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COMPANY Introduction

Concentrate on CNC inserts, accomplish international brands! Chengdu Bangpu Cutting Tools CO.,Ltd is a professional
carbide products manufacturer which produces carbide indexable inserts, cutting tools, woodworking reversible inserts , hing
eboring bits and dowel drill bits.

Chengdu Bangpu Alloy Materials Co.,Ltd owns an imported production line from developed countries like Swiss, Germany,
etc, including Ball Grinding Mill, Spray granulation tower, CNC automotive pressing machine, low pressure vacum sintering
furnace, CNC Grinding Machines, CNC forming Tool Grinding Machine, Automatic Chamfering machine, CVD and PVD coating
furnace, high-speed milling machine, EDM machine, WEDM-LS, Linear detector, Sigma meter ,Coercive force machine,
Metalloscope ,etc., with annual output twenty million pieces, and has passed the ISO 9001 international quality system
certification.

Our company's products have been exported to Europe, America, Southeast Asia, Middle East and other regions, our main
products have three categories:

1, Milling and Turning inserts for processing aluminum, cast iron, stainless steel, a variety of steel and other metals , grooving
inserts, drilling and milling inserts, cermet indexable inserts with thick-film multi-layer coating, tool holders, brazing inserts.

2, The indexable woodworking inserts, woodworking dowel drill bits, hinge boring bits, high precision planer, etc.

3, Inserts shim, diamond and CBN substrate, mining ball gear, blanks, rod, wire drawing dies, punching dies and other carbide
products.

We can customize all kinds of cemented carbides products according to your drawings and samples.

Tenacious state, widely benefit the world! We will always provide you our best products and service!
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_ISOZ 7] 1SO Turning Inserts

#{ L F\W\MD\RA\RB
SEIEFN 4T M A

BRHEFKTIR
sharp tool nose

PIHI 7142 £ R ACR Y] /B s B

C type cutting geometry on the radius of cutting edge

1SR R F YHI 7]
enhanced main cutting edge

Al %L ] A & BY-mD

indexable inserts geometry-MD

MD & E RZF application
“REEEMIRRER -SRAEMFEMITIAEL BEFEr ZHE B BRAMER
—general geometry for semi-finishing machining on steel —with better working range
-1E53 B E 1 H J) -EMIFRERMNEERRKNBERATNAELNEZESHHMI
—-enhanced main cutting edge —high performance under unstable allowance machining

CEYIH7)IER BRI AT M E KR RIS B R R -HBTM4RGIRH,. BRMERE

THITEEMT —typical work piece: steel wheel and hub,gear

. inserts can be used in semi-finishing machining with bigger
cutting depth and bigger feed rate
. apmax: 8mm, fmax: 0.6mm
-C Y] Bk B
-C type cutting geometry
IERENRBENEMIAEEIBRANBERLT,
UEESIEES: 0] =
. perfect working under small cutting depth and unstable

it ¥ advantage:
-ERBTCEYIEBMEMSEN T REMNEE, NMRIET VIERESHL
-perfect chip breaking performance with C type geometry, chips will be easily peel off

allowance machining ST R S A, B AN AR AN A E
50 ER N 0% B (R AR i JE i) R -larger working range makes fewer geometry types
- without any problem in contour machining AR TIN BB EYIHIT), AT ENIREMS KSR ENE~HE
. apminz 0. 4mm, fmin: 0. Imm -sharp tool nose ,enhanced main cutting edge, providing best work performance bombine with
B AR MK CNMG. DNMG. SNMG. TNMG. WNMG good wear resistance coat grade

—basic type CNMG, DNMG,SNMG,TNMG,WNMG

CcosPe
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FEEMEDLRM I RS
RENEHIT R E =R

CDBP Newest steel processing inserts
Better performance for steel processing

I &4
i B
wear resistance
A
¥
BPS063
BPS101
BPS251
BPS261
BPS371
>
4% strength
Good
E#E ML semi-finishing KA T WG/ CRY)E AL B T SS I 5T ZE i B
SRZETRAE T automobile gearbox spare parts perfect chip break performance with double chip breaker/

Ctype geometry
T H## work piece: 27MnCr5JV ($&14)

AT #E L J] H insertstype: CNMG 120408-MD
JIE# % grade: BPS 101
F 1R enteringangle: 75

Y1) £ % cutting data

1% E speed 350m/min
#4 feedrate 0.35-1.0mm /& 0. 35~1. 00mm/rev
17 cutting depth 3mm

#iE: FRMRMNETE

HE#EO~& mI2004

Competitors

ap: 3mm, f:0.35mm

;& BPS101  fnT 2401
CDBP BPS101

0 100 200 300




_ISOZ 7] 1SO Turning Inserts

RA #E#

== Y] HIl 0 T i

RA geometry

heavy cutting machining

AIEENLT] R =158 N 38 V) H-
SERETREBRHEREEMI P LERN REREM
-Suitable for heavy interrupted cutting and for workpiece with scale due to strong cutting edge high strength widen cutting edge

TR IR U B MO B AE A 4R R 1 T th BN i 4T 4 B AL -better stability
—Smooth chip control by wide and shallow chipbreaker design
~IE £ 71 S HI I 141 471 & 4R

—Prevents crater wear by positive land on insert corner

-E AR C. ST

-#E# h2S : BPS101. BPS251, BPS371,
-RT MK TIEI I T

K2 F application

-MIKERENERG, AR “E—7)7 MI

—Cutting Different Margin Forgings,and "First Cutting"Machining
SEETVHEEHANEHTK

, , , B 71 i
—Castings surface sand in heavy industry EXTIEERE
“URAWNFHSEHITEYIHIEM LT streight cutting edge design
—Maximum feed rate in rough heavy cutting biggest thicknese of inserts
“ERERARREHNE, UALHESMIHER
—Lathe can use maximum power to ensure maximum processing efficiency RAE B

SHAMITES: MAMME. KENH. JIEERS

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

fit ¥ Advantages:

- AN ERIPE AR TR, NTIEZMERKNTITIEF S

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

A BFHBPSITIIH IS, AIEMBRZEGRLERIZATIFETE, NMHET]ERA

—Strong Grade BPS 371 can be used in bad conditions,Blade won't broken,can save your machining cost.
-YIEISI @A RN EEER, ANmEEMIEE- RSN NES

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



RABR J& X 18 RA chip breaker application fin T £ Cutting Condition

-RAE R B TS EHTHEMBENMEMI. ap[mm]#] ZRCutting Depth
-EEE T NIE MMM I T ARBRE B LT 89 B A . A
XA, NAXBEMHERERFEEMMENINAEEMN XK.
—RAchip 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 RA and 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
flmm]
0.1 » it 4
0.025 0.063 0.16 0.4 1.0 2.5 FeedRate
0.04 0.1 0.25 0.63 1.6

Mek1TAl A ELER Rollusein steel industry
#8/1 T Rough cutting

T ##4+ Working materials: 42CrMo4

A4 7]/ CNC carbide inserts: SNMG190624-RA
T1E##% Grade: BPS251

* % EnteringAngle: 75

H1HI£ # Cutting Data
3= 4 7= Competitors #R & RACDBPRA

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

RAZL K iZ IKSE! S type inserts with RA chip breaker

/A YIEI 718 7] 7155 d EE A2 [min]
Every cutting edge life time compare:

E#HO~R  nI605

Competitors

L BPS251 RI7245 %
CDBP BPS251
0 20 40 60 70 [min]

#3E Remarks:

AIE AL T] i 3T B E @ RALNE L E

CNC carbide inserts life time can be more than 1 hours without split.
ERABEBPS25 1T EMRMBEFHNREMEMTI TIES,
RERENESYER.

BPS251 make the cutting edge have better life time and security,

RAZL A 2 IRTAL Rtype inserts with RA chip breaker
can obtain best production efficiency.

&, oos TN



_ISOZ J] IS0 Turning Inserts

#’ERB
CDBP RB chip braker
E Y Il HH h0 T 9w

Heavy machining roughing cutting applications

HEMHARRFEA

-EEREM

Negative chamfer with steps to improve stability

YIE S @it
PR EEE
Reduce friction cutting design

T A I H 7]
Curved cutting edge

A4 T] 7 #E BIRB
CNC carbide inserts chip breaker-RB

RB#& & RB chip breaker

-ATFEVHIEANINEEAZLTIR

—Heavy machining single face rough cutting CNC carbide inserts

-FRERVIAI TR, A BRI E R
—Stabiliy cutting edge design,negative chamfer with steps
-Y18I 51 S& i /N EE R
—Reduce friction cutting design
-E I YIHI 7]
CRIEWTIE A
.low cutting force
- RYLEAR SUHE B 1 58 I
. high feed rate with perfect chip break performance
E RE TAFHERNERK
. Low power requirements,can be used in low power lathe
-EARFAR:C. ST
-Basic Type; C,S and T
-$R LN EI 4 B BPS101, BPS251F1BPS371, A F R
MEFERYIEI M T
—-CDBP Grade recommend:BPS101,BPS251 and BPS371
better use for Steel and Cast Iron cutting.

N F Applications:

-5RAMEMITIFHEL BEEE ZHNBSE, A URET
EYIEIRE N T, T BT 88 7 & 5 U0 I B = Jc o] /3 i 38 3 &
ITREEMI

—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.

-REAEN T MR SR & BB A G A R b B

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

turbine or generator shaft.

“EMIFERMBEERANBEATHARAEZHNEESHMMI

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

fluctuations

fit# Advantages:

&SN 7] 7] B AR 4 i it

Low cutting force by curved cutting edge design

1E £ 7] S 4l [ 471 BE 45

Prevents crater wear by positive land oninsert corner
2B BB IEIRE, A DR AR 5
Prevents adhesion by 2-steps dots and reduces load on dots



FZ ER Y HI-

REMWMEHE£-R=E

CDBP heavy cutting

To improve the steel turning production efficiency

Fami R

2015

MmI &M

Cutting Condition

i 5 14
wear resistance
A

7
Good

BPS251

BPS371

>
7 strength
Good

#H/I0 IT Rough Cutting

z 1 1)
RO&RBHE=ZE Wind turbine flange ig;gﬁg&fﬂﬁﬁﬁiﬁﬁ
TR Q345E+225 perfect chip break performance with
Cutting Materials: double chip breaker/C type geometry
RIEELT] CNMM 190624-RB
CNC carbide inserts item:
TI B+ BPS 251
Grade:
ES(0)-! 95

Entering Angle:

1HI& # Cutting Data:

Y14 iE E Speed: 90-120m/min
# 4 Feed Rate 0.9~1.1mm/rev
1R Cutting Depth: 7-14mm

#ii: AROWE EsHEd
Remarks:perfect chip break performance,long life time.

BRAMIZTHHELR
Each inserts processing workpiece quantity compare

Rt O 7= & Tat
Competitors

L BPS251 n Lotk
CDBP BPS251

0 4 8

ap: 10mm, f:1.0mm




_ISOZ 7] 1SO Turning Inserts

FZLSL > LHCFASN-
ZMEIRATEERAENMER

CDBP SL ~ LHC and SN chip breaker
New chip breaker specifically for heat-resistant alloys

R F Applications:

LHC/SN &2 LHC/SN chip breaker

-t I H& & (flaninconel718. Waspalloy)

—Cutting heat-resistant alloys(such as Incone1718 ,Waspalloy)
-EATFAEMMARIL (FlaRiEiads. mEE)

—Used in aviation and aerospace industry(such as turbo body, turbine disc).
TSN R SRS Tl S 43R SLAIACALT)F: ML
—Qil and Gas Industry Measuring instruments SLENC carbide inserts:Finishing
-HETUMENMREYS

—Chemical industry valves and pumps parts

-REATISO stAkl, Bl BEMREEMKESR

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

heat-resistant alloys

SL/LHC #&RISL/LH chip braker

-#5mI
-SRI B YIEI ), T1E DR, R VTE AR T 4 2L, LHCATEEAITI . M T R4 m T
:{:E 1-"] I]ﬁ']\r%._ h=} EI\] @; ﬁ HTJF EE EI\] I#:\\, 2 ’.f:fz’/l‘ LHC CNC carbide inserts:Finishing

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

- JB M R4F-8E 2 V1 B it

—Perfect chip break performance

—Avoid cutting damage

“EAMAKC, DL TV VL W

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

SN #& &L SN chip breaker SNFEEATIH : MM T
—MeyEm T SN CNC carbide inserts:Se-mi Finishing
—Semi-finishing
- | gy 7 — F g s SE A
%;g}ﬁ;glmso Sii} aff BEMNYE, E&MI N T 25 e cuingconsion
-Sharp cutting edge with strong cutting edge,suitable for cutting high strength ap[‘”:m]tﬂ ®
ISO S type materials
-EHESRASHHMEMTI P E R ENRA 16
Perfect performance for Intermittent processing cast superalloy. 10
~EAARC, Dy S\ W 6.3
—Basic Type:C,D,S,W 40
22 Advantages: 2.5
—Y1HI F3/), B8 5 AT 5 b i T4 £2 72 B9 3B 44 (51 20 SR 4 4L 1.6 SN
®) AEENIRSENEG S =ENHREaRD
—Low cutting force,can be reliably processing unstable parts(such as 1.0 LHC
turbine housing),.fewer calories when cutting heat-resistant alloys. 0.63
KR & F R ANBIPVDE 1L 55 7] B+ #4BPG118FIBPG318 0.4 SL
BEEMSRAEE, TATESHIIHEE 0.25
-BPG118 and BPG3318 use the newest technical PVD coated materials(Al203), o 16
With high temperature resistance coating,can be used for high cutting speed. 0.1
-LHAISNIE B g% TI V) & fv i = El150% fimm]
—LH and SN chip breaker will extend inserts 150% lifetime compare with before. 0.025 0.063 016 0.4 1.0 2.5 tiF‘#ng}Rate

CcosPe

M ooe G




_ISOZE J] 1S0 Turning Inserts
3L BPG118, BPG218F1BPG318-

RE. AE. M
CDBP BPG118,BPG218,BPG318 Stable,Reliable, Unique

KEAEKEMZA, BRI LAPVDAELL &1 7032 8 1 BRI &9 1)
Stability Cutting edge ~ Sharp Cutting edge
BERAFELE (A0)MERBEREEATEMA L.

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

TJIE## Inserts Materials

-BAFXRATPVDE LS, FESIETMRAPVDIREMEL, RS THEM
SR

—-Use PVD Alz20s coating,compare with before PVD coating,the inserts's wear resistance
and heat resistance improved.

-RTPVDREMEREER, EMEEESNIZAEY

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

-ATRATEEIZ, AEEFEEFBENAT T EMER B TIHE T
-Use advanced technology, The blade has a smooth rake face and sharp cutting edge.
-HEenEE, RIFOTEM

—Perfect strength and better wear resistance.

PVD-ALOsi B
PVD coating materials:Al:0s

fft 2 Advantages:

-ETRATEBATREN, HESTENKEARE, BLEGRARENIZN RN

-Use ultrafine particle substrates combine with Al203 coating,leads the reliable crafts.
-ATRATHSEMNA0GREMEERFNAEE, NMASBESHRE 4

-Use heat-resistance Al203 coating has best hot hardness,so it has better wear resistance.

MW YIETI-RA TPVDIRE-HAMIEGHLE , HALHREBEN~E

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

fin T 4514 cutting Condition #B& BPG118/BPG218/BPG318 &R SN
CDBP BPG118/BPG218/BPG318 Chip Breaker: SN
it BE A it BB 1
Wear Resistance Wear Resistance
A A
53
Good
BRCES PVD Al:0
BPG218
RERIPVDEIIA R
BPG318 Before PVD coating materials
> Itk > B
7 Strength Strength
Good

MM TN TEEYH TRETERARHARF L (B)




EEETIFE M % J]  Face milling and shoulder milling

& E RS

Face milling inserts

BRAT-25% BES3

Universal Milling inserts-economical and efficient

FEEEESRGHBITENL A
All kinds of high speed milling aluminum alloy with indexable insert

FERRIZRE ] O3, REETIEIZ R,
RIS I EIRT, RERTE RIIE;
EIEI, £ E600-1400m
TIOHERA I, Y1R1.0mm-3.0mm;
HABEESERGE, BR—K.

G2.581F EREEERRN AR TIEF;
KASHEmIRIT, URBEAHLE;
fEESFSIRET, REAERE;
148 R <30, 40F050;
TIkERHB 0160 $20. ¢ 258 ¢32;

G2.5 dynamic balancing high precision modular or integral cutter body
Uniform cross section design, it can bear significant torque fluctuaions.
Germany SFS screws to ensure reliable installations .

Holder shank size: 30mm, 40mm and 50mm;

Special spiral cutting edge design to ensure the cutting light;
Special design of the front and back cutting surfaces to help
chip breaking and cutting;

High efficiency cutting, linear velocity: 600-1400m;

Cutting edge special treatment, cutting depth 1.0mm-3.0mm;
Special aluminum alloy high speed milling, Top quality.

Cutter diameter: @16, ®20. ®25and ©32;

fin 3241

Processing example 3/

HLIK : HM635 y

Machine tool p \-"{‘

T HSK-A100

Inserts Shank

& 15kw '

Power i
HNGX. . E % 7] : o
-, BETA i Z28mimin /
-ﬁ’l\ﬁﬁﬂﬁﬂﬁﬁlﬁ\ﬂ]‘ﬁﬂﬂl535)".!77)4' Vf 0.24mm/min ‘ . :7\

BAGFM ae 62.8mm ’

SN EHEETFEENRT] ap 2.5mm

Face milling HNGXH %t 71 & 51

-Hexagon,Negative Inserts —B 1240-2

-Each inserts have twelve cutting edge, Lz G
to achieve maximum use. -F R 45

-Design with wiper - Tk E%

HNGX Face milling
—Dia:40-200mm
—Entering Angle:45°
—Use for face milling
and rough milling

E#HO~& mI29%

Competitors

L BPS411  hn I35
CDBP BPS411

0 30 50




MEEFERT-
BAYT-2F BN

Face milling inserts

Universal Milling inserts-economical and efficient

FE AR Dimension (mm)

## R 47 Material recommended

, - CVDiAEHES PVDIAEIES FAREHS
TIR5NF Insert shape ES Type CVD coating gr:_de PVD coating g:de Uncoating gr:je
ONGX080608-L 202 6.00 | 53 | 08 * | Kk
ﬁ ONGX080608-F 202 | 6.00 | 53 | 08 | Y * | %
v ONGX080608-M | 20.2 | 6.00 | 53 | 0.8 * %o K
ONGX080608-R 202 | 6.00 | 53 | 08 | K wo| K
BPS321 BPS411 BPGO5B BPG20B BPG30A BUB10
P:5R * * * * ¥
A& M A5 4M w * * *
K- 858K * w *
NBEEE *
SA4S*T] B & 5|
45E F 1WA,
TR TR IEEMTERASE.
TR M R,
IVPORF E Y S0k op) 1
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Grooving series.

Better performance in Grooving and parting.
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iﬁiéa&ﬁi’ﬁmtﬂﬁ E
= Y118 1] By BY A PR 3R

Groovmg series.
Better performance in Grooving and parting.

iR
“EMILF AR
Better G try.
etter Geometry i
-FeeH el R Sharpness
Good Substrate. 2 A
-ARFPR#®ESZNF
More Efficiency.
= M EE B BT U BT R 51
Higher cost performance. LH
IH-EZABEMIERBGEERMI R
LH-For Supperfinishing also for nonferrous metals. L
LM O/ NMIEA, EATHEMT H
L-Sharp cutting edge reducing the resistance in machining.For finishing.
HEEFH T O®T, EATHFEBEMI >
H-With strong cutting edge good for medium to roughing machining. 4 Strength
FHEMI
o
ERCYESH HT250 i1 =T
AT A MGMN 300-L
TR+ BPG 208
MmIfE
YIHIZ & :
I HE B 195m/min S
T B prid 0.35-1.0mm /B8] 0. 35~0. 15mm/rev
Sharpness .
A #iE: FERRBME
+120%
BPG ‘ ERE®
PVD Al:0s E#HO~& mmIi004
REHIPVDEIEIAR ;& BPG20B i L2201
CDBP BPG20B
> HE 0 100 200 300

Strength
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A EEMERYFM Coating grades properties overview
ALl ZEHIRES  TURNING K

>

M=

o QD

s 1SO73 % i) NS 53 g
Grade ISO classification Color Recommend for application 3;—’

CVOREEREE, EREA ERBABOMERE, EBHZTZINETIETIR.
2 gack mﬁ%@ﬂ&ﬁlﬂiﬂ%wﬁuﬁ}%ﬂﬁ%ﬁmlo . . _
BPC102 K10-K20 R 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.

CVOREHEREEMS, ERE. PIMRENBEREREK L AAMN
BRE. AOMKEHFHEHWRIDFUHEEMT. EEMFRXM
2 Black ITHHREM,

BPC102A KISK25 U= 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.

CVDARERALES. WC-CoimiREERSTINTICNALOIEELEMN FARES,

K15-K35 2 Black REEBETROGHHK. KEGRNEHEIML,
s ; ] CVD coating carbide grade. It conbines WC-Co high strength matrix and TINITICN/AL203 thick chemical coating,

especially suitable for turning of gray iron, ductile cast iron

TiNiRE TN layer
a —ALO:fif BE & a —AL:Os wear resistant layer

BREER BUES

Special transition layer, strengthen the binding force

— FEIRTICNE Column TiCN layer

BEFREEHAE

The substrate surface cobalt rich-in processing

Bureod AAD FMSEAAD




A EEMERYFM Coating grades properties overview

Al-2  ZHIKS TURNING P

>

#E
Rs B 1504 it KA
& Grade ISO classification Color Recommend for application
CVDIR RIS  ERELA TR FEITEMIE, FTRESEBERE.
2% ackjelow | HEMTAFEBRAGENTR S, EERTRELR. BRRNTRAML.
BPS051 P05(P01-P10) CVD coated grade: stable conditions for steel finishing can obtain high metal removal rate.
L Excellent resistance to crater wear and plastic deformation resistance. Recommended for stable conditions.
Wet and dry processing.
Fm—— CVDAEBREEHES, EEE. %71'&%%E@*%JE*%ZE%WJ:;‘%’%WFE?%E, R E S
—_—— AT MARGHEEMTEERMT, IR ERT 4.
— ROMHKBHSOEEIFSHRE ML, o
PL5(P10-P20) BHRHESNIEI B R RN TEAM T, BRATFAMI.
CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both
K15(K10-K20) ) AP ) .
good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
BPS153 # Yelow 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.
23 Blacklyellow
BPS251 HEASEEMABEEIRMECDIES ., BAMI S,
P20(P15-P30) — SETF ARG L ARSI T 24N TR SEIMI R IE] . R SRR SIS R BT HTH).
M15(M10-M20) CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
- # Yelow finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.
2/ Blacklyellow . N .
BPS371 CVDRBERACES, SEEASEFEERMERE. 8% TR TMIMMERE.
I N&REY, BTe&REREMEETIA.
P30(P25-P40) CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
# Yellow cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.
BPS373




A EEMERYFM Coating grades properties overview
AL-3  ZEHIKES TURNING M
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s IS0 % #it ISE 2 BE
Grade ISO classification Color Recommend for application &—’

BEERESHABENRIFIONMBHTRESN, ERTERIBIFHT,
ERE Cyanbloe gray dark| SRR, REEW, BRMAGHEM L.

[ 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

BPG05B M10(M05-M15)

PVDRENBENEREE. ERAPFIMRIEIRE, HITEMAEMAEMT.
ZHENTIOBENSRERERN, FHREHTENTINTIE . RSpMHhHEEE.
ERE Cyanblue gray dark | B TRELGEIETIR

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.

BPG20B M25(M10-M30)

PVDIREERE &S . WC-CofitEHMERE &K S ESIHTAINGKABRNES,
S5 v dak %EEE#&%‘E@@F}%&E@E, jﬁﬂiﬁﬁﬂiﬁﬂ\ $€§%ﬂif§ﬁﬁ§-ﬂa’9$\ _‘f‘%ﬁl]ﬂul_o_ _

7 D Lyan-olue gray dar PVD coating carbide grades. WC-Co impact resistant cemented carbide matrix and TIALN containing Si nano
coating combination, the surface has a very high nano hardness,especially suitable for turning and milling of
carbon steel,stainless steel.

BPG25B M35(M25-M40)

PVDREERAE. ATUURERFYIRIREHITRRATFRFBET FINAHHE
BPG30C M35(M25-M40) ERE Cyanblue graydark|  MITEAEMT. REMTHREMERE. FEEIEAREEEHTIH

] 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.

EREMBUTIAIN

Coating materials: TIAIN

RERMEERE: HV3200
Coating microhardness: HV3200

REIRE: 400-500°C, 3BHEESESE MG T

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

BEENEERE 900°C, Btk

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

REENERIETIOEF

Guarantee the sharp cutting edge after coating.

bueod aAd  FISAAd

o, o7 T
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& Grade ISO classification Color Recommend for application

%3 Purple yellow
BPG118 S05-S15 _

PVDREERA €S, BTHMAMRRESPHFREGH.

BB RFMIRB RS TREEN.

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.

KFE Purple yellow

BPG218 S15(S15-S30) —

PVDRERRAENS, EARFNMREEMREETR

BTFARELR, WKUHT), YBEE. REBMUHE, KBM, ERIFF;
TERWRRGHE; HEBQBEETIR, BFRERMMIRAAR; MAEREENPEFERETE;
RE TR AR R A .

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.

%3 Purple yellow

BPG318 $25(520-530)
L

PVDREBARNERAS, FIRHENMIEIERMEGNTIEITIE, RIFMGEERM
#opEae. AT RHEGEREMEIRERNEN L. PEFRDNEREHSMAERNEML,
wERTRAEMTE. MARRESNRENT, SRR BRI
ERTREEMMEN—RNIIFRERSEBEERY B FFYHITINIR.

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.

ZEHIRES TURNING N

#s 150433 He

Grade ISO classification Color

RIS

Recommend for application

BPU109 N10(NO1-N15) SR

DLCHE, RAEFEZMREAEE, NMRSESKERE. TR, %, B, =H.
EREFRE M TR EMT.

DLC coating color, the coating can reduce BUE, obtain higher surface quality. Suitable for aluminum,
magnesium, copper, brass, plastic finishing to roughing processing.

BUS10 N10(NO1-N15) SRE

TR ERTMIAEERAESE WEEMT.

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

BUS13 N10(N10-N30) SRE

WC-Col A €S, BARSNEEMEE, EATHEERMENNT, CARTRAENEKIH.
WC - Co in cemented carbide grade, It has excellent hardness and strength,suitable for tuming of non-ferrous metal and can also
be used for coating substrate materials.
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s IS0 % #it ISE 2 BE
Grade ISO classification Color Recommend for application &—’

EARSHAEENRIFIONELERED R TERETEIFEGT,

! ERE Cyanblue gray dark | BRERARREEIN . FRAEN. BRMAYAE T
BPGOSB KI0(KOS-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
PVDRBRERE &S, BTEILR T ROSFHMEKEFHRAPRIEMITHHE].
BPG108 K05-K15 3 Purple yellow TEPFISYHIEET, RARMIATIAES®.

] 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.

CVDRBERAS, EREG ERBABOMELRE, &BMIFZINEETIELIR.
® gk il %%%%%1&@]#%)]%'@)%5’9*371& . . _
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.

CVOREBRASIES, BTESREMMEN TR TR TS HTH
2/%& Blacklyellow SEHMT.

. Coated carbide grade for toughness demanding operating conditions to work at low speed,
medium load and reload processing.

BPS321 K30(K25-K35)

CVDABRBERAEMS. s, SRENERAESEMAFSTINTCNALO3TINKERE
B Blacklyellow WS, THEBEEGTHRNR. FTHERPE-ZHAISHIMI.

BPS411 K30(K25-K35) "CVD coating carbide grades. Resistance to impact, high strength cemented carbide matrix and

L TiN/TICN/AL203/TiN chemical coating combination, especially suitable for carbon steel, stainless

steel medium-heavy milling;"
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2 Grade ISO classification Color Recommend for application
BEARSHABENRIFVMEHTREN ERTESEVIEIZHET, BRERATER.
ERE Cranblue gray dark | RFESN. BREMANHE N T
B/ Cyan
BPGOSB PO5(PO1-P15) . gey 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
PVDREWMBENERAE. FRAPFIMRTIERE, HITSMAEMREMLI.
EHET0BEMSREREN, FTRESTEMNFIRVIE . RSO EMEEE.
EE Cyan-blue gray dark & A TR AT IH .
- 7= Lyan-Diue gray
BPG20B P15(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.
PVDIABERE SIS . WC-CoMfAHERE & AESESIMTAINGKRENES,
7% Cvanblue aray dark REEBMEHNAKREE, LHESTHRN, TENERRENE. SEImI.
BPG25B M35(M25-M40) Rty oray PVD coating carbide grades. WC-Co impact resistant cemented carbide matrix and TIALN containing Si nano
coating combination, the surface has a very high nano hardness,especially suitable for turning and milling of
carbon steel,stainless steel.
PVDRBERA ST, HlankIEy]. YIBEE. REBMILE. KEM. Fit
THF%. AMEARTETFN&R®E. S6EMENTIR, %R TRIERR,
%3 Purple yellow BIAR{ERER S .
BPG308 Febpienty) 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.
/% Blacklyellow
BPs3zL p30(P25-PA0) o BEERIESALOIRRLE A, ETHRBHOHHIMT.
B Black High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
BPS322 [
Z/& Blacklyellow N o o - .
BPS411 CVDABRBREEMS. ffd. SRENERESSEESTINTICNALOTINKF R E
I WEEE, REEATHN. THNPE-ZFHBEMTI.
P40(P35-P50) "CVD coating carbide grades. Resistance to impact, high strength cemented carbide matrix and
TIN/TICN/AL203/TiN chemical coating combination, especially suitable for carbon steel, stainless
BPS412 w steel medium-heavy milling;"
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Grade ISO classification Color Recommend for application 72

PVDIREHS EBRENAREEMRIFIMBMHTREEN, ERFTERTHIEHEHT, BEKG
ERE Cyan-blue gray dark| W FRRIW. BRENEYHEM L.

BPG05B M10(M05-M15) | 7 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

PWDAREERAEMS, RTAHRNNERGH. FEENERTIR, EERTHYE

EIRE Cyan-blue gray dark |~ FIARTAELLAA L

H 7Kz Lyan-biue gray

BPG20B LI 7) [ ] PVD coated carbide grade for light milling of stainless steel. Combine grinding blade preferred for
viscous and work hardening materials.

PVDiRBERESHS, BTHESERNTER (TEARKER) #HEl. HEER
BERE Cyan-bluegraydark |  FAHER, HERATFRIMMBFKES.
" 57k Cy Qray

BPG308 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.
PVDIREERE &S . WC-Cofit M EHMERE &K S A SIHTAINGKABRNES,
=175 Cvan e gray dak REEBMSHIKREE, LHESTHRN, NFRNERRENE. HEImI.

BPG25B M35(M25-M40) il gay PVD coating carbide grades. WC-Co impact resistant cemented carbide matrix and TIALN containing Si nano
coating combination, the surface has a very high nano hardness,especially suitable for turning and milling of
carbon steel,stainless steel.

CVDAEBRASMS. MiE. SBRENEREEEESTINTICNALOITNKERE
/% Blacklyellow LS, RHEATHRN. FERPE-ZHAISEMI.
BPS411 M40(M30-M40) "CVD coating carbide grades. Resistance to impact, high strength cemented carbide matrix and

I TiN/TICN/AL203/TiN chemical coating combination, especially suitable for carbon steel, stainless
steel medium-heavy milling;"
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% Grade ISO classification Color Recommend for application
PVDiAEHBERE&ES, BTFREDRTHRAE. £5TERE TEGH ENMEN.
: ERE Cyanblue gray dark | ITERFRANIRBH B
BPGO5B S10(805-510) | ] PVD coated carbide grade, for the excellent working conditions titanium milling.
Has excellent abrasion resistance at high cutting speeds. Instability and vibration sensitive.
PVDREERA €S, BTHAMNRE SN FREGH.
! ERE Cyan-blue gray dark | BB RIFAIIARB EEFEBIE TR BE
BRG20B A ] PVD coated carbide grade for medium- speed m||||ng of heat resistant alloys.
With good ability to avoid built-up edge and good resistance to plastic deformation capacity.
. ERE Cyanblie gray dark | REBRAEIES, BFmHGBHHROZEE.
BPG30C S30(S30-540) | ] Coated carbide grade for heat-resistant aluminum castings milling.

REMETIAIN
Coating materials: TIAIN

BREEMEE: HV3200
Coating microhardness: HV3200

REIRE: 400-500°C, MBMEE S EAKEEIMN

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

REAMURE 900°C, Stk

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

WRERNRERIETIO#F

Guarantee the sharp cutting edge after coating.

6u!1r-100 dAd NOSsAAd
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A EEMERYFM Coating grades properties overview
Al-9  FHIRBHSHHERIEE 1SO packet turning

>

7=
IS0 ISON4E | MIKH | KEES | REHRE Substrate properties REEF REHER EE HEEEIRE 5
ISOclassification ISO packet |Processing category| Coating gradef Surface color | Z&Densty | @EHardness| 7235  |Coating type| Coating descrption [Thickness| Recommended cuting speed o
(glem3) (HRA) | Bgstengh{Vomd) (m/min)
koskio | BT | o | &S | e | o | 200 | wrow | Towawos | B 2
Finishing CaCK : : Thick film (200-400)
KIGK20 | ioking|  BPCI02 G | we | os | 20 | wmow | Towauos L
I ICK TIimM -
KIGK2)  |enihndiing| BPC102A o | ue | ws | 20 | wmom | Towwos I
— e )
BRE
Mo1~M10 | ¥EMT N ) s 120
Finiing | P00 [Omtiegayos 149 | s25 | 3000 PVD TIALN i i
FHEMT BlR . B 120
MIO-M2O | icing|  BPOZB  |Oamblegayea| 144 | 913 | 2500 PVD TAN 222 anas0)
M —
AmT Rl : el 120
M20~M35 -~ | BPG2B |cymtbegaydak| 145 | 905 | 2200 PVD TIALN 5
Rough machining M Film (100-150)
i AR : e 120
M30~M40 - | BPG3C |cyanbiegaydak| 142 90 | 2800 PVD TIALN 5
Rough machining w Film (100-150)
BT RIEE . [ElE 250
PULPES | g | EPSUBL [Blacidyellow| 138 % | 20 [MECVDICVD| TICNALOS |2 | ey
BT BIZa . R 250
POP | g BPSI01 [Blackyelow| 137 | 914 | 2000 [MECVDICVD| TIONALOs [ <2 | s
ML BIRE . B 20
PP | ighing|  BPSZST (Blackiyellow| 136 91 | 200 |MTOVDICVD| TONALOS | AR e
|mIT RIEE . R 130
P5-P35. |omaing BPS37L |Blackiyellow| 136 91 | 2500 |MTCVDICVD| TIONALOs |2 | oo
BT X . , s 60
SOL-SI0 | Fiiching | BPG18 Pupk yelow 149 | 925 | 2800 PVD TIALN +TiN i (40-90)
FHEmI X , , S 50
SI-S20 oo fishing|  EPC28 Pupk yelow 144 | 914 | 3000 PVD TIALN +TiN i (30-70)
AmT RE . , e 30
S20-8%0 o dhmachinng  EPO3L8 purE|e;:e||0W 144 | 914 | 2500 PVD TIALN +TiN i (20-60)
BmT
NOENIO | piching BUSL0 £EE | 149 925 | 3000
N BT
N10~N20 Fiﬁisﬁ,ing BUBLZ | &£Ef | 149 | 914 | 2500
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Al-10 BEHIRERES L RIMHEE 1SO packet MILLING

i

SETRE

~ RS

IS0

ISOclassification

SO%48 | MT%H | HEMS | REME | swseepopetes | BEXH | BERER | BE | EEUMEE
ISO packet [Processing category[Coating grade| Surface color | B Densty | BEHaress| %85 |Coating type| Coating descrption [Thickness| Recommended cuting speed
(glom3) (HRA) | Bergrgio) (m/min)
.
HmI N . iR 300
K10~K20 N BPG108 | Purple yellow| 14.9 93 2500 PVD TIALN I
Finishing Film (200-400)
EHEMT e . S 250
K10-K20 L | ppcig Black 148 | 914 | 2000 | MTCVD |  TICN-ALO3
Semi finishing ac Film (180-300)
kaoka0 |CEBMT | gocrsy | GE | qag | o6 | 20 | wrow | movawos | 5 300
Semifinishing . Thick fim| ~ (200-400)
AmT e/ ERE . B 120
K30-K40 b hmactiningd  BPS41L  [Black/yellow| 142 | 89.5 | 3000 | MT-CVD TICN-AL203 i (100-150)
= ERE - 150
|
sz 4 ERE
FAEMT R~k s R 120
M20~M30 - | BPG20B blegaydak| 144 918 | 2900 PVD TIALN b
Semi finishing Cyan-blue gray Film (100-150)
om ERE
EEMT s - ER 120
M20~M35 HFEs BPG30B bl dak| 144 914 2900 PVD TIALN s
Semi finishing Cyan-blue gray Film (100-150)
- T B/ &R . i 120
M30-M4O | macinng|  BPSLL [Black/yellow| 142 | 895 | 2000 | MTCVD | TONALOS | R (100-150)
BT B : g 250
MO5~M10 | oo BPGO5B bueoaydak| 149 925 3000 PVD TIALN by
Finishing Cprbe gy Film (180-300)
ERE
FAEmT ida ) S 220
M20~M R = k
30 Semi finishing BPG20B Cyan-blue gray dark| 145 918 2900 PVD TIALN Film (180-280)
P20-P30 | TEMT L e e 150
~ Semi finishing BPG308 Purple yeIIOW 145 918 2900 PVD TIALN +TiN Film (120~200)
|
EHMT Rl : e 120
P25~P35 Mo BPG25B bl dak| 145 90 2000 PVD TIALN b
Semi finishing Cyan-blue gray Film (100-150)
T B/ &R . B 120
PP foomanning BPSSZL [Black/yellow| 145 | %0 | 2000 | MTOVD | TONALOs | BRR D
HmT 2/ %E . i 120
P30~P40 Rough machining BPS411  (Black/yellow| 14.2 89.5 3000 MT-CVD TICN-AL203 il (100-150)
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Pk
sfeLare

WS | S0N% | BE | EE | HEEE SRR AR
ISO | Density |Hardness|Bending strength
Grade | classification (g/cmg HRA (N/?an) ; Usage and performance
g, BARSHIARRMMAZETRAN, ERHAEENE. A2TAPNS
P20~P25 W, FEMEML
=91. . .
BP20 M20 123 98 1910 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, AEARFREMIARMMSHEMAREE, TBAMRIFNES. ERT
RRERIAE T
o >
S 220 Excellention red hardness anti-thermal deformation . high strength. common grage.
Suitable for the roughing of steel, castiron
80810 | Kos=k TiMA&ER, &R TNLAEEEELFE EEE L.
KIS | 148 928 3000 Sub-micron grain, suitable for the continuous and interrupted finishing of non-ferrous metal
HLE R, 1E I S
BUS0 | K10-k25 | 14.4 | 918 il B o N
Sub-micro grain, suitable for the milling and drilling tools
BARKNEE, MEMLY, FRBES. EATSMSELEENR. HE
_ BHEE S EMRLESRR. BERREGESEMNEEMIIEMI.
BK20UF | K15-K25( 14.7 92.3 2600 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
PVDIRERMFIES. WC-ColERAEMS, EARSMNEEFRE, K&
ATHEAENMISAE.
B | 2SSl 144 | eile 250 Substrate grade for PVD coating. WC - Co cemented carbide grades, It has excellents
hardness and strength, more suitable for the impact processing.
WC-Colf A &S, AERENREMEE, EATAREENEFENT, BIAT
BU813| K10-K20| 14.9 | 91.5 2500 | AEHIRMHE.

WC - Co in cemented carbide grade, It has excellent hardness and strength,suitable for turning of non-ferrous
metal and can also be used for coating substrate materials.




®

A2 WRESHESMEEHMY Features overview of cemented carbide

>

LS
2 > 0
B 2 1505 % s R B MR
3,_’ Density Bending strength Hardness
Grade ISO classification (glem3) (Nimm2) HRA Usage and performance

EMRS, fuhtHRDRE. ER%SR, FEEER
&%, FERMNhSEEE O EMTAEMT.
YG6 K15~K20 14.85~15.05 2050 90.5~91.5 | 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, futds, MRS, BmEERLTHTE
RERIE. ET%%, FEEERAE. FEEVRER
YG8 K30 14.6~14.85 2520 89.5~905 BIFEIN L. The use of high strength, impact resistance, good shock
o o 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.

RERGFHNEE. ARERARY; ETHERSAS

SMEHEM L.
YT5 P30 12.7~13.1 2200 89.5~90.5
High strength, impact resistance and thermal shock resistance; suitable

for carbon and alloy steel rough machining.

EABES, s MRS, ETHRERSAEMN
BIL. FHEMNT.

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

YT14 P20 11.2~11.6 1750 91.5~92.5

mI.
Wik sl LGS ey e Good wear resistance. Suitable for steel, cast steel, alloy steel finishing,

semi finishing.

AWM. RAZ—ERAENTE, RERAEETNAS.
ERTMAR. SEW, AEREEMIRAHMNI, B
. . ERTLEMMELAMI. Good red hardness, it can withstand
YW1 10 135137 1710 92-% 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.

- TR, ERTHN. HR. AEBFNEMNI. 346

MM, EABERS, RAZRARNMERAT. &
RTHAR. BEN. MERESEEERFMNEMLI,
ML, tETLENFFEL. Good wear resistance, the
YW2 M20 13.36~13.56 1880 91.5~925 [ 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.
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1SO classification

K05~K20 ~ P10~P30  M10~M30

B
Density
(g/em3)

6.1~7.2

B
Hardness
HRA

>91

mEBE
Bending strength

>2000

(N/mm2)

ERMERAR
BN201 Usage and performance

BATHM. PERFHEMI. HmIT

Suitable for the finishing ,semi-finishing of stainless steel

18033
ISO classification

K01~K10  P01~P20  MO01~M20

EE
Density
(g/lem3)

6.5~72

REE

Hardness

>02

HRA

NERE
Bending strength

>1800

(N/mm2)

ERMRERAE
BN301 Usage and performance

ERTH. FHERFBMI. HmnI
Suitable for the finishing ,semi-finishing of stainless steel

m 027
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B1-1ZHI7]F—%3k Turning inserts overview
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B1-2 ZEH| 7]/ #& AR Description of chipbreaker
A faf8J]F Negative inserts

150 /e HEETHIRE TIORAK TIRME AR S
PIES Chip breaker Recommended cutting parameter Cutting egde shape Chipbreaker features

BFWEMIZEHI; Forsteelfinishing turning.

EREMIF, EEHENFTHBER

Cutting control ability is better than other chipbreakers in steel process

IF: YmFEE. FRE. SENHRE

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

RH: BYFEE, RYEN. EAMIAKK. FENTREREEH. S5/
EeSHA LU EEE R, 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.

BBRM: YIEIRE M AERE . Limitations: depth of cut and feed range.

ARG B, G0, KEZENERRMERERE. Componentstypically: axles,
gears where good surface finish is a priority.

g o 0 ¥V o O

BFEFEMIZEHE]; For medium turning.
MFWNEBT R FSEE . With broad applied range for steel.
IF: NElEl. ZEHEMFGRIIE . Operations: longitudinal cutting, facing and profiling
5. ARMERMBERNE, FIIMTEMETH . SHERSHSRREEIFN
ap=0.2-8.6 mm 4 232, Advantages: High reliability and universality with fault-free cutting. This chipbreaker
fn=0.1-0.65 mmir FUIEITIER Sy matches with wear-resisting Grade will be better.

0.18 MBFEH. REEh, BMERZ. Components typically: axles, hubs, gears, etcin steel.

0 oB Voo

BFEFEMIZEE. For semi-inishing turning.

NATRAELANPETE . For semifinishing of steel and cast iron;

TIR: ZHl, ZmmEMARZES]. Operations:Tuming,facing and profiling.

. EABASE. EHOFIK, MEI%FHS. Advantages:Suitable for general
field.Positive edge shape of blade, performance of Sharp cutting.

BTG LENEMERE. Typical parts:Ordinary steel parts and cast iron parts.

0 D0 Vo bH

BT KRNI ZEH]; For semi-finishing to finishing turning.

Xt F ek TE AT 52 KR A With broad applied range for cast iron.

TF: %Hl. ZiHME. Operations: tuming, facing.

— f%: TNBES, BAR, HERY, SEMENARESTREEENE~HE.

U /
o Ly
QLU :
{ \/_' Advantages: high cutting edge hardness, low cutting resistance force, easy chip-flow. Combined with
P ap=02540mm | bee—— * | more abrasive grade can get better efficiency.

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

g

Buiuiny [essuss

=
I

© —t
~—

ap=0.2-6.0 mm
fn=0.15-0.5 mm/r E LD

f1=0.15-0.5 mm/r R X, BERE U RIERIEISR. Limitations: Sensitive to casting, forging
TS and discontinuous cutting.

m\&ﬁ 0.2 BRI, L@EERT . Typical parts : pieces of castiron,
~N




B1-2 ZEH| 7]/ #& AR Description of chipbreaker
A faf8J]F Negative inserts

1S0 Hi/EtE HEETHIRE TIARK TIRME AR S
PEES Chip breaker Recommended cutting parameter Cutting edge shape Chipbreaker features
dsar BFHFEMIZEH]; For semi-finishing machining;
e BTSRRI T ; For semifinishing turning Of steel.
.. 0.2 TIF: &Hl. FmmEM{ARZEH|Operations: tuing, facing, profiling.
/ _%N i BRKE, HERA, NABRBHROEEAKNS, EHENREET
?nf- = 2| HEIEIME BRI REIEIRI S . Advantages: High universality, easy chip-flow, special bulge close
P p=01545mm | e H to the nose radiusand hig rake angle generate the cutting ability and low cutting force of chipbreaker
n=0.2:0.5 mmir FIEITIER S BRM: IEIRAEFIH AR ZIR. Limitations: the depth of cutting and feed.
0.2 AT, @A Typical parts: ordinary steel parts.
- S 7 Y o H
Bl =
=
§' FF#EMIZEHI. Forroughturning.
TILRERSY MINMMAE N EEEEEERZE. With high metal removal rate when process steel
and stainless steel.
S 0.3 IF: NEinEl. ZEREMFRIIE] . Operations: longitudinal turning, facing and profiling
ﬁj‘i . BRAME, EERESMAMIES, TRERFOMIEFN.
_\— Advantages: High universality, with high roughing process ability.
p ap=0.7-15mm b | RIRME: IHITDE SRR, 4158 PR ATAT SR B A TIARFE B A S 4T B S BB,
fn=0.2-1 mmr ELTEITIER S BNRETIREBHEIXE . Limitations: risk of overloading cutting edge, risk of insert
movement in seat at high cutting data when used with lever-type toolholder.
\/NTL' 3 AT, B, BAELZF. Components typically: axles, hubs, gears, etc. in steel.
M oeoenva
FF#ENTZEH]. For rough tuming.
I ILRARFRTEESEEEMRE.
RB With high removal rate in steel with double and single sided insert alternatives.
L] hey: BRAThEE, ERRSMAEMIEES, AR RFMMIEF .
Advantages: universal capability, double-sided insert geometry with high Roughing
P ap=0.7-15mm capability contributing towards good machining economy.
fn=0.2-1 BB B, REAZAGIE.
Components typically: axles, flange, gears, etc.
FFHmMIZEH]; Used for finish turning;
TIRERS ERATAFEMBEMN LA £%5 & EH R TSuitable for stainless steel and non-ferrous
metals such as aluminum alloy materials processing;
= lg TF: %Hl. ZixmE; Operations: tuming and facing;
= \’\ % BEERTEINMRTEIER T EEMBAMRE, SHTEMETE.
M q00e35mm | ee— i Advantages: with a lower cutting force light cutting groove, reliability and versatility, achieved without
S fn:O.i-O. 4.mm " fault cutting;
N EYIEITIER 5 BRM: EHARMYIERESENAEESZR Limitatons: the feed rate and cutting
depth limitation of application scope;
© #BREH: 542 F M. Typical parts: aluminum alloy parts.




B1-2 ZHIIJJF#&EAYiEAR Description of chipbreaker
A faf8J]F Negative inserts

1S0 i HEHIRE Da[upi2)N TIRSMEFERAE =
PEES Chip breaker Recommended cutting parameter Cutting edge shape Chipbreaker features

T s BFEEMIZEHI; For semifinishing turning.
MFMAE S/ KEEEET IR FEE. widely used for Resistance alloy titalium alloy.

S _ ,SN N IF: YEZEH, FmmmARIEl. Operations: longitudinal turning, facing and profiling
( B3 TH, HRITESETE. MIFFROBFEL. Advanages:elabl
ap=0.05-45 mm o ‘ giving problem-free machining general chipbreaker for stainless steel.
¢ | f1=0.12-0.65 mmir FEITERsy | BRI TRASEHE. BEREIUKEETIHIHINE. Linitations: can be affected
e by casting and forging skin as well as Intermittent cuts.

0.27

22

= > ey 5
%£Q
B =
-
AR BFEmIZH. Forfinishtuming; 2
A TROFPKESEE . Gray and nodular cast iron. “
0.10 IF: UNmZEH ZEimmMm{ARE . Operations:Longitudinal Tuming,facing and profiling.
CX i’\[ %7;* T % BERTENMATEER, STFaRsIBBRNTHEMIRERZNOTEM
S . IAASHA. HEHBIAN, TREESNE-HNIHERE.
0 Advantages:Light cutting groove with lower cutting force.Have many advantages for the machining
ap=0.152.0 mm ' of parts vibration sensitive and unstable clamping.When turning the through hole, can provide a
e fn=0.08-0.30 mmit F1]HIT)ER4> | higher and more consistent quality of workpiece.
BbRME: YIEIREFBEL . Limitations: The depth of cutting and feed.
o f 010 HAFM: E@EKTM. Typical parts:Ordinary parts of cast iron.
Ty S o
0 ;
T DBV e
TIRER S BATFEREMIZEN. For semi-finish turning;
cQ 0.25 TR OFEkE4E4k . Gray and nodular cast iron.
of = IF: A=zl ZHEMFGRIE]. Operations:Longitudinal Tuming,facing and profiling.
= ] 25 RIS T LHELH|. Advantages:Reliable giving trouble-free machining.
ap=0.2-6.0 mm N BBRM: 7RSI EIRTE)E) 715 E R 1K . Limitations: Lower strength of Cutting edge in the
K fn=0.15-0.50 mm/r FYIEITIERS intermittent cuttirfg. . . .
BBEH. L@EST M. Typical parts:Ordinary parts of castiron.
0.25
of 1 S
T 8o B Y & o
TR ER4Y FF#mI. Forroughtuming.
ROFkELEK . Gray and nodular cast iron.
o /4#& TIR: ZHl, ZmmMmARYIE]. Operations:Tuming,facing and profiling.
‘"F ! fH: TOMBREMLERE, RE T RIFMHMIZN . Advantages: Awide range
of rough machining of cast iron, provides good economy of machining.
gLtk BAIFH. G, Typical parts:Parts of cast iron,
K fn=0.3-0.85 mm/r EIHITIERSY

o.gwég‘w'y'é

ol

)




B1-2 ZHIJJ F#&EAYi%AA Description of chipbreaker

A faf8J]F Negative inserts

1S0 i EEHIAE Di[mpi2N TIRSME RS
PEES Chip breaker Recommended cuting parameter Cutting edge shape Chipbreaker features
s FA& BFHEMIZEH. Forrough tuming.
Ve B BFMmIxOFMBkESES. Forgrey and nodular cast-iron.
| ﬂié . 0° IF: Y@ZEH, FnEM—CRERHRIE. Operatons: longitudinal tuming,
o slo facing and to some extent profiling.
ooomm | e . TR TR ASERE. Advantages: broad application range for roughing.
ap=0.2-12.0 mm - -
K 1201119 mmr T B : SERBRENEERTIEIN, FREZMEHFFMKE. Limitatons: can generate
EYIHITIER S high radial cutting forces which may effect component and clamping.
0° HAFM. LB T M. Components typically: cast-iron components in general.

#* Q) T
oonpvVv
ze 0
Bl =

g

5 mw¢w iﬁomgﬁ FEROBERMEREMT .

E i$1 WEE, 3%

KNUX . ?t)]ﬁIH*i\ 1&%)]#]7] EATMIAKH. HEMTR
Y EMEEH. RARNIRE, DEEHENS.
For fine to medium turing of steel and statinless steel.
e Operations: Profiling turning and turning. For finishing and semi-finishing of
P : ap=L-6rmin s{)eel and stainless gteel ’ ? ’ ?

fn=0.2-0.7 mm/r

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.

-~ ,

Gz 7

o B 4
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B1-2 ZEHI 7] K #& AR Description of chipbreaker
A fafBJ]H Negative inserts

150
PEES

i
Chip breaker

HEHIRE

Recommended cutting parameter

Da[uFiZ)N
Cutting edge shape

TIRSME RS
Chipbreaker features

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

IES:V

FFHMIZEH, Forfinish machining.

ERATWEFEMIZEH]. Apply to steel finish machining .

TF: %H). ZismE. Operations: tuning, facing.

. TIO%F, mEMEE, NIRTHES. REREH, HER
Advantage: a sharp edge, resistance to strong adhesion,processing size and high precision, good
surface quality, smooth chip removal.

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

N

ap=0.3-1.2 mm
fn=0.03-0.18 mm/r

T&F: FHl. FikimE. Operations: turning, facing.

ERATHRAEMI., #EMmIEH.

Apply to steel semi finish maching,finish machining.

. VJOEES, MR, NMIRTEES. REREF, HBRE.
Edge:edge tough,resistant to strong adhesion,processing siz and high precision,

good surface quality,smooth chip removal.

BRM: —RREATFEBREH—RKMI.

Limitations: generally used only for steel parts general machining.

HAEM . @AM,  Typical parts:ordinary steel parts.

ap=0.08-3.2mm
fn=0.18-0.38 mm/r

BFHEMI. HMIZEE. Forsemifinishing machining, finish machining .
ERTHAEHMEEMI. BmIEH

Used for semi-finishing and finishing of cast iron parts.

TF%H|, FEiRE. Operations: tuming, facing.

e MORE, FENBERETRENAETE, BN, HrHEE,
T RAEMBIRITRE R EFFSE. Strong cutting edge, flat chip breaker with good chip space,
smooth chip removal, high adhesion-resisting. Make sure the cutting surface quality and precision.
B ZRATHEKEMMI. Limitations : used for processing of cast iron parts.

BT HEBEE®REH. Typical parts : pieces of cast iron.

ap=0.06-2.0 mm
fn=0.05-0.2 mm/r

EHITIERS
o/

BFREMI. FRMIZEH. Forfinishing, semi finish turning.

MERERMEBNGA ZHRAER.

Wide application range for non-ferrous metal and steel

IF: %Hl. {iFZHl. Operations: cutting, copying turning.

R TIO%F, TEIEND, HERY, EERFNTIEENN, TRGESRE
Y& E . Advantage: a sharp edge, small cutting resistance, smooth chip removal, with good chip
control force, has wide application range.

BEFH. LERE. GRLEZ M. Typical parts: ordinary steel, non-ferrous metal parts.

-/ -
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B1-2 ZEHI 7]/ #& AR Description of chipbreaker
B IEATJ]F Positive inserts

1S0 Hi/EE HEFYHIRA= TIOMHK TIRIME AR
PIES Chip breaker Recommended cuting parameter Cutting edge shape Chipbreaker features

ERTHOEEMI. BMIEH.
TIRERS Apply to steel semi finish machining, finish machining
IRF: ZHl. Z¥5@. Operations: tuming, facing.

N % TIORIE, MMHIEE, NIRTEES. REREF, HERY
- Advantages: high toughness of cutting edge, high adhesion-resisting, high accuracy of
ap=0.06-3.6 mm processing size, good surface quality and smooth chip removal.
L R — oy e " L .
1=0.2-0.36 mmir A BRRY: —RIBTE @M —MI Limitations: generally used only for ordinary
E ' ETRTIES steel parts general machining.
= QO o 0.15 HAIFEH . L@EME. Typical parts: ordinary steel parts.
3 S~ —
=3 P~ - /=
ﬁu:—’ -~ _l@/ -~ a 7 /o
c — —_— = %—
§.

ATFEBEMI. BMIZEE. Forsemiinishing machining, finish machining .
ERTREERE I . Apply to steel semi finishing.

IF: ZHl. Ziw@E. Operations: tuning, facing.

% TIO%F, MR, nIRTHES. REREY, HERY
Advantages: high toughness of cutting edge, high adhesion-resisting, high accuracy of processing
ap=0.08-2.6 mm size, good surface quality\ and smooth chip removal. .

1=0.1-0.25 mmir LTI T]ERSY BIRM: YIEIREMBAERE . Limitations: the cutting depth and feed rate.

) HRFM. L@EMA. Typical parts: ordinary steel parts.

, =
o
TIRER S ERATMAORBMI. $5EMI Apply to steel finishing, semi finish turning.

TIFZEH, FimmMARZH] Operations: turning, facing and copying turning.

% BERET REFNTIESER, YHIRNN, NO%FH, H$ERY, EERYF
BMIRTHBEMRARE, EEAMHMMI. provided good range, small cutting resistance,
sharp blade, smooth chip removal, has good processing dimensional accuracy and surface quality.
ap=0.08-32mm BMRM: YIEIERE . Limitations: the cutting speed.

=01-03 mmi ETHITIER BT LREPE. Typical parts: common steel .

2 & =

TS

MIES- %) BAFREMI. R MIZEH; Forfinishing, semifinish turning;
@ MAERERMEBNE ZHEAERE
: Wide application range for ordinary steel and low carbon steel.
ap=0.06-2.3 mm

Tr: FHl. AfZHI; Operations: tuming, copying tuming;

% NO%F, TEIED)N, HERY, EERENVIEEN, IREESH
FMESEE . Advantage: a sharp edge, small cutting resistance, smooth chip removal, with good
chip control force, has wide application range;

fn=0.05-0.18 mm/r

$
——

" Moo STEE LIS 4TI i 0 i 40 5k 2
FHHEITIERS AR P Eﬂﬁkmﬁu, Hl m)ﬁﬂllﬁ_n REZIR. Limitations: cutting edge has
overload risk, cutting depth and feed rate restriction;
HELR: BEFH. LFENE, HEEBTM. Typical parts: ordinary steel, non-ferrous metal parts.
ap=0.08-2.5 mm 7

n=0.06-0.2 mm/r

~
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B1-2 ZHIJ]1 R &1 RB Description of chipbreaker

B IEf 71K Positive inserts

10
PIES

Hi /B8
Chip breaker

EFEYRIRE

Recommended cutting parameter

TIARK
Cutting edge shape

TN RN RERAE S
Chipbreaker features

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

EUIRITIER S

BF®EmIZEHI. Forfinishing tuming.

EW FER, BRMIA, YIBZEHIRENFTEMBER . with good chip control above
allin steel, stainless steel, grey and nodular cast-iron.

IR FHl FwmEHEYIEIFEZEMI. Operations: turning, facing,

profiling and back-facing.

e ERANBRRYBEEA=ERIES, EETMIAKKN. BEZTHIF
RERZEH. Advantages: Light cutting chip breaker with low cutting force. Suitable for
processing slender shaft, thin-walled parts and unstable clamped parts.

BRI JIHREMBLS. Limitations: depth of cut and feed.

AT . .
Typical parts: shaft, wheel and gear hub

BMER, NEERRARENEMS.

i

P
Buiuiny [essuss

=

0 v

= 4

' 4
s 4

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

EVIHITIER S
0.13

BT MIZEHE]. For medium-duty tuming.

TR REER. SR AIEET 2. With broad capability for steel  stainless steels
grey and nodular cast-iron.

IF: ZHl. Zimm{REEl. Operations: tuning, facing and profiling.

o BRAME. TEHBETHEEHE]. Advantages: high universality, reliable and
problem-free cutting

BIRMY: YIEIREMES, FEITIEEAIRE . Limitations: depth of cut and feed, risk of
overloading the cutting edge.

HAIFM, B4, . A . Components typically: axles, shafts, hubs, gears, etc.

O oo 0O VYV <

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

EVIRITIER
0.1

BFEEMIZEH. Forsemifinishing turning .

ERTH. THMAMBELMI. Usedfor steel, stainless steel and cast-iron.
TR ix@E. SMEM{AR M. Operations : turning, facing and profiling.
fim: EBSAEM. Advantages: high reliability.

BfRtE: BEETIFHEITEE Limitations: chip breaking via round insert.
HAVEM: 4, B4F . Components typically: shafts, axles, etc.

ap=0.2-145mm
fn=0.1-1.2 mm/r

EUIRITIER S

BF#mIZEH. Forroughtuming.

MIWETEESEBEERZE. With high removal rate in steel, stainless steel, grey and
nodular cast-iron.

IF: in@m. SMNEM{GEFMI. Operations: turning, facing and profiling.

. BREAAEEATRERFNENIENNERERES T MRaEE
-Advantages: all-round, positive geometry giving good roughing capability with good balance
between high removal rate and minimum vibration tendencies.

BBRME: YEIRE LA TIHI 7] B E X . Limitations: depth of cut and feed, risk of
overloading the cutting edge.

HAVEM: B, HAEF . Components typically: axles, shafts, hubs, gears, etc.

&g OVY




B1-2 ZH 7]/ #&AYiEER Description of chipbreaker
B IEfJ]H Positive inserts

1S0 B 1 EETHIAE TIAFHK TIRSMY R RS
PEES Chip breaker Recommended cutting parameter Cutting edge shape Chipbreaker features
AT EAZEHIMI. Usedfor finish turning.
TIRERGY BEEMEMERSE. Auminum alloy and other non-ferrous metals.
LH TIF: 5. ZisEMAFEE. Operations: turning, facing and copying cutting.

e ANMERAEEAIESTEEE TYERR. EARAESNTEATRE
BEMEAE R, EE S%(2500m/min). Advantages: open positive rake angle groove in high
cutting speed cutting light. Used as far as possible the high cutting speed (high2500m / min ) can
obtain more production efficiency.

EYIRITIERSY BRY: SHTFEEESEMEMI. Limitatons : used for nonferrous metal material processing.

ap=0.1-5.0 mm
fn=0.03-0.5 mm/r

=

it Q) 97.5° HATH. ZEMBMEG. Typical parts: ordinary aluminum parts.
e -~ A Hes _ ar (&R
Hl - | : ) -
é.
TR ER4Y AT EREZIMEZEHIM T Used for finish turning.
. BEESMEMEERLE. Aluminum alloy and other non-ferrous metals.
~ IF: %4, Zim@AM{ERIIE]. Operations: tuming, facing and copying cutting.

s FROERAEYAESTEIRE THRR. £RRTESNTIEIRER
REBEMAAETHE. Advantages: open positive rake angle groove in high cutting speed cutting

N ;]p_:(;) 1136056n:nTn/r i light. Used as far as the high cutting speed can be obtained more production efficiency.
o EYIRITIERSY BRY: SHTABEEMBMI. Limitations : used for nonferrous metal material processing.
2 HAEMH. ZEREMEH. Typical parts: ordinary aluminum parts.
N
~ - N
FFH#EMIZEH; Used for finish turning;
M ERTHHAEGENRESENTSMRETHMEHENT
I]?: n[‘ﬁ . N . . N
. suitable for finishing machining of heat resistance alloy, titanium alloy and other
5 aerospace parts
TF: ZFHl. Fiwmm; Operations: turning, facing;
e ERRVIEDNBRYIEERAIEEFRAME, SSIT TEFETIH .
S ap=0.06-1.7 mm Advantages: Light cutting chip breaker with low cutting force. High reliability and

=0.03-0.3 mmir FEYIHITIER 5 universality. Problem free cutting .
o, ERM: EHGERMYEIRE S ENATEEZR
N {g

Limitations: the feed rate and cutting depth limitation of application scope;




B1-3IE S 5 A Recommended grade and chipbreaker
B2 WML Process steel

IR HiEtE BE | BETER EEHIRE CVDiAE PVDiRZ
Chipbreaker )
Process type Chip breaker | Tolerance dieigram Recommended cutting parameter CVD coating PVD coating
FW M ﬂ ap=0.3-15mm, n=0.07-0.5 mmir BPS051. BPS101
N G 5 ap=0.3-12mm, 1n=0.03-0.18 mmir BUSL0, BPGOSB
BT E 6 o] ap=08-26 mm, f1=0.1-0.25 mmr BUSLO, BPGOSB
Finishing E
H G ALY | 08320, i0103mmi BUBL0, BPGOSB e
z ‘% ]
B : 23
5 s G B | a-os20m. n=0os02mm BUBL0., BPGUSB £
< [ Hll
o .
iz o E
o] ™ M ap=15-45mm, =0.2-0.5 mmir BPS101, BPS251 BPG308 ES
=7] «
SH
= MD M A ap=0.4-8.6mm , =0.1-0.65 mmir BPS101, BPS251 BPG308
&
MA M a ap=0.8-32mm, =0.1-0.3 mm/r BU810, BPGOSB
FHEMIT = ) .
Seminising U M g ap=0.8-2.6 mm. fn=0.1-0.3 mmr BUS10, BPGO5B
UX M A ap=0.8-32mm, =0.1-0.3 mm/r BUBL0, BPGOSB
S G xﬂ ap=0.6-2.0mm, fn=0.05-0.2 mm/r BU810, BPGO5B
i - ]
AL RA M [ 8 | ap=07-15 . f1=0.2-1 mn BPS3T3
Rough finish
N G 5 ap=0.3-1.2mm, fn=0.03-0.18 mmr BUB10, BPGOSB
H G ﬂ' ap=0.8-3.2 mm, n=0.1-0.3 mm/r BU810, BPGO5B
‘LT
- o E G £ | ap=0826mm. 1=0.1-03mmh BUSL0, BPGOSB
= Finishing E—4
SiE -
S5 S G ﬂ ap=0.6:2.0mm, 1=0.05-0.2 il BUS10, BPGOSB
gy
37]
i = Fw M D ap=0.5-2.0 mm, n=0.01-0.3 mm/r BPS051, BPS101
&
N G g ap=0.3-1.2mm, fn=0.03-0.18 mm/r
FHEMI ; .
Soniding VD M £ | w=0245m, 02035 mm BPSL0L, BPS251 BPGA0S
R M o ap=0.5-12.8 mm BPS101, BPS251 BPG308
HmIT . 0
it RA Y 0 | w0245m. 003 mi BPS3T3
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B1-3h#S 5#E AR Recommended grade and chipbreaker

M REE$NAN T Process on stainless steel

IS0 IR HiEtE BE | #ERRER EEHIRE CVDiARR PVDIAE
Chipbreaker
2434 | Process type Chip breaker | Tolerance dieigram Recommended cutting parameter CVD coating PVD coating
z LH M E ap=0.8-3.5mm, fn=0.1-0.4 mm/r BPGO5B
Q BmT =k
= Finishin
of ’ MX M E ap=01-L5mm, 1=0.05-0.4 mmir BPGOSB
27l
;i
=7] _ _
I3 i MD M g ap=0.4-8.6 mm, 1n=0.1-0.65 mm/r BPG20B. BPG25B
2 NI
< Semi-finishing
E MA M g ap=0.585mm, =0.12-0.65 mmr BPG20B. BPG25B
HE4JE Nonferrous metals
& NS WEE | WE | #RREE HEHAE BRAS
2 . Chipbreaker ; .
37 Process type Chip breaker | Tolerance diagram Recommended cutting parameter Carbide grade
EL ; A
o8 ‘ML . 1
‘%E Finishing LH M & ap=0.8-3.5mm, fn=0.1-04 mm/r BUSI0 BUSI3
[=%
(v}
g |#mIEmI| A A . -
e, S p=0.8-2.5mm, fn=0.06-0.2 mm/r BUBL0
g Semiinishing, finishing oz
Sl HiEtE BE ERRER KETHIRE BRAES
@ : Chipbreaker ; .
= Process type Chip breaker | Tolerance diagram Recommended cutting parameter Carbide grade
(¢}
SIE Py
ETER LH G ﬁ’ ap=0.1-50mm, 1=0.03-0.5 mmir BUBL0 BUBL3
:5% Semi-fnishing ,
< roughing turning =0.4- =0.13-
o H LH G @' ap=04-65mm, f1=0.13-0.6 mmir BUBL0 BUSL3
QO
o
® HHEMI =\ . .
Semi-fnisting S G \ ap=0.6-2.0 mm, fn=0.05-0.2 mm/r BUBL0




45T Process on cast iron

IR HiB1E LE BHRER EFETHIRE CVDiAE
Chipbreaker ) i
Process type Chip breaker | Tolerance di%gram Recommended cutting parameter CVD coating
BT l o _ -
=0.06-1.7.mm, fn=0.03-0.3 mmir
Finishing CX M - ap=0.06-1.7. mm, fn BPC132

z cQ M n ap=0.2-6.0mm, fn=0.15-0.5 mmir BPC132

< FHEMIT

s . Semi-finishing

§§ﬁ ] M ﬂ ap=1-4.0 mm, =0.15-0.5 mmir BPC132

;i

g | -

2 GH M ap=0.4-14 mm, 1n=0.19-0.85 mm/r BPC132

SR | mmT 59

< Rough finish b=

S Rl 9 02 01019 T %2

3 N slot M F %5 ap=0.2-12.0 mm, =0.1-1.19 mm/r BPC132 o :_:
c
=l
>
«




B1-4Zi@EHITIHF® &N  General turning inserts code key

R eI

Buiuiny relsuss

o &

TREER /RS 2 #) Metric
Insert Shape/Code RE | Gx7l | BEBEE T1F &E RE|BXLF | ELEWEE TR EE
Code | WiyWithau) With/Without | Section plane of insert | Code Vit Withou - With/Without | section plane of insert
5 x e % %
85o 82° o . .
/‘\ / /L\ / 5 Bl Wi | without ﬁ N | without|  Without E
A B (o3 [ SR ol PR (= g it EEEEE SESLREEES EEREEREES
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, N
H | i | Sngiside| O | R |Wihou] single-site| L]
<:> With | Single-side ﬁ Without| Single-side
’77777777777777777777777;76507 77777777777777777777777777777777777
D E H c El T F T |
”””””””””””””””””””” With Without Without| Double-side ©
55° 86°> || T T T T T s A R T
/< Q , | RE NI %
K L M With | Double-side With Without EI:‘j
”””””””””””” <65 | .
5 % = 5 B
O Q Q W i | winest | UL | M| win | singe-sioe LY
0 P R|I[ 1 1.1 T i e R R,
———————————————————————————————— ;| B | #m S 5 R
i With | Single-side ﬁ G | With | Double-side @
777777777777777777777777 %7655777 r---|1-~~"~—"~"1~"~"~"~"~""“"“""“"“"["~"~“""™"™">"™""™"™"7
S T Q T al * % x| - Tk
******************************** With Without Special
<G> 80" ony v W =65
v W ers With | Double-side @
ERKS - EEEREERN
Insert shape Chipbreaker and clamping system
[
[
FURITNER i All
owed tolorence
Clearance angle of main cutting edge ﬁﬁﬁ%
RS =p:] Ks )=3::] Y m N
Code | Clearance angle| Code |Clearance angle / m
N
A B ol.c 21.C S
o ; WYIEGI.C | FES | (5%) MBRBEEMIER (RHR. XN )
g "L’S“ RE 3t VFARZE (nm) SRAFRE (mm) j-t-ﬁﬁi (mm)|  (Reference) D’Zlails of l\7fclass tolerance ( Identied by shape and size)
I ] Code| tolerance range | arbed ek | Tncnesy 8 | R e ()
A
| A | w0005 | 20025 | 0025 e | A\ | [, | < =3 | O,
¢ | F— D e +0.005 +0.013 £0.025 | 6.35 | +0.08 | +0.08 | +0.08 | #0.11 | +0.16 | -
—l 7° ~ S O Sy S A | |
I ] C| 0013 $0.025 | 0025 | 9525 | $0.08 | +0.08 | +0.08 | +0.11 | £0.16 | - |
S P R B 12.7 | #0.13 | 2013 ) #0.13 | 4015 ) - | - |
| H w008 20013 | 0025 | 15.875| £0.15 | +0.15 | 0.15 | 2018 | - | - |
E F E +0.025 +0.025 +0.025 | 19.05 | #0.15 | #0.15 | +0.15 | +0.18 | -
S A vl B N v B e Ao B fra s Ay At Rt SRR
G| 0025 £0.025 013 | 25> — | %018 ] -
b e I It IRt B FYIE B CAVFAZ (m)
Tolerance of inscribed circle
J $0.005  |#0.05-+0.13| 0.025 (oo
r-——f--—-""""-"“"~""~""“"="="7--—"-—=--—- Inscribed A e <=
G N K $0.013  |0.05-+0.13| £0.025 | u L, ° K v O"
~l N0 <0 IS R e S 6.35 | £0.05 | £0.05 | £0.05 | £0.05 | £0.05 | -
R I | L | #0025 1£0.05-20.13| £0.025 | 9525 | 40,05 | +0.05 | 0.05 | 0.05 | 0.05 | +0.05
i M | $0.08-+0.18 |+0.05-+0.13| +0.13 12.7 +0.08 | +0.08 | +0.08 | +0.08 - +0.08
s || M| 0082018 1£0.00-2043) 2043 ] T4 T ) TLTT  T ) T T ) TI L T LT
oth i et R A 15.875| #0.10 | #0.10 | #0.10 | #0.10 | -— | #0.10
P 0 er N | +0.08-#0.18 |#0.05-+0.13| #0.025 |- - --------f---—-|-“— - 1L T T
Sl dlearance | -=-|-=~~--—--|----__-j----_] 1905 | 010 £0.00 | 2010 | £0.10 | ~ | 010 |
angle U | #0.13-£0.38 |+0.08-+0.25| +0.13 25.4 . +0.13 - - - +0.13




B1-4E@ZFH|TIF & MM  General turning inserts code key

TIERH  Insertshape }
MBI AR BERTAKASHNRSHIZEBNEE
(mm) c D R S T v w K ‘I'qr_ﬂﬁere_sls1 is definecg as helghhfrom bottom oPlnsert
Diameter of IC to the highest part of cutting edge,
49 8 A &4 = K3 Code noon P
77777 s | e | e e
,,,,, I - O O R N B e EEEE et EEEEEEE+ SEEEEEES
5.56 o9 | | | | Feeeeeeieeebaal B
***** S e e 1 e N (SN N SO N . S
***** 635 | o6 | or | [ T wml w1 ] b2 2%
***** a0 T T b2 2rs
777777 03 3.18
| ___ 9525 | 09 | M. 09 | 09 | 16 | 16 | 06 | 16 | 77777 Y A
,,,,, 00 oo | a1 29
,,,,, 120 | L2 ) oo e 48 %5
,,,,, 127 |12 | 5 ) 12 ) 12 ) 22 | 2 | 08 | | [ o5 | 55 s
| __ 15875 | _ 16 | LN R I I - A IR IS A A R S | 595 g
,,,,, o | Lo 0 0 o6 | &3 2
L1905 | L R 19 ] 19 o8 | [ T | 615 <
,,,,, 200 | | L2 | e e
80 || 25 | ) e [ ek
,,,,, 254 |02 | .2 | 2 | |1 0 82
L __svis vl M nn.______
32 32 12 12.70
HYIHI 7] E Length of cutting edge TIREE Insert thickness
' |
NREMRS HEEERS
Nose radius Code Chipbreaker code
RS IR EER FW CcX FW SL
H42(mm)
Code Nose radius i
mEIE B NRERER| | o e | Bl | B B &
Inscribed circle i .
c o Thickness Noseﬂz\a;}t{;s | 02 | 02 | MD ca MX LHC
RS | mzmm RE | EE(mm) RS | Semmm | [ % ] %4 | P | —
Code| Zamee Code|Thickness | | Code| Nose radius 08 08 |- & a 5 .'f? é/
2 6.35 0 0.2 12 1.2
,,,,,,,,,,,,, 2 3.18 ™ 1] MD SN
i 1 0.4 |16 | 16 |
3 9.525 ~ ;
7777777777777 S - B - B . A
2 08 | [T A
4 127 | [T beeA--1 L 24 | 24 | ]
————————————— 4 6.35 3 1.2 32 3.2
5 15875 | b--—-|-————--1 [~ ; ””” ] ’6’”' x T ﬁl’rﬁzﬂﬂ L Ll L L L
e e [ b e T D g =
IR IR B SR hh et i 51 7 20 Mo(A#)) | @77 b =5
8 954 6 0.52 6 o4 (Metric) Round insert

* EEETREESE

REBAZENEE

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

. oo N




B1-5 $MANLJI]E Inserts for Processing Steel -~ # & Grades
ERmI  Process steel

a AEMS Grade for coating

=]

=
Grade

1S0% 2

ISO classification

Bt
Color

A%
Recommend for application

BPS051

P05(PO1-P10)

/& Blackiyellow
I

CVDABEHS HERELA TMRMFEITHEMIE, AIRGeEBERE.

&R B R ER AN M TR . HEERTRELR. EXMFRNMI.

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.

g
Buiuiny relsuss

m

BPS101

BPS153

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

/& Blacklyellow

# Yelow

CVDAERBREEMS, EEE., IERENBERGEF EAAMNERE, AZSR.

BT RAMG RS TR EE NI, EEYIHIZ R REEiIE .

TR OFKEHHEAVRBI P FYIHEE M T

WA RLELS Y] H B2 R B BT T H R i TEAEM L. SEXAFX L.

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

BPS253

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

Z/#& Blackiyellow
I

# Yelow

BEASENSEERMECDES . BRAM KBS,
ETFRMERG LRSI TEE M TRYELE R BB REERRLEEIHIFE 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.

BPS371

BPS373

P30(P25-P40)

2/E& Blackiyellow
I

# Yelow

CVDAEBREEMS, BREASEF LEEMELRE. £ TR TMIRMMENE.
N&REY, BTe&REREMEETIA.

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.




B1-5 $XAI 7] Inserts for processing steel

B AT Process steel

b £EM%E Cermet

S IS0% | TE | BE | WZEE ERAMEERAE
1SO Density |Hardness | Bending strength
Grade | classification | (q/cm3) [ HRA (Nimm2) Usage and performance
K01~K10
BN201 | PO1~P20 | 65~72| >®2 >1800 EATRN. THEMERFMI. ML
Suitable for the finishing ,semi-finishing of stainless steel
MOo1~M20
K05~K20
ERTHN. TERFHEMI. ML
LB =zl ) G| - el el Suitable for the finishing ,semi-finishing of stainless steel
M10~M30
C 3Ei&EHES Grade for uncoating
fES IS09% | ZE | BE | hZEE fEMMRERAE
1SO Density |Hardness | Bending strength
Grade classification (g/cmg HRA (N/ﬁmmZ)g Usage and performance
AERFNERE, UrHRARY; ETHRERSESENAEMNT.
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.
EABES, futs, MRLE, ETHRERSEENOBMNI. 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 stee! finishing, semi finishing.
M‘Jﬁ' ‘;l ° iﬁﬁﬁ:]: \ \ Aﬁ Y 7][II\ == Ie
YT15 P10 |11.4~115] 92032 T el i ﬂﬂ L ARWEOR ,%ﬁm .
Good wear resistance. Suitable for steel, cast steel, alloy steel finishing, semi finishing.
TIEMEF, MARRAMAEN TR ENRERTRAMENOENL, FBmI.
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 .
g, BARSHNARRMMALETRAN, ERHALENE. A2TARNS
BP0 | P20-P25 | 123 | =915 1910 | &H FEAHOMI , , 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
qENF, FEBRFREMIARMMSHEREE, RBAMRIFNES. ERT
MR FEREIA T
N >
BP35 PR | ) 2l 220 Excellention red hardness anti-thermal deformation . high strength. common grage.
Suitable for the roughing of steel, castiron

g
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B1-5 WM I 1B T])H Inserts for processing steel

Negative inserts

¥&HN L Finishing

HARST Dimension (mm)

1 R¥E#F Grade recommended

T1 B AR AR The hasic shape of blade RS Type C\%Ziﬁﬁze P\%ﬁnﬁﬁ:de ﬁciﬁf
E 090304FW | 9525 | 318 | 381 | 04 * | %
0 Y 090308-FW | 9525 | 318 | 381 | 08 * | %
i%% @ gjﬁ— B CNMG | 120404FW | 127 | 476 | 516 | 04 * | %
HIE ‘ s e 120408FW | 127 | 476 | 516 | 08 x| %
5 12002FW | 127 | 476 | 516 | 12 * | %
8 N0M4FW | 9525 | 476 | 381 | 04 * | %
U0MBFW | 9525 | 476 | 381 | 08 * | %
NS S 150404FW | 127 | 476 | 516 | 04 * | %
Q gﬁ} p DNMG | 150408-FW 127 | 476 | 516 | 08 * | %
i S 150604FW | 127 | 635 | 516 | 04 * | %
150608FW | 127 | 635 | 516 | 08 * | %
150612FW | 127 | 635 | 516 | 12 * | %
o 120004FW | 127 | 476 | 516 | 04 * | %
b | 12008FW | 127 | 476 | 516 | 08 * | %
EEEL M e | w7 | am | 51 | 12 * | %
160404FW | 9525 | 476 | 381 | 04 * | %
‘: v 160408FW | 9525 | 476 | 381 | 08 * | %
W QEE TNMG | 160412FW | 9525 | 476 | 381 | 12 * | %
a = v R004FW | 127 | 476 | 516 | 04 * | %
2008FW | 127 | 476 | 516 | 08 * | %
N 160404FW | 9525 | 476 | 381 | 04 * | %
R ’ 160408FW | 9525 | 476 | 381 | 08 * | %
;%H:', VNMG
‘ sl
060404FW | 9525 | 476 | 381 | 04 * | %
060408-FW | 9525 | 476 | 381 | 08 * | %
. E}Eﬂ A g | VAW | 955 | 476 | aEn | 12 * | %
: iisH 080404FW | 127 | 476 | 516 | 04 * | %
080408FW | 127 | 476 | 516 | 08 * | %
080412FW | 127 | 476 | 516 | 12 * | %

-

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



B1-5 MMM TIEREITIA Inserts for processing Steel -« .o ¥ L Finishing

Positive inserts

R Grade recommended
<t Dimension (mm) - "

T1 R E AT 4R The basic shape of inserts A1S Type AR C\%Zﬁtﬁﬁrie P\%ziﬁjﬁie ﬁce}iﬂrﬁf

g I ey ey e -
06020FW | 635 | 238 | 28 | 02 | 7 | % | %
060204FW | 635 | 238 | 28 | 04 | 7 | % | %
060208FW | 635 | 238 | 28 | 08 | 7 | % | %
. > s n 09T302FW | 9525 | 397 | 44 | 02 | T | % | %
®X~Q” g |- T rsonrw | oss | 397 | a0 | 04 | 7 | %] %
09T308-FW | 9525 | 397 | 44 | 08 | 7 | % | %
120404FW | 127 | 476 | 55 | 04 | 7 | % | %
120408FW | 127 | 476 | 55 | 08 | 7 | % | %
07020FW | 635 | 238 | 28 | 02 | 7 | % | %
Sy P — 070204FW | 635 | 238 | 28 | 04 | 7 || %
W A7 =] u DOMT | 1T302FW | 9525 | 397 | 44 | 02 | T | % | %
i ISk UTS4FW | 9525 | 397 | 44 | 04 | T | % | %
UTIBFW | 9525 | 397 | 44 | 08 | T | % | %
09T304FW | 9525 | 397 | 44 | 04 | T | % | %k
> s ¥y v 09TBFW | 9525 | 397 | 44 | 08 | T | % | %

" Q, %l{% ). SCMT

090204FW | 556 | 238 | 25 | 04 | 7 | % | %
090208FW | 556 | 238 | 25 | 08 | 7 | % | %
@ S 10304FW | 635 | 318 | 28 | 04 | T | % | %
mﬁ o | LOBAN | 6% | 316 | 26 | 08 | 7 | %
X == 1032FW | 635 | 318 | 28 | 12 | T | % | k
60 16T304FW | 9525 | 397 | 44 | 04 | T || %
16T08FW | 9525 | 397 | 44 | 08 | 7 | % | %
6T302FW | 955 | 397 | 44 | 12 | 7 | % | %
N 1030AFW | 635 | 318 | 28 | 04 | 5 | % | %
D 5 Y a 110308-FW 635 | 318 | 28 | 08 | 5 | % | %
= ’ B | e s | ans | as | 04 | s | k| %
| — 160408FW | 9525 | 476 | 44 | 08 | 5 | % | %
< 100AFW | 635 | 348 | 28 | 04 | T || %
Y ﬂ 10308FW | 635 | 318 | 28 | 08 | 7T || %
gﬁ — VM oourw [ osos | azs | a4 | 0a | 7 k| %
| — 160408FW | 9525 | 476 | 44 | 08 | T | % | %

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade

g

Buiuiny [essuss

=
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B1-5 WM I 1B T])H Inserts for processing steel

Negative inserts

¥&HN L Finishing

EART Dimension (mm)

¥R Grade recommended

o CVDAEHES | POREHS | SEME | FhEES
A p=] 5
Zlos S B Tpe CVD coating grade | PVDcuetiggrade|  ceramic | Uncoated grade
— — — — 5% gg - - -
oic| S | o | R |3 |3 | B3I 3|8 8|
5| 5| 5| &5 | &5|d5| 5|2
N . 090402LR-S | 9525 | 476 | 381 | 02 * *
/ \
r ‘ ‘ 090404LR-S | 9525 | 476 | 381 | 04 * *
g0 foF oF OV | o
li—‘% g i s | 090408UR-S | 9525 | 476 | 381 | 08 * *
Bl =
g
5 N 110402LRS | 9525 | 476 | 381 | 02 % *
=}
@ : 110404URS | 9525 | 476 | 381 | 04 * *
@LQ -~ 31"} - @ DNGG
: - 110408LR-S | 9525 | 476 | 381 | 08 % *
10402LRS | 635 | 476 | 24 | 02 * *
110404UR-S | 635 | 476 | 24 | 04 * *
) “‘H & e | HMORS | 63 | 476 | 20 | 08 % *
WSEZR p S 5 ~ I 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 | 9525 | 476 | 381 | 04 * *
@.Cf EB* @ WNGG
g ﬁ ‘ 060408LR-S | 9525 | 476 | 381 | 08 % *

e

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



B1-5 WM T IERE T Inserts for processing steel

Positive inserts

EART Dimension (mm)

WERHERE Grade recommended

TIRE AR IKThe basic shape of inserts A5 Type C\%Zﬁf gfﬁ:—de chﬁﬁgﬂﬁie ﬁciﬁcﬁ Uintcitiﬁiie
STalz=lalelol oo
060202LR-S | 635 | 238 | 28 | 02 | 7 to| % | % *
060204LRS | 635 | 238 | 28 | 04 | 7 to | % | % *
' 09T302LR-S | 9525 | 397 | 44 | 02 | 7 o | % | % *
6\ 09T304LR-S | 9525 | 397 | 44 | 04 | 7 | % | % *
\ COT orasms |95 | 397 | a4 | 08 | 7 to| | % *
10M02LRS | 127 | 476 | 55 | 02 | 7 %o | % | % *
120404LRS | 127 | 476 | 55 | 04 | 7 to | ¥ | % *
120408LRS | 127 | 476 | 55 | 08 | 7 %ol % | % *
060202LR-S | 635 | 238 | 28 | 02 | 7 %ol % | % *
ooy | BOMURS | 635 | 238 | 28 | 04 | 7 %ol % | % *
OT001LRS | 635 | 238 | 28 | 01 | 7 o | % | % *
07002LRS | 635 | 238 | 28 | 02 | 7 ol % | % *
L = O70204UR-S | 635 | 238 | 28 | 04 | 7 to| % | % *
<\>7 g U dmaonrs | osos | agr | aa | 01 | 7 o | % | % *
| - UT30LURS | 9525 | 397 | 44 | 02 | 7 to| % | % *
UTI04LRS | 9525 | 397 | 44 | 04 | 7 to| % | % *

* R SRecommended grade Y ATiE#E-S Optional grade

g

Buiuiny [essuss

=
I




IR

Buiuiny relsuss

m

B ose G

B1-5 WM T IERE T Inserts for processing steel

Positive inserts

&ML Finishing

EART Dimension (mm)

4 R¥E#F Grade recommended

TIRE AR IKThe basic shape of inserts A5 Type C%Zﬁtﬁ gfﬁ:—de P\%ﬁﬁgﬁie ﬁciﬁcﬁ Uintciteﬁdﬁiie
N 070202LRS | 635 | 238 | 28 | 02 | 7 o | % | % *
‘ ¥ 070204UR-S | 635 | 238 | 28 | 04 | 7 o | % | *
g T s | asos | ag | ae | 02 | 7 Kl lx| %
UTIURS | 9525 | 397 | 44 | 04 | 7 ¥ k| % *
070201LRS | 635 | 238 | 28 | 01 | 1 o | % | % *
> s 070202LRS | 635 | 238 | 28 | 02 | 1 wo | % | *
8 g PE umawes |oss | ser | a4 |01 | n %l w| | %
UTHLRS | 9525 | 397 | 44 | 02 | 1 o | % | % *
09T304LR-S | 9525 | 397 | 44 | 04 | 7 wo | % | % *
7= > @g [~ ‘ qoor | THBLRS | 925 | 397 | 44 | 08 | T Yo | % | % *
= acd E# 6
090304UR-S | 9525 | 318 | 44 | 04 | 1 o | % | *
> s [~ ‘ 090308LR-S | 9525 | 318 | 44 | 08 | 1 o | % | *
Xﬁ’ ij J 565 She 120304UR-S | 127 | 318 | 55 | 04 | 1 Yol % | *
120308LR-S | 127 | 318 | 55 | 08 | 1 o | % | % *
090304LR-S | 9525 | 318 | 44 | 04 | 1 o | % | % *
> —~ ‘ 090308LR-S | 9525 | 318 | 44 | 08 | 1L o | % | *
\-Q’ 3 h®= P oaars | 127 | a1 | 55 | 04 | n o | % | % *
120308LR-S | 127 | 348 | 55 | 08 | 1 %o | % | *
N 110302UR-S | 635 | 318 | 28 | 02 | 7 wo | % | % *
‘ i 110304UR-S | 635 | 318 | 28 | 04 | 7 %o | % | % *
L0 SEE- TCGT
@ e 6 C6
090202LRS | 556 | 238 | 25 | 02 | 1 sl % | % *
090204LRS | 556 | 238 | 25 | 04 | 1 o | % | % *
U0202URS | 635 | 238 | 34 | 02 | 1 o | % | % *
_ U0204RS | 635 | 238 | 34 | 04 | 1 o | % | % *
) ;’f ‘: gy | LOOARS | 63 | 316 | 34 | 02 | 1 o | % | % *
s O LO0ARS | 635 | 318 | 34 | 04 | 11 Kok k| |k
10308URS | 635 | 318 | 34 | 08 | 1 o | % | % *
160302LR-S | 9525 | 348 | 44 | 02 | 1 o | % | % *
160304LR-S | 9525 | 348 | 44 | 04 | 1 o | % | *
160308LR-S | 9525 | 318 | 44 | 08 | 1 o | % | % *

* EEFE S Recommended grade Y A %A% S Optional grade



B1-5 MMM TIEREITIA Inserts for processing Steel -« .o ¥ L Finishing

Positive inserts

4 R¥E#F Grade recommended
EART Dimension (mm) \
, , CVDAENEES | MDRREE (&M | FiRHs
o Iz
TIR B AR AR The basicshape ofnsers BSType CVD coating grade | PVDoueinggade| ceramic | Uncoated grade
oic| s |od| R | o B 285538 8|S
o0 o o o o o o o o0
A 090202LR-S | 556 | 238 02 | 1 *o| k| K * E
- 7 A 090204LR-S | 556 | 238 04 | 1 %o K| % * oy
@&-Q P TPGR 2o
2T { ! 090208LR-S | 556 | 238 08 | 1 Y| K| K * £3
e
EJE‘
120301L-S | 635 | 318 | 34 | 01 | 1 *o| k| * 3
| - 35
7 10302LS | 635 | 318 | 34 | 02 | 1 Yo | % | % * @
Q\Q » g_f 6 TPET
L 4~ -
090202l | 556 | 238 | 25 | 02 | 1 k| k| K *
A 090204L-S | 556 | 238 | 25 | 04 | 1 k| K| % *
: 7 090208L-S | 556 | 238 | 25 | 08 | 1 | k| % *
. , » =5 o= TPGX
M5 | O 10302 | 635 | 318 | 34 | 02 | 1 ¥ k| % *
1203045 | 635 | 318 | 34 | 04 | 1 | K| K *
110308L- | 635 | 318 | 34 | 08 | 1 | K| % *
< 10301L-S | 635 | 318 | 28 | 01 | 5 k| k| K *
DY , ey | LOALS {635 | 318 | 28 | 02 | 5 k| x| K *
_ ’ =7y P

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




B1-5 WM T IERE T Inserts for processing steel

Positive inserts

&ML Finishing

EART Dimension (mm)

4 R¥E#F Grade recommended

. . CVDREMES | PDARES | SEII% | HAENS
2 I
TIR KT The basic shape ofnsets BSType CVD coating grade [ PVDsainggrade | ceramic | Uncoated grade
~— — ~— — (=] gg - - =
oic| s |od| R | o |B|IF|E B|IS B|EIE|E
5| &5 | &5 | &5 | &5 &| e ==
E 110301L/R-S 635 | 318 | 28 0.1 5 wo| k| K *
30 @\‘() N o 110302L/R-S 635 | 318 | 28 02 5 wo| % *
= D !
®> _ o). VBGT 110304L/R-S 635 | 318 | 28 04 5 W k| % *
B B E
ﬁ'J: i ISl 160402LR-S | 9525 | 476 | 44 0.2 5 wo| % *
5 160404LR-S | 9525 | 476 | 44 | 04 | 5 do| | *
=}
@ N 160404L/R-S | 9525 | 476 | 44 04 7 QIR I *
NS 5 160408L/R-S | 9525 | 476 | 44 08 7 W v | % *
} { = , VCGT
‘ S
N 160302L/R-S | 9525 | 3.18 | 44 0.2 15 Y| k| K *
N> 1 160304L/R-S | 9525 | 3.18 | 44 0.4 15 | k| K *
_ { E VDGX
! LISl
G 110301L/R-S 635 | 318 | 28 01 | 1 Y| K[ K *
N2 e 110302L/R-S 6.35 | 318 | 28 0.2 1 Y| | K *
@ b=l T VPET
& St
S
« 060304LR-S | 9525 | 476 | 318 | 04 1 o | X *
: U/r 060308LR-S | 9525 | 476 | 318 | 08 1 wo| k| K *
woxT, 2 l WeGT
i S -
070204LR-E 635 | 238 | 28 04 7 wo| [k *
L S
! ¥ 1UT302LR-E | 9525 | 397 | 44 0.2 7 W K| % *
WA = ] DCET
: 3 1T304LR-E | 9525 | 397 | 44 04 7 wo| [ *
160404LIR-E | 9525 | 476 | 381 | 04 W% | % *
_cjf 160408L/IR-E | 9525 | 476 | 38L | 08 Yo | k| % *
Q’X.cfﬂb ) ?’ é’ ~ :S TNGG

—CXe

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



o \L/
B1-5 WM I &) Inserts for processing steel oo FFEMN L Semi finishing

Negative inserts

1 BHE#F Grade recommended

C\DiREHS PIDARES | $BIE
CVD coating grade | PVDcoating grade |~ ceramic

HARST Dimension (mm)

T) K B AT AR The basic shape of inserts RS Type

o1C S od R

BPS051
BPG05B
BPG308
BN201
BN301

090304-MD 952 | 318 | 381 04
090308-MD 9525 | 318 | 381 08

¥9

120404-4D 127 | 476 | 516 | 04 % 2

—— 120408MD | 127 | 476 | 516 | 08 Bl :—’

S c

‘ 120412MD | 127 | 476 | 516 | 12 5

U "ij : CNMG 2
c>¢ : 160608-MD | 15875 | 635 | 635 | 08 @

160612-MD 15875 | 635 | 635 12
190608-MD 1905 | 635 | 793 08
190612-MD 19.05 | 635 | 7.93 12
190616-MD 19.05 | 635 | 7.93 16
110404-MD 9525 | 476 | 381 04
110408-MD 9525 | 476 | 381 08
150404-MD 127 | 476 | 516 04

> 150408-MD 127 | 47 | 516 | 08
“P EEQ# MW i | w27 | ams | s | 12
150604-MD 127 | 635 | 516 | 04

150608-MD 127 | 635 | 516 | 08

150612-MD 127 | 635 | 516 | 12

090304-MD 9525 | 318 | 381 | 04

120404-MD 127 | 476 | 516 | 04

120408-MD 127 | 476 | 516 | 08

R 120412-MD 127 | 476 | 516 | 12
gﬁﬂ SNMG 150608:MD | 15875 | 635 | 635 | 08
sl 150612-MD | 15875 | 635 | 635 | 12

190608-MD 1905 | 635 | 793 | 08

190612-MD 1905 | 635 | 793 | 12

190616-MD 1905 | 635 | 793 | 16

160404-MD 9525 | 476 | 381 | 04

N 160408-MID 952 | 476 | 381 | 08

A ==- 160412MD | 9525 | 476 | 381 | 12
@ TNMG

220404-MD 127 | 476 | 516 | 04

220408-MD 127 | 476 | 516 | 08

220412-MD 127 | 476 | 516 | 12

X O O & O O (X X X ¢ 3 O Ot X ¢ O O X X X ¢ O (X X X X % % X % > > |BPSI0L
X O X & O O [ X X & O O O X ¢ 3 O X X X ¢ o (X X X ¢ % % % X X > |BPS251
o X X % o e X X X% 3k ok ok | % 3k ok e X X (3 o X X X X 3+ % X X |BPS3TL

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




L/
B1-5 WM I &) Inserts for processing steel oo FFEMN L Semi finishing

Negative inserts

B3 Grade recommended

C\DiREHS PIDARES | $BIE
CVD coating grade | PVDcoating grade |~ ceramic

AR T Dimension (mm)
T1 B E AR IR The basic shape of inserts B2 Type

oc| s |od| R |B|IZ|S B|IS|I8|8|8
S5 %5 s5|s|s5|5=
E . 160404-MD 9525 | 476 | 381 | 04 * | k|
proy= N> ﬂ e 160408-MD 9525 | 476 | 381 | 08 * | k| %
=R _ / = _
%8 & GEQ i 16042MD | 9525 | 476 | 381 | 12 * | % | %
Sl i _
ﬁlé
=} 060404-MD 95%5 | 476 | 381 | 04
>
@ 060408-MD 95% | 476 | 381 | 08

A 0M4I12MD | 9525 | 476 | 381 | 12
A: B EI - WNMG
RN S 080404-MD 127 | 476 | 516 | 04
080406MD | 127 | 476 | 516 | 08
080412MD | 127 | 476 | 516 | 12

D P . i
* % % % % %
X X% X % 3k b

* EEFE S Recommended grade Y A %A% S Optional grade




o \L/
B1-5 WM I &) Inserts for processing steel oo FFEMN L Semi finishing

Negative inserts

¥ BHfE#E Grade recommended
E KR~ Dimension (mm)
. . CVDREHEE PDRENS | £EME
AT =
T BKFARThe basic shape of inserts 25 Type CVD coating grade | PVDcoating grade | ceramic
— — — — o g -_ _
oc| s |od | k|8 FIFIBISI3EE
o o o o o o o0 o
120404-MA 127 | 476 | 516 | 04 * | % | % B
. 120408-MA 127 | 476 | 516 | 08 * | x| % %0
= D
: | _- 1042MA | 127 | 476 | 516 | 12 x| k| % &3
fof =} ONMG ES
S s 160604-MA | 15875 | 635 | 635 | 04 Y| | % HIZ
160608MA | 15875 | 635 | 635 | 08 AR AR 5
3
150404-MA 127 | 476 | 516 | 04 * | k| %
Q 150408-MA 127 | 476 | 516 | 08 * | k| %
@,C : EH} > 4 DNMG | 150604-MA 127 | 635 | 516 | 04 * | k| %
i I8l 150608-MA 127 | 635 | 516 | 08 * | k| %
120404-MA 127 | 476 | 516 | 04 *| x| %
~ b It 120408-MA 127 | 476 | 516 | 08 * | x| %
SR BN ° BE
ISl
< 160404-MA | 9525 | 476 | 516 | 04 * | x| %
W s=H- ‘ e | BOBNA | 055 | 4T6 | 516 | 08 * | k| K
X 160412MA | 9525 | 476 | 516 | 12 * | x| %
60
. 160404-MA | 9525 | 476 | 516 | 04 * | x| %
R ’ 160408:MA | 9525 | 476 | 516 | 08 * | k| %
3 | ™
! S
080404-MA 127 | 476 | 516 | 04 * | k| %
: A 080408-MA 127 | 476 | 516 | 08 * | % | %
41.0-LO) , E%EEI u WNMG
i S

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




\\

-
(N

®

B1-5 WM I &) Inserts for processing steel oo FFEMN L Semi finishing

Negative inserts

# Bt Grade recommended
FE KRt Dimension (mm) - .
, _ CVDiR RIS PORERS | SEME
;\ s |1|:I
TVRBAFARThe basic shape ofnsers % Type CVD coating grade | PVDcoating grade |~ ceramic
— — — — [sa] 8 _ _
E 120404-TM 27 | 476 | 516 | 04 * | k| &
N
r ‘ | 120408-TM 127 | 476 | 516 | 08 * | k| &
28 =4} CNMG
23 WS Pk 120412-TM 127 | 476 | 516 | 12 * | k| K
B =
=
=} 150404-TM 127 | 476 | 516 | 04 * | K| %
a 150408TM | 127 | 476 | 516 | 08 x| k| %
A
> 150412-TM 127 | 476 | 516 | 12 * | k| %
w7 il | M |
: - 150604-TM 127 | 635 | 516 | 04 x| k| &
150608-TM 127 | 635 | 516 | 08 * | k| &
150612-TM 127 | 635 | 516 | 12 * | k| &
160404-TM 9525 | 476 | 381 | 04 * | k| &
< 160408-TM 9525 | 476 | 381 | 08 * | k| &
A - 160412-TM 9525 | 476 | 381 | 12 * | k| K
M TNMG
X v 220404-TM 127 | 476 | 516 | 04 * | k| &
60 1
220408-TM 127 | 476 | 516 | 08 * | k| &
220412-TM 127 | 476 | 516 | 12 * | k| &
y 160404-TM 95%5 | 476 | 381 | 04 * | k| K
Y . 4 160408TM | 9525 | 476 | 381 | 08 * | % | %
0 | = | "
= 160412-TM 9525 | 476 | 381 | 12 * | k| ¥
: N
080404-TM 127 | 476 | 516 | 04 * | K| &
: 080408-TM 127 | 476 | 516 | 08 * | x| %
@.9* » Eﬁ]f A WNMG
; Ty SR 080412-TM 127 | 476 | 516 | 12 * | k| %
N 160408-UX 9525 | 476 | 381 | 08 * | k| %
D ﬂ 160412UX | 9525 | 476 | 381 | 12 * | K| K
5 | |
: S
080408-UX 127 | 476 | 516 | 08 * | k| &
‘ VN
A 080412-UX 127 | 476 | 516 | 12 * | k| &
WSO, EH} WNMG
1 4@?
- * EHiFE RS Recommended grade Y AT i%A#S Optional grade

e &




CcDEeEr
- \L/
. A\ 24 \IE ] .
B1-5 $WMM T B T]E Inserts for processing steel ----oooovoovvieiiiiit FFEMN L Semi finishing
Negative inserts
MRiERE
Grade recommended
EAR T Dimension (mm) T
o 0 ; o R IEhE S
T1 R E A 4R The basic shape of inserts 1S Type VD costing grade
oic| s | od | R |[B|Z|8| B
o oo o oo
120404-U 127 | 476 | 516 | 04 Y| % E
N 120408-U 127 | 476 | 516 | 08 % | % %L 9
! | 120412-U 127 | 476 | 516 | 12 %o | % B3
o = CNMG 3
B ”e“% - 160604-U 15875 | 635 | 635 | 04 Y| % ﬁ!IJ:—’
160608-U 15875 | 635 | 63 | 08 % | 5
>
160612-U 15875 | 6.35 6.35 12 Y | % @
150404 27 | 47 | 516 | 04 %o | %
Q ” 150408 127 | 47 | 516 | 08 %o | %
@,Q g gﬁ} H DNMG 150604-U 127 | 635 | 516 | 04 %o | %
‘ _ISl 150608-U 27 | 63 | 516 | 08 Y| %
120404-U 27 | 47 | 516 | 04 %o | %
Q 120408 27 | 47 | 516 | 08 %o | %
=; |
&.gf e«t - SNMG 150608-U 15875 | 635 | 516 08 K|
S 150612-U 1587 | 63 | 516 | 12 %o | %
N O 160404-U 9525 476 5.16 04 W%
==H- 160408-U 95% | 476 | 516 | 08 Y| %
W < TNMG
X N \ 160412-U 955 | 476 | 516 | 12 Y| %
N 160404-U 955 | 476 | 516 | 04 Yo | %
RS ’ e 160408 9525 | 476 | 516 | 08 % | %
%H:’ = 160412-U 955 | 476 | 516 12 % |k
i s
. 080404-U 27 | 47 | 516 | 04 %o | %
: 080408-U 27 | 47 | 516 | 08 % | %
@X-C* p SHI- WNMG
i S 080412-U 27 | 47 | 516 | 12 % | %

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




B1-5 WM I 1B T])H Inserts for processing steel

Negative inserts

A& L Semi finishing

EART Dimension (mm)

¥ B3 Grade recommended

, , CVDREES PDRERS | £ B | FARRS
5‘ - |Jl:l
IR EER iR The basic shape ofnsers 25 Type CVD coating grade | PDcoaingrece |  ceramic | Uncoated grade
oc| s |od| R |B|IF I SIB S8 8 8|3
S| &5 | 5| &S| &|F5|5]R
120404URN | 127 | 476 | 516 | 04 K| | % *
NS

r i \ 120408LRN | 127 | 476 | 516 | 08 Tl k| K *

Z;.Q r S m—

‘ﬁu"j | k| % *
§' 090304UR-N | 9525 | 318 | 381 | 04 I I *
a q‘ | : - 090308LR-N | 9525 | 318 | 381 | 08 * | | % *

e oT -f-1-

W) S . = 120404URN | 127 | 476 | 516 | 04 Tl K| K *

120408LR-N | 127 | 476 | 516 | 08 * | | % *

110302LRN | 635 | 318 | 24 | 02 % % | % *

10304UR-N | 635 | 318 | 24 | 04 x| K| % *

110308LRN | 635 | 318 | 24 | 08 Y| % | % *

160304LR-N | 9525 | 318 | 381 | 04 * | % | % *

160402LR-N | 9525 | 476 | 381 | 02 Y| | % *

‘ | / 160404LR-N | 9525 | 476 | 381 | 04 *| K| % *
X.fo P EEH— -~ NGG

‘ s 160408LR-N | 9525 | 476 | 381 | 08 Yok | K *

160412LRN | 9525 | 476 | 381 | 12 Y| % | % *

160416LRN | 9525 | 476 | 381 | 16 Y| | % *

20404URN | 127 | 476 | 516 | 04 Y| % | % *

20408LURN | 127 | 476 | 516 | 08 Y| | % *

20412URN | 127 | 476 | 516 | 12 K| % | % *

N 110302LRN | 635 | 318 | 24 | 02 K| | % *

RN 110304LR-N | 635 | 318 | 24 | 04 Yol Yo | & *
= o] UNGG

< SR 160402L/RN | 9525 | 476 | 381 | 02 Yo | % | % *

- 160404LR-N | 9525 | 476 | 381 | 04 x| K| K *

060404UR-N | 9525 | 476 | 381 | 04 I I *

‘ \ 0GO408LRN | 9525 | 476 | 381 | 08 | | % *
11.0LOX P 3{], @ WNGG

‘ S

e

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



N\
B1-5 WM I &) Inserts for processing steel oo FFEMN L Semi finishing

Negative inserts

¥ B3 Grade recommended

CVDREHEE POAERS | £EME | FARRS
CVD coating grade | PYDoinggiade | ceramic | Uncoated grade

FEAR T Dimension (mm)
T1 B E AT IR The basic shape of inserts A2 Type

oIC | S od R

BPS051
BPS101
BPS251
BPS371
BN301

X X % % X X | X % > |BUSLO

090404L/R-H 9525 | 476 | 381 | 04

3
‘ 090408LRH | 955 | 476 | 38L | 08 .
AT | B e
YAES - DUMLRH | 127 | 476 | 516 | 04 B3
DOMBLRH | 127 | 476 | 516 | 08 Hl :—’
UOMALRH | 9525 | 476 | 381 | 04 E
3 _ B

| HOGBLRH | 9525 | 476 | 381 | 08
CAOF- B DNGG
Q% g IBUULRH | 127 | 476 | 516 | 04

i S

150408L/R-H 127 | 476 | 516 | 08
160402L/R-H 9525 | 476 | 381 | 02

<
N> A s 160404UR-H | 9525 | 476 | 381 | 04

- 79 - .

o e#ﬂ é 160408LRH | 9525 | 476 | 381 | 08
‘ S

X X X | X % F k| X X X % BPGOSB
X X X | X % F ok | X X - BPG308
XX X | % F o | X X - |BN20L

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




\W.
B1-5 WM TIER T Inserts for processing steel oo FFEMN L Semi finishing

Positive inserts

¥ B3 Grade recommended

CVDREMES | ADAEEE | 2BIE
CVD coating grade | PVDcoatinggrade| ~ ceramic

EARST Dimension (mm)

TR E KT 4K The basic shape of inserts RS Type

oIC | S od R

f=]
BPS051
BPS371
BPGO5B

X 0 % O O 3 O O [ O X X O 3 O | % X X % O [ % % % % X > > |BPSI0L

BN201
BN301

060204-MD 635 | 238 | 28 04
060208-MD 635 | 238 | 28 0.8

29
% 3 09T302MD | 9525 | 397 | 44 | 02
a2 0OT34MD | 955 | 397 | 44 | 04
= CCMT
S 09TI0BMD | 9525 | 397 | 44 | 08
=}
@ MOAMD | 127 | 476 | 55 | 04
o40eMD | 127 | 476 | 55 | 08
DMMD | 127 | 47 | 55 | 12
07004MD | 635 | 238 | 28 | 04
07008MD | 635 | 238 | 28 | 08
Y
‘ 5 UT02MD | 9525 | 397 | 44 | 02
L&/ =k- n DCMT
o = e uTI4MD | 9525 | 397 | 44 | o4

UT08MD | 9525 | 397 | 44 | 08
UT32MD | 9525 | 397 | 44 | 12
09T302MD | 9525 | 397 | 44 | 02
09T304MD | 9525 | 397 | 44 | 04
09T308MD | 9525 | 397 | 44 | 08
SCMT |  09T312MD | 9525 | 397 | 44 | 12
120404MD | 127 | 476 | 55 | 04
120408:MD | 127 | 476 | 55 | 08
120412MD | 127 | 476 | 55 | 12
090204MD | 556 | 238 | 25 | 04
090208MD | 556 | 238 | 25 | 08

< S 10304MD | 635 | 318 | 28 | 04
@W@sﬁ L | B0 | 6% | 318 | 28 | g

= 1032MD | 635 | 318 | 28 | 12
60 167304MD | 9525 | 397 | 44 | 04
16T308MD | 9525 | 397 | 44 | 08
16T312MD | 9525 | 397 | 44 | 12

X 0t % O O 3 O O [ O X X O X O | % X X % O [ % % % % X X % |BPS251
X3k X % 3 X ok R ok X X ok 3 X | X X 2 X k| 3F X X 3+ X+ % 3+ - |BPG308

L e T e T T T

- 066 @ * EHiFE RS Recommended grade Y AT i%A#S Optional grade




s \L/
B1-5 WM TIER T Inserts for processing steel oo FFEMN L Semi finishing

Positive inserts

¥ B3 Grade recommended
F AR} Dimension (mm) ; = e §
TR E KT 4K The basic shape of inserts S Type C%Zﬁtﬁﬁr:—de P\%iﬁlﬁgﬁim‘ie %iﬁ?
— — i i o 8 _ _
10304MD | 635 | 318 | 28 | 04 | 7 * | % % E
103086MD | 635 | 318 | 28 | 08 | 7 * | % * vy
veMT =10
N 160404MD | 9525 | 476 | 44 | 04 | 7 * | % % £3
Y Vs o 160408MD | 9525 | 476 | 44 | 08 | 7 x| * % HIE
- ” 1034MD | 635 | 318 | 28 | 04 | 5 % | % * 5
| —H- jyr | LOS0GAD | 635 | 316 | 28 | 08 | 5 % | % % a
160404MD | 9525 | 476 | 44 | 04 | 5 * | % *
160408MD | 9525 | 476 | 44 | 08 | 5 * | % *
080MOERL | 8 | 238 | 33 7 * | % %
‘ WTMOERL | 10 | 397 | 45 7 * | %
S \}@ g ROMT | 12MMOER2 | 12 | 476 | 44 7 * | %
‘ —l- 1606MOE-R3 | 16 | 635 | 55 7 * | x *
2006MOERS | 20 | 635 | 65 7 * | % %

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




B1-5 WM T IERE T Inserts for processing steel

Positive inserts

A& L Semi finishing

# FR#E#F Grade recommended

E AR Dimension (mm) N = ERG -

TIRE AR IKThe basic shape of inserts A5 Type C\%Zﬁf Jﬁ:de P\%ﬁﬁgﬂﬁée ﬁciﬁcﬁ Uintcite’%dﬁi;e
E N — 090304LR-N | 9525 | 318 | 44 | 04 | 1 Yol k| % *
: ‘ 3 090308LR-N | 9525 | 318 | 44 | 08 | 1 ¥ k| % *
%g @&9” Q_ CPIA vk || | *
He wlw x| | %
5 OT020ILURN | 635 | 238 | 28 | 01 | 7 K| k| % *
a 3 070200LRN | 635 | 238 | 28 | 02 | 7 % K|k *
g DCGT | 11T30IRN | 9525 | 397 | 44 | 01 | 7 %o k| & *
UTI02LURN | 9525 | 397 | 44 | 02 | 7 * | k| % *
UTSMURN | 9525 | 397 | 44 | 04 | 7 %o K|k *
10302URN | 635 | 318 | 34 | 02 | 1 S *
‘ - \ 10304URN | 635 | 318 | 34 | 04 | 1 S *
g -~ TPGH | 110308URN | 635 | 318 | 34 | 08 | 1 % k| % *
B ; 160304URN | 9525 | 348 | 44 | 04 | 1 k| k| K *
160308LR-N | 9525 | 348 | 44 | 08 | 1 *| k| % *
U030IURN | 635 | 318 | 28 | 01 | 5 Yo k| K *
110302URN | 635 | 318 | 28 | 02 | 5 ¥ k| % *
@_@ L ) 110304LRN | 635 | 318 | 28 | 04 | 5 | % | K *
A - N 6\ VBGT | 110308URN | 635 | 318 | 28 | 08 | 5 ¥ k| % *
i ISl 160402LRN | 9525 | 476 | 44 | 02 | 5 X | % *
160404LR-N | 9525 | 476 | 44 | 04 | 5 ¥ k| % *
160408LR-N | 9525 | 476 | 44 | 08 | 5 Yo | f |k *
060304LR-N | 9525 | 476 | 44 | 04 | 1 ¥ k| % *
ST ) a\ wpor | COBLRN | 6525 | 476 | 44 | 08 | 1 wo | % | % *

‘ S

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



s \L/
B1-5 WM TIER T Inserts for processing steel oo FFEMN L Semi finishing

Positive inserts

# FR#E#F Grade recommended

CVDREMGE | POREHE | & EIGE| HhEMHS
CVD coating grade [ PVDsainggrade | ceramic | Uncoated grade

EART Dimension (mm)
T) K B AR AK The basic shape of inserts S Type

olC| S od R a

BPS051
BPS101
BPS251
BPS371
BN301

060201LRE | 635 | 238 | 28 | 01
060202L/R-E | 635 | 238 | 28 | 02

7 Y| % | % *
7 Y| % | % * O
ﬂ! - 060204LRE | 635 | 238 | 28 | 04 | 7 | Y| * %é
E 09T30ILURE | 9525 | 397 | 44 | 01 | 7 Y| o | K * EIJ;
09T302URE | 9525 | 397 | 44 | 02 | 7 Y| % | % * E
09T304URE | 9525 | 397 | 44 | 04 | 7 | K * a
0B020ILRE | 635 | 238 | 28 | 01 | 7 Y| % | % *
0B0202LRE | 635 | 238 | 28 | 02 | 7 | K *
? 0B0204LRE | 635 | 238 | 28 | 04 | 7 Y|k *
_— ceet 09T30ILURE | 9525 | 397 | 44 | 01 | 7 |k *
— 09T302LURE | 9525 | 397 | 44 | 02 | 7 Yol |k *
09T304LRE | 9525 | 397 | 44 | 04 | 7 |k *
090304URE | 9525 | 318 | 44 | 04 | 1 Y| Y|k *
>y ”ﬁ 090308LRE | 9525 | 318 | 44 | 08 | L || *
tsz\g Z ’ L3 “ et 120304UR-E | 127 | 318 | 55 | 04 | 1 Y| Y| *
120308LRE | 127 | 318 | 55 | 08 | U Y| Y| *
110302UR-E | 635 | 318 | 28 | 02 | 1 Y| Y| *
! ]
QX_Q /P:g‘ff Zﬁ\ TPET
JEL AEN0
110302LRE | 635 | 318 | 28 | 02 | 7 Y| Y| *
! =]
77 Za\ TCGT

070202URH | 635 | 238 | 28 | 02
¥ OT0204URH | 635 | 238 | 28 | 04

: 77 DCET
UT0LRH | 9525 | 397 | 44 | 02

10T304LR-H | 9525 | 397 | 44 | 04

~ —~ |~ o~

X 3k X %
Xk X
% X X %
* O % %

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




\/,
B1-5 WM T HBIT]F Inserts for processing Steel ----ovooovoovvoeiiiiinn #8501 Rough machining

Negative inserts

4 R¥EFF Grade recommended

CVDAEHES PDRERS | FREMS
CVD coating grade | PVD caaing grade | Uncoated grade

HARST Dimension (mm)

T1 B AR AR The hasic shape of blade RS Type

o1C S od R

BPS051
BPG05B
BPG308
BN201
BN301

120408-RA 127 | 476 | 516 08
120412-RA 127 | 476 | 516 12

s
=
% S 120416-RA 127 | 476 | 516 | 16
il CNMG |  160608RA | 15875 | 635 | 635 | 08

160612-RA 15875 | 635 | 635 12
160616-RA 15875 | 635 | 635 16
190612-RA 1905 | 635 | 793 12
150408-RA 127 | 476 | 516 08
150412-RA 127 | 476 | 516 12

Buiuiny relsuss
&
%
ﬁ\
!
‘
]

P4 b ) n

S
‘ 150416-RA 127 | 476 | 516 | 16
<\> GJF S - PG 150608-RA 127 | 635 | 516 | 08
150612-RA 127 | 635 | 516 | 12
150616-RA 127 | 635 | 516 | 16
120408-RA 127 | 476 | 516 | 08
120412-RA 127 | 476 | 516 | 12
120416-RA 127 | 476 | 516 | 16
150608-RA | 15875 | 635 | 635 | 08
S 150612-RA | 15875 | 635 | 635 | 12

150616-RA 15875 | 635 | 635 16
190608-RA 1905 | 635 | 793 08
190612-RA 1905 | 635 | 793 12
190616-RA 1905 | 635 | 793 16
190624-RA 1905 | 635 | 793 24
160408-RA 9525 | 476 | 381 08
160412-RA 9525 | 476 | 381 12
TNMG 220408-RA 127 | 476 | 5.16 08
220412-RA 127 | 476 | 516 12
220416-RA 127 | 476 | 5.16 16
060408-RA 9525 | 476 | 381 08
060412-RA 9525 | 476 | 381 12
WNMG 080408-RA 127 | 476 | 516 08
080412-RA 127 | 476 | 516 12
080416-RA 127 | 476 | 516 16

e X X |3 ok e X | 3 o % X X 3 o ok R | X X % o ok e | X X 3 3+ %+ X X |BPSI0L
% X % o | 3F oF o % |3 3 ok o X X 3 3R o | X 3+ o ok k| X X 3+ 3+ 3+ % > |BPS25L
o % ¢ b |3F o o X |3 3E % % % ¢ o o ok R | X % % oF % ¢ | X % >+ >+ X X |BPS3TL

- 070 'c.,.,r\ * EHEFERESRecommended grade Y AJi%kE-S Optional grade




N
B1-5 WM T HBIT]F Inserts for processing Steel ----ovooovoovvoeiiiiinn #8501 Rough machining

Negative inserts

B3 Grade recommended

CVDAEHES PDRERS | FREMS
CVD coating grade | PVD caaing grade | Uncoated grade

HARST Dimension (mm)

T1 B AR AR The hasic shape of blade RS Type

o1C S od R

BPS051
BPS101
BPG05B
BPG308
BN201
BN301

120408-RB 127 | 476 | 5.16 08
120412-RB 127 | 476 | 516 12

g9
120416-RB 127 | 476 | 516 | 16 % 3
160608RB | 15875 | 635 | 635 | 08 Bl :—’
3 160612RB | 15875 | 635 | 635 | 12 5
Q E}EB CNWM |  160616RB | 15875 | 635 | 635 | 16 38
‘ Sl 190612-RB 1905 | 635 | 793 | 12
190616RB | 1905 | 635 | 793 | 16
190624RB | 1905 | 635 | 793 | 24
250724-RB 54 | 194 | 912 | 24
250924-RB 54| 95 | 912 | 24
120408-RB 127 | 47 | 516 | 08
120412-RB 127 | 47 | 516 | 12
120416-RB 127 | 47 | 516 | 16
150608RB | 15875 | 635 | 635 | 08
150612RB | 15875 | 635 | 635 | 12
L 150616RB | 15875 | 635 | 635 | 16

SNMM 190608-RB 1905 | 635 | 793 08
190612-RB 1905 | 635 | 793 12
190616-RB 1905 | 635 | 793 16
190624-RB 1905 | 635 | 793 24
250724-RB 254 | 79 | 912 24
250924-RB 254 | 952 | 912 24
250932-RB 254 | 952 | 912 32
160408-RB 9525 | 476 | 381 08

160412-RB 9525 | 476 | 381 12

SiE=
W e‘:ﬁ TNMM 220408-RB 127 | 476 | 5.16 08
é% = 220412-RB 127 | 476 | 5.16 12

X% X % % | 3F ok e X X % ok ok e X X % o [k X X X % 3F %k X X % % |BPS251
o % X 3 13E % % % % ¢ o oF % % X - o E o X % % % % X X X+ - |BPS3TL

220416-RB 127 | 476 | 516 16

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




L/
B1-5 WM TIER T Inserts for processing steel ------ooooooein #2M T Rough machining

Positive inserts

W BRHER Grade recommended
E AR Dimension (mm) ; = e I e
TIB B AR 4K The basic shape of inserts AIE Tyne CVDIRBHES | PDRBHS | F3nEKS
. p = 0P CVD coating grade | PVD coatng grade | Uncoated grae
— — — — o 8 _ _
E N 09T308-RA 9525 | 397 44 08 7 * | k| %
! G 120408-RA 127 | 476 55 08 1 Wk | %
o 6F =7 comT o L
%% WS S : LOMRA | 127 | 476 | 55 | 12 | 7 % | % |
B =
g
3 11T308-RA 9525 | 397 44 08 7 wol ok |k
=1 S S ——
« | e/
i S
120412-RA 127 4.76 55 12 7 k| %
PR r ﬁ
B = - SCMT
Yol N © |
% S 16T308-RA 9525 | 397 44 0.8 7 W k| %
psig =1
AN ' A
60
2006MOS-HP 20 6.35 6.5 . 7 * | k| %
; 2507MOS-HP 25 7.94 72 - 1 * | k| %
\}.@ s ReeT 3209MOS-HP 32 9525 | 95 - 7 * | k| %
T s ' ' '

* EEFE S Recommended grade Y A %A% S Optional grade

o




= \L/
B1-6 ANESMANLIIH Inserts for processing Stainless Ste@l -« oo #1 &2 Grades

M EE$MAN T Process on stainless steel

a RZEHS Grade for coating

&S 1S043 2 He Iodcki:2:
Grade ISO classification Color Recommend for application

EARSNAEENRIFIMEBEERED ERTSEVHIEGT,

ERE Cyanbloe gray dark| SRR, REEW, BRMAGHEM L.
BPG05B M10(M05-M15) I 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
I 6
B3
%2
PVDRENBENEREE. ERAPFIMRIEIRE, HITEMAEMAEMT. Al :—’
ZHENTIOBENSRERERN, FHREHTENTINTIE . RSpMHhHEEE. c
" ERE Cyanblue gray dark | B TRELGEIETIR E
BPG20B S ) ] PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting 8
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.
PVDIREERE &S . WC-CofitEHMERE &K S ESIHTAINGKABRNES,
- REEBMSHINKRERE, LHESTHRM, TFRNERRENE. HEImI.
BPG25B M35(M25-M40) B )\Cyablue gray dark PVD coating carbide grades. WC-Co impact resistant cemented carbide matrix and TIALN containing Si nano

coating combination, the surface has a very high nano hardness,especially suitable for turning and milling of
carbon steel,stainless steel.

PVDREERAE. ATUURERFYIRIREHITRRATFRFBET FINAHHE
BPG30C M35(M25-M40) ERE Cyanblue graydark|  MITEAEMT. REMTHREMERE. FEEIEAREEEHTIH

] 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 £EM%E Cermet

g | sopx | BE | BE | HOEE fERMERAE
Grade  |ISO classffication Density [Hardness | Bending strength Usage and performance

(g/cm3) | HRA (N/mm2)

EATH THEWLHEMI HmIT

BN201 MOT-M20 6572 | >% 1800 Suitable for the finishing ,semi-finishing of stainless steel
= E S Ny .
BN301 M10~M30 | 6.1~72 | >91 >2000 B e LRI, HT

Suitable for the finishing ,semi-finishing of stainless steel




B1-6 FEMIEREITIA Inserts for processing stainless steel - ¥ T Finishing

Positive inserts

4 R¥E#F Grade recommended

CVDREMES PDAEMS |&EWE
CVD coating grade | PVD coatinggrade | Cermet

EART Dimension (mm)

T) K B AR AK The basic shape of inserts S Type

oIC| S od R a

BPS051
BPS101
BPS251
BPG371
BPG25B
BUB10

BK10

060202-FW 635 | 238 | 28 | 02
060204-FW 635 | 238 | 28 | 04
09T302-FW 9525 | 397 | 44 | 02
09T304-FW 9525 | 397 | 44 | 04
09T308-FW 9525 | 397 | 44 | 08
120404-FW 127 | 476 | 55 | 04
070202-FW 635 | 238 | 28 | 02
070204-FW 635 | 238 | 28 | 04
DCMT 11T302-FW 9525 | 397 | 44 | 02
117304-FW 9525 | 397 | 44 | 04
11T308-FW 9525 | 397 | 44 | 08
09T304-FW 9525 | 318 | 44 | 04
09T308-FW 9525 | 318 | 44 | 08
SCMT 120404-FW 127 | 476 | 55 | 04
120408-FW 127 | 476 | 55 | 08
120412-FW 127 | 476 | 55 12
090202-FW 556 | 238 | 25 | 02

T
Buiuiny relsuss
A

\?

o

od
Tjg\

CCMmT

R S 090204-Fw 556 | 238 | 25 | 04
&S s ot 110302-FW 635 | 318 | 28 | 02
A T 110304-Fw 635 | 318 | 28 | 04

60

10308FW | 635 | 318 | 28 | 08
16T304FW | 955 | 397 | 44 | 04
10302FW | 635 | 318 | 28 | 02
N 10304FW | 635 | 318 | 28 | 04
Y 10308FW | 635 | 318 | 28 | 08
3 @ P e [ ass | a7 | s | 02
ISl

160404FW | 9525 | 476 | 44 | 04

160408FW | 9525 | 476 | 44 | 08
10302FW | 635 | 318 | 28 | 02
10304FW | 635 | 318 | 28 | 04
Y _ 10306FW | 635 | 318 | 28 | 08
3 @ YT oz [ o5 | a6 | 4 | 02
| 160404FW | 9525 | 476 | 44 | 04
160408FW | 9525 | 476 | 44 | 08

o X ok X X o X X F | X % o X X ok X > ok XX > X X (¢ X X+ >+ - - |BPGOSB
Xk X X 3 o [ % & 3 3E R [ % X ¢ 3 Ot [ X X ¢ O (X X X & ¢ [ ¢ X X X > |BPG20B
X% X X X ok e X X % o R % X X X o e X X R ok % X X | 3+ 3+ % X+ - |BPG30B

B N T N R S S RS S B T S L B R e e B I B B B L R i B B B I A T B B L N N

* EEFE S Recommended grade Y A %A% S Optional grade

W o074




7\

CcCDBEr

o\L/

B1-6 FEMIEREITIA Inserts for processing stainless steel - ¥ T Finishing

Positive inserts

4 R¥E#F Grade recommended

CVDREMES PDAREMS |&EWE
CVD coating grade |  PVD coating grade | Cermet

EART Dimension (mm)

T) K B AR AK The basic shape of inserts S Type

olC| S od R a

BPS051
BPS101
BPS251
BPG371
BPG25B
BUB10

BK10

06020-MX | 635 | 238 | 28 | 02
060204MX | 635 | 238 | 28 | 04
060208MX | 635 | 238 | 28 | 08
CCMT |  09T302MX | 9525 | 397 | 44 | 02
09T304-MX | 9525 | 397 | 44 | 04
09T308-MX | 9525 | 397 | 44 | 08
120404MX | 127 | 476 | 55 | 04
070202MV | 635 | 238 | 28 | 02
070204MV | 635 | 238 | 28 | 04
DCMT |  1T302-MV | 9525 | 397 | 44 | 02
1UT304MV | 9525 | 397 | 44 | 04
1UT308-MV | 9525 | 397 | 44 | 08
090202MX | 556 | 238 | 25 | 02
090204-MX | 556 | 238 | 25 | 04
g S : 10302MX | 635 | 318 | 28 | 02
@%ﬁ TCMT |  110304MX | 635 | 318 | 28 | 04
7AN ' 110308MX | 635 | 318 | 28 | 08
167T304MX | 9525 | 397 | 44 | 04
167308-MX | 9525 | 397 | 44 | 08
11030-MX | 635 | 318 | 28 | 02
N 110304-MX | 635 | 318 | 28 | 04
Y 110308-MX | 635 | 318 | 28 | 08
z0- ! VT 160402-MX | 9525 | 476 | 44 | 02
‘ ISl
160404MX | 9525 | 476 | 44 | 04
160408-MX | 9525 | 476 | 44 | 08

o X o ok XX o X X % o XX ok X X ¢ X X >+ - X+ - (BPGOSB
X X F 3 o R [ % 3 3 o O | % 3 o >k [ % % 3+ % % - [BPG20B
% X e X ok o e X X % 3k ok k| X X X 3k o | X X X 3+ >+ - [BPG30B

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade

g

Buiuiny [essuss

=
I




7\

L/
B1-6 B EITIA Inserts for processing stainless steel - ¥ T Finishing

Negative inserts

4 R¥E#F Grade recommended

CVDREMES PVDAEMS | F4EkS
CVD coating grade | PVD coating grade | Uncoated grade

EART Dimension (mm)

T) K B AR AK The basic shape of inserts S Type

2algsiagalEi=
wal RaRA I I ELHE

E 1204026LH | 127 | 476 | 516 | 02 Yo %] %

5o - 120404ELH | 127 | 476 | 516 | 04 * | | %

%3 120408E-LH | 127 | 476 | 516 | 08 * | k| &
B =
g

=} 150404E-LH | 127 | 476 | 516 | 04 * | | %

@ IS0408ELH | 127 | 476 | 516 | 08 * | % | %

P 150604E-LH | 127 | 635 | 516 | 04 * | | %

150608E-LH | 127 | 635 | 516 | 08 * | % | %k

120404E-LH | 127 | 476 | 516 | 04 * | | %

120408E-LH | 127 | 476 | 516 | 08 * | % | %

e 1204126LH | 127 | 476 | 516 | 12 * | % | %

160404E-LH | 9525 | 476 | 381 | 04
160408E-LH | 9525 | 476 | 381 | 08
TNMG |  160412E-LH | 9.525 | 476 | 381 | 12
220408E-LH 127 | 476 | 516 | 08

* X % ¢
% % X %
% % X %

160402E-LH | 9525 | 476 | 381 | 0.2 | % | %
NG 160404E-LH | 9525 | 476 | 381 | 04 * | W[ %
160408E-LH | 9.525 | 476 | 381 | 08 x| | %

060404E-LH | 9.525 | 476 | 381 | 04
060408E-LH | 9.525 | 476 | 381 | 08
WNMG | 080404E-LH 127 | 476 | 516 | 04
080408E-LH 127 | 476 | 516 | 08
080412E-LH 127 | 476 | 516 | 12

* % % X %
X 3k X X E
% X% X X% %

* EEFE S Recommended grade Y A %A% S Optional grade

o (o




B1-6 IEINIERITIH Inserts for processing stainless steel

Positive inserts

EART Dimension (mm)

4 R¥E#F Grade recommended

TIRE AR AKThe basic shape of inserts 2 Type C\%Zﬁfﬁrie P%Zﬁﬁﬁze ﬁcliﬂff
ARREEBEEREE
060204-MD | 635 | 238 | 28 | 04 | 7 Yol k| k| %
060208MD | 635 | 238 | 28 | 08 | 7 wol x| x| %
09T302-MD | 9525 | 397 | 44 | 02 | 7 Yol x| % | %
oy | TND 9525 | 397 | 44 |04 | 7 AR S
09T308MD | 9525 | 397 | 44 | 08 | 7 AR SRR
120404MD | 127 | 476 | 55 | 04 | 7 * k| k| %
120408MD | 127 | 476 | 55 | 08 | 7 Yol k| k| %
120412MD | 127 | 476 | 55 | 12 | 7 * k| k| %
070204MD | 635 | 238 | 28 | 04 | 7 %k | k| %
070208MD | 635 | 238 | 28 | 08 | 7 * k| k| %
.5 UTI0-MD | 9525 | 397 | 44 | 02 | 7 *l k| k| K
“?"C’ - 2 T s [ oss | 397 | as | 0s | 7 *ol k| k| K
UTHSMD | 9525 | 397 | 44 | 08 | 7 Yol k| k| %
UT312MD | 9525 | 397 | 44 | 12 | 7 *ol k| k| %
09T302MD | 9525 | 397 | 44 | 02 | 7 Yol k| k| %
09T304MD | 9525 | 397 | 44 | 04 | 7 *ol k| k| %
. 09T306MD | 9525 | 397 | 44 | 08 | 7 Yol k| k| %
" Q, %LE SCMT | 09T312MD | 9525 | 397 | 44 | 12 | 7 Fol x| x| %
12040400 | 127 | 476 | 55 | 04 | 7 Yol k| k| %
120408MD | 127 | 476 | 55 | 08 | 7 Yook | k| %
12042MD | 127 | 476 | 55 | 12 | 7 AR AR AR
090204MD | 556 | 238 | 25 | 04 | 7 AR S
090208MD | 556 | 238 | 25 | 08 | 7 AR S
o S 10304MD | 635 | 318 | 28 | 04 | 7 * k| k| %
<. 110308MD | 635 | 318 | 28 | 08 | 7 fol x| %] %
5 =
X o= 10312MD | 635 | 318 | 28 | 12 | 7 * k| k| K
60 167T304MD | 9525 | 397 | 44 | 04 | 7 Y| k| K|k
16T308MD | 9525 | 397 | 44 | 08 | 7 * k| k| %
16T312MD | 9525 | 397 | 44 | 12 | 7 *l k| k| %
10304MD | 635 | 318 | 28 | 04 | 7 *ol k| k| %
10308MD | 635 | 318 | 28 | 08 | 7 Yol k| k| %
YN poann | 9 | a6 | ae | 0a | 7 *ol k| k| %
160408MD | 9525 | 476 | 44 | 08 | 7 Yol k| k| %
10304MD | 635 | 318 | 28 | 04 | 5 Yook | k| %
10308MD | 635 | 318 | 28 | 08 | 5 Yol k| k| %
I oo [ ass | a6 | aa | 0d | s Yook | k| %
160408MD | 9525 | 476 | 44 | 08 | 5 Yol k| K|k

* R SRecommended grade Y ATiE#E-S Optional grade

g
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L/
B1-6 B EITIA Inserts for processing stainless steel - 5T Semifinishing

Negative inserts

#1 3% Grade recommended
EART Dimension (mm) ; = S = e
TIB AR 4K The basic shape of inserts A2 Type C\%Zﬁﬁﬁr?{je P%Zﬁﬁ:ﬁ‘;e Uitcite%ﬂ;;e
AERREEREEE
oc| s [o] | |E[ZIE[E|EIBIE[E 5]z
E 120404-MA 127 | 476 | 516 | 04 Wl k| W | %
Q) 2 120408-MA 127 | 476 | 516 | 08 W[ k| W | W
%% Wl [oF gF CNMG | 120412MA | 127 | 476 | 516 | 12 ol k| | %
ﬁ']:_, ‘ ? S 160604-MA 15875| 635 | 635 | 04 wo| | | ok
5 160606 MA | 15875 635 | 635 | 08 % k| | %
a 150404-MA 127 | 476 | 5.16 0.4 W k|| ok
150408-MA 127 | 476 | 5.16 08 Wk | W K
DNMG 150604-MA 127 | 635 | 5.16 0.4 wo| k| | ok
150608-MA 127 | 635 | 516 0.8 Wk | W%
120404-MA 127 | 476 | 516 0.4 Ww | % | %
NG 120408-MA 127 | 476 | 516 08 W[k | % | %
160404-MA 9525 | 476 | 516 | 04 Wk | W %
160408-MA 9525 | 476 | 516 | 08 W[k | W | W
e 160412-MA 9525 | 476 | 516 12 Wk | W | %
160404-MA 9525 | 476 | 516 | 04 Wl k| w | %
NG 160408-MA 9525 | 476 | 516 | 08 W k| | Kk
080404-MA 127 | 476 | 5.16 0.4 Wl k|| K
080408-MA 127 | 476 | 5.6 08 W ok || ok
WNMG
080412-MA 127 | 476 | 516 12 Ww|w| %

* EEFE S Recommended grade Y A %A% S Optional grade




AW
B1-6 FEMHEITIA Inserts for processing stainless steel - ¥ T Finishing

Negative inserts

# ¥ Grade recommended
EART Dimension (mm)
o , CVDIREHES PDREHES | HibRES
2 I
TIR KT The basic shape ofnsets BSType CVD coating grade | PVD coating grade | Uncoated grade
Z| 28|28 8 8|8
oIC| S od | R B D 3| 3| ||| 0|=|S
5| &5 | &5 &5 &5 &5 & &5|a | &
120404-SA 127 | 476 | 516 | 04 W k| % E
Y 120408-SA 127 | 476 | 516 | 08 | k| % T
'D‘F cawe 120412-SA 127 | 476 | 516 | 12 | k| % i%g
LY T- -}- - N 3 . .
wHIS S £
i S Il =
=
N — 160404-SA | 127 | 476 | 516 | 04 | K|k E]
>
SEH- 160408-SA | 127 | 476 | 516 | 08 Y|k |k <
o TNMG
VAN
60
080404-SA 127 | 476 | 516 | 04 | k| %
080408-SA 127 | 476 | 516 | 08 Y| k| %
WNMG

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




B1-7 M#& £ MM IJ]F Inserts for Heat-resisting alloy .................................. #E Grades

A&

€M Heat-resisting alloy process

=]

=
Grade

1S0% 2

ISO classification

Bt
Color

RIS

Recommend for application

BPG118

S05-S15

K Purple yellow
.

PVDABERE SIS, BTHWHAMRESHFFREH.
BARFMNIRE BTN 4

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.

g
Buiuiny relsuss

m

BPG218

S15(S15-530)

%#E Purple yellow
[

PDREBRAESHS, BARIFNRRBEMTEMHTR

BFARELIR, MKIHT), YBEE. REBMUM. KBM, ERIFF;
THENOREGEHE; EERABHTIR, BTFRERMMIBEHR; MAEREENPEREHHE;
HET AR AR R GEH .

PVD coated carhide 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(S20-30)

K Purple yellow
.

PVDRERARKNERAS, FREEFNTEIERTLMTIEITIME, REFNUEEERM
#omiEae. AT RHEAEREMERERNEN L. PFRREREHSMTERENL,
HERTREEEIE. MARRESNRENT, SRR ETE
ERTEEMFHEN—RNIIFRERSBEERR E ENEINNIRF.

PVD coated micro-grain carhide. 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.




B1-7 M#HRALIERITIE Inserts for Heat-resisting alloy

Positive inserts

EART Dimension (mm)

4 R¥E#F Grade recommended

TREAT KT i s st BT S || e e
zlzlzl2lalslg 2o

060202SL | 635 | 238 | 28 | 02 | 7 * | %

060204SL | 635 | 238 | 28 | 04 | 7 x| %

i 09T302SL | 9525 | 397 | 44 | 02 | 7 x| %

W CCGT | 09T304SL | 9525 | 397 | 44 | 04 | 7 * | %

- 09T08SL | 9525 | 397 | 44 | 08 | 7 * | ¥

120404SL | 127 | 476 | 55 | 04 | 7 * | %

120408SL | 127 | 476 | 55 | 08 | 7 * | %

o70202SL | 635 | 238 | 28 | 02 | 7 * | %

o 4 070204SL | 635 | 238 | 28 | 04 | 7 * | %

Ve DCGT |  1T302SL | 9525 | 397 | 44 | 02 | 7 * | %

—t UT04SL | 9525 | 397 | 44 | 04 | 7 * | %

uT308SL | 9525 | 397 | 44 | 08 | 7 * | %

0OT04SL | 9525 | 318 | 44 | 04 | 7 * | %

S . 09T308SL | 9525 | 318 | 44 | 08 | 7 * | %

. Jo] gfi? SCOT | 120404SL | 127 | 476 | 55 | 04 | 7 * | %

S 120408SL | 127 | 476 | 55 | 08 | 7 * | %

LSl | 127 | 476 | 55 | 12 | 7 * | %

090202SL | 556 | 238 | 25 | 02 | 7 x| %

s 000204SL | 556 | 238 | 25 | 04 | 7 * | %

@@/‘g i gy | H0B2SL | 635 | 318 | 28 | 02 | 7 x| %

X == 10304SL | 635 | 318 | 28 | 04 | 7 x| %

% 10308SL | 635 | 318 | 28 | 08 | 7 * | %

167306SL | 9525 | 397 | 44 | 04 | 7 * | %

mo0302SL | 635 | 318 | 28 | 02 | 7 * | %

N 10304SL | 635 | 318 | 28 | 04 | 7 * | %

Y P 10308SL | 635 | 318 | 28 | 08 | 7 * | %

9 B | T s |oss | ars | aa | 02 | 7 * | %
‘ N

‘ 1604045 | 9525 | 476 | 44 | 04 | 7 * | %

1604085 | 9525 | 476 | 44 | 08 | 7 * | %

noa2sL | 635 | 318 | 28 | 02 | 5 * | %

N 10304SL | 635 | 318 | 28 | 04 | 5 * | %

DY ” 10308SL | 635 | 318 | 28 | 08 | 5 * | %

A7 T | T enost [ a5 | a6 | a4 | 02| s x| %
‘ IS

160404SL | 9525 | 476 | 44 | 04 | 5 * | %

160408SL | 9525 | 476 | 44 | 08 | 5 * | %

* R SRecommended grade Y ATiE#E-S Optional grade

g
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N o2 (i

B1-7 W&

Negative inserts

AT R Inserts for Heat-resisting alloy

5L Semifinishing

EART Dimension (mm)

¥ B3 Grade recommended

TIB AR 4K The basic shape of inserts A2 Type C\%Zﬁfﬁze chiﬁﬁﬁze U?liifdﬁie
Sl =l Sl= 8l s =2

DMOELHC | 127 | 476 | 516 | 02 * | %] %
E;EB o | MUELHC | 127 | 476 | 536 | 04 * | %] %
WS Rl 120408ELHC | 127 | 476 | 516 | 08 * | | K
N SMOELHC | 127 | 476 | 516 | 04 * | % | %
w7 S | LB |oe| S e |
150608E-LHC | 127 | 635 | 516 | 08 * [ %] %
DMOELHC | 127 | 476 | 516 | 04 * | %] %
b LOMOBELHC | 127 | 476 | 516 | 08 * [ %] %
E#Q MO meane | 17 | a6 | 516 | 12 * | %] %
160404E-LHC | 9525 | 476 | 38L | 04 * | %] %
: — fag sy 160408E-LHC | 9525 | 476 | 381 | 08 * | % | %
@&W 9 \p/ TNGG | 160412ELHC | 9525 | 476 | 381 | 12 * | % | %
& ‘ 20MBELHC | 127 | 476 | 516 | 08 x| | %
. 160M0IE-LHC | 9525 | 476 | 381 | 01 * [ %] %
e 160M02E-LHC | 9525 | 476 | 381 | 02 * | %] %
-’ Eﬁg MO8 o | osos | az6 | se1 | o0 * [ %] %
160408E-LHC | 9525 | 476 | 381 | 08 * | %] %
0B0404E-LHC | 9525 | 476 | 381 | 04 * [ %] %
‘ 0B040BE-LHC | 955 | 476 | 381 | 08 * | %] %
@ z H WNGG | 080404E-LHC | 127 | 476 | 516 | 04 * [ %] %
‘ —S- 0BMOBELHC | 127 | 476 | 516 | 08 * | % %
08042ELHC | 127 | 476 | 516 | 12 * [ %] %

* EEFE S Recommended grade Y A %A% S Optional grade



N\
B1-7 TM&LIER T Inserts for Heat-resisting alloy -~~~ #H2/N T Rough machining

Positive inserts

¥ B3 Grade recommended

EARRF Dimension (W)= e T voAREE | #2ERE

AN . . ) 2
TIRE AR R The basicshape ofnsers B Type CVD coating grade PVD coating grade | Uncoated grade
HEIEEEEEEENE
oic| s |od| R |BIZ|E BB 8 8| 3|3
& & | s | &x|s5|s|a| &R
120408-SN 127 | 476 | 516 | 08 Yo| k| &
120412-SN 127 | 476 | 516 | 12 Yo| & | & T
> 160608-SN | 15875 | 635 | 635 | 08 Yol & | & B3
3‘ £ CNMG B e e ' =3
WS - 160612-SN | 15875 | 635 | 635 | 12 ol ¥ | & ﬁIJ:
190608-SN 1905 | 635 | 793 | 08 Yol % | % §
>
190612-SN 1905 | 635 | 793 | 12 Yo k| K <
110408-SN 9525 | 476 | 381 | 08 Yol k| %
110412-SN 9525 | 476 | 381 | 12 Yo| k| &
150408-SN 127 | 476 | 516 | 08 Yol | &
DNMG
150412-SN 127 | 476 | 516 | 12 Yo| % | K
150608-SN 127 | 635 | 516 | 08 Yo | &
150612-SN 127 | 635 | 516 | 12 Yo| k| K
120408-SN 127 | 476 | 516 | 08 Yo| % | &
120412-SN 127 | 476 | 516 | 12 Yo| & | &
SNMG
150612-SN | 15875 | 635 | 635 | 12 Yol % | &

160408-SN 9525 | 476 | 381 | 08
160412-SN 9525 | 476 | 381 | 12
TNMG 220404-SN 127 | 476 | 516 | 04
220408-SN 127 | 476 | 516 | 08
220412-SN 127 | 476 | 516 | 12
160408-SN 9525 | 476 | 381 | 08
160412-SN 9525 | 476 | 381 | 12

oo e X X X %
oo e X X X %
oo e X X X% %

VNMG

A 060408SN | 9525 | 476 | 381 | 08
~ 060412SN | 9525 | 476 | 381 | 12
CLox- Eﬁ;l 4 WNMG

‘\? AO& 080408SN | 127 | 476 | 516 | 08

080412-SN 127 | 476 | 516 | 12

X X X%
X X %
P R

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade




\1/
B1-8 %EE(]}]I]I)]):IL Aluminum processing ............................................... 1:7_“;% Grades

2590 T 7] B Aluminum processing

a REHES Grade for coating

1= 1505 RERE Iogiikiiz=
Grade ISO classification Surface color Applications Recommended

SNARREMS, RETIERETNEE, NMASESRARE. ETH. % 0. &F. BNSEHENTIEEMNT.
BPU109 N10(NO1-N15) DLCf& DLCcolor | Diamond coating grade, the coating can reduce BUE,obtain higher surface quality. Suitable for aluminum, magnesium, copper, brass, plastic
finishing to roughing processing.

Qe

Buiuiny relsuss
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b 34 RMES Grade for uncoating

S | 1809% | BE | BE | AEEE W4T e
ISO Density | Hardness | Bending strength it 2

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

BUSI0 | K05~K15 | 14.7~15 | 92.8-93.1 2700 TimRA, ERTMIAGSRERELSME WEEMmT.
Sub-micron grain, suitable for the continuous and interrupted finishing of non-ferrous metal

WC-Col A EMS, EARBHNEEMEE, EaTHREENEHIMT,

WA AT RER AT .
B G e R 4 WC - Co in cemented carbide grade, It has excellent hardness and strength,suitable for turning

of non-ferrous metal and can also be used for coating substrate materials.




B1-8 R TIEREJ]H Aluminum processing

Positive inserts

HARST Dimension (mm)

¥ B3 Grade recommended

J1EE AT 4K The basic shape of inserts B2 Type chigﬁﬁze Uiiﬁiﬂ;ie
2182 ala

oc| s o | R | o |Z/B 358 8|s
060202HC | 635 | 238 | 28 | 02 | 7 Yol % | *
0B0204LHC | 635 | 238 | 28 | 04 | 7 Yol x| %
060208LHC | 635 | 238 | 28 | 08 | 7 o | % | %
0OTZLHC | 9525 | 397 | 44 | 02 | 7 AR AR
N CCGT |  OOT34LHC | 9525 | 397 | 44 | 04 | 7 %o | x| %
© OTBLHC | 955 | 397 | 44 | 08 | 7 % x| x
DULHC | 127 | 476 | 55 | 02 | 7 o | % | %
DOOAHLHC | 127 | 476 | 55 | 04 | 7 AR AR
D00BLHC | 127 | 476 | 55 | 08 | 7 AR AR
0T0202lHC | 635 | 238 | 28 | 02 | 7 ¥l x|
070204LHC | 635 | 238 | 28 | 04 | 7 ¥l x| %
i ﬁ 070208LHC | 635 | 238 | 28 | 08 | 7 %ol % | %
wAS7 = é g DCGT |  UT02LHC | 9525 | 397 | 44 | 02 | 7 fo | x|
i L5 UTIALHC | 9525 | 397 | 44 | 04 | 7 %ol x|
UTHBLHC | 9525 | 397 | 44 | 08 | 7 Yo | % | *
UTAHC | 9525 | 397 | 44 | 12 | 7 o | | %
W0T02LHC | 9525 | 397 | 44 | 02 | 7 ol x| %
0OT4LHC | 9525 | 397 | 44 | 04 | 7 ol x|
0OTBLHC | 9525 | 397 | 44 | 08 | 7 AR AR
b DOOHC | 127 | 476 | 55 | 02 | 7 %o | % | %
E bt & U e | o7 | 4 | 55 | o4 | 7 x| k| K
a 120408LHC | 127 | 476 | 55 | 08 | 7 AR AR
DUHC | 127 | 476 | 55 | 12 | 7 %o | x| %
DO6LHC | 127 | 476 | 55 | 16 | 7 %ol % | %
000202LHC | 556 | 238 | 25 | 02 | 7 %o x| %k
00204LHC | 556 | 238 | 25 | 04 | 7 AR AR
00208LHC | 55 | 238 | 25 | 08 | 7 ¥l % | %
o S } HOX2AHC | 635 | 238 | 28 | 02 | 7 Yol x|
=] 1H004HC | 635 | 238 | 28 | 04 | 7 %ol k| %
X == \ 7 10208LHC | 635 | 238 | 28 | 08 | 7 Yol % | %
60 16T302-LHC 9525 | 397 | 44 | 02 7 Y| k| K
16T304LHC | 9525 | 397 | 44 | 04 | 7 ol x|
16T3086LHC | 9525 | 397 | 44 | 08 | 7 ol x| %
16T312LHC | 9525 | 397 | 44 | 12 | 7 wo | % | %

* R SRecommended grade Y ATiE#E-S Optional grade

g
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B1-8 %E'j]uIIEggjj):lL Aluminum processing ............................................. = %E%ﬁu

Positive inserts

¥ B3 Grade recommended
HARST Dimension (mm)

PVDREIS | FAEES

[/ : B L=l
TIR AT The asic shape ofnserts 25 Type PVD coating grade [ Uncoated grade

o01C S od R a

BPG05B
BPG308
BK10

IR

Buiuiny relsuss

m

110302-LHC 635 | 318 28 02
110304-LHC 635 | 318 28 04
110308-LHC 635 | 318 28 08
160402-LHC 9525 | 476 44 0.2

S . 160404-LHC 9525 | 476 | 44 | 04

BN o P e
% g’ - W VBGT |  160408LHC | 9525 | 476 | 44 | 08
i sl 160412-LHC 9525 | 476 | 44 | 12

220516-LHC 127 | 59 5 16
220525-LHC 127 | 59 55 25
220530-LHC 127 | 59 55 3

110302-LHC 635 | 318 28 02
110304-LHC 635 | 318 28 04
110308-LHC 635 | 318 28 08
130302-LHC 78 | 318 34 0.2

W . 130304-LHC 786 | 318 | 34 | 04
DA = VeeT | 1604024HC | 9525 | 476 | 44 | 02

O~ B 1 : ' : : :
‘ S 160404LHC | 9525 | 476 | 44 | 04

160408-LHC 9525 | 476 44 0.8
160412-LHC 9525 | 476 44 12
220520-LHC 127 | 59 5l 2
220530-LHC 127 | 59 55 3

0B02MO-LHC 6 | 238 | 25
‘ q AETOA 0803MO-LHC § | 318 | 34
@y = E RCGT | 1003MOLHC | 10 | 318 | 44
‘ W0TMO-LHC | 10 | 397 | 44
2oMO-LHC | 12 | 476 | 55

XX X X | 3k ok X X 3 sk ok X X |3 s 3 X X X X - 3+ % |BPUL09

X % % % F > 3 % ¢ % % 3 o % & | X > 3F % % % ¢ % % >+ BUBLO

X % % o oH | 3 % % % o F oF % % ¢ 13F oF 3 % % % X ¢ ¢+ >+ |BUBI3

B R e T T L N L R B B L R N BN B 'S, RS IS S RS BN S, NS, RS B S, BN |

W os6

* EEFE S Recommended grade Y A %A% S Optional grade



B1-8 R TIEREJ]H Aluminum processing

Positive inserts

HARST Dimension (mm)

¥ B3 Grade recommended

‘ . PWDREMS | JEREMS
5\ I\ |J [=]
IR B AR The basic shape ofinsers 25 Type PVD coating grade | Uncoated grade
o @ [=2
o1C § od R a g g ;20' g § %

09T302-LH2C 9525 | 397 44 02 7 wo| k| K

097304-LH2C 952 | 397 44 04 7 W ow | %
CCeT

11T302-LH2C 952 | 397 44 02 7 Y| k| Kk

beGT 11T304-LH2C 9525 | 397 44 04 7 Y| k| K

11T308-LH2C 952 | 397 44 08 7 w | k| %k

16T304-LH2C 952 | 397 44 04 7 w | k| %k

16T308-LH2C 952 | 397 44 08 7 | k| x
TCGT

160404-LH2C 952 | 476 44 04 7 v | k| Kk

Voo 160408-LH2C 9525 | 476 44 08 7 w| k| Kk

220530-LH2C 127 | 59 55 3 7 wo| k| Kk

¢ 220530-LH2C 127 | 59 55 3 u wo| k| Kk

DS S m
! E ~ 'U VPGT
i S

* R SRecommended grade Y ATiE#E-S Optional grade

7\
coae

g

Buiuiny [essuss

=
I




IR

Buiuiny relsuss

m

W oss

B1-8 %‘E'j]uIIEggjj):l'- Aluminum processing ............................................. I%‘ HE%‘%?U
Positive inserts
4 B#E#E Grade recommendation
F AR ~fDimension (mm)
. . ; PVDIREIS | FEREMS
;\ |J =]
TIFr AT K The basic shape of inserts 25 Type PVD coating grade | Uncoated grade
AENIENIERE
dIC S od R a § § § = §
[=a) oo oo o o [aa]
060202-LZC 6.35 | 238 2.8 0.2 7 * | k| K
060204-LZC 6.35 | 238 2.8 0.4 7 x| k| K
. > o 09T302-LZC 953 | 397 44 0.2 7 Y| k| K
Q E* CCGT | 09T304lzC | 953 | 397 | 44 | 04 | 7 k| k| K
‘ -l 09T308-LZC | 953 | 397 | 44 | 08 | 7 | x| K
120404-LZC 127 | 476 55 0.4 7 x| k| K
120408-LZC 127 | 476 55 0.8 7 Y| % | K
070202-LZC 6.35 | 238 2.8 0.2 7 Y| k| k
- 5 070204-L2C | 635 | 238 | 28 | 04 | 7 I
@ = DCGT | 1T302LZC | 953 | 397 | 44 | 02 | 7 Y| k| ok
i S
117304-LZC 953 | 397 4.4 04 7 * | k| Kk
117308-LZC 953 | 397 4.4 0.8 7 * | k| X
Q S 110204-LZC 6.35 | 238 2.8 04 7 | k| K
Q ) _ 16T304-LZC 953 | 397 4.4 04 7 * | k| X
o © TCGT
A @ = 16T308-LZC 953 | 397 4.4 0.8 8 K| K| K
60
110302-LZC 6.35 | 318 2.8 0.2 7 | k| K
\‘Q 110304-LZC 635 | 318 2.8 0.4 7 X | k| K
NS L
_ @"' b QL 1- VCGT 160402-LZC 953 | 476 44 0.2 7 Y| k| K
i S 160404-LZC 953 | 476 4.4 0.4 7 x| k| K
160408-LZC 953 | 476 4.4 0.8 7 Y| k| K

* EEFE S Recommended grade Y A %A% S Optional grade



B1-8 5 I £2&J]H Aluminum processing

Negative inserts

HARST Dimension (mm)

¥ B3 Grade recommended

T1 BB AR AR The basic shape of inserts HE Type P\%Zfaﬁﬁ:—de Uiiﬁiﬁ;ie
N =

oc| s | o | R B 838 8 s
LOM2LHC | 127 | 476 | 516 | 02 % %]
> 2oo4tHe | 127 | 476 | 516 | 04 | x| x
b ’ S N e | w7 | e | sss | o8 % | % | *
i | 127 | 47 | 516 | 12 % | % %
. 150404LHC | 127 | 476 | 516 | 04 % %]
‘ 15008LHC | 127 | 47 | 516 | 08 % % | %
a.b gEiL N st | 127 | 63 | 15 | o4 % % | %
150608LHC | 127 | 635 | 516 | 08 %o | % | K
L0ALHC | 127 | 476 | 516 | 04 %ol % Kk
> 2008LHC | 127 | 47 | 516 | 08 % | % | K
w1Q] 3 *Q& NC T e | w7 | am | 51 | 12 %ol % %
160404LHC | 9525 | 476 | 381 | 04 %ol % | Kk
> 160408LHC | 9525 | 476 | 381 | 08 fo | * | %
& 9':@ INGG |  160412HC | 9525 | 476 | 381 | 12 wo | | %
7 2008LHC | 127 | 476 | 516 | 08 fo | * | %
22LHC | 127 | 476 | 516 | 12 %o | | %
. 16040LLHC | 9525 | 476 | 381 | o1 %o | | %
R 160402-LHC 95% | 476 | 381 | 02 | K| %
E:EB - M emnre | oss | ate | ast | s | x|

‘ S

160408LHC | 9525 | 476 | 381 | 08 | x| %
060404LHC | 9525 | 476 | 381 | 04 | x| %
: 060408LHC | 9525 | 476 | 381 | 08 % % |k
@ E#ﬂ WNGG |  080404LHC | 127 | 476 | 516 | 04 ARAR
‘ 080408LHC | 127 | 47 | 516 | 08 % % | %
0BI2LHC | 127 | 476 | 516 | 12 %ol % %

* R SRecommended grade Y ATiE#E-S Optional grade

g
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. . sz Y eg gk
B1-8 %‘E j]uIIEggjj):l'- Aluminum PrOCESSING - oo e @*ﬁ}%%ﬁ”
Positive inserts
¥ BEHE# Grade recommended
F AR~} Dimension (mm)
‘ . PDREMS | FEREMRS
AN ) 2
TR RKFARThe basic shape of inserts 5 Type PVD coating grade [ Uncoated grade
[an) (=] [=2]
oC S od R a g g g g % %
E 060202-LH 6.35 2.38 28 0.2 7 w | k| K
i Q) 060204-LH 6.35 2.38 28 0.4 7 w| k| K
=
J‘% 3 060208-LH 635 | 238 | 28 | 08 | 7 *o| k| %
Hl gj N . 097302-LH 9.525 397 4.4 0.2 7 w | k| K
5 8 CCaT 09T304LH | 9525 | 397 | 44 | 04 | 7 Yo | x| %
3 Q 7 — et
@ . N 097308-LH 9.525 397 44 0.8 7 w | k| Kk
120402-LH 12.7 4.76 55 0.2 7 w| k| %
120404-LH 12.7 4.76 5.5 0.4 7 A S ¢
120408-LH 12.7 4.76 55 0.8 7 wo| k| ok
070202-LH 6.35 2.38 2.8 0.2 7 w | k| ok
070204-LH 6.35 2.38 28 0.4 7 w| k| K
L  — 070208-LH 6.35 2.38 28 0.8 7 W ok | %
! czé a
@.Q, &7~ z ,, ¥ DCGT 117302-LH 9.525 397 44 0.2 7 w | k| K
i N 117304-LH 9.525 397 44 0.4 7 w | k| K
117308-LH 9.525 397 44 0.8 7 w | k| K
117312-LH 9.525 397 44 12 7 W ok | %
?\ S 1 090202-LH 5.56 2.38 25 0.2 7 w | k| K
Q -—H. 090204-LH 5.56 2.38 25 0.4 7 w | k| K
& © TCGT
X o= 090208-LH 556 | 238 | 25 | 08 | 7 fo| K| %
60
110302-LH 6.35 318 28 0.2 7 | k|
110304-LH 6.35 318 2.8 0.4 7 w | k| Kk
N 110308-LH 6.35 318 28 0.8 7 w| k| Kk
Y w 130302-LH 786 | 318 | 34 | 02 7 X[ % | &
_ { = T _ VCGT
Sk ——— 130304-LH 78 | 318 | 34 | 04 | 7 Tl K| K
i S
160402-LH 9.525 4.76 44 0.2 7 wo| k| K
160404-LH 9.525 4.76 44 0.4 7 wo| k| Kk
160408-LH 9.525 4.76 44 0.8 7 * | k| K
110302-LH 6.35 318 28 0.2 5 w | k| K
S 110304-LH 6.35 318 28 0.4 5 w | k| K
NS 5% atess f VBGT 110308-LH 6.35 318 28 0.8 5 w | k| K
5, -
Z 160402-LH 9.525 4.76 44 0.2 5 w | k| K
i S
160404-LH 9.525 4.76 44 04 5 w | k| K
160408-LH 9.525 476 44 0.8 5 x| k| K

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



B1-8 %E'j]uIIEggjj):lL Aluminum processing ............................................ %ﬁ*ﬁrg‘_%ﬁu

Positive inserts

4 B#E#E Grade recommendation
F AR ~fDimension (mm)
. . ; PVDIREIS | FEREMS
;\ |J =]
TIFr AT K The basic shape of inserts 25 Type PVD coating grade | Uncoated grade
gls[slglg
dIC S od R a § § § = §
[=a) oo oo o [aa] [aa]
060202-L.Z 6.35 | 238 2.8 0.2 7 X | k| Kk
060204-LZ 6.35 | 238 2.8 0.4 7 x| k| k
. > o 09T302-L.Z 953 | 397 44 0.2 7 w | k| K
Q E* CCGT | 0073041z | 953 | 397 | 44 | 04 | 7 %o k| K
‘ -l 09T308-LZ 953 | 397 | 44 | 08 | 7 | x| x
120404-L.Z 12.7 | 4.76 55 0.4 7 w | k| K
120408-LZ 127 | 476 55 0.8 7 Y| Y| X
070202-LZ 6.35 | 238 2.8 0.2 7 x| k| k
: 5 070204-LZ 635 | 238 | 28 | 04 | 7 % k| x
<\> =SS DCGT | 1T302lz | 953 | 397 | 44 | 02 | 7 Tl x| K
i S
117304-LZ 953 | 397 44 04 7 N | k| Kk
117308-LZ 953 | 397 4.4 0.8 7 x| k| k
Q S 110204-LZ 6.35 | 238 2.8 04 7 N | k| k
Q o _ 16T304-LZ 953 | 397 4.4 04 7 x| k| k
o © TCGT
A @ = 16T308-LZ 953 | 397 4.4 0.8 8 N | K| Kk
60
110302-L.2 635 | 318 | 28 | 02 | 7 K| K|k
< 110304-L.Z 635 | 318 | 28 | 04 | 7 Y| k| K
BN e
_ @"' ={]- VCGT 160402-L.Z 953 | 476 44 0.2 7 w | k| K
i ﬁ S 160404-L.Z 953 | 476 4.4 0.4 7 x| k| k
160408-LZ 953 | 476 4.4 0.8 7 w | k| K

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade

g

Buiuiny [essuss

=
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B1-8 5 I £2&J]H Aluminum processing

Negative inserts

.......................................... it 43

ifr >

H

]

EE ]

il

HARST Dimension (mm)

¥ B3 Grade recommended

T1 BB AR AR The basic shape of inserts HE Type P\%Zfaﬁﬁ:—de Uiiﬁiﬁ;ie
e
oic| s | od | R é 2 § % % S

E . 120402-LH 27 | 47 | 516 | 02 Yol k| %
s : 120404-LH 127 | 476 | 516 | 04 Yol k|
J‘LE g WS EEQ& W e | w7 | am | s1s | o8 % | k| x
Bl :—’ 120412-LH 127 | 476 | 516 | 12 fo| % | %
§_ N 150404-LH 127 | 476 | 516 | 04 %o | % | %
@ ‘ 150408-LH 127 | 476 | 516 | 08 %ol x| %
@ g*f - B P 150604-LH 127 | 63 | 516 | 04 Y| x| x
- 150608-LH 127 | 63 | 516 | 08 Yol x| %
) 120404-LH 127 | 476 | 516 | 04 Yol k| %
3 , 120408-LH 127 | 476 | 516 | 08 Yol k| %
erey EEI;L f < Se 1L0412-LH 27 | 476 | 516 | 12 %o | k| %
160404-LH 952 | 476 | 381 | 04 Yol k| %
L 160408-LH 952 | 476 | 381 | 08 Yol k| %
Q\ﬁ‘@/g Hi . TNMG 160412-LH 9525 | 476 | 381 | 12 Yol k| %
a 220408-LH 127 | 476 | 516 | 08 fo| % | %
220412-LH 27 | 47 | 516 | 12 Yol % | %
. 160404-LH 9525 | 476 | 381 | 04 fo| % | %
R \ 160408-LH 95% | 476 | 381 | 08 Tl k| %

=7 VNMG

: s

060404-LH 9525 | 476 | 381 | 04 wo | x| %
: 060408-LH 9525 | 476 | 381 | 08 Yol k| %
(\) E#EI WNMG 080404-LH 127 | 476 | 516 04 Y| k| Kk
‘ —8l 080408-LH 127 | 476 | 516 | 08 Yol x| ok
080412-LH 127 | 476 | 516 | 12 Y| x| %

.

CcosPe

* EEFE S Recommended grade Y A %A% S Optional grade



CcCDEP
o \L/
B1-8 BT HEHITIA Aluminummilling /oo =5 E R
1 HE#E Material recommended
AR} Dimension (mm) — = = - =
TR M Insert shape RE T CIDiEHS PVDAEIES EiREES
’ p = CVD coaing grde PVD coating grade Uncoating grade
R R[B|S|28 B3 o | m
WL | s|od|r F 883338 3|s/8s|El
5555555 555 5 =ala
| S, B | APKTUM04LHC | 65 | 1224 36 | 28 | 04 % % % * | %
=[S ~of @ APKTLLTIBLHC | 65 [1224| 36 | 28 | 08 x| | x| % x| % %0
%, T %g
S o [eKTiorRee | 62 | 13| 35 | 28 | 08 * * e * | % HIJ:—’
»8@ APKTIGUPDFRGIC | 926 | 17 | 476 | 44 | 08 % * % * | % 5
L 3
t APEXIOOFRAHC | 66 | 103 | 318 | 28 | 04 e * * * | %
APKTIGOMOFRAHC | 98 | 1688| 476 | 44 | 02 * * * *| %
B | PATEMPORAC | 08 | 1688 476| 44 | 04 * * % *| %
D= | i | 98 | 1688| 476| 44 | 08 ol | x| | % x| *
APKTISOLLGRR-LHC 98 | 1688] 476| 44| 16 * * ¥ * | *
. APKTIGTAPDRRLHIC | 95 | 17 | 496 | 44 | 08 ¥ * * * | %
A APKTIGEPDRRLHIC | 98 | 1688 | 476 | 44 | 32 * * * * | %
,  |ADGTIL3504PDFRLHC| 66 |1258| 355| 28 | 04 * % % |k
g ADGTL13508PDFR-LHC | 66 | 1258 | 355| 28 | 08 * * * * | *
ADGTLI3510PDFR-LHC | 6.6 | 1258| 355| 28 | 10 o * * % | %
ADGTISOO4PDFRLHC | 9.7 | 1558 | 476 | 44 | 04 * * % % | %
EJ ADGTL50408PDFR-LHC | 9.7 | 1558 | 476| 44 | 08 ¥ % * |k
Sl | ADGTISMIPOFRLHC | 97 | 1558 | 476 | 44 | 12 * * * * | *
a L
ﬁ SEKTISTSARMAH | 134 | 397 | 44 | 20 * * e * | %
D | SECTSTMERVKC | 134 | 397 | 44 | 20 % e ¥ * | %
SOKTONO3AEFNAH | 9.525| 3.18 | 34 | 15 e ¥ * * | %
% SOKTONSAERNAHL | 9.525| 318 | 34 | 15 e * * * | %
SOKTONSAEFNLHC | 9.525| 3.18 | 34 | 15 e * * * | %
o SOKTONBAERNLHIC | 9525 | 318 | 34 | 15 e e e * | *
SEKTIOMAFRNAH2 | 127 | 476 | 55 | 20 | 16 * * * * | %
% SOHTL2MAEFNLK2 | 127 | 476 | 55 | 15 | 1576 * * * * | %
SETIOMAFRNAHIC | 127 | 476 | 55 | 20 | 16 * * * * | %
SOHTIZMAEFNLHC | 127 | 476 | 55 | 15 | 1576 * * * * | %
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B1-8 %%k Inserts For Wheel Turning

HARST Dimension (mm)

#1 ¥E7F Grade recommended

; ) PVDiAEHES FirEES
4‘ o |J =
T Z AR The basc shape of inserts 25 Type PVD coating grade Uncoated grade
o © [=2] L
L R BL | S R [S|8|S|s|2/28|s
S| 5| S| 5| 2|55
E GDMABA0-LHC 0| 8 | 56| 82| 4 Yol % | %
)
&2
Q2
HE GIPATYZ-35V-1.2-LHC N | 72| 6 | 82 | 12 Yol % | %
g
3.
3
w GIPGOOE-3.00-LHC 8 | 6 | 48 | 65 | 3 %[ k| *
400-A-LHC A | 4 | 33| 48| 2 %o | x| %
L =5 oy | ORUC | 2|5 | e | ss | 28 % | % | %
[aa]
m@/ ( 600-ALHC % | 6 | 5 | 58| 3 %o | x| %
2 800-A-LHC TR 6 | 65 | 4 Yo | % | %
. 160412-LHC | 955 | 476 | 44 | 12 | 7 Yo | % | %
Y Joor 220520-LHC 127 | 5% | 55 2 7 |k x
7 SR
B 220530-LHC 127 | 5% | 55 3 7
; < . ! / W ow | Kk
N 20612LHC | 127 | 635 | 55 | 12 | 1 Yol % | %
NS e 20530LH2C | 127 | 5% | 55 | 3 | 1 Yol % | %
% 7 -l VPGT o
i ISl
* S Recommended grade Y AJi%EA#S Optional grade
jm] A EN : =
B1-8 {88 EMEMIISTEE SEE AT

VCGT220530-LHC ~ VPGT220612-LH2C

VCGT160412-LH2C

GIPATYZ-35-1.2

REEEBRRT REARRS
FBIFS L MHE R

GDMAB40E-LHC

-LHC

VCGT160412-LHC

Ve o

<

VCGT160412-LH2C

GDMAB4QE-LHC ~ GIP600E-3.00-LHC

VCGT160412-LH2C

N o5 G




B1-7 58K TT]F Inserts for processing Cast iron -+« overomeii ¥&E Grades
8T Process on cast iron

a REHES Grade for coating

S 1S043 2 He Iodcki:2:
Grade ISO classification Color Recommend for application

CVDRERRAS®, EEEKEABNBOMERS, EEMIITZINENTEIR.
2 gack ﬁ?‘%‘éﬂﬁ&éﬂ*%t)]ﬁIJEF?ZE’\J*EmL . . .
BPC102 K10-K20 R 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.

I Q)

CVORERREEHMS, AEE. JIMRENBEREE G L AEH ié%

BAE. ROMBKBEHKNRIPFVEEREMT. EEMFXIN e

2 Black THhiREM. E'J:

BPC102A KISK25 U= 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.

CVDREERESIES . WC-ColtmREMAESTNTCNALOIERELEML FRENES,
2 Black REEETROGS. KEHFHROEHRIMI.

BPC132 KI5-K35 _ CVD coating carhide grade.It conbines WC-Co high strength matrix and TiN/TICN/AL203 thick chemical coating,
especially suitable for turning of gray iron, ductile cast iron

b 3E42KE Grade for uncoating

H#S 1503 BE nERE R R
Density Bending strength Hardness o
Grade 1SO classification (gfcm3) (Nimm2) HRA Applications Recommended

WERRS. AEMESRT. ER%S%, FREER
Ag FEEMRPEEEE NN IAENT.
YG6 K15~K20 14.85~15.05 2050 90.5-91.5 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, b, MEMEE, BHEEMLITHTHE
RERE. ETH%, AREERAS. FLEMRUER
HIABAN . The use of high strength, impact resistance, good shock

Y63 K3 6-1485 220 89.5-905 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.

NS, ERBERYT, BRTMIYEAEHRSH
REEW, REBEHMI.
BK10 K10-K20 148+15 2000 915925 S8, RERERN

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

* EHEFERESRecommended grade Y AJ%AES Optional grade )



¥ T Finishing

¥ BRHER Grade recommended
-+ Dimension (mm) 3 = ; =
e . e CDRERES | #RERS
TIRE R IRThe basic shape of inserts RS Type CVD coating grade Uncoated grade
o o oo o > o0 oo
E 120404-CX 127 476 5.16 0.4 ol % "
:E.‘Z Q N 120408-CX 1271 476 5.16 0.8 x| K b5¢
B3 ‘ | 120412:CX 127 | 476 | 516 | 12 ¥ | % %
?3 C- E-,E - Bl CNMG
Bl WS - 160604CX | 15875 | 635 | 635 | 04 %ol % *
5 160608CX | 15875 | 635 | 635 | 08 % | % *
a 160612CX | 15875 | 635 | 635 | 12 Yo | % %
110404-CX 9.525 476 381 04 W % w
110408-CX 9.525 476 381 0.8 | % w
150404-CX 12.7 476 5.16 04 wo| % W
<
' 150408-CX 12.7 476 5.16 0.8 w | W
wiAeF 2}
150412-CX 12.7 4.76 5.16 12 | ok %
150604-CX 12.7 6.35 5.16 04 w | % *
150608-CX 12.7 6.35 5.16 08 |k b5¢
150612-CX 12.7 6.35 5.16 12 w | Kk "
090304-CX 9.525 318 381 0.4 | % b5¢
090308-CX 9.525 3.18 381 0.8 w | % "
RS 120404-CX 12.7 4.76 5.16 04 | % bi¢
w0 gch SNMG | 12008CX | 127 | 476 | 516 | 08 % | % *
—l 120412-CX 127 476 5.16 12 w | % b'¢
150608-CX 15875 | 6.35 6.35 0.8 w | % bi¢
150612-CX 15875 | 6.35 6.35 12 w o % '¢
2 160404-CX 9.525 476 381 0.4 w |k W
SEH- 160408-CX 9.525 476 381 0.8 wo| ok w
& TNMG
A 160412-CX 9.525 476 381 12 x| ok w
60
060404-CX 9.525 476 5.16 0.4 w | w
N
' 060408-CX 9.525 476 5.16 0.8 |k %
4. oY 2 E#B WNMG | 0BMO4CX | 127 | 476 | 516 | 04 * | Kk %
— ~saa 080408-CX 12.7 4.76 5.16 0.8 | ok k¢
080412-CX 12.7 4.76 5.16 12 w |k "
7\ * EHiFE RS Recommended grade Y AT i%A#S Optional grade

 COS




B1-7 5k I 2B T] R Inserts for processing cast iron

HARST Dimension (mm)

¥ B3 Grade recommended

T1 B AR AR The basic shape of inserts S Type C\%iiﬁﬁz e jnﬁfdﬁﬁrije
120404-CQ 127 | 47 | 516 | 04 | o* *

120408-CQ 127 | 476 | 516 | 08 x| * *

3 1204120Q 27 | 476 | 516 | 12 R %
QX‘Q,, E}EB - § CNMG 120416-CQ 127 | 476 | 516 | 16 * | *
‘ 5 160608-CQ | 15875 | 635 | 635 | 08 %o | % *
160612CQ | 15875 | 635 | 635 | 12 %o | % *

160616-CQ | 15875 | 635 | 635 | 16 %o | % *

110408-CQ 90525 | 476 | 381 | 08 % | *

110412-CQ 9525 | 476 | 381 | 12 % % *

N 150404-CQ 127 | 476 | 516 | 04 % | *

‘ a 150408-CQ 127 | 476 | 516 | 08 % | Kk *
APX-C’ 3}%& - - 150412-CQ 127 | 476 | 516 | 12 %o | * *
N 150604-CQ 127 | 635 | 516 | 04 | o* *

150608-CQ 127 | 635 | 516 | 08 * | *

150612-CQ 127 | 635 | 516 | 12 %k *

120408-CQ 127 | 476 | 516 | 08 *| % *

: 120412-CQ 127 | 476 | 516 | 12 % % *
Q\‘g ’%CH n SNMG 120416-CQ 127 | 476 | 516 | 16 % % e
S 15061Q | 15875 | 635 | 635 | 12 % % *

150616-CQ | 15875 | 635 | 635 | 16 % % *

o WSy 160408-CQ 9525 | 476 | 381 | 08 %o | % *

. &@/ = v e 160412-CQ 9525 | 476 | 381 | 12 Yo | % Yo
X 220408-CQ 127 | 476 | 516 | 08 %o | % *

60 g 220412-CQ 127 | 476 | 516 | 12 * | % *
060404-CQ 90525 | 476 | 381 | 04 %o | % *

060408-CQ 9525 | 476 | 381 | 08 % | *

: A 060412-CQ 90525 | 476 | 381 | 12 % | *
Q E#H é WNMG 080404-CQ 127 | 476 | 516 | 04 x| *
‘ - 080408-CQ 127 | 476 | 516 | 08 % | ok *
080412-CQ 127 | 476 | 516 | 12 % | % *

080416-CQ 127 | 476 | 516 | 16 % | % *

160404-CQ 9525 | 476 | 381 | 04 % *

‘pr o ﬂ 160408-CQ 95% | 476 | 381 | 08 *| % %
A& E — MO emcg | ess | 4 | am | 12 x| % %

* R SRecommended grade Y ATiE#E-S Optional grade

g
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\/,
B1-7 &k IR T]H Inserts for processing cast iron oo F¥5HI T Semifinishing

¥ B3 Grade recommended
F AR} Dimension (mm)
. . CVDREHS FREES
5‘ [\ ]EI
TIRE R IRThe basic shape of inserts RS Type CVD coating grade Uncoated grade
E 120404-U 127 | 476 | 516 | 04 % % %
v 120408 127 | 47 | 516 | 08 * % *
=

2 3 e | a2V | w1 | | s | 12 % % %*
Hl "_—’| 160604-U 15875 | 635 | 635 | 04 % % %
5 1606080 | 15875 | 635 | 635 | 08 x * *
@ 160620 | 15875 | 635 | 635 | 12 * % %
150404 27 | 476 | 516 | 04 % % %
150408V 127 | 476 | 516 | 08 % % %

DNMG
150604-U 27 | 63 | 516 | 04 % % %
150608V 27 | 63 | 516 | 08 e % %
120404V 27 | 476 | 516 | 04 e % %
120408-U 127 | 476 | 516 | 08 e % *

SNMG
150608-U 15875 | 635 | 516 | 08 e % %
150612-U 15875 | 635 | 516 | 12 e % %
160404-U 9525 | 476 | 516 | 04 e % %
G 160408V 9525 | 476 | 516 | 08 * % *
1604120 9525 | 476 | 516 | 12 * % *
160404-U 9525 | 476 | 516 | 04 % % %
160408V 9525 | 476 | 516 | 08 * % *

VNMG
160412V 9525 | 476 | 516 | 12 * % *
080404-U 127 | 476 | 516 | 04 % % %
080408V 127 | 476 | 516 | 08 * % *

WNMG
080412V 27 | 476 | 516 | 12 * % *

- 098 @ * EHiFE RS Recommended grade Y AT i%A#S Optional grade




B1-7 5k I 2B T] R Inserts for processing cast iron

HARST Dimension (mm)

¥ B3 Grade recommended

T1 B AR AR The basic shape of inserts S Type C\%iiﬁﬁz e jnﬁfdﬁﬁrije
120408-GH 12.7 4.76 5.16 0.8 w | ok *
120412-GH 121 476 5.16 12 w | *
120416-GH 12.7 476 516 16 ol % w
CNMG 160608-GH 15875 | 6.35 6.35 0.8 wo| % bi¢
160612-GH 15875 | 6.35 6.35 12 | % w
190608-GH 19.05 6.35 793 0.8 w | % W
190612-GH 19.05 6.35 793 12 | % w
110408-GH 9.525 476 381 0.8 wo| % W
150408-GH 127 4.76 5.16 0.8 wo| ok *
PG 150608-GH 12.7 6.35 5.16 0.8 wo| K W
160408-GH 9.525 4.76 381 0.8 |k *
160412-GH 9.525 4.76 381 12 ook *
e 220408-GH 12.7 476 5.16 0.8 |k *
220412-GH 12.7 4.76 5.16 12 o ok *
060408-GH 9525 | 476 381 08 wo| K k¢
060412-GH 9.525 476 381 12 wo| % b5¢
WNMG 080408-GH 12.7 476 5.16 08 w | ok *
080412-GH 12.7 476 5.16 12 wo| ok *
080416-GH 12.7 476 5.16 16 |k b5¢

* R SRecommended grade Y ATiE#E-S Optional grade

g

Buiuiny [essuss
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CcCDBP
i
B1-7 58k TfABYT]F Inserts for processing cast iron —----ooooooo HFEM I Semifinishing
¥ B3 Grade recommended
F AR} Dimension (mm) - = : =

T1 B AR AR The basic shape of inserts S Type C\%[;:ﬁfﬁ;j e jnﬁi“ﬁ;je

E 120404 127 | 476 | 516 | 04 Y| % ¥

%0 120408 127 | 476 | 516 | 08 Yo | % %

i% % 120412 27 | 47 | 516 | 12 % | %

Bl "_—’| 120416 127 | 476 | 516 | 16 Yo | % %

5 % 160604 15875 | 635 | 635 | 04 %o | % *

a

@ g}&l} CNMA 160608 | 15875 | 63 | 635 | 08 | x %

‘ - 160612 15875 | 635 | 635 | 12 * | K %

160616 15875 | 635 | 635 | 16 % | % %

190612 905 | 635 | 794 | 12 % | % %

190616 1905 | 635 | 794 | 16 % | % %

190624 1905 | 635 | 794 | 24 Y| % %

110404 9525 | 476 | 381 | 04 % | * *

110408 9525 | 476 | 381 | 08 Y| % %

10412 90525 | 476 | 381 | 12 % |k %

Y 150404 127 | 476 | 516 | 04 Y| % ¥

@,Q : E}EH’ DNMA 150408 127 | 476 | 516 | 08 % | % %

‘ sl 150412 127 | 476 | 516 | 12 * | K %

150604 127 | 635 | 516 | 04 % | % %

150608 127 | 635 | 516 | 08 % | % %

150612 127 | 635 | 516 | 12 % | % %

090304 9525 | 318 | 381 | 04 % | % %

090308 9525 | 318 | 381 | 08 % | % %

120404 127 | 476 | 516 | 04 Y| % %

120408 127 | 476 | 516 | 08 % | % %

120412 127 | 476 | 516 | 12 % | % %

120416 127 | 476 | 516 | 16 % | % %

< 150608 15875 | 635 | 635 | 08 % | % %

g#H SNMA 150612 15875 | 635 | 635 | 12 % | % %

5L 150616 15875 | 635 | 635 | 16 Y| % %

190608 1905 | 635 | 793 | 08 % | * %

190612 1905 | 635 | 793 | 12 % | % %

190616 1905 | 635 | 794 | 16 % | * %

190624 1905 | 635 | 794 | 24 Y|k %

250724 254 | 794 | 912 | 24 Y| % %

250924 B4 | 95 | 912 | 24 Y| % %

- 100 'c.,.,r\ * EHEFERESRecommended grade Y AJi%kE-S Optional grade




- \\L/
B1-7 58k TfABYT]F Inserts for processing cast iron -« HFEM I Semifinishing

¥ BRHER Grade recommended
T1 B AR AR The basic shape of inserts AE Type AR bmerson () CVDREHMS EREMES
CVD coating grade Uncoated grade
=2 B B El22=
160404 9.525 4.76 381 0.4 w |k " E
160408 9.525 476 381 0.8 w | b5¢ s Q
160412 9525 | 476 | 381 | 12 % | % % % 2
S 160416 9.525 476 381 16 x| K bi¢ Hi £
M EEE TNMA 220404 127 | 476 | 516 | 04 Y| * * §
a 220408 17 | 476 | 516 | 08 x| % 3
220412 127 | 47 | 516 | 12 % % *
220416 127 | 476 | 516 | 16 x| % *
270616 15875 | 635 | 635 | 16 k| % *
060404 95% | 476 | 381 | 04 x| % *
060408 95%5 | 476 | 381 | 08 *| % *
‘ y N 060412 955 | 476 | 38 | 12 R %
Q E#H WNMA 080404 127 | 47 | 516 | 04 k| * %
‘ S 080408 12.7 4.76 5.16 0.8 w | "
080412 12.7 4.76 5.16 12 w | b5¢
080416 127 476 5.16 16 w | "

* FHEFE R ERecommended grade  Yc AT i%#S Optional grade
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5L Semifinishing

HEARST Dimension (mm)

¥ B3 Grade recommended

. . ) CVDAEHEE EiREES
” =
IR EARARThe basic shape of nsers 25 Type CVD coating grade Uncoated grade
B[t s |u|a |88 8 B8kl
0N | || @m|m| >|>| >
121517 2| 3| 15| 17| 15 * | % | %
Ll pr 182020 18 | 3| 2| 0 | 2 * | % | %
e g | 1PC 182027 8| 8 | n | a2 x| x| %
L . V 183020 8 | 8| 2| | 3 * | % | #
183027 8 | o | 2w | 3 * | % | %
121517 2| | 75| 17| 15 * | x| %
Ll — 182020 8 | % | 2| w2 * | x| %
] sﬁ E £ LNUC 182027 18 43 12 27 2 * | k| 5%k
L 8 = 183020 B | @B 2| w3 * | x| %
183027 8 | 4| 2| 27| 3 * | % | %
0 0471138R | 175 | 83 | 122 | 2 * | % | %
—r —
=y 8§ | & =
1, Bl
#1BRHE#E Grade recommended
KR ~F Dimension (mm)
. . . CVDiAEHES EREES
2 =
TIRE AR 4K The basic shape of inserts 1S Type VD costing grade Ui o
B L s | u BB EIE|E|e|E|8
| ///—
’\Eﬁ g LNGF 4012 0 | 4 | 124 121 x| x| %
T S
g%ﬁ g 2 LNGF 3008 2| % | 75 | 175 x| x| %
T B

* EEFE S Recommended grade Y A %A% S Optional grade



B1-7 1Af2Z 7] Tuming inserts for profile

HEARST Dimension (mm)

¥ B3 Grade recommended

i _ ; CVDigEHES PDAERS | HREMS
2 I

IR EARARThe basic shape of nsers 25 Type CVD coating grade | PVD coatng gade | Uncoated grade

B | L || s |RrR|BI 2 S BIB 8| el

&| & | & | & |&5| &5

160405L11 16 | 1615 | 9525 | 476 05 | % | % | % * |

La_ R

> E KX 160410L11 16 | 1615 | 9525 | 476 1 wo| k| X * | K

VA B N 160405R11 16 16.15 | 9525 | 476 05 | % | % | % * | &
160410R11 16 | 1615 | 9525 | 476 1 wo| k| ok * | %

la R 160405L11-1 1615 | 9525 | 338 | 476 05 | % | % | % * | &

a

> h—" KX 160410L11-1 16.15 | 9525 | 338 | 476 1 wo| k| K * | %

i R —— 160405R11-1 | 1615 | 9525 | 338 | 476 | 05 | % | % | % * | %
160410R11-1 16.15 | 9525 | 338 | 476 1 | W | Kk * | %

W ER#E# Grade recommended
E AR Dimension (mm)
, . CVDIRZHES | POREMS | FREHS
5‘ I |J =]

J) TR AR T b shage ofiss B Tye CVD coating grace | PVD coatng gade | Uncoated grade

— — — — <o( [==] o

B | w|oD|s | R |BIZIS BIE B ul

&S| & | & | &|F5|&|5 R

160405L11-2 16.15 | 9525 | 338 | 476 05 | % | % | % * | &

ol f o 160410L11-2 16.15 | 9525 | 338 | 476 1 wo| k| ok * | %

= e#* = KNUX

{ S 160405R11-2 16.15 | 9525 | 338 | 476 05 | % | % | % x| %
160410R11-2 16.15 | 9525 | 338 | 476 1 wo| k| K * | %

* R SRecommended grade Y ATiE#E-S Optional grade

g
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B2-1 ZH|JJBE—¥a3 Turning toolholders overview
SMEIZETITIE External Turning tools
OCLNR/L OCBNRI/L MCGNRIL ODJNR/L
Kr=95° Kr=75° Kr=90° Kr=93°
9;‘; O 75"\/ ' 93° | k@) =0
MSBNR/L OSKNR/L CSSNR/L MTBNRI/L
Kr=75° Kr=75° Kr=45° Kr=75°
75°
8 e
OTFNRIL OTGNR/L MTJNR/L
Kr=90° Kr=90° Kr=93°
= 90°
© 9(> 9>°‘
MVJNR/L MVQNR/L MVVNN MVUNRI/L
Kr=93° Kr=117° 30 Kr=72° 30 | Kr=93°
93 117° 30 =
OWLNR/L SCACRIL SCBCRI/L SCFCRIL
Kr=95° Kr=90° Kr=75° Kr=90°
fffff - = ~90°
© ©
95° 900\
SCKCRIL SCLCRIL SCMCN SDACRI/L
Kr=75° Kr=95° Kr=50° Kr=90°
|=75° _ B o -
©, 95&1” 50° © \ ;480 90°\° <33
SDJCRI/L SDNCN SRACRIL SRDCN
Kr=93° Kr=62° 30
© - ottt ! Tt E=Tr L B
%\~ \ <30 62° 30
<60°
SSBCRIL SSDCN SSKCRIL SSSCRIL
Kr=75° Kr=45° Kr=75° Kr=45°
o © " ©
750\\/ 45° 45 v




B2-1

®
ZHI|JJBE—553% Turning toolholders overview
SMEIZETITIE External Turning tools
STFCRIL STGCR/L SVJLIRIL SVULIR/L
Kr=90° Kr=90° Kr=93° Kr=93°
-l 900 I ] -
v/ ©
00~
SVVBN SVJCR/L
Kr=72° 30 Kr=93°
72°\30" 93°\“@
=70°
MFLZETITIE Internal turning tools
MCLNR/L MDUNR/L MSKNR/L MTFNR/L
dg7 dg7
e | =
Dmin Dmin Dmin
MVUNR/L MWLNR/L SCLCL/R SDQCL/R
dg7 E 7 dg7 ,],
o & @
I Dmin Dmin
SDUCL/R SSKCL/R SSSCR/L STFCL/R
dg7 | &F dg7 ﬁ dg7 &7 E
Dmi]ﬁ Dm{n Dmin Dmin
SVUOL/R
LI (#&) J1: Grooving tools
MGEHR/L MGIVR/L 2Q SPH

i

P
Buiuiny [essuss
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B2-2 SMNEIZEHITIE & HM External turning tools code key

»

®

EXAR NRER NREf e| PIEIA R
Clamping system Inserts shape Inserts clearance angle| Cutting direction

il

P- *Iﬂ}:Tz',%Et Hole clamping)

. Top and hole
M- EQE%K cIaEnping

S - #EETEEK

Screw clamping

ek

C - EREZER

Top clamping

&)

D - WERER

Double clamping

Eani S
C D —
L-EF
g c N - Left hand
@ -
R S 5 D —
R-AF
~ ;/20" E N - Right hand
T \"
\/00 N
= 2
N-A£. AF
w e P N - Neutral

] o

PCJ.N

I_J

NABRE XA
Tool holder style and approach angle
A B (o3 D E F G H
90° 90°
RN A R A O AR U] han
J K L M N o P Q
75’ 95° 117°30" 107°30"
95
R S T U Vv w X
93° 60° 120°
Ylj 450& 6;@ 72%




NEEE(mm) ~ NEEE(mm) JIEKE(mm)
Nose height (mm) Width of toolholder (mm) Length of toolholder (mm)
L
h! ég@& w
RS =E Rs nE RS KE
Code  Height Code Width Code Length
12 12 12 12 E 70 E
16 16 16 16 F 80
-1
20 20 20 20 H 100 B3
K 125 s
25 25 25 25 M 150 2
32 32 32 32 P 170 §
40 40 40 40 Q 180
50 50 50 50 R 200
S 250
T 300

L
25 25 M 12

PHI7 K
Length of cutting edge
Cc D R S T \"4 W
TR AR
Inserts shape
© O
‘ ! 1 1 = — 1 ! 1 ! —

w1 EL.C(mm)

Inscribed circle (mm) PIHI 71 E(mm) Length of cutting edge (mm)

5.56 - - - - 09 - —
6.35 06 07 - - 1 — —
9.5625 09 1 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 o - .




General Turning

HPERE




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

[JCLNR/L
Kr=95°
N
95° © 2 ©) a
95°
~7 L
S M-Type P-Type 0
jG =]
QX
=
Ef& ERTIR 1& P £ {4 Application Fii {4 Parts =
B o= Recommended inserts 8 v TR AR g
: — 0 Fac & Skig
Tipe Stock Item s ZH|I. swET Tuning.Facing i K Gomp S T a
R | L b |Lleln|F| & | & | M| e —
1616H12 ® | o 16 16 | 100 | 32 16 20
2020K12 ® | o 20 20 | 125 | 32 20 25
CNOO120400 MC1204 | CTM617 HL1814 ML0625 | L2.5L3.0
2525M12 ® o 25 | 25 | 150 | 32 25 32
3232P12 ® o 32 32 | 170 | 32 32 40
MCLNRIL
2525M16 ® | O 25 | 25 | 150 | 35 25 32
CNOIO160610 MC1604 | CTM822 HL2217 ML0830 | L3.0,L4.0
3232P16 OO 32 | 32 | 170 | 35 | 32 | 40
3232P19 O] 0O 32 | 32 | 170 | 36 | 32 | 40
CNOIO190610 MC1904 | CTM1022 | HL2217 ML0830 L4.0
4040R19 OO 40 | 40 | 200 | 36 | 40 | 50
Bt ERTIA 1& FI &% Application B Parts
B = Recommended inserts — —
= Stock Item f ZHIMT. ST Tumning.Facing T RT3 4257 BRH wF
Type ” Shim Lever Screw ShimPin | Wrench
R | L hlb | Llel|H|F| &Y —
1616H09 16 16 | 100 | 20 16 20
2020K09 CNOI0903 20 20 | 125 | 22 20 25 | MC0903B LV3 VHX0617 SP10 25
2525M09 25 | 25 | 150 | 22 25 32
1616H12 16 16 | 100 | 28 16 20
2020K12 20 20 | 125 | 28 20 25
2525M12 CNOO120400 25 | 25 | 150 | 28 | 25 | 32 | MC1204B Lv4 VHX0821 SP4 3.0
PCLNRIL 3225P12 32 25 | 170 | 28 32 2
3232P12 32 32 1170 | 28 32 40
2525M16 25 | 25 | 150 | 33 25 32
CNOO16060000 MC1604B LV5 VHX0825 SP5 L3.0
3232P16 32 32 (170 | 33 32 40
3225P19 32 25 | 170 | 38 32 32
3232P19 CNOIO190600 32 32 [ 170 | 38 32 40 | MC1904B LV6 VHX1027 SP6 L4.0
4040519 40 40 | 250 | 38 40 50
@ %77 stock item O#EEETR be preparing for stock — ELAIT 4% the others can be made to order




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

[ICBNR/L
Kr=75°
| = ; ; =
N
75° 5 9 -
}
- 757
€ L
g9 : £ M-Type i © P-Type
a3 i & 9]
Bl =
g Ef EATK 3% P £ ¢ Applcation B Parts
2 o2 Recommended inserts = -
@ Stock Item RN ZH) T Tuming TIE 5T EiR | WKy | |mF
Type Shim Pin Clamp Screw | Wrench
R | L hlbo | L]el|H|F| Y &S A e —
2020K12 o o 20 | 2 |125] 32 | 20 | 17
2525M12 ® o CNOI[12040000 25 | 25 | 150 | 32 | 25 | 22 | MC1204 | CTMme17 HL1814 ML0625 | L2.5L3.0
MCBNRIL 3232P12 o o 2 | 3% [ 170 32 | 2|27
3232P16 O CNOI[160601C] 32 | 32 [ 170 | 36 | 32 | 27 | MC1604 | CTM822 HL2217 MLO0830 | L3.0,L4.0
3232P19 CNOI[19060101 32 | 32 [ 170 | 36 | 32 | 27 | MC1904 | CTM1022 | HL2217 ML0830 4.0
Ef& ERTIR 1& F %14 Application fit {4 Parts
B = Recommended inserts = P & Py =
2 e » . o &
Stock It ZEHIAN T Tumnin ;
Type ocetem e Shim Lever Screw | ShimPin | Wrench
R | L hlb|L|e|H|F| &N —
1616H12 16 16 | 100 | 27 16 | 20
2020K12 CNOI120400 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
CNOI[160600C] MC1604B LV5 VHX0825 SP5 3.0
3232P16 32 | 32 [ 170 | 33 | 32 | 40
3225P19 2 | 25 [ 170 | 38 | 32 | 32
CNO[O19060001 MC1904B LV6 VHX1027 SP6 4.0
3232P19 32 | 32 [ 170 ] 38 | 32 | 40
@ /%77 stock item O be preparing for stock — H 4T %% the others can be made to order



B2-3 #NEZEJIJIE External turning tools
[IDJNR/L
Kr=93° i
777777 A jmm} =
N o
93° © 23 =
— 0 ©
937
e
- L
E# ERTIR i& A 44 Application Fe 4 Parts
o Recommended inserts
= ¥ *'" 4 naFacnaPofind . 2 AR 1257 BEH wF
Type Stock ltem n EEUHDI\ uﬁﬁmﬂl\ ﬁﬂ/ﬂDITurnlng.FaCIﬂg-Pmﬁ"nQ Shim Pin C|amp Screw Wrench
R | L hlb | L]e|H|F| & —
1616H11 16 16 | 100 | 25 16 20
2020K11 DNOICT1104103 20 20 | 125 | 25 20 25 | MD1103B LVv3 VHX0617 SP3 25
2525M11 25 | 25 | 150 | 30 25 32
PDJNRIL 2020K15 20 2 | 125 | 35 20 25
2525M15 DNOICI15040000 25 25 | 150 | 35 25 32 | mc1s5048
Lv4B VHX0821 SP4 3.0
3225P15 ONCICIS06LILT | 39 | 25 (170 | 35 | 32 | 32 | MD1506B
3232P15 32 32 [ 170 | 35 32 32
ENUIURTIS! VRS U S ja= i <=
]
. ! <30°
937 @ o © o
93°
~| e
L
Ef& ERTIA 1& F £ 14 Application fii {4 Parts
= Recommended inserts e e R T =
— S 5 E SiBy
Tie Stock ltem ’ EEIMT. ssEMI. £ mITuming.Facing Profiing S 4 Glamp ooy | Wrench
R | L hlb | L] el H|F| & {O vi @ﬁ‘ wll
1616H11 ® o 16 16 | 100 | 32 16 | 20
2020K11 ® o DNOIO1104000 20 20 | 125 | 32 20 25 MD1103 CTM513 HL1814 ML0625 L2.L3.0
2525M11 ® o 25 | 25 | 150 | 32 25 32
MDJINRIL
2020K15 ® o 2 | 20 | 125 ] 38 | 20 | 25
DNOIO15040 0 MD1504
2525M15 OO ONOIC)1506000] 25 | 25 | 150 | 38 25 2 MD1506 CTM619 HL2114 ML0625 | L2.5L3.0
3232P15 32 | 32 | 170 | 38 | 32 | 40
@ %77 stock item OEEETZ be preparing for stock LA IT 4% the others can be made to order

g

Buiuiny [essuss
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B2-3 #N&IZEJ]JIE External turning tools

MTJINR/L
Kr=93° ?
________ - — e
93°
e -
by
e L
BT ERTIR 1& R %1 Application Fg 4 Parts
B e Recommended inserts m v R ST s
= - : 7] H i Kigse
%0 T Stock ltem v ZEBIN T Tuming s o Gomn ] G
\% £
= § R | L hlb | L] el H|F| o {C a & | —
Hl =
b= 1616H16 ® | o 16 16 | 100 | 28 16 | 20
%' 2020K16 ® | o 20 | 20 | 125] 28 | 20 | 25
Q TNOO160400 MT1603 | CTM513 | HL1814 ML0625 | L2.0.L3.0
2525M16 ® | o 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 32 32 | 170 | 32 32 32 MT2204 | CTM617 HL1917 ML0830 | L2.5L4.0
4040R22 40 | 40 | 200 | 32 | 40 | 50
[JSBNR/L
Kr=75°
- jun] =
757
L
Ef& ERTIR 1& F £ 14 Application fii {4 Parts
- Recommended inserts & P Er mL | 5E
= ¥ o 2 T ESE el I H i3 Sig s
Type Stock Item E EHIMT, SHEMI. R0 I Tuming Facing Profling &in = Glamp oon | Wrench
= - X )‘\ =
R| L hloft]eln|F|l & | &2 | @ |o —
2020K12 ® | O 2 | 22 | 125|325 20 17
2525M12 ® O SNOO120400 25 | 25 | 150 | 325 | 25 | 22 MS1204 | CTM617 HL1814 ML0625 | L25.L3.0
MSBNRIL 3232P12 32 32 | 170 | 325 32 | 27
3232P19 32 | 32 [ 170 | 40 | 32 | 27
SNOI190640001 MS1904 | CTM1022 | HL2217 ML0830 140
4040819 40 | 40 | 250 | 40 | 40 | 35
@77 stock item OM#EEETE be preparing for stock — ELAIT 4% the others can be made to order



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

MCGNR/L
Kr=90° ?\
= =
90° ‘ &3 ©, el
- /Cg ’ L
E#F ERTIA 1& A 1 Application it Parts
o Recommended inserts
s X \. ina Faci nE | T | ER | kB | KT
| \ I 0 REREL
T Stock Item g ZHIfNT. immE AL Tuning.Facing Sin = Clamp Soon W %0
o - 18
R L o Lleln|F|l & | &£ | g | | — %2
- HIl =
2020K12 ® O 20 20 | 125 ] 32 20 25 Z
e 2525M12 ® O CNOO1204000 25 | 25 | 150 | 32 25 32 MC1204 | CTM617 HL1814 ML0625 | L2.5L3.0 §
3232P12 32 32 (170 | 32 32 40
3232P19 CNOIO190610 32 32 | 170 | 36 32 40 MC1904 | CTM1022 | HL2217 ML0830 4.0
MTBNR/L
Kr=75°
- - =
: .
s
e L
BT ERTIR i& F3 5% 4F Application 4k Parts
= Recommended inserts - ) e Py i ST BT
Type Stock ltem v EEIJHDI TUmIng Shim Pin C|amp Screw Wrench
R | L hlb | L|e|H|F| &Y {¢ .,. @;@‘ —
2020K16 ® | O 20 20 | 125 | 26 20 | 15.5
MTBNRIL TNOO1604000 MT1603 CTM513 HL1814 ML0625 | L2.0.L3.0
2525M16 ® | O 25 | 25 | 150 | 26 25 | 20.5

@ %77 stock item OMEEETZ be preparing for stock LA IT 4% the others can be made to order




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

COSKNR/L
Kr=75°
75¢ 9 o
4
e L
Eﬂg o 1l ;‘-ﬁg’ > M-Type
@3 \&
Q2
B =
= 2 BRI i FA &1 Application B2 {t: Parts
g, W e Recommended inserts i P TR AN T
A\l lI . [ 2 N NS
3 Type Stock Item E ZEHIH0 T Turning e b Gamp | e
R | L hloft]eln|Fl & | & | @ |6 |
2020K12 ® O 20 20 | 125 | 29 20 25
SNOO120400 MS1204 CTMB17 HL1814 ML0625 | L25.L3.0
2525M12 ® O 25 | 25 | 150 | 29 25 32
2525M15 25 | 25 | 150 | 32 | 25 | 32
MSKNRIL SNOI15060000 MS1504 CTM822 HL2217 ML0830 | L3.0,L4.0
3232P15 32 32 | 170 | 32 32 40
3232P19 32 | 32 | 170 | 36 | 32 | 40
SNOIO1906000 MS1904 | CTM1022 | HL2217 ML0830 L4.0
4040819 40 | 40 | 250 | 40 | 40 | 50
BT ERTIR i& F3 5% 4F Application 244 Parts
Recommended inserts
8 = w ; T# FL§H 1257 BEH wF
Type el E FHIMT Tuming Shim Lever Screw | ShimPin | Wrench
R| L hlbo | L]el|H|F| &Y =
2020K12 20 20 | 125 | 26 20 25
PSKNRIL 2525M12 SNOI[12040000 25 | 25 | 150 | 26 25 32 | MS1204B Lv4 VXH0821 SP4 3.0
3232P12 32 32 | 170 | 26 32 40
@ %177 stock item OM#EEETZ be preparing for stock LA IT 4% the others can be made to order



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

MTFNRI/L
Kr=90°
= <=
B — -l~90° {
©), 5 -
= QOK‘ S0,
B L
M-Type
Ef& ERTIR 1& P £ {4 Application 1 Parts
B = Recommended inserts i P s 5
s = . 4 & Skig 2
Tipe Stock Item v I M. Facing Shim Pin Clamp Screw | Wrench
= g = -
R | L hlb|Lle|n|F|l & | | @ |2 |
1616H16 ® o 16 16 | 100 | 28 16 | 20
2020K16 ® | o 20 | 2 | 125] 28 | 20 | 25
TNOO1604000 MT1603 | CTM513 HL1814 ML0625 | L2.0.L3.0
2525M16 ® o 25 | 25 | 150 | 28 | 25 32
MTENRIL
3232P16 O 32 32 | 170 | 28 32 | 40
2525M22 25 | 25 | 150 | 32 | 25 32
TNOO2204000 MT2204 | CTM617 HL1917 ML0830 | L2.5L4.0
3232P22 32 32 | 170 | 32 32 32
Ef& ERTIR 1& F £ 14 Application fii {4 Parts
A o2 Recommended inserts m P e pyTYm 5
SHE ML Fac 7] ~
Type Stock fem v SREM.L Facing Shim Lever Screw ShimPin | Wrench
=
R | L — hlb|L]e| H|F| Y —
1616H16 16 | 16 | 100 | 20 | 16 | 20
2020K16 TNOO60400 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
@ %7 stock item OEETE be preparing for stock — ELATT %% the others can be made to order

g

Buiuiny [essuss
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B2-3 #N&IZEJ]JIE External turning tools

LITGNR/L
Kr=90°
90 \
fr, el
o
€ L
)
B2
%2
B =
= 2 BRI i FA &1 Application B2 {t: Parts
g, W e Recommended inserts T P ERET AR
Hl i = SHRES
3 Tipe Stock Item v ZFHI T Tuming Shim Pin Clamp Screw | Wrench
R L bl b [ L]e|H]|F| &Y 6 vi M o
1616H16 ® o 16 16 | 100 | 28 16 | 20
VTONRL 2020K16 [ BN ) TNOO1604000 20 | 2 | 125] 28 | 20 | 25 MT1603 | CTM513 HL1814 ML0625 | L2.0.L3.0
2525M16 ® o 25 | 25 | 150 28 | 25 | 32
2525P22 TNOO220400 32 32 | 170 | 32 32 | 40 MT2204 | CTM617 HL1917 ML0830 | L2.5L4.0
Ef& ERTIR 1& F £ {4 Application 1 Parts
Recommended inserts
B = w ; TI# FLEH 1257 BEH wF
| R
Type Stock fem v FHIMT Tuming Shim Lever Screw ShimPin | Wrench
R | L & bl b | L]e|Hn]|F| &Y —
1616H16 16 16 | 100 | 20 16 | 20
2020K16 TNOO1604000 20 | 20 | 125| 20 | 20 | 25 | MT1603B LV3 VXH0617 SP3 25
PTGNRILL 2525M16 25 | 25 | 150 | 20 | 25 32
2525M22 25 | 25 | 150 | 28 | 25 32
TNOO2204000 MT2204B Lv4 VHX0821 SP4 3.0
3232P22 32 32 | 170 | 28 32 | 40
@ %77 stock item O#EEETE be preparing for stock — ELAIT 4% the others can be made to order



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

MVJNRI/L
Kr=93° -
D EOUREUIRRY RSO () IS | j==) <
]
NGO <50°
95710 N “ .
/ 93°
= L
= Q
22
%0
=
Ef& ERTIR 1& P £ {4 Application Fi {4 Parts =
Recommended inserts 3.
] 2 e 3
gl"Type"F Stock Item ZHEIMI. AR T Turning.Profiing ?h% iéiﬁ (%jl_;-afn&p m;ﬁvé Wyr%ih 3
R | L hlofLleln|F|l & | &2 | @ | |
1616H16 ® O 16 16 | 100 | 36 16 20
2020K16 ® O 20 20 | 125 | 36 20 25
MVINRIL VNO[1604000 MV1603 CTM513 HL2414 ML0625 | L2.0,L3.0
2525M16 O 25 25 | 150 | 42 25 32
3232P16 32 32 [ 170 | 42 32 40
MVVNN . \
Kr=72° 30 ' ] L.
jam} =
72° 30" \/g 700
e}
L
Ef& ERTIR 1& F £ {4 Application 1 Parts
Recommended inserts
B = o o . e oen | ] $HET AR | Wkig2 | /F
| y o f I I NHWRES
Type Stock Item ’ EHIMT., SWEMI, {57 TumingFacing Profiing = = Glamp . T
= ) —
R | L hlo | L] el n|F| oY o A | & |«
2020K16 [ ) 20 20 | 125 | 48 20 10
MVVNN 2525M16 [ ) VNOIO160400 0 25 25 | 150 | 48 25 | 125 MV1603 CTM513 HL2414 ML0625 | L2.0,L4.0
3232P16 O 32 32 | 170 | 48 32 16
@ %7 stock item OFETE be preparing for stock — EL AT %% the others can be made to order




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

COWLNR/L
Kr=95°
=
N
957\ NS o
L
E 5 M-Type S P-Type
Q0
B2
%2
Bl =
= 2 ERTIE i FA &1 Application B2 {t: Parts
g, W e Recommended inserts e Py r EEL | 5E
@ . Stock Item o FHIMI. swEMI. R0 Tuming Facng Profiing Shim it Clamp oo | Wrench
= 5
R | L o hlofL]eln|F|l & | &2 | @ | o —
1616H06 O 16 16 | 100 | 23 16 20
2020K06 O WNIo60400 20 20 | 125 | 23 20 25
MW0603 | CTM513 HL1814 ML0625 | L2.0,L3.0
2525M06 ® o 25 | 25 | 150 | 23 25 32
MWLNRIL 1616H08 ® o 16 | 16 | 100 | 25 | 16 | 20
2020K08 ® o 20 | 2 [ 125] 25 | 20 | 25
WNCI080400
2525M08 o O 25 | 25 | 150 | 25 25 32 | MwO0804 | CTM617 HL1814 ML0625 | L2.5L3.0
3232P08 ® o 32 | 32 | 170 | 25 | 32 | 40
E#& ERTIR 1& P £ {4 Application 1 Parts
s Raonmegled reats ST B | RO | BRER | ERBE| BF
| 711 > RES
Tie Stock Item A ZEH A0 T Turning St e Clamp Soran T
R | L B hlb|L]el|n|rF| & —
2020K08 20 20 | 125 | 32 20 25
WWLNRIL| 2525M08 WNI0s040 25 | 25 | 150 | 33 25 32 WW08 CTM6-S YW08 CTWC 13.0,L4.0
3232P08 32 | 32 | 170 | 33 | 32 | 40
B EATE 1& A 1 Application it Parts
B o2 Recommended inserts N . & A8 1857 BR RE
1 2
Type Stock e A %ML Tuming Shim Lever Screw ShimPin | Wrench
R | L h | b | L | e | H|TF 2! e
1616H06 16 16 | 100 | 20 16 20
WNOO0s040 MW0603B LVv3 VHX0617 SP3 25
2020K06 20 20 | 125 20 20 25
PWLNRIL 1616H08 16 16 | 100 | 26 16 20
2020K08 WNCI0s0400 20 20 | 125 | 26 20 25 | MWO0804B Lv4 VHX0821 SP4 L3.0
2525M08 25 | 25 | 150 | 26 25 32

@ %7 stoc - item

OMEEE7F be preparing for stock

HAIT £ the others can be made to order



B2-3 #N&IZEJ]JIE External turning tools
MVUNR/L
Kr=93°
JE -[™93° 1 i
jmm} <=
1 S
- 93°/' =
\\/\ e
L E
= Q)
B3
Q2
=
B EATIR i FA 8514 Application a4 Parts =
B e Recommended inserts & e Er mL | 5E g
BT, 5 ina.Profil . . 3 Kigss
Type Stock tem ’ FHML. ML Tuming Profiing Shim Pin Clamp Screw Wrench “
R | L hlb|L]|e|Hn|F| S <<T a | & | —
MVUNRIL 2525M16 VNOO16040000 25 | 25 | 150 | 21 | 25 | 32 | Mv1603 | CTM513 HL2414 ML0625 | L2.0,L3.0
SCBCRIL X
Kr=75° 0(
- - = & l <=
s
@ el
/’7\50
: L
B ERTIR i& A £ Application FL {4 Parts
Recommended inserts
B 5 " ; 4247 wF
i Stock ltem u ZEHIfn T Tuming o ¥k fl‘.
3 }
R|L hl b | L|e| H|F @‘- S
0808E06 8 8 70 | 10 8 8
SCBCRIL 1010E06 O ccmos021] 10 10 | 70 10 10 10 M2.5X 8 T8
1212F06 O 12 12 | 80 13 12 12
1212F09 O ccmoesTsa 12 12 | 80 13 12 12 M3.5X9 T-15
@77 stock item O be preparing for stock — H 4T %% the others can be made to order




B2-3 4NEIZET]JIE External

turning tools

SCACRIL
Kr=90°
0°f
o] SRAw :
©
90"\ LL( © -
/eg ’ L
E EEfF EATR 1& M 1 Application Fif Parts
Recommended inserts
T=!
0 iType? Stock ltem " ZH AT Tuming g‘?rg Wyrieih
=)
: Ad A | %
5 R L hlb | L|e|H|F A
b= 0808E06 8 8 70 10 8 8
%' 1010E06 O ccdoso20d 10 10 70 10 10 10 M2.5X8 T8
Q SCACRIL
1212F06 O 12 12 80 13 12 12
1212K09 O ccOodoetd 12 12 80 13 12 12 M3.5X9 T-15
SCLCRIL 0
Kr=95° \ T—\
B - :E =
\»@
95°
o) Q0
©
E%E ERTR 1& I & Application o Parts
B 2 Recommended inserts » , 257 s
| R
Tie Stock ltem n ZEHIn T Tuming Saew Yok
¥ )
R| L e h | b|L|e| HI|F @“‘ Ve
1010E06 ® | O ccdos021C] 10 10 | 70 | 13 10 5 M2.5X 8 T8
1212F09 [ BN} 12 12 80 15 12 6
1616H09 ® o 16 16 | 100 | 15 16 8
ccOodoetd M3.5X9 T-15
2020K09 ® o 20 | 20 | 125 | 15 | 20 10
SCLCRLL
2525M09 o o 25 25 | 150 | 15 25 | 125
2020K12 o o 20 2 | 125 | 20 20 10
2525M12 o o ccod2040 25 25 | 150 | 20 25 | 125 M5X 12 T-20
3232P12 O 32 32 | 170 | 20 32 | 40
@ %177 stock item OM#EEETF be preparing for stock — ELAIT 4% the others can be made to order



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

SDACRIL
Kr=90° 0/
\‘\4
I T D | B j==1 =
l\‘ fl
© o
90° \ <33
s @ el
o
L
EEfF EATE 1& M 1 Application Fif Parts
B o2 Recommended inserts 5 E
Tie Stock Item g ZH AT Tuming o Wionch
.\ )/
R | L hl b | L|e|H|F oh e’
0808E07 8 8 70 15 8 8
1010E07 pCcdo0702000 10 10 70 15 10 10 M2.5X8 T8
2020K07 12 12 | 125 | 15 12 12
SDACRIL 1212K11 12 12 | 125 | 22 12 12
1616H11 O 16 16 | 100 | 22 16 16
peOOnMTdO M3.5X9 T-15
2020K11 [ ] 20 20 | 125 | 22 20 20
2525M11 O 25 25 | 150 | 22 25 25
SDNCN
Kr=62° 30 '
0°f
©
62° 30’ e S| -
<60°
\%“30’
L
E%E ERTIR 1& I & Application o Parts
B o2 Recommended inserts - , s S
Tie Stock ltem g ZEHIn T Tuming S Wreneh
\ &
\
R|L hlb | L|e|H|F ok e
1010E07 [ BN} 10 10 70 5 10 12
pc0do702000 M2.5X8 T8
1212E07 OO 12 12 70 13 12 16
1212H11 ® o 12 12 | 100 | 14 12 16
SDNCN
1616H11 o o 16 16 | 100 | 14 16 | 20
peOOMmOO M3.5X9 T-15
2020K11 o o 20 2 | 125 | 16 20 25
2525M11 25 25 | 150 | 22 25 25
@ %77 stock item O#EEETE be preparing for stock — ELAIT 4% the others can be made to order

i

P
Buiuiny [essuss




Qe
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B2-3 #N&ZEJ]JIE External turning tools

SDJCR/L
Kr=93° 0°f
Y SRR (NS | I R = \ Yl =
l
©
N \<30°
93 . -
©,
937
BTz ERTIR 1 A % Application FL {4 Parts
B 2 Recommended inserts - . 857 RE
Tipe Stock Item g ZH AT Tuming Sorow Wrench
- X o
R | L h | b | L|[e]| H|F W e
1010E07 [ } 10 10 70 14 10 12
1212F07 ® | O pc10o0702000 12 12 80 14 12 16
M2.5X 8 T8
1616H07 [ BN ) 16 16 | 100 | 14 16 20
1212F11 12 12 80 | 20 12 16
SDJCRIL 1616H11 e o 16 16 | 100 | 20 16 20
2020K11 [ N ] 20 2 | 125 | 20 20 25
peOOMTOO
2525M11 [ BN} 25 25 | 150 | 22 25 2 M3.5X9 T-15
3232P11 O 32 32 | 170 | 23 32 | 40
4040R11 40 | 40 | 200 | 25 | 40 | 50
SRDCN
0°f
L =1\ T -
©
T e ;
—-— € | ——
L
B ERTIR 1& Fl & 1t Application F 4 Parts
Recommended inserts
moe o . 1257 wF
Type Stock ltem 0 ZEHIn T Tuming Sorew Wrench
ry &
R L e h b L e H F i / &
1616H08 O 16 16 | 100 | 16 16 12
2020K08 O RCOOos03dO 20 | 20 | 125 | 16 | 20 | 14 M2.5X 8 T8
2525M08 O 25 | 25 | 150 | 16 | 25 | 165
1010E10 10 [ 10 | 70 | 203 10 | 10
SRDCN
1212F10 12 12 80 | 203 | 12 11
1616H10 [ } RCOI10030 16 | 16 | 100 | 203 | 16 | 13 M3.5X9 T-15
2020K10 [ ] 20 | 20 | 125203 | 20 | 15
2525M10 [ } 25 25 | 150 | 203 | 25 | 175
@77 stock item O#EEETE be preparing for stock — ELAIT 4% the others can be made to order



B2-3 4NEIZEJ]JIE External turning tools

SVVBN
Kr=72° 30 ' 0%
I s , = r -
=
[ S @ e
<70°
72°30'
S L
B &RTIR 1& A 414 Application FLff Parts
! Recommended inserts 7 F
wi . ]
T Stock ltem 0 ZEHI0 T Tumning . Wrench/ j% 3
N p 1H >
R| L hl b | L|el|H|F @ﬁ- e %0
< T
1212F11 o 12 | 12| 80 | 24 | 12 6 g‘
1616H11 o 16 | 16 | 100 | 24 | 16 8 g
VBOO103 M2.5X 8 T8 @
2020K11 o 20 | 20 [ 125] 24 | 20 | 10
2525M11 o 25 | 25 | 150 | 24 | 25 | 125
SVVBN
1616H16 o 16 | 16 | 100 | 34 | 16 8
2020K16 [ ) 20 | 2 |[125] 34 | 2 | 10
VBLII1604C10] M3.5X9 T-15
2525M16 ( J 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32 | 32 [ 170 ] 34 | 32 | 16
1212F11 ( J 12 11280 | 24 | 12 6
1616H11 ( J 16 | 16 | 100 | 24 | 16 8
veaaresdn M2.5X8 T8
2020K11 O 20 | 20 [125] 24 | 2 | 10
2525M11 O 25 | 25 [ 150 | 24 | 25 | 125
SWCN
1616H16 O 16 | 16 | 100 | 34 | 16 8
2020K16 o 20 | 20 [ 125 | 34 | 2 | 10
veme4010 M3.5X9 T-15
2525M16 o 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32 | 32 | 170 | 34 | 32 | 16
@77 stock item O3 be preparing for stock — H 4T %% the others can be made to order




B2-3 4N&ZEJJJJE External turning tools

STFCRIL
Kr=90 0°f
I D 90 o jmt \ \ =
\©®,
23 90° =
[
¢ L
BT EATR 1 3 % # Application FL 4 Parts
B o Recommended inserts
ey e Stock fem v ZHIMT Tuming i) =
E : o
%0 R L A 4 h b L e H F Ao
HIE -
= 1212F11 [ ) 12 12 80 14 12 16
3 TcaOndO M2.5X 8 T8
g' 1616H11 ® | O 16 16 | 100 | 14 16 | 20
STFCRIL 2020K16 ® | O 20| 20 | 125] 22 | 20 | 25
2525M16 ® O TcOmeT3Cd 25 | 25 | 150 | 22 | 25 | 32 M3.5X9 T-15
3232P16 O 32 32 [ 170 | 22 32 | 40
SVJLIR/IL
Kr=93° 0/
<50°
e
[
©,
93°
= © | L
E#F ERTIR 1& I % Application Fif Parts
o Recommended inserts
B o2 u . 25T wF
Type Stock ltem l ZEHIn T Tuming o Wioch
R | L hlb | L|e|H|TF S /;
SVJBRIL 1616H16 ® o 16 | 16 | 100 | 32 | 16 | 20
2020K16 ® o 20 | 20 | 125 ] 32 | 20 | 25
VBO[1604101
2525M16 ® o 25 | 25 [ 150 32 | 25 | 32
3232P16 O 32 | 32 | 170 | 40 | 32 | 40
M3.5X9 T-15
SVJCRIL 1616H16 ® o 16 | 16 | 100 | 32 | 16 | 20
2020K16 ® o 20 | 20 | 125 32 | 20 | 25
veOO1e0400
2525M16 [ N J 25 | 25 | 150 | 40 | 25 | 32
3232P16 O 32 | 32 | 170 | 40 | 32 | 40
@ =77 stock item OEETE be preparing for stock — ELAIT %% the others can be made to order

2



B2-3 4N&ZEJJJJE External turning tools

SSSCRIL
Kr=45° 0°f
\
[ _|-]-- = <
()
45"\/
- e}
©
15°
5 L
B EATIR i& A 1 Application it Parts
B o= Recommended inserts 25 ES
T Stock Item u ZEHI AN T Turning s Wronch B0
\ o7 jG =]
R| L hl b | L|e|H|F - 4 %0
@ Pl 48
SSSCRIL 1212F09 O 12 12 80 16 12 16 g'
1616H09 ® o 16 16 | 100 | 16 16 20 g
scOfo9T3dO M3.5X9 T-15 @
2020K09 ® | o 20 20 | 125 | 18 20 25
2525M09 ® | o 25 | 25 | 150 | 25 | 25 32
2525M12 O scOO120400 25 | 25 | 150 | 25 | 25 32 M5X 12 T-20
SSBLR/L
Kr=75° 0°f
NN D . ==t \ ~ \ =
N/ °
75° . /@ R
L/
75°
£ L
Ef &RTIA i i & Application it Parts
Recommended inserts
i » : 47 F
e Stock ltem D ZEHI T Tuming i ﬁ%n T
\ pr
R | L hlb | L|e|H|F ik %
SSBCRIL 1212F09 [ } 12 | 12 | 80 | 14 | 12 | 95
scO0o9T3dO M3.5X9 T-15
1616H09 [ } 16 16 | 100 | 14 16 12
SSBPRIL 2020K12 20 20 | 125 | 32 20 17
SPOI1203100 M5X 12 T-20
2525M12 25 | 25 | 150 | 32 | 25 | 22

@ %177 stock item OM#EEETF be preparing for stock LA IT 4% the others can be made to order




B2-3 4N&ZEJJJJE External turning tools

SSDCN
Kr=45°
0°f
o SRR ;
45° '
&) ) -
/
a5
e L
Q)
B3
%Z=Q
HIE
g i35 ERTIH 5% PR 4t Application B4 Parts
3. Recommended inserts
5 B 2 = - 1257 RF
Q@ i Stock ltem n ZEHIf0 T Turning Sorow Wrench
Y &
N p
R | L Chissies h b |L|e|H|F ok P
1212F09 O 12 121 80 | 16 | 12 6
1616H09 o 16 | 16 | 100 | 16 | 16 8
SSDCN ScOIo9T3Id M3.5X9 T-15
2020K09 o 20 | 20 [ 125] 16 | 20 | 10
2525M09 o 25 | 25 [ 150 | 16 | 25 | 125
SSKCRI/L
Kr=75°
0°f
75° \
I = =
[ e
L
E#F ERTIR 1& FA 81 Application Fi 4 Parts
= Recommended inserts
3 3 w - 1257 RF
Type Stock ftem n ZHImMT Tuming Screw Wrench
X P
R | L ey h b L | e H| F @ Ve
1212F09 O 12 112 |8 | 16 | 12 | 16
1616H09 o 16 | 16 | 100 | 16 | 16 | 20
scOo9T3Id M3.5X9 T-15
SSKCRIL 2020K09 o 20 | 2 [ 125] 18 | 20 | 25
2525M09 o 25 | 25 [ 150 25 | 25 | 32
2525M12 O Ssc1204010] 25 | 25 [ 150 | 25 | 25 | 32 M5X12 T-20
@ /%77 stock item O be preparing for stock — H 4T %% the others can be made to order



B2-3 4YN&ZEJIJJIE External turning tools

OSSNR/L
Kr=45°
1. _ ~ =
45 OV o
L
l M-Type P-Type E
(&= :S %O
L B
=2
HlE
23 ERTIA &M £ Application B4 Parts g
Recommended inserts =
B 5 ¥ i D HET [EiR | Wk#B% | ®F 3
Type Stock Item n ZEBI A0 T Tuming e b Gamp el
R | L o fL]e|n|F|l & | & | @ |o —
2020K12 [ BN ) 20 | 2 |125] 34 | 20 | 25
2525M12 ® | o SNOO1204000 25 | 25 | 150 | 34 | 25 | 32 | MS1204 | CTMme17 HL1814 ML0625 | L2.5.L3.0
3232P12 O 32 | 32 [ 170 | 34 | 32 | 40
MSSNRIL 2525M15 25 | 25 | 150 36 | 25 | 32
SNOI1506100 MS1504 | CTM822 HL2217 MLO0830 | L3.0,L4.0
3232P15 32 | 32 [ 170 | 45 | 32 | 40
3232P19 32 | 32 [ 170 | 45 | 32 | 40
SNOI19060100 MS1904 | CTM1022 | HL2217 MLO0830 L4.0
4040819 40 | 40 | 250 | 50 | 40 | 50
EE7F ERTIR 1& 3 £ Application Fot4 Parts
B o2 Recommended inserts - . T Ae 857 BR RE
Type Hedkian g #HIML Turing Shim Lever Screw ShimPin | Wrench
R | L hlb|L]|e|n|F| &Y —
2020K12 20 | 2 |125] 26 | 20 | 25
2525M12 SNOI12040000 25 | 25 | 150 | 26 | 25 | 32 | MS1204B Lv4 VXH0821 SP4 L3.0
PSSNRIL 3232P12 32 | 32 [ 170 | 26 | 32 | 40
2525M15 25 | 25 | 150 32 | 25 | 2
SNCIC11506010 MS1504B LV5 VHX0825 SP5 L3.0
3232P15 32 | 32 [ 170 ] 32 | 32 | 40
@ /%77 stock item O be preparing for stock — H 4T %% the others can be made to order




B2-3 4NEIZEJ]JIE External turning tools

MTENN
Kr=60° .
B ) e I - ;
]
0 —rqo
60 A <58
e
L
B ERTIR 1& R %1 Application Fg 4 Parts
= Recommended inserts G v i Rl e
e T Stock Item v ZEHIAN T Tuming Shim Pin Clamp Soew | Wrench
18 % v F- Y a0 3 —
ﬁ ;_3 R L h b L e H F =1 <& ‘ 35 ‘o
<_E" 2020K16 o 20 | 20 [ 125 ] 35 | 2 10
é' 2525M16 o 25 | 25 | 150 | 35 | 25 | 125
TNOOM60400 MT1603 | CTM513 | HL1814 ML0625 | L2.0.L3.0
3232P16 O 32 | 32 [ 170 | 3B | 32 16
MTENN
4040516 40 | 40 | 250 | 35 | 40 | 20
2525M22 25 | 25 | 150 | 38 | 25 | 125
TNOIOJ2204000 MT2204 | CTM617 HL1917 MLO0830 | L2.5L4.0
3232P22 32 | 32 | 170 | 38 | 32 16
MVQNR/L
Kr=117° 30 '
, - ﬁ _
3 () )
) 117° 130’
e L
EE7F ERTIR 1& 3 £ Application Fot4 Parts
B = Recommended inserts " = =
T N Stock Item  omaae  [EHINT. BENT. (T TunngFacngPoiing 12 $HET | RABZL | RF
ype e o Shim Pin Clamp Screw Wrench
= 2 b= \\\ﬁ —
R | L hpbLfe|H|F|l o | &5 | & | @ (
2020K16 ® O 20 | 20 | 125] 40 | 25 | 32
MVQNRIL 2525M16 ® O VNOIO1604000 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 OFETE be preparing for stock — EL AT %% the others can be made to order



B2-3 4N&ZEJJJJE External turning tools

SRACRIL .
Kr=45° \
= T =
N N |
45°
©
= o
©
.. ]
L
EEfF ERATR 1& A 1 Application FLf Parts
B oo Recommended inserts B =
= " ) ]
i Stock ltem ﬁ ZEBII T Turning o o ®O
N " g
T 5 s Lol ilelnlcr ok A ;ﬁé
1616H08 ® | O 16 16 | 100 | 16 16 | 165 g'
2020K08 ® O RCOIJ0803 2 | 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
RCOI10030 M3.5X9 T-15
2525M10 O 25 | 25 | 150 | 203 | 25 | 254
STGCRI/L
Kr=90°
0°f
j==y \ =
©
90°
. e
©
90°
S L
B ERTIR i& A %1 Application Eif4 Parts
Recommended inserts
B 5 w . 25T wF
Type Stock tem v ZFHIML Tuming Screw Wrench
y PP
R | L h b | L]e | H|F| i A%
1616H11 ® | O TcaOndO 16 | 16 | 100 | 14 | 16 | 20 M2.5X 8 T8
STGCRIL 2020K16 ® | O 20 | 20 | 125] 20 | 20 | 25
TcOmeT3d M3.5X9 T-15
2525M16 ® | O 25 | 25 | 150 | 20 | 25 | 32
@ %7 stock item OFETE be preparing for stock — EL AT %% the others can be made to order




B2-3 4YN&ZEJIJJIE External turning tools

SCFCRIL 0
Kr=90° O 4= 90° = \ Y \ <=
o
w| 90° ©
©
\ e
L
E EETF ERTIR 1& R %1+ Application B {4 Parts
B Recommended inserts
ey Tie Stock hem D MM Tuming i) JBE
=
i® @ \ 7
%8 R | L h|b|L|e|H|F i P
Al =
<_E" SCFCRIL 1212E06 [ } ccmos0201 12 | 12| 70 | 16 | 12 | 16 M2.5X 8 T-8
é.
SCMCN
Kr=50° 0°f
== \ \ \ <=
© {
50 \ege = S -
=
€ I
ER EATR 1& F 4% 14 Application i {4 Parts
A 2 Recommended inserts
Type Stock ftem u ZEHIf0 T Turing é%g Wyr%n%ch
\ 7
R | L bl b | L|e|H|F o A
1010E06 [ ) ccIoe021] 10 | 10 | 70 | 13 | 10 5 M2.5X 8 T-8
1212F09 [ J 12 | 12| 8 | 15 | 12 6
1616H09 16 | 16 | 100 | 15 | 16 8
ccmoesTsa M3.5X9 T-15
SCMCN 2020K09 20 [ 20 [ 125] 15 | 20 | 10
2525M09 25 | 25 [ 150 | 15 | 25 | 125
2020K12 20 | 20 [125] 20 | 20 | 10
ccOm2040 M5X12 T-20
2525M12 25 | 25 [ 150 | 20 | 25 | 125
@ /%77 stock item O be preparing for stock — H 4T %% the others can be made to order



B2-3 4YN&ZEJIJJIE External turning tools

SVULIR/L
Kr=93° o/
| =\ -
93°
e
= ©
e
L
Bz EATIR 1% F 14 Application FL 4 Parts
T Recommended inserts " ‘ 75 wE
i Stock ltem ﬂ ZEHI 0T Turning o Vorch %0
e W V' 18 3
R | L h |l b | L |e]|H|F @‘- o Ee
HIl =
2020K16 O 20 | 20 | 125 | 16 | 20 | 30 b=
SVUBRL VBOO16040101 M3.5%9 T-15 3
2525M16 O 25 | 25 | 150 | 16 | 25 | 35 g
2020K16 O 20 | 20 | 125 | 16 | 20 | 30
SVUCRIL veOmeo4d0 M3.5X9 T-15
2525M16 O 25 | 25 | 150 | 16 | 25 | 35
SCKCRIL
Kr=75°
0°f
= =
o =75 °
©
3 75°/ a
©
€ L
Bl ERTIR 1& Fl & 1t Application 45 Parts
o2 Recommended inserts
Type Stock ltem u ZEHIH0 T Turning Si?rgv W*}rieih
a P
R|L hlb | L|e|H|F o A
2020K09 ® | O 20 | 20 | 125 ] 23 | 20 | 25
ccOdoeTsr M3.5X9 T-15
2525M09 ® O 25 | 25 [ 150 | 23 | 25 | 32
SCKCRIL
2020K12 20 | 20 | 125] 28 | 20 | 25
ccod2040 M5X12 T-20
2525M12 25 | 25 | 150 | 28 | 25 | 32

@77 stock item O#EEETE be preparing for stock

H&1T% the others can be made to order




B2-4 PIFLZEHITIEARMN Interal turning tools code key

R NHEE NHKE EEAR NRER
Toolholders type Diameter Length oftoolholder | |Clamping system Inserts shape
RS i)
Code Type
WA é EE} ‘
A | +RRATL ‘ 80°
Steel Pole With - L | |[P-HIHEEKX B c D
P — Hole clamping
Inner cooler hole
Ks HE ks KE
C ﬁﬁjﬁéﬁﬂ_ Code Diameter Code Len;th
Cemented carbide| 08 08
toolholder H 100 M- 52 Rt
= 0O @ﬁ%ﬁﬁ‘fﬁ 10 10 K 125 Top and h?le élaﬁ;ng R S
=] RAEFL
% % E C:men:ed carbide 16 16 M 150
kg toolholder with Inner N 160
=] 3 cooler hole 20 20 ‘ E
c Q 180
] s-sTEER | | O
3 s At 25 25 R 200 S — Screw * T \"
Steel Pole [ 250
32 %2 T 300
FERBHIR 40 40
X o U 350 80°
For special inserts 50 50 v 400 C - ElREER w
C — Top
NEABRE X WA
Tool holder style and approach angle
A B (o3 D E F G H
90° 90°
J K L M N o P Q
75 95° 117°30" 107°30"
93° ;D ;a 62°30'
95°
R S T U Vv W X
93° 60° 120°
;si] 450& 6;@ h




PG | o
Insertsjgljeilgnce angle Cutting Jdire“ction il i85 7 S TR
— MR IREE
f R~F+1.0mm

B D Increase offset
f size+t1. 0Omm
X REE
E f R~f+2.0mm

Increase offset

/
o 5 5
(@)

L-EF f size+2. Omm E
L - Left hand
- P R TI 4 %0
Round shank %%
4e
~ w20 E -
| W LRk & ES
_ Wedge clamping @
\/Oo N
He sy
R- Sk
R- If?:_t hand X Back boring
Jo P g

\
R 07

VIEIERS
Length of cutting edge
Cc D R S T \"/ w
oo ohe
nserts shape
@ Q 1
Ingc\]:r%elég((:lrgngznm) 1B 7] E(mm) Length of cutting edge (mm)

556 — — 09 —

6.35 06 07 11

9.525 09 1 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




B2-5 MFLZEHITIE Internal tumning tools

MCLNR/L
1 1
4.,H ................................................. .’ -
1 ]
2 -
I A J@ _________________________ ]
= ©
L
E ERTIR 1& P & Application Fi #4 SpareParts
B =2 B Recommended inserts - ) & s ER maed RE
T Through-hole machin . S
%;9.? Type p . . e Shim Pin | Clamp | Screw | Wrench
52 2 RTEDN . = P P | -
ﬁ;’j Stock ftem ﬁnl%\ujm]%gn%diameter od F L h g J 6 "' y 3/
= S20Q [ ) o 25 20 | 13 | 180 | 19 | 15 HL1810 | ML0620
3 — X CTM613
3 S25R LK 2 | % | 17|20 M| 10
S328 [ ) o 40 32 | 225|250 | 30 | 17
S40T [} O CNOO1204000 50 40 | 27 [ 300 | 38 | 15 12.5L3.0
———  -MCLNRIL12 HL1814 | ML0625
S45U O 55 45 1295|350 | 43 | 15 MC1204 | CTM617
S50U 60 50 | 31350 | 48 | 12
S60V 70 60 | 36 | 400 | 58 | 10
S50U -MCLNR/L19 CNO[O1906000 60 50 | 31350 | 48 | 12 MC1904 |CTM1022| HL2217 | MLO803 | L4.0

@ %177 stock item OM#EEETF be preparing for stock LA IT 4% the others can be made to order




B2-5 MFLZEHITIE Internal tuming tools

MDUNR/L
¥ ee————— .
ERTIA i& P 821 Application fi2 4 SpareParts
B = EfG Recommended inserts 08 | &7 | B BE 5F
= 1 _ i I o RERZZ
Tyoe ’ &L 0T Through-hole maching Shin B | Clamp | Soew | Wrench %0
&\ ITEEDIN c = ~ g B>
Stock ltem h%mumpmcessingdiametev od F L h « =/ ‘{:C‘ ‘ M 3‘-'/ ﬁ 5
S25R [ ) o 32 25 | 17 | 200 | 24 | 12 X CTM613 g'
S328 [ ) o 40 32 [225] 250 | 30 | 17 g
—  -MDUNRL15 @
S40T O 50 40 | 27 | 300 | 38 | 15 MD1504 | CTM617
S50U 60 50 | 32 | 350 | 48 | 12
DNOI150400 HL2114 | ML0625 | L2.5,L3.0
*H25R 32 25 | 17 | 200 | 24 | 12 X CTM613
*H328 40 32 [225] 250 | 30 | 17
-MDUNRIL15B
*HA0T 50 40 | 26 | 300 | 38 | 15 MD1504 | CTM617
*H50U 60 50 | 33 | 350 | 48 | 12
MSKNR/L
ERTIR & FI & Application fig#4 SpareParts
ER Recommended inserts — -
8 5 : B ; TR | ST | EAR [RSKRZ T
Type n LN T Through-hole maching Shim Bin | Clamp | Sorew | Wiench
Stock tem BMLEEN og | F | L | b | DL\ |
$20Q [ J O 25 20 | 13 | 180 | 19 | 15 HL1810 | ML0620
— X CTM613
S25R [ } O 32 25 | 17 | 200 | 24 | 12
§328 [ } O 40 32 | 22 | 250 | 30 | 17
—  -MSKNRIL12 SNOO12040003 12.5L3.0
S40T O 50 40 | 27 | 300 | 38 | 15 HL1814 | ML0625
— MC1204 | CTM617
S45U 55 45 | 30 | 350 | 43 | 15
S50U 63 50 | 34 | 350 | 48 | 12
@7 stock item OEFETE be preparing for stock — ELAIT %% the others can be made to order




B2-5 MFLZEHIJIE Internal tuming tools

MVUNR/L
| 1
- _._,.” ____________________________________________ ] -
1 1 §
R
&3 1
L
E ERTIR 1& I &1 Application fi 44 SpareParts
o Recommended inserts -
B g i S 7% | B9 | Eh R4 RT
B9 Type ’ FLInL Through-holemaching Shim | Pin | Clamp | Screw | Wrench
23 & MILEEDIN . 2 g | »| —
ﬁ ;i Stockllem lﬁmumpwss\ngzdiamem ®d| F L h | a J {’C ‘ M \'-.
<_E" S25R o @) 36 25 | 20 | 200 | 24 | 12 X CTM510
g' §328 o O 42 32 | 22 | 250 | 30 | 17
@ ——  -MVUNRIL16
S40T O 50 40 | 27 | 300 | 38 | 15 MV1603 | CTM513
S50U 63 50 | 32 | 350 | 48 | 12
VNOO160400 HL2414 | ML0620 |L2.5,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 1]
——— % ------------------------- f
L
ERTIR 1& F3 & 14 Application fi2#4 SpareParts
0 Ef Recommended inserts 7% T | B R E
5 . - . H i KR 22
Type A iBFLAN T Through-hole maching Sin Pin | Camp | Soew | Wiench
BT ERDIN . =) L || —
Stock tem BATEEMN o | F | L | b | - | & | |« (
S16N o @) 22 16 [ 11 | 160 | 15 | 18 ML0518
S20Q -MWLNR/LO6 () O WNOI[J060410C] 25 20 | 13 | 180 | 19 | 15 CTM510 | HL1511 L0520 L2.0,L25
S25R o O 32 25 | 17 | 200 | 24 | 12 X
S20Q o o 25 2 | 13 | 180 | 19 | 15 CTHB3 HL1810 | ML0620 | L2.5
S25R o (] 32 25 | 17 | 200 | 24 | 12
S328 -MWLNR/LO8 o o WNOOJ0s0400 41 32 | 22 | 250 30 | 17
HL1814 | ML0625 |L25,L3.0
S40T o O 50 40 | 27 | 300 | 38 | 15 MWO0804 | CTM617
S50U O 60 50 | 31 | 350 | 48 | 12
@7 stockitem  OJMEEETE be preparing forstock — H&IT %% the others can be made to order



B2-5 MFLZEHIJIE Internal turning tools

MTFNR/L
1 |
_ ﬁl— ________________________________________________ E|
1 1
§ E=t 90 h
| [
"
[ 1 1l
L
ERTIR 1 A 44 Application fid4: SpareParts
moe B Recommended inserts ) . & | w5 | Bn od 5E
Type 1871 T Through-hole maching Shim Pin | Clamp | Screw | Wrench 0
s ; o o 13
Stock tem BMIZEEN og | F | L | h | o DL | — %8
— - HlE
$20Q [ ] @) 25 2 | 13 | 180 ] 19 | 15 HL1810 | ML0620 Py
— 1 X CTM510 3
S25R [ ) O 32 25 | 17 | 200 | 24 | 12 g
§328 -MTFNR/L16 [ ] O TNOO1604010 4 32 | 225] 250 | 30 | 17 2.0,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
—  -MTFNRIL22 TNOO2204000 MT2204 | CTM617 | HL1917 | M;0830 |L2.0,L4.0
S50U 60 50 | 31| 350 | 48 | 12
STUPL/R
aplis==————————— =
Dmin Do
\ 93 ] @ |
@ S S F—= }
L
E# ERTIR iE FA 444 Application Fi2 {4 SpareParts
B o2 Recommended inserts . - - m
T Stock Item {fifs. @FLANT Profiing Through hole machining S%e_w Vflé?rmh
\ s
R L %’J"Jﬂlﬁ@mw od| F | L h | a° @ /‘/
S10K o O 13 10 71125 9 | 12
S12M o O 16 12 8 | 150 | 11 | 10
—  -STUPRLM03 ————— TCOOM03O M3 X8 T-8
S16N o O 20 16 [ 10 [ 160 | 15 | 8
$20Q (] O 24 20 | 1318019 | 6
§20Q (] O 24 20 | 13 | 180 | 19 | 4
S25R O O 32 25 | 17 | 20| 24 | 2
S328 -STUPRIL16 TcOme04d0 39 212 (25032 |0 M3.5X9 T15
S40T 50 40 | 27 | 300 38 | 0
S50U 60 50 | 31| 350 | 48 | 0
@77 stock item O 7z be preparing for stock — H AT %% the others can be made to order




B2-5 MFLZEHITIE Internal tuming tools

SCLCL/R
0° )| )
\ II. .............................................. } -
dg7 . = 95° »,L‘«
D | —— }
Dmin L
E E#E ERTIR 1& P & Application fig#4 SpareParts
B o2 Recommended inserts m
0 Tie Stock Item =< ZEH1 T Tuming g}?@v W#)r%n%ch
1B 3 SITER Q‘}ﬁ “
ITERZDMN o p g
ﬁ ;‘E R L “ mmlur? pronessil%E dametr ®d F L h ® @r / ~
= SO7K [ ) o 9 7 5 [125] 7 15
3 ———  -SCLCRILO6 |——T—
g' S08K [ ) o 10 8 [ 55| 125 7 13
S08K [ ) o 12 8 5 [125] 15 | 13
— -SCLCRIL06-A16
S09K [ ) o ccOdos020d 12 9 5 [125] 15 | 13 M2.5X 6 T8
S10K -SCLCRIL06 [ ) o 13 10 7 [125] 9 |12
S10K | -SCLCRIL06-A16 | @ o 13 10| 6 [125] 15 | 12
S12M -SCLCR/L06 [ } o 16 12 | 55 1150 | 11 | 10
S12M -SCLCRIL09 o o 16 219 [ 150 | 11 | 12
S14M | -SCLCRIL09-A16 | @ o 17 14| 9 | 180 | 19 | 12
S16N [ J o 20 16 | 11160 | 15 | 10
ccooemd M3.5X9 T-15
$20Q [ J o 25 20 | 13 | 180 | 19 | 8
—  -SCLCR/L09
S25R [ J o 3 25 | 17 | 200 | 24 6
8328 [ ) o 39 2 | 2 | 25030 | 4
S20Q [ J o 25 20 | 13 | 180 | 19 8
S25R [ ) ([ 32 25 | 17 | 200 | 24 8
—  -SCLCRIL12 ccOod120400 M5X 12 T-20
§328 [ J 39 32 | 22 | 250 | 30 6
S40T O 50 40 | 27 | 300 | 38 4

@ %77 stock item O#EEETE be preparing for stock

HA1T% the others can be made to order



B2-5 MFLZEHIJIE Internal tuming tools

SDQCL/R
e I
. l~= 107°30’
BN T
v TN -
Dimin
E#F ERTIR 1& FA £ 1 Application #i7+ SpareParts E
| = Recommended inserts = g ;
g’:r = Stock Item Ztl—ﬁum!rl\ Jﬁﬁhul\ 17']%/7][]1 E%ﬁ ﬁ$
ype ﬂ urning, Facing,Profiling Screw Wrench T cG.?
= ; o7 G
IITERDUN . . . =
R L lﬁmlumpmoess@iame\er ®d 3 L h ® @ / bt ﬁ g
S10K o o 19 0 7 [ 125 9 | 10 =
— T M2.5%X 6 3
S12M -SDQCRILO7 o o DCIOI0702000 23 219 [ 150 11| 8 T-8 3
S16N o o 21 16 | 11 [ 160 | 15 | 6 M2.5% 8
$20Q [ ] o 25 20 | 13| 180 | 19 | 6
S25R -SDQCR/L1 o o pcOoOnTdO 2 25 | 17 | 200 24 | 4 M3.5X9 T-15
8328 [ ) O 40 2 | 2 |250| 30 | 4
*H10K 13 07 [125] 9 | 10
*H12M | -SDQCRILO7B DCOO0702000 16 209 [ 150 11| 8 M2.5X 8 T8
*H16N 20 16 | 105 | 160 | 15 | 6
*H20Q 25 20 | 13180 | 19| 6
*H25R | -SDQCRIL11B peoaMT3dO 32 25 | 16 | 200 | 24 | 4 M3.5%9 T-15
*H328 39 2120|250 | 30 | 4
@75 stock item OMEEETE be preparing for stock ~ E A TT 4% the others can be made to order




B2-5 MFLZEHIJIE Internal tumning tools
SDUCLR

| QI
! 93 .
E E# BRI 18 54 Application F2f4 SpareParts
B o2 Sockfom Recommended inserts R B, BN s i
= 9.? Type ﬂ Facing, Through hole,Brad hole machining Screw Wrench
23 B MATEZ0UN 0 A 74
=3 ] o A
<_E“ S10K [ [ ] 15 108 [125] 9 | 10
é' S12M -SDUCRILO7 o o Deddoere2010 17 209 [150] 11| 8 M2.5X6 T8
S16N (] [ 22 16 | 11160 15 | 6
S20Q [ ] [ 25 2 | 13| 180 19| 6
S25R [ [ 32 25 | 17 | 200 | 24 | 4
8328 -SDUCRIL11 ® | O pcOONnTdO 39 32122 | 25030 | 4 M3.5X9 T-15
S40T 50 40 | 27 | 300 | 38 | 2
S50U 60 50 | 31| 350 | 48 | 0
*H10K 15 0] 8 [125 9 | 10
*H12M | -SDUCRILO7B peOoro20 17 209 [150] 11| 8 M2.5X6 T-8
*H16N 22 16 | 11 ] 160 | 15 | 6
*H20Q 25 20 | 13| 180 | 19 | 6
*H25R 32 25 | 16 | 200 | 24 | 4
*H32S |  -SDUCRIL11B peNnTsO 39 32 120|250 | 30 | 4 M3.5X9 T-15
“H40T 50 40 | 24 | 300 38 | 2
*H50U 60 5 | 29 | 350 | 48 | 0
% C10H 13 10 [ 7 [100] 95| 8
*C12K|  -SDUCRILO7 peddore200 16 209 [125] 11| 8 M2.5X6 T8
*C16M 20 16 [ 11 [150] 15 | 6
*C20Q 25 20 | 13| 18019 | 6
———  -SDUCRIL11 peNnTsd M3.5X9 T-15
*C25R 32 25 | 17 | 200 | 24 | 6

@ %7 stock item OFETE be preparing for stock — EL AT %% the others can be made to order



B2-5 MFLZEHITIE Internal tumning tools

SDZCL/R
Wi
[ )
Dmin 5°
o S
I} T T T X/ -1
' " @I B
01" o ®d
E# ERTIR 1E R £ 14 Application fi24 SpareParts
B = Recommended inserts T E
Tyoe Stock Item ﬂ i, BFLIT Profiling ,Through hole machining Sorew Wrench HO
R | | | Sl leigraem| og| F | L | o | b |6 ol AL B3
Ninmum processing damete w ydhd ﬁ o
S10K o o 15 10 | 85 | 125 | 30 9 | 12 g
S12M -SDZCRILO7 [ ] [ ) pc1do0702000 18 12 | 10 | 150 | 30 11110 M2.5X8 T8 §
S16N o o 24 16 | 13 | 160 | 30 | 15| 8
$20Q o o 28 2 | 15 | 180 | 40 | 19| 8
S25R -SDZCRIL1 o [ ) peOOMmOO 34 25 | 18 | 20| 45 | 24 | 6 M3.5X9 T-15
S328 [ ] O 38 32 | 22 [ 250 | 5 | 30 | 4
*H10K 15 10 | 85 | 125 | 30 9 | 12
*H12M | -SDZCRI/L07B pcdoero200d 18 12 [ 95 | 150 | 30 11110 M2.5X 8 T8
*H16N 24 16 | 115160 | 30 | 15 | 8
*H20Q 28 20 | 145|180 | 40 | 19 | 8
-SDZCRIL11B peOOMTdO M3.5X9 T-15
*H25R 34 25 | 17 | 200 | 45 | 24 | 6
SSKCL/R
o ST=N o h
75¢
L
TN ————————— -
L
E#E ERTR 1& A %4 Application fi 4 SpareParts
Recommended inserts
B s : » 4
Type Stock Item u iBFLAT Through hole machining Sm'zew \;ﬁih
I TERDIN . ,@L‘
R L l?;mum pronessingldiameter od F L h ® / v
S12m o O 16 12 | 85 [ 150 | 11 | 12
S16N o O 20 16 | 11 [ 160 | 15 | 10
—  -SSKCRIL09 scO0oeT30
520Q o O 24 20| 13 {180 1| 19 | 8
— M3.5X9 T-15
S25R OO 31 25| 17 | 200| 24 | 6
S12M 16 12 | 85 | 150 | 1 8
—  -SSKPRIL09 SPII0903 0
S16N 20 16 | 11| 160 | 15 6
@7 stock item OMEFETE be preparing for stock — ELATT %% the others can be made to order




B2-5 MFLZEHIJIE Internal tumning tools

SSSCRIL
AN
o
E Ef BERIRK 1& P £ 14 Application fid {4 SpareParts

o2 Recommended inserts BIAML AR B BE
%ﬁ%} Type Bt i . Tf)rough hole machining, Chamfering Scre\f\/ Wrenclj/
23 ik o Rl K A RS o o

g S12M o 0 6 | 12]85[150] 1| 12

El T SI6N | e | @ | 2 |16 15|60 15| 10

s00| SsscRLy | @ | O % | 20 135|180 | 19 | 8

TSR | oo 1| 25|17 |20 ] 6

53 | o] o B | 2| 2|20 3] 4
scO0ogT30I0] M35X9 15

Hi2M 6 | 12]85[150] 1| 12

HIGN 2 |16 |[n5] 60| 15| 10

“H20Q | -SSSCRILOSB % |20 |[135]180] 19| 8

H25R | 25|16/ %]

*H328 B |32 |195] 20| 30 | 4

St 6 | 12] 9 [150] 1] 8

SN | 20 |16 ] 11|10 15] 6
S20Q | -SSSPRILO9 SPOICI09T3CIC] % |0 1] 19] 4 M35X9 15

TSR | 2 |5 | 17|00 %] 4

535 | 0w || 2][s[n]o

@ %77 stock item OMEEETF be preparing for stock ~— ELAIT 4% the others can be made to order



B2-5 MFLZEHIJIE Internal tumning tools

SVUOL/R
dg7 = =-
iy
,. . ,
Dmin
Ef BERIRK 1& P £ 14 Application fid {4 SpareParts
B 2 Recommended inserts , N 2 TES
T Stock Item ML Profiling Sorem Wrench %0
e P © g v e e v e gh L g
% =3
S16N o o 22 16 | 115 (160 | 15 | 10 Py
—  SVUBRL1 |———— VBOO03O0O M2.5X8 T8 3
S20Q o o 21 20 | 14 | 180 19 | 8 g
S20Q o o 31 20 | 19 [ 180 | 19 | 8
S25R o O 35 25 | 20 | 200 | 24 | 6
S328 -SVUBRIL16 O O VBOICIM604101 42 32 | 225|250 | 30 | 8 M3.5X9 T-15
S40T 51 40 | 27 | 300 | 38 | 6
S50U 60 50 | 32 | 350 | 48 | 4
*H16N 22 16 | 11.5] 160 | 15 | 10
-SVUBR/L11B VBOIO110310 M2.5X8 T8
*H20Q 21 20 | 14 | 180 | 19 | 8
Ef BRI 1& F 514 Application fid{t SpareParts
] = Recommended inserts :
B s Stock llem EALmL Bl . g4 ¥
Type l Throught hole machining, Chamfering Screw Wrench
R L . IMIIEEN oq | F [ L | h | o° & # 4
Ninmum processing diameter g
S16N [ ] o 22 16 | 115160 | 15 | 10
-SVUCR/L11 Ve M25X8 T8
S20Q o o 21 20 | 14 | 180 19 | 8
S20Q o o 31 20 | 14 | 180 19 | 8
S25R o o 35 25 | 17 | 200 | 24 | 6
S328 -SVUCRIL16 [ ) o VeOre0410 42 32 | 225|250 | 30 | 8
S40T O 51 40 | 27 | 300 | 38 | 6
S50U 60 50 | 32 | 350 | 48 | 4
M3.5X9 T-15
*H20Q 31 20 | 19 [ 180 19 | 8
*H25R 35 25 | 20 | 200 | 24 | 6
*H32S | -SVUCR/L16B vermeo4d0 42 32 [ 225(250 | 30 | 8
*HA0T 51 40 | 27 | 300 38 | 6
*H50U 60 50 | 32 | 350 | 48 | 4
@ %77 stock item Oz be preparing for stock — H & IT %% the others can be made to order




B2-5 MfLZEHIJIE Internal tuming tools

STFCL/R

E Ef ERTIR 1& P £ 14 Application fid {4 SpareParts
B o= . Recommended inserts . BE. B AT - W T
J%Z 93'? Type v : F:cmg, Through hole,Brad hole machining Screv\v Wrer‘mfj,
= 2 R | L EIEEN og [ F | L [ 1| o oh P
g S08K o | o 1 8 |6 |125] 7|15
El Sk | STRCRLS | @ | @ | TeOmoseed 3 [0 7[5 9]mn
S12M o | 0 6 | 12|85 150 1| 10
S10K o 0 B 0|7 [15] 9]0 M25X6 18
St | o | 0 6 |12 |85[150] 1| 10
=1 STRCRLH TCO0M0200
S1eN o | 0 0 |16 ] 11 |160] 15| 8
5200 | o | o % |20 |13 ]180] 19 6
5200 o 0 % | 20|13 [180] 19 8
SR | o | o w5 |17 [0 4] 6
SuS| STCRLG | @ | @ | TeOmieTOn 9 | 32| 2|20 3] 4 M35X9 T5
40T | o | o 50 |40 | 27 [300] 38| 2
" S50U | O 60 | 50 | 31|30 48] 0

@FE7F stockitem  OMEFEETE be preparing for stock

HAIT £ the others can be made to order
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Parting and grooving tools
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C1 I T] F#4 B Parting and grooving blade materials

B #¥in L Process on steel
s 15073 REHE oiikiz=
Grade ISO classification Surface color Applications Recommended
P20(P15.P30 BEASEMNSBERMECDES ., BRAM MES,

—_— (P15-P30) & Yellow & F RAGEMEE LA LA TRESYIE VR BRHTE) . R RATRE I FIE B T4
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.
CVDRBERALHES, SEREASEN LERMERS. £ESH TR TMINMENE.
N&REN, BTegRERENEETIA.

BPS373 P30(P25-P40) = Yelow 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.
PDSBRMRENERAE. FATFIMRIERE, #FITSMTEROENLI. &

BPG2B ZHBMIIOBEMSREREN, ARHEFEROTIRTIHE. RSOOSR,

M25(M10-M30) EMX  Cyan-blue gray dark EATFREEEIE] .
[ ] 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.
Ahigh thermal shock resistance. Suitable for light interrupted cuts.
PVDIABEREE. ATLUREPEYIHIEREHITRRATFERNMIET FREEE
BPGIB | M35(M25-M40 BR  Cyan-blue gray dark MIFFEMT. RSN, EEESREEETIH.
5(M25-M40) ] 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 B4 T, Process on stainless steel

h#S N ES RERE itz
Grade ISO classification Surface color Applications Recommended
BEERSHABENRIFIMBHETREN ERTSEVEIZHET, EERATHER.
B Cyan-blue gray dark AT BRI L.
BPG05B M10(M05-M15) | = ! e 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
PVDSRENBNEREE. ERATFIMRTIBIERE, HITEMAEMMENL. &
ZHEMNTOBENSRERER, FHEHTENTINTIE . RSP HELE.
K Cyan-blue gray dark iE A TR RE W IE] .
BPG20B M25(W10-M30) ] 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.
PVDiABEREE. BTLUREPEFYIHIREHITRRATENMIET FRE LS
.

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.




C1 YIErI¥E T] F#4 8 Parting and grooving blade materials
B5EK T Process on cast iron

&< 150433 RERE R
Grade ISO classification Surface color Applications Recommended
BESSEMSEREMECVDES. BRAM S,
K25 (K10-K30 & Yelow ET AR LRI TEAE I TR ESYTEI AR BB YTH . G5 SRbTRLES B An B HE] .
BPS253 (K10- 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 )@ I L Process on Non-ferrous metals

f#S 15072 RERE Ioiikize

Grade ISO classification Surface color Applications Recommended

BUBH0 N10 (NOS-A15) FARBRAEHS, ARIFOTHTIEMNE. EERTHRTEIRGLTAL
Uncoated carbde grade, with good sharpness , best used for aluminum cutting process and aluminum interruped cutting process.
MENS, ERRERST, ERTNIARASEREMAGEN, REBFHMT.

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

BPGO5B N05 (N05-N10) %zﬁ Cyan-blue gray dark PVD;%E&%E%@H@%, Fﬁ?iﬁﬂﬁﬁ!?ﬁﬁﬁ%%ﬂ%ﬁﬂ’fﬁﬂ%ﬂ, ﬂuIﬁﬁE%HRC:ﬁiﬁ,ﬂ; l«)(_t,

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

fit #4444 T. Heat Resistant alloys

h#S 150733 REHE ISk 23
Grade IS0 classification Surface color Applications Recommended
PEHREERASMS, BTRIATROFKMKEHRNPEAEMIHRHA.
5 APEFSYREET, AETTHNIESES.
BPG118 $05-515 ES w elow | cvD coated carbide grade for gray cast iron and ductil 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.
PWDRERRAEMS, EARFNNREEMREEER -
BTARELIR, MKTET), YEEE. REBMUS. KEM ERIFF,;
TEMPWBRAGH]; FEELEETIR, BTHMEMMIRAME; WAKREENPFREGH;
%% Pupleyelow | RREMRRHEALTIPEGEHE]
BPG218 S15(515-530) 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.

)

WS HY

Buinooin Buipued




C2 1tJj#&7J] Parting and grooving tools

¥ B3 Grade recommended

2 SR (G U03EEE | PVDREIES | dBEMES

e . : 1=
TR B AR KThe basi shape of nsets 25 Tye (VD coating race | PVD coating grade | Uncoated grade

(o=

el

=

w
BPS253
BPS371
BPG20B
BPG30B
BU820

200-LH 02 | 16 | 15 | 35
P X7, 8 300-LH 02 | 20 | 235 | 48

A 500-LH 03 | 2586 | 412 | 58
600-LH 04 26 5 58

* % % > > |BPG05B
% > % % > [BUSI0

2
3
r" MGGN 400-LH 4 03 Al 33 48
[a)
5
6
2

| 201 02 | 1B | 12 ] a5 | * *

C 7 f ; 250 25 | 02 | 184 | 16 | 35 |k *
. = \? ? MGMN | 3001 3002 | o | 2% | 48 | % *
A == 4001 4|03 | n |33 48| x *
El ’% i 504 5 | 03| % | 41| 58 | % *
o) 2004 2 o2 | ® | 12 ] 35 [ % *
8 iR -\ 2504 25 | 02 | 184 | 2 | 385 | % *
a i ? MGMN | 300H 3 | 02 | 2 | 2% | 48 | % X
:f‘ 400+ 4| os | o | 33| 48 | % x

5004 5 0 03 | % | 41| 58 | % *

204D 2 o2 6| 6 |35 |% *

25040 25 | 02 | 182 | 6 | 385 | % *

% MGON | 300D 304 | o6 | 48 | % *

N -~ 40046 ¢ Lo | o |6 | a8 | x *

=BG 50060 5 004 | % | 6 | 58 | % *

® E 200300 2 o2 | ® | o | a5 | % *
A P 20300 | 25 | 02 | 182 | 3 | 385 | % *
? MGGN | 300300 3l oa | o | 2 | 48 |k *

400300 I VR TR I T I *

50030 5|04 | % | 0 | 58 |k *

* EEFE S Recommended grade Y T %% S Optional grade




C2 1tJj#&7J] Parting and grooving tools

1 R ¥ Material recommended
T1E 5M¥ Insert shape IS Type FARIRST Dinensin () CVD%,%E}%E% PVDf%Eﬁ% FARRS
CVD coating grade PVD coating grade Uncoating grade
S| RILjo s|g82lg 288 8|8
@ g GRILIP300-M 3 1030 19| 21|54 Y| K
| / GRILIP400-M 4 |040(1893) 285|585 | % | * | k| k| k| K
= GRILIP500-M 5 (040 19 | 34 [ 575 * | % * | k| X
S 7
RERRKTIF RS 0. P152
¥ BHER Grade recommended
*} Dimension (mm) :
TIB B AR 4K The basic shape of inserts B2 Type BART C%Iﬁﬁﬁze P%Zﬁﬁjﬁije Ui?:ﬁﬂiie
gl=|2l8|8lala
m E ) TDJ2 2 02 20 1.7 39 | % *
—— = U3 3 Loz | | 24| 4 | x| |%
$ / DU 4 | 03 |76 | 3 | 405 | % x
= : TDJ5 5 0.3 25 4 489 | Y "
TDC2 2 0.2 20 1.7 38 | % *
) A B — TDC3 3002 | 2 | 24| 4 |k *
= LR0.2 | 0C4 4103 | 2 | 3 | e | *
= TDC5 5 0.3 25 4 489 | % *
TDT2 2 0.2 20 1.7 39 | % *
TDT3 3 0.2 20 24 4 * *
TDT4 4 03 | 19.76 3 405 | % *
TDT5 5 03 25 4 489 | % w

* EEFE S Recommended grade Y T %% S Optional grade

)

WS HY

Buinooin Buipued




C2 1tJj#&7J] Parting and grooving tools

1 E3EF Grade recommended
F KR~ Dimension (mm)
. ’ ) ODAEHES | PVDAEHS | EREMS
2 JE=] R I=
TIRBATKThe basic shape ofnsets 25 Type (VD coating race | PVD coating grade | Uncoated grade
s Rt |0 s (8B5|3E|5|8 s
o0 o0 o o o o o o0
200 22 | 93 | 02 * *
fg ' = - 30 3| 13| 02 * *
. ALl 400 41 | 13 | 025 * *
e 500 51| 4| 03 x *
200M 2 102 | 16 | 12| 35 | % *
250M 25 | 02 | 185 | 2 | 38 | *
2 Z 300-M 30 04 | 2 | 235 | 48 | % *
C =) *‘/" cal MGMN : : '
= & — 400M 4 | 04 | o | 33| 48 | % *
o7 L 500 5008 | % | 41| 58 [ % | |%
g% 600-M 6 | 08 | %6 | 5 | 58 % *
o) | 150-G 15 1015 ) 16 | 12 | 35 | % *
S g 9= g ;
2 = {1, =" 200G 2 |02 | 16 | 16| 35 |« *
3 z—x - L = 300G 30 04 | 21 | 235 | 48 | % *
' 4006 4|04 | A | 33| 48 | *
) 200M 2 1] 16 | 15 | 35 | % *
I | ) 300-M 3 15 | 21 | 235 | 48 | % *
T 9o § ——
! 2 MRMN 400M 4 2 | o | 33 | 48 | % *
\&%@ 500-M 5 25 | 2586 | 412 | 58 | % *
o)
600-M 6 3| % | 5 | 58 | % *
200M 2 02 | 16 | 15| 35 | % *
@z: ] 300M 30 04 | 21 | 235 | 48 | % *
& Vi .. i MGGN 400M 4] 04 | ot | 33| 48 | *
o0 |f‘3 500-M 5 | 08 |28 | 412 | 58 | % *
600-M 6 | 08 | % | 5 | 58 |% *
| 150-G 15 [ 015 | 16 | 12 | 35 | % *
E = 200-G 2 02 | 16 | 16 | 35 | % *
2yt = MGGN '
e 3006 30 04 | 2 | 235 | 48 | % *
' 400G 4| 04 | o | 33| 48 | K *

* FHEFE S Recommended grade  Yc AT i%#S Optional grade
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C2 1tJj#&7J] Parting and grooving tools

¥ B3 Grade recommended

ODAERES | PVDREMS | EARMES
(VD coafing race | PVD coating grade | Uncoated grade

EARST Dimension (mm)

T1 & AR AKThe basic shape of inserts S Type

DGRIL2200J8-15D 22 1 002 | 203 | 1.84 15
DGN3102C 31 02 20 24

2=l s8ala
N123E20200004BGF | 2 | 04 | 206 | 163 | 444 | % *
Rm 8 N123E2-0260-0008BGF | 26 | 08 | 207 | 2 | 452 | % *
= N123G203180008GF | 318 | 08 | 207 | 231 | 452 | % *
N12302-0500-0048TF | 5 | 04 | 252 | 43 | 46 | * *
DGN2202J 22 | 02 | 198 | 19 * *
ga 0 i DGR 12202 20 | 02 | 208 | 18| - | % *

S 4 DGRIL2202.-6D 20| 02 | 206 | 18| 6 | % * C
o - DGRIL2200JS-6D 20 | 002 | 203 | 184 | 6 | % * .

* *
* *

WS HY

nv,
D § '
3
BN s
3
\
Buinooin Buipued

* i SRecommended grade v A]i%h# S Optional grade




C2 1tJj#&7J] Parting and grooving tools

¥ B Grade recommended
EART Dimension (mm)

ODREHRS | PDREMS | JERERS

A . . Jp=!
TIRE AR R The besc shape ofnset 25Ty OWDocaing rade | PVD coating grade | Uncoated grade

olC| S ad B W | RC

BPS253
BPS371
BPU206
BPG308
BUS20
BP35

-033-005 9525 | 318 | 44 | 08 | 033 | 0.05
-050-005 9525 | 318 | 44 | 12 | 050 | 0.05
-065-010 9525 | 318 | 44 | 20 | 065 | 010

s

o] 5010 | 952 | 318 | 44 | 20 | 075 | 0do

E 400010 | 952 | 318 | 44 | 20 | 100 | 040

8l TGRaRL

e 420000 |95 | 318 | 44 | 20 | 120 | 0do
©

-125-010 9525 | 318 | 44 | 20 | 126 | 010
-150-010 9525 | 318 | 44 | 20 | 150 | 0.10

o

Q‘PEJ% AT5010 | 955 | 318 | 44 | 20 | 175 | 040
El % 200010 | 95% | 318 | 44 | 20 | 200 | 040
) 0750010 | 9525 | 318 | 44 | 20 | 075 | cod
S 4000010 | 9525 | 318 | 44 | 20 | 100 | cod
3 4200010 | 9525 | 318 | 44 | 20 | 120 | cod

TGF32RIL|  -125-C010 9525 | 318 | 44 | 20 | 125 | COA
-150-C010 9525 | 318 | 44 | 20 | 150 | Co0A
-175-C010 9525 | 318 | 44 | 20 | 175 | CO0A
-200-C010 9525 | 318 | 44 | 20 | 200 | CoA

X % X O % % X [ % X % % % % % % > |BPG2B

X % X O O X X (¢ % X X % % X % % > (BUSI0

¥ BR3#F Grade recommended
51 Dimension (mm)
TR E AT 4R The basic shape of inserts 1S Type AR C%Doofnfg}f;e P\%[;:t% :ﬁ;e Uinigtteﬁdﬁie
aomee s | w o | wlal«|r |8 5|5 EE s
SEls 252 2
0504500 5 |30 | 050 | 44|80 |15 | 0 |005 * *
0704500 § | 30|07 | 44|80 |15 | 0 |00 * *
004500 30 | 100 | 44 | 80 | 15 | 0 | 005 * %
” KGFIRL| 1251500 30 | 125 | 44 | 80 | 15 | 0 | 005 * *
1504500 2 |30 | 150 | 44|80 |15 | 0 |00 * *
AT545:00 30 | 175 | 44 | 80 | 15 | 0 | 005 * *
2004500 30 | 200 | 44 | 80 |15 | 0 | 005 * e
0501508 5 |30 (050 | 44|80 |15 | 8 |005 * e
0704508 30 | 070 | 44 | 80 | 15 | 8 | 005 * e
s & fED o 100-15-08 L T TS VYR PR IS P Y * e
‘ / ” KGFIRL| 1251508 30 | 125 | 44 | 80 | 15 | 8 | 005 * e
(OT T -150-15-08 , | 30|18 44 a0 |5 |8 005 * *
AT545:08 30 | 175 | 44 | 80 | 15 | 8 | 005 * e
2004508 30 | 200 | 44 | 80 | 15 | 8 | 005 * *

* EEFE S Recommended grade Y T %% S Optional grade

N 152




1 Ba#E#E Material recommended
A et s pepe | MM onaRRs | mosmms | saEes
CVD coating grade PVD coating grade Uncoating grade
s R|Lvls|glBl2lg s 28 2|zt
GRILIP300-M 3 1030] 19 | 21| 54 |k
@ E GRILIP400-M 4 10401893 285|585 * | * * | k| k| k| K
— / GRILIP500-M 5 1040| 19 | 34 |575 Y| ok * | Kk | &
= ?
BPS321 BPS411 BPG05B BPG20B BPG30A BUB10
P:4X * * * * ¥
A& M: AN ¥ * * *
KEEER * * *
NEEERE *

* EHERES hRecommended grade and always stock available ¢ B4 siRecommended grade and produce according to order

)

] 0

1 L ﬂ(ﬁg

— ERYIMIER s

] o max f#a

| - (0]
AN - :Q“ 3
&; | 2
p— a

‘Y e

ErAET %

SHEIE 7]k Rt [
EATIE
%7] W Tmax L Dmin~Dmax F TIE
GDIRIL300025-12BG 12 48 25~30
GDIR/L300030-12BG 12 48 30~40
GDIR/L300040-12BG 3 12 48 40~65 103 GRIP300-+- GDXLR
' GDYLR
GDIR/L300065-20BG 20 56 65~115
GDIRIL300115-20BG 20 56 115~400
GDIR/L400025-12BG 12 48 25~31
GDIR/L400031-12BG 12 48 31~44
GDIR/L400044-16BG 16 52 44~58
4 104 GRIP400-+- R
GDIR/L400058-16BG 16 52 58~88 GDYLR
GDIR/L400088-16BG 16 52 88~175
GDIR/L400175-22BG 22 58 175~800
GDIR/L500040-16BG 16 52 40~50
GDIR/L500050-16BG 16 52 50~75
GDIR/L500075-16BG 5 16 52 75~110 105 GRIP500-+- LR
: GDYLR
GDIRIL500110-16BG 16 52 110~200
GDIR/L500200-22BG 2 58 200~800




o

HSEY

Buinooio Buijued

—H- kS
IR YIET)
YR TR (0° )
o A —
jam} = 1
s g
I
= L1
| -
[ (@)}
ErAET]
2= R=t 24T RF
BEAETIK
7] &7 h b H L L1 ht g —
GDXL2020K GDXR2020K 20 2 2 10 32 12
GDXL2525M GDXR2525M 2 2 2 135 32 7
GDXL3225P GDXR3225P 32 2 32 155 32 - | sicosoteo | 125 ggl\'ﬁ
GDXL3232P GDXR3232P 32 32 32 155 32 -
GDXL4040R GDXRA040R 40 40 40 185 32 -
HERAL T (90° ) ' g—‘ﬂ
QW i
==} I <=
: T L ®
_ L
=
© o
BRAKT] §
BS Rt 12T wF
AT
%7 =p) h b H L b1 ht & [ | B
GDYL2020K GDYR2020K 20 2 2 125 12 12
GDYL2525M GDYR2525M 25 2 2 150 7 7
GDYL3225P GDYR3225P 32 2 32 170 - | sicosoteo | LT2s gg/'\LL//RR
GDYL3232P GDYR3232P 32 32 32 170 -
GDYL4040R GDYR4040R 40 40 40 200 -

s G

&1 WMEBTRSTIREGRR, WMATITIRGYL. .. £AAHTITISKGDCR

HEFE: BRI HEEHHERLEN LRI

1T % 7= 43 : GDYL4040R

53

NERTIFFEBITHE




C3 & J171R Grooving tools

ZQ
L
=
E#& ERTIE 1& F & 4 Application Fi {4 Parts
LU Stock 1 Recommended inserts IMTIEIRE, BT 2y F
Type occem j External Grooving, Parting off Screw Wrench
R L e od | H F L h a’ @.‘3 Ve
1616R/L-03 o (] 30 | 16 | 16 | 100 | 16 | 163
2020R/L-03 o [ } BP300 38|20 | 20 | 125 | 20 | 20.3 C
ZQ 2525R/L-03 o [ ) 38| 25 | 25 | 150 | 25 | 253 M3.5X9 T-15 1] ;?
2020R/L-04 o (] 38 | 20 | 20 | 125 | 20 | 204 %})} g"
BP400 rge
2525R/L-04 o o 38 | 25 | 25 | 150 | 25 | 254 = o
3
o
<
=
«
SPH
e =N )
o4 L
* T~
© /
SN ) -]
. E#& ERTIE 1& F3 & ft Application 244 Parts
e Stockliem | Recommended inserts )l wF
Type j Parting off Wrench
R | L : - W) | w L | od |Fmay —
316RIL BP300,300R/L 16 16 100 32 16.3
320RIL BP300,300R/L 20 20 120 40 20.3
420RIL BP400,400R/L 20 20 120 50 204
SPH 520RIL BP500,500R/L 20 20 120 60 20.5 L5.0
325RIL BP300,300R/L 25 25 150 50 25.3
425RIL BP400,400R/L 25 25 150 60 254
525RIL BP500,500R/L 25 25 150 70 255

@ %177 stock item OMEEETR be preparing for stock ~— ELAIT 4% the others can be made to order




—_
., p -
T-max
b\
= =
BTz ERTIR 1& i %1+ Application Fg 4 Parts
B =2 Sock o Recommended inse:.rts NI, .Eﬁ'J m T ™ i
Type = 7 External Grooving, Turning Screw Wrench
R | L ? =) | w L S | Timax) @0 c
1616-1.5 O 16 16 100 | 1625 | 145
2020-1.5 O MGMN150-G 20 20 125 | 2025 | 145 LTX0512 L2.0
2525-1.5 O 25 25 150 | 2525 | 145
1212:2.0 12 12 100 | 1425 | 145
oy 1616-2.0 O O MOMN2OOG 16 16 100 | 1625 | 145 BHAGG6 50
Q - .|
%-%}J; 2020-2.0 O O 20 20 125 | 2025 | 145
“g) & 2525-2.0 OO 25 | 25 | 150 | 2525 | 145
g 1616-2.5 O O 16 16 100 16.3 16.5
§- 2020-2.5 O O MGMN250-G 20 20 125 20.3 16.5 MHA0512 4.0
@ 2505:25 oo 5 | 25 | 150 | 23| 165
1616-3.0 @ o 16 16 100 | 1635 | 185
2020-3.0 o o 20 20 125 204 18
2020-3.0-T10 o 20 20 125 204 10
252530 o o | oMM |5 | 2 [ 0 [ 24| 1
MGEHRIL 2525-3.0-T10 @ 25 25 150 254 10
3232-3.0 (] ( 32 32 170 324 18
3233-3.0-T10 32 32 170 324 10
2020-4.0 (] o 20 20 125 20.4 18
2020-4.0-T10 [ ) 20 20 125 20.5 10
252540 ® | ® | oo 25 | 25 | 150 | 254 | 18 BHAO616 150
2625-40-T10 L I ) MRMN400-M B | 25 | 150 | 254 | 10
3232-4.0 (] ([ 32 32 170 324 18
3232-4.0-T10 32 32 170 324 10
2020-5 O O 20 20 150 205 23
2020-5-T15 20 20 150 205 15
2525-5 O O MGMN500-M 25 25 150 255 23
2505515 MRMNS00-M % | 25 | 150 | 255 | 15
32325 O O 32 32 170 325 23
3232-5-T15 32 32 170 325 15
@ %77 stock item OMEEETZ be preparing for stock — ELAIT 4% the others can be made to order



C3 1I# 71718 Grooving tools

T-max
N
- =
Ef ERTIR 1& P £ 14 Application Bt {4 Parts
] = Recommended inserts = =
E e Stock tem - SAHIE, EHIMT g2 e
Type — External Grooving, Turning Screw Wrench
R | L W) | wo| L S | Tmay) o c
2020 -6 O O 20 20 125 20.6 23
2020 -6-T15 20 20 125 206 15
2% 6 MGHNGOOM % | 25 | 10 | 56| 23
2525 -6-T15 MRMN600-M % | 25 | 150 | 256 | 15
3232 -6 32 32 170 326 23
3232 -6-T15 2 32 170 326 15
2525 -8 25 25 150 26.1 28
2525 -8-T15 25 25 150 26.1 15
MRMN800-M
3232 -8 32 32 170 331 28
MGEHRIL| BHA0616 L5.0
3232 -8-T15 32 32 170 331 16
2525 -6A 25 25 150 256 23
2525-6A-T15 25 25 150 256 15
MRGNG00-A
3232 -6A 32 32 170 32.6 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
MNGNB800-A
3232 -8A 32 32 170 3341 28
3232-8A-T15 32 32 170 3341 16
@77 stock item O#EEETE be preparing for stock — ELAIT 4% the others can be made to order

)
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C3 1I# 71718 Grooving tools

&D Minimum diameter for machining

o DI LA/ NEAR

Ef ERTR 1& A &1 Application fit 4 Parts
= Recommended inserts —
B g Sock o P, FRNT e 55
Type = Internal Grooving, Turning Screw Wrench
R | L ’ oD | ®d| L | Lt [Tmax| H | s g '
2020-15 O 20| 16 [125] 35 | 4 | 15|13 MHBO310 125
252515 O MGMN150-G 25 | 20 [ 150 | 45 | 4 | 18 | 134
MHAO512 L4.0
3925-15 29 | 25 [ 200] 45 | 4 | 23 |162
2016-2.0 O 20|16 [125] 35 | 5 | 15 | 124 MHBO310 125
4 2520-2.0 O MGMN200-G 25 | 20 [ 150 45 | 5 | 18 | 14
Ry MHAO512 L4.0
3%@ 29252.0 @) 29 | 25 [200]| 45| 5 | 23172
=)
“g) 1& 2016-2.5 20|16 | 125] 35| 6 | 15| 125 MHBO310 125
3 2520-2.5 O MGMN250-G 25| 20 | 150 | 45 | 6 | 18 | 154
o MHAO512 L4.0
= 2925-2.5 @) 29| 25| 200] 45| 6 | 23| 182
@ 2520-3.0 o o %5 | 20 [150] 45| 6 | 18 | 156
MGMN300-M
3125:3.0 ) MRVN300 3|25 |200] 45| 6 | 25 | 189
3732:3.0 ) 37| 32| 250| 65| 6 | 30 |215
MGIVRIL 2520-4.0 o o 25| 20 | 150 | 45 | 6 | 18 | 156
MGMN400-M
31254.0 ° MRMNADOM 3| 25 |200] 45| 6 | 23 | 189
373240 ] 37| 32 |250] 65| 6 | 30 |215
31255 O MGNING00-M 3| 25 |200] 45| 8 | 25 | 195
37325 O MRMNS00-M 37| 32 |250] 65| 8 | 30 |215
MHAQ512 L4.0
31256 MGNNGOO-M 3| 25 |200] 45 | 8 | 23 | 194
37326 MRMN600-M 37| 32 |250] 65| 8 | 30 |215
37328 37| 32 | 250 | 65 | 10 | 30 | 234
MRMNB0O-M
3540-8 45 | 40 [ 300 70 | 10 | 37 | 272
312567 3| 25 |200] 45 | 8 | 23 | 194
MRGNB00-A
3732-6A 37| 32 |250] 65| 8 | 30 |215
3732-8A 37| 32 [ 250 | 65 | 10 | 30 | 234
MNGNBS00-A
4540-8A 45 | 40 [300] 70 | 10 | 37 | 272

@ /%77 stock item O be preparing for stock — H 4T %% the others can be made to order
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D1

BEHITI A —iaak

List of milling inserts

C

P16851 P1685T PITIT
TEHW16T3* SEKT1204AZFN-* SEKT13T3AEFN-*
P174T1 P17471 P17451 P17451 P175T P17673
RPMW**MOE RDMT**MO-V1 RPMT**MOE-BJS RCHT™*MO-SM LNKX**PN-** TMRL™WM CDE™

[»

I»

[»
|»

I»

P19271

P19251

P19371

P19271

1933

L2

-
P1TTH P17731 P1TTT P1TTT P17871 P17871 P17877
TPCW*PDRIL TPMR*™ TPMR*™-3 TPKR*PDR TPKN“PPRIL TPKN“PPRIL-D2 TPKNPDR-SU
] ® (
e
iig., P17951 P17951 P17951 P1807T P18071 P18071 P18177]
E 8 TPKN**PDR-3 TPAN*PPN TPAN*PPN-D2 SPCWEDRIL SPKW-EDFRIL SEEW*AFN SEKT*AESN
El
E a . .
P18171 P18171 P18211 P182 P13 P17251 P17377
SEET*T3-DR SDET*-RF SNANT**ANN SNANENN SEMT13T3* HNGX0906ANSN-* ONGX080608-*
P18371 P18351 P18471 P18471 P18471 P18471 P1847Y
SPCN*APN SPGN*™ SPKNZETRIL SPKNEDL-D2 SPKN“EDFRIL SPKNEDFRIL-D2 SPAN“EDRIL
. ! ! . O ! .
P18551 P18551 P18571 P18671 P18671 P186T1 P187TY
SDHW**AEFN SPAN**EDRIL SPMR* SEMN**AFTN SEKR™AZ-YM SPEX*EDRIL OPHN*ZZN
A S
e =
P18771 P18751 P18871 P17651 P20151 P20171
OFER™NN HEEN™ OFMT**NN SOGX™EN-XN SPMT120408-D51 LPMT1504*-D51
W A" - -
¢ | - e S = e
X 3 P190TT P1903T P1915T P1915 P19171 P19277]
g;-]é CNE™ CDE™L05 LNE*TL-04.1 LNE*-02 N*-1 SNE**-01 LND424-DA
715
3

P19371

P19353]

SNE™-4R3

LNE*-02

SN*R10-P50

LNE*-02

SN"R10-P50

SN*R6.5

GLOL20021R5

#t

=
g
«

I
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BEHITI A —iaak

List of milling inserts

S SF I
Buiiw Bumno-Areay oy spasu)

P194T1

P1%4TT

P194T1

P195T1

SNRK13-ING

LNHX*

NXE**-104

DIN*-M

i Rt
Buiw Jepjnoys a1enbs 1o spesu|

P19651

&«

P19651

&

P19671

P19671

o

P19651

P19631

B

e

@ g

P1975Y

APMT*PDER-H2

APMTPDER-HB

APMTPDER-M2

APMTR-EM

BR390™-PM

BR390*"-PL

APKT*-LHC

U MOJ[eys Joj Spasu|

g

Buiup oj0

P19951

P19951

P19951

P19871

APMT*T-WT

SPMG™-2V

WCGX™-2V

WCGX™-Z8

e ety
Buiiw ajyosd Joj spesu|

=

00w

v P2005

WPGT*ZSR

ZDGW"T2R10

P
Bulljiw Jajweyo 1o} suasuy|

P20071

SPMT™

162

‘coare
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=

List of milling inserts

e o - i
ﬁ o — Co | =
> -
c . 4
3 9 ,
o2 vagﬁ PIOTTR PIOTTT PIOTTR P198TT P198T
g 2 [RCGTWOLHC APKTPDERLA APKTPDFR-GIC APEXFRLAC APKTFRLIC APKTT4PDFRLATC
mg
-
T g. ‘ e
2 — 4
P10 P193F P193F
ADGTIT35POFRLHC | ADGTTS04PDFRLIC ADGTISLHC
“I-B= M-
e . & -
P202T P202R P2025 P202E P202T P2025 P2025
P22215-* P28 P84 P2800- P2816-1 P2894-+ P2803-1*
o . — —
fﬂi‘% - -
¢ —  ——
P202FT P203FT P203TT P203FT P23 P203TT P2033T
P28451-1 P2922! P28467- P2g4Ts- P270* P2703-R P270*

p

P20451

P2603-*

i
Bullin

g
g

)
H
i
N
o
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D2 $kBIJIE# B Grade for milling inserts

49T Process steel
S 180432 He N RH#EE
Grade ISO classification Color Recommend for application
BEBERENABENRIFONBHTHES, ERTERMBIEZHT, RRERER.
£ Cyanbluegraydark| FFEIR. BRINAVHEM L.
BPG05B PO5(P01-P15) a 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
PVDRENRENEREE. ERAPFIMRTIEIERE, HFITEMAFEROBENL. F
ZHRENTOBENSRERERN, FHRHETENTINTIE . RS EEEE.
£ Cyanbluegraydark | B TREUBETIA .
- A7k Lyan-biue gray
el P15(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.
PVDAREERASE. ATUUhESYIHIEREFHITRCAT FNAIET FMAEAE
M35(M25-M40 E) Cyanbluegraydark| NLENAEMI. REMFHPEMEEE. IEEESREEEIE .
BPG258B (M25-M40) | ] 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.
PVDiEERA &S, fInKiIEIT]. YIBEE. REBMIAY. KBM. 4%
TF%. AMERIMTIFSRIEE. FARAGEEITIRE, Bt TR,
& Purple yellow FBlan{E RSN .
BPG308 AR 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.
¥ Blacklyellow
BPS321
PA0(P25-P40) ERERFSAL0GREES, ETRRBEROGEHIMI.
Black High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
BPS322 _
/& Blacklyellow FIMARRERE €SB TNGEHPERTHHNIF. MTURMGEY, RiZiEhE
BPS411 SBPSAMATRIRENIR, HIanEREM. B, XAFBHEEF. WTHELR, &
I SBPSANMN A THFHEESEE. BIRAMRRARBRILE.
P40(P35-P50) 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,
BPS412 % 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.




D2 $tEIZIA# R Grade for milling inserts
42N T. Process on cast iron

S 180432 Be Iodicki:2:
Grade ISO classification Color Recommend for application
BARSHABEERNRIFNNBHETHED ERTESRMHIZHT,
g EX  Cyanblue graydark| BRECURREEN. 7RAEN. BRMMAYHENT.
BPGOSB K10(K0S-K19) ] 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
PVDABREREEMS, ATELRTROSKMEkEFHRIDEHEMN T HHI.
3% Purple yellow ETFISYRIRET, RAURHIIAE®.
BPG108 K05-K15 . . L ) I
] 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.
CVDRBERAS, EREGERBABOMELRE, &BMIFZINEETIEIR.
BT HRREIPFTHIREAEM .
BPC132 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.
5 CVDARBRAEMS, ATEERSHMMNIETLMEEEITHPF ARz
5 Black/yellow s
BPS411 K30(K25-K35) ERML.

Coated carbide grade for toughness demanding operating conditions to work at low speed,
medium load and reload processing.

M AN T Process on stainless steel

iy
Bullin

g

S 180432 BeE A
Grade ISO classification Color Recommend for application
PVDiREME S AEARSNABEMRFNNELELEN ERTESRBIZEHT, BREK
%ﬁ)_( Cvan-blue aray dark Z:%%N v ﬁ—ﬁﬁ%ﬂ \ ﬁﬁ%ﬂﬂ"]ﬁﬂﬂl
BPGOSB M10(MOS-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
PVDIAEERE &S, BTAFRNRREGH . KEEMEBHITIR, iR T
4 EX  Cyanblue gray dark|  FAR TRELAAHL
BPG208 RS ] PVD coated carbide grade for light milling of stainless steel. Combine grinding blade preferred for
viscous and work hardening materials.
PVDIREEREEHS, BTHESEMNTER (TEARKRER) #HHl. HEIER
5K - BF, W& RTINS €.
! &R Cyanbluegraydark| FRTER, WIERT
BPG308 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.
PVDAREERASE. ATUUhESYIHIREFHITREAT FINFNE T FRAFAE
EX  Cyanbluegraydark| SNLEAEMI. RS HPEMREE. IEEERREEEIE .
BPG258 M35(M25-M40) ] 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.
- MAOMBOMAD) & Beckyelow | oo RERASIS, ATRERGEHNTSHEEMTIRF.

Coated carbide grade for stainless steel castings heavy machining process.




D3 BtJIAAIEITI FFRRF33% Code key for indexable milling inserts

4 A Metric
TRER /RS =
Insert Sr:ape / Code RS | B | HLUEE I EE e | AEA | SREIEE TR EE
Code o WENEEY | sconsreson | Code ) LMY | son v
>65°
o > ) x " E T

/\85 / /\82° / 80 B | with | Without ﬁ N |Without| Without E
AL Bl ... ¢ s em | 2| sm | —

<:> H | with | Single-side ﬁ R |Without| Single-side @
7777777777777777777777777 ;657077777777’77777 e .

"ﬁ % WE
IR 1 R = H] c With Without F | Without| Double-side ©

/<55° ) s6° -"""_ﬁ- ________________ > _55_"""_"""% ________________________
WE 25 %
K L ml | 9 | with [Double-side @ A | with | Without E

--------------------------------- 7 | #m =5
I:I T | with | Single-side ﬁ G | with | Double-side @

H F <65°
s V|l q : X 5%

--------------------------------- With Without Special
80° Hth ﬁ """ waE | L= T T
Q Others U | with |Double-side
FRRKS  Insert shape EE#E R FEERKX Chipbreaker and clamping system
[ [
I I
=Hl
>
«Q
[ |
EYEITIE R #iFmE Allowed tolorence
Clearance angle of
main cutting edge = —
®e| BR@E |RE| BRE) i m
Clearance Clearance
Code angle Code| angle '
st @D1 2D
N YIEGD1| EES1 | (3% ) MEFEFEER (BERK. Xhs)
A B e |maiEmE om| P \
<l - 5 N “m” Iﬁ:ﬁ{bﬁdﬁ (T“’Tl‘) PR () (Reference) details of M-class tolerance ( identifed by shape and size)
nscribed circlg i
Code|tolerance range | @D L 51, @ JIREE RIFRE (mm) Nose height tolerance (mm)
I I I Tolerance (mm) Tolerance(mn
mE
A +0.005 +0.025 +0.025 [Inscribed
i ) L
c D F +0.005 $0.013 +0.025 | 6.35
-\ ——\"IS
—~l /70 ~] Y I I P el it
c| 0013 0025 | 20025 | 2925
-1 = R e et 127
R 00| 00 ] 2092 Tasars
E F E +0.025 +0.025 $0.025 | 19.05
e | s | e 25 -
0. +0. 013 - -
A I LT LTI LT e meEeD sk (-
J +0.005 |+0.05-+0.13| $0.025 | AHIE
R Inscribed A
G N K +0.013  |+0.05-+0.13| 0.025 | circle_
~ 300 ~l-0° e el Sttty el I 6.35
I S | b H00%  [E0050T3) 0025 oo
HitER M | $0.08-+0.18 |+0.05-+0.13| +0.13 | 127~
Pll=s o gther o | [ N[ 20.08018 [£005-0.13| 20025 |'>875
angle e 19.05
U | $0.13-0.38 [20.08-0.25| 013 [ Sz~




TIF 24K Insert shape

RYIEER

T

(mm)
Diameter of IC

__1_1 _________

e [ oe ]

2 [ o]
10

HlHI7)HE Length of cutting edge

O
t f
BERTAKBSUHNRSHS ZBHEE
Thickness is defined as height from bottom of insert
to the highest part of cutting edge,
LS Code Inse?tj ﬁ%gggg?mm)
00 0.79
""""" T | 099 |
""""" of | ise ]
""""" ™ T 1es
""""" 02 |77 238 T
""""" T2 | 21
""""" 03 | 31s ]
""""" ™| ser
""""" o4 | are ]|
""""" T4 | 49
""""" o5 | 588 |
T s%s ]
_________ 6 ____|._____8&% |
T6 6.75
""""" o7 | 7ea ]
e T e
_________ LT R % -
_________ (I N L
12 12.70
TR EE Insert thickness

12 04 AF T N-

&7

YIE 7] #1#% (mm)
Wiper Chamfer (mm)
) R —
Kr an K
N 0-5° 0-0.10
A 45° A 3
D 60° B 5° 1-10° 1-0.15 <>
e e | 7] B e | o P
F 85° D 15° .
-------------------------- 3-20 3-0.25
P 90° E 20°
I =T N 250 :T 4-25° 4-0.30 W
% |others| F | 2
G 30° 5-30° 5-0.35
,,,,,,,,,,,,,,,, Nfo 6-0.40
P | |5 O,
"""""""" ;T EE 045 | Nomak
Others

HEERKS
Chipbreaker code

PIEIAE

Cutting direction

% Right hand

W1 Neutral

#=
Al

Buit




AEMNEEEESKTITIRA

#4 BR¥E#F Material recommended
EAKRT Dimension (mm) —— S = N
TIFSME Inserts shape S Type CVDiREHES PVDiEHES FEirEHES
- CVD coaing grade PVD coating grade Uncoating grade
S| =E| B B8 8|33 o | o
IC|S|d|a|B | 3|8 8 8|8 3| |85
&5 55| 5|5 | 5|5 55|85 5|32 | =
TEHW16T3PEFR 9.525 3.97 20 * | k| % |k
SEKT1204AZFN-LH2 12.7|4.76 20 | Y Y *
BPS321 BPS411 BPGO5B BPG20B BPG30A BUB10
P:4W * * * ¥ S
Iz MR 45 4R ¥ * * * *
€723 * ¥ *
NBEERE *
* FHERRS K Recommended grade and always stock available ¥e IRE A T YeRecommended grade and produce according to order
AT Ll
Kr=90° Dm Dm
B B
— n A
@ szs- : :
L i |
i jam} 1 jmm}
L @ : @ 90° ‘ @
é L () — (+) 45°
de dc
R~F(mm) |55 Nk 25T | I|®F IES 1BE] | IRF | HBET
B 5 . Py . #3
= dc |Dm| B H| Z 6 “ @ // {3 . ‘Wfs ‘_\,,/ @4& T
SA90-63R4TE16-P22AL 63 |22(104 |50 4
SA90-80RATE16-P27AL 80|27 (124150 4
SA90-100R6TE16-S32AL 100| 32 |14.4| 50 | 6 |TEHW16T3PEFR
SA90-125R8TE16-S40AL 125] 40 |16.4| 50 | 8 |TEHW16T3PEFR|SIC035080| FT15 | STGER14CA-16 |SCC060250| S5 |SAC060145 1
SA90-160R10TE16-T40AL [160| 40 [16.4| 50 | 10 ~Peh
SA90-200R12TE16-T60AL [200| 60 |25.7 | 63 | 12
SA90-250R16TE16-T60AL [250| 60 |25.7 | 63 | 16
SA90-315R20TE16-UBOAL | 315| 60 |25.7 | 63 | 20
SA45-63R4SE12-P22AL 6322|104 |50 4
SA45-80R4SE12-P27AL 80 | 27 |12. 4| 50
SA45-100R6SE12-S32AL 100 32 (14.4/ 50| 6
SA45-125R8SE12-S40AL 12540 16.4/ 50| 8
SE..1204AZ.. [SIC035080| FT15 | SSSDR14CA-09 |SCC060250| S5 |[SAC060145 1I
SA45-160R10SE12-T40AL | 160| 40 |16. 4| 50 | 10
SA45-200R12SE12 -T60AL |200| 60 [25. 7| 63 | 12
SA45-250R16 SE12-T60AL | 250 | 60 [25. 7| 63 | 16
SA45-315R20 SE12U60AL [ 315| 60 [25. 7| 63 | 20

* EEFE S Recommended grade Y T %% S Optional grade



£
L

AR EEEE%TITIR
1_E.|_ 5(71' %-E 'éf ﬁ 7J|:| T :,5 B E@Uﬁ%l Bt $?ﬁﬁt i&iiﬁ
7B HhEl . Bl E Bt ED AR B
KA EBREMRRFNREMHEEE
TIRFxE#MALE, RORBEESE
Dm
o
I L] |
I) k\
7T x
/// ‘4‘, ,Jl \ g -
90 > R
dc

% Grade recommended
E AR Dimension (mm)
. . . PDiREMS | FEREMRS
A Ji=l 1 17
TIR AT The basic shape ofnserts 25 Type PVD coating grade | Uncoated grade
oo (=] [=2]
olC S od R a S| &S % g = o=
sl E|2|2 5 HE
g 20530LHC | 127 | 5% | 55 | 3 | 1 Tl k| Kk 2
DN
BT D | e |
i S
BPG05B BPG308 BPU109 BUB10 BU813 BK10
PN
mIAE M54 *
(67273 * ¥
NEBERE * * *
* E#ERES Kk Recommended grade and always stock available Yo B4 YeRecommended grade and produce according to order
R~t(mm) gt Vilay 1257 wF
12 Type apmax Dimension Teeth Inseds Screw Wrench Pq,é\,{j({‘ =
e Cooling (kg)
dcDmB H Z & :
SA90-50R3VC22-P22 16 5022 10 56 0.37
SA90-63R4VC22-P22 16 63122 10 56 VCGT220530-LH2C  SIC050108 WT20 + 0.65
SA90-80R5VC22-P27 16 80 27 12 56 5 1.10

* FHEFE S Recommended grade  Yc AT i%#S Optional grade




RIRN I T

Modular end milling cutters

SO
s St Bk TE W
M
i i dm
L o3
g —
N ©

///l / }\‘\\\\
| \\\\\\
90 b\
N 9
®

dc
7 Grade recommended
E AR Dimension (mm)
. . . PVDREIES | FERERS
X JE=] 7
IR AT The basic shape ofnsets 25 Type PVD coating grade | Uncoated grade
[an) (=] [=2]
=g oLW S d R |8|18|3|8|2|¢2
=Hl S| & | 5|3 | @a| &
a ) ADGT113504PDFR-LHC | 6.525 35 28 04 Y| x|k
N> g ADGT113508PDFR-LHC | 6.525 35 28 08 Y| x|k
w ADGT113510PDFR-LHC | 6.525 35 28 1.0 Y| kx| %
BPGO05B BPG308 BPU109 BU810 BU813 BK10
PN
IR MR % o
(8733 w w
NEFEERE * * *
SERAE ¥ ¥
* EH#ERES KRecommended grade and always stock available Yc R B4 T YeRecommended grade and produce according to order
R~ (mm) gt TR #2457 wF
. . SAE T =
HE Type apmax Dimension Teeth Inser‘ts Screw Wrench Wz%z{_k,u,\ =
dc dm M L Z & y Cooling (k9)
: & :
SB90-16R2AD11-DM8 10.2 16/ 85 M8 25| 2
SI1C025050
SB90-20R3AD11-DM10 10.2 20/10.5/M10 30 3
ADGT1135.. FTO7 +
SB90-25R4AD11-DM12 10.2 25/125/M12 35| 4
SB90-32R5AD11-DM16 10.2 32 17 M16 43 5 SIC025085

CcosPe

W




#4 Ba3fe# Material recommended
HART Dimension (mm) —— = = =
TIPS 5N Inserts shape S Type OVDiAEHES PVDIRERES FRERS
- CVD coaing grade PVD coating grade Uncoating grade
S|l 8|1 8|8 |83 = | =
IC|S|d|a|B | 33 3|8 8|8 |38|s|8|2|lxs|s
& | &5 |5 | 5|5 |5 | &5 |5 [(&5|&5|5 | 2| =
SEKT13T3AEFN-LHC | 13.4 | 397 | 44 | 20 * % | ok
SEKT13T3AEFN-JF | 134 3.97 | 44 | 20 * w
— SEMT13T3AGSN-JM|[ 13.4 [3.97 | 44 |20 | ¢ | & *
¥
SEMT13T3AGSN-JH| 134|397 | 44 | 20 | % | % *
BPS321 BPS411 BPGO5B BPG20B BPG30A BU810
P:4M * * * * o
A& M:ASEEER ¥ * * *
K E5EX * * *
NBEERE *
* EHERES K Recommended grade and always stock available ¢ 32E24 = sirRecommended grade and produce according to order
S o E
R[5 45° M EET]
Kr=45°
Dm
Y o
Baull D
o
S %=
i = =
o AR HE
45/\ : r,,,‘,,, :777\ 1o 3
F dc W
! d
R~F (mm) W Tk 1257 wF -
g! =] P o =28
= ¢ | Dm | d | B | H z & ol AL | ko
[ - 8
SA45-50R3SE13-P22 50 22 | 634 | 104 40 3 0.42
SA45-63R4SE13-P22 63 22 764 | 104 40 A 0.52
SA45-80R4SE13-P27 80 27 93.4 | 124 50 1.10
SA45-100R5SE13-S32 100 32 |113.4] 144 50 5 1.50
SE..13T3.. SID040110 FT15 S E—
SA45-125R6SE13-S40 125 40 |1384| 164 63 6 2.72
SA45-160R7SE13-T40 160 40 [(173.4| 164 63 7 3.97
SA45-200R8SE13-T60 200 60 |213.4| 257 | 63 8 5.33
SA45-250R10SE13-T60 250 60 [263.4| 257 | 63 10 8.29




# BRHERE Material recommended
< Dimension (mm) S = 5 = ;
A st oo I CVDBERS PDARIS | #2ERS
” P =W CVD coating grade PVD coating grade Uncoating grade
IC| S d r S| 3| d| o 3|0 || 32|
5 | &5 | 5| &5 |5 | 5| 5| 5|52
s HNGX0906ANSN-L | 16.5 | 6.35 | 4.9 * | Kk
HNGX0906ANSN-F | 16.5 | 6.35 | 4.9 bAd *x | &
“ HNGX0906ANSN-M | 165 | 6.35 | 4.9 % | k| % % | %
HNGXO0906ANSN-R | 16.5 | 6.35 | 4.9 ¥ | Kk * | K
XNGX0906ANSN 165 (635 | 49 *
BPS321 BPS411 BPG05B BPG20B BPG30A BUB10
PN * * * * <
MIAE M: AR5 AS * * *
K558 * ¥ *
NEaEE *

* EHERES hRecommended grade and always stock available s #% &4 7 YcRecommended grade and produce according to order

Dm

ESF

I
=

=
g
«Q

RF(mm) w A B e
4] = ~ 3 e
£ = & | om | B H z | ®s [ ] ok A~
SA45-50R4HN09-P22 50 22 104 40 4 ¥e)
SA45-63R6HN09-P22 63 22 104 40 6 o)
SA45-80R6HN09-P27 80 27 124 50 6 ¥e)
SA45-100R8HN09-S32 100 32 144 50 8 =] HNGX 0906.. SIC035120 WT15
SA45-125R10HN09-S40 125 40 16.4 63 10 =]
SA45-160R12HN09-T40 160 40 16.4 63 12 b
SA45-200R10HN09-T60 200 60 25.7 63 10 b
4 5l fs (FoBs ) (@
FE% \_ s




1 Ba3fE# Material recommended
FAR ST Dimension (mm) = = = = :
TIEME Insert shape BE Type CVDiREHS PVDiREHES FRERS
g CVD coating grade PVD coating grade Uncoating grade
Sl |=|8 | 8|8|8)|8 =
C| S| d| 1| | B3| d| o3| |8 |8|e| =
& | & | & | & | & | & | & | & |5 | =
S ONGX080608-L 202 | 6.00 | 53 | 08 | ok
ONGX080608-F 202 | 6.00 | 53 | 08 | Y * | %
ONGX080608-M | 20.2 | 6.00 | 53 | 08 * wo| K
ONGX080608-R 20.2 | 6.00 | 53 | 08 * | K * | K
BPS321 BPS411 BPGO5B BPG20B BPG30A BU810
P:4M * * * * o
A& M A5 w * * *
K- 8B * * *
NBEERE *
* EHERES K Recommended grade and always stock available ¢ 3284 = rRecommended grade and produce according to order
) Dm
| B |
—p—1 — *
! & #=
EE
=]
«
R=¥ w#
3 5 Vilas 1257 wF
de Dm B H VA
SA45-63R50N08-P22 63 22 104 40 5
SA45-80R60ON08-P27 80 27 124 50 6
SA45-100R7ON08-S32 100 32 144 63 7
SA45-125R80N08-S40 125 40 16.4 63 8
ONGX080608.. SIC050140 WT20
SA45-160R100N08-T40 160 40 16.4 63 10
SA45-200R120N08-T60 200 60 25.7 63 12
SA45-250R140N08-T60 250 60 25.7 63 14
SA45-315R160N08-U60 315 60 25.7 80 16
Rsf W
3 s Nk 1247 wF HUR
dec Dm B H z
WA45-80R100N08-P27 80 27 124 50 10
\WA45-100R140N08-S32 100 32 144 63 14
WA45-125R180N08-S40 125 40 16.4 63 18
WA45-160R220N08-T40 160 40 16.4 63 22 ONGX080608.. SEC060200 S3 W1006Y
\WA45-200R280N08-T60 200 60 25.7 63 28
WA45-250R360N08-T60 250 60 25.7 63 36
\WA45-315R460N08-U60 315 60 25.7 80 46




=tk
=Hl
=}

4 ¥R Material recommended
ERRT Dimension (mm) — S S 5
TVF4M Inserts shape S Type ODAERS PDRERS FirEES
7 OV coaing grade PVD coating grade Uncoating grade
B VB8 S|88|38 |8 =l
oIC| S | od| @ | S B OB S 3|8 S|=|S
5 5| & P 5| & &S| &S| = =23
RPMTO803MOE-BJS| 8 | 318 | 34 | 11 * | K w ¢ *
ﬁ RPMT10TSMOE-BJS| 10 | 397 | 44 | 11 * | K * ¢ w
) [reumaiesis| 12 | 476 | 44 | 1 x| x| x| %
s RPHTOB03MO-SM | 08 | 318 | 34 | 11 W v k| %
Y
- 3[% RPHTI2UNOM | 12 | 476 | 44 | 11 xl lwl%l%
RPHT1606MO-ML | 16 | 6.35 | 44 | 11 w Wk | %
BPS321 BPS411 BPG05B BPG20B BPG30A BU810
P:4R * * * * ¥
M: 54 = * * *
A& KB 8L * * *
NBEERE *
SEREE *
* EHERES *Recommended grade and always stock available ¢ $2E14E = s'rRecommended grade and produce according to order
A] ¥% R £t 7]
Dm
n
==
\ l \
.
\ i \
Lo 1©)
dc
R~1 (mm) g ) B2ET RF -
B = e — =
- 4 (kg)
| om | B H z & o | A4
SA00-63R3RP12-P22 3 0.46
SA00-63R4RP12-P22 63 22 104 40 4 0.44
SA00-63R5RP12-P22 5 RP..1204.. SIC035080 FT15 0.44
SA00-80R4RP12-P27 4 0.88
80 27 124 50 e
SA00-80R6RP12-P27 6 0.89
SA00-100R4RP12-S32 4 1.39
100 32 14.4 50 —
SA00-100R6RP12-S32 6 1.37
SA00-63R3RP16-P22 3 0.38
63 22 104 40 —
SA00-63R4RP16-P22 4 0.37
SA00-80R4RP16-P27 4 0.87
80 27 124 50 —
SA00-80RSRP16-P27 5 RP.1605. | SIDO40110 |  FT15 0.86
SA00-100R4RP16-S32 4 1.27
100 32 14.4 50 —
SA00-100R6RP16-S32 6 1.30
SA00-125R5RP16-S40 5 2.59
7\ 125 40 16.4 63 E—
NV SA00-125R6RP16-S40 6 2.52




4 FR4E#F Material recommended

£ A R~F Dimension (mm)

C(\DiEMS | PVDRAEHS EREES
NFS 1| =2 7
TVF MR Insert shape 25 Tywe CVD coating grade | PVD coating grade | Uncoating grade
Liw|s|d| RIS 3|53 8|8|c|8|8
& | 5|5 | &5 | & |5 | = | =
S LNKG1206EN-1 127 | 1.3 6.35 | 44 *
™ 2 S LNKG1206EN-2 127 | 113 | 6.35 | 44 *
| @ - o ]
‘ ! LNKG1206EN-3 127 | 113 6.35 | 44 *
] LNKG1206EN-LH | 127 | 113 | 635 | 44 * | %
# e Material recommended
EART Dimension (mm) = = = -
TUR SN Insert shape BE Type CDREMS | PVDREIS FERERS
g CVD coating grade |  PVD coating grade Uncoating grade
= = =3 = S = | =
L W S d S| ||| 3| 2| 5|
5 | &5 |5 | &5 | &5 |5 |2 | =
S LNKX1506PN-N-MM| 15 139 6 46 *
B @@ —n LNKX1S06PN-N-MR| 15 | 139 | 6 | 46 *
= B
BPS321 BPS411 BPG05B BPG20B BPG30A BU810
P:4X * * * * bAS
TR M A 54K * * * *
(67223 * * *
NEEaERE *
* EH#ERES K Recommended grade and always stock available Y ¥ B4 T YeRecommended grade and produce according to order
#=
HI=
>
«
¥} B3 Material recommended
E KR T Dimension (mm) T 5 = 5
T st e 2% 70 258 PDREKES FRENS
7 VD coating rece PVD coating grade Uncoating grade
B VB|S|S 8BS =l s
W L 5 | I || P 3| OB B8 |S =R
&5 5|55 5 S5 5| S| &S| F AR
TMR/L331.1A-155015-WM | 11.5 | 14.5| 4.95| 4.6 | 1.52 * k¢ %
TMR/L331.1A-155025-WM | 11.5 | 14.5| 4.95| 4.6 | 2.29 * w w
S [P
EW‘ ’ TMR/L331.1A-155030-WM | 11.5 | 14.5| 4.95| 4.6 | 3.05 * hi¢ =
g — & \,%?’\ g TMR/L331.1A-155035-WM | 11.5 | 14.5| 4.95| 4.6 | 3.5 * w W
. Y
TMR/L331.1A-155050-WM | 11.5 | 14.5| 4.95| 4.6 | 4.83 * A A
TMR/L331.1A-155055-WM | 11.5 | 14.5| 4.95| 4.6 | 6.35 * w W




HA R Dimension (mm)

1 B #= Material recommended

., CDAEHS | PVDREIES FRERS
2 = 7
TIFSH Insert shape 25 Type CVD coating grade |  PVD coating grade Uncoating grade
~ ~ (== g [&] - -
Ljwls| o8 2|2 3| 8|g|8 8
o o0 o0 o0 o0 o0 o0 o0
. LNHT0804PNR-1 w
g - LNHT1006ENR * *
- N ﬂ LNHT110708PNR * w
W] LNHT110716PNR * w

* EHEH2S *Recommended grade and always stock available

Yr B4 YeRecommended grade and produce according to order

KR~} Dimension (mm)

#1 B #F Material recommended

5 = CDREMS | PVDREMS FirEES
A ) 1
AntiIEE 2 L5 T CVD coating grade |  PVD coating grade Uncoating grade
S|l =888 S .
Liw| s |d|B| 3|58 |8|c|8|8
& | &5 | & | & | & |& | & | =
CDE060308 w
CDE09T304 * w
=
?ﬁ'l] CDE09T304L-1 * PAe
@ CDE09T310 * w

* EHEH2S *Recommended grade and always stock available

e FREAE T YeRecommended grade and produce according to order

#1aHE#E Material recommended

HARST Dimension (mm)

o CVDARHES PVDIREHES ERERS
? | ) i : 17 )
A e 4 25 Tye CVD coating grade PVD coating grade Uncoating grade
LS|=|B|8S3 33 olo
oIC| S | T SN B S B o3 || 8| 2| =S
S| & & |&|&H| 5| & | &|&|a| s s> =
SOGX1206EN-XN | 12 | 4.76 | 0.8 * * | % Y w




D4 MHEJIF Inserts for face milling

#1 BRHESE Material recommended

C\DARHES PVDIAEMS ERERS
CVD coafing grade PVD coating grade Uncoating grade

KR ~F Dimension (mm)

TIF9ME Inserts shape AIE Type

BPG25B

o
w
fe}
BPS153
BPS253
BPS411
BPG05B
BPG108
- - (BPG30B
BP20
BU810
BUS20

BK10

TPCW2204PDRIL | 12.7 | 476 | 5.5 | 14 | 0.7 | 11
TPCW2204PPRIL | 12.7 | 476 | 5.5 | 14 | 0.7 | 11

% > (BPG20B
> >+ (BPG308

- - BP35

#1 BRHESE Material recommended

C\DARHES PVDIAEMS ERERS
CVD coafing grade PVD coating grade Uncoating grade

H AR Dimension (mm)
T1F M Inserts shape AIE Type

o

w

o
BPS153
BPS253
BPS411
BPG05B
BPG108
BPG308
BPG25B
BP20
BK10
BU810
BUS20

Xk X X X % % X X X x4 (BP3S

TPMR090204 | 556 | 2.38 | 04 | 11
TPMR110304 | 6.35 | 318 | 04 | 11
TPMR160304 |9.525| 3.18 | 04 | 11
TPMR160308 |9.526| 3.18 | 0.8 | 11
TPMR220404 | 12.7 | 476 | 04 | 11
TPMR220408 | 12.7 | 476 | 08 | 11
TPMR090204-3 | 556 | 2.38 | 04 | 11
TPMR110304-3 | 6.35 | 318 | 0.4 | 11
TPMR160304-3 | 9.525| 3.18 | 04 | 11
TPMR160308-3 19525 | 3.18 | 0.8 | 11
TPMR220404-3 | 12.7 | 476 | 04 | 11
TPMR220408-3 | 12.7 | 476 | 08 | 11

#t

=
g
«

g

B
6

0

/\ S

s

S

X % % % X > | % X X X > (BPG20B
X X X ok XX - - X+ X >+ BPG30B

* FHEFE S Recommended grade  Yc AT i%#S Optional grade




D4 MHEJIF Inserts for face milling

#1 FR¥E#F Material recommended
AR T Dimension (mm) T 3 5 3
VRSN Inserts shape 2 Type CDiRERS PVDIREHS FREMS
- CVD coafing grade PVD coating grade Uncoating grade
[V =B |SS38|S o | o
IC | S | bs | be| a | D | DO |SB D3R8 |2 (x|
& | &|d|®| & | &6|d| & | &b 6| s ==
90 *S.‘ TPKR1603PDR |9.525| 3.18 | 12 | 0.7 | 11 * | K w w
/ I
C
3
\ L[I TPKR2204PDR | 127 | 476 | 14 | 07 | 11 * || |k %
! v/(cﬁ
o°
4 B ¥ Material recommended
AR R T Dimension (mm) NS : = -
TIESM Inserts shape AIZ Tye CVDiATRHES PVDIREHEE RS
g v = CVD coating grade PVD coating grade Uncoating grade
IC| S |bs| a »| B | D3| D S I 2=
& |&|&|&| & & & AR

TPKN1603PPRIL | 9525 | 3.18 | 1.2 | 11

EE’T& TPAN1603PDRIL | 9.525 | 318 | 1.3 | 11
3 TPCN1603PDRIL | 9.525| 3.18 | 13 | 11
TPKN1603PDRIL | 9.525| 3.18 | 1.2 | 11

90 T><590 s TECN1603PERIL| 9.525| 3.18 | 2 | 20

f'OJ U/ﬂ TPAN2204PDRIL| 12.7 | 476 | 14 | 11

=S¥ T TPCN2204PDRIL | 127 | 476 | 14 | 11

TPKN2204PDRIL | 12.7 | 476 | 14 | 11
TDKN2204PDRIL | 12.7 | 4.76 | 14 | 15
TEKN2204PDTRIL | 12.7 | 476 | 14 | 20
TFAN2203PFRIL | 12.7 | 318 | 25 | 26

TPKN1603PPRIL-D2| 9.525 | 3.18 | 1.2 | 11
TPAN1603PDRIL-D2 | 9.525 | 3.18 | 1.3 | 11
TPCN1603PDRIL-D2| 9.625 | 3.18 | 1.3 | 11
TPKN1603PDRIL-D2| 9.525 | 3.18 | 1.2 | 11
TECN1603PERIL-D2| 9.525 | 318 | 2 | 20
TPAN2204PDRILD2 | 12.7 | 476 | 14 | 11
TPCN2204PDRIL-D2| 12.7 | 4.76 | 14 | 11
TPKN2204PDRIL-D2| 12.7 | 4.76 | 14 | 11
TDKN2204PDRIL-D2| 12.7 | 476 | 14 | 15
TEKN2204PDTRILD2 | 12.7 | 476 | 14 | 20
TFAN2203PFRIL-D2 | 12.7 | 348 | 25 | 25

X O X % % X O O X % ¢ 1% X X % % % % X % % > |BPG20B
%X X o X X > - X X | X X % - X X % X X >+ - |BPG308
XX X o X X > - X X o X X - X X ¢ X X+ >+ x4 |BPG30B

DD D - > S~ S~ D DD <SR S [DN D (S (D T > D~ S~ D~ D ol |- /2

* EEFE S Recommended grade Y T %% S Optional grade




D4 MHEJIF Inserts for face milling

#1 B Y% Material recommended
FE AR Dimension (mm) =T ; = 3 =
TIESMF Inserts shape S Type CVDIREHRS PVDIAEHES ELRS
’ v = CVD coafing grade PVD coating grade Uncoating grade
BB =B S| B S o | o
o] s ¢ | a AeREEEEEHEREEEE
o0 o0 o0 o o0 o0 o0 o0 o0 o0 o0 o0 o0 o0
60¢ TPKN2204PDR-SU | 12.7 | 476 | 14 | 11 * | w w
\/ N
e 90¢
d 2 D
o S
60¢ TPKN2204PDR-3| 12.7 | 476 | 14 | 1 * | K w w
ok
2 90 ﬁ
d=0S S 3
i Jﬁ;
4 R ¥E7E Material recommended
R~} Dimension (mm) NI ; = S o
TIESM Inserts shape AIZ Tye = CVDiATRHES PVDIREHEES RS
g g = CVD coating grade PVD coating grade Uncoating grade
o] s | b o AR REBEE
o o o o o o oo o o o o o o o
TPAN1103PPN | 6.35 | 3.18 | 0.7 | 11 * | % '¢ w
TPCN1103PPN | 6.35 | 3.18 | 07 | 11 * | % * * E’EE
. TPKN1103PPN | 6.35 | 318 | 07 | 11 * | ¥ * * 2
40 Q0 TPANT603PPN [9525| 3.18 | 12 | 11 x| %] | x| [%
é’ TPCN1603PPN |9.525| 318 | 12 | 11 * | % W w
‘ /gﬁ’% TPKN1603PPN (9525 3.18 | 12 | 11 * | % % *
TPAN2204PPN | 127 | 476 | 13 | 11 * | % w w
TPCN2204PPN | 12.7 | 476 | 13 | 11 * | % w w
TPKN2204PPN | 12.7 | 476 | 13 | 11 *x | % w w
TPAN1603PPN-D2(9.525 | 3.18 | 12 | 11 * | % w w
TPCN1603PPN-D2| 9.525| 3.18 | 1.2 | 11 * | % w w
\ TPKN1603PPN-D2| 9.525| 3.18 | 1.2 | 11 * | % w w
. TPAN2204PPN-D2| 12.7 | 476 | 1.3 | 1 * | % w w
TPCN2204PPN-D2| 12.7 | 476 | 1.3 | 11 * | K w b5
TPKN2204PPN-D2| 12.7 | 476 | 1.3 | 11 * | % w w

* R SRecommended grade Y ATiE#E-S Optional grade




D4 MHEJIF Inserts for face milling

1 B3 Material recommended
AR T Dimension (mm) T 3 5 3
TIES nserts shape B Type C\DREMS PVDIABHES EREES
’ CVD coafing grade PVD coating grade Uncoating grade
BB (=B 8B 3|83 ==
| s |4 )a |5 8|38 5/880\8 58258
o0 o0 o0 o o0 o0 o0 o0 o0 o o0 o0 o0 o0
SPCW1504EDRIL |15.875| 4.76 | 55 | 11 | 15 | 1 * | % w Y
SPCW1504EPRIL (15.875 4.76 | 55 | 11 | 1.5 | 1 * | % w %
B HE#E Material recommended
E AR Dimension (mm) SN 3 = ;
TV Inserts shape S Type ODiAEHS PVDIRES FrERS
7 g =l CVD coating grade PVD coating grade Uncoating grade
B B|=|B 8383883 o | o
o) s o]a|m ez E28) 5838 2 8/2|8|8
o oo o o o o o o o o o o o o
SPKWI204EDFRIL | 127 | 476 | 55 | 11 | 14 | 1 * | % '¢ w
5*35 H SPKW1204EDSRIL | 127 | 476 | 55 | 11 | 14 | 1 * | % * *
3 /N SPKWI2MEDTRIL | 127 | 476 | 55 | 11 | 14 | 1 * | % * *
1 B3 Material recommended
AR T Dimension (mm) N 5 = =
TISME Inserts shape 2 Type CIDAEHRS PVDIRERS FARMHS
’ CVD coating grade PVD coating grade Uncoating grade
BB =8B 8IS 8|8|8 ==
IC | S| d| a/|bs | B B B DSBS B R 8(2 (5|
& | &|d|&| & | &S| 5| & | &|d| s s | ==
4 s SEEW1504AFN [15.875) 4.76 | 55 | 20 | 2.85 * | % w w
XS |
C o
shef -4t
==

* EEFE S Recommended grade Y T %% S Optional grade

e G




D4 MHEJIF Inserts for face milling

AR ~F Dimension (mm)

#1 BRHESE Material recommended

C\DARHES PVDIAEMS ERERS
) 1=
T3 Fi313% Inserts shape 25 Tie CVD coafing grade PVD coating grade Uncoating grade
[V =B |S S8 8|S o | o
IC| S| d| a]lL | D | DO |SB D3R8 |2 x|
& | & |6|®| & | S| b| & | &|d| 6| s ==
N SEKT1204AESN | 127 | 476 | 55 | 20 |15.23 * | % Y Y
4 R ¥E7E Material recommended
FE AR Dimension (mm) NI 3 5 5
TIESM Inserts shape AIZ Tye CVDiATRHES PVDIREHEES RS
g g = CVD coating grade PVD coating grade Uncoating grade
IC| S| d| a|R »| B DD DB DB R8|2 =S
S| 5| &H|H|FH|&S|H|& &l b e8| >
S SEET12T3-DR | 127 | 476 | 55 | 20 | 24 * | Y w
#=
] ﬁllg
] «
1 FR¥E#F Material recommended
AR Dimension (mm) = : = s
TISME Inserts shape 2 Type CIDAEHRS PVDIRERS FARMHS
’ CVD coating grade PVD coating grade Uncoating grade
[V =B |S S8 3(8|8 ==
IC|S|d| a|R | B B B DSBS B R 8(2 (5|
& | &|d|&| & | &S| 5| & | &|d| s s | ==
SDET120408RF | 12.7 | 476 | 44 | 15 | 08 * | % Y %
s SDET120412RF | 127 | 476 | 44 | 15 | 12 * | % * *
Q.
010 SDET120416RF | 12.7 | 476 | 44 | 15 | 16 * | % Y Y
B sl SDET120420RF | 12.7 | 476 | 44 | 15 | 20 * | % ¥ *
SDET120424RF | 12.7 | 476 | 44 | 15 | 24 * | % Y w
SDET120432RF | 12.7 | 476 | 44 | 15 | 32 * | K ¥ "

* R SRecommended grade Y ATiE#E-S Optional grade




D4 MHEJIF Inserts for face milling

1 BRI Material recommended
N - HR R Dimension (mm) CIORERS OARERE =
CVD coafing grade PVD coating grade Uncoating grade
BB (=B 8B 3|83 ols
SNANT204ANN | 127 | 476 | 0 2 * | * Y %
SNCN1204ANN | 127 | 476 | 0 2 * | * ¥ %
SNKN1204ANN | 12.7 | 476 | 0 2 * | * Y Y
SNANT504ANN |15.875( 476 | 0 | 25 * | K ¥ "
SNCN1504ANN [15.875 476 | 0 | 25 * | K Y "
SNKN1504ANN |15.875( 476 | 0 | 25 * | K ¥ w
SNANT904ANN | 19.05| 476 | 0 3 * | K Y w
SNCN1904ANN | 19.05 | 476 | 0 3 * | K % "
SNKN1904ANN | 19.05| 476 | 0 3 * | K Y w
SNCN1904ADSN [ 19.05 | 4.76 | 1 4 | 05 * | % W

=i
=Hl
>
«Q
4 BHERE Material recommended
< Dimension (mm) ST ; = 5 5
R I ODRERS | PVORREMS FARMS
7 P = WP CVD coating grade PVD coating grade Uncoating grade
BV =B|IS|S S| B3 =l
IC| S |bs | m S| B PN DD DNB BB R8|2 =S
5| 5 |&5| 5|55 5 & &|H| & &= >
SNAN1204ENN | 12.7 | 476 | 14 | 08 * | % w w
SNCN1204ENN | 12.7 | 476 | 14 | 08 * | % w w
SNKN1204ENN | 12.7 | 476 | 14 | 08 * | % w w
SNAN1504ENN (15.875| 4.76 | 14 | 1.5 * | % % w
SNCN1504ENN [15.875) 4.76 | 14 | 1.5 *x | % w w
SNKN1504ENN [15.875) 4.76 | 14 | 1.5 * | % w w
SNAN1904ENN |19.05| 476 | 2 | 13 * | % w w
SNCN1904ENN | 19.05| 476 | 2 | 13 * | K w w
SNKN1905ENN [19.05| 476 | 2 | 1.3 * | K w w

* EEFE S Recommended grade Y T %% S Optional grade

W a2




D4 MHEJIF Inserts for face milling

1 B3 Material recommended
A - HK R Dimension (mm) CORERS OARERE RERS
CVD coafing grade PVD coating grade Uncoating grade
BB (=B 8B 3|83 ==
SPCN1204APN | 12.7 | 476 | 11 | 222 * | * Y %
SECN1203AEN | 12.7 | 318 | 20 | 248 * | K ¥ *
SEEN1203AFFN| 127 [ 318 | 20 | 18 * | K Y Y
SEKN1203AFTN | 127 [ 318 | 20 | 1.8 * | K ¥ "
SEKN1203AFTN-t | 12.7 | 318 | 20 | 246 | r1 * | % Yo w
SEMN1204AEN | 12.7 | 476 | 20 | 21 * | K ¥ "
SEKN1204AFN | 12.7 | 476 | 20 | 18 * | K Yo w
SEKN1204AFTN | 127 | 476 | 20 | 1.8 * | K % w
SPKN1504AFTN |15.875| 476 | 11 | 18 | 1 * | Y w
SDKN1504AEN [15.875| 4.76 | 15 | 1.9 * | % % w
SEKN1504AFN (15875 4.76 | 20 | 16 * | % Y w
SEKN1504AFTN (15875 476 | 20 | 16 * | % % w
SPCN1904APN [ 19.05| 4.76 | 11 | 4.48 * | % w w

=
HI =
=}
«Q
# Bt # Material recommended
R~ Dimension (mm) =TT ; = S =
TIESM Inserts shape AIZ Tye = CVDiARHES PVDiREHES RS
7 P = P CVD coating grade PVD coating grade Uncoating grade
ARRERBEEEE ol
IC| S| a|r-r | D DSOS 3O | B |R(8|2 =S
5 55|55 5555855352
SPGN090304 19.525| 3.18 | 11 04 * * | % % bi¢
SPGN090308 |9.525| 3.18 | 11 0.8 * * | % % w
S SPGN120308 | 12.7 | 3.18 | 11 0.8 * * | % bi¢ w
i L™
n SPEN120408 | 12.7 | 4.76 | 11 0.8 * * | % w w
‘»-07754 i SPGN120404 | 12.7 | 4.76 | 11 04 * * | % 5¢ h'¢
‘ v SPGN120408 | 12.7 | 476 | 11 | 08 * * | % % %
SPEN150412 {15.875| 4.76 | 11 12 * * | % hi¢ w
SPEN190416 |19.05| 4.76 | 11 1.6 * * | % b5¢ W

* EEFE R SRecommended grade Y A& A#S Optional grade




=tk
=Hl
=}

D4 MHEJIF Inserts for face milling

AR ~F Dimension (mm)

#1 BRHESE Material recommended

C\DARHES PVDIAEMS ERERS
) 1=
T3 Fi313% Inserts shape 25 Tie CVD coafing grade PVD coating grade Uncoating grade
B BB 8IS 88|8 o | o
s e s|w| |2 8285328 2|8 8/2g|8|8
o0 o0 o0 o o0 o0 o0 o0 o0 o o0 o0 o0 o0
SPKN1204ZETRIL | 12.7 | 476 | 11 | 1.93 | 06 * * | % Y %
g’-c uil SPCN1504ZETRIL |15.875| 4.76 | 11 2 1 * * | % ¥ %
\ i SPKN1504ZEFRIL [15.875| 4.76 | 11 2 108 * * | % Y Y
(R 3
B HE#E Material recommended
FE AR Dimension (mm) N ; = ; =
TIRSM Inserts shape 2 Type CIDARIES PVDIRRHES FhEHE
g & =k CVD coating grade PVD coating grade Uncoating grade
B BB 8IS 8|8|8 o | o
| s || m 2 £2|22/3222|z22/8|8
oo o o o o o o o o o o o oo o
SPKN1504EDL-D2 [15.875| 4.76 | 11 | 14 * * | % Yo "
4 ¥ Material recommended
FE AR Dimension (mm) NI : = S o
TIF 9N Inserts shape A2 Tyne CDiREMS PVDIREHES EiREES
g § = CVD coating grade PVD coating grade Uncoating grade
s a|m | 282323383 |58/2|8|8
o o o o o o oo o o o o o o o
SPKN1203EDFRIL | 12.7 | 318 | 11 | 14 * * | Y w
SPKN1203EDERIL | 127 [ 348 | 11 | 14 * * | K ¥ w
SPKN1504EDFRIL |15.875 4.76 | 11 | 14 * * | % Y w
SPKN1504EDERIL |15.875( 476 | 11 | 14 * * | % % w
SPKNT203EDFRILD2 | 12.7 | 318 | 11 | 14 * * | % Y w
SPKN1203EDERL-D2 | 127 | 3.48 | 11 | 14 * * | % % w
SPKN1S04EDFRILD2 (15,875 4.76 | 11 | 14 * * | % w w
SPKN1S04EDERIL-D2 |15.875( 476 | 11 | 14 * * | % ¥ bAS
: SPAN1203EDRIL | 127 | 3.18 | 11 | 14 * * | % Y "
.:g SPCN1203EDRIL| 127 | 318 | 11 | 14 * * | K % w
S
s SPKN1203EDRIL| 127 | 318 | 11 | 14 * * | % Y w

* EEFE S Recommended grade Y T %% S Optional grade



D4 MHEJIF Inserts for face milling

#1 3R Material recommended
AR ~F Dimension (mm)

C\DARHES PVDIAEMS ERERS
2 =
TURIHH Insets shape 25 Tie CVD coafing grade PVD coating grade Uncoating grade
BB =188 8(8 8|3 o | o
(G e I 2 el Rl A R AR El A R
o0 o0 o0 o o0 o0 o0 o0 o0 o o0 o0 o0 o0
;5{0 % SDHWO903AEFN| 9.53 | 3.18 | 15 | 0.75 * * | * Y Y
14
T v

B HE#E Material recommended
FE AR Dimension (mm) N 3 = : =
TIE SN Inserts shape S Type R CVDAEHS PVDIARHES BN
g & =k CVD coating grade PVD coating grade Uncoating grade
B BB 8IS 8|8|8 o | o
| s | el AEIHEEEEEEREEEE
oo o o o o o o o o o o o oo o
‘¢ ™~ % SPAN1203EDRIL| 127 | 3.18 | 11 | 14 * * | % Y "
% o SPCN1203EDRIL| 127 | 318 | 11 | 14 * * | % % "
a% SPKN1203EDRIL| 127 | 318 | 11 | 14 * * | % Yo w sz
HI =
=}
«
4 ¥ Material recommended
* Dimension (mm) NI 3 = S =
TIF 9N Inserts shape A2 Tyne AR CDiREMS PVDIREHES EiREES
g § = CVD coating grade PVD coating grade Uncoating grade
BV =|B|IS|S S| B|S olo
| s|a|r AEIREEEEEEREEEE
o o o o o o oo o o o o o o o
SPMR090304 [9.525| 3.18 | 11 | 04 * * | % Y w
< S SPMRO9T304 [9.525( 3.97 | 11 | 04 * * | % % W
= SPMR090308 [9.525| 3.18 | 11 | 0.8 * * | % Y w
i SPMR120304 | 127 | 318 | 11 | 04 * * | % % w
SPMR120308 | 12.7 | 3.18 | 11 | 08 * * | % A w
SPMR120312 | 127 | 318 | 11 | 12 * * | Y % A

* R SRecommended grade Y ATiE#E-S Optional grade




D4 MHEJIF Inserts for face milling

AR ~F Dimension (mm)

#1 BRHESE Material recommended

C\DREMS PVDiREHS EREES
2 =
B EEED S Tpe CVD coafing grade PVD coating grade Uncoating grade
BB (=|B|8|8/ 83 3 o | o
e s et 2l g|gglglg|lgglEElE8|3
o0 o0 o0 o o0 o0 o0 o0 o0 o o0 o0 o0 o0
4 S SEMN1203AFTN| 12.7 | 3.18 | 20 | 157 * * | % w w
Y
]
T i
4 BHERE Material recommended
R RT Dimension (mm) =T : = s =
TJIEShF Inserts shape 2 Tyne CVDiATEHES PVDIREHEE EARRS
’ v =P CVD coating grade PVD coating grade Uncoating grade
B BR(=|B| 8|S 88|38 ol o
e s|a|m|w| |2/22825/828 8 sz¢gsE
o o0 o o o o o0 o0 o o o o o0 o
boé SEKR1203AZ-YM | 12.7 | 348 | 20 | 16 | 08 * * | % w w
=4k e s
=H T Zxs ! SEKR12T3AZ-YM | 127 | 398 | 20 | 1.6 | 08 * * | % % w
3 S B SEKR1204AZYM | 127 | 476 | 20 | 16 | 08 * x| k| x| |
" t-u-: ¥4
f SEKR1504AZ-YM |15.875| 4.76 | 20 | 1.6 | 08 * * | % % bAS
4 B#E#E Material recommended
E AR Dimension (mm) N 5 = - =
TIE M Inserts shape AE Tye CDiREMS PVDIAEHES EREEES
g g =l CVD coating grade PVD coating grade Uncoating grade
IR EEEEEE o | o
el s e rlul |5\83 8|2 8/85 85 e g8 E
o o o o o o o o o o o o o o
SPEX1203EDRIL| 12.7 | 3.18 | 11 | 500 | 15 * | % w w
s
;o{;ﬁ SPKX1504EDFRIL | 15.88 | 4.76 | 11 | 500 |19.37 * | % % w

W e G

* EEFE S Recommended grade Y T %% S Optional grade



D4 MHEJIF Inserts for face milling

#1 B Y% Material recommended
FE AR Dimension (mm) =TT ; = 3 =
TIESMF Inserts shape S Type CVDIREHRS PVDIAEHES ELRS
’ v = CVD coafing grade PVD coating grade Uncoating grade
BB 8883 o | o
SRR HE R ERERE
o0 o0 o0 o o0 o0 o0 o0 o0 o o0 o0 o0 o0
S OPHNO504ZZN | 526 | 12.7 | 476 | 04 | 11 * * | % w w
1,
L ‘ ] OFEWOST305 | 53 | 128 | 397 | 44 | 25 * x| & | x| |[%
- @ - _
o
T [
4 BHERE Material recommended
R RT Dimension (mm) =T : = s =
TIF5ME Inserts shape A Type CVDiATEHES PVDIREHES EREES
g v =P CVD coating grade PVD coating grade Uncoating grade
IR (=B 2883 olo
Lliels e |e|2|8\3|828|8|3|88|8 2lg|5|8
o o0 o o o o o0 o0 o o o o o0 o
OFERQ70405NN | 7.46 | 18 | 476 | 23 | 05 | 25 * * | % w w
%2
HI =
>
(o]
4 B#E#E Material recommended
E AR Dimension (mm) =TT : = 5 =
TIE M Inserts shape AE Tye CDiREMS PVDIAEHES EREEES
g g =l CVD coating grade PVD coating grade Uncoating grade
IR EEEEEE o | o
olg| 5| 1| @ AREEEEEEREEEE
o o o o o o o o o o o o o o
HEENS32  [15.875/ 476 | 0.8 | 20 * * | % w w
HDEN0625 6 | 248 15 * * | % w *

* R SRecommended grade Y ATiE#E-S Optional grade




D4 MHEJIF Inserts for face milling

AR ~F Dimension (mm)

#1 BRHESE Material recommended

C\DARHES PVDIAEMS ERERS
; =
TURIHH Insets shape 25 Tie CVD coafing grade PVD coating grade Uncoating grade
[V =B |S S8 8|S o | o
S T Y BlBlBlEIR g2 R R |EBIEIBIE
OFMTOST305NN | 5.26 | 12.7 | 3.97 | 44 | 05 | 25 * | % Y Y
OFMTO70405NN | 746 | 18 | 476 | 55 | 0.5 | 25 * | % ¥ %
1 FR¥E#F Material recommended
E AR Dimension (mm) T 3 S - S
TIE5ME Inserts shape R Type x CDIREMS PVDIABHES EREES
4 P = P CVD coafing grade PVD coating grade Uncoating grade
BB =|B|IS|S 8BS oo
b il I 22222 2(282|E(B 5|8
RPMWOBO3MOE | 8 | 3.18 | 34 | 11 * | % Y %
S RPMW1003MOE | 10 | 3.8 | 44 | 11 * | % * *
=st S
=HI Le ~ RPMW10T3MOE | 10 | 397 | 44 | 11 * | % ¥ %
(g - 'q- - —g[
&/, ; RPMW10T3MOT | 10 | 3.97 | 44 | 11 * | % ¥ *
‘ T RPMW1204MOE | 12 | 476 | 44 | 11 * | % Y Y
RPMW1204MOT | 12 | 476 | 44 | 11 * | K ¥ *
1 FR¥E#F Material recommended
AR Dimension (mm) e 3 E 3 =
TIE5ME Inserts shape FIE Type R CDIREMS PVDIA IS EREES
’ s =W CVD coafing grade PVD coating grade Uncoating grade
BIS|=|8|2(2(2(8|38 ==
b il I g2E222 22828 5|3
< RCHTO803MO-SM | 08 | 318 | 34 | 7 w Y| k| %
| [’“
7
() - ol -]
@ Eﬂ RCHTIZMOMM | 12 | 476 | 44 | 7 ol Twl%l%
‘ RCHT1606MO-ML | 16 | 6.35 | 44 | 7 w Y| k| K

e S

CcosPe

* EEFE S Recommended grade Y T %% S Optional grade



D4 MHEJIF Inserts for face milling

#1 B Y% Material recommended
FE AR Dimension (mm) e 3 = 3 =
TIESMF Inserts shape S Type AR CVDIREHRS PVDIAEHES ELRS
’ v = CVD coafing grade PVD coating grade Uncoating grade
[V =B |S S8 8|S o | o
b Bl I 22222 2(288|E(B 5|2
ROMTO802MO-V1| 8 | 2.38 | 34 | 15 * | % w w *
e, | ROMTOS0MOVI| 8 | 318 | 34 | 15 * | % % * %
g ROMT1003MO-V1| 10 | 3.18 | 44 | 15 * | % w w »
RDMT10T3MO-V1| 10 | 3.97 | 44 | 15 * | % w w w
ROMT1204MO-V1| 12 | 476 | 44 | 15 * | % w w *
# FR¥E#F Material recommended
E AR Dimension (mm) = ‘ = 5 =
A s o N AR iREEs|  PORERS FARRS
’ P =W CVD cofng race PVD coating grade Uncoating grade
BB B33 8|3 = | =
had I B I R HEEEE
RPMTO803MOE-BJS| 8 | 318 | 34 | 11 * | % ¢ w Y
RPMT10TSMOEBJS| 10 | 397 | 44 | 11 * | K w w ¥ o=
RPMTI2MMOEBIS| 12 | 476 | 44 | 11 * | % ¥ ¥ ¥ L=
«
# FR¥E#F Material recommended
E AR Dimension (mm) e ‘ = 5 =
A s o N AR iREE| PORERS FARRS
. P =W (VD cofng race PVD coating grade Uncoating grade
BB B8 S8 8|3 ols
et R 2222222288 E 35
RCGTO602MO-LHC| 6 | 238 | 25 | 7 = " *
. RCGTO803MO-LHC| 8 | 318 | 34 | 7 w w *
RCGT1003MO-LHC| 10 | 318 | 4 7 = ¢ *
—_— RCGT10T3MO-LHC| 10 | 397 | 44 | 7 w w *
RCGT12T3MO-LHC| 12 | 397 | 44 | 7 * ¢ *

* R SRecommended grade Y ATiE#E-S Optional grade




=tk
=Hl
=}

D5 EEHfIIA

Inserts for heavy-cutting milling

H AR Dimension (mm)

#1 BR#tE#Material recommended

CVDIRERS PVDiREHS ERERS
2 )2
TFiShH Inert shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
BB S|=|18|8/8|S
EER I B =R S s B I IPe I e =
OIC| W S8 ) d CR 21212 2128222818 283
o0 [a] o0 o0 o0 o0 o0 o0 o o0 o0 o0 o0
s CNE44102 12.7 | 127 | 635 | 54 | C05 w * | * * A
77 > H CNES323-405 | 127 | 9.525 | 4.76 | 4.3 | C05 w * | * ¥
3,; e —_— CNEA4-405 | 127 | 127 | 635 | 55 | C05 % * | * * ¥
‘ CNE454-4R1 | 16.3 |14.288] 6.35 | 55 | R1.0 w *x | % * ¥
4 7 Material recommended
<} Dimension (mm) ; = 3 = 3 =
S - e CDRERS | POREES | #AEmS
g . B CVD coating grade | PVD coating grade Uncoating grade
B S|=(B|B| 33 =l
LIW|S|d|CRI»| &S B I3 S 3 d |8 S|=|S
S| |&|&|&|&H|&|&H| s|a|s | a|ala
3 CDE323L05 127 19525| 476 | 45 | C1.0 h5¢ *x | % * ¢
= CDEMALOS | 127 |9525| 476 | 45 |C10| | % x| * * %
- —g[@
C/R
# B ¥E# Material recommended
FEKRT Dimension (mm) ; = S = ; =
S N AR CORERS | PORERS | FAERS
. P =W CVD coating grade | PVD coating grade Uncoating grade
BB S|=|18|8 8|S
SIS TN 2 (F|clwvw| oS
Ly W S| d]CR 2121221222288 283
oo oo oo o o o o 0O | | oo oo | oo
LNEO9O4TL-®4.1| 9.53 | 9.53 | 476 | 41 | C0.5 w * | % * Y

S

@@
C/R

* EEFE S Recommended grade Y T %% S Optional grade



D5 EEHfIIA

Inserts for heavy-cutting milling

H AR Dimension (mm)

#1 BR#tE#Material recommended

CVDRERS PVDiREHS ERERS
) =
TFiShH Inert shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
B |S|=(B|S8 83 = | =
Liw s ler| |52 |238/8|2|258/2/5|8
o0 [a] o0 o0 o0 o0 o0 o0 o o0 o0 o0 o0
N LNE434-02 [19.05]| 14.29| 6.35 | 54 | C1.0 " * | * * Y
| - NIBOWH  [15875] 127 | 794 | 55 | Co4 % x| * * %
- @ <
- z
4 7 Material recommended
<} Dimension (mm) 5 = 3 = s =
S I CDARRT | POAERS | HAEMS
g . =l CVD coating grade | PVD coating grade Uncoating grade
B S|=(B|B| 33 =l
L|w|s | AEEREERBEEEREE
o o o o o o o o o o o o o
L S N18-1 15.875) 12.7 | 794 | 55 w * | % * Y
; — 9054365587055 | 19.05 | 14.29 | 6.35 | 5.35 Yo * | % * Y
=|- ,, <
# B ¥E# Material recommended
\ DI i
S et o ey | O™ TonaRRs | moaRms | wamms
. P =W CVD coating grade | PVD coating grade Uncoating grade
BB S|=|18|8 8|S
SIS TN 2 (F|clwvw| oS
Lywps|d 2121221222288 283
oo oo oo o o o o 0O | | oo oo | oo
L 5 SNE33-01 9525|9625 | 4.76 | 44 w * | % * Y
*—* — — - SNC44 | 127 | 127 | 635 | 44 * * | x * *
g"j@‘, "’@ - SNCS5  |16.875|15875| 7.94 | 55 ¥ * | * * *

* FHEFE S Recommended grade  Yc AT i%#S Optional grade

#t

=
g
«

I




D5 EEHfIIA

Inserts for heavy-cutting milling

1 B ¥ Material recommended
EART Dimension (mm) R S 3 = : =
SR - CDREIRS | PDRERS | FRERS
’ P = P CVD coating grade | PVD coating grade Uncoating grade
B |S|=(B|S8 83 =l
L|W]/| S |od| R » B B DB OB DR 8 S |=|D
& &5 5| &5 &5 5 S H| 5| & &5 2| =
L S LND424-DA 13 1127163 6 | 20 " * |k * A
i @ @@ N136 (15875 127 | 7.94 | 55 | 20 % * | * * ¥
4‘)
4 7 Material recommended
FE KR T Dimension (mm) ; = 3 = 5 o
g . =l CVD coating grade | PVD coating grade Uncoating grade
BB IS|=|B|IS|IS|S =l
Ll wj|s d | CR AR AR AR IR R AR I R RS
& & ||| H|&| &|a| s s 2| A
E‘i}*\; W S SNE1507-4R3 | 15.88 | 15.88 | 7.94 | 55 | R3.0 w x| % * w
=H ‘ . INC30SYT | 1746|127 | 715 | 55 | R0 % x| * * %
>
& 4ol -
: g
# B ¥E# Material recommended
EART Dimension (mm) R S R = : =
T n— CDRENS | PORERS |  Famms
. P =W CVD coating grade | PVD coating grade Uncoating grade
LIV S=18|2838|F ol o
Liwls e R | 5|8\ 822|122 2|8 8|28
oo oo oo o o o o o oo oo oo oo oo
S LNE323-02 [15.875)9.525 | 4.76 | 44 | 2 w * | % * w
‘ S | vooeon [ 55| 127 (735 6 | 260 % x| x * %
19 1| -
‘ ¢

* EEFE S Recommended grade Y T %% S Optional grade



D5 EEHfIIA

Inserts for heavy-cutting milling

H AR Dimension (mm)

#1 BR#tE#Material recommended

CVDRERS PVDiREHS EREES
2 s
TIRME Insertshape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
B |S|=(B|S8 83 = | =
Liw s el r| |2|2|22|8/8|2|258/2/5|8
o0 [a] o0 o0 o0 o0 o0 o0 o o0 o0 o0 o0
SN155R10-P50 (15.875|15.875| 7.94 | 55 | 10 w * | % * Y
SNB5R8-EB50 |16.875(16.875| 7.94 | 55 | 8 w * |k * ¥
4 7 Material recommended
~} Dimension (mm) ; = : 5 5 =
At N EAR C(DRERS | PDREES | #AEmS
% INSeft shape = CVD coating grade | PVD coating grade Uncoating grade
BB S|=|8B|S 8|S = | =
Liwls e R | 8|2\ 222|282 2|8 8|2 /5|8
o o o o o o o o o o o o o
SNB5R6.5  |15.875(15.875) 7.94 | 55 | 65 » *x | % * Y
: S
SR @ SN55R40  |15.875(15.875| 7.94 | 55 | 40 * *x | % * %
3”@ .o
el
# B ¥E# Material recommended
FEKRT Dimension (mm) ; = S = ; =
1B S Insert shave HIE Type CVDiREIES PVDARMS ERERS
. P =W CVD coating grade | PVD coating grade Uncoating grade
Liw|s|a|r| |58 35885353 =s<g8
oo oo oo o o o o o oo oo oo oo oo
GLOL20021R5 [ 15.28 | 12.7 | 7.94 | 54 | 5.0 w * | % * Y
; S- N182R5-JH  [15.875| 127 | 7.94 | 55 | 5.0 w * | * * Y
-1 ~F INC306-YT  [15.875| 127 | 715 | 55 | 47 % * | % * %
V‘, S FNC334-103T05-W | 235 | 115 | 64 | 44 | 65 w *x | % * ¥
FNC484-103 | 51 | 143 | 63 | 56 | 63 » *x | % * Y

* FHEFE S Recommended grade  Yc AT i%#S Optional grade

#t

=
§
«

I




D5 EEHfIIA

Inserts for heavy-cutting milling

H AR Dimension (mm)

#1 BR#tE#Material recommended

CVDRERS PVDiREHS ERERS
2 s
TIRME Insertshape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
B |S|=(B|S8 83 = | =
Liw s el r| |2|2|22|8/8|2|258/2/5|8
o0 [a] o0 o0 o0 o0 o0 o0 o o0 o0 o0 o0
S SNB5RK13-ING [15.875/15.875 7.93 | 55 | 12.7 w * | * Y
_, [E SNB5-R15-R00P50 (15.875(15.875 7.93 | 55 | 15 Y * | %k * ¥
=|-f- -} el - I
Q_L,
4 7 Material recommended
<} Dimension (mm) ; = 3 = 5 o
S N EART C(DRERS | PDREES | #AEmS
g . =l CVD coating grade | PVD coating grade Uncoating grade
BB S|=|8B|S 8|S = | =
L|w|s | AEEREERBEEEREE
o o o o o o o o o o o o o
= LNHX1906 19 | 143|635 | 53 * * | * Y
=4 : S
=H — N i &aM LNHX2500 | 254 | 143 | 95 | 55 * * | % * *
1
# B ¥E# Material recommended
FEKRT Dimension (mm) ; = S = ; =
S N AR CDREMS | POREMS | EaEES
. P =W CVD coating grade | PVD coating grade Uncoating grade
BB S|=|188/8,S
SIS TN 2 (F|clwvw| oS
ol I I 25 EE|2E|S2|EIE|E|35|3
NXE324-104 | 12.7 | 1189 | 6.35 | 45 w * | % * Y
_ S NXE324-R16 | 13.1 | 123 | 6.75 | 44 w * | % * ¥
- v[@ LNKG1206TN-1 | 12.7 | 123 | 6.35 | 44 w * | * A
= == LNKG1206EN-2 | 12.7 | 123 | 635 | 44 w * |k * *
LNKX1506PN-N-MM | 15| 139 | 6 | 46 » * | * Y

CcosPe

o &

* EEFE S Recommended grade Y T %% S Optional grade



D5 ERISETIF  Inserts for heavy-cutting milling

H AR Dimension (mm)

#1 BR#tE#Material recommended

) = CVDAEHES PVDIREMES FREMHS
% Insert sh ) i i
TFiShH Inert shape 25 Tye CVD coating grade | PVD coating grade Uncoating grade
B |S|=(B|S8 83 = | =
L | w d | R|IR || S B D3B3 SK|8B|2|=|S
S| & | &S| &|d| & | & | H|a|s a2l =
DIN7168-M  [15.875| 14.53 54 1 80 | 22 w * | % * Y

* FHEFE S Recommended grade  Yc AT i%#S Optional grade

#=
Al

5
«




=tk
=Hl
=}

D6 HEHIIA

Inserts for square shoulder milling

EART Dimension (mm)

1B HE#E Material recommended

ODikEES PVDIREIES ERERS
2 =
TIFiSF Insert shape 25 Type OV coaing grace PVD coating grade Uncoating grade
BB B8 S8/ 8|3 ==
W | L|s|od|r 5 8585 888 8|s|lsle8|8
5| &5 &5 &5 & & | &5|&| s 5|23
APMTH35PDERH2 | 6.2 | 11.21] 35 | 28 | 08 * | % ¢
. S
S APMT1604PDER-H2 | 9.28 | 17.15 | 476 | 44 | 038 * | % %
3 N N—M
'At(\e-)\s B _DE@
APNTI60432PDERHB | 9.33 | 16.31| 4.76 | 44 | 32 * | % ¢
. S
sm— [
= N
150y -
APMT135PDERM2 | 6.2 | 11.21| 35 | 28 | 08 * | % ¢
- ‘ . E NTIGUPDER N2 | 928 | 17.15| 476 | 44 | 08 x| %
A o | &
B HE#E Material recommended
T Dimensi
S . BARTS Dimension (nm).— |- T omERS FHERE
’ 8 =W OV coaing e PVD coating grade Uncoating grade
[V I B33/ 83 ==
W | L|s|od|r 5 885888 8 g|s|c|8|8
&S| &H|&|& G| & | & | &|a|s s ala
APMT1135PDER-EM | 6.24 | 112 | 35 | 28 | 08 * | K ¢
E APMTIB0PDEREN | 9.41 [ 17.24 | 528 | 44 | 08 * | % e
L — - APMT170508R-EM | 10.63 | 18.54 | 5.56 | 44 | 0.8 * | % ¢
APMT170516R-EM | 10.63 | 18.54 | 5.56 | 4.4 | 1.6 * | K w
B HE#E Material recommended
< Dimension (mm)
S I B = T FRRME
’ P =W OV coaing grde PVD coating grade Uncoating grade
BB B33/ 8|3 =l
W | L |s|od|r 5 885888 8 s|s/c|8|8
& &5 |5 & 5| S| &|a| s s 3| A
BR390-11T308-PM | 6.9 |11.72 | 358 | 2.8 | 08 * | % %
BR390-11T331-PM | 6.9 | 11.86| 36 | 28 | 3.1 * | % ¢
R390-170408-PM| 9.6 |17.82| 476 | 412 | 08 * | % ¢
BR390-11T308PL | 6.9 | 11.72| 3.58 | 28 | 08 * | % %
E | RI0070450PL | 96 | 17.82| 476 | 412 | 5 * | % %

* EEFE S Recommended grade Y T %% S Optional grade



D6 FHB%JTIH Inserts for square shoulder milling

1 FR¥E#E Material recommended
< Dimension (mm) e : = S =
TIB M Insert shape RE Tyne BART CDERS PVDiREHS ERERS
| 7 P = P coaing grade PVD coating grade Uncoating grade
\ FREEREEEEE =l=|s
| W | L | S |od|r AR A RS RCARTARCARTERCE ESE =S -y g =
| 5| &5 855 &5 & &H | &5|&| s 3| 3[R
‘\ % » APKTT304-LHC | 6.5 |12.24| 36 | 28 | 0. * * ¢ % |k
= |~ ﬂ APKTHTIBAHC | 65 |1224| 36 | 28 /08 x| (%] | % | %
<7 L _
s -y APKT1135PDFR-G2C | 62 | 1.3 | 35 /28 | 08 ¢ ¢ % % |k
g!w@ 0 & p APKTIGI4PDFRG2C | 9.26 | 17 % 44 | 08 fo| || |k ¥ | *
=1
A L
E@ - APEX100304FR-LHC | 6.6 /6.3 318 | 28 | 04 * ¢ ¢ |k
S L |

| #1 3 Material recommended
E AR Dimension (mm) — ; = : =
A bt e 5 100 AR | PoRRRS FaERs e
" P = 1P OV coaing grde PVD coating grade Uncoating grade Hl 5
R EIEEEEE =llal= <@
IW /| L[S |od|r AR AR AR AR AR AR A R A R R S
R
ADGT150404PDFRLHC | 9.7 [15.58 | 476 | 44 | 04 k¢ k¢ hi¢ |k
ADGT150408PDFR-LHC | 9.7 [15.58 | 4.76| 44 | 08 w w w W | K
‘ ADGT150412PDFR-LHC | 9.7 [15.58 | 476| 44 | 12 hi¢ hi¢ bi¢ |k
ADGT190404-LHC 9525 224 | 476| 47 | 04 w w w % |k
ADGT190408-LHC 9525|221 | 476 47 | 08 w w i¢ % |k
20| ADGT190412-LHC 9525 224 | 476| 47 | 12 w hi¢ w % |k
ADGT190420-LHC 9525| 224 | 476 47 | 20 w w w % |k
ADGT190424-LHC 9525 | 224 | 4T6| 47 | 24 w w w W | K
ADGT190432-LHC 9525| 221 | 476 47 | 32 w w ¢ % |k

* iR SRecommended grade ¢ A EER#S Optional grade




D6 FHB%JTIH Inserts for square shoulder milling

4 BHERE Material recommended
FE KRt Dimension (mm) T 5 = ;
TIESM nsetshape B2 Tyge CIDsEHES PVDikEHES ERERS
7 OV coaing grace PVD coating grade Uncoating grade
L BNB|B S8 B8 = | =
W | L | S |[od|r H B B DD B D B|= |8 2=
5| &85 &5 s &5 | s xa|a 5|2
APKT160402FR-LHC| 9.8 [16.88 | 476 | 44 | 02 * ¢ ¥ | *
S
- 75 APKTI60404PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 04 ¢ w % |k *
. = o -
1@ — e APKTI60408PDFR-LHC| 9.8 | 16.88 | 4.76 | 4.4 | 0.8 w ¢ % | * *
APKTI60416PDFR-LHC| 9.8 | 16.88 | 4.76 | 44 | 1.6 ® w A ¢ *
S APKTI6TAPDFR-LHIC| 95 | 17 | 4.96 | 44 | 08
- e — )
Sl K @
AT APKT1652PDFRLH2C| 9.8 | 16.88 | 476 | 44 | 32 w w |k *

=tk
=Hl
=}

D7 %FL%h Inserts for shallow hole drilling

W B3 Material recommended
EARRF Dimension (mm)

CDARHS | PWDREMS FRERES

2 12
TUFShRE Insetshape S Type CVD coating grade | PVD coating grade | Uncoating grade

olC| S | @ | R a

BPG30B

BPU200
BP35

BUB20

WCGX030204-2S | 556 | 238 | 28 | 04
WCGX030208-2S | 5.56 | 238 | 28 | 08
WCGX040204-2S | 635 | 238 | 3 | 04
WCGX040208-2S | 635 | 238 | 3 | 08
WCGX050304-2S | 7.94 | 318 | 34 | 04
WCGX050308-2S | 7.94 | 3.18 | 34 | 08
WCGX06T304-2S | 9525 | 397 | 44 | 04
WCGX06T308-2S | 9525 | 397 | 44 | 08
WCGX080404-28 | 127 | 476 | 55 | 04
WCGX080408-2S | 127 | 476 | 55 | 08
WCGX080412-2S | 127 | 476 | 55 | 12

X % % X ot % % % % % % (BPS253
X % % X % % % X % X > BPG20B

X % % % % X X % % % > BPS251

o X % o X X o X X - (BKIO
% X X ok X% X - - X X+ |BUBIO

~N —~N N~~~ ~ o~~~

* EEFE S Recommended grade Y T %% S Optional grade




D7 %¥L%: Inserts for shallow hole drilling

W B3 Material recommended

CDARMS | PDREMS FEAEES
CVD coating grade | PVD coating grade |~ Uncoating grade

AR Dimension (mm)
TIFr5ME Insert shape B2 Type

W L S d

BPU200
BPG30B
BP35
BK10

> (BPG20B
BU810
BU820

> |BPS251
> |BPS253

APMT1504T-WT | 15.88 | 12.7 | 476 | 55

W B3 Material recommended

CDARMS | PDREMS ERERS
CVD coating grade | PVD coating grade | Uncoating grade

EART Dimension (mm)
TIFr5ME Insert shape B2 Type

SPMG110408-2v | 115 | 476 | 44 | 08 | 11
SPMG140512-2V | 143 | 556 | 65 | 12 | 11

OIC| S | d | r | a ® | P SRR
o0 o o o0 o o o o0 o
SPMG050204-2V | 556 | 2.38 | 25 04 11 * * W
s SPMGOG0204-2V | 635 | 238 | 28 | 04 | 1 x * % o
AQ - C o SPMGO7T308-ZV | 794 | 397 | 28 0.8 11 * * e B =
CHEIH-- T . >S5
| 8 I.!I i | sPMTO04082v | 98 | 43 | 41 | 08 | 11 x x * @
o : * x %
x * *

W B3 Material recommended

CDARMS | PDREMS EREES
CVD coating grade | PVD coating grade | Uncoating grade

HEARF Dimension (mm)

TR M Insert shape RS Type

olC| S | @ | R a

BPG30B
BP35

o X % ok X X o X X+ - (BKIO
% X X o X% X > - X X+ |BUBIO

BPU200

X % % X % % % % % % > BPG20B

BUB20

WCGX030204-2V | 556 | 238 | 25 | 04
WCGX030208-2V | 556 | 238 | 25 | 08
WCGX040204-2V | 635 | 238 | 28 | 04
WCGX040208-2V | 6.35 | 238 | 28 | 08
WCGX050304-2V | 7.94 | 318 | 34 | 04
WCGX050308-2V | 7.94 | 318 | 34 | 08
WCGX06T304-2V | 9525 | 397 | 44 | 04
WCGX06T308-2V | 9.525 | 397 | 44 | 08
WCGX080404-2V | 12.7 | 476 | 55 | 04
WCGX080408-2V | 127 | 476 | 55 | 08
WCGX080412-2V | 127 | 476 | 55 | 12

¥ % % X % % % > % % % (BPS253

X % % X % % % % % % > |BPS251

~N —~N N~~~ ~ o~~~

* EEFE S Recommended grade Y T %% S Optional grade




s
D8 1AFEET] Inserts for profile milling
4 ¥ Material recommended
<} Dimension (mm) ; S R = 5 =
S ger | T CDRERE | PDREMS FAERS
7 : = CVD coating grade PVD coating grade Uncoating grade
BV IS |I=|S 888 |S8 ==
ol N A 28212 22|E8EB|E|5|3
S WPGTO503152SR | 7.94 | 35 | 4 | 15 | 11 * * | % w
Lo ] - WPGT060415ZSR | 9.525 | 4.2 | 44 | 15 | 1 * * | % w
&% ~ v WPGT080616ZSR | 12.85| 635 | 55 | 15 | 11 * * | % *
‘ l WPGT0907252SR | 15 | 7 | 55 | 25 | 11 * * | % %
1 B¥ER Material recommended
FKRF Dimension (mm) S = S = : S
TIB M Insert shape HE Type CVDAEHES PVDiREHS E(
7 ¥ =P CVD coating grade PVD coating grade Uncoating grade
HARBREBEBEBEEE ol s
oic| s |o¢| LR |s |58|2|5|3|5/8|3/3|8|z|g 2|58
o o0 | oo | 00| m o o o o0 o | oo o o o o0
ZDGWO8T2R10 | 6.75 | 278 | 28 | 84 | 10 | 15 * | % * | % ¢ w
ZDGW1103R125 | 85 | 3.8 | 28 | 106 | 125 | 15 * | % * | % % *
ggﬁ ZDGW13T3R16 | 10.5 | 397 | 44 | 132 | 16 | 15 * | % * | % % w
a ZPGW2204R20 | 12.7 | 476 | 55 | 161 20 | 11 * | % * | % % ¥
ZPGW2204R25 | 12.7 | 476 | 65 | 169 | 256 | 11 * | % * | " Y
ZPGW2204R31 [ 12.7 | 476 | 55 | 176 | 315 | 11 * | % * | K w *
4 BHERE Material recommended
KR~} Dimension (mm) R = ; = 5 =
TIE SN Inserts shape BE Type : CVDREMES | PDREMS |¢EME| FAEMS
’ i e CVD coating grade | PVD coating grade Cermet Uncoating grade
GBI i { HHHHHHEENHHAHE
SPMT120408 | 12.7 | 4.76 | 55 | 0.8 | 11 * | k[ k| %

o\

* EEFE R SRecommended grade Y A& A#S Optional grade



D9 {AfZEET] Inserts for profile milling

4 ¥ Material recommended
EART Dimension (mm) 5 = : = -
TIESME Insert shape S Type CVDIREHES PVDIREMS FRERS
7 i CVD coating grade PVD coating grade Uncoating grade
B S=SSS| B3 olw|o
IC| S| d|r|a | DB DO D O B8 5= |
& &5 &|s| 55| &| S| 5| 5|2 23| =
S SPMT120408-D51 | 12.7 | 476 | 55 | 08 | 11 * * | Y| k| %
# BHE#E Material recommended
E AR Dimension (mm) s S : = :
T RS e CDAEME | PDREMS RS
’ 8 i CVD coating grade PVD coating grade Uncoating grade
B |Ig|=1S 8382 oleo|o
Wi L | S| d rla |8 3 300 3 0 3 S8 s
& | &|d | &|& ||| e | &|d| & |3 | 2=
LPMT150408R-D51 12.7 | 1588 | 476 | 55 | 08 | 11 * * | K|k | %
* * | K|k | %

LPMTI50412RD51| 127 | 1688 | 476 | 55 | 12 | 11

#t

g

* EEFE S Recommended grade Y T %% S Optional grade

=
g
«
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D10 EHfth Others

AR Dimension (mm)

TIR5MY =
Insert shape H5Tye Ic s 2 d
S
Le = @ P22215:00 8 23 14 34
- g
ol; - PaRtE 4 n 476 f 55
, “FDimension (mm)
TIEA BETs RS
Insert shape L s . ;
P2801-0 9.52 318 14 08
@ P2808-1 127 476 1 08
- P2809-1 ) 471 )
809 127 6 i 08
P28415-00 6.35 318 1 04
<
. L —
B} T = . P28415-0 952 318 14 08
- - . -
P28495-1 127 476 1 08
|7 -
;ﬁ P2800-0 952 318 i 08
— 2802 15,98 476 f 2
E P2816-1 121 476 1 07
’ EAR~fDimension (mm)
|m:ﬁ|;ﬁ7 HSType
nsert shape
L S a b
P2894-1 127 476 20 2
P2894-2 15.88 476 20 24
—.—>)€ o
BN P2803-1R 127 476 il 14
. N P2803-1L 127 476 1 14
T |.S]
N P2B4St- 121 418 f 14
o=y

* EHEFE R SRecommended grade Y AJER#S Optional grade



D10 EHfth Others

E AR~ Dimension (mm)

3 a 4 r
RS P29221-04 6.35 645 238 7 8 04
1.7 @ @ -~ o P29221-14 9525 967 397 7 80 04
@ — P2922302 6.35 645 238 7 8 02
iy
L 5] P922312 9525 9525 397 7 8 02
TG . EARR~FDimension (mm)
Insert shape L s ) .
P2B6T-1 635 2% 1% 0
P2B6T-2 78 318 1% N
e P2BI6T-3 952 397 1 %
Sl P2846T-4 1 397 1 %
=" P2BGT-5 11 476 1 %
P2846T-6 15 476 1 %
° P2B46T-T 176 556 1 %
i P2B4TE-1 635 238 1% % ﬂ
LS P2BTS-2 78 318 1 0 P
P2BT-3 952 397 1 % HE
ﬂ P2BT54 1 3907 1 % @
— POBATS S 27 476 f %
P2BTS 15 476 1 %
P2BTST 178 556 1 %
Iﬁ :_:fg;e o L W E:sRTTDmensmn (mm) - b
a
P2700-0 83 83 318 1 R05
-~ P2T00-3R 15 952 318 1% R0S
P2700-3L 1 952 318 " R0S
P2TO3R 15 952 318 1% 14
- P2T034R 2 121 476 1 15
USRS
P2T0G-3R 158 121 476 1 C1.
P2T04R 2 121 476 1 c08
= PT0G-4L 2 121 476 1 c08
— P2TOT-R 15,8 121 476 1 C1.
P2TOT-AR 2 121 476 1 C08
PTOT-AL 2 121 476 1 c08

* EHEFE B SRecommended grade

Y AJ1ERES Optional grade
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D10 Hfth Others

®

FARtDimension (mm)

TIRSNE o
BSType
Insert shape c s ] b
: P26032 952 476 1 12
vj\‘f c
WL % P2603-3 127 476 11 12

LS

Ty

=
g
«Q

* FHEFE S Recommended grade  Yc AT i%#S Optional grade
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a HHIMIEREBE KRR Common problems and solutions for milling

MREWEES

Main points of solution and inspection

SRR

Failure descniption

TIE#® u an ’
%1% PIEI& TIERAR MR 3 3
Selection of Cutting condition Tool shape Machine tool clamping
tool material
173 3 S @
8 o o #z 8| g 8
= £ = o
Bs52|,8 o S2E| 2| o 8,3 B[%.|5c e Es|TE B
S 5|, 5| 2 |8l 5|t o |2E 2
Eals M8 5l 8 B2 \ms| B+ 5|72, 2 X855 Bs &2k 05| e
ESpg HEolrel D2 ol S B M58 28 45125 08Nt B,
Balmy 25T 8 TS|\ BE RS ML R8I M B 5B me R )RS B\
e s|®3 Sleg"3| €Fgss| E|=5|15|BS|m2 g K
= = 5 2 ;
HEms =k JED| Z|EeimsBele kg SlET
#es %2 £ 2lmeV%| 8 8§ i
S & Ee 2 Sliee| 8| £ E
S = 5 SIKEl 2| =| s

71N

Fracture of tool nose SF & =

PIEIRHTAE ¢
j;:;;;i Improper cutting condition \/
Severe abrasion| 7741 7] JLAATFL IR A~ &35 T
of clearance face Imﬁroper geometry shape of \/
cutting edge
HIIE | DHRETAE ¢ ¢ ¢ Vv
FEIRK Improper cutting condition
e | STEE IR
mproper geometry shape of
cuﬁing edge ysnap
. PIHIEHTEE
t);gg,??] Improper cutting condition T T
T
Fracture of | HEIT)JLATSR A &i&
cutting edge LrS irr?g%z ggometry shape of] \/ T T \/ \/ \/ \/ \/ \/
N PIHIEHREE
?z';;jﬁ Improper cutting condition T T T \/
A
Thermal Tﬂﬁ'lﬂ]ﬂﬁfﬁé;ﬁﬁé‘iﬁf ¢ T
. mproper geometry shape of
cracking cuging edge v shap Eﬁug
PIMIRHAAE a

HEE

Improper cutting condition

HhER
Build-up edge

PIEITILAITR AT &&E
Imgyoper geometry shape of
cutting edge

Machining precision jdt g H =

M
HEEX

Coarse surface|

TIRERHETIRIZR
Abrasion of tool produces great
vibration of milling tool

i 5
Wiper

=

PIHIEHT&E

Improper cutting condition

ER

Causing burr|

PIEITN LIRS &1E
Improper geometry shape of
cutting edge

=%

1518

TIRIZHAREE

Improper cutting condition

Side collapse]

PIEIDNREE 2 =y
Improper geometry shape of
cutting edge

FEE T
i

Worse planeness|
and |

PIEIT)UAITRAR A &1
Improper geometry shape of
cutting edge

hN

Others & ot

RENA

Great vibration

PHIEHIZREE
Cutting condition Improper
technology

DN
DN
AN

YIBYE
RIBE

TRIZHAREE

Improper cutting condition

Chippings are
twisting and
ljamming

PIEIDINROEZ S =p¢1
Improper geometry shape of

cutting edge
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D11 EHIFZARZE R Milling Technical information

b

a)8i 5 %% Questions and solutions

KM [E]RE

The problem of representation

M3

Blade wear

—IBFESR

Aboundary wear

MRS IR

Crater wear

BT

Plastic deformation

RIS

Wear damage

FREAARE

Surface roughness

Sticking to the knife and built-up
edge cause chipping

M5 TI0RBHE

SHET)

HU I BE 15

Mechanical abrasion

Thermal cracking damage

A ZULERR

BRTR
Chipping

MK eS| R
Phenomenon Reason Solutions
BMIHREAEEN | YHIERELS FEAR VIR
RHBE T TIREREGER SR T BE R 1 BB AR A R
reduction of surface roughness and| The cutting speed is too high Lower cutting speed

size for finishing

The service life of the cutter end

The use of abrasion resistance and better material

FEER HTEFRFYIERE | RSEFE
TIHIFE HE R N AR AR
Burrs The amount of feed is too large and| 4 FA HT 384 B8 4F RN R
Cutting resistance the cutting speed is too high Improve the edge sharpness
Lower cutting speed
The use of thermal shock resistance of materials
TIBHEHIEA PIHIEE LS FEARTIHIR B

i ﬂuliﬁuﬂc (&2%8)

Chip control deterioration
Finishing the surface deterioration(Terry)

Cutting speed is too high

FERESTIHEENTIFIE
ST RM=8L=8ERETIR
Improve the edge sharpness

Lower cutting speed

The use of thermal shock resistance of materials

THRSTEL
SeumARR
Workpiece size change
Blade damage

YIRS S

TI B BEREC XY
Cutting load is too high
Cutter material mismatch

R R E S R

AR TI 2 FITIR

The use of high hardness material

Reduce the amount of feed and cutting depth

BNLREREL
TITHR<T#E

The rapid deterioration of processing
surface, Workpiece size tolerance

PIHREE S
The cutting speed is too high

FERTIE R T B

PR R M AR R R
Reduce the preset tool life

The use of abrasion resistance and better material

Cutting resistance

YIHIBE 13m0 iRV AR TI 2 FIYDR
REHEREEL YIH BT EIHRT] AN E SR T
Cutling resistance TIR#ERE BRI E R B
| Surface deterioration The amount of feed is too large Reduce the amount of feed and cutting depth
Cutting vibration knife The use of rigid and better tools
Blade low toughness. The use of higher material toughness
BmIREERL PIHI=R B SR HE AN P H iR BE
YIHIFE F238 0 The cutting speed is too low REEMNE (FA, EHR)
Surface deterioration Increasing the cutting speed

Enhance the sharpness (anterior horn, chamfer )

& AR
TIEEFEBIRE
Accidental damage
Tool life instability

HTI2FYIRE A

YIRIR AR T]

The amount of feed and depth of
cut is too large

Cutting vibration knife

ESIFH%’J] FEEXE’JM 5
mAREA

ﬂujcﬂ"‘lﬁmﬁlﬁf‘ R
AN E S H 7]

The use of higher material toughness
Increase chamfer

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

B M AER
% I TR EI At Al
By the thermal cycle and damage
Occurring in intermittent cutting and milling|

HITIEIFKFHEEE
PN

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

PRI TIE
FEARYIER
BAFXmI
Reduce the amount of feed
Reduce the cutting speed

The use of dry cutting
| ST T SEEMRIEIMT| T AR R Sl e P e
ZEITHRINOTAMIT TRAORIER E The use of high hardness material ( TiC ceramics and CBN )
Appearing for high hardness material machining| Blade low toughness. The use of riaid and better tools
Appearing in vibration knife cutting | Tool less rigid g

Change the blade tip.




D11 $EHIFZARZERL Milling Technical information
c IREEFIIFEBERIZERIFNERE Difference and selection between down milling and up milling

X K Y K
Enlarge Enlarge
gt k5%
Up milling Down milling

Ik - $t7]15 THEMER D MIERE 75 m S YIRS 5 AR A SR A R .

HEE . 9t 5 THIRMER S RN 5 B SYIHIH S 5 B R B SRl K.

Down 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.

#t

=
g
«

g

Isket, PIHTEEZRMRERS, 5, YRINZINMENES. BRESMIERERRREE
AE%; e, YIBRETYE, NNEIHEMEERE, TS MIREEXNBITIER), IB/NIIE
B, mAOmIREEL. B/ REEREERE. S8R, VIBHEEE, TTHRVIARSERINNEE, &)
Ik =4 B SR AR EFMEM TREBE L.

HEERt, ATSNMEREIHRKEVHIAAESTHERFBER, RATESLTFSESH—MMIEE
EEG. MIASEVIRIRSERINNARSHAEFTE—B, H7I7NITHNKFEERANDAE—ERENIES
SREED, NTIGEKREEEN, I‘iﬁ%éﬁﬁ’ﬂ?lﬁﬂ?ﬁﬂ BB X E BIBTM . 721X —BFE) TE AT LB
HTRKFEME D AR KB —EREN, TEESBRE. TEGHNXMBARMED, FrEZmRNLIRE
FBIRTIR .

ER BRGNS, TIEERERHITHREFHEE, RARNERRMIAERE I,

GHERET B ERS I B ERA .

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.




D11 BLEIFARZERE Miling Technical information
d TIE&IERIESE Pitch selection

BHITIBSBERT T ER ST —TIHE S BMES. HEl7IESHE. &if, B854,
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,

HEAERREM Stability of operation

L M H
(i) (Low) (H1) (Medium) (%) (High)

Coarse pitch Close pitch Extra close pitch

@

Sy any
leferentlal pitch

IERGHERSTHREERN, MIRS RE,

*nrﬁi;l%glzﬁiﬂiﬂiﬁj%ﬁﬁ 1R, | ;ggfug% mdﬁ\?ﬁ%%gﬁg DS=£2: 50D
RESK HE. - 8, FIREE
When the milling width is equal to diameter of cutter, the —RAERHTS IR AL, . When the milling width is less than diameter of cutter,
machining system is stable and main power of machine | General milling function and multiple mixed productions | ¢, tting by maximum edges can achieve high productive
is sufficient,selecting coarse pitch can achieve high efficiency.
productive efficiency.
1%3FEMmFA Selection of approach angle
=
; BHITENMERABRATIRSTIER R, iR BlitGE PR S A YIHIEEE
FRESMYLIERE. YEHMTESS. AT Approach angle Feed rate per tooth Real maximum cutting depth
BIAET, B ERHA, WIBEESRE), 7 90 f hex=fzxsinkr
EYIHITITEEE RB YIRS RN S T
BN E R A TR T] A E S PR S A SR 8 fr hex=0.96xfx
H7IARE, XEMERLERA. RPTIT, FH
ROTIFHE. (BLMAMERS, HOFELMTH 60 & hex=0.86x1:
REEH,
45 fz hex=0.707xfz
The approach angle is composed by insert and tool body, Chip
thickness, cutting forces and tool-life are affegted especially by BB £ B /iCZX(iC-Zap)Z
the approach thickness and spreads the cutting area between Round insert hex= - ic xfz

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.




D11 BEEIFARZERE Milling Technical information
e BAALXR General formula

Ve: HIEBRE (m/min) Vi: TIEGH%E (HHRE) (mm/min) Q: &REBEBRE (cm/min)
cutting speed(m/min) feed rate of worktable ( feed speed)(mm/min) metal removal rate(cm3/min)
Dc: HTIAMER (mm ) fz: BEHEE (mm/z) fn: BEEFHEE (mm/rev)
nominal diameter of milling tool(mm) feed rate per tooth(mm/z) feed rate per revolution (mm/rev)
n: EHERE (rev/min) T EFZE~3.14 L: SEBRETIEEE (mm)
spindle speed(rev/min) circumference ratio==3. 14 Real cutting distance(mm)
Zn: T)E Te: MIIEHE (min)
number of teeth machining time(min)

@ 1UIHEE Cutting speed

m Dec n
Vo= ———M— i
c 1000 (m/min)

@ 4HELIER Spindle speed

1000

n= Vo (rev/min)
s De

@ T1EQHAE GHAIRE) (m/min)

Feed rate of worktable ( feed speed)

Vf=fz nzn

#=
Al

Buit

@ S E Feed rate per tooth

fz= - (mm/z) A feed
ISR LA S :
@ S4B E Feed rate per revolution 2R
Tool minor cutting =112
_ Vf ESBi Qe =
fn= T (mm/rev) edge angele " shape of tooth FRHEE (f2)

Feed rate per tooth

@ /nIAFE Machining time

Te= (min) s
vf S ks
@TDC
@ £EEMZE Metal removal rate
a a V¢ / L

Q= W (cm3/min)
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SEEITIE & ERBI1ERA Function of each part in face milling

f

TEH®NETEARE
Main angles of face mills

O

715 E 12 Diameter of cutter

HIFR

FEEfEArp
Radial rake angle

FESETIEEAERRE Main angles of face mills

Rake angle ’\XX \é P

HEE R

Axial rake angle

EX):1 0
Approach angle

TR N s
Inclined angle of cutting edge

W 1 AR
Designation Function Effect
EIETA e REHBAE BEAT: HBMAEF
Axial rake angle rf Determining the chip direction negative angle, excellent capability of chip removal
ok REVIHIRRE S T LA
.Iri] RIS T, DetermiEning whe?her the cutting " BEALE: 4] ﬁ.” HRELF
Radial rake angle rp is light and fast or not Positive angle, good cutting performance
FRA Kr REBEE ket, TIBEET; ke, YIBEEL;
Approach angle Kr Determining the chip direction thickness Krt, chip thickness?; Kr|, chip thickness|
T p— e y—
N REYHIRREE gﬁ%ﬁ%ﬁ% ;ﬂﬁéﬁfﬁg P ﬁﬁﬁ??,ﬂﬁ']j]?ﬁf;ﬁ
A8 R Determining whether the cutting high strength of igh strength | ¢~ 0= (+) | Good cutting performance,
Rake angle R is light and fast or not of cutting edge cutting edge

HBREE, TRITRES HEB M aELF I TR

; REHEF5TE) Poor cutting performance, f
; TR As Determining the chip direction high sirengthof igh strength | <) 0= (+) Esvoftrcelﬁ,mt?,go?i:g{: a;; eé
Inclined angle of cutting edge of cutting edge 9 9649
AEIRTARILEAHEHE Characteristics of different rake angles combined
_ XUIE R RYSAL: )] —IE—HEIfA
Double positive Double negative One positive, one negative
=H I
=l AL LT
= . ree) ree)
Q@ Negative rake angle
L B S
00
TEAA
0  rake angle
+
2318 o o
Positive rake angle
SR EIA re —
Axial rake angle rf + +
RERIfAr, + — _
Radial rake angle rp
P N N
M J J
EEMIFRE
= ST K J J
Applicable material machined
N J
S N,

2o G
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g TEEmAKIYIHIMEEE Cutting performances of different approach angles

ES ) ~EE
Approach angle Schematic diagram

AR

Instruction

|J=
l_

45

HENHEKR. MITERTHR, THKERM, S
MITHEETH; MISWEMRE, FFTFRIET
S uls e

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

T3

75

FEWAHEEYIEIS N, RFEKEISERN—MERES.
The main purpose is to resolve the radial cutting force, it is often
used for general face milling.

T3

Bt FHESHRE, EETEIREGRH.
The axial force is zero in theory, suitable for milling thin plate
workpiece.

&3 TITIFK Wiper insert

¢

BTN AFERIEIRE, L, It has axial and radial un out because of
ﬂﬂﬁﬁﬁﬁm@ﬁﬁﬁﬁmnﬂ*u)ﬁmg‘] tools and inserts exist manufacturing
ZEEN%), HI)8mERERNESH
EMIREAREERMET S, FRAR
BIETEIEX.

tolerance. The axial runout lead to poor
surface roughness.

RORAE &

Solution

Bui

REBRTITIR
Assembling wiper inserts
RE

usage

0.10mm
‘ —h
N
-
>
Rz

x

0.03

— XNk — L&A

Wiper insert Common insert

T E LR T B B 71%50.03-0. 1mm
AREUEKIER |

Tﬁﬁ;ﬁt}ﬁ/—’ﬁ?ﬁ%-ﬁﬂéﬁ‘ﬁ?_}ﬂﬁﬁgz can just assemble only one wiper insert. If the diameter of
HIIREREBANK T BN SERTHREX cutter is much bigger or cutter's feed rate per revolution is
TERTIKER, AR2-3HEHxT]

The wiper insert must protrude below the other inserts by
*0.03-0.10 mm at axial direction, only that the wiping
function can take into effect. Generally speaking, a cutter

bigger than the length of wiper edge, 2 to 3 wiper inserts
can be assembled.

ESEF YIRS TR UB ERANIERE

Selection of cutting width diameter in face milling
ae de

e : JIEYIEIETR Tool cutting diameter

@ @ ae: YIBITERE Cutting width

/f\

\

cutting width and diameter is Dc=(1.2—1.5)

avoid coincidence of tool center and
workpiece center as much as possible.

(1.2 - 1.5)

= —R&kiR, UIBIEESTIEMNYIBEIER 513 Generally speaking, the relation between
BIXFEA: De= (1. 2-1.5) ae.
ESfrM TR e e TIEd 5T 4dl ae. In the machining practice, it need to
E f? 3oy
~
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N\
1/

®
E1 C*A
Sﬂm:ninfr!\az FrESType 2 . d ' el = ¢ applicLEije]i):serts
C12A 1.7 3.18 6.1 0.8 73 8.5 05 CNMM/G12
C16A 14.88 4.76 7.1 12 8.5 10 05 CNMM/G16
C19A 18.05 6.35 8.7 1.6 10.3 1.5 05 CNMM/G19
C16BP 15.6 4.76 79 1.6 9.58 1.3 0.5 CNMM/G16
C19BP 18.8 4.76 10 1.6 12 121 05 CNMM/G19
E2 C*B
snm%sﬁz RS Type = . ' i 2 i ¢ applicﬁaije]i):serts

C128 1.7 3.18 0.8 6.6 8 15 05 CNMM/G12
C16B 14.88 4.76 12 76 9 2 05 CNMM/G16
C19B 18.05 4.76 1.6 8.6 10 2 05 CNMM/G19
MC0903 9.3 3.18 0.8 58 6.5 1.87 0.2 CNMM/G09
MC1204 125 4.76 12 74 8.1 2.77 0.2 CNMM/G12
MC1604 155 4.76 2 9.8 10.8 22 0.3 CNMM/G16
MC1904 18.65 4.76 1.25 8 12.25 25 05 CNMM/G19
ICSN-332 9.14 4.76 0.8 5.94 6.63 3.43 0.5 CNMM/G09**08
ICSN-432 12.32 4.76 0.8 7.52 8.2 2.59 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 4.76 127 7.52 8.2 2.59 05 CNMM/G12**12
|CSN-443 12.32 5.3 1.27 7.52 8.2 3.05 0.5 CNMM/G12**12
ICSN-533 1549 476 1.27 9.86 1097 259 05 CNMM/G16**12
SM-304 18.67 476 1.2 8.48 1.71 249 0.5 CNMM/G19**12
ICSN-633 18.67 476 1.2 1143 12.29 259 05 CNMM/G19**12
€0903B 9.13 9.13 08 5.85 6.7 1.75 05 CNMM/G09
SC1203 122 3.18 0.8 6.95 8.05 1.75 0.2

SC1204 122 4.76 0.8 74 78 2.25 0.5

12038 123 3.18 121 7.35 8.3 1.75 05

C1203B 123 123 1.27 7.35 8.3 1.75 05 CNMM/G12
SMC-432 124 48 0.8 7.35 8.1 2.3 05

MSC-432 124 48 1.2 1.25 8 2.6 05

C1204 125 4.76 12 74 8.25 3.25 08

M-C16B 14.88 4.76 12 78 9 28 05

SC1604 15.2 4.76 12 7.95 9.05 2.05 0.2 CNMM/G16
(C1604B 15.48 4.76 1.27 9.85 10.9 2.65 0.5

SCN-64 187 4.76 1.6 94 10.8 24 05
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wiys

fis

€D

®
E3 D*A
TSN T ERTIA
Shim shape FRESType E . d ' il o ® | applicative inserts
S D15TA 1.7 3.18 6.1 12 73 8.5 0.2
Q DNMM/G15
%E D15A 1.7 476 6.1 1.2 73 85 0.2
L NP4/ D19A 14.88 476 71 12 85 10 0.2 DNMM/G19
TD1503 11.65 3.18 6.8 0.8 8.6 0.5 DNMM/G15
E4 D*B
TSN SEE ERTIR
Shim shape P& SType . S f &l e o ¢ | applicative inserts
D15TB 1.7 3.18 12 6.6 8 15 0.2
DNMM/G15
D15B 1.7 476 12 6.6 8 15 0.2
D19B 14.88 476 1.2 7.6 9 2 0.2 DNMM/G19
MD1504 12,5 476 0.8 74 8.1 277 0.2
DNMM/G15
MD1506 125 6.35 0.8 74 8.1 428 0.2
IDSN-322 9.14 3.18 0.8 5.94 6.63 1.85 0.5 DNMM/G11**12
a—S- » kk
- 7%\ l§* IDSN-433 12.32 476 127 752 8.2 2.59 0.5 DNMM/G15*12
*f_o - IDSN-533 15.49 476 127 9.86 10.97 2.59 0.5 DNMM/G19**12
o
. § QE ;[ D1103B 9.13 3.18 0.8 5.85 6.7 1.75 0.5
45 MD11 94 33 12 58 66 2 02
D1504B 12.32 476 127 7.35 8.3 265 0.5
SMD-432 124 6.46 0.8 745 8.16 44 0.5
SD1503 12.2 318 0.8 6.95 8.05 1.75 0.5
SD1506 12.2 6.35 0.8 7.25 8.05 4.05 0.5 DNMM/G15
MSD-432 12.5 48 0.8 73 8 26 0.5
D1504 12.5 476 1 74 8.25 3.25 0.8
MD15 12.5 476 12 74 8.3 3 0.2
E5 S*A
TIREXRR EREE D S d r df 42 e ERTIR
S09A 8.53 3.18 46 04 5.6 6.6 0.2 SNMM/G09
S12A 1.7 3.18 6.1 0.8 73 85 0.2 SNMM/G12
S15A 14.88 476 741 12 85 10 0.2 SNMMIG15
g45°
@ S x e S19A 18.05 6.35 8.7 1.6 10.3 1.5 0.2 SNMM/G19
It 8 E gs) S22 2023 | 635 | 87 | 16 | 103 | #5 | 02 SNMM/G22
S 7‘ S‘\ S25A 244 6.35 10.1 24 12 13 0.2 SNMM/G25
S09BP 85 3.18 49 0.8 6.8 6.5 0.3 SNMM/G09
SC42 12,5 3.18 6.9 1.2 85 8 0.5
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E6 S*B
g]m;z"fmi FERESType D § f ai g2 $ ¢ applicﬁa}??v)e]i):serts
S098 8.53 3.18 04 56 7 15 02 SNMM/G09
$128 "7 3.18 08 6.6 8 1.5 02 SNMM/G12
S158 14.88 4.76 1.2 76 9 2 02 SNMM/G15
S198 18.05 6.35 1.6 8.6 10 2 02 SNMM/G19
S228 2123 7.93 1.6 96 1 25 02 SNMM/G22
S$258 244 7.93 24 96 11 25 02 SNMM/G25
MS0903 93 3.18 08 58 65 1.87 02 SNMM/G09
MS1204 125 4.76 08 74 8.1 217 02 SNMM/G12
ISSN-322 9.14 3.18 08 5.94 6.63 1.85 05
ISSN-332 9.14 4.76 08 5.94 6.63 343 05 SNHMIGOS08
ISSN-432 12.32 4.76 0.79 752 82 2.59 05 SNMM/G12*08
ISSN-433 12.32 4.76 1.27 752 82 2.59 05
ISSN-443 12.32 53 1.27 752 82 259 05 SNMGZ12
ISSN-533 15.49 4.76 1.27 9.86 10.97 259 05 SNMM/G15*12
ISSN-633 18.67 4.76 1.27 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
$0903B 9.13 3.18 08 5.85 6.7 1.75 05 SNMM/G09
851203 122 3.18 1.2 6.95 8.05 1.75 02
$1203B 12.32 3.18 121 7.35 8.3 1.75 05
M-S15B 14.88 4.76 1.2 7.8 9 28 05
$1504B 15.48 4.76 08 9.85 109 2.65 05 SNHMG1s
E7 SE*
gf?l%frlm\;i RS Type 2 . ' & 2 . ¢ applicﬁa}i?vjeji):serts
SEF12 10.5 3 2X45 54 6.7 1.2 SEKT12
— SE445 10.3 318 | 25x45 5.1 6.6 1.68 16 SEKT12
N
s
E8 T*A
TIRSM RS Type D S d r dt d2 e ERTA
Shim shape applicative inserts
T16A 8.53 318 46 04 56 6.6 02 TNMM/G16
T22A "7 3.18 6.1 08 73 85 02 TNMM/G22
T27A 14.88 4.76 71 1.2 8.5 10 02 TNMMIG27
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E9 T*B
gfi%ﬁaﬁi PR SType v . ! i e i ¢ applicﬁa}??vi]i):serls
T168 8.53 3.18 04 56 7 15 02 TNMM/G16
T228 "7 3.18 08 6.6 8 1.5 02 TNMM/G22
T27B 14.88 4.76 1.2 76 9 2 02 TNMM/IG27
MT1603 92 3.18 08 58 6.5 1.87 02 TNMM/G16
MT2204 125 4.76 1.2 73 8 27 04 TNMM/G22
ITSN-322 9.14 3.18 08 5.94 6.63 1.85 05 TNMM/G16**08
ITSN-323 9.14 3.18 1.27 5.94 6.63 1.85 05 TNMM/G16**12
S@« ITSN-333 9.14 4.76 1.27 594 6.63 343 05 TNMM/G16**12
ITSN-432 12.32 4.76 079 752 82 259 05 TNMM/G22*08
g ITSN-433 12.32 4.76 1.27 752 82 259 05 TNMM/G22**12
ITSN-534 15.49 4.76 1.57 9.86 10.72 259 05 TNMM/G27**16
ITSN-538 15.49 4.76 3.18 9.86 10.72 2.59 05 TNMM/G27*32
ITSN-636 18.67 4.76 2.39 143 12.29 2.59 05 TNMM/G33*24
ST1603 9 3.18 08 5.95 7.05 1.75 02
ST1603B 9.13 3.18 121 5.85 6.7 1.75 05
T1603B 9.13 3.18 1.27 5.85 6.7 1.75 05
T1603 94 33 1 58 6.9 2 05
T2204B 12.3 3.18 1.27 7.35 83 1.75 05
T2203B 123 3.18 121 7.35 83 1.75 05
E10 V*B
Sﬂ%ﬂa}i RS Type ) . ! i e i ¢ applicﬁaije]i):serts
IVSN-322 9.14 3.18 0.79 5.94 6.63 1.85 05 VNMM/G16*08
IVSN-433 12.32 4.76 1.57 7.52 82 2.59 05 VNMM/G22+12
s SMV-321 8.3 32 0.8/0.2 54 6.5 1.7 05
QD S MSV-321 8.6 32 0.8/0.2 5.6 6.6 1.5 05
ﬁygﬂ g SV1603 9 3.18 08 5.95 7.05 1.75 05
$ €45° SMV-322 9.1 3.2 0.8/0.2 58 6.6 1.7 05 VNMM/G16
V1603B 9.14 3.18 079 5.85 6.7 1.75 05
SM-310 9.14 3.18 0.79 541 Al 1.78 05
MSV-322 9.3 32 0.8/0.2 58 6.4 1.9 05
E11 WxA
TIBSNY B S Type D S d r d1 d2 e ERTIR
Shim shape applicative inserts
. WO8A "7 3.18 6.1 08 73 85 02 WNMM/G08
/\83\ 5 *Sr W10A 14.88 4.76 71 1.2 8.5 10 02 WNMM/G10
2 N W13A 18.05 6.35 8.7 1.6 10.3 15 02 WNMM/G13
SW317 9.35 27 5 08 6.3 6.6 05
TW0803 11.65 3.18 6.9 08 79 8.6 05
SW42 125 3.18 6.9 1.2 85 8 05 NGO




N\
1/

®
E12 W*B
S?I:‘I:&:f!\a’:)i PR SType v . ! i w2 i ¢ applicﬁa}??vje]i):serls
W8B "7 3.18 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 1.6 8.6 10 2 02 WNMM/G13
MW0603 93 3.18 06 5.75 6.45 1.85 02 WNMM/G06
/\8/0: S MW0804 126 4.76 08 74 8.1 217 02 WNMM/G08
(DQ | IWSN-322 9.14 3.18 08 5.94 6.63 1.85 05 WNMM/G06
@-57 g IWSN-432 12.32 4.76 08 752 82 2.59 05 WNMM/G08™08
L O i IWSN-433 12.32 4.76 1.19 752 82 259 05 WNMM/G08*12
— fsﬁ W0603B 9.13 3.18 08 5.85 6.7 1.75 03 WNMM/G06
SW0803 12.2 3.18 08 6.95 8.05 1.75 05
SMW-432 12.3 48 1.2 74 82 26 05
W0803B 12.32 3.18 119 7.35 83 1.75 03 NGO
WWwos 124 4.76 08 6.6 84 2.25 05
MSW-432 12.8 48 08 73 8.1 26 05
W1004B 15.48 4.76 08 9.85 109 2.65 03 WNMM/G10
E13 R*A
Sjrﬁ:rlm\ai; FRESType L 5 8 i & ¢ applicéa}:?vjeji):serts
R10A 9 3.18 46 56 6.6 02 RNMM/G10
- R12A 11 3.18 6.1 7 85 02 RNMM/G12
R16A 15 4.76 71 85 10 02 RNMM/G16
R20A 19 6.35 8.7 10.3 1.5 02 RNMM/G20
R22A 21 6.35 8.7 10.3 1.5 02 RNMM/G22
R25A 24 6.35 10.1 12 13 02 RNMM/G25
E14 R*B
TV FRE S Type D S dt d2 St e ERTIR
Shim shape applicative inserts
R09B 94 4.76 46 58 2 02 RNMM/G10
% R12B 125 4.76 6.1 74 2 02
IRSN-43 1247 477 7.34 8 2.24 0.76 RNMM/G12
'g[ IRSN-44 1247 6.41 7.34 8 2.24 0.76
~ IRSN-62 18.77 3.18 11.25 13.03 1.53 0.76 RNMM/G19
e*45° R1003B 96 3.18 5.8 6.7 1.75 03 RNMM/G10
R1203B 1.6 3.18 7.35 8.3 1.75 03
R1604B 15.6 4.76 9.85 10.9 2.65 03 RNMM/G16

@D, 217



E15 KT*
TN e ERTIH
Shim shape Fa@ESType v . ol ¢ el applicative inserts
S KTS20 13 5 25 | 45 6
& ]S KTS25 15 5 25 | 55 7
LH KTS32 2 5 2 65 | 10
'Ol ko)
- é] KTS40 25 8 0 65 | 145
KTS50 30 8 0 65 | 145
E16 STM* (L*)
E? 2
g]mfsﬁe @B EType D S e d d1 R1 R2 L1
60° LW-16LT LWAGRT | 95 | 348 | 05 | 41 61 | 05 | 125 | 10
. \/\ S— LT16R-3.0 LT16L30 | 943 | 348 | 05 | 55 | 66 | 01 | o8 | 729
o
Q ,§Q_\ I B STMI6 94 | 318 | 05 4 04 2 465
m:@ s 5/ SEil MT16-M 925 | 318 | 05 | 56 05 | o5
Ly e 45° STMH6L STMIGR | 94 | 318 | 05 | 41 04 2 465
STM22L STM2R | 125 | 397 | 05 | 52 05 | 18 | 53
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FEHART

FI RERAE~MHmE 4L Cemented Carbide products safety standard

1. BREEUIHIT] B BB ARE

Features of cemented carbide materials

WHREETERZHBEW. C. Co. N. Tii Si. AL OFTHRRHEUAYERITRENE, FHT-RINEEMIMERNMIIRE, &
BREEBERFNALERELMRENEE, ENIABIrEENMAXETREELENERIE,

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, FRERAETENITIESEM

Cautions for safty use cemented carbide tools

1) BEERREMENME, EXANERNSIKEFENBME NERTIRAWSR, FEHEMNIIO,

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) REMOWREEUE. HATERS, BFERK, EEEMEMEMEEMLE, MOEH.

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) WRESMWGBEAANABKRY, ABRENNERER, EEENMIEEELNEE T#T,

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) WRESTNENGFHETER, ZEEAESSHRER.

Cemented carbide tools should be stored in the dry environment where is far away from the corrosive atmosphere.

5 BRAENAEEVHIERE S, AABENFETE, BRHE, BENINASLENSRAR.

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) MEVHIERHERLHNKL, AVNKMINENEREFGER, BEBERHEIE,

If coolantis used in the cutting process, please select correct coolant to prolong the machine and tool lives.

7) MFEMISRRPEESGHIIE, EE1E{EA, Please stop using the tool when it’'s generating crackle in the machining process.
QYFEREENESEKHEERASHEIOHL, BERK, BAZILETLARBE,

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 ZEBNAETNANMGENENBRRBEZEREE, BRHEMA,

Please collect the broken tools and chips properly,in case hurting other people.
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F2 RLFEMAYIEITEAFESEI Cautions for safty use cutting tools

fe B tEDanger

By #7 #E HEProtective measure

EEEMTIE T BEF K T TR B AMRER G E.

Direct touch with the sharp cutting edges may cause injuries.

LIBENR LR ESIREAENAN, BERAFEEHPSRAR.
Please use gloves etc labor protection articles when assemble or disassemble cutting
tools on machine.

ARYUEHTDETNSHERR, WA TH, 5I#HE, Improper use of tools
may cause the tool breakage and be expelled from machine, thus will generate injuries

ERBERIERANR R,
Please read catalogue and safety standard before operating.
TE1E A B BRE BG4 AR o

Please wear safeguard glasses and protective clothes.

HEERMEIZREEHRR AR, ARSHTEHRT I, Wi
TEEEM G E -

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.

REEHRTEERNTIE,
Change the tool with excessive abrasion without delay
TEE AR EF R

Please wear safeguard glasses and protective clothes.

YIHIE 32 fh B9 U8 T BEXT A 3E AR 45 F X 45 o
In cutting process, hot chips may generate risk of scald and scuffing.

REMERAHFEIEBTRIE,
Please use tools such as plier to clear away the chips in time.
BEERBFREMBFRUARBEFFE,

Please wear safeguard glasses and protective clothes

VRSP =EMAENSTREIBEINENRMBIENER, Incutting

process, sparks and hot chips may cause risks of fire and explosion.

BREVHIXEN SRS B,

Clear away the inflammable and explosive materials in the cutting area.
EMF RN R

Please make sure the fire extinguishers are prepared.

BEEBITHIARE TREEH TEHEEMSER 2R, SBIIEER.
At high speed, the machine will vibrate severely because of poor balance of holder etc.,
And may cause tool breakage.

EVIHIAT, RERERBEMIHREEH,
Check whether the machine is loose or has any abnormal noise before cutting.
TEE R RER B AR o

Please wear safeguard glasses and protective clothes.

WMTH LR EREREIEEER, RESIH A

Burrs on workpiece are very sharp and easy to cause injuries.

EAEMEE M T4 ENER,
Don’ttouch the burrs on the workpiece with bare hand.
EE AR FEMEIP AR, Please wear protective gloves and clothes.

% E R AN T4t B B AT N T & S A 71 B AR IR AN 4 N T4 K
If directly machine the workpiece held un-firmly, it will cause tool breakage and splash
of workpiece.

AR N T % £, Make sure the workpiece is clamped firmly.
EE AR ERER B AR o

Please wear safeguard glasses and protective clothes.

ENRRTNEMERERERZENBERTHTIE, FTERECHE
MAGER R Ifinserts or spare parts are not clamped properly, they may become
loose and fly out ,which cause risk of injuries.

MIBERATEUAREEHE ZARINIEZEAZY,
Use the suitable tools to set inserts, and make sure the inserts and spare parts are
clamped firmly before machining.

FEHNEREHN T RTS ZER, NHRTEFHRECRNER,
If inserts and tool are clamped too tightly by screw and clamp, it may have the risk of
breakage and splash.

BAEEAEESHP TREHRE,

Please not clamp tools too tightly by sleeve

TR M ET RSN, FrEREEOCHHERTRE L,
Inserts or spare parts may be expelled due to inertial centrifugal force at high cutting
speed.

BERETERNERTIR,
Use the tools within recommended cutting conditions.
EE ARG PR

Please wear safeguard glasses and protective clothes.

HFSEI B/ BERN, H#EBFMES WX 5K 2 KMiling cutters have

sharp cutting edges. Direct touch with them may cause injuries.

ATHENRE, ELREBRIFHBERATHEERIFFE,

For your safety, please wear protective gloves if need to touch inserts.

EEYIHIS, KR, FESRIZUKI/ESTHEEL, ERARG
T

In rotating cutting, clothes, gloves etc are easy to be wringed to the machine at high
speed, thus cause casualties

HIGEHITIREDE R, BAETFEMI,
The operator should not wear gloves at rotating cutting.
HZEETEUERREEMETHROVURT

Please pay attention that the clothes etc should not touch the operational parts of

T

machine ;%?
WOEHENFERARNITEARENINS =4 RIR3 M5 EHHR BERTFRETENERTR, ﬁg
EHGE, Please use the tools within the range of recommended rotating speed. s &
Off-center or poor balance of tools in rotating machining will cause vibration, breakage ERRGE VA T E e, 5
and splash of tool, thus will cause injuries. Check and adjust machine balance periodically. éh
EREVHIE, SE CHOVBEFARERTGE. FERAZELE, RiFRE. HNEE, g
When cutting at high speed, the chips flying out rapidly may cause injuries. Please use protective cover, screen etc safeguard goods. C;_;'

BEAGIFREMBIFRURFE,

Please wear safeguard glasses ,protective clothes and gloves.

AW I BB TEhEIR, B 5 ISR 71 BT T kA T A B B AT Bk o
Using the extremely small drill is easy to cause tool breakage and splash, and hard to
take out the broken part.

BT EMRSMESENETEETMI,
Reduce tool vibration and conduct machining at suitable speed.
EEABINREMPBFRUARFE,

Please wear safeguard glasses ,protective clothes and gloves.

ENEREIMER, SSBIAMTIENMERE, #F5IZEERK.
Machine and tools may be damaged if they are used out of specified purposes, thus
may cause other risks.

ERRBUAMMEEM,
Please use them strictly according to instructions and specified purposes.

G, 21



F3 ZRMEMHEREE Surface roughness

e R T THEIVES (ED
Type Code Calculate method Calculate Example
EERREKEINAERELENER T HE.
Within sampling length I, the arithmetic average absolute value of profile
i deviation is y /
5 ;r’JfB KPR EREEENEFI LRBREEALZBNES, E4
g2 i ERRMORI_FHL0. FrENswmREREREREN | L N A sa aon
= 8 g Ra BEEREZENESMAEN, a ; M]l'VA ) ," i g "futm‘“wmut‘ ',.m‘
‘g rfrg 3] In the formula, the profile deviation y is the distance between profile points
=3 Wu and reference line in the measuring direction.Reference line is the profile s e s N
7% least-square average line O. This line divide the profile and make the sum of OB SLAR fi R
squares of profile deviation to be the minimum within the sampling length.
ERHEKENNRANEHESHEHES ) SANEEE RN T
HEZH.
= Within sampling length |, the sum of the average value of heights of five highest
c(é’ Xm profile peak and the depths of five deepest profile valleys y i
gﬂj K RENEANEBES WIRENRARHNREER, REH ”’I T o 7\}17\
e o KRRy ZE B K IR R BTG TS SR BT 4 2 IR BE . X ijI /] VX}”V‘\WN“& .
_g 4k In the formula, ypi means the height of 'i',the highest profile peak. In the g V‘J/"‘
o . . " . .
5 f_ forrqula,yw mea‘ns the depth of 'I'the deepeslt profile Yalley.MaX|mum helghtlof TR - 5 R
= TE 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.
ERHEKENLHENESRBEREZENES,
The distance between the inner profile peak line and the bottom profile valley
= line in the longitudinal direction within the sampling length I.
¥ RBEMEZRFITTEALHEIRAREEANEG; REBAKRERTF ) !
g TFERLFETRBRITANL — A
=z é R Top profile peak line is the line that parallels to the reference line and passes . /\\"_ /'\w/’\\
‘Sf';: ¥y through the highest point of profile peak. Bottom profile line is the line that V \/ 7\/ S /
=% parallels to the reference line and passes through the lowest point of profile
3 valley B0 a5 K e ER
=X 7 a] X Ry
()

uolnBWIOUI [BOIUYOS]
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EUHE A A0 E K B B BRME

The value Of Sampling leng 1 and rvatuation length 1n

Ra/um Rz/um 1/mm 1n=51/mm
>0.008~0.02 =0.025~0.10 0.08 0.4
>0.02~0.1 [0.1~0.50 0.25 1.25
>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




F4 ﬁ)%ﬁﬂ*ﬁr‘ﬁm‘tti% Comparison table of metal materials from different countries
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Concentrate on CNC inserts, accomplish international brands!

2/CNCEHL CNC Pressing machine 3/% S
= N FEHL Mirror face EDM

6-axes CNC controlled
integrated grinding
machine

1/ 7 B BX 30 B045 R IR

advanced equipments
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= i FE J5% 25 &
8/Spraytower 5 Pressure :?intering furnace
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our advanced equipments
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Chengdu Bangpu Cutting Tools CO.,LTD
Motk o EL PO )I1. RER. BT X 35998 S
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\ Add:No. 998 ,Baicao Road,Western Zone of Hi-Tech District,Chengdu,Sichuan,P.R.C.
‘ fi% (P.C):611731
/f\\\ Bi& (Tel) :E M Domestic Tel: 86-28-66337598
w@> E FR International Tel: 86-28-66337597
[/ ¢ E (Fax) :86-28-66337580

E-mail : cdbp@bpcarbide.com
(:l)l;l’ (:[]'l"l‘lN(; T‘"’LS http : //www.bpcarbide.com




