish turing.
BAEEMEMBEELE. Auminum alloyand other non-ferrous metals.
LH IF: %l Fim@MAREIE]. Operations: turning, facing and copying cutting.
ﬂ s ARMERAERAIESTEEE TERR. ERRESHITIEITRE
BEMEEZHE., RE534(2500m/min). Advantages: open positive rake angle groove in high
j%"‘ Q ap=0.1-5.0 mm cutting speed cutting light. Used as far as possible the high cutting speed (high2500m / min ) can
% 2 N n=0.03-0.5 mm/r et 2 obtain more production efficiency.
Hil g EIIRITIE S BRM: ZETHERLEHMBIMI. Limitations : used for nonferrous metal material processing.
§' BRIFH, LREEMEL. Typical parts: ordinary aluminum parts.
E.
T)LSER4Y BFEE2HEZEHIMI . Used for finish turning.
. BAEEMEMBELE. Auminum alloyand other non-ferrous metals.
LH2 N TIF: ZHl, Zis@EM{GFREE. Operations: turning, facing and copying cutting.
s AMMERAERAIESTIEERE TYHRR. £RRFESHIIEIERER
~ RISEMEYE =% . Advantages: open positive rake angle groove in high cutting speed cutting
N ?p=—00.113-f50.56mm i . light. Used as far as the high cutting speed can be obtained more production efficiency.
AR EYIRITIERSY Bt ZHTHREEMBMI. Limitations : used for nonferrous metal material processing.
2 HMATH. ZENEM T, Typical parts: ordinary aluminum parts.
FATH# MM IZH; Used for finish turning;
ERTHHRAEMRAESEMSMAEGHMRENT
suitable for finishing machining of heat resistance alloy, titanium alloy and other
SL aerospace parts
IF: ZFHl. ZFI%MmE; Operations: turning, facing;
. . BERRMEIANZIEIER TREMBR MR, ST RSETIH .
s ?np=-006036-E)1 57nan1r;r Advantages: Light cutting chip breaker with low cutting force. High reliability and
e universality. Problem free cutting .
SRR e AR AYEIRE 5 E R SEE R
Limitations: the feed rate and cutting depth limitation of application scope;

B o+ &



B1-3h# S 5#&ERHEE Recommended grade and chipbreaker
ML Process steel

MI %R Wi BE | gRREE EFTHIFE CVDiA B PVD&E
Chipbreaker
Process type Chip breaker | Tolerance diagram Recommended cutting parameter CVD coating PVD coating
FW M ap=0.3-1.5mm, fn=0.07-0.5 mm/r BPS051, BPS101
N G ap=0.3-1.2mm, =0.03-0.18 mm/r BU810, BPGO5B E
o Q)
&L E G ap=08-26mm, fn=0.1-0.25 mmir BUS10, BPGOSB 59
Finishing %=Q
B
H G ap=0.8-3.2mm, fn=0.1-0.3 mm/r BU810, BPG05B b=
= 3
& a
2 S G ap=0.6-2.0 mm, =0.05-0.2 mm/r BU810, BPGO5B
3
o f ™ M ap=1.5-4.5mm, =0.2-0.5 mm/r BPS101, BPS251 BPG308
57]
g H
g MD M ap=0.4-8.6 mm . n=0.1-0.65 mm/r BPS101, BPS251 BPG308
s
MA M ap=0.8-3.2mm, fn=0.1-0.3 mmir BU810, BPGO5B
FHMI _ )
Semiinishing U M ap=0.8-2.6 mm, =0.1-0.3 mm/r BU810. BPGO5B
UX M ap=0.8-3.2mm, fn=0.1-0.3 mm/r BU810, BPG05B
S G ap=0.6-2.0 mm, fn=0.05-0.2 mm/r BU810, BPG05B
T RA M ap=0.7-15mm, 11=0.2-1 mmlr BPS373
Rough finish
N G ap=0.3-1.2mm. fn=0.03-0.18 mm/r BU810, BPGOSB
H G ap=0.8-3.2mm. 1=0.1-0.3 mm/r BU810. BPG05B
BmI ~ )
; Finihing E G ap=0.8-2.6 mm, fn=0.1-0.3 mm/r BU810. BPG05B
(v
SIE
2|l S G ap=0.6-2.0 mm, =0.05-0.2 mm/r BU810. BPGO5B
=7
& =3 FW M ap=0.5-20mm, =0.01-0.3 mm/r BPS051, BPS101
=
&
N G ap=0.3-1.2mm, n=0.03-0.18 mm/r
:i:*%ml MD M ap=0.2-4.5mm, n=0.1-0.35 mm/r BPS101, BPS251 BPG308
Semi-finishing
R M ap=0.5-12.8 mm BPS101, BPS251 BPG308
%ﬁ?]l]; RA M ap=0.2-4.5mm, =0.1-0.35 mm/r BPS373
Rough finish

&, 0as TN
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B1-3h 5 5#&AIH#ERE Recommended grade and chipbreaker

M REESRIN T Process on stainless steel

150 MR B BE | EmRREE EETHIRE CVDi&E PVDiRE
Chipbreaker
D¥EN4R | Process type Chip breaker | Tolerance diagram Recommended cutting parameter CVD coating PVD coating
z LH M ap=0.8-3.5 mm, =0.1-0.4 mm/r BPG05B
< BT
g Finishin
ﬂ S ’ MX M ap=0.1-1.5mm, =0.05-0.4 mm/r BPGO5B
S Al
@
8¢ g2/ MD M ap=04-86mm, 7=0.1-0.65 mmr BPG20B. BPG30B
o ® LHEMT
e Z Semi-finishing
= 3 MA M ap=0.5-8.5mm, fn=0.12-0.65 mm/r BPG20B. BPG30B
3
>
«Q
H {4 )8 Non-ferrous metals
& mI%R HEE | BE | mmssm HEHAE BRAS
= Chipbreak
if'z Process type Chip breaker | Tolerance dl ip agrf :m e Recommended cutting parameter Carbide grade
=L "
off femL LH M ap=0835mm, =0.1-0.4 BUSH0
EE Finishing
o
)
g | eI, eI e e,
g Senifishing fnishng S G ap=0.8-2.5 mm, =0.06-0.2 mm/r BU810
IR HiETE BE | ERREE KETHIRE BRAE
_ Chipbreaker
; Process type Chip breaker | Tolerance diagram Recommended cutting parameter Carbide grade
(vd
S'IE
g ﬁﬁ eEmim T LH G ap=0.1-5.0 mm, fn=0.03-0.5 mm/r BU810
%% Semi-finishing ,
SH | roughing uming LH2 G ap=0.4-65mm, =0.13-0.6 mmir BU810
5
FHMT ; -
Seridinishing S G ap=0.6-2.0 mm, n=0.05-0.2 mm/r BU810

M 044 G



3 %M Process on cost iron

)

T
-}
R
®

T %R et BE | mmraE HEEHAE VDR
) Chipbreaker ' )
Process type Chip breaker | Tolerance diagram Recommended cutting parameter CVD coating
BT , .
Fiisting CX M ap=0.06-1.7 mm, fn=0.03-0.3 mm/r BPC052
z cQ M ap=0.2-6.0 mm, fn=0.15-0.5 mm/r BPC102
< ML
= Semi-finishing W 0
%ﬁfﬁz U M ap=1-4.0 mm, fn=0.15-0.5 mm/r BPC102 E jol
3Rl =0
3% Hl g
gﬁ GH M ap=04-14 mm, n=0.19-0.85 mm/r BPC102 =
o T 5
g Rough finish =
S No%sﬁgot M ap=0.2-12.0mm, n=0.1-1.19 mm/r BPC102 @

&, 0as TN
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B1-4&Z@BEHITIH MM  General turning inserts code key

TR#K RS 2y % Metric
Insert Shape/Code RE | AL | BXEERE REE RE|Bx7 | ALEEE TEE®E
i Code | Wity Wihoul  Witn/Without | Section plane of insert | Code |injfihout With Without | Section plane of insert
> 65°
° o > =l I ¥ I
I‘\SS I A /\82 / B > c Bl with | without ﬁ N | without|  Without E
77777777777777777777777777777777777777777777 I i S A R

G 5| SE— Ve BE
<:> H | With | single-side ﬁ R | without| Single-side —
D E Wl o 7| = | 2 | £ | mm | ——
””””””””””””””””””” C | with | without @ F | Without| Double-side ©

o o, || 1~ ~""~"""~"1~"~"~"~"~">""™"°79""7"°_ 65077777777 7777777777777777777777777777
A“ Qee 5 W& 2 = %

% § K L M| Y | With |Double-side Al with | without | WL/
ES T T Y R P v
w L ) x — ) BiE
|
Al = O Q Q w With Without ﬁ M| with Single-side G:D
3 o P R||[ " 1721~ A Y e I e I
8 @ [ e ) BmE — ) WE
‘ T With | Single-side ﬁ G | with | Double-side @
O° N ([ = 1 = | _ <65 | |1 e
[ T T Q il _5"_3 X . . IR
******************************** With | Without Special
T 80° 2 || ] 5 | @ | <65 | [ | 1]
v Q wl CMes 1 Y| with | Double-side EES
RIS T BBERXERR
Insert shape Chipbreaker and clamping system
I [
I
EYEITIER Al l owed tolorence

Clearance angle of main cutting edge

= = K= =y 0 -
Code | Clearance angle | Code |Clearance angle o
[ \ m
N _ 2 v
A B 21.C 21.c
o ; AEEGI.C EES 2% ) MERBEFATER (FRBR. XN5D)
e \"Llsu RS mL V4 (mm) RIFRE (mm) j-tii’;ﬁﬁ(mm) ((Reference) DZtaiIs of Gflclass tolerance ( Identied by shape and size)
Code| tolerance range | ~Inscribed circle Thickness S | ZJREERVFRE (mm)
I N (S Tolerance (mm) Tolerance (mm) Nose height tolerance (mm)
AYIE
A | 0005 | w002 | 20025 megs| A ) [, = | O,
¢ i D 15 0.005 $0.013 | #0.025 | $.35 | +0.08 | +0.08 | £0.08 | +0.11 | +0.16 | —-
e R N R ISR S d Al ittt Eisiagunt gl et Bt At gl IR
C| x0013 $0.025 | 0.025 | 9525 008 | $0.08 | +0.08 | £0.11 | #0.16 | - |
o ] i e el Ity 127 | +0.13 | 013 | #0.13 | #0.15 | -
+0.01 +0.01 +0.025 [ o T T o T T o o T T T T T T T T
M0 20018 ] 20020 [usgrs| 015 | 2015 | s0.15 | 018 | — | |
E F E +0.025 +0.025 +0.025 | 19.05 | +0.15| +0.15 | +0.15 | +0.18 - -
~| e 20° \-—&"25 i el B il R R w048 | T T T
G| 0025 +0.025 £013 | 204 | ~— | 2018 ] -
F--q4--------- Fo-q---------1 | | _____l______] WIE BI.CRIFAZE (mm)
Tolerance of inscribed circle
J +0.005 +0.05-+0.13| 0.025
i s et R mbes | /N | [, <= | O
G N K +0.013 +0.05-+0.13| +0.025 u K R
s -0 T R R A N 635 | 20.05] £0.05 | 0.05 | £0.05 | #0.05 | - |
I ] | L | #0025 1+0.050.13] £0.025 | 9525 | +0.05 | 0.05 | +0.05 | 0.05 | 0.05 | +0.05
. ” 12.7 | +0.08 | +0.08 | +0.08 | +0.08 -—- +0.08
sty | | M| 20002013 |:0052013] 013 | 127 | 006 | 008 | 006 | 2006 | -~ | 006
Oth 15.875| +0.10 | +0.10 | +0.10 | +0.10 - +0.10
P 0 er N | #0.08-+0.18 |+0.05-20.13| £0.025 - - - -~ -~ - -f- -~~~} ———— - b~~~
ke clearance | F---|- - oo ______] 19.05 | +0.10 | £0.10 | +0.10 | +£0.10 - +0.10
angle U | #0.13-20.38 |0.08-+0.25| 013 [ 254 | - | £043 | - | — | - | 013 |




B1-4E@ZEHTIF & #N General turning inserts code key

O O

TIEFMk  Insertshape t

AYIEERE BEIETIRRASVH RSB ZBNSE

(mm) c D R S T v w K ﬁtiﬁkr?‘e.ssrs1 istdefir:e(z ast?eigﬁﬁgﬁ'om bottom o;_ijnsert
Diameter of IC o the highest part of cutting edge,

4 08 A& & & &| | o et e

77777 s | | | [ e | [ |} 40
,,,,, so U e ] e e
,,,,, T 3 O O O N O B e B -

6.0 o6 | | | | | | TtttttosTTTToopToTTooog P
***************************************** 02 2.38

©
3 °°8
58
o o
© (e}
T
|
N o
jury N
|
I
|
|
Q19
© | ™,
|
T
|
o |
3 |
|
|
|
|
- [N
=) =
|
\
|
|
- =
) =
|
T
|
o |
> |
|
I
|
|
= |
=] |
|
T T
[
[
[
[
[
[
oIl
WIWIN
[
[
[
[
[
[
T
|
|
|
|
|
|
|
wWiw NI
ol
~icoioo!
|
|
|
|
|
|
|
|

,,,,, 100 ) ____J 1o ) o] 7"""64:"”"”"""1:776"""” 29
,,,,, 20 o2l e e %5
,,,,, 127 | 12 | s | 12| 12 ) 22 ) 22 | o8 | | [ o5 | 58 2
| 15875 | 6 | L B S - 2 A IR IO s e 5 [ 595 =
,,,,, wo | o pw ) 06| 83 5

19.05 19 19 | 19 | 33 6 6.75 @
T O T O D O O e A D "

25.0 25 09 | es2
77777 254 | 25 | | 25 [ 25 | | [ V7 [T Tre T[T e T
| oss [ so | e
R 2 | 12 12.70

HEIJJHKE Length of cutting edge JIREE Insert thickness

| |
22 04 08 FW

TNREMKS HEERERS
Nose radius Code Chipbreaker code
re JIZRE FW CX FW SL
EZ(mm)
Code Nose radius
HNYE EE NREGRERE| | o0 | FHfNors|
Inscribed circle i i .
gl Thickness Nosenf?é;;s | 02 | 02 | MD ca MX LHC
RS | EEmm) ®S | BE(mm) RS | Lmmm) | [ % | %% |
Code g‘uacm(r?r% Code|Thickness Code| Nose radius 08 0.8
2 6.35 0 0.2 12 1.2
,,,,,,,,,,,,, 2| 318 ™ u MD SN
IREEE EEEEEEEE 1 0.4 % |16 |
3% s s | 20 2.0
2 08 | -1
4 (22 I I A B etk Rhiehint N S 24|24 |
””””””” 4 6.35 3 2 32 3.2 RA GH MA LH
5 15875 | b----oo--f 7771777, b
,,,,,,,,,,,,, 4 1.6 X Hith
6 19.05 5 794 | b ] [
R R B S T, 5 2.0 Mo(2 %) | mme
8 254 6 050 I~ (’; ””” ) "4’ T (Metric) Round insert

* EBEEENAEESUEIN&ESHIZENEE

Thickness is defined as height from bottom of insert to the highest part of cutting edge.

&, oa7 T



B1-5 %mﬂum):ll‘ Inserts for processing steel - *j'}ﬁ Grades

$MANT  Process steel

]
Grade

18052

1SO classification

e

Color

HAE

Recommend for application

BPS051

P05(P01-P10)

23 Blackiyellow
I

CVDAEMS  ERELR T MM THEM TEAM IR, AIRESERERE.
HEmNm A FEERAR BTN . #ERTREDR. EXMFXmI.

CVD coated grade: stable conditions for steel semi-finishing to roughing can obtain high metal removal rate.
Excellent resistance to crater wear and plastic deformation resistance. Recommended for stable conditions.
Wet and dry processing.

g

Buiiny |essuss)

m
m

BPS101

P15(P10-P20)
K15(K10-K20)

Z/% Blackiyellow

CVORERREEMS, HEE. PIMFRENHEREAK LREMERE, AZSE.

AT RAMFEAREMIEEMT, EETHIBIREERIH.
ROMBKBF KRB PETHIRE M L.

EARHES YR BB R EETIHIAE M TEAEM L. JEXFAFXmI,

CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both

good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.

For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.

BPS153

P15(P10-P20)
K15(K10-K20)

= Yellow

CVORERERAEMS, HEE. PIMFRENHERERKIREWNELRR, AZ2E.

BT RARFEEMIEHEMT, EETHIZRNEETIE.
ROFKEBFHHRAVEE P EYIHIRE ML

BARHESE R R B TE RS M TEAEM T, SEXAMFXmI,

CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both

good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.

For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.

BPS251

P20(P15-P30)
M15(M10-M20)

/& Blackiyellow
I

HEASENABEEMECDES . BAMI WS,

EFRAGERE LRSI TEEM THESIEI AR EEHIE . REERA RS EI R #IE] .
CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

BPS253

P20(P15-P30)
M15(M10-M20)

# Yelow

BEASSENAEERMECDIES . BRMI WS

ET RSN LA TR THESIEIAR BRI IE . R SR RLELIE A a7 .
CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

BPS371

P30(P25-P40)

2/ Blackiyellow
I

CVDHEBREEHS, SREASEF LEEMERE. ERSTATMINMENE.
TgRet, BTESERERENEETIE.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

BPS373

P30(P25-P40)

# Yelow

CVDAEBREENS, SRESEEH EEREMERE. £ES TR TMIRMEMNME.
NReM, ATeERERENEETIH.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

BPG308

P20(P15-P30)

{2

Purﬁlé yellow
.|

PVDAERBRASES, BIMKYIHIT]. YBEE. REBMIKE. KBM. F4t
IF%. AMEAEIMETIFNERIEE. SEBEUERTIR, EikATMHIEMR,

A RN -

PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,

long overhang, milling processes. or an alternative of toughness processes.

Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.

B 045 G



B1-5 $WAITJ]F Inserts for processing steel

$MANT  Process steel

b £EM%E Cermet

s ISO% | BE | BE | nEEE ERAMRERAE
1SO Density [Hardness | Bending strength
Grade | classffication | (g/cm3) | HRA (N/mm2) Usage and performance
K01~K10
BN201 | PO1~P20 | 6572 | >%2 >80 [EATW. THEMAEHEMI, HMT
Suitable for the finishing ,semi-finishing of stainless steel
Mo1~M20
29
K05~K20 23
ERTHM. AHEWFHEMI HMT g
B Pl ) Gl 8 2 Suitable for the finishing ,semi-finishing of stainless steel =
M10~M30 3
>
«Q
C IERERES Grade for uncoating
S IS05% | BE | BE | hTEE ERMERELE
ISO Density [Hardness | Bending strength
Grade classification (g/cmSS; HRA (N/?an)g Usage and performance
EERFWEE. JuhHiRARY,; ETRENSASWOENT.
YT5 P30 12.7~13.1/89.5~90.5 2200 High strength, impact resistance and thermal shock resistance; suitable
for carbon and alloy steel rough machining.
ERBES, il MREME, ETHRERSEEMNBMNI. FHEML,
YT14 P20 11.2~11.6(91.5~92.5 1750 The use of high strength, impact resistance, good shock resistance,
suitable for carbon and alloy steel finishing, semi finishing.
MR, ERTH. #98 S2RFNEMNI. FEmI.
Y115 Pl |iiets|osan | e [P A , - R TR
Good wear resistance. Suitable for steel, cast steel, alloy steel finishing, semi finishing.
TIEMSF, MARRMTABM TR ERERTNMHRENL, FHNL,
BP10 P05~P15 [10.0~11.0] =92.0 1760 Excellent in red hardness.anti-heat crack, anti -plastic deformatio. Suitablefor thefinishing
semi finishing of steel castiron .
My, AARSHMARRIMAEHTEEN, ERHIEEEHN. A¢TARNNS
BP20 P20~P25 | 123 | =915 1910 &M, TRROIML. _ . o .
M20 Excellent in red handness, anti-heat crak, anti xdformation.Suitable for processing the structural
alloy steel, alloy tool steel, high manganese steel and stainless steel
g, AFEARFREMMAREMSHEREE, SRAMREFNES. ERT
MR SHREHE N T
K >
BP35 PIO0-P4D | 127 [ =910 e Excellention red hardness anti-thermal deformation . high strength. common grage.
Suitable for the roughing of steel, castiron

&, 0so TN
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B1-5 $NmMI & J]H Inserts for processing steel

Negative inserts

¥&MN T Finishing

E AR Dimension (mm)

¥ R Grade recommended

TR E KR 4KThe basic shape of blade A2 Type C\%Ziﬁﬁie P\%Zﬁﬁjﬁie ﬁciﬁf
S |s|slcls8
ﬂ 090304FW | 9525 | 318 | 381 | 04 * | %
Fryy N 090306FW | 9525 | 318 | 381 | 08 *x | %
%% & E}F— CNMG | 120404-FW 127 | 476 | 516 | 04 * | %
!ﬁui ‘ s 120408-FW 127 | 476 | 516 | 08 * | %
5 120412-FW 127 | 476 | 516 | 12 * | %
8 N0404FW | 9525 | 476 | 381 | 04 *x | %
10408FW | 9525 | 476 | 381 | 08 * | %
NN 150404-FW 127 | 476 | 516 | 04 * | %
= DNMG | 150408-FW 127 | 476 | 516 | 08 * | %
N LQL 150604-FW 127 | 635 | 516 | 04 * | %
150608-FWW 127 | 635 | 516 | 08 * | %
150612-FW 127 | 635 | 516 | 12 * | K
. 120404-FW 127 | 476 | 516 | 04 * | %
120408-FW 127 | 476 | 516 | 08 * | %
Q\-Q’ CE S SN 120412-FW 127 | 476 | 516 | 12 * | %
160404-FW | 9525 | 476 | 381 | 04 * | %
}Wz =y 160408-FW | 9525 | 476 | 381 | 08 * | %
NS ] TNMG | 160412FW | 9525 | 476 | 381 | 12 * | %
7as 220404-FW 127 | 476 | 516 | 04 * | %
220408-FW 127 | 476 | 516 | 08 * | %
N 160404-FW | 9525 | 476 | 381 | 04 *x | %
NS e | BRI | 0525 | 476 | 38 | 08 * | %
4
060404FW | 9525 | 476 | 381 | 04 * | %
| 060406FW | 9525 | 476 | 381 | 08 * | %
060412FW | 9525 | 476 | 381 | 12 * | K
WEAOX E% NG erw | 27 | 4t | 56 | 0 x| %
h 080408-FW 127 | 476 | 516 | 08 * | %
080412-FW 127 | 476 | 516 | 12 * | %

B s G

* S S Recommended grade Y ATiEA#-S Optional grade



B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

E KRt Dimension (mm)

MR Grade recommended

T1 R E AR 4R The basic shape of inserts RS Type C%Dcﬁt% ﬁfde chﬁﬁ jﬁfde ﬁciﬁf
06020FW | 635 | 238 | 28 | 02 | 7° | % |k E
060204FW | 635 | 238 | 28 | 04 | 7° | % | % 0
060206FW | 635 | 238 | 28 | 08 | 7° | % |k %%
09T302FW | 955 | 397 | 44 | 02 | 7° | % | % B =
comT g
09T304FW | 955 | 397 | 44 | 04 | T | % | K 3
09T308FW | 955 | 397 | 44 | 08 | 7° | % | % @
120404FW | 127 | 476 | 55 | 04 | T° | % | %
120408FW | 127 | 476 | 55 | 08 | T° | % | %
070200FW | 635 | 238 | 28 | 02 | 7° | % | %
070204FW | 635 | 238 | 28 | 04 | 7° | % |k
DOMT |  11T302FW | 9525 | 397 | 44 | 02 | 7° | % | %
UTSO4FW | 9525 | 397 | 44 | 04 | T° || %
1TS08FW | 9525 | 397 | 44 | 08 | T | % | %
. 09T304FW | 955 | 397 | 44 | 04 | T° | % |k
7 °
,g 7 s | OTEFW | 955 | 39T | 44 08 | T %o | %
090204FW | 556 | 238 | 25 | 04 | 70 | % | %
090206FW | 556 | 238 | 25 | 08 | 7° | % | %
o S M0304FW | 635 | 318 | 28 | 04 | T° || %
}Wg% 70308FW | 635 | 318 | 28 | 08 | T° | % | %
o) TOMT
X o= MO312FW | 635 | 318 | 28 | 12 | T° | % | %
60° 16T304FW | 9525 | 397 | 44 | 04 | T° | % | %K
16T306FW | 9525 | 397 | 44 | 08 | 7° | % | %
16T312FW | 9525 | 397 | 44 | 12 | 7 | % | %
< 10304FW | 635 | 318 | 28 | 04 | 5 | % | %
Y 10308FW | 635 | 318 | 28 | 08 | 5 | % | %
= T e | o5 | az6 | 44 | 04 | & %o | %
| — 160408FW | 9525 | 476 | 44 | 08 | 5 | % | %
< 10304MD | 635 | 318 | 28 | 04 | T° | % | %
R oL 1030800 | 635 | 318 | 28 | 08 | T° | % | %
Eé VM oo |05 | ate | e | 0a | 7 k| K
| —k 160408FW | 9525 | 476 | 44 | 08 | T | % | %

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, o1 N
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B1-5 WA TIER!TIH Inserts for processing steel - F¥5MN L Finishing

Positive inserts

¥R Grade recommended
CVDREMS | WREES |2 EKE | FiEHS

E ARt Dimension (mm)

AR i =
Gt GlEl e B3 Tipe CVD coating grade | PWDcweinggade|  ceramic | Uncoated grade
Sslslislicl®els I
oic| s |od| R |B|Z|S 3|8 8|5|8|8
S &S5 5| &|d|5=2
ﬂ N 090402LR-S | 955 | 476 | 381 | 02 * *
s ‘ | 090404UR-S | 955 | 476 | 381 | 04 * *
Eg ® = B NEG 090408LR-S | 955 | 476 | 381 | 08 * *
%0 ‘ S R Il B B
£5 IS
=
3 N 110402LR-S | 9525 | 476 | 381 | 02 * *
>
@ ‘ 110404LR-S | 9525 | 476 | 381 | 04 * *
C-LOYH it I DNGG
8. %ﬂg 110408LR-S | 9525 | 476 | 381 | 08 * *
110402LR-S | 635 | 476 | 24 | 02 * *
NO44LRS | 635 | 476 | 24 | 04 * *
H M0408LR-S | 635 | 476 | 24 | 08 * *
W.84OX_, BEE NGG
AN S 160402LR-S | 9525 | 476 | 381 | 02 * *
160404LR-S | 9525 | 476 | 381 | 04 * *
160408LR-S | 9525 | 476 | 381 | 08 * *
060402LR-S | 9525 | 476 | 381 | 02 * *
: 060404LR-S | 955 | 476 | 381 | 04 * *
@x.e— E#ﬂ WNGG
T~ g 060408LR-S | 9525 | 476 | 381 | 08 * *

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
052 i



B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

E KRt Dimension (mm)

¥R Grade recommended

i _ . CVDiREHES | PDAEKS | SBME| HAEMHS
‘\ ]EI
A Sizn L I 25 Tye CVD coating grade | PWDainggade| ceramic | Uncoated grade

oic| s [od| R | o BB S B8 3|58 8|2

&S|&6| &6 &5 &R

060202L/R-S 635 | 238 | 28 0.2 7 W Y| % *
060204L/R-S 635 | 238 | 28 04 7° Wl ox | % * Q)
N 09T302L/R-S | 9525 | 397 | 44 0.2 7 W k| %K * % %
- [ 09T304L/R-S | 9525 | 397 | 44 04 7° w| % | K * Bl =
C , = CCGT =
¥ 09T308LR-S | 9525 | 397 | 44 08 7 W K| K * 3
' S 5
120402L/R-S 127 | 476 | 55 0.2 7 W % | K * @

120404LIR-S 127 | 476 | 55 04 7 W | K *

120408L/R-S 127 | 476 | 55 08 7° W R | % *

060202L/R-S 635 | 238 | 28 0.2 7 Wk | % *

060204L/R-S 635 | 238 | 28 04 7° Wl ox | % *

CCGH

070201L/R-S 635 | 238 | 28 0.1 7 W% | % *

070202L/R-S 635 | 238 | 28 02 7° W ow | % *

DCET 070204L/R-S 635 | 238 | 28 04 7 Wl | % *

MT30ILRS | 9525 | 397 | 44 0.1 7 W ow | % *

1T302LRS | 9525 | 397 | 44 02 7° Wl | % *

1T304LRS | 9525 | 397 | 44 04 7 W ow | % *

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, oss T



DB r

B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

F&MNL Finishing

¥ B3 Grade recommended
FE AR Dimension (mm)
. ) . CVDAEIES | PORERS |SEME| F4EMS
A 7=
Jlmitst/anlabasiostafeorinect £ Type CVD coating grade [PV ceainggade |  ceramic | Uncoated grade
oic| s |od| R | o« |BIBIS|B|S 3|5 8|2
S 5|5 5|5 S5[F 5|2
ﬂ 070202L/R-S 6.35 | 238 28 0.2 7 W W | % *
e L } } 070204L/R-S 6.35 | 238 28 04 7 W Y| % *
&S L AB7 E PO imars [ oms | awr | ae | 02 | 7 %ol | % *
i3 7 Tm R R
Hil :| 11T304L/IR-S 9525 | 397 | 44 04 7° W k| K *
§_ 070201L/R-S 6.35 | 238 28 0.1 11° W ow | % *
a }T’Eﬁ DPET 070202L/R-S 6.35 | 238 28 0.2 11° W k| % *
1.0 n’" rod i oo ! o
‘ S 11T301LR-S 9525 | 397 44 0.1 1 W k| % *
11T302L/R-S 9525 | 397 44 0.2 1° | Y| %k *
09T304L/R-S 9525 | 397 44 04 7° | Y| % *
3> ¥ 09T308LR-S | 9525 | 397 | 44 08 7° w| Y| %k *
1S
090304L/R-S | 9525 | 318 | 44 04 11° | Y| % *
f‘ > SPGH 090308L/R-S | 9.525 | 318 | 44 08 1° w| Y| %k *
16 -
\'Q “ ~ 120304L/IR-S 127 | 318 | 55 04 11° W Y| % *
120308L/R-S 127 | 318 | 55 08 1° W Y| % *
090304L/R-S 9525 | 3.18 44 04 11° W Y| % *
Q\
i 090308URS | 9525 | 318 | 44 | 08 | 1t° %l % | % *
o] E#* $PGT
A 120304L/R-S 127 | 318 55 04 11° W oW | % *
120308L/R-S 127 | 318 5.5 0.8 11° | k| % *
110302L/R-S 6.35 | 3.18 28 0.2 7 W% | % *
_UULL 110304L/R-S 6.35 | 3.18 28 04 7 W K| % *
WlAOX Bl TC6T
=~ N
090202L/R-S 556 | 238 25 0.2 11° W k| % *
090204L/R-S 556 | 238 25 04 1° | Y| %k *
110202L/R-S 6.35 | 238 34 0.2 11° | Y| % *
110204L/R-S 6.35 | 238 | 34 04 1° *| Y| %k *
5 j gy | TOOLRS | 63 | 38 | 34 | 02 | 1t k|| | %
) Sl .
§ - 21 S 110304L/R-S 635 | 318 | 34 04 1 w | Y| ok *
110308L/R-S 635 | 318 | 34 08 11° w| Y| % *
160302LR-S | 9525 | 318 | 44 0.2 1° w| Y| ok *
160304LR-S | 9525 | 318 | 44 04 11° Wk | % *
160308L/R-S 9525 | 3.18 44 08 1° | Y| % *

M o5+ G

* S S Recommended grade Y ATiEA#-S Optional grade



B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

E KRt Dimension (mm)

¥ B3 Grade recommended

i _ . CVDiAEMS | WDAEES | BIE| FAEHS
‘\ ]EI
A Sizn L I 25 Tye CVD coating grade | PWDainggade| ceramic | Uncoated grade
slslsigslalgloo|a
oc| s |od| R | ¢ B33 3|8 38/ 8|=
& | &5 | 5|65 5| 5| 5=
090202LRS | 556 | 238 02 | e | % | % *
‘ i 090204LRS | 556 | 238 04 | 1° Yo | % | % * prrye
QX_Q =EH- TPGR =40
aaNAAET 090208LRS | 556 | 238 08 | 1° %ol | % * %g
B
_|
103011 | 635 | 348 | 34 | 01 | #° %ol k| % * 5
| >
i 10302LS | 635 | 348 | 34 | 02 | 1° %ol k| % * @
W /O 2 =8H- TPET
T Jﬁjf
090202l | 556 | 238 | 25 | 02 | 11° Yo | % | % *
0902048 | 556 | 238 | 25 | 04 | 1° Yol | % *
. f‘ ; 1 oy | OROLS | 5% | 28 | 25 | 08 | 11 o | | % *
WL ST HO02LS | 635 | 38 | 34 | 02 | 1° w k(%] |
10304 | 635 | 318 | 34 | 04 | 1t° o | % | % *
110308 | 635 | 318 | 34 | 08 | 1° o | o | % *
< 10301 | 635 | 318 | 28 | 04 | 5° o | % | % *
3 e | TO0LS | 635 | a1 | 28 | 02 | o | % | % *
_ (5 / =Y -
)’ =

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, oss TN



DB r

B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

F&MNL Finishing

¥ B3 Grade recommended
FE AR Dimension (mm)
. ) ) CVDREHEE | PORERS | &ML | FiEHS
‘\ ]EI
Jlmitst/anlabasiostafeorinect £ Type CVD coating grade [PV ceainggade |  ceramic | Uncoated grade
slslsislalgloo|a
oc| s |od| R | ¢ |25 B 3|8 35/ 8|=2
& | &5 | 56|55 5|5 &=
ﬂ 110301LIR-S 635 | 318 | 28 0.1 5° W W | % *
@ &.@ N 110302L/R-S 635 | 318 | 28 02 5° Wk | % *
= | o
%% % , VBGT | MO304LRS | 635 | 318 | 28 | 04 | 5 | k| % *
%’IJ% IS 160402LR-S | 9525 | 476 | 44 | 02 | & Yo | % | % *
§_ 160404LR-S | 9525 | 476 | 44 04 5° W k| % *
a 160404LRS | 9525 | 476 | 44 04 7° W k| % *
o 160408LR-S | 9525 | 476 | 44 08 7° W k| % *
S
160302LRS | 9525 | 318 | 44 0.2 15° Wk | % *
Y 5 160304LR-S | 9525 | 348 | 44 | 04 | 15° k| k| % *
% , VDGX
N
110301L/R-S 635 | 318 | 28 0.1 1° W ow | % *
& 110302L/R-S 635 | 318 | 28 0.2 11° Wl | % *
& = VPET
S
060304LR-S | 9525 | 476 | 3.18 | 04 11° W Y| % *
7 060308LIR-S | 9525 | 476 | 3.18 | 08 1° W ow | % *
L. SLOR - WPGT
i S
070204L/R-E 635 | 238 | 28 04 7° wo| | K *
. oL MT302LRE | 9525 | 397 | 44 0.2 7 W k| % *
wWCAS7 =] DCET
g MT304LRE | 9525 | 397 | 44 04 7° W k| K *
i S
160404LRE | 9525 | 476 | 3.81 04 W k| % *
jﬁ 160408LRE | 9525 | 476 | 3.81 08 W k| % *
WA p BEE TNGG
; s

B oss i

* S S Recommended grade Y ATiEA#-S Optional grade



AN P
B1-5 %Nﬂulﬁﬂﬂ}:ﬂ- Inserts for processing steel o E'ﬁ*%j]ul Semi fInIShIng

Negative inserts

¥ B3 Grade recommended
CVDREME | AORERE | 4ERE

CVD coating grade | PVDcafinggrade | ceramic

FE AR Dimension (mm)
T1 R E A AR The basic shape of inserts #E Type

01C S od R

BPG05B
BPG308
BN201
BN301

BPS051

090304-MD 9525 | 318 | 381 04
090308-MD 9525 | 318 | 381 0.8

=0
sz @

12040400 | 127 | 476 | 516 | 04 23

120408MD | 127 | 476 | 516 | 08 B

S c

| 12041200 | 127 | 476 | 516 | 12 5
foF=r}- CNG 3
& e 160608MD | 15875 | 635 | 635 | 08 @

160612MD | 15875 | 635 | 635 | 12
190608MD | 1905 | 635 | 793 | 08
19061200 | 1905 | 635 | 793 | 12
190616MD | 1905 | 635 | 793 | 16
HMMMD | 9525 | 476 | 381 | 04
H40BMD | 9525 | 476 | 381 | 08
150404MD | 127 | 476 | 516 | 04

‘ 150408MD | 127 | 476 | 516 | 08
q’ EEEL PWE T swroun | 27 | et | st | 12
150604MD | 127 | 635 | 516 | 04
150608MD | 127 | 635 | 516 | 08
150612MD | 127 | 635 | 516 | 12
0004MD | 9525 | 38 | 381 | 04
fM4MD | 127 | 476 | 516 | 04
120408MD | 127 | 476 | 516 | 08

] 120412-MD 127 | 476 | 516 | 12
Qxhg, g# - SNMG 150608-MD | 15875 | 635 | 635 | 08
ISl 150612MD | 15875 | 635 | 635 | 12

190608-MD 1905 | 635 | 793 08
190612-MD 1905 | 635 | 7.93 1.2
190616-MD 1905 | 635 | 793 1.6
160404-MD 9525 | 476 | 3.81 04

2 160408-MD 9526 | 476 | 3.81 08
>
Q SEH- 160412-MD 9525 | 476 | 3.81 1.2
TNMG
A 220404-MD 127 | 476 | 516 04
60

220408-MD 127 | 476 | 516 08
220412-MD 127 | 476 | 516 12

X O X % 3 Ot (D O X X 3 O O O (& % O O O X & & | O X % % % % % X > |BPS101
X O X & & Ot (O O O O 3 O O O (& % Ot O O X & & | ¢ X % % % % % X % |BPS251
X X X X X% e X X X X% ok e x| X X X 3 e e X X | e X X X X %+ - - |BPSITM

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 057 -



\V,
B1-5 $NMI & T]H Inserts for processing steel - ¥ L Semi finishing

Negative inserts

1 bR Grade recommended
E AR Dimension (mm) - -
CVDiREHES PIDAERE 2
T1 BB AT The basic shape of inserts 2 Type 'ﬂ: s #m’i ﬁlﬁlﬁﬁ
CVD coating grade | PVDcaafinggrade | ceramic
5| S| | =88 |<
oic| s | od| kB2 2 B2 3|55
o o0 o0 o0 o0 o0 o0 o0
E S 160404-MD 9525 | 476 381 04 * | kx| %
sy R e | TEMOBND | 9525 | 476 | 381 | 08 * | x| %
=
iz % #ﬂf 160412-MD 9525 | 476 381 12 * | kx| %
%F_’ i S
=
3 060404-MD 9525 | 476 3.81 04 x| X | %
a 060408-MD 9525 | 476 3.81 08 x| X | %
‘ 060412-MD 9525 | 4.76 3.81 12 x| X | %
@X‘C* Eﬁ] - WNMG
N S 080404-MD 12.7 4.76 5.16 04 *x | X | %
080408-MD 127 4.76 5.16 08 x| X | %
080412-MD 12.7 4.76 5.16 12 * | k| ok

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
D 058 &y



AN P
B1-5 %Nﬂulﬁﬂﬂ}:ﬂ- Inserts for processing steel o E'ﬁ*%j]ul Semi fInIShIng

Negative inserts

¥ BR#f# Grade recommended
ARt Dimension (mm) :
. . CVDRERS | rosEEs | sk
e =
e Sz UAEERE E Ll £ Type CVD coating grade | PVDcoafing grade | ~ ceramic
R E R
120404-MA 127 | 476 | 516 | 04 * | x| % E
120408-MA 127 | 476 | 516 | 08 * | x| % ey
S =] 8
! | 120412-MA 127 | 476 | 516 | 12 * | k| % 83
foF =} CNMG 3
QS : 160604-MA | 15875 | 635 | 635 | 04 Tl ok | K B
160608-MA | 15875 | 635 | 635 | 08 * | x| % 5
3
150404-MA 127 | 476 | 516 | 04 * | x| %
Q\ 150408-MA 127 | 476 | 516 | 08 * | x| &
@,Q g g}EE]f DNMG 150604-MA 127 | 635 | 516 | 04 * | k| K
‘ _ISl 150608-MA 127 | 635 | 516 | 08 * | x| &
120404-MA 127 | 476 | 516 | 04 Tl K| K
> | 120408-MA 127 | 476 | 516 | 08 * | x| %
5
o 160404MA | 9525 | 476 | 516 | 04 * | x| %
s=a- 160408-MA 952 | 476 | 516 | 08 * | k| %
& i TNMG
X 160412MA | 9525 | 476 | 516 | 12 * | k| %
60°
N 160404MA | 9525 | 476 | 516 | 04 * | k| %
R q G 160408MA | 9525 | 476 | 516 | 08 * | k| %
=
‘ S
080404-MA 127 | 476 | 516 | 04 * | x| %
080408-MA 127 | 476 | 516 | 08 * | x| %
WlHOX , Eﬁ} WNMG
1 4—1—51——

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 059 -



B1-5 %Nﬂulﬁﬂﬂ}:ﬂ- Inserts for processing steel o E'ﬁ*%j]ul Semi fInIShIng

Negative inserts

¥ BHEFE Grade recommended
FEAR T Dimension (mm) - .
. . CVDAEHES PORERS | £EME
4\ 5 |J|:l
TV B AR K The basic shape of insets 25 Type CVD coating grade | PVDcoating grade| ~ ceramic
SRR E R
ﬂ 120404-TM 127 | 476 | 516 | 04 x| x| %
L
! 120408-TM 127 | 476 | 516 | 08 * | k| K
1% <. CNMG
%% ®\~(’ “9%5 120412-TM 127 | 476 | 516 | 12 * | x| %
=
=
3 150404-TM 127 | 476 | 516 | 04 * | k| %
a 150408-TM 127 | 476 | 516 | 08 * | k| %
S
: | 150412-TM 127 | 476 | 516 | 12 * | k| %
CALOF- =~ DNMG
Q »LS 150604TM | 127 | 635 | 516 | 04 x| x| %
150608-TM 127 | 635 | 516 | 08 * | k| %
150612-TM 127 | 635 | 516 | 12 * | k| K
160404-TM 9525 | 476 | 381 | 04 * | k| K
o 160408-TM 9525 | 476 | 381 | 08 * | k| &
W se- WG 160412TM | 9525 | 476 | 381 | 12 * | k| %
X 220404-TM 127 | 476 | 516 | 04 * | k| %
60° 220408-TM 127 | 476 | 516 | 08 * | % | %
220412-TM 127 | 476 | 516 | 12 * | k| %
N 160404-TM 9525 | 476 | 381 | 04 x| k| %
N> f G 160408-TM 9525 | 476 | 381 | 08 * | k| %
E,B’ 160412-TM 9525 | 476 | 381 | 12 * | k| %
‘ N
080404-TM 127 | 476 | 516 | 04 * | x| %
; 080408-TM 127 | 476 | 516 | 08 * | k| %
@x.cf Eﬁ] - WNMG
N S 080412-TM 127 | 476 | 516 | 12 * | k| %
N 160408-UX 9525 | 476 | 381 | 08 * | k| %
N> ‘ 160412-UX 9525 | 476 | 381 | 12 * | k| %
30
: 'S
080408-UX 127 | 476 | 516 | 08 * | k| K
: 080412-UX 127 | 476 | 516 | 12 * | K | &
@x.Cf P E%EEI WNMG
1 ‘—LSL

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
W os0 £y



B1-5 $NMI & J]R Inserts for processing steel

Negative inserts

o NI/

H¥5M L Semifinishing

MRIEE
Grad ded
F KR~ Dimension (mm) rz\;;;;o};ngge
m . . o RIEE S
T1E B 4K The basic shape of inserts RIE Type VD caating grace
oc| s | o0 | R | BB BB
o oo o o
120404V 127 | 476 | 516 | 04 | %
N 120408-U 127 | 476 | 516 | 08 k| x
‘ | 1204120 127 | 476 | 516 | 12 ¥ | %
[&F = CNMG
ﬁv e < 160604-U 15875 | 635 | 635 | 04 k| %
160608-U 15875 | 635 | 635 | 08 *| *
160612-U 15875 | 635 | 635 | 12 k| %
150404-U 127 | 476 | 516 | 04 *| %
Q 150408-U 127 | 476 | 516 | 08 k| %
0. LA - gﬁ} DNMG 150604-U 7 | 635 | 516 | 04 %o |
i 150608-U 127 | 63 | 516 | 08 * | %
1204040 127 | 476 | 516 | 04 *| %
q\ 120408V 127 | 476 | 516 | 08 *| %
5 (, g]tH SNMG 150608-U 15875 | 635 | 516 08 x| %
S 150612-U 1587 | 635 | 516 | 12 | %
° 160404-U 955 | 476 | 516 | 04 | %
se=H- 160408-U 95% | 476 | 516 | 08 Y| %
@ i TNMG
X 160412-U 95% | 476 | 516 | 12 | *
60"
N 160404-U 95% | 476 | 516 | 04 % | %
D2 160408V 95% | 476 | 516 | 08 k| *
StE} e
St 160412-U 95% | 476 | 516 | 12 *| *
‘ S
080404-U 127 | 476 | 516 | 04 *| %
: 080408-U 127 | 476 | 516 | 08 k| *
@.Cff » Eﬁ] WNMG
: S 080412-U 127 | 476 | 516 | 12 *| *

* iR S Recommended grade Y ATi%EA#-S Optional grade

g

Buiuin] [elsuss)

m

&, oor TN



DB r

G,

B1-5 $NMI £ &T]H Inserts for processing steel

Negative inserts

--------- A5 L Semi finishing

¥ BR##F Grade recommended
AR Dimension (mm)
. ) ) CVDiREIES POAEES | &BHIE | FREHES
49 Jp=
Zlmb st Alabaslostiafacilnect 5 Type CVD coating grade | PWDcoainggrade | - ceramic | Uncoated grade
— | — | — | — | o[ ©
oic| s |od| R |B|3| 2 3|3 8|58/8|
5 5|5 55| F|5|5(2
ﬂ 120404LRN 127 | 476 | 516 04 o k| X *
N
3 120408L/R-N 127 | 476 | 516 08 W o | % *
TR
?% ISl
ﬁ'J: wo| k| K *
§_ 090304L/R-N 9525 | 318 | 381 04 w| k| K *
3 | SNGG 090308L/R-N 9525 | 318 | 381 08 w | k| K *
-1 €3 OT -} -
WA e‘#s 120404URN | 127 | 476 | 516 | 04 | | K *
120408L/R-N 127 | 476 | 516 08 wo| k| Kk *
110302L/R-N 6.35 | 3.18 24 0.2 wo| k| K *
110304L/R-N 6.35 | 318 24 04 wo| k| Kk *
110308L/R-N 6.35 | 318 24 08 wo| k| K *
160304L/R-N 9525 | 318 | 381 04 | k| Kk *
160402L/R-N 9525 | 476 | 381 0.2 wo| k| K *
160404L/R-N 9525 | 476 | 381 04 | k| K *
s, =)
S| 160408L/R-N 9525 | 476 | 381 08 wo| k| K *
160412L/R-N 9525 | 476 | 381 12 wo| k| KX *
160416L/R-N 9525 | 476 | 381 16 wo| k| K *
220404L/R-N 127 | 476 | 516 04 wo| k| X *
220408L/R-N 127 | 476 | 516 08 wo| k| X *
220412L/IR-N 127 | 476 | 5.16 1.2 W o | % *
110302L/R-N 6.35 | 3.18 24 0.2 wo| k| X *
2> | 110304L/R-N 6.35 | 3.18 24 04 W o | % *
=t ee
‘e', 160402L/R-N 9525 | 476 | 381 0.2 wo| k| K *
S
160404L/R-N 9525 | 476 | 381 04 W o | % *
060404L/R-N 9525 | 476 | 381 04 w| k| K *
/AN 060408L/R-N 9525 | 476 | 381 08 wo| k| K *
WlLOX , SR WNGG
1 A—LSL?

M oe2 G

* S S Recommended grade Y ATiEA#-S Optional grade



B1-5 WA LA TIH Inserts for processing steel

Negative inserts

HE ARt Dimension (mm)

¥ BR##F Grade recommended

c s s =l -2
090404LR-H | 9525 | 476 | 381 | 04 %ol | % * E
3> 090408LR-H | 9525 | 476 | 381 | 08 %o k| * rry=
®\~Q” % s N Rt | 27 | 476 | 516 | 04 Yo | % * JE%
120408LRH | 127 | 476 | 516 | 08 %o k| * ‘ﬁIJ“:"
100AURH | 9525 | 476 | 381 | 04 %ol k| * 5
‘ %; 10408URH | 9525 | 476 | 381 | 08 %o k| * @
“? ’éf NG | R | 27 | a7 | 5% | 04 fo| x| % *
150408LRH | 127 | 476 | 516 | 08 Yo k| % *
. 160402LRH | 9525 | 476 | 381 | 02 Yol k| % *
3 160404URH | 9525 | 476 | 381 | 04 ¥ k| % *
EH- MO8 T couare | 9525 | 476 | 38t | 08 %ol % | % *
i S

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, oo TN



DB r

B1-5 %Nj]uIIEﬂj]}:IL Inserts for processing steel o E'ﬁ*%j]ul Semi fInIShIng

Positive inserts

¥ R Grade recommended
AR Dimension (mm) N = e N
T1 R E AR 4R The basic shape of inserts 1S Type C%Dciﬁ gfi:de P%iﬁaﬁ g}f;de ﬁciﬁf
Elslsl=lB8s8--
ﬂ 060204MD | 635 | 238 | 28 | 04 | 7° *x | % e
%0 060206MD | 635 | 238 | 28 | 08 | 7° * | % e
%% 09T302MD | 955 | 397 | 44 | 02 | T° *x | % %
B &= 09T304MD | 955 | 397 | 44 | 04 | T° * | % *
g T orosun | oss | 307 | a0 | 08 | 7 * | % *
@ 120404MD | 127 | 476 | 55 | 04 | T° * | % *
120408MD | 127 | 476 | 55 | 08 | T° * | % *
120412MD | 127 | 476 | 55 | 12 | T° * | % *
070204MD | 635 | 238 | 28 | 04 | 7° * | % *
070208MD | 635 | 238 | 28 | 08 | T° * | % *
D UT302MD | 9525 | 397 | 44 | 02 | T * | % *
“P‘-C’ ’ ’7 T oo | o5 | 397 | ae | 0e | 7 * | * *
o 1T308MD | 9525 | 397 | 44 | 08 | T° * | % *
1T32MD | 9525 | 397 | 44 | 12 | T° * | % *
09T302MD | 955 | 397 | 44 | 02 | T° * | % e
09T304MD | 955 | 397 | 44 | 04 | T° * | % *
T 09T308MD | 955 | 397 | 44 | 08 | 7 * | % e
3; SCMT | 09T312MD | 9525 | 397 | 44 | 12 | 7 *x | % ¥
120404MD | 127 | 476 | 55 | 04 | 7 * | % e
120408MD | 127 | 476 | 55 | 08 | 7 * | % e
120412MD | 127 | 476 | 55 | 12 | 7 *x | % %
090204MD | 556 | 238 | 25 | 04 | 7 * | % *
090208MD | 556 | 238 | 25 | 08 | 7 * | % *
o S 10304MD | 635 | 318 | 28 | 04 | 7 * | % *
= 10308MD | 635 | 348 | 28 | 08 | T° * | % *
X o= 7030200 | 635 | 318 | 28 | 12 | 7 * | % *
60" 16T304MD | 9525 | 397 | 44 | 04 | T° *x | % Y
16T306MD | 9525 | 397 | 44 | 08 | T° * | % *
16T312MD | 9525 | 397 | 44 | 12 | T° * | % *

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
D oe4 &y



B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

E KRt Dimension (mm)

¥ R Grade recommended

CVDREMS | PDAEES | 2 BMZ

ik i i =
IR B AR K The besic shape ofnsers ES Type CVD coating grade | PVDcoalinggrade |~ ceramic
slslsl=lalslo]-
oic| s |od| R | ¢« B 5|8 333|588
SIS S|EEIH &
110304-MD 635 | 318 | 28 | 04 | T° * | % *
110308-MD 635 | 318 | 28 | 08 | T° * | % * x
VCMT =59
N 160404MD | 9525 | 476 | 44 | 04 | T° * | * % %3
B 160408-MD | 9525 | 476 | 44 | 08 | T° * | % * ‘ﬁ'IJ“:"
S ]
&~ =4 110304-MD 635 | 318 | 28 | 04 | 5° x| % * 5
‘ S 5
- 110308-MD 635 | 318 | 28 | 08 | 5° Y| * Gl
160404MD | 9525 | 476 | 44 | 04 | 5° * | * %*
160408MD | 9525 | 476 | 44 | 08 | 5° * | % *
0803MOE-R1 8 | 238 | 33 I8 * | % *
‘ ca 10T3MOE-R1 10 | 397 | 45 7 * | % *
x}@/ 3 ROMT | 1204MOER2 | 12 | 476 | 44 7° x| % %
Q .
i —hl 1606MOE-R3 16 | 635 | 55 7 * | % *
2006MOER4 | 20 | 635 | 65 7 * | % %*

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, oos TN



DB r

T,

B1-5 WA TIERT]IH Inserts for processing steel

Positive inserts

H¥5 L Semi finishing

W RHER Grade recommended
E AR T Dimension (mm) s = s e
TIEE KR 4K The basic shape of inserts 1S Type C\%Ziﬁﬁj&e P%Zﬁﬁme ﬁciﬁrﬁcﬁ Uiigﬁiﬂige
— = =lcl2l= =
ﬂ 090304LIR-N | 9525 | 3.18 | 44 04 11° W Y| % *
e 090308L/R-N | 9525 | 3.18 | 44 08 1° W[k | % *
=) CPMH
%3 Yo | % | % *
HIE % | % | *
§_ 070201L/R-N 635 | 238 | 28 0.1 7 W K| K *
a ‘ Q o 070202L/R-N 635 | 238 | 28 0.2 7° W % | K *
al C -5 ** DCGT MT30ILRN | 9525 | 397 | 44 0.1 7 W | K *
' ISl MT302LRN | 9525 | 397 | 44 02 7 W | % *
MT304LRN | 9525 | 397 | 44 04 7 Wl | % *
110302L/R-N 635 | 318 | 34 02 11° Wk | % *
| C’LL 110304LR-N 635 | 318 | 34 04 1° W% | % *
w1.C2OK .- - TPGH | 1O08LRN | 635 | 318 | 34 | 08 | 11° Kk x| |
| WS 16030LRN | 9525 | 318 | 44 | 04 | 1r° wl || |
160308LR-N | 9525 | 318 | 44 08 | 11° W ow | % *
110301LRN 635 | 318 | 28 0.1 5° W% | % *
110302L/R-N 635 | 318 | 28 02 5° W ow | % *
2 1M0304URN | 635 | 318 | 28 | 04 | 5° wo k| % *
by 7 VBGT 110308L/R-N 635 | 318 | 28 08 5° W Y| % *
j N 160402LR-N | 9525 | 476 | 44 02 5° W Y| % *
160404L/R-N | 9.525 | 476 | 44 04 5° Wl ow | % *
160408L/R-N | 9525 | 476 | 44 08 5° W k| %K *
060304L/R-N | 9525 | 476 | 44 04 1° W x| K *
:8. i WGT 060308L/R-N | 9525 | 4.76 | 44 08 11° W | K *
‘ Sl

M oss i

* S S Recommended grade Y ATiEA#-S Optional grade



AN P
B1-5 %Nj]uIIEﬂj]}:IL Inserts for processing stee|l o E'ﬁ*%j]ul Semi fInIShIng

Positive inserts

W RHER Grade recommended
E AR T Dimension (mm) 5 = s o v
TIHE AR 4K The basic shape of inserts 1S Type C\%Eﬁﬁﬁj&e P%Zﬁﬁjz;de ﬁ;iﬁcﬁ Uiigﬁiuige
=== = =
060201L/R-E 635 | 238 | 28 0.1 7 W k| K * E
060202L/R-E 635 | 238 | 28 0.2 7 Wk | % * % Q
CCET 060204L/R-E 635 | 238 | 28 04 7 W k| %K * % g
09T301LR-E | 9525 | 397 | 44 0.1 7 W % | K * Hi :
09T302LR-E | 9525 | 3.97 | 44 0.2 7 W k| K * §
09T304LR-E | 9525 | 397 | 44 04 7 W % | K * a
060201L/R-E 635 | 238 | 28 0.1 7 W | K *
060202L/R-E 635 | 238 | 28 0.2 7° W | % *
060204L/R-E 635 | 238 | 28 04 7 Wl | % *
ceet 09T301LR-E | 9525 | 397 | 44 0.1 7 W w| % *
09T302LR-E | 9525 | 397 | 44 02 7 W% | % *
09T304LR-E | 9525 | 397 | 44 04 7° W ow | % *
090304LIR-E | 9525 | 3.18 | 44 04 11° W% | % *
> 090308LIR-E | 9525 | 3.18 | 44 08 1° W ow | % *
3 A2 Ei{% P sare | 27 | st | 55 | 04 | kx| | %
120308L/R-E 127 | 318 | 55 08 11° W ow | % *
110302L/R-E 635 | 318 | 28 02 1° Wl | % *
! =]
41.C4OK A)g TPET
‘ s
110302L/R-E 635 | 318 | 28 0.2 7 W k| % *
! o]
wedeox 2h TeeT
‘ s
070202L/R-H 635 | 238 | 28 0.2 7 W Y| K *
. > e 070204L/R-H 635 | 238 | 28 04 7° W | % *
(\) CET MT302LRH | 9525 | 397 | 44 0.2 7 Wl | % *
MT304LR-H | 9525 | 397 | 44 04 7 W | % *

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 067 -



B1-5 $RMM T & 1A Inserts for processing steel ----oovoovvoiiiiin #E/0 T Rough machining

Negative inserts

¥ R Grade recommended

C\DEHS e
CVD coating grade | PVD coating rade | Uncoated grade

E AR Dimension (mm)
TIRE AR AKThe basic shape of blade #E Type

01C S od R

BPS051
BPG05B
BPG308
BN201
BN301

120408-RA 127 | 476 | 516 08
120412RA 127 | 476 | 516 1.2

o
o
23 S 12046RA | 127 | 476 | 516 | 16
HIE @ EtB NG |  160608RA | 15875 | 635 | 635 | 08
5 ‘ SR 160612-RA | 15875 | 635 | 635 | 12
3
«Q

160616-RA 15875 | 635 | 6.35 1.6
190612-RA 1905 | 635 | 793 1.2
150408-RA 127 | 476 | 516 08
150412-RA 127 | 476 | 516 1.2
: 150416-RA 127 | 476 | 516 1.6
(\‘) S#EP PG 150608-RA 127 | 635 | 516 08
150612-RA 127 | 635 | 516 12
150616-RA 127 | 635 | 516 1.6
120408-RA 127 | 476 | 516 08
120412-RA 127 | 476 | 516 12
120416-RA 127 | 476 | 516 16
150608-RA 15875 | 635 | 6.35 08
150612-RA 15875 | 635 | 6.35 1.2

Eﬁﬂi S\ 150616-RA 15875 | 635 | 635 1.6
190608-RA 1905 | 635 | 7.93 0.8
190612-RA 1905 | 635 | 793 1.2
190616-RA 1905 | 635 | 7.93 1.6
190624-RA 1905 | 635 | 793 24
160408-RA 9525 | 476 | 381 08
?‘c 160412-RA 9525 | 476 | 381 12
WOEE TNMG 220408-RA 127 | 476 | 516 038
7AY > 220412RA 127 | 476 | 516 1.2
220416RA 127 | 476 | 516 1.6
060408-RA 9526 | 476 | 3.81 08
060412-RA 9525 | 476 | 3.81 1.2

@X C E& WNMG 080408-RA 127 | 476 | 516 08
080412RA 127 | 476 | 516 12
080416-RA 127 | 476 | 516 1.6

ok e X X | 3k o e X | X % o o X X X X o | X X X 3k | X X X+ >+ - |BPS101
0 X % | 3k o % | X X o o X X X X o | X X X ok k| X X X >+ % ¢ |BPS251
X% % % % | o % - X | X X % % % % % X o oE [ % % X % | X % X >+ >+ - |BPS3TM

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
068 iU



AN P
B1-5 $RMM T & 1A Inserts for processing steel ----oovoovvoiiiiin #E/0 T Rough machining

Negative inserts

¥ R Grade recommended

C\DEHS e
CVD coating grade | PVD coating rade | Uncoated grade

E AR Dimension (mm)

TR E KR 4KThe basic shape of blade A5 Type

01C S od R

BPG05B
BPG308
BN201
BN301

BPS051
BPS101

120408-RB 127 | 476 | 516 08
120412-RB 127 | 476 | 516 1.2

o)
120416-RB 127 | 476 | 516 | 18 % %
160608-RB | 15875 | 635 | 635 | 08 Hl “:"

BN 160612RB | 15875 | 635 | 635 | 12 5

W , E}EB : CNVM |  160616:RB | 15875 | 635 | 635 | 16 a

‘ S 190612RB | 1905 | 635 | 793 | 12

190616-RB 1905 | 635 | 7.93 1.6
190624-RB 1905 | 635 | 793 24
250724-RB 254 | T94 | 912 24
250924-RB 254 | 952 | 912 24
120408-RB 127 | 476 | 516 08
120412-RB 127 | 476 | 516 1.2
120416-RB 127 | 476 | 516 1.6
150608-RB 15875 | 635 | 6.35 08
150612-RB 15875 | 635 | 6.35 12

\a 150616RB | 15875 | 635 | 635 | 16
0.l ﬁ ejﬁ - SNMM 190608-RB 1905 | 635 | 793 | 08
S 190612-RB 1905 | 635 | 793 | 12

190616-RB 1905 | 635 | 7.93 16
190624-RB 1905 | 635 | 793 24
250724-RB 264 | 794 | 912 24
250924-RB 264 | 952 | 912 24
250932-RB 264 | 952 | 912 32
160408-RB 9525 | 476 | 3.81 08

> — 160412-RB 9525 | 476 | 3.81 1.2
ng TNMM 220408-RB 127 | 476 | 516 08
AN 220412-RB 127 | 476 | 516 1.2
220416-RB 127 | 476 | 516 1.6

X X % % [ o > X X X o o X X X X o [ X X X 3 3+ X X+ X % > (BPS251
X% % X X (3F o & % % ¢ % > % % X 3 ok [ X X % % % % X+ X X > (BPS3TY

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 069 -



)

B1-5 $NMMIIERTIE Inserts for processing steel -t #H0 T Rough machining

Positive inserts

¥ R Grade recommended
AR Dimension (mm)
. ! ) CVDizEMS PORERS | IEREMS
2 =
A1l AT AT bk shapa st 25 Tye CVD coating grade | PVD coafing grace | Uncoated grade
Sls|s|=|B8B(8| |
oic| s |0 | R | o |25 2BZ 3|55
o0 o0 o0 o0 o0 o0 o o0
ﬂ 09T308-RA 9525 | 3.97 44 08 7° * | k| &
3 120408-RA 127 | 476 55 08 7° wo| k| ok
29 COMT
%g 120412-RA 127 | 476 55 12 7° | k| %
=
=
E] 11T308-RA 9525 | 3.97 44 08 7° w| k| %
5 Q\
«Q | U[»
i S
120412-RA 127 | 476 55 12 7° | k| ok
T
Q\ﬁf 5 7 Sar
2 S 16T308-RA 9525 | 397 44 08 7° WO ok | %
<.
@&@ fﬁ TOMT
A )
60

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
I 070 Gy



B1—6 AEERAINTIIA Inserts for processing stainless steel «---xoeoeeee #1 &2 Grades
M TEE4MAN T Process on stainless steel

a REMS Grade for coating

s 15093 REHRE RREE
Grade ISO classification Surface color Applications Recommended
PVDAREERAEMS, ATEHRBTREEMBREEN, TERERIHRCIBREMU L,
! ERE Cyan-blue gray dark |  PVD coated carbide grade for milling typical hardened steel and plastic mold steel,processing hardness above
BPG05B M10(M05-M15) —— HRC36. E
o Q)
PDSBRMBENERAS. FRATFIMRIERE, #FITSMTERWBNI. FELEMNT] & g
MREMESREREN, AHEHETENTIRTIE . RSN AREEEE. &R TRIE®TIHEI. P
N SR Cyan-blue gray dark |  PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cuttingspeed. 3.
e LB Y [ ] When need excellent edge strength and high surface quality, provide the perfect ride cutting. 3
Anhigh thermal shock resistance. Suitable for light interrupted cuts.
PVDRRERAE. BTUUEERFUIEIREHITRRETFRFBET FINA04 R TE4E
ERE Cyan-blue gray dark | MNL. RESMFHPEMERE. FFEESREEETTIH].
BPG30B M30(M25-M35) PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing at low to
medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.
PVDRERRERAE. BTUUEZERFUIEIREHITRRETFRABET FINA0 RS TE4E
spcose | wosvsowag) | BB Cmneguydak| L. REMMAMEILE. FHIEAREDIIIAL.

PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing at low to
medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

b £EMK&E Cermet

we | sopx | BE | BE | NTEE ERMERAE
| Density [Hardness|Bending strength Usage and performance
Grade |ISO classification (gem3) | HRA (Nimm2) g p
ERTH. FHEREBMI. HnI
BN201 HOT-M20 65721 >% 1800 Suitable for the finishing ,semi-finishing of stainless steel
ERFR. FHBEHEMT. HMT
B3Ot H0-M30 e >2000 Suitable for the finishing ,semi-finishing of stainless steel

&, ot T



DB r

B1-6 REINIERITIA Inserts for processing stainless steel - oo ¥EMN L Finishing

Positive inserts

W RHER Grade recommended
F KRt Dimension (mm) S = S = ;
T1 R E AT AR The basic shape of inserts RS Type C\%Zﬁﬁﬁj&e P\%Zﬁtﬁ ;f:de ﬁcﬁrﬂiﬁ
S| S| s|=|8 8|38
ﬂ 06020FW | 635 | 238 | 28 | 02 | 7 o | k| %
Fryy 060204FW | 635 | 238 | 28 | 04 | 7 Y| k| %
3 > 09T302FW | 9525 | 397 | 44 | 02 | T° o | k| %
ﬁ% Q\-Q’ ) g% N orsosrw | osos | a7 | 44 | 04 | 7 %o | k| %
- ‘ _ISI_ ' ' ‘ :

5 09T308-FW | 9525 | 397 | 44 | 08 | 7 o | k| %
8 120404-FW | 127 | 476 | 55 | 04 | T° o | % | %
070202FW | 635 | 238 | 28 | 02 | T° Yo | % | %
Sy, 070204FW | 635 | 238 | 28 | 04 | T° Y| k| %
WA B T, DOMT | 11T302FW | 9525 | 397 | 44 | 02 | T° o | k| %

! 5L UTI04FW | 9525 | 397 | 44 | 04 | T° Y| k| K
1T0BFW | 9525 | 397 | 44 | 08 | T° Yol k| %
09T304FW | 9525 | 318 | 44 | 04 | T° Y| k| %

. 09T308FW | 9525 | 318 | 44 | 08 | T° Yol k| %

&.Q, = SCMT | 120404FW | 127 | 476 | 55 | 04 | T° k| %

. 120408FW | 127 | 476 | 55 | 08 | T° Yol k| %

120412FW | 127 | 476 | 55 | 12 | T° Y| k| %

09020FW | 55 | 238 | 25 | 02 | T° Yol k| %k

< S 090204FW | 55 | 238 | 25 | 04 | T° fo| k| %

A g% 110302FW | 635 | 348 | 28 | 02 | T° %o | k| %
Rt oMT

X == 110304FW | 635 | 318 | 28 | 04 | T° Yo | k| %

60" 10308FW | 635 | 348 | 28 | 08 | T° % k| %
16T304FW | 9525 | 397 | 44 | 04 | T° Yo | k| K
110302FW | 635 | 348 | 28 | 02 | 5° o | % | %

< 110304FW | 635 | 318 | 28 | 04 | 5° Yo | % | %

Y 110308FW | 635 | 318 | 28 | 08 | 5° Yo | | %
B PN oo | oss | et | 44 | 02 | Y| k| %
| - 160404-FW | 9525 | 476 | 44 | 04 | 5° Yol k| %
160408-FW | 9525 | 476 | 44 | 08 | 5° Y| k| K

110302FW | 635 | 348 | 28 | 02 | T° Yol | %

< 10304FW | 635 | 318 | 28 | 04 | T° Y| |k
e o 110308FW | 635 | 318 | 28 | 08 | T° Yol | %
- ) oo [ oms | a6 | 44 | 02 | 7 | % | %
| - 160404-FW | 9525 | 476 | 44 | 04 | T° Yol | %k
160408-FW | 9525 | 476 | 44 | 08 | T° Y| k| %

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
N 072 G5



B1-6 RBINIERITIH Inserts for processing stainless steel

Positive inserts

E KRt Dimension (mm)

¥ B3 Grade recommended

TR E AT 4K The basic shape of inserts 2 Type C\%Ziﬁﬁjﬁie P\%Zﬁﬁﬁie ﬁcjirﬂr?f
SERREEREEE
060202-MX | 635 | 238 | 28 | 02 | T° | % | % E
060204MX | 635 | 238 | 28 | 04 | 7° A S 0
060208:MX | 635 | 238 | 28 | 08 | T° %o x| % %%
CCMT | 09T302MX | 9525 | 397 | 44 | 02 | 7° %l & | % ‘ﬁ'IJ“:"
00T304MX | 9525 | 397 | 44 | 04 | T° % k| % 5
09T308MX | 9525 | 397 | 44 | 08 | T° % k| % @
120404MX | 127 | 476 | 55 | 04 | T° | % | %
070202MV | 635 | 238 | 28 | 02 | 7° T % | K
Sy, 070204MV | 635 | 238 | 28 | 04 | T° A S
@LQ, 3 ,7 DOMT |  11T302-MV | 9525 | 397 | 44 | 02 | T° *| k| K
‘ ISl MTI04MV | 9525 | 397 | 44 | 04 | T° T k| %
MT08MV | 9525 | 397 | 44 | 08 | 7° A S
090202-MX | 556 | 238 | 25 | 02 | T° % k| %
090204-MX | 556 | 238 | 25 | 04 | T° A S
3 S 1Ho302MX | 635 | 318 | 28 | 02 | T° % x| %
@\%ﬁ TOMT | 110304MX | 635 | 318 | 28 | 04 | T° A S
é_})n - 110308MX | 635 | 318 | 28 | 08 | T° T K| %
16T304-MX | 9525 | 397 | 44 | 04 | T A S
16T308-MX | 9525 | 397 | 44 | 08 | T° %o x| %
110302MX | 635 | 318 | 28 | 02 | 5° % K| %
N 110304MX | 635 | 318 | 28 | 04 | 5° %o x| %
D o 110308MX | 635 | 318 | 28 | 08 | 5° % k| %
B 3’ Yol 160402-MX | 9525 | 476 | 44 | 02 | 5° %l % | %
| B 160404-MX | 9525 | 476 | 44 | 04 | 5° % k| %
160408-MX | 9525 | 476 | 44 | 08 | 5° % k| %

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, ors T



DB r

B1-6 455N AITIH Inserts for processing stainless steel

Negative inserts

F&M L Finishing

¥ BHEF Grade recommended
F KRt Dimension (mm)
) ) CVDRERES PVDAEHES | FhERS
‘\ I ]I:I
Pt e 25 Type CVD coating grade |  PVD coating grade | Uncoated grade
S| SIs|=|8 8388
olc| S | od| R Sl d|ss|8s8 8|2l
5 555|555 5|25
N 120402ELH | 127 | 476 | 516 | 02 %o | % | %
y ‘ 12044ELH | 127 | 476 | 516 | 04 * | % | *
T
23 i - 120408E-LH | 127 | 476 | 516 | 08 * | | %
=
=
5 N 150404E-LH | 127 | 476 | 5.6 | 04 * | % | %
=}
@ ‘ 150408E-LH | 127 | 476 | 516 | 08 * | % | %
@P %EH’ DG 150604E-LH | 127 | 635 | 516 | 04 * | % | %
‘ g g 7 6. . .
150608E-LH | 127 | 635 | 5.6 | 08 * | % |
120404E-LH | 127 | 476 | 516 | 04 * | % | %
Q\ - 120408E-LH | 127 | 476 | 516 | 08 * | % |
-1 S
= acd T}t !
- 120412ELH | 127 | 476 | 546 | 12 * | % | %
160404E-LH | 9525 | 476 | 381 | 04 * | % | %
160408E-LH | 9525 | 476 | 381 | 08 * | % | %
TNMG | 160412ELH | 9525 | 476 | 381 | 12 * | % | %
2MBELH | 127 | 476 | 516 | 08 * | % | %
160402E-LH | 9525 | 476 | 381 | 02 %o | % | %
e 160404E-LH | 9525 | 476 | 381 | 04 * | % | %
160408E-LH | 9525 | 476 | 381 | 08 * | % | *
060404ELH | 9525 | 476 | 381 | 04 * | % | %
‘ 060408E-LH | 9525 | 476 | 381 | 08 * | % | %
. CLOX , EH} WNMG | 0BMMO4ELH | 127 | 476 | 516 | 04 x| % | %
‘ 080408ELH | 127 | 476 | 516 | 08 * | % | %
080412ELH | 127 | 476 | 516 | 12 * | % |

I o7 &

* S S Recommended grade Y ATiEA#-S Optional grade



B1-6 RBINIERITIH Inserts for processing stainless steel

Positive inserts

E KRt Dimension (mm)

¥ B3 Grade recommended

TR E AT 4K The basic shape of inserts 2 Type C\%Ziﬁﬁjﬁie P\%Ziﬁﬁﬁie ﬁcjirﬂr?f
SRR EREEEEE
060204-MD | 635 | 238 | 28 | 04 | T° %ol x| % E
060208-MD | 635 | 238 | 28 | 08 | 7° % | x| % 20
09T302MD | 9525 | 397 | 44 | 02 | 7° %ol x| % %%
09T304MD | 9525 | 397 | 44 | 04 | T° %ol x| % Hl &
ceMT g
09T306MD | 9525 | 397 | 44 | 08 | 7° %ol x| % 3
120404MD | 127 | 476 | 55 | 04 | 1° %ol x| % @
12040800 | 127 | 476 | 55 | 08 | 7° o | % | %
12040200 | 127 | 476 | 55 | 12 | 1 Fo| k| *
070204-MD | 635 | 238 | 28 | 04 | T° s | % | %
070208-MD | 635 | 238 | 28 | 08 | 7° AR AR
oL 00| oo | s | 30 | 44| 08 | 7 %]
‘ =N . : 4]0
1T08MD | 9525 | 397 | 44 | 08 | 7° Yo | % | %
UT302MD | 9525 | 397 | 44 | 12 | T° Yo | % | %
09T302MD | 9525 | 397 | 44 | 02 | T° o | % | %
09T304MD | 9525 | 397 | 44 | 04 | T° Yo | % | %
. 09T306MD | 9525 | 397 | 44 | 08 | 7° o | % | %
g SCMT | 09T312MD | 9525 | 397 | 44 | 12 | 1° Yo | % | %
120404MD | 127 | 476 | 55 | 04 | 1° %ol x| %
120408MD | 127 | 476 | 55 | 08 | 1° % | x| %
12040200 | 127 | 476 | 55 | 12 | 1 %ol x| %
090204MD | 556 | 238 | 25 | 04 | 7° %ol x| %
090208MD | 556 | 238 | 25 | 08 | 7° %ol x| %
o S 10304MD | 635 | 318 | 28 | 04 | T° %ol x| %
o 110306MD | 635 | 318 | 28 | 08 | T° Yol x| %
X o= 10312MD | 635 | 318 | 28 | 12 | T° AR AR
60° 167T304MD | 9525 | 397 | 44 | 04 | T° Yo| k| %
16T308:MD | 9525 | 397 | 44 | 08 | T° Yo | % | %
16T312MD | 9525 | 397 | 44 | 12 | 7° Yo | % | %
10304MD | 635 | 318 | 28 | 04 | T° AR AR
10306MD | 635 | 318 | 28 | 08 | T° o | % | %
. VM oo |95 | a7 | 44 | 04 | 7 Yo | % | %
Y 160408MD | 9525 | 476 | 44 | 08 | 7° o | % | %
=0 foweup | 635 | 318 | 28 | 04 | 5 x| x| %
| —H- 10308MD | 635 | 318 | 28 | 08 | 5° Yo | % | %
I o | 9ss | a7 | 44 | 04 | 5 Yo | % | %
160408MD | 9525 | 476 | 44 | 08 | 5 o | % | %

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, ors T



B1-6 NERHAEITIE Inserts for processing stainless steel - 5L Semi finishing

Negative inserts

¥ B3 Grade recommended
CVDREHS PWDiREHES | AEHS

E KRt Dimension (mm)

‘\V : B ]I:I
Pt e 25 Type CVD coating grade |  PVD coating grade | Uncoated grade
S S|s| =8 8 8 38|
olC| S | od| R 25 833888 8[2le
S 5| F5 5|55\ 5525
ﬂ 120404MA | 127 | 476 | 516 | 04 %ol x| %
o Y 120408MA | 127 | 476 | 516 | 08 Yo | % | %
a ‘
%% Q = ONVG | 120412MA | 127 | 476 | 516 | 12 | k| K
ﬁu% ‘ s 160604-MA | 15875 635 | 635 | 04 %ol % | %
5 160608-MA | 15875 635 | 635 | 08 to | % | %
@ 150404MA | 127 | 476 | 516 | 04 %ol x| %
NS 150408MA | 127 | 476 | 516 | 08 Yol x| %
G l" 7 E#EI’ DNMG |  150804-MA | 127 | 635 | 546 | 04 % x| %
i IS 150608MA | 127 | 635 | 516 | 08 Yo | % | %
120404MA | 127 | 476 | 516 | 04 Yo | | %

/-’} | NG 120408-MA 127 | 476 | 516 | 08 % | k| %
B Sl-
e E 'e‘r H

160404-MA | 9525 | 476 | 516 | 04

R
=B- 160408MA | 9525 | 476 | 516 | 08
& TNMG
X < 160412MA | 9525 | 476 | 516 | 12 Y| x| %
60°

o
* %
% %

. 160404-MA | 9525 | 476 | 546 | 04 %ol x| %
S 160408:MA | 9525 | 476 | 516 | 08 % | % | %
E:EB VNMG
; s
080404-MA | 127 | 476 | 516 | 04 Yol % | %

>
b o
>

EH} | VOBIA | 127 | 476 | 516 | 08
o g 5 080412-MA | 127 | 476 | 516 | 12 %l %l %

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
D o076 Gy



cone
W/
o N1/
. . \,i . .
B1-6 RNeE$N5BITIH Inserts for processing stainless steel oo 10T Finishing
Negative inserts
W RHER Grade recommended
E AR T Dimension (mm)
. ' . CVDREIES PVDAEIES | FhEHS
‘\ ]EI
A Sizn L I 25 Tye CVD coating grade |  PVD coating grade | Uncoated grade
o0 o o o o o0 o0 o0 o0 o0
120404-SA 127 | 476 | 516 | 04 W k| % E
2 CNMG 120408-SA 127 | 476 | 516 | 08 | k| % Q)
sz @
A; = 23
; f T ﬁuﬁ_’
g
‘{ 160404-SA 127 | 476 | 516 | 04 | k| K 3
Q sSEH- 160408-SA 127 | 476 | 516 | 08 w | k| K a
oY TNMG
7AN
60
080404-SA 127 | 476 | 516 | 04 | k| ®
080408-SA 127 | 476 | 516 | 08 | k| %
@X,Q—f AJE#B WNMG
i S

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, or7



DB r

T,

B1-7 Mi#&

A mm& €I Heat-resisting alloy process

£INTTIE Inserts for Heat-resistingalloy ................................. # . Grades

&S 150432 me N A%EHE
Grade 1SO classification Color Recommend for application
. PVDREERAEMS, ATHAMREEHNTFERELH.
BPG118 30515 & Purple yellow A A RIFIOATBEAA LI TR, 6
L PVD coated carbide grade for medium-speed milling of heat resistant alloys.
With good ability to avoid built-up edge and good resistance to plastic deformation capacity.
= an)
% s PWDRERRAEMS, RERFNAEEMNEEER
LU AFFEETR, WKM7, NBEE, RABMIS. KBH. EHIFE,
5 AHEMORNGH,; SERAUERNTR, BTHEMMIEUHR; FARRESHPERETRE;
= £ FEEEHRREAMTIETH.
3 BPG21 $15(315-830) £ Purple yellow :\é/gi?#ﬁ']ﬁﬁlﬁ AR SEH ) o . . . .
I coated carbide grade have good ability to avoid built-up edge and good resistance to plastic deformation capacity.
For unstable conditions, such as long cutting edge, clogging, deep shoulder milling, long overhang, milling processes.
Light milling of stainless steel; combine grinding blade for viscous and hardening materials; moderate speed milling of
heat resistant alloys; hardened parts milling at low feed and medium-speed.
PDRERARKERAS, IREEFNTEIERTLMTETINMYE, REFQOTEEERR
#ohdigen. ATRERERMTFIREREN L. PHFRTEIREOSHAERNEML,
tEATFRREETE. MARRESHEENT, iZREEE.
3 ERTEEMFEN—RI I IFRERSBEERIFEENE NI
BPG318 $25(320-30) #R Purple yelow PVD coated micro-grain carbide. Can provide a sharp cutting action and excellent toughness of the cutting edge,

a good anti-the grooves wear and thermal shock resistance. For carbon steel finishing at low feed rate or low cutting
speed. a variety of stainless steel finishing at low to medium cutting speed, but also suitable for light interrupted cutting.
Low-speed machining of heat resistant alloys, or light interrupted cuts. General short contact time processing step and

high strength requirements of sharp cutting edges processing step.

M 075



B1-7 f&EIERITIH Inserts for Heat-resisting alloy oo ¥5/0 L Finishing

Positive inserts

¥ B3 Grade recommended
E KRt Dimension (mm)

CVDARHS PVDREHES

AN . f Ji=]
Pt e 25 Type CVD coating grade PVD coating grade

FiRERS

Uncoated grade

olC | S od

e

o
BPS051
BPS101
BPS251
BPG371
BPG318
BPG40A
BU810

060202-SL 635 | 238 | 28 | 02 7
060204-SL 635 | 238 | 28 | 04 7
09T302-SL 9525 | 397 | 44 | 02 7
CCGT 097304-SL 9525 | 397 | 44 | 04 7
09T308-SL 9525 | 397 | 44 | 08 7
120404-SL 127 | 476 | 55 | 04 7
120408-SL 127 | 476 | 55 | 08 7

g

Buiuin] |eisuss)

m

070202-SL 635 | 238 | 28 | 02 7
070204-SL 635 | 238 | 28 | 04 7°
DCGT 1T302-SL 9525 | 397 | 44 | 02
11T304-SL 9525 | 397 | 44 | 04
11T308-SL 9525 | 397 | 44 | 08

0OTINSL | 9525 | 318 | 44 | 04
S 0OTHBSL | 9525 | 318 | 44 | 08
gg, SCOT | faMp4SL | 127 | 476 | 55 | 04
fouossL | 127 | 476 | 55 | 08

sl | 127 | 476 | 55 | 12

090202-SL 556 | 238 | 25 | 02
090204-SL 556 | 238 | 25 | 04

S S
= 10302-SL | 635 | 318 | 28 | 02
@ S TCGT
X °= 10304-SL | 635 | 318 | 28 | 04
60°
10308-SL | 635 | 318 | 28 | 08
16T304-SL | 9525 | 397 | 44 | 04

B R R e T T B N B R N I N R ]

10302-5L | 635 | 318 | 28 | 02 | T°
N M0304-SL | 635 | 318 | 28 | 04 | T°
Y 10308-SL | 635 | 318 | 28 | 08 | T°
G- = ’ Veer 160402-SL | 9525 | 476 | 44 | 02 | T
| ~A- 160404-SL | 9525 | 476 | 44 | 04
160408-SL | 9525 | 476 | 44 | 08

102025 | 635 | 318 | 28 | 02
. 10304SL | 635 | 318 | 28 | 04
Y f0208SL | 635 | 318 | 28 | 08
E VO st | ass | a7 | 44 | 02
| Bl 1604045 | 9525 | 476 | 44 | 04
160408SL | 9525 | 476 | 44 | 08

X O X X % Ot (O O X O 3 O ([ O X & & O | X X & ¢ ([ O X X ¢ | % % % % % % > |BPG118
Xk % X X [k o e X X X 3 X X X | o e X X (3 0 X X | X 3 o X+ X - BPG218

o o1 o o o o [N~

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, oro N



DB r

B1-7 & & BT1F Inserts for Heat-resisting alloy

Negative inserts

HAE ML Semi finishing

HE ARt Dimension (mm)

¥ R Grade recommended

! . CVDiREIE= PVDIRERES | EREMS
Sk =
U271 S S B T 12575 B Type CVD coating grade PVD coating grade | Uncoated grade
Slslisliclelele|s o
oic| S |od| R |B|S|S 3|58 8|3|2
S| 5|6 &|S| 5|5 &=
ﬂ 120402E-LHC | 127 | 476 | 516 | 02 * | | &
AN
r : 12044E-LHC | 127 | 476 | 516 | 04 * | k| %
3 i - 120408E-LHC | 127 | 476 | 516 | 08 * | K| %
=
=
5 150404E-LHC | 127 | 476 | 516 | 04 * | x| %
5 L
@ : 150408E-LHC | 127 | 476 | 516 | 08 * | k| %
|
wfo7 N s
‘ IS 150604E-LHC | 127 | 635 | 516 | 04 * | k| %
150608E-LHC | 127 | 635 | 516 | 08 * | k| %
12044E-LHC | 127 | 476 | 516 | 04 * | k| %
r~ > . GG 120408E-LHC | 127 | 476 | 516 | 08 * | k| &
-1 L3 - -
OB acd G#H 120412E-LHC | 127 | 476 | 516 | 12 * | | %
S
160404E-LHC | 9525 | 476 | 381 | 04 * | k| %
2 160408E-LHC | 9525 | 476 | 381 | 08 * | k| K
&@/ GEE TNGG | 160412ELHC | 9525 | 476 | 381 | 12 x| % | %
é} 20408ELHC | 127 | 476 | 546 | 08 * | | *
N 160401E-LHC | 9525 | 476 | 381 | 0.1 * | K| *
S 160402E-LHC | 9525 | 476 | 381 | 02 * | | &
EicER UNGG
d < sk 160404E-LHC | 9525 | 476 | 381 | 04 * | k| %
‘ N 160408E-LHC | 9525 | 476 | 381 | 08 * | K| %
060404E-LHC | 9525 | 476 | 381 | 04 * | k| %
‘ 060408E-LHC | 9525 | 476 | 381 | 08 * | k| %
@,077 P S% WNGG | 080404E-LHC | 127 | 476 | 516 | 04 * | K| %
‘ Sl 080408E-LHC | 127 | 476 | 546 | 08 * | k| %
080412ELHC | 127 | 476 | 546 | 12 * | k| %

M oz i

* S S Recommended grade Y ATiEA#-S Optional grade



o NI/
B1-7 T &EIERITIH Inserts for Heat-resisting alloy -+ #8/IN  Rough machining

Positive inserts

¥ R Grade recommended
FE AR Dimension (mm) N = ; = T
TI R E KR 4K The basic shape of inserts A5 Type C\%iﬁf gﬂ?:de P\%Zﬁtﬁ ﬁ:de U?igtzﬂ:};e
Slslslclelee2s]o
120408SN | 127 | 476 | 516 | 08 A I E
N 120412-5N | 127 | 476 | 516 | 12 Y| K| K %0
‘ | 160608-SN | 15875 | 635 | 635 | 08 Y| % | % &2
Q&Q” s s awe 160612SN [ 15875 | 635 | 635 | 12 k| k| Kk ﬁ%
190608-SN | 19.05 | 635 | 793 | 08 Y| k| % 5
190612-5N | 19.05 | 635 | 793 | 12 Y| k| & @
10408SN | 9525 | 476 | 381 | 08 A
N M0412-6N | 9525 | 476 | 381 | 12 Y| k| %
‘ 150408-5N | 127 | 476 | 516 | 08 Yol % | %
“? E‘#S’ PG 150412-5N | 127 | 476 | 546 | 12 Y| K| &
o 150608-5N | 127 | 635 | 516 | 08 Yol % | %
150612-5N | 127 | 635 | 516 | 12 Yol k| %
120408-SN | 127 | 476 | 516 | 08 Yol k| %
> 1204126 | 127 | 476 | 516 | 12 Yol k| &
Q&Q’ E#H S\ 150612-SN | 15.875 | 635 | 635 | 12 *| k| K
_SL
160408-SN | 9525 | 476 | 381 | 08 A I
> 160412SN | 9525 | 476 | 381 | 12 *| k| K
W EEE TNMG | 220404SN | 127 | 476 | 516 | 04 Tl k| %
é%° 20408SN | 127 | 476 | 516 | 08 Y| K| K
204126N | 127 | 476 | 516 | 12 Y| k| %
. 160408-SN | 9525 | 476 | 381 | 08 Y| k| K
3 160412-5N | 9525 | 476 | 381 | 12 Y| % | %
v ngﬁ VNG
; R
| 060408-SN | 9525 | 476 | 381 | 08 I
wiy, 2 6| enes | a1 | | | a | %]
0804126N | 127 | 476 | 516 | 12 Yol % | %
OREE™
* THFES
Y kS

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 081 -
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B1-8 %E" E’\Jhuljj):l“ Aluminum processing ............................................... *j‘}ﬁ Grades

$8 B9 T JJ K Aluminum processing

Iy —

4

a REHS Grade for coating

hgs 150432 RERE RREE
Grade ISO classification Surface color Applications Recommended

SRRREES, REVTERRINEE, NMRGESRERE. ETH. . 9. 290, ERENBENIEENT.
BPU109 N10(NO1-N15) DLC# DLCcolor | Diamond coating grade, the coating can reduce BUE,obtain higher surface quality. Suitable for aluminum, magnesium, copper, brass, plastic
finishing to roughing processing.

g

Buiiny |essuss)

m
m

b dEi4EKES Grade for uncoating

WS | 1S0%% | BE | BE | RTEE Y85 T FA
ISO Density | Hardness | Bending strength Lo

Grade | classification (glom3) | HRA (Nimm2) Application and performance

BUS10 | K05~K15 | 14.7~15 | 92.8-93.1 2700 TimEAL, ERTNIA GBS BrlEI#mLI.
Sub-micron grain, suitable for the continuous and interrupted finishing of non-ferrous metal

MBS, ERABERY, EATMIABALEREMAGEN, REBHFRNT.
BK10| K10~K20 | 14.8~15 |91.5~92.5 2000 High wear resistance, the use of high strength, suitable for machining
of chilled alloy cast iron and steel, and ordinary cast iron processing.

M oz G



B1-8 =M IERJ]F Aluminum processing

Positive inserts

............................................. = AT

E AR Dimension (mm)

W R#E#F Grade recommended

PDREIS | FFREES

TIRB AT AR The basic shape ofnsers ES Tye PVD coating grade | Uncoated grade
olc| S | od | R a g g1€lgl8]e
S &S| 5|2 | s>
060202-LHC 635 | 238 | 28 | 02 | T * | *
060204-LHC 635 | 238 | 28 | 04 | T° * | %
060208-LHC 635 | 238 | 28 | 08 | T° * | %
N 09T302-LHC 9525 | 397 | 44 | 02 | T° * | *
: 5 CCeT 09T304-LHC 9525 | 397 | 44 | 04 | T° x| *
Q\'G r 09T308-LHC 9525 | 397 | 44 | 08 | T° * | *
120402-LHC 127 | 476 | 55 | 02 | T * | %
120404-LHC 127 | 476 | 55 | 04 | T° * | *
120408-LHC 127 | 476 | 55 | 08 | T * | *
070202-LHC 635 | 238 | 28 | 02 | T ¢
070204-LHC 635 | 238 | 28 | 04 | T * | *
@ 070208-LHC 635 | 238 | 28 | 08 | T° * | &
® 3, DCGT 1T302-LHC 9525 | 397 | 44 | 02 | T° * | *
i —IsL 11T304-LHC 9525 | 397 | 44 | 04 | T * | *
11T308-LHC 9525 | 397 | 44 | 08 | T° * | *
1T312-LHC 9525 | 397 | 44 | 12 | T * |
09T302-LHC 9525 | 397 | 44 | 02 | T° * | *
09T304-LHC 9525 | 397 | 44 | 04 | T° * |k
. 09T308-LHC 9525 | 397 | 44 | 08 | T° * | %
i 120402-LHC 127 | 476 | 55 | 02 | 7 x|
E seet 120404-LHC 127 | 476 | 55 | 04 | T° * | *
120408-LHC 127 | 476 | 55 | 08 | 7° * | *
120412-LHC 127 | 476 | 55 | 12 | T * | *
120416-LHC 127 | 476 | 55 | 16 | T° x|
090202-LHC 556 | 238 | 25 | 02 | T° * | *
090204-LHC 556 | 238 | 25 | 04 | T° * | *
090208-LHC 556 | 238 | 25 | 08 | T° * |
o S 110202-LHC 635 | 238 | 28 | 02 | T * | *
@%% g | MG | 6% | 2% | 28 | 04 | T % |
X oo== 110208-LHC 635 | 238 | 28 | 08 | T° * | &
60° 16T302-LHC 9525 | 397 | 44 | 02 7 Y| *
16T304-LHC 9525 | 397 | 44 | 04 | T * | *
16T308-LHC 9525 | 397 | 44 | 08 | T° * | *
16T312-LHC 9525 | 397 | 44 | 12 | T° * |

* iR S Recommended grade Y ATi%EA#-S Optional grade

g

Buiuin] |eisuss)

m

&, oss TN



DB r

B1-8 =M IEAT]F Aluminum processing

Positive inserts

EARST Dimension (mm)

W R¥E#F Grade recommended

T1HE B AR 4K The basic shape of inserts B2 Type P\F/);Dcizﬁgﬂ?rie U?]Ec?:te%giie
AEIEIBRE

0IC S od R a g g é % § §
ﬂ 110302-LHC 6.35 318 28 02 5° |k
0 110304-LHC 6.35 318 28 04 5° w | K
% iaz 110308-LHC 6.35 3.18 28 08 5° w |k
Hi % 160402-LHC 9525 | 476 44 0.2 5° i ¢
§_ ‘ &XQ - 160404-LHC 9525 | 476 44 04 5° wo|
= y b TE VBGT 160408-LHC 9525 | 476 44 08 5° w |k
i S| 160412-LHC 9525 | 476 44 12 5° %o Kk
220516-LHC 127 5.96 515 1.6 5° wo| K
220525-LHC 127 5.96 55 25 5° wo| K
220530-LHC 127 5.96 55 3 5° w | K
110302-LHC 6.35 318 28 02 7° w |
110304-LHC 6.35 318 28 04 7° I ¢
110308-LHC 6.35 318 28 08 7 w |k
130302-LHC 7.86 318 34 02 7° wo| %
‘ ‘Q\Q} S 130304-LHC 7.86 3.18 34 04 7 w | %
y bt , VCGT 160402-LHC 9525 | 476 44 0.2 7° w |
i S| 160404-LHC 9525 | 476 44 04 7 wo|
160408-LHC 9525 | 476 44 08 7° W ok
160412-LHC 9525 | 476 44 12 7 w |
220520-LHC 12.7 596 55 2 7° wo| %
220530-LHC 127 5.96 55 3 7 wo| %
0602MO-LHC 6 2.38 25 7° wo| K
; Flﬁ* 0803MO-LHC 8 3.18 34 7 w |
8 I - 3 RCGT 1003MO-LHC 10 3.18 44 7° I ¢
i B 10T3MO-LHC 10 3.97 44 7 %o Kk
1204MO-LHC 12 4.76 55 7° W x

B oz G

* S S Recommended grade Y ATiEA#-S Optional grade



B1-8 =M IEAT]F Aluminum processing

Positive inserts

............................................. =

HEENT

EARST Dimension (mm)

W R¥E#F Grade recommended

‘ } ) PVDiAEHES FErEES
2 2
TIRE AR K The besic shape ofnsers 5 Tyve PVD coating grade | Uncoated grade
2salals
oc| s |oda| R | « |B|8|E|2|8]|=
S| &5 | S|2B | 5|5
OTAHC | 955 | 397 | 44 | 02 | T° x| %
Y
‘ e 0OTIMAHC | 955 | 397 | 44 | 04 | T° x| % 0
W e'E., — cooT % 5
w we
=
WT0RHC | 9525 | 97 | 44 | 02 | T x| * 5
3 El
= . ooy | TR | 9525 | 397 | e | 04 | 7 x| * @
A el
it < MTI0BLHC | 9525 | 397 | 44 | 08 | T° x| *
o« s I6TIMLHIC | 9525 | 397 | 44 | 04 | T° x| *
@W/@% gy | fTBLEE | 855 | 3o | 44 | 08 | T % | *
A @ =X
60°
. 16040HLHC | 9525 | 476 | 44 | 04 | T x| *
D gy | OB | 855 | 4T6 | 44 | 03 | T x| *
A&~ = i W05304HC | 127 | 5% | 55 | 3 | 7 x| %
. MLHC | 127 | 5% | 55 | 3 | #° % | %
N
- VPG
; S

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, oes TN
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B1-8 @Ej}ﬂlﬁﬂﬂ}:ﬂ' Aluminum processing ............................................. %‘(%}%:gﬁl]

Negative inserts

¥ R#E#F Grade recommended
EARST Dimension (mm)

PVDRERS FREMS

AN . . JE=]
I A2 56 R0 22 25 Type PVD coating grade | Uncoated grade

oLC S od R

BPG05B
BPG308
BK20UF
BK10

120402-LHC 127 476 5.16 02
120404-LHC 127 476 5.16 04

59 CNGG

%g - 120408-LHC 27 | 476 | 516 | 08
!ﬁui 120412-LHC 27 | 476 | 516 | 12
5 150404-LHC 27 | 476 | 516 | 04
=}

«

DNGG
150604-LHC 127 6.35 5.16 04
150608-LHC 127 6.35 5.16 08

# 150408-LHC 127 476 5.16 038
S

1204044HC | 127 | 476 | 516 | 04
1204084HC | 127 | 476 | 516 | 08
3 H SNGG

- 04124HC | 127 | 476 | 516 | 12

%X X | X% X x| X x> (BPU10Y
X% | % % % |+ % > % (BUSI0

160404-LHC 0526 | 476 381 04

. 160408-LHC 9525 | 476 381 08
QWQEE TNGG 160412-LHC 9525 | 476 381 1.2
g0° 220408-LHC 127 476 516 0.8
220412-LHC 127 476 5.16 1.2

160401-LHC 9525 | 476 381 0.1
N 160402-LHC 9525 | 476 381 0.2

VNGG
ly W\fﬂ 160404-LHC 9525 | 476 381 04

160408-LHC 9525 | 476 381 08

0BMOALHC | 9525 | 476 | 381 | 04
0BMOB-LHC | 9525 | 476 | 381 | 08
EFB WNGG |  080404LHC 127 | 476 | 516 | 04
080408-LHC 27 | 476 | 516 | 08
080412-LHC 27 | 476 | 516 | 12

D - ol I~ - D D <l [P SN S
X% % % b | % o X | % 3 % %

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
086 iU



B1-8 =M IERJ]F Aluminum processing

Positive inserts

............................................. = AT

EARST Dimension (mm)

W R¥E#F Grade recommended

PDREMS | FFREMS

TVF B AR K The basic shape of insets BS Type PVD coating grade | Uncoated grade

olc| S | od | R a g 21€lgl8]e

S| 5| S|[R|F| 5
060202-LH 635 | 238 | 28 | 02 | T | *
060204-LH 635 | 238 | 28 | 04 | 7 | %
060208-LH 635 | 238 | 28 | 08 | T k| %
N 09T302-LH 905% | 397 | 44 | 02 | T° %o | %
‘ f CCeT 09T304-LH 905% | 397 | 44 | 04 | T° %o | %
Q\'G % 09T308-LH 905% | 397 | 44 | 08 | T° Y| %
120402-LH 127 | 476 | 55 | 02 | T° %o | %
120404-LH 127 | 476 | 55 | 04 | T° Y| %
120408-LH 127 | 476 | 55 | 08 | T° Y| %
070202-LH 635 | 238 | 28 | 02 | T° Y| %
070204-LH 635 | 238 | 28 | 04 | T° Y| %
N 070208-LH 635 | 238 | 28 | 08 | T° %o |
WG , 3 c‘,ﬁ, DCGT 117302-LH 9055 | 397 | 44 | 02 | T° Y| %
‘ LIS 11T304-LH 05%5 | 397 | 44 | 04 | T° % | %
117308-LH 905% | 397 | 44 | 08 | T° % | %
1173124 05% | 397 | 44 | 12 | T° | %
o S 090202-LH 55 | 238 | 25 | 02 | T | %
o msl . 090204-LH 55 | 238 | 25 | 04 | 7 % | *
X o= 090208-LH 55 | 238 | 25 | 08 | T | %

60°

110302 635 | 318 | 28 | 02 | T k| %
110304 635 | 318 | 28 | 04 | 7 Y| %
N 110308-LH 635 | 318 | 28 | 08 | T Y| %
Y 130302-LH 786 | 348 | 34 | 02 | 7T° | %
9 3 - veet 130304-LH 786 | 348 | 34 | 04 | T | %
| - 160402-LH 905% | 476 | 44 | 02 | T° x| %
160404-LH 905% | 476 | 44 | 04 | T° Y| %
160408-LH 95% | 476 | 44 | 08 | T° Y| %
110302 635 | 318 | 28 | 02 | 5° Y| %
N 110304-H 635 | 318 | 28 | 04 | 5° Y| %
N2 s VBT 110308-LH 635 | 318 | 28 | 08 5° * | %
f e 1604024 | 9525 | 476 | 44 | 02 | 5 % | %
160404-LH 90555 | 476 | 44 | 04 | & Y| %
160408-LH 905% | 476 | 44 | 08 | 5 * | *

* iR S Recommended grade Y ATi%EA#-S Optional grade

g

Buiuin] |eisuss)

m
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B1-8 e I£aB ] Aluminum processing

Negative inserts

¥ R#E#F Grade recommended
<1 Dimension (mm)
1B B AT 4K The basic shape of inserts B2 Type BART P\F/’\D/[c):zﬁﬁze U?\iﬁgjﬂg}ie
BE|2|=]5
oic| s | ed | R |SI3ISIE 8 g
ﬂ . 120402-LH 127 | 476 | 516 | 02 %o | %
0 i | 120404-LH 127 | 476 | 516 | 04 %o | %
%% ® s i awe 120408-LH 127 | 476 | 516 | 08 % | %
Bl % 120412-LH 127 | 476 | 516 | 12 %o | %
§_ N 150404-LH 127 | 476 | 516 | 04 % | *
T w 3 s R i i ‘e
i JﬁL ’ ’ ' ’
150608-LH 127 | 635 | 516 | 08 % | *
120404-LH 127 | 476 | 516 | 04 *o | *
Q,% _ H - 120408-LH 127 | 476 | 516 | 08 * | *
=t “?”L@* 120412-LH 127 | 476 | 516 | 12 %o | %
160404-LH 9525 | 476 | 381 | 04 * | *
L 160408-LH 952 | 476 | 381 | 08 %o | %
EEEE
W i TNMG 160412-LH 9525 | 476 | 381 | 12 Y| *
8. 220408-LH 127 | 476 | 516 | 08 % | *
2204124 127 | 476 | 516 | 12 Y| %
N 160404-LH 9525 | 476 | 381 | 04 % | %
e 160408-LH 90525 | 476 | 381 | 08 % | *
E}Eﬂ VNMG
i IS
060404-LH 90525 | 476 | 381 | 04 * | *
‘ 060408-LH 90525 | 476 | 381 | 08 % | *
@ E%— WNMG 080404-LH 127 | 476 | 516 | 04 % | *
‘ B 080408-LH 127 | 476 | 516 | 08 % | %
080412-LH 127 | 476 | 516 | 12 % | *

B ozs i

* S S Recommended grade Y ATiEA#-S Optional grade



CEDEEE
o N/
N . qr =k
B1-8 43I &EEI7IA Aluminummilling - =SEE AR
¥ B Material recommended
AR Dimension (mm) — = = = =
TIE 8 Insert shape AE Type CDAEHS PVDiR IS EiREHES
7 P = P (VD coatng grece PVD coating grade Uncoating grade
ERE EEE R oo
WIS |BIE|RIBIBIBIRBIEEIER S
‘ rS1 APKTHT304-LHC | 6.5 | 12.24| 36 | 28 | 04 i¢ w ¢ *
=T o]
= S —cE@ APKTHTIBLHC | 65 | 1224 36 | 28 | 08 % % % *
<, L
APKT1035PDER-LH| 6.7 | 11 | 35 | 28 | 04 " h5¢ b5¢ *
APKTH35PDFR-G2C| 6.2 | 113 | 35 | 28 | 0.8 w w b5¢ *
APKT1604PDFR-G2C{ 9.26 | 17 | 476 | 44 | 08 w w W *
APEX100304FR-LHC | 6.6 | 10.3 | 3.18 | 2.8 | 04 bid bi¢ w *
APKT160402FR-LHC | 9.8 | 16.88 | 4.76 | 44 | 0.2 w hig W *
APKT160404PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 04 w hig W *
APKT160408PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 0.8 w hig ¢ *
APKT160416PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 1.6 w * W *
APKT16TAPDFR-LHIC| 9.5 | 17 | 4.96 | 44 | 08 w w W *
APKT1652PDFR-LH2C| 9.8 | 16.88 | 4.76 | 44 | 32 w i¢ '¢ *
LDHT1504PDFR-LHC | 9.9 | 15.2 | 4.76 | 44 | 0.8 hid i¢ b'¢ *
SEKTISTIAEFN-LH | 134 | 397 | 44 | 20° » » 5¢ *
SEKTISTSAEFN-LHC | 134 | 3.97 | 44 | 20° W b5¢ W *
SDKTO903AEFN-LH | 9.525 | 3.18 | 34 | 15° 5¢ w W *
SDKTO903AEFN-LHT (9525 | 3.18 | 34 | 15° hid h5¢ W *
SDKTO903AEFNALHC | 9.525 | 3.18 | 34 | 15° w i¢ W *
SDKTOI3AEFN-LHIC [ 9.525 | 3.18 | 34 | 15° hid W W *
SEKTI204AFFN-LH2 | 12.7 | 476 | 55 | 20° | 16 w w " *
SDHT1204AEFN-LH2 | 12.7 | 4.76 | 55 | 15° | 15.76 w hid W *
SEKT1204AFFN-LH2C | 12.7 | 4.76 | 55 | 20° | 16 w hid w *
SDHT12MAEFN-LH2C | 12.7 | 476 | 5.5 | 15° | 15.76 bid bi¢ w *

RIS

Buiuin] |eisuss)

&, oso TN



\W,
B1-8 Ee%ﬁj]ul Inserts For Wheel Tuming ............................................. %*%}%:gﬁu

¥ BT Grade recommended
E AR Dimension (mm)
. . . PVDREMS EREES
2 15
TIR B AR K The basic shape ofnsers 5 Type PVD coating grade Uncoated grade
== o |5
LR |®m | s | RSB 52|58 g
o0 o0 o0 o0 o0 o0 o0
ﬂ VIRV
%Q , 23 GDMAB4O-LHC 0 | 8 | 56 | 82 | ¢ %o | % | %
T -
_|
c
E ez
m‘ - R GIPATYZ-35V-1.2-LHC 30 72 6 8.2 12 wo| k| K
oo
= X GIPB00E-3.00-LHC 18 6 48 6.5 3 wo| k| K
~M
=
400-A-LHC 21 4 33 48 2 wo| | K
-
— [} 500-A-LHC 26 5 41 58 25 wo| k| %
) R MRGN
m@/ 600-A-LHC 26 6 5 58 3 A I ¢
= 800-A-LHC 3 8 6 6.5 4 wo| k| %
& 160412-LHC 9525 | 476 44 12 7° Wl K| Kk
Y VeGT 220520-LHC 127 5.96 55 2 7° Wl % | Kk
&~ 3 : 55 | 3 | 7
; 3 220530-LHC 127 5.96 . | Y| ok

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
D 090 &y



B1-7 $5EKANT]F Inserts for processing castiron
3 4%mMT Process on cast iron

a REHKS Grade for coating

&S 15053 Hé itk ze
Grade 1SO classification Color Recommend for application
CVDRBERAS, ARBEEAMRENETHEIEEM.
. 2 Black HERTHREFRNETEEH.
BPC042 KOS(K01-K05) | CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating.
Recommended for nodular cast iron high-speed turning.
CVDARBRAS, BREEAMRERNRBTEREMM.
! 2 Black EERTHREHFRNETEEH.
A KI0(KO5-K15) . CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating.
Recommended for nodular cast iron high-speed turning.
CVDRBRBRAS, ERER ERAERBNHELRER, BN ZT2NEETIEIIR.
@ BT HHIRE| hFYHER A M T,

BPC102 K15(K10-K25) ﬂ CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
can bear harsh intermittent cutting conditions.

Universal grade for all cast iron roughing cutting at low to medium speed.

CVORERRESMS, ARE. MINREHNBEREEK EREN

BAE. ROMKEGHNRIPFVRHEEMT. EEMFRM
/% Blacklyellow Tz cM,

BPS101 K15(K10-K25) r— CVD-coated cemented carbide grades, thick abrasion resistant coating on the high
intensity gradient sintered base.Machining of gray and ductile iron at low to medium
cutting speed. Security in wet and dry machining.

b 34 RES Grade for uncoating
S 150432 BE nERE E MR
Density Bending strength Hardness -

Grade ISO classification (gfcm3) (NImm2) HRA Applications Recommended
MEERS. rENRIRT. ER%SR, ARERER
A FERVRPFUHIEERFEMIAENT.

YG6 K15~K20 14851505 2050 90.5~915 High wear resistance, good resistance to shock and vibration. Application
of cast iron, non-ferrous metals and alloys, non-metallic materials medium
cutting speed for semi-finishing and finishing.
ERBES, fuhd. MRS, BREETLIOTE
%E}Ejﬁ& ETH%, FEERRAE. FERMRRE

AN L. The use of high strength, impact resistance, good shock

YG8 K30 146-14.85 2520 89.5-90.5 resistance, but wear resistance and allows the cutting speed is low.
For cast iron, non-ferrous metals and alloys, non-metallic materials
low speed roughing.
MBS, EABERY, ERTMILEAEHRSH
HRAEEW, REBHRMI.

BK10 K10-k20 14.8-15 2000 915925 High wear resistance, the use of high strength, suitable for machining
of chilled alloy cast iron and steel, and ordinary cast iron processing.

* iR S Recommended grade Y ATi%EA#-S Optional grade

RIS

Buiuin] |eisuss)

&, oot T



DB r

T,

B1-7 kM AATIE Inserts for processing castiron -« ¥5H0 L Finishing

¥ R Grade recommended

CVDRERS PIDARRES
CVD coating grade PVD coating grade

E ARt Dimension (mm)
T1 R E AT 4R The basic shape of inserts S Type

e
s
o
2
=

BPCO42

BPS051
BPS101
BUB10
BUB20

120404-CX 127 | 476 | 5.16 04
120408-CX 127 | 476 | 5.16 08

%0 N
&3 ‘ | f042CX | 127 | 476 | 516 | 12
%2 = CNMG | : '
e 8 STk 160604-CX | 15675 | 635 | 635 | 04
S 160608CX | 15675 | 635 | 635 | 08
>
«Q

160612-CX 15875 | 635 | 6.35 12
110404-CX 9525 | 4.6 381 04
110408-CX 9525 | 4.6 381 08
150404-CX 127 | 476 | 5.16 04

‘ 150408-CX 127 | 476 | 5.16 08
(b ngEI, PG 150412-CX 127 | 476 | 5.16 12

19

150604-CX 127 | 635 | 5.16 04
150608-CX 127 | 635 | 5.16 08
150612-CX 127 | 635 | 516 12

090304-CX 9525 | 318 | 381 04
090308-CX 9525 | 318 | 381 08

% 120404-CX 127 | 476 | 516 | 04
Q\A(f %CH SNMG 120408-CX 127 | 476 | 516 | 08
Sk 120412:CX 127 | 476 | 516 | 12

150608-CX 15875 | 635 | 6.35 08
150612-CX 15875 | 635 | 635 12
160404-CX 9525 | 4.6 381 04

s 160408-CX 955 | 476 | 381 | 08
& TNMG
160412-CX 955 | 476 | 381 | 12

060404CX | 9525 | 476 | 516 | 04
‘ | 060408CX | 9525 | 476 | 516 | 08
QX.Q’ ¥ E}B WNMG | 080404CX 127 | 476 | 516 | 04
‘ S 0B040BCX | 127 | 476 | 5% | 08
080412:CX 127 | 476 | 516 | 12

o X[ o X X o X X 0 X X ok X X - X X %+ X X+ [BPC052
X % | E E o X X 6 % > % % = o F | X X % % >+ (BPC102

S -
* % X % %

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
092 iU



o N/
B1-7 ek I faBIT]H Inserts for processing castiron - HAE ML Semi finishing

¥ R Grade recommended

CVDREHS HARMS
CVD coating grade Uncoated grade

E ARt Dimension (mm)
T1 R E AT 4R The basic shape of inserts S Type

e
s
o
2
=

BPCO42

BPS051
BPS101
BUB10
BUB20

120404-CQ 127 | 476 | 5.16 04
120408-CQ 127 | 476 | 5.16 08

9
Y 12041200 | 127 | 476 | 516 | 12 23
QE"’ CNVG |  1204160Q | 127 | 476 | 516 | 16 Ll
‘ S 160605CQ | 15875 | 635 | 635 | 08 5

=]

«Q

160612-CQ 15875 | 635 | 6.35 12
160616-CQ 15875 | 635 | 6.35 16
110408-CQ 9525 | 4.6 381 08
110412-CQ 9525 | 4.6 381 12
150404-CQ 127 | 476 | 5.16 04
jFEI— ONVG 150408-CQ 127 | 476 | 5.16 08

150412-CQ 127 | 476 | 5.16 12
150604-CQ 127 | 635 | 5.16 04
150608-CQ 127 | 635 | 5.16 0.8
150612-CQ 127 | 635 | 516 12
120408-CQ 127 | 476 | 516 0.8

2 120412:0Q 127 | 476 | 516 | 12
QXAQ, %CH SNMG | 120416-CQ 127 | 476 | 516 | 16
L 150612CQ | 15875 | 635 | 635 | 12

150616-CQ | 15875 | 635 | 635 | 16
160408-CQ | 9525 | 476 | 381 | 08
}@/ g[@ 160412CQ | 9525 | 476 | 381 | 12
& TNMG
220408-CQ 127 | 476 | 516 | 08
60 220412-CQ 127 | 476 | 516 | 12
060404-CQ | 9525 | 476 | 381 | 04
060406CQ | 955 | 476 | 381 | 08
‘ 060412CQ | 955 | 476 | 381 | 12
@ E:IB WNMG |  080404-CQ 127 | 476 | 516 | 04
‘ 8l 0804080Q | 127 | 476 | 516 | 08
080412-CQ 127 | 476 | 516 | 12

080416-CQ 127 | 476 | 5.16 16
160404-CQ 9525 | 4.6 381 04

"
RS 160408-CQ 9525 | 476 | 381 | 08
] B, VNMG
< 160412-CQ 9525 | 476 | 381 | 12
‘ S

XX X [ X X > - X kX X o X X o XX > X X X ok X X[ X X X o+ X X+ [BPC052
o OF [ X X % % % X | 3 % |0 X X 3 6 [ % ¢ ¢ ¢ ¢ > | X X+ - % % % > |BPC102

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 093 -



W,
B1-7 ek I faBIT]H Inserts for processing castiron oo HAE ML Semi finishing

¥ R Grade recommended
CVDREES FrEES

E ARt Dimension (mm)

A . . Jp=!
TS U R B T 127 25 Type CVD coating grade Uncoated grade
o oo o o o o [aa)
ﬂ 120404-U 127 | 476 | 516 | 04 % %
Fryy 120408-U 127 | 476 | 516 | 08 * *
&3 > i 120412-U 127 | 476 | 516 | 12 * *
=3 et owe 7| 4| o
éu_' WS - 160604-U 15875 | 635 | 635 | 04 * *
5 160608-U 15875 | 635 | 635 | 08 * *
=}
@ 160612-U 15875 | 635 | 635 | 12 * *
N 150404-U 127 | 476 | 516 | 04 * *
: 150408-U 127 | 476 | 516 | 08 * *
C. T o DNMG
8. ﬁ i%l 150604-U 127 | 635 | 516 | 04 % *
. 150608-U 127 | 635 | 516 | 08 * *
120404-U 127 | 476 | 516 | 04 % *
%
oF = S 120408-U 127 | 476 | 516 | 08 * *
I et
DB ol B *H 150608-U 15875 | 635 | 516 | 08 * *
150612-U 15875 | 635 | 516 | 12 * *
2 160404-U 9525 | 476 | 516 | 04 % *
- 160408-U 95% | 476 | 516 | 08 * *
8 TNMG
X 5] 160412:U 9525 | 476 | 516 | 12 * *
60
160404-U 95% | 476 | 516 | 04 % %
| 160408-U 95% | 476 | 516 | 08 * *
&X.Qf - EFH VNMG
¢ 160412-U 95% | 476 | 516 | 12 * *
S
. 080404-U 127 | 476 | 516 | 04 * *
R 080408-U 127 | 476 | 516 | 08 * *
-’ E}Eﬂ’ VNG 080412-U 127 | 476 | 516 | 12 * *
S = . . . .

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
094 i



B1-7 $#mMI 2B ] Inserts for processing castiron

E ARt Dimension (mm)

¥ R Grade recommended

. ) . CVDiAEHES FrEES
/9 ) o
A S o o) i £S5 Tye CVD coating grade Uncoated grade
o oo o o o o [aa)
120408-GH 127 | 476 | 516 | 08 % | E
120412:GH 127 | 476 | 516 | 12 % | * vy
29
3 120416-GH 127 | 476 | 516 | 16 % % % 3
‘ ‘ x5
- ol ! 3 " | =—
Q = CNVG |  160606GH | 16875 | 635 | 635 | 08 % | % ﬁJé
‘ S 160612GH | 15875 | 635 | 635 | 12 % | % 5
190606GH | 1905 | 635 | 793 | 08 % | % a
190612GH | 1905 | 635 | 793 | 12 % | %
N 10408GH | 9525 | 476 | 381 | 08 % | %
‘ 150408-GH 127 | 476 | 516 | 08 %o | %
oA/ = DNMG
“’ “%[EI 150608GH | 127 | 635 | 516 | 08 x| %
N 160408GH | 9525 | 476 | 381 | 08 % | %
S SEER 1604126H | 9525 | 476 | 381 | 12 ¥ | %
TNVG
X 5 220408-GH 127 | 476 | 516 | 08 % | %
60 220412-GH 127 | 476 | 516 | 12 %o | %
0BM06GH | 9525 | 476 | 381 | 08 ¥ | %
: 0B0412GH | 9525 | 476 | 381 | 12 %o | %
@,Q—— 2 = f WNMG | 080408-GH 127 | 476 | 516 | 08 %
‘ 080412-GH 127 | 476 | 516 | 12 %
080416-GH 127 | 476 | 516 | 16 % | %

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, oos TN



e
\W,
B1-7 kMM LHATIH Inserts for processing castiron - oooooeeeeinn HHEM T Semi finishing
¥ R Grade recommended
s} Dimension (mm)
TIRE KR 4K The basic shape of inserts S Type AR C%Zgﬁgﬂii i Uﬂﬂif;ﬁkiie
ﬂ 120404 127 | 476 | 516 | 04 ¥ |k
P 120408 127 | 476 | 516 | 08 * | %
% % 120412 127 | 476 | 516 | 12 * | %
Bl % 120416 127 | 476 | 516 | 16 * | %
5 3 160604 15875 | 635 | 635 | 04 * | %
3 ‘ *
Q = CNMA 160608 15875 | 635 | 635 | 08 * | %
‘ S 160612 15875 | 635 | 635 | 12 * |k
160616 15875 | 635 | 635 | 16 * | %
190612 1905 | 635 | 794 | 12 %k
190616 1905 | 635 | 794 | 16 * |k
190624 1905 | 635 | 794 | 24 %k
110404 9525 | 476 | 381 | 04 * |k
110408 9525 | 476 | 381 | 08 %k
110412 9525 | 476 | 381 | 12 * |k
3 150404 127 | 476 | 516 | 04 %k
0. AT g#Elf DNMA 150408 127 | 47 | 516 | 08 * |k
i ISl 150412 127 | 476 | 516 | 12 * | %
150604 127 | 635 | 516 | 04 ¥ %k
150608 127 | 635 | 516 | 08 % | ok
150612 127 | 635 | 516 | 12 * | %
090304 9525 | 318 | 381 | 04 * | %
090308 9525 | 318 | 381 | 08 * | %
120404 127 | 476 | 516 | 04 * |k
120408 127 | 476 | 516 | 08 * | %
120412 127 | 476 | 516 | 12 * |k
120416 127 | 476 | 516 | 16 * | %
Q 150608 15875 | 635 | 635 | 08 * |k
g:CH SNMA 150612 15875 | 635 | 635 | 12 * | %
_IS 150616 15875 | 635 | 635 | 16 * |k
190608 1905 | 635 | 793 | 08 * |k
190612 1905 | 635 | 793 | 12 % |k
190616 1905 | 635 | 794 | 16 * |k
190624 1905 | 635 | 794 | 24 %l ok
250724 B4 | 794 | 912 | 24 % | %
250924 %4 | 95 | 912 | 24 ¥ |k

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
096 iU



B1-7 sk T HATIF Inserts for processing castiron

E ARt Dimension (mm)

¥ R Grade recommended

CVDiREMS RENES

A S o o) i 2 Type CVD coating grade Uncoated grade
S 2|8 g 8|33
160404 9525 | 476 | 381 | 04 % | * E
160408 9525 | 476 | 381 | 08 x| * e
160412 955 | 476 | 381 | 12 x| * 2 %
S 160416 9525 | 476 | 381 | 16 % | % HIE
@W GEE TNMA 20404 127 | 476 | 5% | 04 % | % 5
A% 20408 127 | 476 | 5% | 08 % | * a
20412 127 | 476 | 5% | 12 % | %
20416 127 | 476 | 5% | 16 % | %
270616 15875 | 635 | 635 | 16 % | *
060404 955 | 476 | 381 | 04 % | %
060408 955 | 476 | 381 | 08 % | *
w 060412 955 | 476 | 381 | 12 % | %
@ E%B WNMA 080404 127 | 476 | 5% | 04 % | %
‘ ~S 080408 127 | 476 | 5% | 08 % | %
080412 127 | 476 | 5% | 12 % | %
080416 127 | 476 | 5% | 18 % | %

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, oo7 TN



\L/,
. 0 \ I\i . . . .
B1_7 E{&?}\}gzj] Pee“ng |nserts ................................................... #*ﬁﬂul Sem| f|n|Sh|ng
¥ e Grade recommended
E KRt Dimension (mm) =
o i} CVDRERES FAEMS
T1B AR The basic shape of inserts B2 Type I c;ating g:a:'—de Unifat:i}#:};e
B L | s |u|a|2 88 8|8l =l
o o o o [a) > > >
ﬂ 121517 20 3 | 15| 11| 15 * | x| %
%O L 182020 18 | 37 | 12| 20 | 2 * | x|
%5 L= f LPUC 182027 8| 8 | 2 7| 2 * [ x| %
%’IJ% L s 183020 18 | 4 | 2] 20| 3 * | % | %
5 183027 18 | a1 | 12| a | 3 * | K| &
a 121517 2| 31 | 75| 11 | 15 * | k| &
L1 182020 18 | 37 | 12| 20 | 2 * | k| %
~)
‘_&E E LNUC 182027 18 43 12 27 2 * | k| *
L | s 183020 8| 43| 12| 20| 3 * | x| %
183027 18 | 47 | 12| o | 3 * | k| %
. N47M138R | 175 | 83 | 12 | 2 * | k| %
| —
Sk H XNGX
o IS

¥ B HE#E Grade recommended
AR Dimension (mm)

_— . = CVDAEHES HENS
71 B AR 4R The basic shape of inserts A2 Type o c;ati:g g:de Uiigﬁ#ﬁ;e
=3 g LNGF 4012 0 | 40 | 124 | 1215 * | % | %
T sl

f(f—%—?i{ B LNGF 3008F 2 | 30 | 75 | 175 x| x| %
SN

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
W 098 &y



B1-7 1Af24 7] Tuming inserts for profile

E ARt Dimension (mm)

¥ R Grade recommended

i . . CVDizEHS PIORERS | FEREMS
2 =
A1l AT AT bk shapa st 25 Type CVD coating grade | PVD coaing gade | Uncoated grade
— — ~ ~ o (==
B | L || s |R|IBISSS|8|8|.l|2
Sl&|s|H|[F|H[E =
160405L11 16 16.15 | 9525 | 4.76 05 | % | % | % * | %
La R
tg D KNUX 160410L11 16 16.15 | 9.525 | 4.76 1 Wl % | Kk * | % Q)
= s= D
{0 N 160405R11 16 1615 | 9525 | 476 05 | % | % | % * | % %3
160410R11 16 16.15 | 9.525 | 476 1 | oW |k * | % ﬁ'JQ:)'
la R 160405L11-1 16.15 | 9.525 | 3.38 | 476 05 [ | % | & * | % %
a 5
— 1604101111 | 1615 | 9525 | 338 | 476 | 1 | & | & | K * | % @
z KNUX
J N 160405R11-1 1615 | 9525 | 338 | 4.76 05 [ | % | & * | %
160410R11-1 16.15 | 9.525 | 338 | 4.76 1 | | Kk * | %
1 HER Grade recommended
EARF Dimension (mm)
! ) CVDAEHES PIDRERS | dEREME
4 )2
IR RAFARThe basic shape ofnsers B Type CVD coating grade | PVD ceatng grace | Uncoated grade
— — — ~ < o
B | W |oD| s | R [BI5I8I3|5|8|.|3
& | &5 | 5| &65|&|&H5|5|R
N 160405L11-2 16.15 | 9.525 | 3.38 | 476 05 | % | % | % * | %
=T alf 160410L11-2 16.15 | 9.525 | 3.38 | 476 1 x| % | ok * | %
E==Es KNUX
S 160405R11-2 16.15 | 9.525 | 3.38 | 476 05 | % | % | % * | %
160410R11-2 16.15 | 9.525 | 3.38 | 476 1 w | % | Kk * | %

* E iR SRecommended grade ¢ A[3ERE S Optional grade

&, 000 TN
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SMNEIZETITIE External Turning tools

B2-1 ZFEHIJJE—533R Tumning toolholders overview

OCLNR/L OCBNR/L MCGNR/L ODJNR/L
Kr=95° Kr=75° Kr=90° Kr=93°
957\ & 75°\/ © 93° | {©) =0
083 084 087 085
MSBNR/L COSKNR/L COSSNR/L MTBNRI/L
Kr=75° Kr=75° Kr=45° Kr=75°
~75°
© 45° 75»\/’%
086 088 101 087
OTFNR/L OTGNR/L MTJNR/L
Kr=90° Kr=90° Kr=93°
- H~90°
iﬁ 9‘> 93\°
089 090 086
MVJNR/L MVQNR/L MVUNR/L
Kr=93° Kr=117° 30 Kr=93°
117° 30"
094 091 093
COWLNRIL SCACRI/L SCBCRI/L SCFCRI/L
Kr=95° Kr=90° Kr=75° Kr=90°
,,,,, - ™ 90°
M i &
95 900K
092 094 093 104
SCKCRI/L SCLCRIL SCMCN SDACRIL
Kr=75° Kr=95° Kr=50° Kr=90°
BN - - ==
. 95° § 0N | ;48 0 =%
105 094 104 095
SDJCR/L SDNCN SRACRIL SRDCN
Kr=93°  — ) Kr=62° 30 ' | Y
Q / 1T | B ®
93° <30 62 30/ O
<60°
096 095 103 096
SSBCRI/L SSDCN SSKCRI/L SSSCRI/L
Kr=75° Kr=45° Kr=75° s Kr=45°
) © @ 0
75M 157 o
099 100 100 099




B2-1

dg7
o]
Dmin

ZHI|JJB—553 Turning toolholders overview
SMNEIZETITIE External Turning tools
STFCRIL STGCRI/L SVJLIR/L SVULIR/L
Kr=90° Kr=90° Kr=93° Kr=93°
90° 7]
©,
0]
098 103 098 105
SVVBN SVJOR/L
Kr=72° 30’ Kr=93°
] f|“‘
72°\30" 93Ke
=70°
097 098
AFLZETITIE Internal turning tools
MCLNR/L MDUNR/L MSKNR/L MTFNR/L
dg7 dg7 dg7
Dmin 108 Dirin 109 109 D 11
MVUNR/L MWLNR/L SCLCL/R SDQCL/R
; <ova W =av4
~ 6
‘Dm—m 110 110 Dmin 112 Dmin 113
SDUCL/R SSSCR/L STFCL/R

Din 115 116 118
LJ67 (#8) J1: Grooving tools
MGEHR/L MGIVR/L ZQ SPH
S _
P ] ;
125 %ﬂé 127 124 124

g

Buiuin] |eisuss)

m




JIE,

_f:Eﬁ
iz
%

@
@
]
@
L
_|
c
=
S,
=
@

EEAX NRER NRiERA Pl |
Clamping system Inserts shape Inserts clearance angle Cutting direction
@ . N : 5° B
P- *IHL‘TE%K Hole clamping c j —_—
L-%E5F
e (o3 N - Left hand
M-EAEER  Jomong - Q ——
i ? R s D %l j
S - ﬂé’;‘ﬂb:l;',%ﬁ
crew clamping
R-&F
% S E N - Right hand
C- EREER T L
Top clamping \/Oo N
& = LD
D - MERER v N-Z. &F
Double clampiig w ahatih P N - Neutral

QKL_\‘
A0

S
4;&

(o3

90°

NARREERKA
Tool holder style and approach angle

D E F

90°
4;@ J&

M N o
117°30"

U \" W

) ﬁ g

72°30'

T
6;@

G H
QKD 1%
P Q
107°30’
62°30’
X
120°

B o2 G




NREE(mm) ~ NEEE(mm) J1EKE(mm)
Nose height (mm) Width of toolholder (mm) Length of toolholder (mm)
L
hﬁ / %) \ w
Ks aE Ks nE RS KE
Code Height Code Width Code Length

12 12 12 12 E 70

16 16 16 16 F 80

20 20 20 20 H 100

K 125

25 25 25 25 M 150

32 32 32 32 P 170

40 40 40 40 Q 180

50 50 50 50 R 200

S 250

T 300

MEIT®
Length of cutting edge
(o D R S T \") W
TIRERK
Inserts shape
L | &
o 1 | 1 1 | 1 |
w1 &EI.C(mm N
Inseribed circ(le (rr)1m) YIBIZJKE(Mm) Length of cutting edge (mm)

5.56 -— -—- -— -— 09 -— -—
6.35 06 07 11
9.525 09 11 09 09 16 16 06
12.7 12 15 12 12 22 22 08
15.875 16 19 15 15 27 — -
19.05 19 --- 19 19 33 - —
25.4 25 25 25 44
32.0 32

RIS

Buiuin] |eisuss)




- 104 @ * T#EF S Recommended grade ¢ EJiEh%SOptional grade



B2-3 #N&IZET]JIE External turning tools

[ICLNR/L
Kr=95°
jamy ; =
957 € - 5 P
-_95°
e L
A B S M-Type P-Type 29
g ]
i %0
B
ER ERNR 1& F 4% #F Application Bt ¢ Parts =
B e Recommended inserts B i iE Tsamz] 5= g
¥ ju A B H i KRz
Tipe Stock Item ZHMI. w@EMT Tuning.Facing S - Giamp o R @
R| L h| b | L |e]| H|F 9
1616H12 [ BN ] 16 | 16 | 100 | 32 | 16 | 20
2020K12 o o 20 20 | 125 | 32 20 25
CNOIO12040003 MC1204 | CTM617 HL1814 ML0625 | L2.5L3.0
2525M12 [ BN ] 25 25 | 150 | 32 25 32
3232P12 [ BN ] 32 32 | 170 | 32 32 | 40
MCLNRIL
2525M16 ® O 25 25 | 150 | 35 25 32
CNOIO16060100 MC1604 | CTM822 HL2217 ML0830 | L3.0,L4.0
3232P16 O] 0O 32 32 | 170 | 35 32 | 40
3232P19 ONNG) 32|32 [170 ] 36 | 32 | 40
cNOO1906010 MC1904 | CTM1022 | HL2217 ML0830 L4.0
4040R19 OO0 40 | 40 | 200 | 36 | 40 50
ER BR71A 1& F 41 Application {4 Parts
B = Recommended inserts m = e oy —
5 - om . ! u u
Stock It ZHIMI, %@L Tumning.Facin 7] L 5] Z
Type occtem " ¢ : Shim Lever Screw ShimPin | Wrench
R | L hlb|L)e|H]|F| S
1616H09 16 | 16 | 100 | 20 | 16 | 20
2020K09 CNCI009030 20 | 20 | 125 | 22 | 20 | 25 | MCO903B Lv3 VHX0617 SP10 L2.5
2525M09 25 | 25 | 150 | 22 | 25 | 32
1616H12 16 16 | 100 | 28 16 20
2020K12 20 20 | 125 | 28 20 25
2525M12 CNOIO1204003 25 25 | 150 | 28 25 32 | MC1204B Lv4 VHX0821 SP4 L3.0
PCLNRIL 3225P12 32 25 [ 170 | 28 32 32
3232P12 2 32 [ 170 | 28 32 | 40
2525M16 25 25 | 150 | 33 25 32
cNOO1606010 MC1604B LV5 VHX0825 SP5 L3.0
3232P16 2 32 [ 170 | 33 32 | 40
3225P19 2 25 | 170 | 38 2 32
3232P19 CNCI19060100 32 32 [ 170 | 38 32 | 40 | MC1904B LV6 VHX1027 SP6 L4.0
4040819 40 | 40 | 250 | 38 | 40 50

@77 stock item O 7z be preparing for stock ~— E & JT %% the others can be made to order



cCDEBr

B2-3 #N&IZET]JIE External turning tools

[ICBNR/L
Kr=75°
| ja=} i ; <=
©
75‘“\/ - 9 -
}
- 757
- L
£ B Jow [go | e
% a Y
B =
= E#& ERTIA & P % 1 Application Bt Parts
g. B e Recommended inserts = -
Q@ = Stock ltem ZEBI10 T Tuming & 55T FEfR | WkBZ | RF
Type Shim Pin Clamp Screw | Wrench
R| L hlb|L|el|H|F o
2020K12 [ N J 20 20 | 125 | 32 20 17
2525M12 o o CNOIO1204000 25 25 | 150 | 32 25 2 MC1204 | CTM617 HL1814 ML0625 | L25L3.0
MCBNRIL 3232P12 o o 32 32 | 170 | 32 32 27
3232P16 O CNOIO16060100 32 32 | 170 | 36 32 27 MC1604 | CTM822 HL2217 ML0830 | L3.0,L4.0
3232P19 cNOO1906000 2 32 [ 170 | 36 2 27 MC1904 | CTM1022 | HL2217 ML0830 L4.0
BT ERTIR i& FA 81 Application EL1 Parts
B = Recommended inserts pry oo " oy 5
Stock Item ZHI T Turnin 712 L 5]
Type : Shim Lever Screw | ShimPin | Wrench
R L h b L e H F :f
1616H12 16 | 16 | 100 | 27 | 16 | 20
2020K12 cNO1204000 20 20 | 125 | 27 20 25 | MC1204B Lv4 VHX0821 SP4 L3.0
2525M12 25 25 | 150 | 27 25 32
PCBNRIL 2525M16 25 25 | 150 | 33 25 32
CNOIO16060100 MC1604B LV5 VHX0825 SP5 L3.0
3232P16 32 32 [ 170 | 33 32 | 40
3225P19 2 25 [ 170 | 38 32 32
CNOIO1906100 MC1904B LV6 VHX1027 SP6 L4.0
3232P19 2 32 [ 170 | 38 32 | 40
@77 stock item OMEEETF be preparing for stock ~— EL A IT % the others can be made to order

M 0 G



B2-3 #N&IZET]JIE External turning tools

[IDJNR/L
Kr=93° i
77777 ST I S jm} =
0
932 . =
i 0 /©
939
e
L
%2
B
E#& ERTIK 1 FI & 14 Application FiLf Parts =
B2 Recommended inserts - " - — . i prom e T nE g
Tie Stock Item ZHIMI, HEMI, fiHMITuming Facing Profiing Shim o Clamp o Woonch @
R L h b L e H F
1616H11 16 16 | 100 | 25 16 20
2020K11 DNOIO1104020 20 20 [ 125 25 20 25 | MD1103B LV3 VHX0617 SP3 L25
2525M11 25 25 | 150 | 30 25 32
PDINRIL 2020K15 20 20 [ 125 3 20 25
2525M15 25 25 | 150 | 35 25 32
DNCI[1504000 MC1504B LV4B VHX0821 P4 130
3025P15 DNCICIS06LIC] | 32 | 25 | 170 | 35 | 32 | 32 | MD1506B
3232P15 2 32 [ 170 | 35 2 2
77777 ST I S jomimf i =
]
<30°
93" @ o © <
93°
S e
L
B ERTA i FA 81 Application fi {4 Parts
o2 Recommended inserts & e 5 T 5
Tie Stock Item ZHIMI, wEMI, {iHMITuming Facing Profilng Shim 44 Gomp S | Wrench
R | L h ] b | L |e]|H|F vl
1616H11 o o 16 16 | 100 | 32 16 | 20
2020K11 [ BN ] DNOIOM1040303 20| 20 | 125] 32 | 20 | 25 MD1103 | CTM513 HL1814 ML0625 12.L3.0
2525M11 o o 25| 25 | 150 | 32| 25| R
MDJINRIL
2020K15 [ BN ] 20 | 20 | 125 | 38 | 20 | 25
DNOI[1504000 MD1504
2525M15 O| O ONCIC01506010] 25 25 | 150 | 38 25 32 MD1506 CTM619 HL2114 ML0625 | L25L3.0
3232P15 2 32 [ 170 | 38 32 40

@7 stockitem  OMEEEF be preparing forstock ~ EL AT £ the others can be made to order

&, 107 T



B2-3 #N&IZET]JIE External turning tools

MTJNR/L
Kr=93° ?
________ = e
93°
. el
93°
e L
ER ERATIR 1& F 41 Application it Parts
B s Recommended inserts & o TR IR
= ) ; 7] H 53 KRz
&0 Tyve Stock ltem ZEHIn T Tuming i & Gamp Erl i
% 2 R | L hlb | L|e|H]|TF g
B =
b= 1616H16 o O 16 16 | 100 | 28 16 | 20
%‘ 2020K16 { BN ) 20 | 20 | 125 ] 28 | 20 | 25
@ TNOO1604010 MT1603 | CTM513 HL1814 ML0625 | L2.0.L3.0
2525M16 { BN ) 25 | 25 | 150 | 28 | 25 | 32
MTINRIL 3232P16 ® O 32 | 32 | 170 ] 28 | 32 | 40
2525M22 O 25 | 25 | 150 32 | 25 | 32
3232P22 TNOO2204000 2| 3R | 170] 32 | 32| 3R MT2204 | CTM617 HL1917 ML0830 | L25L4.0
4040R22 40 | 40 | 200 | 32 | 40 | 50
[JSBNR/L
Kr=75°
- ja ] <=
B
£ L
2 ERTIR 1& P %14 Application Bt 44 Parts
B oe Recommended inserts & P R ETY =
e Stock Item EHIMT. ssEMI. £ m I Tuming.Facing Profiing S o Giamp Sow | Wioneh
R | L h | b | L |e|HI|F C
2020K12 ® O 2 | 2 [ 125]325]| 2 17
2525M12 ® O SNOICIM2040000 25 | 25 | 150 | 325 | 25 | 22 | MS1204 | CTMme17 HL1814 ML0625 | L25.L3.0
MSBNRIL 3232P12 2 | R | 170|325 32 | 27
3232P19 32 | 3 [ 170 ] 40 | 2 | 27
SNOO190640003 MS1904 | CTM1022 | HL2217 ML0830 L4.0
4040819 40 | 40 | 250 | 40 | 40 | 35
@77 stock item O 7z be preparing for stock ~— H AT %% the others can be made to order

M 0 G



B2-3 #N&IZET]JIE External turning tools

MCGNR/L
Kr=90° ?\
ja =
.
90° (., ©) e}
L
E& ERTR 1& F3 & 1t Application 44 Parts
o Recommended inserts
= BT, s i ; TR 5T ElR | WkiEZ | |/F
i Stock Item ZHIPNT. SHE L Turning.Facing i o Giamp Soon L
R| L hlb|L|el|H|F g
2020K12 ® | O 20 20 | 125 | 32 20 25
p— 2525M12 ® O CNOIO120400 25 25 | 150 | 32 25 2 MC1204 CTM617 HL1814 ML0625 | L2.5L3.0
3232P12 2 32 [ 170 | 32 2 40
3232P19 CNCIO1906100 32 32 [ 170 | 36 2 40 MC1904 | CTM1022 | HL2217 ML0830 L4.0
MTBNR/L
Kr=75°
o = =
- .
\.j’]é °
e L
Bt ERTIR i FA 814 Application EL1 Parts
o Recommended inserts
= w . paE:S 5T EAR | Wkigz | /T
Tie Stock Item ZHIfn T Tuming Shim <34 Clamp Soon Wiench
R | L hlb [ L|e|H|F =
2020K16 ® | O 20 20 [ 125 | 26 2 | 155
MTBNRIL TNOO160400 MT1603 CTM513 HL1814 ML0625 | L2.0.L3.0
2525M16 ® O 25 | 25 | 150 | 26 | 25 | 205
OF 77 stockitem  OJEEEFF be preparing for stock  E 4T £ the others can be made to order

&, 100 T
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cCDEBr

B2-3 #N&IZET]JIE External turning tools

OSKNR/L
Kr=75°
________ ‘ \ =
75 [/ o
\
e L
ﬂ% o d aﬁ@’ ) M-Type
#S ot
%= Q2
=
= B ERTIA & FA £ 1 Application B4 Parts
g_ B oe Recommended inserts & e T | EE | 5
N l| . X 2 NWRES
@ Type Stock Item ZHIAT Tuming Shim Pin Clamp Screw | Wrench
R| L h|b|L|el| H|F C
2020K12 ® O 20 | 20 | 125] 29 | 20 | 25
SNOO12040003 MS1204 | CTM617 HL1814 ML0625 | L25.L3.0
2525M12 ® O 25 | 25 | 150 | 29 | 25 | 32
2525M15 25 | 25 [ 150 32 | 25 | 32
MSKNRIL SNO[1506010 MS1504 | CTM822 HL2217 ML0830 | L3.0,L4.0
3232P15 32| 32 | 170 | 32 | 32 | 40
3232P19 32 | 3 [ 170 ] 36 | 32 | 40
SNOO1906101 MS1904 | CTM1022 | HL2217 ML0830 L4.0
4040819 40 | 40 | 250 | 40 | 40 | 50
Bt ERTIR 1& FA &1 Application EL1 Parts
B s Recommended inserts e e B Py o
= s q A
Type Stock tem FHIMT Tuming Shm | Lever | Screw | ShimPin | Wrench
R| L hlb | L]e|H|F| S
2020K12 20 | 20 | 125| 26 | 20 | 25
PSKNRIL 2525M12 SNO12040003 25 | 25 | 150 | 26 | 25 | 32 | MS1204B Lv4 VXH0821 SP4 L3.0
3232P12 320 32 | 170 | 26 | 32 | 40
@7 stock item OMEEETF be preparing for stock ~ E AT %% the others can be made to order

I o &



B2-3 #N&IZET]JIE External turning tools

MTFNRI/L
Kr=90°
= =
= 900ﬂ 39 ~
= L
M-Type > P-Type =
L
%=Q
B
E# BR7IA 1& F £ 4 Application o Parts b
B = Recommended inserts & Py T mL | 5E g
el s ; 3 Skiges
Type Sl SEMT Facing Shim Pin | Camp | Screw | Wrench @
R L h b L e H F \,..
1616H16 [ BN ] 16 | 16 | 100 | 28 | 16 | 20
2020K16 [ BN ] 20 | 20 [ 125 28 | 20 | 25
TNOICI16040100 MT1603 | CTM513 | HL1814 | ML0625 | L2.0.L3.0
2525M16 [ BN ] 25 | 25 [ 150 | 28 | 25 | 32
MTFNRIL
3232P16 O 2| 32 [ 170 28 | 32 | 40
2525M22 25 | 25 | 150 | 32 | 25 | 32
TNOO2204000 MT2204 | CTM617 | HL1917 | MLO0830 | L25L4.0
3232P22 32 | 32 [ 170 ] 32 | 32 | 32
Bt ERTA i FA 814 Application EL1 Parts
A e Recommended inserts — poem v YY" 5
b= Faci = R
Type Stock fem SREML Facing Shim Lever Screw ShimPin | Wrench
R | L h | b | L|e]| H|TF :j
1616H16 16 | 16 | 100 | 20 | 16 | 20
2020K16 TNOO1604010 20 | 20 | 125 | 20 | 20 | 25 | MT1603B LV3 VXH0617 SP3 25
PTFNRIL 2525M16 25 | 25 [ 150 | 20 | 25 | 32
2525M22 25 | 25 [ 150 | 25 | 25 | 32
TNOO2204000 MT2204B Lv4 VHX0821 SP4 3.0
3232P22 32| 32 [ 170 | 25 | 32 | 40

@77 stock item OfEEETE be preparing for stock — ELATT % the others can be made to order

&, m



cCDEBr

B2-3 #N&IZET]JIE External turning tools

LJTGNR/L
Kr=90°
. °Q
L
o
£ L
it Q) M-Type
a3
EQ
=
= B ERTIR & F %14 Application B4 Parts
g_ B oe Recommended inserts & e AT TAREE
3 Type Stock tem ZHIMT Tuming Shim Pin | Camp | Screw | Wrench
R| L h|b|L|el| H|F C
1616H16 o O 16 | 16 | 100 | 28 | 16 | 20
VTGNRL 2020K16 o O TNOIO1604300 20 | 20 [ 125] 28 | 20 | 25 | MT1603 | CTM513 | HL1814 ML0625 | L2.0.L3.0
2525M16 o o 25 | 25 [ 150 28 | 25 | 32
2525P22 TNOO220430 32 | 32 | 170 | 32 | 32 | 40 | MT2204 | CTM617 | HL1917 MLO830 | L25L4.0
E#E ERTR i& i & Application R Parts
Recommended inserts
8 s i i TR | A% | BT | BRE | BT
Type Stock fem ZRIML Turing Shim Lever Screw ShimPin | Wrench
R| L hlb|L|e|H|F| S
1616H16 16 | 16 | 100 | 20 | 16 | 20
2020K16 TNOO160400 20 [ 20 | 125| 20 | 20 | 25 | MT1603B LV3 VXH0617 SP3 125
PTGNRIL 2525M16 25 | 25 [ 150 20 | 25 | 32
2525M22 25 | 25 [ 150 28 | 25 | 32
TNOO22040000 MT2204B Lv4 VHX0821 SP4 L3.0
3232P22 2 | 3% [ 170] 28 | 32 | 40
@77 stock item O 7z be preparing for stock ~ H & TT %% the others can be made to order

B 2 &



B2-3 #N&IZET]JIE External turning tools

MVJNR/L
Kr=93° .
N I N I = o
]
$ <50
93°
) £ © “
© s
93°
£ L
%2
B
E# ERTIR iE I & Application o Parts b
Recommended inserts 3.
B S ~ ? i i T1 $HET ER | Wkig2 | /T 3
Type Stock Item FHIMI. 457 L Tuning.Profiling frim 44 Giamp G | vk a
R | L hlbo|L|e|H]|F vd
1616H16 ® O 16 16 | 100 | 36 16 | 20
2020K16 ® O 20 | 20 | 125 | 36 | 20 | 25
MVINRIL VNOI[O160400 MV1603 CTM513 HL2414 ML0625 | L2.0,L3.0
2525M16 O 25 25 | 150 | 42 25 32
3232P16 32| 32 | 170 | 42 | 32 | 40
MVVNN ~ X
Kr=72° 30 ' I — S - _ _
72° 30’ < 70°
el
L
E& ERTIR 1% F %4 Application 44 Parts
Recommended inserts
B g o o 2 oo | JJE $HET ER | Wkig2 | /T
| \ \ 7 I i SR EE
Tie Stock ltem ZHIMI. wEMI. {0 T Tuming Facing Profing i B Clamp Soew | Wrench
R | L hlb [ L|e|H|F g
2020K16 [ } 20 20 | 125 | 48 20 10
MVVNN 2525M16 [ } VNOO160400 25 25 | 150 | 48 25 | 125 | MV1603 CTM513 HL2414 ML0625 | L2.0,L4.0
3232P16 O 32 32 | 170 | 48 2 16

@ %77 stock item OfEEETz be preparing for stock

H&1TH the others can be made to order

& 11 T



B2-3 #N&IZET]JIE External turning tools

COWLNR/L
Kr=95°
A\
95° ) - © o
L
%EQ
B =
= E#E ERTR 1& A 14 Application L Parts
3. B s Recommended inserts e Py TR TR
= = — - : Kigs
@ Type Stock Item EHIMI. sw@EM I, £ Tuming Facing.Profiing Shim 44 Glamp Sy Wech
R L h b L e H H \.-.
1616H06 O 16 | 16 | 100 | 23 | 16 | 20
2020K06 O WNOIOos0410] 20| 20 [125] 23 | 20 | 25
MWO0603 | CTM513 HL1814 ML0625 | L2.0,L3.0
2525M06 [ BN ] 25 | 25 [ 150 23 | 25 | 32
MWLNRIL 1616H08 [ BN ] 16 | 16 | 100 | 25 | 16 | 20
2020K08 [ BN ] 20| 2 [125] 25 | 20 | 25
WNos0400
2525M08 [ BN ] 25 | 25 | 150 | 25 | 25 | 32 [ Mwoso4 | CTMme17 HL1814 ML0625 | L25L3.0
3232P08 [ BN J 2 | 3R [ 170] 25 | 32 | 40
E%E ERTR iE i & Application Bot Parts
B s Recommendednsers P NE | Wi | BER | ERBE| BE
l| PV ga > VRS
Tie Stock ltem ZEHIAN T Tuming S o Ciamp e | Wroch
R | L hlo|L|e|w|F| SN
2020K08 20 | 20 | 125] 32 | 20 | 25
WWLNRIL| 2525M08 WNOOos040O 25 | 25 [ 150 33 | 25 | 32 WWO8 CTM6-S YW08 CTwC 13.0,L.4.0
3232P08 32 | 32 [ 170 ] 33 | 32 | 40
E& ERTR 1& Fl & 1t Application 44 Parts
B 2 Recommended inserts - ) T e 75 B BE
| 53 =
Type Stockfem *HImT Tuming Shim Lever Screw ShimPin | Wrench
R | L hlo | lel|lw|F| oY
1616H06 16 16 | 100 | 20 16 | 20
WNOOoe0400 MW0603B LV3 VHX0617 SP3 125
2020K06 20 | 20 | 125] 20 | 20 | 25
PWLNRIL 1616H08 16 16 | 100 | 26 16 | 20
2020K08 WNOOo0s0400 20 | 20 | 125 | 26 | 20 | 25 | Mw0804B Lv4 VHX0821 SP4 L3.0
2525M08 25 | 25 | 150 26 | 25 | 32
@72 stock item OMEEETF be preparing for stock ~— E AT 4% the others can be made to order



7\

e
AN P
B2-3 #N&IZEJ]JIE External turning tools
MVUNR/L
Kr=93°
PO D - =]
o) 930 0 <
e
L
E#& ERTIR 1& P 1 Application FLt Parts
B oe Recommended inserts T e i BT T
M. 15 ina.Profl B ] 3 Lig s
Tyve Stock ltem ZHIMT. 1570 L Turning.Profiling o o Giamp o Ty %0
=]
R | L b | L|e|H]|F %3
9 B
MVUNRILL 2525M16 VNO[O160400 25 25 | 150 | 21 25 32 MV1603 CTM513 HL2414 ML0625 | L2.0,L3.0 =
§.
SCBCRIL .
Kr=75° 0 (
I | I jam) \ \ <=
©
75:\/ = © o
~75°
= L
Ef ERTIR 1& F £ 14 Application TR Parts
Recommended inserts
s u i 1247 RF
e Stock Item ZEH 0 T Turning i Wioaeh
R L h b L e H F
0808E06 8 8 70 | 10 8 8
SCBCRL 1010E06 O ccOOoe02d 10 10 70 10 10 10 M2.5X 8 T8
1212F06 O 12 12| 8 | 13 12 | 12
1212F09 O ccadoeT3™d 12 12 80 13 12 12 M3.5X9 T-15

@77 stock item O 1z be preparing for stock ~ H AT %% the others can be made to order

& 11



B2-3 4NEIZEJTIJIE External

turning tools

SCACRIL
Kr=90°
0°f
RN = \ i =
©
900K &5 @ el
/0“
L
ﬂ ER ERNK i& FA & Application B2 Parts
Recommended inserts
B o2 w . 25T ES
o Type Sl i ZHIMT Tuming Screw Wrench
2g
Q2 R | L h ] b | L|e| H|F
B =
b= 0808E06 8 8 70 10 8 8
%- 1010E06 O ccOdos2d 10 10 70 10 10 10 M2.5X8 T8
«Q SCACRIL
1212F06 O 12 12 80 13 12 12
1212K09 O ccOmoemdO 12 12 80 13 12 12 M3.5X9 T-15
SCLCRIL 0°/
Kr=95° \ Y’—\
R - = <
©
95°
o o)
©
S|
€ L
Ef ERTIR 1& F £ 14 Application TR Parts
B o2 Recommended inserts - . 857 BE
| R
Tie Stock Item ZEH 0 T Turning S Wreneh
R L h b L @ H F
1010E06 ® O ccOmoe021 10 ] 10 | 70 | 13 | 10 5 M2.5X8 T8
1212F09 o o 12 12 80 15 12 6
1616H09 o o 16 16 | 100 | 15 16 8
ccOnoemdO M3.5X9 T-15
2020K09 o O 20 20 | 125 | 15 20 10
SCLCRIL
2525M09 e o 25 25 | 150 | 15 25 | 125
2020K12 o o 20 20 | 125 | 20 20 10
2525M12 o o ccOoO12040 25 25 | 150 | 20 25 | 125 M5X12 T-20
3232P12 O 32 32 [ 170 | 20 32 | 40
@77 stock item OMEEETF be preparing forstock ~— EAIT 4% the others can be made to order

I e G



B2-3 #N&IZET]JIE External turning tools

SDACRIL
Kr=90° 0/
\ ‘v
N I | _ j==} <=
o,
© o
90° \ <33
[ @ el
oo
£ L
E#& ERNK 1& FJ & 14 Application B4 Parts
B2 Recommended inserts B T
T Stock Item ZE 4T Tuning i Wrench 80
R | L h b |L|e|H|F % 2
B
0808E07 8 8 70 15 8 8 b=
1010E07 pcOdo7020d 10 10 70 15 10 10 M2.5X8 T8 §
2020K07 12 12 1125 | 15 12 12
SDACRIL 1212K11 12 12 1125 | 22 12 12
1616H11 O 16 16 | 100 | 22 16 16
pcOOnMTmd M3.5X9 T-15
2020K11 o 20 20 | 125 | 22 20 20
2525M11 O 25 25 | 150 | 22 25 | 25
SDNCN
Kr=62° 30 '
0°f
1 T s
©
62° 30’ - 0 o
<60°
\% °30/
£ L
Ef ERTIA 1& P &1 Application TR Parts
o2 Recommended inserts - ) T S
Tipe Stock Item ZEHIfM T Turning e Wrench
R L h b L @ H F
1010E07 ® o 10 10 70 5 10 12
pcOdo702010 M2.5X8 T8
1212E07 OO 12 12 70 13 12 16
1212H11 o o 12 12 1100 | 14 12 16
SDNCN
1616H11 ® | O 16 16 | 100 | 14 16 20
pcOoOnm3md M3.5X9 T-15
2020K11 | N ) 20 20 | 125 | 16 20 | 25
2525M11 25 25 | 150 | 22 25 25
@ %77 stock item Oz be preparing for stock — E AT %% the others can be made to order
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B2-3 #N&IZET]JIE External turning tools

SDJCR/L
Kr=93° 0/
e o =\ -
i
©
93° \’/§30°
[, e}
©
937
ﬂ ER ERNK i& FA & Application B2 Parts
B 2 Recommended inserts " . B E
HO Tie Stock Item ZE 4T Tuning St Wreneh
2 e R | L hlo|L|e|H]|F
Bl =
b= 1010E07 [ ) 10 10 70 14 10 12
%- 1212F07 ® O pcOdo7020d 12 12 80 14 12 16
[C] M2.5X8 T8
1616H07 [ BN | 16 16 | 100 | 14 16 20
1212F11 12 12 80 20 12 16
SDJCRLL 1616H11 o ©o 16 | 16 | 100 [ 20 | 16 | 20
2020K11 ® o 20 2 [ 125 20 20 25
peOO1MT3dO
2525M11 ® o 25 25 | 150 | 22 25 32 M3.5X9 T-15
3232P11 O 32 32 [ 170 | 23 32 40
4040R11 40 | 40 | 200 | 25 | 40 | 50
SRDCN
0°f
IS = ! -
©
e
T L
ER BERTR i& F &t Application B {5 Parts
Recommended inserts
A e N . 25T wF
Type Stock Item ZEH 0 T Turning Serew Whench
R L h b L e H F
1616H08 O 16 | 16 | 100 | 16 | 16 | 12
2020K08 O RCOI[J08031C1 20 | 20 | 125 | 16 | 20 | 14 M2.5X8 T8
2525M08 O 25 | 25 | 150 | 16 | 25 | 165
1010E10 10 10 70 1203 10 10
SRDCN
1212F10 12 12 80 | 203 | 12 1
1616H10 [ ) RCOI1003 16 16 | 100 | 203 | 16 13 M3.5X9 T-15
2020K10 o 20 20 [ 125203 | 20 15
2525M10 o 25 25 [ 150 | 203 | 25 | 175

@77 stock item Ot EE7& be preparing for stock

M e G

HAITE the others can be made to order



7\

CEDEEE
o N/
B2-3 4NRZEJJJIE External tuming tools
SVVBN
Kr=72° 30 ' 0’/
\ \I—’
[N U | S | SO - jam =
s
© NS
<70°
72°30'
= L
E#& ERIRK 1& F & {4 Application 14 Parts
! Recommended inserts - R
w . ,
T Stock Item ZEH 0 T Tuming S Wrench £O
R | L h b | L |e|H|F 2 2
HI=
1212F11 [ ) 12 12 80 | 24 12 6 b=
1616H11 [ ) 16 16 | 100 | 24 16 8 %
VBO[O110300 M25X8 T8 @
2020K11 [ ) 20 | 2 | 125 24 | 2 10
2525M11 [ ) 25 | 25 | 150 | 24 | 25 | 125
SVVBN
1616H16 o 16 | 16 | 100 | 34 | 16 8
2020K16 [ ) 20 | 20 | 125 | 34 | 20 10
vBO[I1604101 M3.5X9 T-15
2525M16 [ ) 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32| 32 | 170 | M4 32 16
1212F11 o 12 12 80 | 24 12 6
1616H11 [ ) 16 | 16 | 100 | 24 | 16 8
veaanesdn M25X8 T8
2020K11 O 20 | 20 | 125 24 | 20 | 10
2525M11 O 25 | 25 | 150 | 24 | 25 | 125
SVVCN
1616H16 O 16 16 | 100 | 34 16 8
2020K16 [ ) 20 | 20 | 125 | 34 | 20 10
veadO1604000 M3.5X9 T-15
2525M16 [ ) 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32 | 32 | 170 | 34 32 16
@75 stock item OMEEETF be preparing for stock ~— EL A IT %% the others can be made to order
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B2-3 4SNEIZEJ]JIE External turning tools

STFCRIL
Kr=90 0°f
. 00° =\ \ =
©,
= 907 =
[ B
L
E#& ERTR 1& FJ &1t Application 14 Parts
Al Recommended inserts
0 Typ: Stock ltem ZEHIn T Tuming é!%}g’ W?)r%n%ch
&g
e R | L h ] b | L|e|H|F
Bl =
b= 1212F11 [ } 12 12 80 14 12 16
3 TcaOn0 M2.5X 8 T-8
g' 1616H11 ® O 16 16 | 100 | 14 16 | 20
STFCRIL 2020K16 ® | O 20| 20 | 125 22 | 20 | 25
2525M16 ® O TcaOmeT3™ 25 | 25 | 150 | 22 | 25 | 32 M3.5X9 T-15
3232P16 O 32| 32 | 170 | 22 | 32 | 40
SVJLIR/IL
Kr=93° 0/
N . 1. = \ r/ <=
0 <50°
93° 3 ~
©,
93°
L
EE BERNR 1& F £ 14 Application Fitf4: Parts
o Recommended inserts
s " - 25T wF
e Stock Item ZEH 0 T Turning bl Wromeh
R L h b L e H F
SVJBRIL 1616H16 o o 16 | 16 | 100 | 32 | 16 | 20
2020K16 o o 20 | 20 | 125 | 32 | 20 | 25
vBO[160410
2525M16 o o 25 | 25 | 150 | 32 | 25 | 32
3232P16 O 32 | 32 [ 170 | 40 | 32 | 40
M3.5X9 T-15
SVJCRIL 1616H16 o ©o 16 16 | 100 | 32 16 | 20
2020K16 o o 20 | 20 | 125 | 32 | 20 | 25
veadd1e04010
2525M16 ® | o 25 | 25 | 150 | 40 | 25 | 32
3232P16 O 32 | 32 | 170 | 40 | 32 | 40
@ %77 stock item OfEEETE be preparing forstock — ELATT %% the others can be made to order

B 20 G



B2-3 4SNEIZEJ]JIE External turning tools

SSSCRIL
Kr=45° 0/
\
= =
[ e}
©
15°
€ L
E& ERTIR 1& Fl & 1t Application 45 Parts
B o= Recommended inserts B T
o Stock Item Z 4T Tuming bl Whench 20
BS
R | L h b | L|e|H|F %2
Bl =
SSSCRIL 1212F09 O 12 12 80 16 12 16 b=
1616H09 e o 16 16 | 100 | 16 16 20 %
scO0o9T3O M3.5X9 T-15 «
2020K09 o o 20 20 [ 125 | 18 20 25
2525M09 oo 25 | 25 | 150 | 25 | 25 | 32
2525M12 O scOm204010 25 25 | 150 | 25 25 32 M5X 12 T-20
SSBLIR/L
Kr=75° 0°f
R R — I \ i \ =
75N . /@ R
LA
75°
= L
B ERATIR 1% F {4 Application EL1F Parts
Recommended inserts
3 s " . 257 F
. Stock Item ZE B0 T Turning el Vyrien h
R L h b L e H F
SSBCRILL 1212F09 [ ) 122 | 12 | 80 | 14 12 | 95
scfo9T3dO M3.5X9 T-15
1616H09 [ ) 16 | 16 | 100 | 14 16 12
SSBPRIL 2020K12 20 | 20 | 125 ] 32 | 20 17
SPOIO1203010 M5X 12 T-20
2525M12 25 | 25 | 150 | 32 | 25 | 22
@ %77 stock item OfEEE7Z be preparing for stock — E & TT %% the others can be made to order



B2-3 4NEIZEJJJJE External turning tools

SSDCN
Kr=45°
0°f
) SRR ;
©
45°
fr.
© a
/
a5
S L
=2
B =
§' E#& ERTIR 1& F £ 1 Application fit 4 Parts
3. Recommended inserts
2 B o2 o : 1257 WF
@ Type Stock ltem ZHIAn T Tuming S Wrench
R L h b L e H F
1212F09 O 12 12 80 16 12 6
1616H09 [ J 16 | 16 | 100 | 16 | 16 8
SSDCN scO0doeT30 M3.5X9 T-15
2020K09 [ J 20 | 20 | 125 | 16 | 20 | 10
2525M09 [ J 25 25 | 150 | 16 25 | 125
SSKCRIL
Kr=75°
0°f
75° \
[ - -
e
[, °
e L
E# ERTR i& A %14 Application Fe 4 Parts
= Recommended inserts
B 3 N , 25T wF
e Stock Item ZH)A0 L Tuming Sorew Wrench
R L h b L e H F
1212F09 O 12 12 80 16 12 16
1616H09 [ J 16 | 16 | 100 | 16 | 16 | 20
scfdoeersd M3.5X9 T-15
SSKCRIL 2020K09 [ J 20 20 | 125 | 18 20 25
2525M09 [ J 25 25 | 150 | 25 25 32
2525M12 @) scOO1204000 25 25 | 150 | 25 25 32 M5X12 T-20
@77 stock item OMEEET be preparing forstock ~— EL A IT % the others can be made to order

22 G



B2-3 AMNEIZEJIJIE External turning tools

OSSNR/L
Kr=45°
=
e}
L
5. M-Type P-Type
ST
G |
ER ERR 1& F £ Application i Parts
Recommended inserts
B 5 W i ] 5T R | WkiB2 | RF
Type SEE S S HIMT Tuming Shim Pin Clamp Screw | Wrench
R| L hl b | L|e|H]|F “
2020K12 [ BN ] 20 | 20 [ 125] 34 | 20 | 25
2525M12 o O SNOO1204030 25 | 25 | 150 | 34 | 25 | 32 | MS1204 | CTMme17 HL1814 ML0625 | L25.L3.0
3232P12 O 32 | 32 [ 170 | 34 | 32 | 40
MSSNRIL 2525M15 25 | 25 | 150 36 | 25 | 32
SNOIO1506100 MS1504 | CTM822 HL2217 MLO830 | L3.0,L4.0
3232P15 32 | 32 [ 170 | 45 | 32 | 40
3232P19 32 | 3 [ 170 | 45 | 32 | 40
SNCICI1906010] MS1904 | CTM1022 | HL2217 ML0830 L4.0
4040819 40 | 40 | 250 | 50 | 40 | 50
B ERTIR 1& F3 & 14 Application Bt 4 Parts
B2 Recommended inserts - i T Ao 857 BE BF
Type BRIl ZAIML Tuming Shim Lever Screw ShimPin | Wrench
R| L hlo|L|e|n|F| oY
2020K12 20| 2 [125] 26 | 20 | 25
2525M12 SNOIOM2040000 25 | 25 | 150 | 26 | 25 | 32 | MS1204B Lv4 VXHO0821 SP4 L3.0
PSSNRIL 3232P12 2 | 3R [ 170] 26 | 32 | 40
2525M15 25 | 25 | 150 | 32 | 25 | 32
SNOIO150601 MS1504B LV5 VHX0825 SP5 L3.0
3232P15 32 | 32 | 170 | 32 | 32 | 40
@7 stock item O#EFE7z be preparing for stock ~— H 4 JT %% the others can be made to order

T g

Buiuin] |eisuss)
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B2-3 4NEIZEJ]JJE External turning tools

MTENN
Kr=60° .
e I - .
7
o —rqo
60 A <58
e}
L
E& ERTR 1& F3 & 1t Application 44 Parts
e Recommended inserts e e Eh T T
N 1| . s, > NWRES
%0 Tie Stock ltem AT Tuming Shim Pin Clamp Screw | Wrench
G =]
Q2 R | L h b | L | e | H|TF
B = b
b= 2020K16 [ } 20 | 20 | 125 35 | 20 10
%- 2525M16 [ } 25 | 25 | 150 | 35 | 25 | 125
@ TNOO1604010 MT1603 CTM513 HL1814 ML0625 | L2.0.L3.0
3232P16 O 32 | 32 | 170 | 35 | 32 16
MTENN
4040516 40 | 40 | 250 | 35 | 40 | 20
2525M22 25 | 25 | 150 | 38 | 25 | 125
TNOO2204000 MT2204 CTM617 HL1917 ML0830 | L25L4.0
3232P22 32| 32 | 170 | 38 | 32 16
MVQNRI/L
Kr=117° 30 '
I . ﬁ B
117° 30’
- © o
) 117° 307
e L
B ERTR 1& A &4 Application Fe 4 Parts
A e Recommended inserts o pove 5 T 5
Stock It BT, s@EmI. ffmI Tuming Facing Profiin EL . FREREE
- ock tem EHIMI. WEMI {0 Tuming Facing Profing SHim B Clamp e | Wrench
R | L h | b | L|e]| H|F g
2020K16 ® O 20 | 20 | 125 | 40 | 25 | 32
MVQNRIL 2525M16 ® O VNOO160400 25 | 25 | 150 | 40 | 25 | 32 MV1603 | CTM513 HL2414 ML0625 | L2.0,L3.0
3232P16 O 32 | 32 [ 170 | 40 | 32 | 40
@ %77 stock item OfEEETE be preparing forstock — ELATT % the others can be made to order

W2 G



B2-3 4N&ZEJJJTJE External tuming tools

SRACRI/L
0°f
Kr=45° =
= =
I Rt e T 450
©,
e el
©
l-c_|
L
E#& ERNK 1& FJ & 14 Application B4 Parts
B s Recommended inserts B F
= " . :
Type Stock Item ZE 4T Tuning b Whench 20
ES
R | L h | b | L|e]| H|F %0
B
1616H08 ® O 16 16 | 100 | 16 16 | 165 b=
2020K08 ® O RCOI10803101 20 | 20 | 125 | 16 | 20 | 205 M2.5X8 T8 §
SRACRIL 2525M08 O 25 | 25 | 150 | 16 | 25 | 255
2020K10 ® O 20 | 20 | 125|203 | 20 | 204
RCO1003030 M3.5X9 T15
2525M10 @) 25 | 25 | 150 | 203 | 25 | 254
STGCRI/L
Kr=90°
0°f
ja] \ =
©
90°
- e
©
90°
= L
E# ERTIR 1& A 1 Application Fet Parts
B e Recommended inserts e =
= . ) 7
Type Stock Item ZEH 0 T Turning Serew Wrench
R L h b L e H F
1616H11 ® O Tcadnec0 16 16 | 100 | 14 16 | 20 M2.5X 8 T8
STGCRIL 2020K16 ® O 20 | 20 [125] 20 | 20 | 25
TcaOmOeT3ad M3.5X9 T-15
2525M16 ® O 25 | 25 [ 150 20 | 25 | 32
@77 stock item OEEETE be preparing for stock — ELATT % the others can be made to order

&, 125



B2-3 AMNEIZEJIJIE External tuming tools

SCFCRI/L 0’/
Kr=90° [ ~ 90° = \ =
i L
| 90° -
©
\ . 1

ﬂ ER ERNK i& FA & Application B2 Parts
B = Recommended inserts
Fryy Type Stock Item ZE 4T Tuning gfrgv ﬁ{%ﬁh
=
&g
e R | L h b | L | e | H|TF
Bl =
= SCFCRIL 1212E06 [ ) ccOdos2d 12 12 70 16 12 16 M2.5X8 T8
g.
«
SCMCN
KI’:50o Oo'/
=1V T\ -
© /‘
50° o
\ <48 = © a
-0
~© | L
E#E ERTR 1% F %14 Application et Parts
B o= Recommended inserts T
Type Stock Item ZEHIA0T Tuming Sf}egv Vyrien%ch
R L h b L e H F
1010E06 [ ) ccOoe0200 10 10 70 13 10 5 M2.5X 8 T8
1212F09 [ ) 12 12 80 15 12 6
1616H09 16 16 | 100 | 15 16 8
ccodoemnd M3.5X9 T-15
SCMCN 2020K09 20 2 [ 125 | 15 20 10
2525M09 25 25 | 150 | 15 25 | 125
2020K12 20 2 (125 20 20 10
ccOmz040d0 M5X12 T-20
2525M12 25 25 | 150 | 20 25 | 125

@7 stock item OMEEETF be preparing for stock ~— E AT %% the others can be made to order

M 126 G



B2-3 AMNEIZEJIJIE External turing tools
SVULIR/L
Kr=93° 0%
) =\ =
93°
o)
= ©
e
L
& ERTIR 1& Fl & 4 Application 14 Parts
o2 Recommended inserts - . 75 BE
T Stock Item Z 4T Tuming o Worch 20
ES
R| L hfb|L|e|H]|F %2
HI=
2020K16 O 20 | 20 | 125] 16 | 20 | 30 b=
SVUBRILL VBO[16040101 M3.5X9 T15 3
2525M16 O 25 | 25 | 150 | 16 | 25 | 35 g
2020K16 O 2 | 20 | 125] 16 | 20 | 30
SVUCRIL veOO1e0400 M3.5X9 T-15
2525M16 O 25 | 25 | 150 | 16 | 25 | 35
SCKCRI/L
Kr=75°
0°f
=\ -
_________ 75°
©
| 75° <
()
€ L
E#E ERTIR i& i & Application et Parts
T Recommended inserts ;
Type Stock ltem ZEHIA0 T Tuming Sj?rgv V\jl{)r%ih
R L h b L e H F
2020K09 ® O 20 | 20 | 125 23 | 20 | 25
ccOOoemO M3.5X9 T-15
2525M09 ® O 25 | 25 [ 150 23 | 25 | 32
SCKCRIL
2020K12 20 | 2 [125] 28 | 20 | 25
ccOoO20400 M5X 12 T-20
2525M12 25 | 25 | 150 | 28 | 25 | 32
@7 stock item OMEEETF be preparing for stock ~— E A IT % the others can be made to order
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B2-4 MFLEHITIE AN Intemal tuming tools code key

NHEER NFEE NFKE EXAR NRR
Toolholders type Diameter Length oftoolholder | |Clamping system Inserts shape
Ks il
Code Type
AT Y é EE}
N W ‘ .
+ RAHITL \\ | ‘ 80
A |steel Pole With - L | |P-IHEEKX 0 c & D
P — Hole clamping
Inner cooler hole
KS HE KRS KE
c BREaEH Code Diameter Code Length
Cemented carbide 08 08
toolholder H 100 M- 82 EEst
= ﬁs‘iﬁﬁg#t 10 10 K 125 Top and hole (;Iarﬁ;ng R S
! B
i % E C:men;\,ed carbide 16 16 M 150
? S toolholder with Inner N 160
Hl :| cooler hole 20 20
= Q 180 )
5 s-msTEER | | O
2 s T 25 25 R 200 S - Screw T v
Steel Pole s 250
32 32 T 300
FERBHIR 40 40
X . u 350 [0
For special inserts 50 50 v 400 C - EHREER w
C — Top
NAEXEERA
Tool holder style and approach angle
A B Cc D E F G H
90° 90°
J K L M N o P Q
75’ 95" 117°30" 107°30’
93° ;WD t;a 62°30"
95°
R S T 1) Vv W X
93° 60° 120°
@ 4;@ 6;@ B




Fiafa I )

Inserts clearance angle Cutting direction 1 325 7 S
— MRREES
f R~F+1.0mm
s B D Increase offset
f size+1. Omm
MRIRES
Nz Cc E f R~f+2.0mm
Increase offset
L-AF f size+2. 0Omm E
L - Left hand
s D & 7147 o Q)
=
— R Round shank %%
o)
g0 E mg‘
W | EREE S
Wedge clamping Q
\;/00 N
— El=yn
R-AF X Eai% borin
WP R - Right hand 9
PIHI 7K
Length of cutting edge
C D R S T Vv W
TIR AR
Inserts shape
&7 O 4 &
o 1 | | 1 1 | 1 |
A [&EI.C(mm) — .
Inscribed circle (mm) PIE| 71K Z(mm) Length of cutting edge (mm)
5.56 — — — — 09 — —
6.35 06 07 - - 1 - —
9.525 09 11 09 09 16 16 06
12.7 12 15 12 12 22 22 08
15.875 16 19 15 15 27 — —
19.05 19 - 19 19 33 - -
254 25 - 25 25 44 - -




DB r

B2-5 MFLZFHIJIR Interal tumning tools

MCLNR/L
| 1
- H ................................................. * -
1 )
95° h
O\ =
| -
= f
(6
L
ﬂ ERTIR 1& I & Application fi 44 SpareParts
m o2 E#% Recommended inserts - . % | e | BR R 5E
% 9 T ®FLAn T Through -hole maching o mr | Gamp | Soew | Weeneh
3 &I TERDIN . =
ﬁ 2 Stock tem RIMIZEMN od | F | L | b |a [ - 4 g

= $20Q o [ ) 25 2 | 13 | 180 ] 19 | 15 HL1810 | ML0620
5 — X | cTumets
g' S25R [ ) [ ) 32 25 | 17 | 200 | 24 | 12

§328 ( J [ J 40 32 [225] 250 | 30 | 17

S40T ( J O cNOO1204000 50 40 | 27 | 300 | 38 | 15 [25L3.0

———  -MCLNRIL12 HL1814 | ML0625

S45U O 55 45 [ 295|350 | 43 | 15 MC1204 | CTM617

S50U 60 50 | 31| 350 | 48 | 12

S60V 70 60 | 36 | 400 | 58 | 10

S50U -MCLNRIL19 CNCI1906100 60 50 | 31| 350 | 48 | 12 MC1904 |CTM1022| HL2217 | ML0803 | L4.0

@ %77 stock item OEEE7Z be preparing for stock ~— E&TT %% the others can be made to order

0 G



B2-5 MFLZEHITIR Internal tuming tools

MDUNR/L
| 1 |
- _!I_ _______________________________________________ .! .
ERTIR iE FA 214 Application F2 ¢ SpareParts
- Bl Recommended inserts 3
2 s - . i & | W | BR[O RF
Tie i#FLAn T Through-hole maching Shim B | Clamp | Sorew | Wrench 80
S MITERDIN . = B2
Stock Item ﬁmJumn Erooessinfgzmameler od F L h o _Il M‘ ﬁ g
S25R o o 32 25 | 17 | 200 | 24 | 12 X CTM613 =
S328 oo 40 32 | 225|250 | 30 | 17 el
—  -MDUNRIL15 «Q
S40T O 50 40 | 27 | 300 38 | 15 MD1504 | CTM617
S50U 60 50 | 32 | 350 | 48 | 12
DNOIO150400 HL2114 | ML0625 |L2.5,L3.0
*H25R 32 25 | 17 | 200 | 24 | 12 X CTM613
*H32S 40 32 [225] 250 | 30 | 17
-MDUNR/L15B
*HA0T 50 40 | 26 | 300 | 38 | 15 MD1504 | CTM617
*H50U 60 50 | 33 | 350 | 48 | 12
MSKNRI/L
1 [ |
%F ________________________________________________ 1-
1 1
- E h
7 -
|
R _”_ ................. % _________________________ -
<5 1
L
ERTIR i& F %14 Application fig 44 SpareParts
ER Recommended inserts = -
# = : _ ; T | OSEET | EER (RSKIRYY RF
Type 1871/ T Through-hole maching Shim Pin | Clmp | Serew | Wrench
Stock iem EMITEEN oq | F | L | h |« [ - | g
$20Q o O 25 20 | 13|18 ] 19 | 15 HL1810 | ML0620
— X CTM613
S25R o O 32 25 | 17 | 200 | 24 | 12
8328 o O 40 32| 22|25 | 30 | 17
—  -MSKNRIL12 SNOO120400 L2513.0
S40T O 50 40 | 27 | 300 38 | 15 HL1814 | ML0625
MC1204 | CTM617
S450 55 45 | 30 | 350 | 43 | 15
S50U 63 50 | 34 | 350 | 48 | 12
@ %77 stock item OEEETE be preparing for stock — ELATT %% the others can be made to order



B2-5 MFLZEHITIE Internal tuming tools

MVUNRI/L
1 1
% _________________________________________ 1
1 1 }
| ‘
e
<5} 1
L
ﬂ ERATIR 1& P &1 Application 244 SpareParts
- Recommended inserts 3
B g e BT Troues oo TE | %5 | BR WBE BT
20 Type FL A0 T Through -holemaching Shim Pin | Clamp | Screw | Wrench
=] = \IER -
ITEZDMN o
ﬁ g Stock Item EMITEEIN od | F | L | h |« [ = ] vyl
= S25R [ } O 36 25 | 20 | 200 | 24 | 12 X CTM510
= 8328 ® O 0 || 2|s]| 0|17
«Q — -MVUNRIL16
S40T O 50 40 | 27 | 300 | 38 | 15 MV1603 | CTM513
S50U 63 50 | 32 | 350 | 48 | 12
VYNO160400 HL2414 | ML0620 |L25,L3.0
*H25R 36 25 | 20 | 200 | 20 | 12 X CTM510
*H328 42 32 | 22 | 250 | 30 | 17
-MVUNR/L16B
*HA0T 50 40 | 27 | 300 | 38 | 15 MV1603 | CTM513
*H50U 63 50 | 32 | 350 | 48 | 12
MWLNR/L
| 1 |
- _” ________________________________________________ .] -
1 1
[;,A !I ________________ %_ _________________________ -
L
ERTIR 1& P & Application #i #4 SpareParts
B s Recommended inserts & | RTE R
= : _ . H i3 SKAZE LY
Tyve iBFLAn T Through-hole maching S b | Comp | Soow | Wiench
&I AR . =
Stock fem EMIEEN o | F | L | h |« & v
S16N o O 22 16 | 11 (160 | 15 | 18 ML0518
S20Q -MWLNR/LO6 [ ] O WNC0604000 25 20 | 13 | 180 | 19 | 15 CTM510 | HL1511 VL0520 L2025
S25R o O 32 25 | 17 | 200 | 24 | 12 X
S20Q [ ) o 25 20 | 13 | 180 | 19 | 15 CTMG13 HL1810 | ML0620 | L2.5
S25R [ J o 32 25 | 17 | 200 | 24 | 12
$328 -MWLNR/L08 [ J o WNOOos04OO 4 32 | 22 | 250 | 30 | 17
HL1814 | ML0625 |L2.5,L3.0
S40T [ J O 50 40 | 27 | 300 38 | 15 MW0804 | CTM617
S50U O 60 50 | 31 | 350 | 48 | 12
@ %1% stock item OMEEETZ be preparing for stock LA IT 4% the others can be made to order

2 G



B2-5 MFLZFHIJIR Interal tuming tools

MTFNR/L
e ]
9 E= 90 h
(g
<3 1 1
L
ERTIR i F &1 Application it SpareParts
= E# Recommended inserts : . 08 | &g | Br mend e
Type #7150 T Through-hole maching shm | Pin | Clmp | Screw | Wrench
Stock Item EMIEEIN og | F | L | h | o &= 9
S20Q o O 25 20 | 13 | 180 | 19 | 15 HL1810 | ML0620
— X CTM510
S25R o O 32 25 | 17 | 200 | 24 | 12
S328 -MTFNR/L16 [ ) O TNOO160400 4 32 (225|250 | 30 | 17 12.0,L3.0
— HL1814 | ML0625
S40T O 50 40 | 27 | 300 | 38 | 15 MT1603 | CTM513
S50U 60 50 | 31 | 350 | 48 | 12
S40T 50 40 | 27 | 300 | 38 | 15
—  -MTFNR/L22 TNOIO22040000 MT2204 | CTM617 | HL1917 | M;0830 |L2.0,L4.0
S50U 60 50 | 31 | 350 | 48 | 12
STUPL/R
apdis==—=————————— =
Dmin h g
\/— 93° | @lﬁ
J! BRSSP = | ——
L
E#F ERTIR 1E A £ 14 Application Fi2 4 SpareParts
A £ Recommended inserts
Typ: Stock Item 1/if%. BFLII Profiing ,Through hole machining é%%v \zl)%e?]ch
R L %/J\ilﬂlﬁféDM\N od F L h a’
S10K o O 13 10 7 1125 9 | 12
S12m o O 16 12 8 [150 | 11| 10
— -STUPRIL1103 TcoOMesdd M3 X8 T8
S16N o O 20 16 | 10 [ 160 | 15 | 8
S20Q o O 24 20 | 13 [ 180 19 | 6
S20Q o O 24 20 | 13 [ 180 | 19 | 4
S25R O O 32 25 | 17 | 200 | 24 | 2
§328 -STUPRIL16 TcOICI1e04101 39 2|2 | 25032 |0 M3.5X9 T-15
S40T 50 40 | 27 | 300 38 | 0
S50U 60 50 | 31 |35 | 48 | 0
@ %75 stock item Oz be preparing for stock — H AT % the others can be made to order

RIS

Buiuin] |eisuss)
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B2-5 MFLZEHITIR Internal tuming tools

SCLCL/R
0° )| ]
p————— )
dg7 i —_ 95° ’_1
/| </ N . -1 - [—— Xed - - - - e - i .
w2 R 7
Dmin
ﬂ E# ERTIR 1& I & Application fi¢#4 SpareParts
B o2 Recommended inserts - ) T i
=40 Type Stock e ZHIMT Tuming Screw Wrench
% SD'% R L %’J‘)’UIE‘@PMW od|l F|l Ll n |o°
B =
= SO7K ) 9 705|157 |15
5 ——— -SCLCRILOG
g' S08K [ o 10 8 | 55| 125 | 7 13
S08K o [ J 12 8 5 [125] 15 | 13
— -SCLCR/L06-A16
S09K o [ J cco6021] 12 9 5 [125] 15 | 13 M25X6 T-8
S10K -SCLCRIL06 o @ 13 107 (1259 |12
S10K | -SCLCRILO6-A16 | @ [ ) 13 10| 6 (12515 | 12
S12m -SCLCRIL06 o [ ) 16 12| 55 [ 150 | 11 | 10
S12M -SCLCRIL09 o [ J 16 201 9 [ 150 | 11| 12
S14M | -SCLCR/L09-A16 o [ ) 17 141 9 [ 180 ] 19 | 12
S16N o [ ) 20 16 | 11 [ 160 | 15 | 10
— cchmoam3dd M3.5X9 T15
S20Q ] [ J 25 20 | 1318019 | 8
——  -SCLCRIL09
S25R ] o 31 25 | 17 | 200 | 24 6
8328 ] o 39 32 | 22 | 250 30 | 4
S20Q ] o 25 20 | 13 | 180 | 19 8
S25R o o 32 25 | 17 | 200 | 24 8
—  -SCLCRIL12 ccm204d1 M5X12 T-20
8328 o 39 32 | 22 | 250 | 30 6
S40T O 50 40 | 27 | 300 | 38 | 4
@77 stock item O#EFE7z be preparing for stock ~ H AT %% the others can be made to order

M 13 G



o NL/
B2-5 MFLZEHITIE Internal tuming tools
SDQCL/R
OD\ e j-
dg7 _, 107°30’
4 N ———
Dlﬁi’n
E#E ERTIR iE FA 244 Application Eg SpareParts E
g%r = Socklom Recommended inserts Eﬁ'”mTI‘. wmEMI, fRmT 1244 WF :
ype urning, Facing,Profiling Screw Wrench = Q
Rk e o) £ L0 o 23
ﬂ o o 19 10 7 1125| 9 10 M25X6 g
ﬂ -SDQCRILO7 o o pcdoero200d 23 12 9 | 150 | M1 8 T8 §
S16N o [ ) 27 16 | 11160 | 15 6 M2.5X8
S20Q o o 25 20| 13 |18 | 19| 6
seR| soacRitt | @ | @ | peoommoo | w2 |5 |7 [0 | 4 M35X9 T5
sus | e | O 0 | %] 2|5 0] 4
*H10K 13 10 7 1125] 9 10
*H12M | -SDQCR/LO7B DCOI070200C] 16 1219 (150 1 8 M2.5X 8 T8
*H16N 20 16 | 105|160 | 15 | 6
*H20Q 25 20| 13|18 | 19| 6
*H25R | -SDQCR/L11B peOOMTOO 32 25 | 16 | 200 | 24 4 M3.5X9 T-15
*H328 39 32 | 20 | 250 | 30 4

@ =77 stock item OFETE be preparing for stock ~— ELAIT %% the others can be made to order
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cCDEBr

B2-5 MFLZEHITIE Internal tuming tools

SDUCL/R
Oj\—f%“ ________________________________________________ )
G )E-
= e
(€3 o2l
L 93°
ﬂ E# ERTIR 1& I & Application Fic #4 SpareParts
| o Recommended inserts o v =
Z Q iType? Stock tem Facing, %Eu\ghﬁ;ﬂé,\&;%]g %achining g’iﬁ V\%ih
= S10K o | o 5 |10 8 |[125] 910
g- st | SoucRLr | @ | @ | peOmomenn 7 |29 [10] 1] s M25X6 18
S16N o | o 2 .| n|w0| 5] s
5200 o 0 % | 20|13 196
TSR | o | o 2 | 5|17 |00 2|4
sus | soueRLt | @ | O | ocooumoo MBI M35X9 15
407 | 50 | 40| 27 |00 38 | 2
500 | 0 | 50 | 31|30 48| 0
*H10K 5 |10 ] 8 [125] 0910
*H12M | -SDUCRILOTB DCCICI0702000] 7 |29 [10] 1] s M25X6 T8
“HI6N 2 %] 1|w0]15] s
H200 % |20 13]w0]19]s
*Ho5R 2 | 25|16 |200]| 24| 4
*H325 | -SDUCRIL11B DeOOMT00 9 | 32|22/ 0] 4 M35X9 15
*HAOT 50 | 40 | 24 |300] 38 | 2
H50U 0 | 50| 29 |30 48| 0
*C10H B |07 [100]95] 8
XC1K|  -SDUCRLOT DCCICI070201C] 6 | 12] 9 [15] 1] s M25X6 T8
KC16M 0 |16 ] 1 |w0]15] 6
*C200 % |20 13]w0]19]s
———1  SDUCRL1" DeOCIMT300 M35X9 15
*C2R 2 |5 |17 |00 4] 6
@ % 7F stock item OEEETE be preparing for stock — ELATT % the others can be made to order
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B2-5 MFLZFHIJIR Interal tumning tools

SDZCL/R
T
e — )
Dmin 5° h
€n 0
7, T T~ PO X)—— -
' 4 = o
0 - o od
L
E#F ERTIR 1 P & 14 Application fi2 ¢+ SpareParts
B e Recommended inserts Bz T
Tyve Stock ltem 7R BFLANT Profiing ,Through hole machining Serew Wrench
R L EE_XT’J‘WIE@DM\N od| F L e h |og°
Ninmum processing damete
S10K o o 15 10 | 85 [ 125 | 30 9 | 12
S12M -SDZCRILO7 o o pcOOor02000 18 12 1 10 | 150 | 30 1110 M2.5X8 T8
S16N o o 24 16 | 13 [ 160 | 30 | 15 | 8
S20Q o ( J 28 20 | 15|18 | 40 | 19| 8
S25R -SDZCRIL11 o ( J pcOOnT3mOd 34 25 | 18 | 200 | 45 | 24 | 6 M3.5X9 T15
$328 o O 38 3222|250 5 | 30| 4
*H10K 15 10 | 85 | 125 | 30 9 | 12
*H12M -SDZCR/LO7B DCIo070200 18 12 1 95 | 150 | 30 11110 M25X8 T8
*H16N 24 16 | 115160 | 30 | 15| 8
*H20Q 28 20 [145] 180 | 40 | 19 | 8
-SDZCR/L11B pcOoOnmmd M3.5X9 T-15
*H25R 34 25 | 17 | 200 45 | 24 | 6
SSKCL/R
Oo\ _:"_4_,_._4_,_._4_,_._4_,_._4_,_._4_,_._4_,_._4_,_._4!,
~ =- h
75¢
IE %
T N —— A
L
E# ERTIR 1& P &1 Application fi2 4 SpareParts
Recommended inserts
# 3 . N 414
Type Stock ftem BFLAT Through hole machining gfrew W?ﬁih
FIMITEZDMN 0
R L lz%mum processingzdiamier d g L h E
S12M o O 16 12 | 85 | 150 | 11 12
S16N o O 20 16 11 1160 | 15 | 10
——  -SSKCRIL09 scOdogT3dd
$20Q o O 24 20 | 13 1180 | 19 8
— M3.5X9 T-15
S25R O O 31 25 | 17 | 200 | 24 6
S12M 16 12 | 85 [ 150 | 1 8
—  -SSKPR/L09 SPOI0903101
S16N 20 16 11 1160 | 15 6

@ %73 stock item O:#EFEETF be preparing for stock

H &7 the others can be made to order

RIS

Buiuin] |eisuss)



cone
\\\, /®
B2-5 MFLZEHITIR Internal tuming tools
SSSCR/L
dg7
N
W
Dmin
ﬂ EE ERTIR 1& F & 14 Application fig 4 SpareParts
B o2 Sock fem Recommended inserts E?Lﬂﬂl T B . B RE
I Q Type Through hole machining, Chamfering Screw Wrench
% 8 R L FMVIIEZDIN o4 F L h a®
?f-iIJ i Vinmum processing diameter
Z S12M o o 16 12 185|150 | 11| 12
§' S16N o o 22 16 [ 115|160 | 15 | 10
S20Q -SSSCRIL09 o O 26 20 | 135(180| 19 | 8
S25R O O 3 25 | 17 |20 24 | 6
8328 OO 38 32| 2|20 30| 4
scdoeeTd M3.5X9 T-15
*H12M 16 12 185|150 | 11| 12
*H16N 22 16 | 115|160 | 15 | 10
*H20Q |  -SSSCRIL09B 26 20 [135]180 | 19 | 8
*H25R 31 25 | 16 | 20| 24 | 6
*H328 38 32 [195] 250 | 30 | 4
S12M 16 209 (150 11] 8
S16N 20 16 | 11160 15| 6
$20Q -SSSPRIL09 SPOI0I09T30IO 24 20| 13180 19 | 4 M3.5X9 T-15
S25R 2 25 | 17 | 20| 24 | 4
8328 40 2| 2|20 3|0
@77 stock item OMEEETF be preparing for stock ~— EAIT %% the others can be made to order
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B2-5 MFLZEHITIR Internal tuming tools

SVUOL/R
0° {_ﬁg_/h ________________________________________
_ A= 93¢, oy
: R Y —
L
EE ERTIR 1& F & 14 Application fig 4 SpareParts
B 2 Recommended inserts ) i 84 F
T Stock ltem AT Profiing Sorew Wreneh B0
R L R MIEZOMN od| F L h 9° % 3
Minmum processing dameter ‘ﬁl J E_)
S16N o o 22 16 [ 115|160 | 15 | 10 =
—  -SVUBRL11 VBOII11031 M2.5%X 8 T-8 3
$20Q o o 27 20| 14 [180| 19 | 8 El
$20Q o [ J 3 20119 [ 180 | 19 | 8
S25R o O 35 251 20 {20 24 | 6
§328 -SVUBRIL16 O @) vBO[16041] 42 2 |25 250 3 | 8 M3.5X9 T-15
S40T 51 40 | 27 | 30| 38 | 6
S50U 60 50 | 32 | 350 | 48 | 4
*H16N 22 16 [ 115|160 | 15 | 10
-SVUBRIL11B vVBOO1103 M2.5%X 8 T-8
*H20Q 27 20| 14|18 | 19 | 8
Ef& ERTIR 1& F % & Application fi#4 SpareParts
] = Recommended inserts -
25 e BAMIER By RF
Type Throught hole machining, Chamfering Screw Wrench
R | L BMITEEMN og | F | L | h | 0°
Vinmump g
S16N o o 22 16 [ 115|160 | 15 | 10
—  -SVUCRL1!1 veoosd M2.5%X 8 T-8
$20Q o [ J 27 20 | 14| 180 | 19 | 8
$20Q o o 3 20| 14 [ 180 | 19 | 8
S25R o [ ] 35 25 | 17 | 200 | 24 | 6
8328 -SVUCRIL16 o [ J verr1eo4d 42 32 |25 250 | 30 | 8
S40T O 51 40 | 27 | 300 | 38 | 6
S50U 60 50 | 32 | 350 | 48 | 4
M3.5X9 T-15
*H20Q 3 20119 [ 180 | 19 | 8
*H25R 35 25|20 | 20| 24 | 6
*H32S |  -SVUCRIL16B vee04d 42 32 1225|250 | 30 | 8
*HA0T 51 40 | 27 | 300| 38 | 6
*H50U 60 5 | 32 | 350 48 | 4
@77 stock item OJfEEETF be preparing forstock — E A TT %% the others can be made to order



\L/,
B2-5 MIFLZEHITIE Internal tuming tools
STFCL/R
dg7 =
Dmin
ﬂ B ERTIR 1% F £ 14 Application B {4 SpareParts
= Recommended inserts —
ﬂ = Stock ltem Eﬁﬁﬁ\ lé}l.,\ E?LHDI ﬂ?iﬁ ﬁ%
T Type Facing, Through hole,Brad hole machining Screw Wrench
% 3 R L RIMIZEEOIN oq | F | L h | e°
?f-iIJ i Minmum processing diameter
b= S08K o | ©o 1" 8 | 6 |15 7 | 15
§- S10K -STFCRIL09 (I TcOO09020000 13 10 7 [125] 9| 13
S12m o | ©o 16 12185 (150 | 11 ] 10
S10K o O 13 107 [125] 9 | 12 M2.5X 6 T8
S12M o O 16 2185 (150 | 11 ] 10
——  -STFCRIL!1 TcoonO
S16N e O 20 16| 11 (160 15| 8
S20Q e O 25 20| 13180 | 19| 6
S20Q o O 25 20| 13180 | 19] 8
S25R o ©o 3 25 | 17 1200 | 24| 6
S328 -STFCRIL16 e O TcoteT3d 39 32 | 22| 250 | 30| 4 M3.5x9 T-15
S40T e o 50 40 | 27 | 300 | 38| 2
S50U O 60 5 | 31 | 350] 48| 0

@7 stock item O#EEE7Z be preparing for stock

B 10 &

H AT the others can be made to order



C1
C2

C3

VI 4148 7] v # R

Parting and grooving blade material

Y (Y] 48) 7]

Parting and grooving tools

ETITIR

Grooving tools

742

144

749




cCDEBr

C1 YIErI¥E T] F#4 8 Parting and grooving blade materials

AN T

Process on cast steel

=]

=

Grade

15072

ISO classification

REHE

Surface color

RiFEE

Applications Recommended

BPS253

P20(P15-P30)

# Yellow

HEASENABREMECDES . BAMI WS,

EFRAGERE LRSI TRE M THELE AR EETIE] . REER RS HIFE dIH] .
CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

BPS373

P30(P25-P40)

%= Yellow

CVDRRERAEMS, SEEASREG EERMERR. EESTRTMINMERE.
N&ReM, RTSEREERENERIIHE.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

BPG20B

M25(M10-M30)

FR2E Cyan-blug gray dark
[

PVDAEMBRRNBEREE. ERAPFIRVIEIEE, #HITEMAEROBMNI. &
EHENTIOBRENSREREN, TRETENFIYIE . REOTHRpEEEE.
ER TR

PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.

WYEY

BPG30B

Buinooln Buiued

M35(M25-M40)

ERE Cyan-blug gray dark
[

PWDOREBRAE. ATLURZEPFVIEIREHTRRANFERMBERENEIFHE
MIEEMT. REMmAPEEEE. EBBAREEETIE .

PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

M REE4MHNT. Process on stainless steel

) N2 REHE Ioiii:2e
Grade ISO classification Surface color Applications Recommended
BEAERESMAEENRIFNNEHTREN ERTESRVEIEET, REATEHER.
B IRE Cyan-blue gray dark AR, BRI L.
BPGOSB | M10(MO05-M15) | P y_g Y With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
finishing process of austenitic stainless steel, quenched steel and carbon steel
PVDRBMRNERE S . FERAPFIRTBIERE, #ITSHTEMOBMI. F
EHenTOBEMSREREN, FTRESTEMFIRYIE . REOTHRpPEELE.
SR 2E Cyan-blue gray dark &R TR
BPG20B | M25(M10-M30) I PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
PVDAERERESE. BTLUREPFYIEIEEHITERATFRANIET FMA 45
BPG30B | M35(M25-M40) BRE Cyan-blue gray dark MIEEMT. RS HPLEEE. EREESREREETIH .

PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

W 12 &



C1 YIErI¥E J] F#4 8k Parting and grooving blade materials
IEd %1 Process on cost iron

s (N2 RERE RR#EE

Grade ISO classification Surface color Applications Recommended
HEAESENREBRIRMECVDES . BRMIMWES.

BPS253 K5 (K10-K30 # Yelow BTG W L ARE I TR M THZESEI AR BRI IE] . AE WA RLESYIEI FE i IE o

CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

4 )EINL Process on Non-ferrous metals

) 150432 RERE MR

Grade ISO classification Surface color Applications Recommended

BUBTD N10 (NOS-N15) ERERRASHS, BRFNTHTENYE. EERTRIEMNEE.
Uncoated carbde grade, with good sharpness , best used for aluminum cutting process and aluminum interruped cutting process.
ENS, FRARERET, ERTMIABASHEREMAEEH, REBEHMI.

BK10 N10 (N10-N20) X X ) X iy : . . . .
High wear resistance, the use of high strength, suitable for machining of chilled alloy cast iron and steel, and ordinary cast iron processing.

BPGO5B8 NO5 (NO5-N10) Eﬁszﬁgw gray dark PVDAEERASHS, BTEH MAFRELMBRIERN, MIEREAHRCIOREL L,

PVD coated carbide grade for milling typical hardened steel and plastic mold steel,processing hardness above HRC36.

BN 7t #4444 T Heat Resistant alloys

s NOES REHE RR#F
Grade ISO classification Surface color Applications Recommended
PVDREERBERASMS, BTRIATROGRMKEHROTEMEMIHA.
. EPFHSTEEET, RERTHTIASS.
BPG118 S05-S15 %%Plj&leyellow CVD coated carbide grade for gray cast iron and ductile cast iron semi-finishing to roughing milling, mainly used
in dry conditions.
Under low to medium cutting speed the cutting tools can have a long tool life.
PVDRERRAEES, BARFHNTAEEMREETRE
BTFARELR, WKIET], MERE. REBMLS, KBH, FRIFE;
TENMORRGHE; HEEABHTIR, BTFRERMIBEHR; MAKRESNPEHREHE;
: HBEHIITEATIEH.
e S15(15:50) %# Purple yellow ERE TR SR RS H

PVD coated carbide grade have good ability to avoid built-up edge and good resistance to plastic deformation capacity.
For unstable conditions, such as long cutting edge, clogging, deep shoulder milling, long overhang, milling processes.
Light milling of stainless steel; combine grinding blade for viscous and hardening materials; moderate speed milling of
heat resistant alloys; hardened parts milling at low feed and medium-speed.

=

WY HY

Buinooig Buiued
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C2 1JJ#7J] Parting and grooving tools

E ARt Dimension (mm)

¥ R Grade recommended

‘ . . CDiAEMS | PVDREBMES | EREHS
2 |2
IR S S e e s 25 Tye (VD coafing race | PVD coating grade | Uncoated grade
RENERE N
B | R | L|D|s |S 3|88 8|28|s
5| 5[5 5| F|B| 2| &
200-H 2 |02 | 16 | 12| 35 | % *
250-H 25 | 02 | 185 | 2 | 38 | % *
MGMN 300-H 3| 04 | 2o |23 | 48 | K *
400H 4| 04 | 2o | 33| 48 | % *
500-H 5 | 08 | 2% | 41 | 58 | % *
1504 15 | 015 | 16 | 12 | 35 | % *
C 200-L 2 | 02| 16| 16| 35 | % *
MGMN 3004 300 04 | 2 | 235 | 48 | % *
&?E)ﬁ 4001 4 |04 | 2| 33| 48 | % *
29 500 5 |08 | % | 41| 58 | % *
i
o)
o
[e)
<
<
[(e]

M 14e G

* S S Recommended grade Y ATiEA#-S Optional grade



C2 1JJ#7J] Parting and grooving tools

E ARt Dimension (mm)

¥ R Grade recommended

TIE B AR 4K The basic shape of inserts B2 Type C%ﬁﬁg’fze P\Fl)g[;::ﬁﬁze uiiétikg}ie
2l=lglsls=]=
200M 2 102 | 16 | 12| 35 | *
4 250M 25 | 02 | 185 | 2 | 385 | % *
1@5 g 300M 30| 04 | 2o | 23| 48 | % *
. — MG 400M 4 |04 | 2| 33| 48 | % *
e o) o
L T 500M 5 | 08 | 2% | 41 | 58 | % *
600-M 6 | 08 | 26 | 5 | 58 | % *
| g 150-G 15 | 015 | 16 | 12 | 35 | % *
@Q ] - 2006 2 |02 | 16| 16 | 35 | % *
3006 30| 04 | 2 | 23| 48 | % *
) 4006 4| o4 | o | 33| 48 | % *
200-T 2 | 02| 16 | 15| 35 | % *
@@ =] 300-T 3| 04 | 2 | 23| 48 | % *
L MGMN 400-T 4 |04 | o1 | 33| 48 | % *
500-T 5 | 08 | 258 | 412 | 58 | % *
600-T 6 | 08 | 26 | 5 | 58 | % *
) 200-M 2 1| 16 | 15 | 35 | % *
1 300-M 3|15 | 2o | 2% | 48 | % *
w$ 0 MRMN 400-M 4 2 | 1 | 33| 48 | % *
*&@ 500-M 5 25 | 2586 | 412 | 58 | % *
- 600-M 6 3 | % | 5 | 58 | % *
200M 2 102 | 16 | 15| 35 | % *
B% ] 300M 30| 04 | 2 | 23| 48 | % *
= ‘T MGGN 400-M 4 |04 | 2| 33| 48 | % *
m 500M 5 | 08 | 2586 | 412 | 58 | % *
600-M 6 | 08 | %6 | 5 | 58 | % *
2006 2 |02 | 16| 15 | 35 | % *
B% g 3006 300 04 | 2 | 23| 48 | % *
= ? MGGN 400-6 4 | 04 | 21| 33 | 48 | % *
500-6 5 | 08 | 2586 | 412 | 58 | % *
600- 6 | 08 | % | 5 | 58 [ %
200-LH 2 | 02| 16 | 15 | 35 *
%}A (=] 300-LH 3| 04 | 2 | 235 | 48 *
3 MGGN 4004H 4 | 04 | 21| 33 | 48 *
E’?Dﬁ 500-LH 5 | 08 | 2586 | 412 | 58 *
600-LH 6 | 08 | 26 | 5 | 58 *

* E iR SRecommended grade ¢ A[3ERE S Optional grade

=

WY HY

Buinooig Buiued
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DB r

C2 1JJ#7J] Parting and grooving tools

1]
i
1]
i

-
o
=
3

«Q
®
=
o
o
<
3

«Q

M R¥fE% Grade recommended
E KR~ Dimension (mm) Ewo N = ; =
TI R EARF 4K The basic shape of inserts A5 Type C\Clgzgﬁﬁ;e P\%Zﬁti%guz;ie Uiiztm%”;;e
AEEBERERE
200 22 9.3 0.2 * *
&\ & 300 31| 13 | 02 | % *
< m 400 41 13 025 | % *
%/JBL 500 5.1 14 03 * *
¥ BiifE#F Grade recommended
*} Dimension (mm)
T1HB #AF 1K The basic shape of inserts B2 Type AR C%[zlottfg’fraie P\%Dcﬁﬁﬁze U?]Ec:)ttikg}je
@ ~ [aa] © =]
SRt s |BIBIEE 5|5 188
TDJ2 2 0.2 20 17 39 | % *
TDJ3 3 0.2 20 24 4 * *
TDJ4 4 03 | 19.76 3 405 | * *
TDJ5 b 03 25 4 489 | % w
TDC2 2 0.2 20 1.7 384 | K *
T “q ﬁ TDC3 3 02 20 24 4 * *
3 EH“ 2 ToC4 403 | 20 | 3 |40 | % *
= TDC5 b 03 25 4 489 | % *
TDT2 2 02 20 1.7 39 | % *
%ﬂ f T3 3|02 | o | 24| 4 | *
a:%:a% TOT4 4] 03 [ 1976 | 3 | 405 | *
TDT5 b 03 25 4 489 | % w

N 146 G

* S S Recommended grade Y ATiEA#-S Optional grade



C2

1JJ#& 7] Parting and grooving tools

KRt Dimension (mm)

¥ R Grade recommended

‘ . . (DAEHS | PDARRES | EREMS
2 15
e e 25 Tye (VD coafing race | PVD coating grade | Uncoated grade
Bl R| L |D|s |8 3|S5 38| 88|s
s 5|55 5|2 |25
NIZE2O2000004BGF | 2 | 04 | 206 | 163 | 44 | K x
18 N1Z3E2026000088GF | 26 | 08 | 207 | 2 | 452 | % x
N1Z3G203180008GF | 318 | 08 | 207 | 231 | 452 | % *
NIZZIO5000004BTF | 5 | 04 | 252 | 43 | 46 | % *
DGN2202) 22 | 02 | 198 | 19 * *
0 DGR_L2202) 22 | 02 | 208 | 184 * *
DGRIL22020-6D 22 | 02 | w6 | 18| 6 | % * C
DGRIL2200J5-6D 22 [ 002 | 23 | 18| 6 |% *
DORILZN0ISAED | 22 | 002 | 203 | 184 | 15 | k| | A
DGN3102C 302 | 0 | 24 x * 3
L]
®
S
o
<
<
«
GRIPA004Y 4| 04 | 189 | 285 | 558 | % *
- 710 400F 4| 02 | 33|33 | 51 | x
MGME
e
= ¢

* FHEFESRecommended grade  ¥¢ A% S Optional grade
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DB r

C2 1JJ#7J] Parting and grooving tools

W BHE Grade recommended
v} Dimension (mm)
T1E B AR 4K The basic shape of inserts B2 Type AR C%ﬁﬁﬁie P%Zﬁﬁﬁze Ui]iﬁte%ﬁjie
®I.CS¢dBWRIC§é§§§§§§
555|552 2|5
-033-005 9525 | 318 | 44 08 | 033 | 005 * *
-050-005 9525 | 318 | 44 12 | 050 | 0.05 * *
-065-010 9525 | 318 | 44 20 | 065 | 010 * *
-075-010 9525 | 318 | 44 20 | 075 | 040 * *
— -100-010 9525 | 318 | 44 20 1.00 | 0.0 * *
-120-010 9525 | 318 | 44 2.0 120 | 0.0 * *
-125-010 9525 | 318 | 44 2.0 125 | 0410 * *
-150-010 9525 | 318 | 44 2.0 150 | 0.10 * *
o7 AT5010 | 9525 | 318 | 44 | 20 | 175 | 040 * *
§%’ -200-010 9525 | 318 | 44 20 | 200 | 0.0 * *
® -075-C010 9525 | 318 | 44 20 | 075 | CO. * *
é. -100-C010 9525 | 318 | 44 20 | 100 | CO. * *
a -120-C010 9525 | 318 | 44 20 120 | C0.1 * *
oS TGF32RIL|  -125-C010 9525 | 318 | 44 20 | 125 | C0.1 * *
-150-C010 9525 | 318 | 44 20 | 150 | C0.1 * *
-175-C010 9525 | 318 | 44 20 | 1.75 | CO41 * *
-200-C010 9525 | 318 | 44 20 | 200 | Co.1 * *
# B¥fE#E Grade recommended
E KR T Dimension (mm) e e e
TIRERR IR The basic shape of inserts &S Type A C%Ziﬁme P\%Dcﬁﬁg’fraie aniﬁﬁﬂg};e
gomez s | w o v o« |r |5 5B EE s
5 5|5 5 523
-050-15-00 5 30 | 050 | 44 | 80 | 15° | 0° | 0.05 * w
-070-15-00 8 30 | 070 | 44 | 80 | 15° | 0° | 0.05 * W
-100-15-00 30 | 100 | 44 | 80 | 15° | 0° | 0.05 * w
KGF12RIL|  -125-15-00 30 | 125 | 44 | 80 | 15° | 0° | 0.05 * W
-150-15-00 12 30 | 150 | 44 | 80 | 15° | 0° | 0.05 * w
-175-15-00 30 | 175 | 44 | 80 | 15° | 0° | 0.5 * w
-200-15-00 30 | 200 | 44 | 80 | 15° | 0° | 0.05 * w
-050-15-08 5 30 | 050 | 44 | 80 | 15° | 8 | 0.05 * w
-070-15-08 ; 30 [ 070 | 44 | 80 | 15° | 8 | 005 * w
-100-15-08 30 | 1.00 | 44 | 80 | 15° | 8 | 005 * W
KGF12RL|  -125-15-08 30 [ 125| 44 | 80 | 15° | 8 | 005 * w
-150-15-08 0 30 | 150 | 44 | 80 | 15° | 8 | 0.05 * w
-175-15-08 30 | 175 | 44 ) 80 | 15° | 8 | 005 * W
-200-15-08 30 | 200 | 44 | 80 | 15° | 8 | 005 * w

M 148 &

* S S Recommended grade Y ATiEA#-S Optional grade



cosr
o NL/
Cc3 HIt& 71712 Grooving tools
ZQ
L
)
®
-
— -
Ef EETIE 1& P & 14 Application Hit ¢ Parts
B 5 Stock lem Recommended inserts 9|\t)]‘ﬁljtg\ gl 185 wE
Type External Grooving, Parting off Screw Wrench
R L od| H F L h a’
1616R/L-03 o o 30 | 16 | 16 | 100 | 16 | 16.3
2020R/L-03 o o BP300 38 | 20 | 20 [ 125 | 20 | 203
Q 2525R/L-03 o o 38| 25 | 25 | 150 | 25 | 253 M3.5X9 T15
2020R/L-04 ® o 8400 38 | 20| 20 [ 125 | 20 | 204
2525R/L-04 o o 38 | 25 | 25 | 150 | 25 | 254 )7
7 =
IS
@a
()
3
o
<
=
«
SPH
f B -1 -
od L
NG I \\
© / ﬂ
I 1 J I
< \ —
. 1& i &1 Application P
. E#& T 1& R &4 Appl Fet4 Parts
é g Stock ltem Recommended inserts Pl wF
Type Parting off Wrench
R L H=(h) W L ®d | F(max)
316RIL BP300,300RIL 16 16 100 32 16.3
320RIL BP300,300RIL 20 20 120 40 20.3
420RIL BP400,400RIL 20 20 120 50 204
SPH 520RIL BP500,500R/IL 20 20 120 60 20.5 15.0
325RIL BP300,300RIL 25 25 150 50 25.3
425RIL BP400,400RIL 25 25 150 60 254
525RIL BP500,500R/IL 25 25 150 70 255

@77 stock item OJfEEETE be preparing for stock — ELATT % the others can be made to order
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T-max
R
= =
E#& ERTIR 1& Fl & 1t Application 44 Parts
| = Recommended inserts = =
R | L H=(h) | w L S | T(max)
1616-15 O 16 | 16 | 100 | 1625 | 145
202015 @) MGMN150-G 0 | 20 | 125 | 2025 | 145 LTX0512 120
252515 @) 2% | 25 | 150 | 2625 | 145
1212:20 12| 12 | 100 | 1425 | 145
o) 1616-2.0 O| O NG 16 | 16 | 100 | 1625 | 145 GBS 50
Q a A
5’5@ 2020-2.0 O| O 0 | 20 | 125 | 2025 | 145
“G’) & 2525-2.0 O | O 25 % 150 | 2525 | 145
S 1616-25 O | O 16 | 16 | 100 | 163 | 165
= 2020-25 O| O MGMN250-G 0 | 2 | 125 | 203 | 165 MHAQ512 L4.0
“ 252525 oo 5 | 25 | 150 | 253 | 165
1616-3.0 . ) 16 | 16 | 100 | 1635 | 185
2020-3.0 { ) 0 | 20 | 125 | 204 | 18
2020-3.0-T10 () 0 | 20 | 125 | 204 | 10
2525-3.0 { I ) mgmgggm 2% | 25 | 150 | 264 | 18
MGEHRIL 2525-3.0-T10 o 2% | 25 | 150 | 254 | 10
3232-3.0 | ) 2 | 32 | 170 | 24| 18
3233-3.0-T10 2 | 32 | 170 | 24| 10
2020-4.0 L ) 0 | 20 | 125 | 204 | 18
2020-4.0-T10 () 0 | 20 | 125 | 05| 10
2525-4.0 ) MGMNA0O-M 2% | 25 | 150 | 264 | 18 BHA0616 150
2525-4.0-T10 ) MRMN400-M 2% | 25 | 150 | 254 | 10
323240 . I ) 2 | 32 | 10 | 24| 18
3232-4.0-T10 2 | %2 | 10 | 24| 10
20205 Ol O 0 | 20 | 150 | 205 | 23
2020-5-T15 0 | 0 | 150 | 05 | 15
25055 O | O MGMN500-M % | 5 | 150 | %5 | 23
2505-5-T15 MRMNS00-M % | %5 | 150 | 255 | 15
32325 O | O 2| % | 1m0 | 5| 23
3232-5-T15 2 | 32 | 170 | 25| 15
@7 stock item OEFETE be preparing for stock — ELATT %% the others can be made to order
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C3 171718 Grooving tools
——
o ) _
T-max
B
= =
E& ERIE 1& Fl & 1t Application fit {4 Parts
] =2 Recommended inserts T =
S Stock Item SMTHIE, EHIIT 414 wF
Type External Grooving, Tuming Screw Wrench
R L H=(h) | W L S | T(max)
2020 -6 O | O 20 20 125 206 23
2020 -6-T15 20 20 125 206 15
2525 -6 MGMNGOO-M 25 25 150 256 23
2525 6-T15 MRMNE00-M % | 25 | 150 | 256 | 15 C
3232 6 32 32 170 326 23 o
e O
3232 6-T15 32 32 170 326 15 i} =
15
2525 -8 25 25 150 261 28 T‘E‘GQ)
2525 -8-T15 25 25 150 261 15 o
MRMN800-M o
3232 8 32 32 170 3341 28 g
MGEHRIL BHA0616 L5.0 @
3232 -8-T15 32 32 170 3341 16
2525 -6A 25 25 150 256 23
2525-6A-T15 25 25 150 256 15
MRGNB00-A
3232 -6A 32 32 170 326 23
3232-6A-T15 32 32 170 326 15
2525 -8A 25 25 150 26.1 28
2525-8A-T15 25 25 150 26.1 16
MNGN800-A
3232 -8A 32 32 170 3341 28
3232-8A-T15 32 32 170 3341 16

@77 stock item Ot EE77 be preparing for stock

H AT the others can be made to order
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C3 171718 Grooving tools

&D Minimum diameter for machining

& DI LAY /N ELAR

E#& ERIK 1& FI & Application B2 Parts
o Recommended inserts —
# = Stock ftem REMT, E&ImMIT 974 wFE
Type Internal Grooving, Tuming Screw Wrench
R L oD od| L L1 [T(max)| H S
2020-1.5 O 20 [ 16 | 125 35 4 15 | 11.3 MHB0310 L25
2525-1.5 O MGMN150-G 25 | 20 | 150 | 45 4 18 | 131
MHA0512 L4.0
3925-1.5 29 | 25 | 200 | 45 4 23 [16.2
2016-2.0 O 20 [ 16 | 125 35 5 15 | 124 MHB0310 L25
oy 2520-2.0 O MGMN200-G 25 | 20 | 150 | 45 5 18 | 14
g MHA0512 L4.0
gbf} 2925-2.0 O 29|25 [200] 45 | 5 | 238|172
=)
“G:’)% 2016-2.5 20 [ 16 | 125 35 6 15 | 125 MHB0310 L25
o 2520-2.5 O MGMN250-G 25 | 20 | 150 | 45 6 18 | 151
2 MHA0512 L4.0
= 2925-2.5 O 29 | 25 | 200 | 45 6 23 1182
“ 252030 o 0 %5 | 20 [150 ] 45 | 6 | 18 | 156
MGMN300-M
3125-3.0 [ ] o MRMN300M 31| 251200 45 | 6 | 25 | 189
3732-3.0 o o 37 | 32 | 250 | 65 6 30 | 215
MGIVRIL 2520-4.0 o o 25 | 20 | 150 | 45 6 18 | 15.6
MGMN400-M
3125-4.0 o MRMN200-M 31| 25 | 200 | 45 6 23 189
3732-4.0 [ ) 37 | 32 | 250 | 65 6 30 | 215
31255 O MGMNSOOM | 31 [ 25 | 200 45 | 8 | 25 [195
37325 @) MRMNS00-M 37 | 32 [ 250 65 | 8 | 30 | 215
MHA0512 L4.0
31256 MGMNGOOM | 31 | 25 [ 200 | 45 | 8 | 23 | 194
3732:6 MRMNB00-M 37| 32| 250 | 65| 8 | 30 215
3732-8 37 | 32 | 250 | 65 | 10 | 30 | 234
MRMN800-M
3540-8 45 | 40 | 300 70 | 10 | 37 |272
3125-6A 31| 25 | 200 | 45 8 23 [ 194
MRGN600-A
3732-6A 37 | 32 (250 | 65| 8 | 30 [215
3732-8A 37 | 32 [ 250 | 65| 10 | 30 |234
MNGN800-A
4540-8A 45 | 40 | 300 | 70 | 10 | 37 | 272
@ %77 stock item OEEETF be preparing forstock — E A TT %% the others can be made to order
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D1 $kEITIR—bEsk

List of milling inserts

TPCW*PDRIL TPMR* TPMR**-3 TPKR*PDR TPKN**PPRIL TPKN*PPRIL-D2 TPKN*PDR-SU
TPKN**PDR-3 TPAN™*PPN TPAN**PPN-D2 SPCW*EDRIL SPKW*EDFRIL SEEW*AFN SEKT*AESN
& % SEET*T3-DR SDET*-RF SEKT™*T3AEFN-LH SDKTAEFN-LH SEKT*AFFN-LH2 SNANT**ANN SNAN™ENN
%S
718
A3
SPCN**APN SPGN* SPKN*ZETRIL SPKN*EDL-D2 SPKN*EDFRIL SPKN*EDFRIL-D2 SPAN*EDRIL
SDHW*AEFN SPAN*EDRIL SPMR* SEMN*AFTN SEKR*AZ-YM SPEX*EDRIL OPHN*ZZN
B
Hi =
OFER™NN HEEN* OFMT**NN RPMW**MOE RDMT*MO-V1 RPMT**MOE-BJS RCHT**MO-SM «Q
"
2%‘?; SDMT**-DM WPGT*ZSR HNMU*ANEN-HD ONMU*ANPN-MJ
EX
g
% § % k| ok *k %% %
%5\; CNE CDE™L05 LNE*TL-0 4.1 LNE*™-02 N*-1 SNE*-01 LND424-DA
75
3
SNE**-4R3 LNE*-02 SN**R10-P50 LNE*-02 SN**R10-P50 SN**R6.5 GLOL20021R5




D1  $HITIF—%33% List of milling inserts

SNRK13-ING LNHX* NXE**-104 DIN*-M

S SEH b
Buiiw Bumna-Areay Joj spasul

APMT*PDER-H2 APMT"PDERHS APMT**PDER-M2 APMT*R-EM BR390™-PM BR390™-PL APKT**-LHC

TFS S
Buiw Jepinoys alenbs Joj spasu|

APKW*™ GNMUZZR-M1

SPMG*™-2V APMT*T-WT WCGX™-2V

=3

o

&
ws
1
5
E ¥
<%

@

o

=

H

S
=Hl

ZDGW*T2R10 SPMT*

JAERT
Buiiw ayyosd Joj spesu|

SPMT*™

B P
IBuiliw Jajweyo 1o} spasu|




D1  $HITIF—%33% List of milling inserts

pd
c
3
%’a g RCGT**MO-LHC APKT**PDER-LH APKT**PDFR-G2C APEX*FR-LHC APKT*FR-LHC APKT*T4PDFR-LH1C LDHT**PDFR-LHC
I3
&
g
ADCT**PDERLD SEKT*T3AEFN-LH SDKT*AEFN-LH SEKT*AFFN-LH2
fQ
ftt a P22215* p2g* Pag4* P2800-* P2816-1 P2go4-+ P2803-1*
P28451-1 P2922* P28467-+ Pg4T5- P70 P2703-R P270*
P2603-* TMRAL331.1A*WM SOGX*EN-XN
#<
gl =
3XH 4XH 4X* &~ «Q

I P
spasu| wajsAs buidwen
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D2 #tHITIR# B Grade for milling inserts

BT Process steel
s NGES REHE RA%E
Grade ISO classification Surface color Applications Recommended
BEERSHABENRIFMBETREN ERTSEVEIZHET, REATHER.
ERE EEW. BRSNATRE L.
BPG0SB P05(P01-P15) Cyan-tije gray dark With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
. finishing process of austenitic stainless steel, quenched steel and carbon steel
PVDAENMBRRBEREE. ERPFIRVIEEE, #ITEMTIEROBMNI. &
EHEMNYIOBENSREREN, TIRMTEMTIRTIE . RSHTRREERE.
ERE &R TREERIE.
BAE
lene PRI n-blue arav dark PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
Cyan-blue gray da
I speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
PVDABEREEMS, HlankyIEIy]. YIBHEE. REBMIL. KEM. it
P, IF%. AMfEARMEIRFNERIEE. SEEUERT R, BEXRTRIETER,
- BIan RSN -
BPG303 P20(P15-P30) Purple yellow PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,
long overhang, milling processes. or an alternative of toughness processes.
Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.
= ERERE. TEBRMRTXFE T ENBERAEAESPVD TANGE, ETX%
R HITHMEMI, ISR EERRRSERIMT.
BPG217 el Yellow Using high strength, high wear resistance and owe loss Phase Equilibrium ultrafine grain substrate with
PVD TIAIN coating, suitable for most of the material machining,can achieve a stable turning and milling.
E&
= E SAELEA 5 Hek
BPS321 P30(P25-P40) Black/yellow sﬁﬁ@f%ﬁ %ALZOSCVDI:%};—D =K ﬁ?@ﬂ&iﬁ%ﬂ’]fﬂiﬁﬂﬂﬂlu . ”
High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
.
2} . N
=58 E = REHEE, 1 EEKHIEEE o
A P30(P25-P40) Black .—_GEEZ%% 'GA'-?OSCVP'*; A ﬁ?ﬂﬂ&%i&ﬂ’]’iﬁtﬁuml o
. High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
HIMCVDARE RS €S AT RGEIPERSTZINILE. MFatfsBEe, HizEhE
SBPSHMATRIGEMIR, FlnERMm. |t XHEB#HEIEF. XTFHELRF, ¥
e SBPS4NMI I T B R &k, B AHREARBEISE.
BPS411 P40(P35-P50) Blackiyellow Toughness coated carbide grade for steel milling in demanding process.For vertical milling and
. shoulder milling, the grade BPS411 should be working in stable conditions, such as short overhangs,
surface milling, shallow shoulder milling.For toughness process,BPS411 is the best choice.
suitable for mixed materials small batch production. Whether the coolant supply is excellent.
FIMECVDRERERE €S A TINGHIFERTZNIF. TSR MFERE, NMiZFhE
SBPSAISATFEIRREN TR, HlaniEdm. mit. XABHA%E. M TFHEILR, &
@ SBPSAN AT FMEEREE. FBRARBLEINTRALE.
BPSA12 P40(P35-P50) Black Toughness coatgd carp@e grade for steel nj!lmg in demanding o
— process.For vertical milling and shoulder milling, the grade BPS413 should be working in stable

conditions, such as short overhangs, surface milling, shallow shoulder milling.For toughness process,
BPS413 is the best choice.suitable for mixed materials small batch production. Whether the coolant
supply is excellent.

(XS
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D2 #tHIZTIF# R Grade for milling inserts
B %%k L Process on cost iron

i) 15032 REHE ML
Grade IS classification Surface color Applications Recommended
P05(P01-P15) - BEBRESNABENRIFONMBHTREES ERTERMEIZHT, RERETEN.
B R FEREER. WRENAYAE L.
BPGO5B M10(MOS-M15) | Cyan-blue gray dark With high hot hardness and good resistance to plastic deformation. Sitable for high speed cutting and
K10(K05-K15) L finishing process of austenitic stainless steel, quenched steel and carbon steel
- PVDREERE &S, BTEIATROSFHMEKEFHRPEIEMIHE]
N EPEISYEHIRET, EARTATIASE®.
BPG108 K05-K15 Purple yellow PVD . ) o ) e
- coated carbide grade for gray cast iron and ductile iron medium to rough milling in wet
conditions. In the medium to high cutting speeds,can predictor the tool-life.
CVDAREERAS, ERAK ERBERRNTMELRR, EBHZEZIMNEEIEIR.
= BT HR R P FHIREAEM L.
BPC122 K15(K10-K25) Black CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
| can bear harsh intermittent cutting conditions.
Universal grade for all cast iron roughing cutting at low to medium speed.
. CVDAERRAEMS, AFEEREMIMN TR TGRS TS AEM
¥ Black/yellow BHMIT.
e KI0(K25-K35) Coated carbide grade for toughness demanding operating conditions to work at low speed,
I

medium load and reload processing.

M AN454M 0T, Process on stainless steel

s NGES RERE RR#EE
Grade ISO classification Surface color Applications Recommended
PO5(PO1-P15) — PYDRERERAEES, MTUHIRETMECFAEAHRAN, TR AHRCHK
- BAE = .
BPG05B Cyan-blue gray dark HRLL: . - ! .
M10(M05-M15) PVD coated carbide grade for milling typical hardened steel and plastic mold steel,
processing hardness above HRC36.
- PVDAREEREEHS, BTAERNRREMH . SE6EUEHITIR, kBT
ERE
MM ITRELAT R
BPG20B SRR ) iyl PVD coated carbide grade for light milling of stainless steel. Combine grinding blade preferred for
g g 9 g 9 p
I viscous and work hardening materials.
o PVDiABEREEHS, BTHESENTEN (TEARKMAKE) $tHEl. HEIERT
N FiER, wERTHAMRNKES.
BRG318 M25(M15-M30) PMW PVD coated carbide grade for medium to high-speed stainless steel (austenitic) milling.
Combined with positive rake angle trough also applies to the heat-resistant materials and titanium alloys.
=ne REERAEES, BTUREREHESEMEENTER, HIMEEEH. %E
BPGAOB | M35(M25-M40) | Cyanblue gray dark /B FMFPHN. o . .
P Coated carbide grade for medium speed milling abrasive trends stainless steel, such as casting parts,
ferritic / martensitic stainless steel, and PH steel.
e FRERRAEMS, ATAENRSHNHEFREHENIIRF
- Black/yellow RIS = N AT HY ! n T
BPS411 MA0(M30-M40) Coated carbide grade for stainless steel castings heavy machining process.
|

&, 150 N
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SETIR AN TI B R 735% Code key for indexable milling inserts

K™ N %] Metric
TR®R RS =
Insert Sr:ape / Code RS | AL | HLEEE NEEE | ge| SR HEEEE TIHEE
Code th};(\)/}léthout vc\/rgtigb\r,glatlrllglrjt Section plane of Insert | Code W'th{]\g"ghw ch#igb\rlggﬂg?t Section plane of
o o S H 7 ‘/ﬁ)\ x b
‘\85 82 80 B | Wwith | Without N |Without| Without E
A B Cl | modom
””””””””””””””””” 5 & >65 % B
'E <:> H | with | Single-side R | Without| Single-side @
b E Wl 1 = | £ | 265, | [ % | wE | _——
fffffffffffffffffffffffffffffffff C | with | Without F | Without| Double-side ©
/<55° LY 5 WE S5 £l x
K L M J | with |Double-side A | with Without Djj
777777 % ”"”?}:”"”"265"”"”"’”%’ | wm | —
O Q Q W | with | Without M | with | Single-side G:D
I ) B Pl R 5 B <65 5 W
D T | With | Single-side ﬁ G | with | Double-side @
3 7777777777777777777777777 é 65707 - r-"-"""""°77-"~""="=""/""=>"”"/"">"""/+"~"7>"”>/"¥"7/"¥"”>/""”=""”/""”/"”7/"”/7~
s Vil ol 2 # x| — %
————————————————————————————————— With Without Special
80° 'ty | |17 % ’’’’’ wE | W=~ | 1
Q Others U | with |Double-side
AKX S Insert shape g EipiA ipbreaker and clamping system
FAKKS Insert sh BB R IZERX Chipbreak dcl t
| I
1 |
|
EUHINE A Al lowed tolorence
Clearance angle of
main cutting edge = -
RS BRE) |(Ks] BREE) i m
Clearance Clearance
Code angle Code| angle v
S1 @D1 @D+
3 YIEIOD:1| BES1 | (8% ) MERBEFMAER (RIK. Xha)
A B 2 (mA VR (o) 7 .
~slese e 5° Rs “m” Iﬁﬁ'{bﬁdﬁ (f“";) LR (m) (Reference) details of M-class tolerance ( identifed by shape and size)
nscribed circle i
Code|tolerance range| @D Thickness St @ JIREE AVHRE (m) Nose height tolerance (mm)
e e bomd-mmmm - Tolerance (mm)| Tolerance(mm NI
A +0.005 +0.025 £0.025 |Inscribed AT ] . <235>v OR
c ‘, D s +0.005 £0.013 | #0025 | 6.35 | £0.08 | 0.08 | £0.08 | 0.1 | £0.16 | -
7 . | P #0000 ] 20013 20025 | 695 ) £0.08 ) £0.08 | 008 | 0.1 | 2016 ] —
C +0.013 +0.025 +0.025 | 9925 | $0.08 | +0.08 | +0.08 | +0.11 | £0.16 | —
o o I el ettt laulutat A 12.7 | #0.13 | #0.13 | #0.13 | #0.15 | - | -
(M w008 | 0013 | #0025 [45875| 10.15 | 20.15 | 20.15 | 2048 | - | -
E F E +0.025 +0.025 $0.025 | 19.05 | #0.15| 0.15 | 0.15 | £0.18 | - | -
\-—t 20° ~ - 25° it el it It 25.4 - +0.18 - - . -
G +0.025 +0.025 1013 [ 22-L_70 i TS P g -2
I i e ittt b oo |@ AYIEIODR A (M) Tolerance of Inscribed Cirdle @D1(mm
J +0.005 | +0.05-+0.13| #0.025 | Al
I S A E nscribed /N | [] <> Q
G N K| $0013 |£0.05£0.13| $0.025 | circle | " _ T s g A R A B
~ e o Y 6.35 | #0.05 | 0.05 | +0.05 | +0.05 | +0.05 | -
I I | L | %0025 1£0.05-20.13) £0.025 g 5o5 | 1005 | £0.05 | £0.05 | +0.05 | £0.05 | £0.05
Hit /g M | £0.08-:0.18 |$0.05-+0.13| $0.13 | 127 | +0.08 | 0.08 | #0.08 | #0.08 | -~ | 0.08
HithiE /5
Pl Lo o Other | | 'N | 0084018 |£0.05013| 20025 | 15-873| *0.10 | £0.10 | £0.10 | 20.10 | - | +0.10
angle I N A R 19.05 | +0.10 | 0.10 | £0.10 | 2010 | — | +0.10
U +0.13-+0.38 | £0.08-+0.25 +0.13 [ 725;1 N 7.;07_1737 I T ;6]5




TIFR4K Insert shape

HYIEER

(mm)
Diameter of IC

R S T \" W

g la &g 4
,,,,,,,,,,,, o | | ]
os |l ]
,,,,,,,,,,,, oo | [ ]
oo |l ]
777777777777 "ol
os |l ]
09 | 09 | 16 | 16 | o6 |
IR B S R
e ]
12 12 22 22 08

s s | [ [ 0
0 20 BN L
e e | wm | ]
0 30 B
78 IR S S
s s | ]
20 I S B
0 T S B

f f

EEETIARESYERSHBD ZBIEE
Thickness is defined as height from bottom of insert
to the highest part of cutting edge,

S Code

Insert thickness

T.l)‘-'rEE’(mmz )
mm

0.79

PIHIT R E

Length of cutting edge

JIFEE Insert thickness

12 04AFJ‘ N -

L

|
&3%7) I 7] /4% (mm)
Wiper Chamfer (mm)
F
Kr an ’ K
O 0-5° 0-0.10
A 45° A 3
D 60° B 5° 1-10° 1-0.15
E 75° c 7° E 2-15° 2-0.20 <> P a
F 85° D 15° ) —--
77777777777777777777777777 3-20 3-0.25
PURLEL® ) T
T EE L L o 4-25° 4:0.30 W
,,},,,,ch,e,rs,,,',: ,,,,, 2 5
G 30° 5-30° 5-0.35
7777777777777777 Nfo 6-0.40
P |57 O,
7777777777777777 727 T HEE 7-045 No ma/er
Others

HEEERS
Chipbreaker code

YIHI 5[
Cutting direction
R & Right hand
L | % Lefthend
N | ®8 Netral |




DB r

D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
E AR} Dimension (mm) — — -
TIE- S Inserts shape S Type CVDREMS PVDREHS EirErES
g CVD coating grade PVD coating grade Uncoating grade
OIC| S | 1 | «a AR A A RS ARCARTE RERRS A REH RS A =N =g =]
S & &H|&S | F b & &S| b|a| & a|lal =
S SOGX1206EN-XN | 12 | 476 | 08 | 9° * * | K " w
0k > ®,
NOE
1 Bi¥E#E Material recommended
E AR} Dimension (mm) ; = 5 5 5
TIHSM Insert shape S Type CVDIREHRS PVDIREHES ERRES
7 CVD coating grade PVD coating grade Uncoating grade
B |=(S 88 8|3 ==
IC| S| d|r|a | B B DD B| S| B|R8| 2=
& | &5 | &S5 S5 S| &S| &|x| & &3 =
HNMUOOSANEN-HD | 9.525| 397 | 4 | 12 | 0 i ¢ L AR Y
120°
=
=Hl
=}
«
# B HE#F Material recommended
AR Dimension (mm) 5 = = = =
TIFSME Insert shape B Type OVDERES PVDIR IS FRERS
’ CVD coating grade PVD coating grade Uncoating grade
IC| S | d|r|a »| B B DO BB B|R8|2 (=S
S| 5| & & &S &S &S| &5 &|s|= |2
ONMUOTOSANPN-W | 7.94 | 35 | 4 | 15 | 0° % |k * | * %
ONMUOBTX08-PM | 17.25| 6.18 | 7.5 | 08 | 0° ¥ | * | K Y

) * THEF S Recommended grade  ¥r A= Optional grade
162 X



D4 TM#TIF Inserts for face milling

TIR 5N Inserts shape

RS Type

E AR Dimension (mm)

1R HEE Material recommended

C\DREHES

CVD coating grade

PVDARHS
PVD coating grade
o

FRERES

Uncoating grade

bs

be

BPS153

BPS253

BPS411

BPG05B

BPG108
BPG25B

BP20

BK10
BU810
BUS20

TPCW2204PDRIL
TPCW2204PPRIL

127
127

476
476

55
9.5

14
14

07
0.7

- >+ [BPG308

% > (BPG20

- >+ (BPG30B

- - (BP35

TIE 5N Inserts shape

RS Type

E AR Dimension (mm)

¥ B3 Material recommended

C\DAEHES

CVD coating grade

PVDARMS
PVD coating grade

FRERES

Uncoating grade

BPS153

BPS253

BPS411

BPG05B

BPG108
BPG308
BPG25B

BP20

BK10
BUB10
BUB20

TPMR090204
TPMR110304
TPMR160304
TPMR160308
TPMR220404
TPMR220408

5.56
6.35
9525
9525
127
127

04
04
04
0.8
04
0.8

i

=
g
«Q

m
=

60°

VAN
égq\ﬁ, ﬂ

TPMR090204-3
TPMR110304-3
TPMR160304-3
TPMR160308-3
TPMR?220404-3
TPMR?220408-3

5.56
6.35
9.525
9.525
127
127

04
04
04
0.8
04
0.8

X % % X >t ¢ | % % % % > BPG20B

X X X X % o [ X X X - % [BPG30B

X% X X % % x| X % X X X % BP3S

* FiiFE R SRecommended grade Y AT £f#-S Optional grade

&, re0 T
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D4 TM#TIF Inserts for face milling

1R HEE Material recommended
E AR Dimension (mm)

CVDIRERES PVDARHS FRERS

M )2
TIFSh nsetsshape 25 Type CVD coating grade PVD coating grade Uncoating grade
o

o

w

o
BPS153
BPS253
BPS411
BPG05B
BPG108
BPG25B
BK10
BU810
BUS20

> |BPG20
- |BPG308
=~ |BPG30B
BP20
>+ |BP35

TPKR1603PDR | 9.526 | 318 | 1.2 | 0.7 | 11°

TPKR2204PDR | 12.7 | 476 | 14 | 07 | 11° * | % » %
1 % Material recommended
E AR Dimension (mm) T S = S =
TIESMN Inserts shape A2 Type CVDARERS PVDREES FRERS
7 > CVD coating grade PVD coating grade Uncoating grade
o

IC| S | bs| a

BPS153
BPS253
BPS411
BPG05B
BPG108
BPG258
BP20
BK10
BUB10
BU820

TPKN1603PPRIL| 9.525| 3.18 | 1.2 | 11°

TPAN1603PDRIL| 9.525| 3.18 | 1.3 | 11°
TPCN1603PDRIL| 9.525| 3.18 | 1.3 | 11°

EE’”& ) TPKN1603PDRIL | 9.525 | 3.18 | 1.2 | 11°
2 90" ><590° TECN1603PERIL| 9525 | 318 | 2 | 20°
f'l cLﬂ TPAN2204PDRIL | 127 | 476 | 14 | 11°

S TPCN2204PDRIL| 127 | 476 | 14 | 11°

TPKN2204PDRIL | 12.7 | 476 | 14 | 11°
TDKN2204PDRIL| 12.7 | 476 | 14 | 15°
TEKN2204PDTRIL | 12.7 | 476 | 14 | 20°
TFAN2203PFRIL | 12.7 | 318 | 25 | 25°

TPKN1603PPRIL-D2( 9.525 | 3.18 | 12 | 11°
TPAN1603PDRILD2{ 9.525 | 3.18 | 1.3 | 11°
TPCN1603PDRIL-D2| 9.525 | 3.18 | 1.3 | 11°
TPKN1603PDRIL-D2{ 9.525 | 3.18 | 12 | 11°
TECN1B0SPERL-D2| 9525 | 3.18 | 2 | 20°
TPAN2204PORILD2 | 12.7 | 4.76 | 14 | 11°
TPCN2204PDRIL-D2( 12.7 | 4.76 | 14 | 11°
TPKN2204PDRIL-D2| 12.7 | 476 | 14 | 11°
TDKN2204PDRIL-D2( 12.7 | 4.76 | 14 | 15°
TEKN2204PDTRILDZ | 12.7 | 4.76 | 14 | 20°
TFAN2203PFRILD2 | 12.7 | 318 | 25 | 25°

% 3 2 Ot % % O ot 3k O O (% % % O % % % % % % % |BPG
Xk X X X X 3k e X X X 3 X X X X ¢ - X - |BPG308
ok % X X X% o ok X X X 3 e X X X - 3+ - X X |BPG30B
%X X o X X % X X X | X % X% X X % X X+ - - |BP3S

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
164 X



D4 TM#TIF Inserts for face milling

TIR 5N Inserts shape

RS Type

E AR Dimension (mm)

1R HERE Material recommended

CVDAENS
CVD coating grade

PVDARHS
PVD coating grade
o

FRERES

Uncoating grade

BPS153
BPS253
BPS411

BPG05B

BPG108
BPG25B

BK10

BU810
BUS20

TPKN2204PDR-SU

2.7

476

> |BPG20

=~ |BPG308

- |BPG30B
BP20

>+ |BP35

a’F'

TPKN2204PDR-3

27

476

TIH M Inserts shape

A5 Type

H AR R~F Dimension (mm)

¥ HETE Material recommended

CVDAEHS
CVD coating grade

PVDREIES
PVD coating grade

FRERS

Uncoating grade

BPS153
BPS253
BPS411

BPG05B

BPG108
BPG25B
BP20

BK10

BU810
BU820

TPAN1103PPN
TPCN1103PPN
TPKN1103PPN
TPAN1603PPN
TPCN1603PPN
TPKN1603PPN
TPAN2204PPN
TPCN2204PPN
TPKN2204PPN

6.35
6.35
6.35
9.525
9.625
9.525
127
127
127

318
318
318
318
318
318
476
476
476

i

=
g
«Q

m
o

TPAN1603PPN-D2
TPCN1603PPN-D2
TPKN1603PPN-D2
TPAN2204PPN-D2
TPCN2204PPN-D2
TPKN2204PPN-D2

9525
9525
9525
127
127
127

318
318
318
476
476
4.76

% 3 X Ot & [ % % % % % ¥ X > |BPG2B
X% ok X X X X% % X X X X% >+ - >+ |BPG308
ok X X X [ >k X X X 3+ %+ - X+ |BPG30B

%X X% o X% x| % X X % X% X+ X % BP3S

* FEFEESRecommended grade ¢ HJiEh#SOptional grade

&, 1e5



£

N

D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
E AR} Dimension (mm) — — -
TIE MR Inserts shape B2 Type CVDERS PVDARHS EREES
g g =W CVD coating grade PVD coating grade Uncoating grade
B|V=|B|IS|S8(3(83(3 ==
IC| S| d|a|bs|b|H S8 I N3OS 3 O 3 RKRNSB|S|=|S
S| &S| F|H|s| d|a|d &|a|d|s|=a|l =
SPCW1504EDRIL [15.875| 4.76 | 55 | 11° | 15 | 1 * | % " w
SPCW1504EPRIL |15.875| 4.76 | 55 | 11° | 15 | 1 * | % w w
¥ B3 Material recommended
KR T Dimension (mm) TPy 3 = 5
TIRSME Inserts shape BE Type OVDiREHS PDAREHES FRERS
7 : = CVD coating grade PVD coating grade Uncoating grade
B IR =B 888|838 o | o
IC| S| d|a|bs|b|H S8 3 N33 3 0 3 K82 =S
S| &5 S| H|H| & (b &|a|d|s|=a| A
SPKW1204EDFRIL | 127 | 476 | 55 | 11° | 14 | 1 L AR w w
E SPKW1204EDSRIL | 12.7 [ 476 | 55 | 11° | 14 | 1 * | K w w
SPKW1204EDTRIL | 12.7 | 476 | 55 | 11° | 14 | 1 L AR w w
=
=Hl
=}
«
# F¥f#F Material recommended
E AR} Dimension (mm) T : = ;
T heatsshapo o ODEEMS | PDRERS FAERS
7 CVD coating grade PVD coating grade Uncoating grade
BB =888 8|88 o | o
lC| S| d | a/|bs | B PN OB | B 3B|R|8|IS x|
Sl&| F|om|d| | e|d a|la|d|s|la =
SEEW1504AFN |15.875 476 | 55 | 20° | 2.85 * | % Y w

) * THEF S Recommended grade  ¥r A= Optional grade
166 X



D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
E AR} Dimension (mm) — — -
TIE- S Inserts shape S Type CVDREMS PVDREHS EirErES
g g 1 CVD coating grade PVD coating grade Uncoating grade
B|V=|B|IS|S8(3(83(3 =lle
lC| S| d| a]lL »| B DD DB D B|R(8|2|= |
& &lE|a| &S| b d|&|&6|b| s alal @
SEKT1204AESN | 12.7 | 476 | 55 | 20° | 15.23 * | % w w
# FHE#F Material recommended
E AR Dimension (mm) N 5 = =
TIE M Inserts shape B2 Type CVDiRERES PVDREHES hENS
7 CVD coating grade PVD coating grade Uncoating grade
B|BV|=|B|S 8388 ol
IC|S|d| a|R »| B B B 0| B B|K8| 2=
&S| &Gldh| & | &S| b s || 6|d| s s|la =
SEET12T3DR | 127 | 476 | 55 | 20° | 24 * | % % w
#=
HI =
]
«Q
# B ¥E#F Material recommended
E AR Dimension (mm) T 5 = =
TIE M Inserts shape A Type CDREMS PDREMS EAERS
7 CVD coating grade PVD coating grade Uncoating grade
[ RV =B 3 o | o
IC| S| d| a|R AR A I RSARE] 2] I 2| x|
& | &|&|&|& & & & =2 =

SDET120408-RF | 12.7 | 476 | 44 | 15° | 08

s SDET120412.RF | 12.7 | 476 | 44 | 15° | 1.2

W\c@g [@ SDET120416-RF | 12.7 | 476 | 44 | 15° | 16
> o [=f}-

et SDET120420RF | 12.7 | 476 | 44 | 15° | 2.0

SDET120424RF | 12.7 | 476 | 44 | 15° | 24

SDET120432RF | 12.7 | 476 | 44 | 15° | 32

% % % % % > BPG2B
% X X > >+ - |BPG308
% X+ X % %+ - |BPG30B

X% X% X X X% - |BP3

o S On o
* EHEF I SRecommended grade Y A% S Optional grade G 167 I



DB r

D4 TM#TIF Inserts for face milling

# B Hf#F Material recommended
TIR 5N Inserts shape RS Type AT Densn (o CVDE'%EM% PVD;%EHE% QE;%EHE%
CVD coating grade PVD coating grade Uncoating grade
Y|V |B|IS|S8(3(83(3 =lla
SNAN1204ANN | 127 [ 476 | 0° | 2 * | K " w
SNCN1204ANN | 127 | 476 | 0° | 2 * | K w w
SNKN1204ANN | 12.7 [ 476 | 0° | 2 * | K w w
SNAN1504ANN [15.875( 4.76 | 0° | 25 * | K w w
SNCN1504ANN |15.875| 476 | 0° | 25 * | K w w
SNKN1504ANN [15.875( 4.76 | 0° | 25 * | K w w
SNAN1904ANN [ 19.05| 476 | 0° | 3 L AR w w
SNCN1904ANN | 19.05 | 476 | 0° | 3 * | K " "
SNKN1904ANN [ 19.05| 476 | 0° | 3 * | % w w
SNCN1904ADSN | 19.05 | 476 | 1° | 4 | 05 * | K " "

=
=Hl
=}
«
W B¥ER Material recommended
E K RT Dimension (mm) — 5 = s =
TIESM Inserts shape S Tyne CVDiARHES PVDAERS FAERS
7 P = P CVD coating grade PVD coating grade Uncoating grade
BNRN=B| S8 3|83 = | =
IC| S |bs | m » | DB OB P 3|82 |=|S
&S| G|H| & | S| S| s || &b s a|=a =
SNAN1204ENN | 12.7 | 476 | 14 | 08 * | % w Y
SNCN1204ENN | 12.7 | 476 | 14 | 08 * | X Y w
SNKN1204ENN | 12.7 | 476 | 14 | 08 * | % w w
SNAN1504ENN (15.875| 4.76 | 14 | 15 * | % w w
SNCN1504ENN |15.875| 4.76 | 14 | 15 * | % A ¢
SNKN1504ENN (15.875| 4.76 | 14 | 15 * | % » w
SNAN1904ENN [19.05| 476 | 2 | 13 * | % » k¢
SNCN1904ENN | 19.05| 476 | 2 | 13 * | % w w
SNKN1905ENN [19.05| 476 | 2 | 13 * | % * ¢

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
N ves Gy



D4 TM#TIF Inserts for face milling

TIR 5N Inserts shape

RS Type

E AR Dimension (mm)

1R HERE Material recommended

CVDAENS
CVD coating grade

PVDARHS FRERS
PVD coating grade Uncoating grade
o

1C

bs | be

BPS153
BPS253
BPS411

BPG05B

BPG108
BPG25B
BP20
BK10
BU810
BUS20

SPCN1204APN
SECN1203AEN
SEEN1203AFFN
SEKN1203AFTN
SEKN1203AFTN-1
SEMN1204AEN
SEKN1204AFN
SEKN1204AFTN
SPKN1504AFTN
SDKN1504AEN
SEKN1504AFN
SEKN1504AFTN
SPCN1904APN

127
127
127
127
127
127
127
127
15875
15.875
15.875
15.875
19.05

476
318
318
318
318
476
476
476
4.76
476
476
476
476

2.22
248
18
1.8
246 |

448

% % X % % % % % % % % % > |BPG
%k e X X X % >+ - X X+ X x4 (BPG308
%ok o X X X% 3k o+ % X X - % (BPG30B
% X % - X X % X% X X X X - (BP3

i

=
g
«Q

m
o

TIR MR Inserts shape

RIE Type

ARt Dimension (mm)

¥t BaHE#E Material recommended

CVDARHS
CVD coating grade

PVDREMS ERERS
PVD coating grade Uncoating grade

1C

BPS153
BPS411

BPG05B

BPG108
BPG25B
BP20
BK10
BU810
BU820

Wﬁ

SPGN090304
SPGN090308
SPGN120308
SPEN120408
SPGN120404
SPGN120408
SPEN150412
SPEN190416

9.525
9.525
127
127
127
127
15.875
19.05

04
0.8
038
08
04
08
12
16

X X % % X% % X > |BPS253

* % % % % % % > [BPGB
% % % % % % % % [BPG30S
% % % X %+ % % % [BPG30B

X% X% X X X% X+ x> %+ BP3

* FiiFE R SRecommended grade Y AT £f#-S Optional grade

&, 1e0 NN



£

D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
AR Dimension (mm) = —— —
J1E M Inserts shape FIE Type CVDIREHES PVDIRENES FhEMS
g g =W CVD coating grade PVD coating grade Uncoating grade
ARBEBEBEBEREE ol=
SPKN1204ZETRIL | 12.7 | 476 | 11° | 1.93 | 06 * * | % » ¢
e 5
Cl el SPCNHSIMZETRIL |15.875) 476 | 11° | 2 | 1 * L AR A
\bs&‘“' > SPKN1504ZEFRIL (15.875| 476 | 11° | 2 | 08 * * | % » *
¥ FR¥E#E Material recommended
EART Dimension (mm) TP ; = 5 =
TIB 5N Inserts shape HIE Type CVDiARHES PVDRERES RS
7 P = P CVD coating grade PVD coating grade Uncoating grade
R R EEEEEE 12
IC| S | bs | m | P P DO 3|38 2=
&S| G| d| & | &S| S| | & |&|ls| s s = =
SPKN1504EDL-D2 |15.875 4.76 | 11° | 1.4 * * | K w ¢
=
=4l
=}
«
¥ FR¥E#E Material recommended
BT Dimension (mm) e 5 = = =
TIB M Inserts shape HIE Type CVDiARHES PVDREMS EREHES
7 : = CVD coating grade PVD coating grade Uncoating grade
FRIEREEEEEE 1=
IC | S a | bs | be 5| P D DO BB 3|R8| 2=
&S| G| d| & | &S| S| | & &|ld| s a|=a =
SPKN1203EDFRIL | 12.7 | 318 | 11° | 14 * * | K w ¢
1& SPKN1203EDERIL | 12.7 | 318 | 11° | 14 * * | %o % *
\@ = SPKN1504EDFRIL |15.875( 4.76 | 11° | 1.4 * * | % w A
SPKN1504EDERIL (15.875| 4.76 | 11° | 14 * * | K w "
SPKN1203EDFRILD2 | 12.7 | 3.18 | 11° | 14 * * | % w ¢
W:FE' SPKN1203EDERILD2 | 12.7 | 3.18 | 11° | 14 * * | % w w
\@' - SPKN1S04EDFRILD2 [15.875) 4.76 | 11° | 14 * * | % w =
SPKN1504EDERILD2 15875 4.76 | 11° | 14 * * | % w w
. SPAN1203EDRIL| 12.7 | 3.18 | 11° | 14 * * | % ¢ ¢
I"lg SPON1Z203EDRIL| 127 | 318 | 1t° | 14 * IEIEIRE:
S
w7 TS SPKN1203EDRIL| 12.7 | 318 | 11° | 14 * * | % ¢ ¢

) * THEF S Recommended grade  ¥r A= Optional grade
N 170 &y



D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
H AR T Dimension (mm) TS ; = : =
J1E M Inserts shape FIE Type #R C\DREES PVDiR RS FREHES
g g =W CVD coating grade PVD coating grade Uncoating grade
B B N=|B| 8|S 8|33 =lla
o] s |2 = 2/225322|2|z 828 8
4 S SDHWO903AEFN| 953 | 318 | 15° | 0.75 * * | % w <
: %p [———1
L
‘ =]
T .
# B Hf#E Material recommended
KR T Dimension (mm) =T S = 5 o
TSN Inserts shape 1S Type R CVDAEHS PVDREHES ERERS
7 : =l CVD coating grade PVD coating grade Uncoating grade
B BN=|B| 8|S 8|B3 =la
o] s |2 AR EREBEE
o o oo o o o o o o o oo o o oo
g ™~ 2 SPAN1203EDRIL| 127 | 318 | 11° | 14 * * | % " w
k \ o SPCN1203EDRIL| 12.7 | 318 | 11° | 14 * * | % w w
é%} SPKN1203EDRIL| 127 | 3.48 | 11° | 14 * * | % w "
#=
HI =
]
«
# B ¥#F Material recommended
EART Dimension (mm) T S = 3 =
TIE M Inserts shape RIE Tyoe R CVDIRERES PVDREHES EhENS
7 P = CVD coating grade PVD coating grade Uncoating grade
B V|=|B|SS8(3(8(8 =l
Sl 22222 2BE|2|EB|832
SPMR090304 |9.525( 318 | 11° | 04 * * | % % w
SPMROIT304 |9.525| 3.97 | 11° | 04 * * | K w w
SPMR090308 |9.525( 3.18 | 11° | 08 * * | % w w
B SPMR120304 | 127 | 318 | 11° | 04 * * | K w w
SPMR120308 | 127 | 348 | 11° | 0.8 * * | % w w
SPMR120312 | 127 | 348 | 11° | 1.2 * * | % w w

T i 482 Opti -
* FEFEESRecommended grade ¢ HJiEh#SOptional grade SR -



DB r

D4 TM#TIF Inserts for face milling

E AR Dimension (mm)

1R HERE Material recommended

CVDREHS PVDREHS EREES
NF ) 2
AUABIATEESEIED 25 Type CVD coating grade PVD coating grade Uncoating grade
B|V=|B|IS|S8(3(83(3 o | o
IC| S | a|lL || PO B OB |R(8| 2=
& &lE|a| &S| b d|&|&6|b| s alal @
s S SEMN1203AFTN| 12.7 | 318 | 20° | 15.7 * * | % " %
i ¢
bk [
T L
T —
1 R Material recommended
E K RT Dimension (mm) T 5 = =
TIF5ME Inserts shape B2 Type CVDREMS PDiRERES RS
7 CVD coating grade PVD coating grade Uncoating grade
siz(=lgses[als I
IC | S| a | bs | be S| B PO OB B B82S (=|S
& | &G|d| & | &S| b | & &|s| s a|=a =
bod SEKR1203AZ-YM | 12.7 | 318 | 20° | 16 | 08 * * | K w w
g S
._'__ Ze - SEKR12T3AZ-YM | 12.7 | 398 | 20° | 16 | 08 * * | & Y "
§!’5‘ |- SEKR1204AZ-M | 127 | 476 | 20° | 16 | 08 x| x| |
— SEKR1504AZ-YM (15.875| 4.76 | 20° | 16 | 08 * * | Y ¥
=
=Hl
=}
«
¥ B Hf#E Material recommended
FE KR T Dimension (mm) TPy S = 5
TIB 5N Inserts shape S Type CVDARERES PVDARHS EREe
7 s i CVD coating grade PVD coating grade Uncoating grade
Y|V =|B|IS|8(3(8(3 o | o
IC|S|a|R|UL || P DSBS 3|82 =|S
S| & G| & & & F &S| d|e|=a| =
SPEX1203EDRIL| 12.7 | 3.18 | 11° | 500 | 15 * | % " w
SPKX1504EDFRIL | 15.88 | 4.76 | 11° | 500 | 19.37 * | K w w

72 G

* S S Recommended grade Y ATiEA#-S Optional grade



D4 TM#TIF Inserts for face milling

# B Hf#E Material recommended
E AR Dimension (mm) T ; & ;
TIE- S Inserts shape S Type CVDREMS PVDREHS EirErES
g g 1 CVD coating grade PVD coating grade Uncoating grade
L] s|r|a »| B DD DB D B|R(8|2|= |
& &lE|a| &S| b d|&|&6|b| s alal @
S OPHNO504ZZN | 5.26 | 12.7 | 476 | 04 | 11° * * | % » ¢
s
¢ ‘ 1 OFEW05T305 | 53 | 128 | 397 | 44 | 25° * * | %] x| |
) <t
s
LL] —
1 R Material recommended
E K RT Dimension (mm) T 5 = =
TIF5ME Inserts shape B2 Type CVDREMS PDiRERES RS
7 CVD coating grade PVD coating grade Uncoating grade
R R EEEEERE 1=
LIIC| S| d |1 | 0|l P o0 3 0 3 8 S xS
& | &G|d| & | &S| b | & &|s| s a|=a =
OFERO70405NN | 746 | 18 | 476 | 23 | 05 | 25° * * | % w ¢
B
HI =
]
«
# B HE#F Material recommended
E KR~ Dimension (mm) - = n = =
TIE 5N Inserts shape B2 Type CDREMS PDiREHES EREES
7 y CVD coating grade PVD coating grade Uncoating grade
IR R EEEEEE olo
OIC| S | r | a | B D B 0B B8 2=
& | Gld| x| S| S| s & &b s a|lal =
HEENS32  [15.875/ 4.76 | 0.8 | 20° * * | % w =
7 ! rs—ﬂ HDEN0625 6 |248 15° * * | % w w
e
=

) _ . S 7\
* EHEF I SRecommended grade Y A% S Optional grade G 173 I



DB r

D4 TM#TIF Inserts for face milling

1R HERE Material recommended
E AR Dimension (mm)

TS et o BT o] Pty | i
AREREBBEEE ol=
OFMTOST305NN | 5.26 | 12.7 | 397 | 44 | 05 | 25° * | K ¥ %
OFMTO70405NN | 7.46 | 18 | 476 | 55 | 05 | 25° * | K % w

# B Hf#F Material recommended
E K RF Dimension (mm) NI S = 3 5
J1E M Inserts shape FIE Type #R CDREES PVDiA RS FREES
g g =W CVD coating grade PVD coating grade Uncoating grade
SRR EREEBEERBRERE ol =
olc| 5 | 04| a AR HEREEE
o0 o0 o0 o0 o0 o0 o0 o0 [=a] o0 o0 [=a] o0 o0
RPMWOBO3MOE | 8 | 318 | 34 | 11° * | % » ¢
S RPMW1003MOE | 10 | 318 | 44 | 11° * | % w w
‘ e
Le RPMWA0T3MOE| 10 | 397 | 44 | 11° * | % » ¢
) -
= & RPMWIOT3MOT | 10 | 397 | 44 | 1° x| x| x| | %
=Hl ! T RPMW1204MOE | 12 | 476 | 44 | 11° x| % x| %
«
RPMW1204MOT | 12 | 476 | 44 | 11° * | K * w

B Material recommended

FE K RF Dimension (mm) TP S = S =

TIESM Inserts shape 2 Tyne RIS CVDIRERES PVDARMS ErRes

7 s =W CVD coating grade PVD coating grade Uncoating grade

o I B I 22222222858 EE(55
RCHTOB03MO-SM | 08 | 318 | 34 | T° bi¢ | k| K
() ! 2

@ EEE RCHTI2NOMN | 12 | 476 | 44 | T° % x| %
‘ RCHT1606MO-ML | 16 | 635 | 44 | 7° w % k| K

) * EHiEI ERecommended grade ¢ AT3%EAE S Optional grade
174 X



D4 TM#TIF Inserts for face milling

1 HE % Material recommended
H AR T Dimension (mm) TS ; = : =
J1E M Inserts shape FIE Type #R C\DREES PVDiR RS FREHES
g g =W CVD coating grade PVD coating grade Uncoating grade
AREEBEEEE g
Gu I EREEEHHHEHHERRRE
RDMT0802MO-V1| 8 | 238 | 34 | 15° * | % h5¢ k¢ w
3 ‘ S RDMT0803MO-V1| 8 | 318 | 34 | 15° * | % w hi¢ w
@ EEE ROMTIOOMOT| 10 | 348 | 44 | 15° x| x| x| %] |
i ROMTI0T3MO-VA| 10 | 3.97 | 44 | 15° * | % w hi¢ w
ROMT1204MO-V1| 12 | 4.76 | 44 | 15° * | % w w w
1 R HE R Material recommended
E AR} Dimension (mm) ER 3 5 5 o
TIH M Inserts shape A2 Type AR ODiREHS PVDiREHES FrEHES
7 P =P CVD oceng g PVD coating grade Uncoating grade
B/ BB S8 8BS ==
i I R 2228222 EEEE 52
S RPMTO0803MOE-BJS| 8 | 3.18 | 34 | 11° x| % W W w
Lo m RPMT10TSMOE-BJS | 10 | 3.97 | 44 | 11° * | % W W w
& B
** <~ -PF RPUTIZMNOEBJS | 12 | 476 | 44 | 11° S I T I R I
S22 T
: B
HI =
]
«
1 HE % Material recommended
E AR Dimension (mm) e ; = 5 =
T - AR R PDRERS FHERS
7 g =W CVD oceng grde PVD coating grade Uncoating grade
o E=z[E =[E = ola
LR EENHEHHEHEHRRREE
RCGT0602MO-LHC| 6 | 238 | 25 | 7° w ¢ *
RCGTO803MO-LHC| 8 | 318 | 34 | T7° W * *
RCGT1003MO-LHC| 10 | 318 | 4 7 W b5¢ *
RCGT10T3MO-LHC| 10 | 397 | 44 | 7° W * *
RCGT12T3MO-LHC| 12 | 397 | 44 | T° W " *

* FHiFhE S Recommended grade Y A iEAE S Optional grade @ 175-



DB r

D5 ERHIIA

Inserts for heavy-cutting milling

F AR Dimension (mm)

1 Bt Material recommended

CVDREHES PVDREHS EREES
2 I
TIRSR Inset shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
oic| w | s| ¢ jor| (5|88 ZFS 333 =s< |5 E
o0 o0 [=a} o0 o0 o0 o0 o0 o0 o0 o0 [=a] [=a]
S CNE44102 | 127 | 127 | 635 | 54 | C05 w * |k * %
ENEERGS CNE323-405 | 12.7 [9.525| 4.76 | 43 | C05 w * |k * Y
B -
,7 R CNE44-405 | 127 | 127 | 635 | 55 | CO5 %* * |k * *
‘ CNE454-4R1 | 163 |14.288| 6.35 | 55 | R1.0 w * |k * w
1 BiHE#Material recommended
FEKRT Dimension (mm) S = 3 = 5 o
TIE M Insert shape A2 Tyne AR CVDIREMES PVDAEHES EpEe
’ ; =l CVD coating grade | PVD coating grade Uncoating grade
B B S|=|8|S88|S ol o
LIW|S|d|CRIS| & B IS 3 dDSI8 S| =S
S| & | x5 S|\ H|s|&H|s| ==
CDE323L05 12.7 |19525| 476 | 45 | C1.0 ¢ * | % * "
CDE323L05 12.7 19525 476 | 45 | C1.0 ¢ * | X * w
=
=Hl
=}
«
# B H# Material recommended
E AR Dimension (mm) 5 = 3 5 5 o
S - R CORERS | PORERS | FaERS
7 ’ =P CVD coating grade | PVD coating grade Uncoating grade
Liwls | oler| |E|E|2|2|88\2|2|5 82 5|8
o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 [=a] [=a] [=a]
LNEOJO4TL-04.1| 953 | 953 | 476 | 4.1 | C05 ¢ * |k * %

M 7e G

* S S Recommended grade Y ATiEA#-S Optional grade



D5 ERHIIA

Inserts for heavy-cutting milling

F AR Dimension (mm)

1 Bt Material recommended

C\DikEH=S PVDiREHES EREES
4 =
TIRSR Inset shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
Liwls | oler| |2|E(2\2|28\2|2|582 5|8
o0 o0 [=a} o0 o0 o0 o0 o0 o0 o0 o0 [=a] [=a]
S LNE434-02 [ 19.05|1429| 6.35 | 54 | C1.0 " * |k * %
; N18404-JH  |15.875| 12.7 | 7.94 | 55 | C04 w * |k * Y
- @ ©
T ¢
1 B Material recommended
E AR} Dimension (mm) S = 5 5 5
T1E 5 Insert shape 12 Tyne CVDiRRHES PDREMS AR
7 ; Lk CVD coating grade | PVD coating grade Uncoating grade
BB M S|=(B|B3S =l =
SRR 222 28 00558 2 88
o0 o0 o o o o0 o o o o o o o0
| s N18-1 15.875| 12.7 | 794 | 55 ¢ * | %k * w
—— — LalsikaissR-05% | 19.05 | 1429 635 | 535 % x| % * %
fo] 4
#=
HI =
]
«Q
1 B 7 Material recommended
E AR Dimension (mm) = = : = = =
71E 5N Insert shape HE Tyne CVDAEHES PVDIRERES ERES
7 ; = P CVD coating grade | PVD coating grade Uncoating grade
BB IS|=(B|S8S = | =
Lywys|d 2 2l2lgg g gelEg g s
o0 o0 o0 o o o0 o0 o0 o0 o0 o0 o0 [aa]
SNE33-01  [9.525|9.525| 4.76 | 44 w * |k * w
S
- SNC44 127 | 127 | 635 | 44 % * |k * w
3’: @ T"@ SNC55 15.875/15.875| 7.94 | 55 w * |k * %

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, 7 N



DB r

D5 ERHIIA

Inserts for heavy-cutting milling

# B Hf# Material recommended
E AR Dimension (mm) 5 = 3 5 5 o
A et s - ) CDAEWE | PORERS | FARRS
7 ’ =P CVD coating grade | PVD coating grade Uncoating grade
v slenn | 12 EZ|ZI3E2I5/2 5|58
L S LND424-DA | 13 127 (635 | 6 | 20 " * |k * %
y @ Tﬂi 136 |15875 127 | 794 | 55 | 20 s * | % * ¥
,f)
# B ¥ Material recommended
AR Dimension (mm) = = : = = =
71R 5N Insert shape HE Tyne CVDAEHES PVDAEMES ERERS
7 ; = WP CVD coating grade | PVD coating grade Uncoating grade
LW | S| d]|CR | B B B 3| OB |dRI8|S|=|R
& | & | & |H|d|& | & | H|a|sl e B @
W 5 SNE1507-4R3 | 15.88 | 15.88 | 7.94 | 55 | R3.0 ¢ * |k * w
‘ LNC305-YT | 17.46| 127 | 715 | 55 | R5.0 ¢ * |k * w
4 | @ -
E | (J\
=
=Hl
=}
«
4 B¥fE#z Material recommended
E AR Dimension (mm) = = : = = =
7 ; = P CVD coating grade | PVD coating grade Uncoating grade
BB IS|=(B|S 8|S ==
L|WwW/|S|d|R | B B H B O 3|82
& | & | &H|H|d|& | & | s|a|ls|l s B @
S LNE323-02  [15.875|9.525 | 476 | 44 | 2 % * |k * %
; LND624-DA | 155 [ 127 [ 735 | 6 | 2.80 % * |k * %
- @ ©
‘ %

e G

* S S Recommended grade Y ATiEA#-S Optional grade



D5 ERIZETIH  Inserts for heavy-cutting milling

# B Hf# Material recommended
E AR T Dimension (mm) S = 3 5 5 =
S - R CORERS | PORERS | FaEmS
7 ’ =P CVD coating grade | PVD coating grade Uncoating grade
SN155R10-P50 (15.875(15.875) 7.94 | 55 | 10 w x| X * w
SN55R8-EB50 16.875(16.875 7.94 | 55 | 8 w x| X * w
# B Material recommended
E AR T Dimension (mm) S = ; = S =
T1E 5 Insert shave HE Tyne C\DikEH=S PVDiRERES ERErS
7 ; =P CVD coating grade | PVD coating grade Uncoating grade
SN55R6.5  |15.875(15.875| 7.94 | 55 | 6.5 w *x | X * w
: S
AN @ SN55R40  |15.87515.875| 7.94 | 55 | 40 w *x | % * w
37‘7@ .o
s
#=
HI =
]
«
1 B % Material recommended
E AR Dimension (mm) S S 3 5 S o
T1E 5 Insert shape AE Type AR CVDIREMES PVDiREHS irENES
7 IS8t shap = CVD coating grade | PVD coating grade Uncoating grade
B I S|=(B|S 8|S ==
Liwls o] |E|E(28|2|88\2|2|8225|8
o o o o o o o o o o o o o
GLOL20021R5 | 15.28 | 12.7 | 7.94 | 54 | 50 w * | X * w
: -5 N182R5-JH  [15.875| 127 | 7.94 | 55 | 50 ¢ * |k * w
-1 ~Em- INC306-YT ~ |15.875| 127 | 745 | 65 | 47 e * | * * %
T S FNC3M-03TOSW | 235 | 115 | 64 | 44 | 65 % * |k * *
FNC484-103 51 | 143 ] 63 | 56 | 63 w * |k * w

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 179-



DB r

7

D5 ERHIIA

Inserts for heavy-cutting milling

F AR Dimension (mm)

1 Bt Material recommended

CVDREHES PVDREHS EREES
N 2
TIFiShH Inset shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
ol R N R N
g SN55RK13-ING |15.875(15.875 7.93 | 55 | 127 " * |k * %
_. Eg SN55-R15-R00P50 |15.875(15.875| 7.93 | 55 | 15 w * |k * Y
=l ,g Q,, o LR
—
1 BiHE#Material recommended
E AR Dimension (mm) S S 3 5 S o
TIF4ME Insert shape 1S Type e CVDRREAS PUDREIRS FRERS
” ; =Lk CVD coating grade | PVD coating grade Uncoating grade
B B S|=|8B|S|8|S = | =
L W S d | B B D BB IK8IS=|S
S| & | x| &S|\ H|s|&|s| ==
S LNHX1906 19 | 143635 | 53 ¢ * | % * w
N — LNHX2509 | 254 | 143 | 95 | 55 ¢ * |k * w
E —
=
EEIJ
@ # B Hf# Material recommended
E AR Dimension (mm) 5 = 3 5 5 o
T - #R CDRERS | POREMS | EaERS
’ P =P CVD coating grade | PVD coating grade Uncoating grade
VIR SI=(B8/23,3 o | o
Lfwj| s | d | B8 B D || D K8 IS =|L
S| FH | H|&|&s S|s| &|s|s| s ==
NXE324-104 | 127 | 11.89 | 6.35 | 45 ¢ * | %k * Y
NXE324-R16 | 134 | 123 | 6.75 | 44 w * | %k * w
LNKG1206TN-1 | 12.7 | 123 | 6.35 | 44 ¢ * | X * w
LNKG1206EN-2 | 12.7 | 123 | 6.35 | 44 w * |k * w
LNKX1506PN-N-MM | 15 [ 139 | 6 | 46 ¢ * |k * Y

0 G

* S S Recommended grade Y ATiEA#-S Optional grade
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D5 ERIGETIH Inserts for heavy-cutting milling

1 Bt Material recommended

CVDREHES PVDREHS ErEES
CVD coating grade | PVD coating grade Uncoating grade

F AR Dimension (mm)

TIR4ME Insert shape A5 Type

LW} s d | R | R

BPS153
>+ |BPS253
BPS321
BPS411
BPG05B
BPG40A
BP20
> |BP35
BK10
BUB10
- |BUS20

> (BPG20B
> |BPG30B

DIN7168-M  [15.875{14.53| 6 | 54 | 80 | 22

i

=
§
«Q

m
=

THE A8 2 Opti m
* iR S Recommended grade Y ATi%EA#-S Optional grade & 181 -



DB r

D8 7 /B%ET]A Inserts for square shoulder milling

¥ B #E Material recommended
E AR~} Dimension (mm)

OD4ERS PVDiEHES ERERS
NS )| 2
TIRSN Insert shape B Type CVD oceng gade PVD coating grade Uncoating grade
Y|V B|S|IS S B3 ==
wl L) sles r | |5\B|85/88d8=8/g|5 8
o o o o o o o o o o o o o0
APMT1135PDER-H2 | 6.2 | 11.21] 35 | 28 | 08 * | % w
S
— APMT1604PDER-H2 | 9.28 | 17.15| 476 | 44 | 0.8 * | % w
= KA
15 4
APMTI60432PDER-HS | 9.33 | 16.31| 4.76 | 44 | 32 * | K w
. S
S ]
= oA o
[@s Tl
APMT135PDERM2 | 6.2 | 11.21| 35 | 28 | 08 * | % w
APMT1604PDER-M2 | 9.28 | 17.15| 476 | 44 | 08 * | % w
§§ﬁ 1 % Material recommended
=7 o
= F AR~} Dimension (mm) T : = S =
a TIE5M Insert shape S Type CDARHS PVDAEES EREEe
’ ; ke CVD ooetng gt PVD coating grade Uncoating grade
FRRIEIEE R = | =
wlL)sled | |2\8|35/38 38 |gg/g|5 8
o0 o o0 o0 o0 o o o o o o o o
APMT1135PDEREM | 6.24 | 112 | 35 | 28 | 08 * | % w
: APMTI604PDER-EM | 941 17.24| 528 | 44 | 08 * | % w
el
L APMT170508R-EM | 10.63 | 18.54 | 556 | 44 | 0.8 * | % w
APMT170516R-EM | 10.63 | 18.54 | 556 | 44 | 16 * | K w
¥ B Material recommended
F AR~} Dimension (mm) — N = 3 =
T1F M Insert shape A2 Type ODRERS PVDRERS ]
7 P = P (VD coatng grece PVD coating grade Uncoating grade
I |B|ISS8 283 olo
wl L) sles | |5\8|85/82J8g8g|5 8
o0 o0 o0 o o0 o o o0 o o o o o
s GNMUM0605ZZR-Mt | 7.08 | 11 | 518 | 38 | 0.5 Wk | % ® *
.L.
|
=[lo], 85
P

) * S S Recommended grade Y ATiEA#-S Optional grade
N 182 i



D8 7 /B%ET]A Inserts for square shoulder milling

W ¥R Material recommended
F AR~} Dimension (mm) — S = 3 =
TIE 8N Insert shape BE Type CDAEHS PVDiREHS EiREHES
7 = CVD oceng gade PVD coating grade Uncoating grade
R E EEEEE ==
W L S | od| AR A R AR RS AR AR AR A - A R S
5| 5|55 &5 5SS S5 F A2 =
BR390-11T308-PM | 6.9 |11.72| 358 | 28 | 08 * | % W
BR390-117331-PM | 69 |11.86| 3.6 | 28 | 3.1 * | % W
R390-170408-PM | 96 |17.82| 476 | 412 | 0.8 * | % W
BR390-11T308PL | 69 |11.72| 358 | 28 | 0.8 * | % w
R390-170450-PL | 9.6 |17.82| 476 | 412 | & x| % w

¥ B3 % Material recommended
AR T Dimension (mm)

ODAERS PVDAEES FRERS
N ; IJE
TIRSNR Insert shape 25 Type CVD ooeng gde PVD coating grade Uncoating grade
wiLls el |5 81858838 8888
o0 o0 o0 o o o0 o o o o o0 o o
’_sj APKT1T304-LHC | 6.5 | 1224 | 36 | 28 | 04 Yo Y Y *
=T 7"
H.& ,"1 @E@ APKTT308-LHC [ 6.5 | 1224 | 36 | 28 | 08 ¥ ¥ * *
‘ S, APKT1035PDER-LH| 6.7 | 11 | 35 | 28 | 04 % % * *
Tl =4
L
S APKT135PDFR-G2C| 6.2 | 113 | 35 | 28 | 08 w w % *
= Lgl APKT1604PDFR-G2C| 9.26 | 17 | 476 | 44 | 08 w ¥ w *
L
S APEX100304FR-LHC | 6.6 | 10.3 | 318 | 28 | 04 w ¥ * *
Jot=H
L

o S On o
* EHEF I SRecommended grade Y A% S Optional grade i 183 I



DB r

T,

D8 7 /B%ET]A Inserts for square shoulder milling

W ¥R Material recommended
E AR} Dimension (mm) = 3 = =
TIE 8N Insert shape BE Type CDAEHS PVDiREHS EiREHES
. = CVD coatng grade PVD coating grade Uncoating grade
B BB S|SB |&8 =
W L S | od| AR A R AR RS AR AR AR A - A R S
S 5|55 &5 S5 55|55 ==
APKT160402FR-LHC| 9.8 |16.88 | 4.76 | 44 | 02 w * '¢ *
S
o APKTI60404PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 04 w w W *
. © E
’1 l, =L APKT160408PDFR-LHC| 9.8 [16.88 | 4.76 | 44 | 08 i w w *
APKT160416PDFR-LHC| 9.8 [16.88 | 4.76 | 44 | 16 w w w *
S APKT16T4PDFR-LHIC| 9.5 | 17 | 496 | 44 | 08
T
!&@\ “E@
L APKT1652PDFRLH2C | 9.8 | 16.88 | 4.76 | 44 | 3.2 w w w *
# % Material recommended
HARRT Dimension (mm) : ; = ;
TIESb Insert shape A Type ODAEHS PVDAEES ELREs
’ b i CVD ooeng gt PVD coating grade Uncoating grade
Wl L|s |od|r 5 338588 8 3|s|lselE2 8
S 5|5 | &5 &5 S| S| F|&|&H |5 | ==
EE”E S LDHTISM4PDFRLHC| 9.9 | 15.2 | 476 | 44 | 08 % % % *
g
«
4 ¥R Material recommended
E AR Dimension (mm) —_— : = =
T1F M Insert shape A5 Type OmiEHS PVDREHES ERES
’ CVD oceng gade PVD coating grade Uncoating grade
B BB S|SB |S =l
W L S | od| AR A R AR AR AR AR A A A R S
S & | & | &5 &S|\ H|&|&|&| ==
S APKW160404 |9.525| 16.8 | 4.76 | 44 | 04 * W w *
AT- @E@
Q.

* S S Recommended grade Y ATiEA#-S Optional grade

= (URS



cCDEP
\L/
D8 FABiJIF Inserts for square shoulder milling
4 ¥R Material recommended
TIR4ME Insert shape &S Type AT Bmeren () CVD#.EHE% PVD;'%EH%% HE;‘,%EHE%
CVD oceng gade PVD coating grade Uncoating grade
B BB S|SB |S ==
ADCT140408PDER-LD | 8.2 | 17.47| 45 | 34 | 08 * W w *
ADPT140420PDERHD | 8.15 (1747 | 45 | 34 | 20 " W W *
SEKTISTIAEFN-LH | 134 | 3.97 | 44 | 20° w w w *
ﬁ SEKT13TSAEFN-LHC | 134 | 3.97 | 44 | 20° w W W *
g SDKTOJ03AEFN-LH [9.525| 318 | 34 | 15° w w W *
SDKTO903AEFN-LH1 | 9.525 | 3.18 | 34 | 15° w W W *
:ﬁ' SDKTO0SAEFN-LHC 9525 | 318 | 34 | 15° w w % *
SDKTO903AEFN-LHIC | 9.525 | 3.18 | 34 | 15° w W W *
S SEKTI204AFFN-LH2 | 12.7 | 4.76 | 55 | 20° | 16 ¢ W b5¢ *
P SDHT1204AEFN-LH2 | 12.7 | 476 | 5.5 | 15° | 15.76 w ¢ b5¢ *
~ SEKT12MAFFN-LH2C | 12.7 | 476 | 55 | 20° | 16 w w ¢ *
7 SDHT1204AEFN-LH2C | 12.7 | 4.76 | 55 | 15° | 15.76 W " b5¢ *
W ¥R Material recommended
TIESM Insert shape B2 Type BT Dienson () ODRERS PDIREIS ERENS
CVD ooeng gce PVD coating grade Uncoating grade
B BB|S S|SB 8 s | o
WIS T 1gg|81B|E(EBEEEIES 2
TMR/L331.1A-155015-WM | 11.5 | 14.5| 4.95| 4.6 | 1.52 * W w
TMRIL331.1A-155025-WM | 11.5 | 14.5|4.95| 4.6 | 2.29 * w W
gﬁ‘ @[@ a TMR/L331.1A-155030-WM | 11.5| 14.5| 4.95| 4.6 | 3.05 * w w
. _L)\é) }ﬁb TMR/L331.1A-155035-WM | 11.5 | 14.5| 4.95| 4.6 | 3.5 * " b5¢
TMR/L331.1A-155050-WM | 11.5 | 14.5|4.95| 4.6 | 4.83 * i¢ ¢
TMR/L331.1A-155055-WM | 11.5 | 14.5| 4.95| 4.6 | 6.35 * w w

* FHEFE R SRecommended grade v AJi%AE-S Optional grade @ 185-



DB r

D6 %FL%L Inserts for shallow hole drilling

E AR Dimension (mm)

¥ 3% Material recommended

C\DiARMS | PWDREMS ERERES
2 =]
TIRSNFE Insert shape 25 Type CVD coating grade | PVD coating grade |  Uncoating grade
5|8 g8 8 ol o
W L S d &S| B S| 0| 88| 2| x|8
& | & S s H|F|s B =
s APMT1504T-WT | 1588 | 12.7 | 476 | 55 * | * *
=l o] R
A A
——
B ¥E# Material recommended
FE K RSF Dimension (mm) - = ; = : =
et - i ODARRE | PORERS | FRERS
’ : =P CVD coating grade | PVD coating grade |~ Uncoating grade
AR RARE I 1 HHEBHE
SPMG050204-2V | 556 | 2.38 | 25 | 04 | 11° * * Y
S SPMG060204-2V | 635 | 238 | 28 | 04 | 11° * * "
]% = o SPMGO7T308-2V | 7.94 | 397 | 28 | 08 | 11° * * "
HEOH- - T
NI !!l SPMT090408-2V | 98 | 43 | 41 | 08 | 11° * * "
1 oo SPMG110408-2V | 115 | 476 | 44 | 08 | 11° * * w
=4 SPMG1405122V | 143 | 556 | 65 | 12 | 11° * * *
é.
1 FiHE#E Material recommended
FEKRF Dimension (mm) SNCITE 3 3 5 =
S N AR ODRERE | PDRRRE | FRERS
” p oLk CVD coating grade | PVD coating grade | Uncoating grade
S| B 8188 ol o
olC| S | od | R a S| B S| 0|88 S| x|8
& | & S|&|&|as|s| 8| A
WCGX030204-2V | 556 | 238 | 256 | 04 | T° * | * W %
WCGX030208-2V | 556 | 238 | 25 | 08 | T° * | % * w| %
WCGX040204-2V | 635 | 238 | 28 | 04 | T° * | * w| %
WCGX040208-2V | 635 | 238 | 28 | 08 | T° * | * * W %
WCGX050304-2V | 794 | 318 | 34 | 04 | T° * | * * wo| %
WCGX050308-2V | 794 | 318 | 34 | 08 | T° * | * * W %
WCGX06T304-2V | 9525 | 397 | 44 | 04 | 7° *x |k * W %
WCGX06T308-2V | 9.525 | 397 | 44 | 08 | 7° * | Kk * Y| %
WCGX080404-2V | 12.7 | 476 | 55 | 04 | T° * | % * % | ®
WCGX080408-2V | 12.7 | 476 | 55 | 08 | T° * | * | %
WCGX080412-2V | 127 | 476 | 55 | 12 | T° * | % * | %

I 1o G

* S S Recommended grade Y ATiEA#-S Optional grade



D7

{AR.5E7] Inserts for profile milling

1 B Material recommended
\ D. i
TIRSMP et hape e | oomen (M TonaRRS | PoaERS FiERs
’ P = P CVD coating grade PVD coating grade Uncoating grade
B |=|1S 8383 o | o
i 22 2222|288 B 8|52
S SDMT09T312-DM [ 9525 | 3.97 | 4 | 12 | 15° * * | K w
7 SDMT120412-DM | 12.7 | 476 | 44 | 12 | 15° * * | K ¢
=)
e
1 % Material recommended
< Dimensi
TSN s shpe e | oomen M TonRRS | PoARRS FhEES
” > L CVD coating grade PVD coating grade Uncoating grade
BB |=|1S 8388 o | o
e s pa) e 22228222288 g 33
o o0 o0 o o o0 o o0 o0 o [ca} o0 o o0
g WPGTO50315Z8R | 7.94 | 35 | 4 | 15 | 11° * * | % ¢
2
Lo N WPGT060415Z9R | 9.525 | 42 | 44 | 15 | 11° * * | K *
B @’ - 7[ WPGTOB0615Z9R | 12.85 | 6.35 | 55 | 15 | 11° * * | % ¢
o=
‘ ! WPGT09072528R | 15 | 7 | 65 | 25 | 11° * * | K ¢
# B ¥E#F Material recommended
< Dimensi
T —— - ARt Dimension (mm) CAERE OAEHE T
7 P =P CVD coating grade PVD coating grade Uncoating grade
BB II|Y|B|S S 838|8 oo
oIC S edi LR e 518 3158008288 EE 53
o0 o0 [a] o0 o0 o0 o0 | 0| oo o0 o0 o0 o0 o0 | oo
ZDGWOBT2R10 | 6.75 | 278 | 28 | 84 | 10 | 15 * | % * | % w A
ZDGW1103R125 | 8.5 | 3.18 | 2.8 | 106 | 125 | 15 * | % * | % w w
ZDGW13T3R16 | 105 | 397 | 44 | 132 16 | 15 * | % * | w w
ZPGW2204R20 | 12.7 | 476 | 55 | 16.1| 20 | 11 * | % * | % w w
ZPGW2204R25 | 12.7 | 4.76 | 55 | 169 | 25 | 11 * | % * | % w »
ZPGW2204R31 | 12.7 | 476 | 55 | 176 [ 315| 11 * | K * | X w w

* FiiFE R SRecommended grade Y AT £f#-S Optional grade

&, 17

i

=
g
«Q

m
o



D7 1AF4EET] Inserts for profile milling

1 ¥R Material recommended
E AR Dimension (mm) S = 5 = Ny
TIHSM Insert shape 2 Type C\DiREHS PVDRERS EREHES
’ CVD coating grade PVD coating grade Uncoating grade
REERRBEBEEE —To
OIC| S |0d| L | R | & |9 |8 B O|3 0|03 o0 8 K82/ x|
Sl&| & | & |d &|a|&| &6 b | s = @A
SPMT060304 | 6.35 | 3.18 | 2.8 | 6.35 | 04 | 11° * | % * | % w w
SPMT120408 | 127 | 476 | 55 | 127 | 08 | 11° * | % * | % w %
SDMT090308 |9.525| 3.18 | 4.4 |9.525 0.8 | 15° * | % * | % w Y

¥ B3 Material recommended
AR T Dimension (mm)

CVDiAEHES PDIREMS  |4EWE| IEAEMS

4 =
A Ll CVD coating grade |  PVD coating grade Cermet Uncoating grade

BPU106
BPU200
BPU206
BPG208
BPG308
BN201
BN301
BP20
BP35
BK10
BUB10
BU820

> |BPS153
% |BPS253
> |BPS303
> |BPC102

SPMT120408

27| 476| 55| 08 | 11°

) * S S Recommended grade Y ATiEA#-S Optional grade
188 X



coD l}l >
W/
AN
D13 Efth Others
TN - FARDimension (mm)
Insert shape S e c s 2 g
S
Lo M P22215-00 8 238 14° 34
I
o P22215-14 12 476 1° 55
TN - FARDimension (mm)
Insert shape 2l L s 2 ;
P28010 9.52 318 14 08
P2808-1 121 4.76 1 08
P2809-1 127 476 11 08
P28415-00 6.35 318 1 04
<.
Sl ‘T P28415-0 952 318 14 08
i @ P28A%5-1 27 476 f 08
.S
P2800-0 9.52 318 11 08
g
P2B002 1688 476 f 12 HI =
«
P2816-1 127 476 11 Co.7
T - HE AR~ Dimension (mm)
Insert shape = L S 3 b
P2894-1 127 476 20 2
P2894-2 15.88 476 20 21
P2803-1R 127 476 11 14
P2803-1L 127 476 11 14
P28451-1 1.21 476 11 14

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, 10 N



D13 Hfih Others

HAR~Dimension (mm)

I a’ e’ r
R PO21-04 635 645 238 7 8 04
Lc @ P921-14 955 967 397 7 8 04
’ LK'JJ - @ P922302 635 645 238 7 8 02
g ] P32 955 955 397 7 8 02
TN e AR Dimension (mm)
Insert shape L s 2 e
POBIET- 635 238 4 )
POBAET-2 78 318 n )
PoBIT-3 952 397 f %
POBAET4 ff 397 f %
POBAET-5 71 476 f %
. POBAET-5 15 476 f %
s POBAET-T 176 556 f %
E ’ POBATS 635 238 4 )
= S]] PORTS2 78 318 4 )
=l P2BATS3 952 397 f %
@ POBT 4 ff 397 f %
POBATS 5 271 476 f %
POBATS S 15 476 f %
POBATST 176 556 f %
TES aETs HE AR FDimension (mm)
Insert shape L W s ¥ R b
P21 83 83 318 f RO
POTOOR 15 952 318 1 RO
P2TOGAL 15 952 318 1 RO
POTO3R 15 952 318 14 14
POTOSR 0 27 476 f 5
POT0B4R 15,88 27 476 f ot
POT0G4R 0 27 476 f 008
PaTOB4L 0 27 476 f 008
POTOT-IR 1588 27 476 1 ot
POTOT4R 0 7 476 f 008
PaTOT4L 0 7 476 1 008

I o0 G

* S S Recommended grade Y ATiEA#-S Optional grade



D13 EHfth Others

, FAR~FDimension (mm)
o 8
I S i b
R Y
P2603-2 952 476 1 12
N7 "© ©
1.0 % PO6I33 127 476 1 12
! LS
D14 13 J]F Clamping system inserts
TE FE AR Dimension (mm)
g HEType
Insert shape Ic s ‘
304050 40005 251013 05
307050 702005 302013 05
310050 100005 351013 05
313050 130008 451013 05
316050 16,0010 55013 05
316100 16,0040 55013 1 %gﬁ =
307058 70£005 30£013 05 3
5 310058 100005 352013 05
: 80{/ 313058 130005 451013 05
.cf,A B 313108 130008 45013 1
‘ J
! 316058 16,0010 55013 05
316108 16.00.10 554013 1
3070511 70005 304013 05
S 3100511 10,0005 354013 05
‘ HoJ’( 310511 130£005 455013 05
.C—A S 3131011 130008 451013 1
E ~ U
3160511 160010 551013 05
3161011 16000 552013 1

o ey -
* EHEF I SRecommended grade Y A% S Optional grade G 191
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D14 HL3JJF Clamping system inserts

o pians
RS S Type E AR Dimension (mm)
Isetshepe & E 1C£00%5 S£0005 n£0013 a b i
s 3XHOBY 3XH0GZ 6 28 1651 08 02 01
11 1/ 3XHOBY 3XH0EZ 8 35 223 f 03 01
1.C ‘A‘ < |t 3XHIOY 310 10 35 275 12 05 02
Ja ﬁ 3HI3Y 3WH13Z 13 45 3669 14 07 04
W16 316 16 55 4528 6 1 06
TN e E AR~ Dimension (mm)
Inset shape 10025 S+00%5 0013 a {
o= 3XHOT 7 3 169 1 02
i} 1] 3XH10 10 35 2621 12 02
)ﬁ § 313 13 45 354 14 04
316 16 55 449 16 06
Sit
=4l
5
«Q
e T FDimensi
TS =S Type H AR Dimension (mm)
st shape & = IC+005 | S00% n+0013 2 b i
AXHIY BXHIZ 13 35 0906 14 1 02
AXHI6Y 4XH16 16 45 1,263 14 1 04
AXHI9Y axH19z 19 55 1513 16 12 04
AXH25Y 4XH25Z % 7 218 16 12 06
TE e FEARDimension (mm)
Insetshape 1C+0025 $+005 0013 a b
S . . .
| = 413 13 45 08% 14 1
v: 4X16 16 45 17 14 1
1.4 -
/@ 419 19 55 1408 16 12
P 405 % 7 208 16 12

(XS

* S S Recommended grade Y ATiEA#-S Optional grade



D14 Hl3JJF Clamping system inserts

HARRFDimension (mm)

410050 10+005 354013 05
413050 13+008 454013 05
413100 13+008 455013 1
- 430 13£0:10 455013 2
T 41600 1620.10 455013 05
XQ// - H 416100 16£0.0 45013 1
| 416200 16010 455013 2
419100 19+0.10 554013 1
419200 19010 554013 2
410058 10+005 301 05
413058 13:+008 354013 05
413108 13:+008 354013 1
P 416058 16010 455013 05
_r 8 416108 16010 455013 1
\Q//{ ,ﬁ J(I\ 416158 16010 455013 15
419108 19+0.10 554013 1
419208 19+0.10 554013 2
0108 2013 70£013 1 e
01 10+005 34013 05 E
4051 13008 354013 05
1T 13+008 455013 05
31011 13008 354013 1
S 31017 13008 455013 1
—— e 160511 16010 455013 05
N Q//r 6101 16010 455013 1
#6151 16010 455013 15
901 19010 554013 1
4ot 19+0.10 554013 2
501 254013 704013 1
st 254013 704013 2

* iR S Recommended grade Y ATi%EA#-S Optional grade

&, 100 T
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D15 EEHIFARZEFR Miling Technical information
a  SRHIIMTIE WA R R Common problems and solutions for milling

TIEM " e X
SR EES Wi Yl &4 TIERAR HRER
Main points of solution and inspection %%Ileﬁ'ﬂﬁgr?afl Cutting condition Tool shape Machine tool clamping
2 2 g @ 2
2 % E 3 e 5 3 &
ﬁ§_,%) = S| E o 3 = |1 E—% Tl = Bz_;j]
E5e|nE| &, 8laz|nE| 8, Ene| Blas|BEins BoEe 25,
= = | © ES) L= IS FOAE =N TS h =) = “— S
ES| g (Bl o2 o 712 | S| 5 Esllg|lac|Eg ﬁ)a“i =Zs|ngns|el S
Balms|ES R 8 S| HE|RERL BN BE| B EnS A |RE|s
melHeES| =| Sles|®3| S|PERS| E|=s|PZES|me LS HE Ko
Sl o |%3 ClES 3| =|T5Es| 5\ES|hg|pc|BE|REHE|ES
SR e 53 SEZ FME\Eaime kg SET
Eh% wEM S % g 2lme|Vx| g & B
Failure descniption S 3 Eg @ é iszé 8 £ g
2 = 5 g & © ©
EE | PHSHRaE Vv
o Improper cutting condition
37PN
Severe abrasion| 7)1 7] JLAATRZ AR S &A1&
of clearance face Improper geometry shape of] \/
cutting edge
FE | OMIEHTRAE Vv
7] R Improper cutting condition
o faeredbson DHITULARART 38 Y
§ mproper geometry shape of
?2 cu ting edge v shep
2
w PG EE
1|7
1:7? YIHI7] Improper cutting condition
1723
o
= Fracture of | tIHI TJJLATREAR T & 1&
8 cutting edge | Improper geometry sh;)e of] \/ \/ \/ \/ \/ \/ \/
5 cutting edge
5 N PIRIRHETREIE
g ot Improper cutting condition \/
[
;ﬂﬁﬂﬂ]ﬂﬁlﬂé;ﬂﬂ;éiﬁf
mproper geometry shape of
Egﬁ cuging edge v shap
=
Q PIRIRHTREIE
HBHE Improper cutting condition \/
- YIBTLRIAR R & 1&
Build-up edge Improper geometry shaz;)e of
cutting edge
FEM | TABREIREA e
HEEE A | Abrasion of tool produces great \/ \/ %Efjl%%‘l \/

Machining precision &t @i H =

Coarse surface| vibration of milling tool

PIRIRHETEIE
Improper cutting condition

Causing burr| DEITVLAITART &3

Improper geometry shape of]
cutting edge

PHIZBTREE
Improper cutting condition

Side collapsel DTELTILERAT 203

Improper geometry shape of]
cutting edge

hN

| oTE.

FEE FOE a7 LT R R A&

Improper geometry shape of]

L
Worse pl i
an%fsre pianenessi cutting edge

hN

‘\

N

it

Y
/

Others &

RENAR

Great vibration| Cutting condition Improper

PRIRHIZTAE

technology
YIBYE PIHEGTEE
#%1%3E | Improper cutting condition \/ \/
[PIPPINGS O ) ) LT R i
twisting Improper geometry shape of] \/
jlamming cutting edge

o G



D15 $EEIFARZE R Miling Technical information

b [EIERSxI% Questions and solutions

KRR BT n& R I
The problem of representation Phenomenon Reason Solutions
BmIeREAREN | YHIE T;L.—; FARYIERE
TIOER R R TR TIRERE® PR EE AR I S AR TR
=R reduction of surface roughness and| The cutting speed is too high Lower cutting speed
Blade wear size for finishing The service life of the cutter end | The use of abrasion resistance and better material
FEER HTEIAFHEE | RSEFE
s - YIRS R AR DB
— RO R B Burrs The amount of feed is too large and| 2 FHT % rg%ﬂﬁ’]pf R
A boundary wear Cutting resistance the cutting speed is too high Improve the edge sharpness
Lower cutting speed
The use of thermal shock resistance of materials
PIBH=HIEAL PIHRE S FEARYIHIRE
MBS FEMIFREEL (GEFE) | Cutting speedis too high ERESTIHIRENTFINE
Crater woar Chip control deterioration T RM=8LX_%5RETIR
Finishing the surface deterioration(Terry) Improve the edge sharpness
Lower cutting speed
The use of thermal shock resistance of materials
TITHRSTL PIHIG S R E SR R
BT Seim AR TIE# BEEREC XS FEAREE TIEFYIR
Plastic deformation Workpiece size change Cutting load is too high The use of high hardness material
Blade damage Cutter material mismatch Reduce the amount of feed and cutting depth
BN LREJIREN PIHRE S FARTIRRI TI RS
. THRI8BE The cutting speed is toohigh | 24 F i BB M BB A HOME IR
SRR The rapid deterioration of processi Reduce the preset tool If
Wear damage e rapid deterioration of processing educe the preset tool life
surface,Workpiece size tolerance The use of abrasion resistance and better material
IR F73E 0 #HTJEF K MR TIEMYNR
FREARETEL IHIBTRIHRT] ARt E ST
HEAER Cutting resistance TIR#IMERE KA E XM R

Surface roughness

Surface deterioration

The amount of feed is too large
Cutting vibration knife
Blade low toughness.

Reduce the amount of feed and cutting depth
The use of rigid and better tools
The use of higher material toughness

#5700 BHE
SBUERT
Sticking to the knife and built-up
edge cause chipping

EmLREEL
YIHIBE F13E 0
Surface deterioration
Cutting resistance

R bESESUR

The cuttlng speed is too low

YRR

ReEMNE (A, fR/)
Increasing the cutting speed

Enhance the sharpness (anterior horn, chamfer )

HURE BRI

Mechanical abrasion

& MR
TIEEGTRE
Accidental damage
Tool life instability

biiYAE= NI SUPN
YIHIET R T]

The amount of feed and depth of
cut is too large

Cutting vibration knife

ESI%%J] BRI R
mAff

huk)]"‘l?)ﬁﬁlé ZR
AR E SR TR

The use of higher material toughness
Increase chamfer

Increas the radius of the cutter tip
The use of rigid and better tools

ezt AR

Thermal cracking damage

B AJEER T BRI

it 71 53 R AR

S HITFEEIEIFSEE] 25

By the thermal cycle and damage
Occurring in intermittent cutting and milling

The amount of feed is too large and
the cutting speed is too high

FARHETIE

PEAR AR
BAFRMI
Reduce the amount of feed
Reduce the cutting speed
The use of dry cutting

BRTR
Chipping

ST EREEMRIEMT
SHMTHERTIGTIEIMT
Appearing for high hardness material machining
Appearing in vibration knife cutting

TR E
TIHERNIMET &
Blade low toughness.
Tool less rigid

KABEESMMFR(TiCREE - CBN)
KRR ESHITIE TETRIE
The use of high hardness material ( TiC ceramics and CBN )
The use of rigid and better tools

Change the blade tip.

&, 105
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D15 EEHIFEARZE R Miling Technical information
¢ IREEFIIESERIZERIFNERE Difference and selection between down milling and up milling

X K Y K
Enlarge Enlarge
Wk IG5 -
Up milling Down milling

Ik« $ET15 THIEMERS B 75 M S Yl A 75 R R SEHI A K.

Bk . S5 THEMER S AR 5 B SYIHI#R A5 MR R BgEEI S R .

Doun milling (also called down milling): the feed direction of workpiece is the same as the milling rotation at the connecting position.
Up milling (also called up milling): the feed direction of workpiece is opposite to the milling rotation at the connecting position.

st
=Hl IRSERT, PIEITEBSRMEER S, BHE, DETSHNERES. BRASMEEREL FRIRE
«Q

K5%; Inget, YIBHRETE, NVSIHERAERE, TJES5MIREEXEITRER/), E/NIIE

B o mIimEdl. B/ REEEERE. PR, VIBHEERE, TIRYIARFERIINEE, 8

IREE = B SR AREFRIEM TREENL.

kR, BTFSIMEREIHRKENRNFESIt#EAEER, FATESLF5SESH—MIEE

FEME. MIRSEYIHIRSERENNAERSHSEFE—B, 7N ITHKFEERNKE—ERENIES
SEEER), NTBEREERN, MBELTNAEER), BREXRERFIN. £X—BETESFLEEE);
HTRKETE D AR KE—EREN, THEESERER. TEANXHERMED, BrEEFWMIRE
MITIFTI R .

ERSTINGER, TNEBABEHRIGREABTIE, MATERENIAERENIH.

GHERE TR EERS RSB RAE.

In down milling, the major force of cutting edge is compressive stress; in up milling, cutting edge bears the tensile stress. The compressive strength of cemented carbide
material is larger than its tensile strength. In down milling, chip becomes thin from thick gradually , cutting edge and workpiece press each other. The friction between edge
and workpiece is small, thus can reduce the abrasion of edge , the hardening of workpiece surface and the surface roughness (Ra). In up milling, chip becomes thick from
thin gradually. When insert cutting into the workpiece, it generates strong friction and more heat than down milling, and make workpiece surface harden.

In up milling, because horizontal direction of cutting force that milling cutter conducting on workpiece is opposite to the feed direction of workpiece, therefore the lead
screw of work table joints closely with one side of screw nut. In down milling,the direction of cutting force is same as the feed direction. When edge’s radial force on
workpiece is big enough to some extend , the work table will bounce left and right, thus make the gap fall behind. The gap will return to front side along with the continuing
rotation of lead screw. At this moment the work table stops motion, however it will bounce left and right again when the radial cutting force is big enough to some extend
again. The periodical bounce of work table will cause poor surface quality of workpiece and tool breakage.

When use end mills for down milling, every time the edges begin the cutting at workpiece surface, therefore end mills are not suitable for machining the workpiece with
hardened surface.

Up milling is recommended for milling the thin-wall components or square milling with the demand of high precision.

oo G



D15 HEHIFARZEFR Milling Technical information
d TIE&IERIESE Pitch selection
BHITIESEERT V) ERESMT—TITHE S BMES. REITJESRE. HE. BFA.

Pitch is the distance between one point on one cutting edge and the same point on the next edge. Milling cutters are mainly classified into coarse, close and
extra close pitches,

#R{EFEEM Stability of operation

L M H
UKD (Low) (1) (Medium) (%) (High)
7oA =W BEN
Coarse pitch Close pitch Extra close pitch
TEWIEIR T
Differential pitch
EhRSHEARETHHERN, MIRE RE,
mlﬁiggli]ﬁ;ﬂ;ﬁ,ﬁ}% i 1R, | i@gﬁﬂgﬁ%ﬂiﬁdﬂ%ﬁ%gﬂg, U ZHITIT]
BEENE SRR, e A S5YN], TREENESE,
When the milling width is equal to diameter of cutter, the . Exﬁﬁlifiﬁlﬁﬂ%ﬂbm ':',E’J_" X When the milling width is less than diameter of cutter,
machining system is stable and main power of machine | General milling function and muttiple mixed productions | ¢,ytting by maximum edges can achieve high productive
is sufficient,selecting coarse pitch can achieve high efficiency.
productive efficiency.

i%$FEmA Selection of approach angle

BEITIEMERBEBTIFSTIREREN, RA SRS E SRR AYIEIEE
TRAZMYLIERE. VEOMIESS. HAE Approach angle Feed rate per tooth Real maximum cutting depth
MBAET, MR, WIESEESRN, T 90° f, hex=f,xsinkr
EYIEI T EE RBYIHSE RN S THE .

BN ERBATET A EH LRI S ARR 75° f hex=0.96x1z
H7IERE, XEMSRLEEN. RFTIT], H
ROBBNE. BLRAMES, MRERMTE 60° fe ho=0.86xf;
REFH.

45° f hex=0.707x1;
The approach angle is composed by insert and tool body, Chip
e porosch hdoess and sreads e uing v beten Ao o Z o SHEC2)

cutting edge and workpiece for a given feed rate.

A smaller approach angle also guarantee that it is stable
entrying into or exiting workpiece,to protect the cutting edge
and extend tool life.However this will increase higher axial
cutting forces on the workpiece, thus is not suitable for
machining thin workpiece such as thin plate.

&, 107 N
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D15 HEEIFARZERE Milling Technical information

e @A General formula

Zn:

cutting speed(m/min)

ST AMER (mm ) fz
nominal diameter of milling tool(mm)

FHEEE (rev/min) T
spindle speed(rev/min)

DAL Tc:
number of teeth

PIELEE (m/min) Vf:

TEGHBE (HFEEE) (m/min)
feed rate of worktable ( feed speed)(mm/min)
FIHEE (mm/z)

feed rate per tooth(mm/z)

ER%E 3. 14

circumference ratio~=3. 14

SNIEFE (min)

machining time(min)

Q: &BEMRE (cm’/min)

metal removal rate(cm3/min)

fn: BEHABE (mm/rev)

feed rate per revolution (mm/rev)

L: SEFRETIIEE (mm)
Real cutting distance(mm)

@ VIHIEE Cutting speed

1 XDe Xn
Vo= —— i
c 1000 (m/min)

. FihEEIR Spindle speed

_ 1000 X V¢ .
n=
X Do (rev/min)

=

@ I/EGHAE (HAEE) (mm/min)

Feed rate of worktable ( feed speed)

Vf=fzXnXzn

=Hl

@ Ei5#HAE Feed rate per tooth

Vf
nXZn

fz= (mm/z)

@ Siti#H44E Feed rate per revolution

ve (mm/rev)

fn= —
n

@ /nIATE Machining time

Tec= (min)

Vf

@ £EEMZE Metal removal rate

a, Xa. XV
Q= ————— (cm*/min)
1000

rig

=
Tool minor cutting 5

edge angele gpane of tooth

[a) feed

BiE#HSLE (f2)
Feed rate per tooth

Lopod
Tt

gDc

I oe G




D15 EEHIFARZEFR Miling Technical information
f SEEITIE&IBHHMER Function of each part in face milling

FEHGETIEERE

Main angles of face mills

HER At

Axial rake angle

FwAKr

O
' AR
Rake ng]gIe /«M

TJ]#2 E 1R Diameter of cutter

A

FEERTfAre
Radial rake angle

FEETIEEZEAEFRE Main angles of face mills

DAN7)= NS

=

Approach angle

Inclined angle of cutting edge

e & AR
Designation Function Effect
HEIEIA e REHESE fE R HIBMEET
Axial rake angle rf Determining the chip direction negative angle, excellent capability of chip removal
ZEEa REVIHIRRE S RERIE: YIHIMRELF

Radial rake angle rp

Determining whether the cutting
is light and fast or not

Positive angle, good cutting performance

ERA Kr REVIBEE ket, IBEET; krd, TIBEEL;
Approach angle Kr Determining the chip direction thickness Krt, chip thickness?; Kr], chip thickness|
» RN ggglrfguatﬁ *Jg‘ﬁmfgf I AEST, IHITIR R
I R Determining whether the cutting high srengtsof ngh svength | (> 0= (+ | Good cutting performance,
Rake angle R is light and tast or not of cutting edge cutting edge
s . HUBMREE, THITIRES HeBMERELF IR TISR AR
THER \s REHESE Poor cutfing performance, |y o, ¢,y | Good cutting berformance.

Inclined angle of cutting edge

Determining the chip direction

high strength of high strength
of cutting edge

low strength of cutting edge

KEIRTRAAVESHHE Characteristics of different rake angles combined

_ W IEHTF PYSAET)=:] —IE—fRA
Double positivec Double negative One positive, one negative
S BIFI A
Negative rake angle ree ree ree
— i — I i
0
TERRB
0° rake angle
/]
+ ‘
— ~—] f—
EAIEIf 10 roe)
Positive rake angle
BRI e —
Axial rake angle rf + +
’érﬁlﬁffﬁ ro + J— J—
Radial rake angle rp
P N, N
M J J
EEMI AR
ST K J J
Applicable material machined
N J
S N

&, 100 N



T
g

B P
\

//

D15 EEHIFEARZE R Miling Technical information
g TEEMATIHIMEAE Cutting performances of different approach angles

FRA
Approach angle

~EE
Schematic diagram

A

Instruction

45°

|J=
l_

HMEShEK. MITERTHR, THSLEHE, S
MITHEEETRE; MISWERE, SFFIET
Hin = BiTE.

Axial force is the largest. It will bend when machining thin-wall
workpiece, and reduces the precision of workpiece. It is benefit to
avoid fringe breakage of workpiece when machining cast iron

75°

T3

FEWARETEIS N, R FEGHIEERN—FERRE.
The main purpose is to resolve the radial cutting force, it is often
used for general face milling.

90°

T3

g FHE N NAE, EE&TERGBHE.
The axial force is zero in theory, suitable for milling thin plate
workpiece.

&} TITIH Wiper insert

¢

( y
fz
- fn
&
e
=Hl
5
«Q
E
£
=]
8|- ~1
—EBXNTNE —LBK

Wiper insert

Common insert

BT 7IHMIIRFERIEIRE, AL, It has axial and radial run out because of
7B FERTNEERRAMER IR (o0ls and inserts exist manufacturing
ZEEEMks), w7)REERIESH
EMIkEARERMETS, FRER
BUETEER. surface roughness.

tolerance. The axial runout lead to poor

TR INE

Solution

REBRNT A
Assembling wiper inserts

A%

usage

E#EFP YIS TR YIHIERIERE

Selection of cutting width diameter in
de

face milling
de

{

—

(1.2 - 1.5

M 200 G

= \Q(
A\

{

N __ The wiper insert must protrude below the other inserts by
g BTN RH HE T )= _
Tei e LSS TR E T1750.03-0. 1mm ’0.03-0.10 mm at axial direction, only that the wiping

ii’%@]?éf{fﬁﬁ S e gl function can take into effect. Generally speaking, a cutter
AR —A JEl_ﬁzé ):‘Lﬂ’?ji':mﬂHEHEI can just assemble only one wiper insert. If the diameter of
LTI BERIRANRTI BN SRIHREX cutter is much bigger or cutter's feed rate per revolution is
FEATIKER, AT%R2-3H187] bigger than the length of wiper edge, 2 to 3 wiper inserts
can be assembled.

pe : JJIEYIHIESR Tool cutting drameter
ae: YIHITEE Cutting width

—REskif, VBB ST EMTIEIERSYIR
BIXFEA: De= (1. 2-1.5) ae.
EXfRMIHREREETIES LS T H4uE
£

Generally speaking, the relation between
cutting width and diameter is Dc=(1.2—1.5)
ae. In the machining practice, it need to
avoid coincidence of tool center and
workpiece center as much as possible.
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E1 C*A

S?%:ri\ai PR S Type v . : ' o & ¢ applilcz:ia}tfjvje]i):serts
e45° C12A "7 318 6.1 08 73 85 05 CNMM/G12
) C16A 14.88 4.76 71 1.2 85 10 05 CNMM/G16
g9 C19A 18.05 6.35 87 16 10.3 1.5 05 CNMM/G19
C16BP 15.6 4.76 79 16 9.58 1.3 05 CNMM/G16
s C198P 188 476 10 16 12 121 05 CNMM/G19
E2 C*B
S?%:lgfe FRESType L . ' o i ol ¢ applfa?vje]i):serts
C128 "7 318 08 6.6 8 15 05 CNMM/G12
C168 14.88 4.76 1.2 76 9 2 05 CNMM/G16
C198 18.05 4.76 16 8.6 10 2 05 CNMM/G19
MC0903 93 3.18 08 58 6.5 1.87 02 CNMM/G09
MC1204 125 476 1.2 74 8.1 217 02 CNMM/G12
MC1604 15.5 476 2 98 10.8 22 03 CNMM/G16
MC1904 18.65 476 1.25 8 12.25 25 05 CNMM/IG19
ICSN-332 9.14 4.76 08 5.94 6.63 343 05 CNMM/G09+08
ICSN-432 12.32 4.76 08 752 8.2 259 05 CNMM/G12+08
SM-303 12.32 4.76 0.79 6.76 9.14 249 05 CNMM/G12+08
ICSN-433 12.32 4.76 121 752 8.2 259 05 CNMM/G12+12
ICSN-443 12.32 53 121 7.52 8.2 3.05 05 CNMM/G12+12
ICSN-533 15.49 476 121 9.86 10.97 259 05 CNMM/G16*12
®7] SM-304 18.67 4.76 121 8.48 1.71 249 05 CNMM/G19+12
%m ICSN-633 18.67 4.76 121 1143 12.29 259 05 CNMM/G19*12
C0903B 9.13 9.13 08 5.85 6.7 1.75 05 CNMM/G09
SC1203 122 318 08 6.95 8.05 1.75 02
SC1204 122 4.76 08 74 78 225 05
C1203B 123 318 1.21 7.35 8.3 1.75 05
C1203B 123 123 1.21 7.35 83 1.75 05 CNMM/G12
SMC-432 124 48 08 7.35 8.1 23 05
MSC-432 124 48 1.2 7.25 8 26 05
C1204 125 476 1.2 74 8.25 325 08
M-C168 14.88 476 1.2 78 9 28 05
SC1604 15.2 4.76 1.2 7.95 9.05 2.05 02 CNMM/G16
C1604B 15.48 4.76 1.27 9.85 10.9 2.65 05
SCN-64 18.7 4.76 16 94 10.8 24 05

B 202 G



E3 D*A

S?r?lr*f:riaﬁ FRESType L 9 e r o & ¢ applilcﬁa?v?i):sens
D15TA 17 3.18 6.1 12 73 85 02
D15A 17 476 6.1 12 73 85 02 PNVG13
D19A 1488 | 476 74 12 85 10 02 DNMM/G19
TD1503 165 | 318 6.8 08 86 05 DNMM/G15
E4 D*B
S?%:lgfe FRESType L g ' o i ol ¢ applifa?vje?i):sens
D15TB 17 3.18 12 6.6 8 15 02
D158 "7 476 12 6.6 8 15 02 PNVWGT3
D198 1488 | 476 12 76 9 2 02 DNMM/G19
MD1504 125 476 08 74 8.1 277 02
MD1506 125 6.35 08 74 8.1 428 02 PNG1S
IDSN-322 9.14 318 08 5.94 6.63 1.85 05 DNMM/G11*+12
. > S N IDSN-433 1232 | 476 127 752 82 259 05 DNMM/G15+12
T IDSN-533 1549 | 476 127 986 | 1097 | 259 05 DNMM/G19*12
%y @L g[ D1103B 9.13 3.18 08 5.85 6.7 175 05
g45° MD11 94 33 12 58 6.6 2 0.2
D1504B 1232 | 476 127 7.35 83 265 05
SMD-432 124 6.46 08 745 8.16 44 05
01503 122 3.18 08 6.95 8.05 175 05
SD1506 122 6.35 08 7.25 8.05 405 05 DNMM/G15
MSD-432 125 48 08 73 8 26 05
D1504 125 476 1 74 8.25 3.25 08
MD15 125 476 12 74 83 3 02
E5 S*A
TIREXRER EREES D S d r d1 d2 e E&RTR
S09A 8.53 3.18 46 04 56 6.6 02 SNMM/G09
S12A "7 3.18 6.1 08 73 85 02 SNMM/G12
. S15A 1488 | 476 74 12 85 10 02 SNMM/G15
Q= 60 4 - S19A 1805 | 635 8.7 16 10.3 15 02 SNMM/G19
-.‘, T & g( o3 S22A 712 | 635 87 16 103 15 02 SNMM/G22
Vo ]SL S25A %4 6.35 10.1 24 12 13 02 SNMM/G25
S098P 85 3.18 49 08 6.8 65 03 SNMMIG09
SC42 125 318 6.9 12 85 8 05




E6 S*B

S?%:Il\a};ffe PR S Type ? . ' i & . ¢ appliliﬁjv?i}:sens
S09B 8.53 318 04 56 7 15 02 SNMM/G09
$12B "7 3.18 08 6.6 8 1.5 02 SNMM/G12
S15B 14.88 476 1.2 76 9 2 02 SNMM/G15
S19B 18.05 6.35 16 8.6 10 2 02 SNMM/G19
S22B 21.23 793 16 96 1 25 02 SNMM/G22
S25B 244 7.93 24 96 11 25 0.2 SNMM/G25
MS0903 93 3.18 08 58 6.5 1.87 0.2 SNMM/G09

S s MS1204 12.5 4.76 08 74 8.1 2.77 0.2 SNMM/G12
ISSN-322 9.14 3.18 08 594 6.63 1.85 05
SNMM/G09*08
g[ ISSN-332 9.14 4.76 08 5.94 6.63 343 05
ISSN-432 12.32 476 079 752 8.2 259 05 SNMM/G12*08
& ISSN-433 12.32 476 1.27 752 8.2 2.59 05
ISSN-443 12.32 53 121 752 8.2 259 05 SNHiG2r2
ISSN-533 15.49 4.76 1.21 9.86 10.97 259 05 SNMM/G15*12
ISSN-633 18.67 4.76 121 1143 12.29 259 05 SNMM/G19*12
ISSN-846 25.02 6.35 24 14.66 15.88 2.12 05 SNMM/G25*24
S0903B 9.13 318 08 5.85 6.7 1.75 05 SNMM/G09
§51203 122 3.18 1.2 6.95 8.05 1.75 02
§1203B 12.32 318 121 7.35 8.3 1.75 05
M-S15B 14.88 4.76 1.2 78 9 28 05
$1504B 15.48 476 08 9.85 10.9 265 05 SNMG1S
*
(g,,_g;‘ E7 SE — ‘

S}P?;:Pl\::je B S Type v . ' i & . ¢ appliliﬁjv?i}:serts
SEF12 105 3 2X45° 54 6.7 1.2 SEKT12

- SE445 10.3 318 | 2.5x45° 5.1 6.6 1.68 16° SEKT12
]
|S1

TIESM RS Type D S d r dt d2 e ERTIA

Shim shape applicative inserts
T16A 8.53 318 46 04 56 6.6 0.2 TNMM/G16
T22A "7 3.18 6.1 08 73 8.5 0.2 TNMM/G22
T27A 14.88 4.76 71 1.2 85 10 0.2 TNMM/G27
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E9 T*B

Sjr?lr*né:t!ai PR S Type . g ' o i ol ¢ applfa?vje?i):sens
T16B 8.53 318 04 56 7 15 02 TNMM/G16
T228 "7 3.18 08 6.6 8 1.5 02 TNMM/IG22
T27B 14.88 4.76 1.2 76 9 2 02 TNMMIG27
MT1603 92 3.18 08 58 6.5 1.87 0.2 TNMM/G16
MT2204 125 476 1.2 73 8 27 04 TNMM/G22
ITSN-322 9.14 318 08 5.94 6.63 1.85 05 TNMM/G16*08
ITSN-323 9.14 318 1.27 594 6.63 1.85 05 TNMM/G16**12
[TSN-333 9.14 4.76 1.21 5.94 6.63 343 05 TNMM/G16**12
[TSN-432 12.32 4.76 0.79 752 8.2 259 05 TNMM/G22*+08
[TSN-433 12.32 4.76 127 752 8.2 2.59 05 TNMMIG22**12
[TSN-534 15.49 4.76 1.57 9.86 10.72 259 05 TNMMIG27**16
ITSN-538 15.49 4.76 3.18 9.86 10.72 2.59 05 TNMMIG27+32
ITSN-636 18.67 4.76 2.39 1143 12.29 259 05 TNMM/G33*24
ST1603 9 3.18 08 5.95 7.05 1.75 02
ST1603B 9.13 318 121 5.85 6.7 1.75 05
T1603B 9.13 3.18 1.21 5.85 6.7 1.75 05
T1603 94 33 1 58 6.9 2 05
T2204B 123 318 1.21 7.35 83 1.75 05
T2203B 123 318 1.21 7.35 8.3 1.75 05
E10 V*B
Sjr?lr?né:rll\aiffe FRESType v . ' i i . ¢ appliléia??vje]i):sens
IVSN-322 9.14 318 0.79 5.94 6.63 1.85 05 VNMM/G16*08
IVSN-433 12.32 4.76 1.57 7.52 8.2 2.59 05 VNMM/G22*12
s SMV-321 83 32 0.8/0.2 54 6.5 1.7 05
() / 5 MSV-321 8.6 32 0.8/0.2 5.6 6.6 1.5 05
/%%Zg[ g SV1603 9 3.18 08 595 7.05 1.75 05
¢ €45° SMV-322 9.1 32 0.8/0.2 58 6.6 1.7 05 VNMM/G16
V1603B 9.14 318 0.79 5.85 6.7 1.75 05
SM-310 9.14 3.18 0.79 541 7.1 1.78 05
MSV-322 9.3 32 0.8/0.2 58 64 1.9 05
E11 WxA
TV B S Type D S d r d1 2 e ERATIE
Shim shape applicative inserts
. WO8A "7 318 6.1 08 73 85 02 WNMM/G08
% S W10A 14.88 476 71 1.2 85 10 0.2 WNMM/G10
W13A 18.05 6.35 8.7 16 10.3 15 02 WNMM/G13
SW317 9.35 27 5 08 6.3 6.6 05
TW0803 11.65 318 6.9 08 79 8.6 05
SW42 125 318 6.9 1.2 85 8 05 NGO




E12 W*xB

S?%:Il\a};ffe FRESType L . ' ol i . ¢ appliliﬁjv?i}:sens
Ww8B "7 318 08 6.6 8 15 02 WNMM/G08
W10B 14.88 4.76 1.2 76 9 2 02 WNMM/G10
W13B 18.05 6.35 16 8.6 10 2 02 WNMM/G13
MW0603 93 318 06 5.75 6.45 1.85 02 WNMM/G06
/\8/0: s MW0804 126 476 08 74 8.1 217 02 WNMM/G08
@Q | IWSN-322 9.14 3.18 08 5.94 6.63 1.85 05 WNMM/G06
g g IWSN-432 12.32 4.76 08 7.52 8.2 2.59 05 WNMM/G08*08
¢ ] i [WSN-433 12.32 4.76 119 7.52 8.2 259 05 WNMM/G08*12
€45
g W0603B 9.13 318 08 5.85 6.7 1.75 03 WNMM/G06
SW0803 122 3.18 08 6.95 8.05 1.75 05
SMW-432 123 48 1.2 74 8.2 26 05
WNMM/G08
W0803B 12.32 3.18 119 7.35 83 1.75 03
WWo8 124 4.76 08 6.6 84 2.25 05
MSW-432 128 48 08 73 8.1 26 05
W1004B 15.48 4.76 08 9.85 10.9 265 03 WNMM/G10
E13 R*A
sﬁﬂ\a}& FraElSType 2 9 . il L ¢ applilcﬁa?v?i):sens
R10A 9 318 46 56 6.6 02 RNMM/G10
o R12A 1 3.18 6.1 73 85 02 RNMM/G12
R16A 15 4.76 71 85 10 02 RNMM/G16
%gi]u R20A 19 6.35 8.7 10.3 1.5 02 RNMM/G20
R22A 21 6.35 87 10.3 15 02 RNMM/G22
R25A 24 6.35 10.1 12 13 02 RNMM/G25
E14 R*B
TIESNE FRE S Type D 8 d1 d2 st C ERTIR
Shim shape applicative inserts
S R09B 94 4.76 46 58 2 02 RNMM/G10
% TF S R12B 125 4.76 6.1 74 2 02
_H— IRSN-43 1247 41 7.34 8 224 0.76 RNMM/G12
g 4‘8{ IRSN-44 1247 6.41 7.34 8 224 0.76
— IRSN-62 18.77 318 11.25 13.03 1.53 0.76 RNMM/G19
e*45° R1003B 96 3.18 5.85 6.7 1.75 03 RNMM/G10
R1203B 11.6 318 7.35 83 1.75 03
R1604B 15.6 4.76 9.85 10.9 265 03 RNMM/G16
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GPBP
AN P4
E15 KT*
TN I ERTIH
Shim shape P& S Type . . . 8 i applicative inserts
KTS20 13 5 25 | 45 6
& KTS25 15 5 25 55 7
o KTS32 2 5 2 65 | 10
8
- KTS40 2% 8 0 65 | 145
KTS50 30 8 0 65 | 145
E16 STM* (L*)
TSN o ) o
Shim shape =B S Type D S e d a1 RI | R 1
LW-16LT LW-16RT | 95 | 318 | 05 | 44 64 | 05 | 125 | 10
~5-= LT16R-3.0 LT16L-30 | 943 | 318 | 05 | 55 | 66 | 01 | og | 729
Nel
o Ql STM16 94 | 318 | 05 4 04 2 | 465
S MT16-M 925 | 318 | 05 | 586 05 | 05
e x45° STMI6L STMIGR | 94 | 318 | 05 | 44 04 2 | 465
STM22L STM2R | 125 | 397 | 05 | 52 05 | 18 | 53
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F1 WBRAE£~mE2 Cemented Carbide products safety standard

1
Features of cemented carbide materials
W C Co N Ti Si Al O

Cemented carbide cutting tools are mainly comprised by W, C,Co, N, Ti, Si, Al, O etc elements and other chemical compound,and come into shape after
sintering and a series of subsequent machining. Cemented carbide tool possesses good chemical stability and high strength, it is the ideal tool to cut
most of metals and high strength nonmetals.

2

Cautions for safely using cemented carbide tools

1)

Cemented carbide is hard and frangible material, it is easy to generate brittle rupture and breakage because of larger force or partial stress, which
causing sharp cutting edge.

2) .
Most of cemented carbide are mainly comprised of W and Co, which with high density. In the process of transport and storage, special treatment should
be done for great heavy goods and handle them with care.

3)

Cemented carbide and steel have different thermal expansion coefficients. In order to avoid breakage caused by concentrated stress, the welding
should be made in suitable temperature.

4) :
Cemented carbide tools should be stored in the dry environment where is far away from the corrosive atmosphere.

5)

In the cutting process, it is unavoidable to generate chips and brittle discs etc, please make sure the labor protection articles are prepared before
machining.

6)

If coolantis used in the cutting process, please select correct coolant to prolong the machine and tool lives.

7) Please stop using the tool when it's generating crackle in the machining process.

8)

The long use of cemented carbide tool will lead to cutting edge passivation and lower strength, however,please make sure to regrind by professional
person

9)

Please collect the broken tools and chips properly,in case harting other people.

=
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F2 ZeFERYETEREEEIN Cautions for safely using cutting tools

Danger

Protective measure

Direct touch with the sharp cutting edges may cause injuries.

Please use gloves etc labor protection articles when assemble or disassemble cutting
tools on machine.

Improper use of tools
may cause the tool breakage and be expelled from machine, thus will generate injuries

Please read catalogue and safety standard before operating.

Please wear safeguard glasses and protective clothes.

Rapid increase of cutting resistance due to excessive abrasion and severe impact may
lead to breakage of tool and spatter of chips, thus cause injuries to operator.

Change the tool with excessive abrasion without delay

Please wear safeguard glasses and protective clothes.

In cutting process, hot chips may generate risk of scald and scuffing.

Please use tools such as plier to clear away the chips in time.

Please wear safeguard glasses and protective clothes

In cutting
process, sparks and hot chips may cause risks of fire and explosion.

Clear away the inflammable and explosive materials in the cutting area.

Please make sure the fire extinguishers are prepared.

At high speed, the machine will vibrate severely because of poor balance of holder etc.,
And may cause tool breakage.

Check whether the machine is loose or has any abnormal noise before cutting.

Please wear safeguard glasses and protective clothes.

Burrs on workpiece are very sharp and easy to cause injuries.

Don’ttouch the burrs on the workpiece with bare hand.
Please wear protective gloves and clothes.

If directly machine the workpiece held un-firmly, it will cause tool breakage and splash
of workpiece.

Make sure the workpiece is clamped firmly.

Please wear safeguard glasses and protective clothes.

If inserts or spare parts are not clamped properly, they may become
loose and fly out ,which cause risk of injuries.

Use the suitable tools to set inserts, and make sure the inserts and spare parts are
clamped firmly before machining.

If inserts and tool are clamped too tightly by screw and clamp, it may have the risk of
breakage and splash.

Please not clamp tools too tightly by sleeve

Inserts or spare parts may be expelled due to inertial centrifugal force at high cutting
speed.

Use the tools within recommended cutting conditions.

Please wear safeguard glasses and protective clothes.

Milling cutters have
sharp cutting edges. Direct touch with them may cause injuries.

For your safety, please wear protective gloves if need to touch inserts.

In rotating cutting, clothes, gloves etc are easy to be wringed to the machine at high
speed, thus cause casualties

The operator should not wear gloves at rotating cutting.

Please pay attention that the clothes etc should not touch the operational parts of
machine

Off-center or poor balance of tools in rotating machining will cause vibration, breakage
and splash of tool, thus will cause injuries.

Please use the tools within the range of recommended rotating speed.

Check and adjust machine balance periodically.

When cutting at high speed, the chips flying out rapidly may cause injuries.

Please use protective cover, screen etc safeguard goods.

Please wear safeguard glasses ,protective clothes and gloves.

Using the extremely small drill is easy to cause tool breakage and splash, and hard to
take out the broken part.

Reduce tool vibration and conduct machining at suitable speed.

Please wear safeguard glasses ,protective clothes and gloves.

Machine and tools may be damaged if they are used out of specified purposes, thus
may cause other risks.

Please use them strictly according to instructions and specified purposes.

20 G



F3 FRME#EMEE Surface roughness

S s T THEIES (ED
Type Code Computing method legend
| .
Within sampling length |, the arithmetic average absolute value of profile
§ 5 i deviation is 3 I
3 g% y
Sa 0 |\ W .7\
SER Ra LN i 77 5 A 0 1 3305720 N
oo vy v w B
T o In the formula, the profile deviation y is the distance between profile points
S . . . . . . . X
=& i and reference line in the measuring direction.Reference line is the profile - .
— @ 3 B BRBR S 38 2R €
@ # least-square average line O. This line divide the profile and make the sum of e N
squares of profile deviation to be the minimum within the sampling length.
I 5 5
S Within sampling length |, the sum of the average value of heights of five highest
fé’ W profile peak and the depths of five deepest profile valleys y i
SN typi i
S B | : O WA
15} Rz ’ : 9 i y»y;v s/,Vvs v v X
E jﬁ In the formula, ypi means the height of 'i',the highest profile peak. In the VJW W”"‘I g/y
25 formula,yvi means the depth of 'i'the deepest profile Valley.Maximum height of L
2 e P pes prove e ey o OB B 45 7 R
& fir profile Ry: the distance between the top profile peak line and the bottom profile
Sl valley line in the longitudinal direction within the sampling length I.
|
The distance between the inner profile peak line and the bottom profile valley
n§> #® line in the longitudinal direction within the sampling length I.
5 y ’
5% [ -
(3D—§ Top profile peak line is the line that parallels to the reference line and passes . /\ﬁ_ /,\\ [\
tg_E% Ry through the highest point of profile peak. Bottom profile line is the line that V \/ \/ A% 5 ) *
E:: parallels to the reference line and passes through the lowest point of profile
o
s valley B 5 KR Ry
2
N N =
BRA 4 BEAFIT 2 K 1 nBO B %2
=
The value Of Sampling leng 1 and rvatuation length 1n ﬁg
S
Ra/um Rz/um 1/mm 1n=51/mm =
=
o
>0.008~0.02 =0.025~0.10 0.08 0.4 3
]
>0.02~0.1 [10.1~0.50 0.25 1.25 S
>0.1~0.2 [10.50~10.0 0.8 4.0
>0.2~10.0 >10.1~0.50 2.5 12.5
>10.0~80.0 >50~320 8.0 40.0

& 2n
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