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BREENBHIIER A S EV S B SRIFIEHAKARESE S, TRHEETEFNIHD
LIPS, EFENNERNAENSEZERENEINTIIES.
High hardness superfine grain cemented carbide substrate, combined with special nano-coating with excellent

toughness and wear resistance, It can provide sharp cutting edge and mechanical impact. Fine finishing grade
for stainless steel cutting which requires small tolerance and high surface quality.

JGAOSF

EREENBHUERSSEM ST ELSBRTFEHARNED PLUSRERAESES, REME
IREE, REMEUBINADGHERESERG, JRNSHKENINASAOBNIE. BRARERN.

RS S 1B . ) -
e e HAFHERECHRSSIRE, E87]FEAEsmEEMatiE.

RIFFRER. REWINT, SEMIEEAFNSHRNIIREL.

The combination of fine particles and our designed Si-Coating, can make the
inserts with higher wear resistance and oxidation resistance. It is used for
machining hard material and stainless steel. It has excellent life performance
and stability during high speed processing.

High hardness superfine grain cemented carbide substrate, combined with nano NEO PLUS coating with
excellent toughness and wear resistance. It can make the interval of lamination thinner, and the increase of
lamination can inhibit the abnormal damage such as breakage, so as to achieve long life machining and
excellent finishing surface at the same time. Superfine finishing grade for cutting stainless steel and heat-
resisting alloy.

| #anE,

MBWCHIFCoR BRI,
AN B AR R AIDHIF.
ENHNREEENTESS.

Fine grain WC and medium Cobalt content design,
A small amount of grain growth inhibitor is added.
The perfect combination of high toughness and high hardness.

B2 P S -

RIABTFRMEEINT, 5%, WETIINT.

Used in steel material processing, automobile, mold industry
processing.

A4
Jrsn

HREWCHIECoR Eigit, FMPENEER
HARAIEF, MREGRENEE.

Fine grain WC and low Cobalt content design,
Asmall amount of grain growth inhibitor is added.
‘The material has a super high hardness.
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XHCVDFEMRE 1B TR EARFER R T,
HETBIEMTIE—RINT. SHEERNESTLUE
BYNRROBRIR, HERDOEORRE, BAOMBETNR
BENE, FEE NS TRE.

CVD coating material, specially used for medium speed and high
speed cutting of austenitic stainless steel from fine finishing to
rough processing. The combination with special chip-breakers can
avoid the breakage of cutting depth, reduce the formation of burrs,
the micro avalanche edge and built-up edges, and improve the
finishing quality of the work.

R W CHR AR SHh S ECOM R4 A
\ RS R,

of medium particle WC hard phase and Co

d moderate hardness.

777777777777777777777777 JGM30R

BRI

BT INT&AR AT RNSEEREREMN T, EETH
FEAMSEE, SEEEMEYE, JLERDESS.

Used for machining cast stainless steel materials under very
harsh processing conditions. The substrate can be used for
heavy intermittent cutting, the coating has good wear
resistance and can prolong tool life.

HMCVDEARE, EAA—FIMRENMR, BFm
THRMRAETNRHERERRINT. BETHATFER
HREEAE, RERBMEY, FTLEEKTIASG. S
SRR AT LU R AR, AL TR K
PHIBIINT.

CVD composite coating, the substrate is a very tough
material, used for machining cast stainless steel materials
under very harsh processing conditions. The substrate can be
used for heavy-duty intermittent cutting, and the coating has
good wear resistance and can prolong tool life. The polished
surface can avoid the formation of built-up edges and can be
machined with big feed cutting.

—fEE, SERENNEHENNEHSEEY, TIIRITHCVDES
WE, BTHSHME, SRE, DA, PHASNETEMNTES
BTN ATEE. BEsEnTRMeEURHBNIRTORE, R
FASEHNRBEEMALBETZHHEAR, BEHBHNTHE, BKH
AN I 85, DRS8N TEREMNIRES.

A new specially designed CVD composite coating with strong deformation resistance
and rich cobalt content base material. Suitable for rough finishing to semi-finishing
of various steel materials, ferrite, martensitic and PH stainless steel .With excellent
deformation resistance and blade edge strength. A new coating with advanced
coating stress removal process has excellent processing efficiency, predictable long
tool life and excellent working surface processing quality.

JGP25S

—MEFHRITNEHEREGEMR, UREBHBNAEREENSS
CVDERE, AFZHhITHME, SEme, ®REK KK, &8
MHRERERERNN NI ZHEEREFNTEYE, ErEESE
TIHIREE LB A FEERE. KBNRERET A RR
BMHEDRSR, EEANREEEREERENEBIRE.

A specially designed high cobalt cemented carbide material. A composite CVD thick
coating with excellent wear resistance, used for processing a variety of workpiece
materials, which includes steel material, ferrite, martensite . Cobalt-based material
matrix has a good balance before deformation resistance and blade toughness. Thick
coating has excellent wear resistance and crescent wear resistance in high speed
cutting. Smooth coating surface can avoid chip accumulation and micro avalanche
edge. It has high metal removal rates in harsh intermittent cutting.

MiSRETRIT; ) FEERIFNLEMEIEEEREEN;
Ll el T2 REEEEDEBIUKIEE R .
High temperature resistant component design;

The blade has good red hardness and resistance to plastic deformation;
The specialized preparation process can greatly improve the toughness of the matrix.

CVD

JGP25T

JGP25S8

JGP25S
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BHEABRENRIEEE, BUERIFNFEHEME, BT RERNKE
ek R REIEIIN T, EERIFHDEIEEE. RXMERRTF TR
[BIEEDH, TRERERN, CVDEREURBREEN MBI ZE A
BESMTEN, BRDEEEEKOEMAE, SHERESHIDEIES
.

The hard matrix has very good high temperature hardness, so it has good plastic
deformation resistance. Itis used for high speed cutting of gray castiron and nodular
iron materials, and has very good cutting performance. CVD thick coating stress
removal process can make the blades with excellent wear resistance and ensure the
tool has long service life. It is an ideal choice for high speed cutting of cast iron.

P> JGK20R

— TS RSN AN EEAOMT-CVD, TICN-AI20382, EREEREFN
A, BINTREMMEELARTTIMRE, SRESFIREH R EIHT
SBIRT S IR ER B R, XM RAORIASEES 2, WRBINTREMT, 7=
NEREMNTIT EtEReEERNINTHESIEEEBINTIHER,

MT-CVD,TICN-AI203 coating treated with special increased toughness. The substrate
has good wear resistance, increases the adhesion of the coating and the strength of the
blade, and is an ideal material for wet intermittent cutting of gray cast iron and nodular
iron materials. This material has a wide range of applications from fine finishing to rough
processing , and has a excellent processing efficiency in the process which requires
high strength and processing reliability.

BRWCHIECoS BIRiT,
IS BRESSERIKAID
i, MREEREEE.

Fine-grained WC and low Co
content design, asmallamount of
ccomposite Grain growth inhibitor is
added, The material has a super
high hardness.

ERMAE

LEMERS, MEEMWEMSH (B, &) SHRBERIESTIETER
FERLRERA, REMFORBERESHEREE, TZEZREINT
FEM TR,

> JTN20

Cermet grade, with the special mixing enhancement technology for cermet
adhesive (nickel, cobalt) and special high melting point adhesive, it has excellent
edge wear resistance, widely used in the field of steel cutting from fine finishing to
rough processing.

BN ;

RUpERSRRERFRIT, BEEA
BERAFECRASES, ZEBIEN
BRERAS T R EEANT IR R .

RIFFSEFEMHTIL, EFF BTl

The optimized design of grain boundary between

bonded phase and hard phase, the hard phase is LREEINT, EEMEES, &
of the structure of black core and white core with N
= ol i MITRENEEF SRR,

gray ring. The cermet material obtained excellent

high temperature and thermal shock resistance.
Used for processing mild steel materials
in auto parts industry and medical device
industry. With high wear resistance and
good surface finish.

» JTN35

INNOVARFIZBIEMRS, MERMEMGH (B, #) SHEARERMEHRTRANREEGRA, S50
FIER ARG, BEERIFOAEEEHE, WESIRBRE, RIETERNTNESHHEHEENNHE
7], XEGRERFNEARENEDE., XEESEMEEEM FERAESEARENENTES.

INNOVA series of cermet grades. with the special mixing enhancement technology of cermet adhesive (nickel, cobalt) and
special high melting point adhesive, it is used to effectively inhibit the softening of adhesive during cutting, and has good
plastic deformation resistance. This grade has no coating and ensures sharp cutting edges throughout the tool life, which
means good surface quality and low cutting force. This is the fine finishing grade which can guarantee high surface quality
under high speed and low speed conditions.
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Naming Rules of Turning Inserts
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Bt ; o il : i -~ 19.05 : £0.10 : — 1 £0.10
U £008-+018:£008-£025. 013 55, - - 043
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General Turning Inserts

CNMA/CNMG EE{H

AR Dimension(mm) B3 Greo
TR s g ML ALAE ..
Inserts Shape Type B a 5 a 6 6 GL) a a =15
ol.c| L | s |od|Re |2 |2(B |2 |5|2|5|2|8|8|3
AR R - G
CNMA120404 12.70 ({1290 | 476 | 5.16 | 0.4 °
CNMA120408 12.70 (12.90| 476 | 5.16 | 0.8 ®
CNMA120412 12701290 | 4.76 | 5.16 | 1.2 .
CNMA 160608 16.10 (15.875| 6.35 | 6.35 | 0.8 [ ]
CNMG120408-KN5 [12.70 [12.90 | 4.76 | 5.16 | 0.8 .
CNMG120412-KN5 [12.70 (12.90 | 4.76 | 5.16 | 1.2 °
CNMG160608-KN5 | 16.10 |15.875| 6.35 | 6.35 | 0.8 [
CNMG120404-PM4 | 12.70 [12.90 | 4.76 | 5.16 | 0.4 o | e °
CNMG120408-PM4 | 12.70 [12.90 | 4.76 [ 516 | 08 | o [ o | @
CNMG120412-PM4 [ 12.70 | 12.90 | 4.76 | 5.16 | 1.2 o | e °
CNMG120404-SM3 | 12.70 [12.90 | 4.76 | 5.16 | 0.4 e | ©
CNMG120408-SM3 | 12.70 [12.90 | 4.76 | 5.16 | 0.8 oo
CNMG120412-SM3 | 12.70 [12.90 | 476 | 5.16 | 1.2 ° ©
CNMG120404-HS2 [12.70 |12.90 | 4.76 | 5.16 | 0.4 © .
CNMG120408-HS2 | 12.70 [12.90 | 4.76 | 5.16 | 0.8 o e
CNMG120412-HS2 [12.70 |12.90 | 4.76 | 5.16 | 1.2 o [
CNMG120404-PM3 | 12.70 [12.90 | 476 | 5.16 | 0.4 o | e
CNMG120408-PM3 | 12.70 [12.90 | 4.76 | 5.16 | 0.8 o | e
CNMG120412-PM3 | 12.70 [ 12.90 | 4.76 | 5.16 | 1.2 o e
miﬁEﬁuDH‘ CNMG120408-PF4 [12.70[12.90] 4.76 | 5.16 | 0.8 ° .
(=]
General Turning Inserts

o EHEMS © —RMS O A4S
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General Turning Inserts

DNMA/DNMG
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General Turning Inserts

SNMA/SNMG

RzEn

- :
i85 Grade
EZRF Dimension(mm)
P M K| H| £
TR M BS

Inserts Shape Type 6 a 5 6 5 6 6 8 5 el
ol.c| L | S |od|Re|[2|2|2|R|B|Z|E|2|5|38|53

38| |S|8|5|5[%1°|°

DNMA150404 12.70|1550| 476 | 5.16 | 0.4 °

o DNMA150408 12.70|15.50| 4.76 | 5.16 | 0.8 L]

DNMA150604 1270|1550 | 6.35 | 5.16 | 0.4 .

DNMA150608 12.70| 1550 | 6.35 | 5.16 | 0.8 °
DNMG150404-KN5 | 12.70| 1550 | 4.76 | 5.16 | 0.4 .
DNMG150408-KN5 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 °

° DNMG150604-KN5 | 12.70 | 16.50 | 6.35 | 5.16 | 0.4 °
DNMG150608-KN5 | 12.70 (1550 | 6.35 | 5.16 | 0.8 L]
DNMG150404-PM4 | 12.70 | 15.50 | 4.76 | 5.16 | 0.4 [ o | o
DNMG150408-PM4 (12.70 | 156.50 | 4.76 | 5.16 | 0.8 © e | o
DNMG150412-PM4 |12.70 | 15.50 | 4.76 | 5.16 | 1.2 © o | o

0 DNMG150604-PM4 (12.70 | 15.50 | 6.35 | 5.16 | 0.4 e | e
DNMG150608-PM4 | 12.70 | 15.50 | 6.35 | 5.16 | 0.8 )] e | e
DNMG150612-PM4 | 12.70| 1550 6.35 | 516 | 1.2 [ ¢ | @ | @ | @

DNMG150404-SM3 | 12.70 | 15.50 | 4.76 | 5.16 | 0.4 ° ©
.. | DNMG150408-SM3 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 [ ©

@ DNMG150604-SM3 | 12.70 | 15.50 | 6.35 | 5.16 | 0.4 ° ©
DNMG150608-SM3 | 12.70 | 15.50| 6.35 | 5.16 | 0.8 e | ©
DNMG150404-HS2 | 12.70| 15.50 | 4.76 | 5.16 | 0.4 © °

T DNMG150408-HS2 | 12.70| 15.50 | 4.76 | 5.16 | 0.8 o | e

S&54% | onmc150604-Hs2 | 12.70 | 15.50| 6.35 | 5.16 | 0.4 oe
DNMG150608-HS2 |12.70| 15.50 | 6.35 | 5.16 | 0.8 © °
DNMG150404-PM3 | 12.70 | 16.50 | 4.76 | 5.16 | 0.4 © [

¢ DNMG150408-PM3 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 ()] °

@ DNMG150604-PM3 | 12.70 [ 15.50| 6.35 | 5.16 | 0.4 © [

DNMG150608-PM3 | 12.70 | 156.50 | 6.35 | 5.16 | 0.8 © L)
DNMG150604L-VP | 12.70 [ 15.50| 6.35 | 5.16 | 0.4 [ [
DNMG150604R-VP | 12.70 | 16.50 | 6.35 | 5.16 | 0.4 © L[]

0 DNMG150608L-VP [ 12.70| 1550 | 6.35 | 5.16 | 0.8 | © o
DNMG150608R-VP | 12.70 | 15.50 | 6.35 | 5.16 | 0.8 (] °

e EfEMS © —RMS o TEFKS

8% Grade
HZR5F Dimension(mm)
P M K| H| &%
TIRSME =
Inserts Shape Type B 6 a 5 6 6 B 5 6 : :
olc| L | s |od|Re|2|2[B|8|B|Z|S|2|3|8|53
= A R I R O

SNMA120404 12.70(12.70| 476 | 5.16 | 0.4 °

SNMA120408 12.70(12.70| 4.76 | 5.16 | 0.8 ®

SNMA120412 12.70(12.70| 4.76 | 5.16 | 1.2 .

SNMA150608 15.875|15.875| 6.35 | 6.35 | 0.8 [

SNMA150612 15.875|15.875| 6.35 | 6.35 | 1.2 ®
SNMG120408-KN5 | 12.70 (12,70 | 4.76 | 5.16 | 0.8 °
SNMG120412-KN5 [ 12.70 [ 12.70| 4.76 | 5.16 | 1.2 °
SNMG150608-KN5 |15.875(15.875| 6.35 | 6.35 | 0.8 ®
SNMG150612-KN5 [15.875(15.875| 6.35 | 6.35 | 1.2 °
SNMG120404-PM4 | 12.70|12.70 | 476 | 5.16 | 0.4 ° e | °
SNMG120408-PM4 | 12.70|12.70 | 476 | 5.16 | 0.8 © o | o °
SNMG150608-PM4 |15.875(15.875| 6.35 | 6.35 | 0.8 [ ] °
SNMG150612-PM4 |15.875(15.875| 6.35 | 6.35 | 1.2 [ ] °
SNMG120404-SM3 | 12.70|12.70 | 4.76 | 5.16 | 0.4 [ ©
SNMG120408-SM3 | 12.70|12.70 | 476 | 5.16 | 0.8 ° ©
SNMG150608-SM3 |15.875(15.875| 6.35 | 6.35 | 0.8 ° ©
SNMG150612-SM3 (15.875|15.875| 6.35 | 6.35 | 1.2 ° ©
SNMG120404-HS2 | 12.70 (12.70 | 4.76 | 5.16 | 0.4 [ L)
SNMG120408-HS2 | 12.70|12.70 | 476 | 5.16 | 0.8 [ [
SNMG150608-HS2 |15.875(15.875| 6.35 | 6.35 | 0.8 © °
SNMG150612-HS2 |15.875(15.875| 6.35 | 6.35 | 1.2 [ [
SNMG120404-PM3 | 12.70 [12.70 | 4.76 | 5.16 | 0.4 © °
SNMG120408-PM3 | 12.70 | 12.70| 476 | 5.16 | 0.8 o | e
SNMG120412-PM3 | 12.70 | 12.70 | 4.76 | 5.16 | 1.2 © (]

— SNMG120408-PF4 | 12.70 | 12.70 | 4.76 | 5.16 | 0.8 [ °
P
pSIe
.Y
® THEHMS o —iES O WEFES
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General Turning Inserts

EBEHITI A

General Turning Inserts

TNMG/TNGG

SHETIATIE

TNMA/TNMG H=
SHEFIEER
oc ¥ PN
Re * od ’
T
=
BZRF Dimension(mm) B Gedo
——— - P M K| H| £
Inserts Shape Type 6 a 5 6 5 6 6 8 5 el
ol.c| L | S |od|Re|[2|2|2|R|B|Z|E|2|5|38|53
38| |S|8|5|5[%1°|°
TNMA160404 9525|1650 | 4.76 | 3.81 | 0.4 .
TNMA160408 9.525|16.50| 4.76 | 3.81 | 0.8 o
TNMA220408 12.70|22.00| 4.76 | 5.16 | 0.8 °
TNMA220412 12.70|22.00| 4.76 | 5.16 | 1.2 °
TNMG160408-KN5 | 9.525|16.50 | 4.76 | 3.81 | 0.8 °
TNMG160412-KN5 | 9.525 | 16.50 | 4.76 | 3.81 1.2 .
TNMG220408-KN5 | 12.70 | 22.00| 4.76 | 5.16 | 0.8 °
TNMG220412-KN5 | 12.70 | 22.00| 4.76 | 5.16 | 1.2 L]
TNMG160404-PM4 | 9.525|16.50 | 4.76 | 3.81 | 0.4 © o | e
TNMG160408-PM4 | 9.525 | 16.50 | 4.76 | 3.81 | 0.8 © o | e
TNMG160412-PM4 | 12.70 | 22.00| 4.76 | 5.16 | 1.2 © e | o
TNMG220408-PM4 | 12.70 | 22.00| 4.76 | 5.16 | 0.8 e e
TNMG220412-PM4 [12.70 | 22.00| 4.76 | 5.16 | 1.2 o (e
TNMG160404-SM3 | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 ° ©
TNMG160408-SM3 | 9.525| 16.50 | 4.76 | 3.81 | 0.8 ° ©
TNMG220408-SM3 |12.70 | 22.00| 4.76 | 5.16 | 0.8 [ ©
TNMG220412-SM3 |12.70 | 22.00| 4.76 | 5.16 | 1.2 ° ©
TNMG160404-HS2 |9.525|16.50 | 4.76 | 3.81 | 0.4 [
/’,‘L"}\ TNMG160408-HS2 |9.525 | 16.50| 4.76 | 3.81 | 0.8 °
% TNMG160412-HS2 | 9.525|16.50 | 4.76 | 3.81 | 1.2 .
TNMG160404-PM3 | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 °
TNMG160408-PM3 [ 9.525|16.50 | 4.76 | 3.81 | 0.8 °
TNMG160412-PM3 | 9.525 | 16.50 | 4.76 | 3.81 1.2 °
o TEEMS 0 —@BES O TEFWS

S
Sy
od}]
82 Grade
B2 RT Dimension(mm)
P M K| H| &1
TR 5
Inserts Shape Type B a a 5 6 6 B 5 E S| 5
olie|NENIESH Ko dl| fRe | FEAFERFURIFUR E 28 Ex S SSHE A B2 ESHES
o o o o o o (=] o (3,1 o o
(7 I 72 H R T e S < I -+ I e
TNMG160404R-JP | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 e o
TNMG160404L-JP | 9.525 |16.50 | 4.76 | 3.81 | 0.4 LI
TNMG160408R-JP |9.525|16.50| 4.76 | 3.81 | 0.8 e (e
TNMG160408L-JP | 9.525 |16.50 | 4.76 | 3.81 | 0.8 o | e
j TNMG160408-PF4 | 9.525|16.50 | 4.76 | 3.81 | 0.8 © ®
=
‘&’/ﬂ\\
TS
g
TNMG160404R-VF |9.525|16.50 | 4.76 | 3.81 | 0.4 ) L)
,/ TNMG160404L-VF |9.525(16.50 | 4.76 | 3.81 | 0.4 o | e
=®QE«
TNGG160402R-S |9.525|16.50 | 4.76 | 3.81 | 0.2 [ ] © [
TNGG160402L-S |9.525|16.50 | 4.76 | 3.81 | 0.2 ° © [
TNGG160404R-S |9.525|16.50 | 4.76 | 3.81 | 0.4 ° ) L)
TNGG160404L-S |9.525|16.50 | 4.76 | 3.81 | 0.4 ° [} L)
TNGG160402R-C | 9.525|16.50 | 4.76 | 3.81 | 0.2 ° © .
TNGG160402L-C |9.525|16.50 | 4.76 | 3.81 | 0.2 e |0 | e
TNGG160404R-C |9.525|16.50 | 4.76 | 3.81 | 0.4 [ ] ) [
TNGG160404L-C |9.525|16.50 | 4.76 | 3.81 | 0.4 ° ©° °
® THEMS o0 —BBS O TETBS




W ZEFHDR

General Turning Inserts

VNMG/VNGG

AR A

EBEHITI A

General Turning Inserts

WNMA/WNMG

SHETIATIE

o0 -
= W - E
] o
L
i85 Grade
BZRF Dimension(mm)
P M K| H| £
TR s
Inserts Shape Type 6 5 5 6 5 6 6 8 5 &| :
olc| L | S [od|Re |B (2|3 |Z[B|Z2|3|2|8|8|3
o o [ o a oo |lo|lo|la | |0
(770 I I O | m| > | A >
VNMG160404-PM4 | 9.525 | 16.60| 476 | 381 | 04 | © | @ | @ | @
‘ VNMG160408-PM4 | 9.525 | 16.60| 476 | 381 | 08 | © | @ [ ® | @
VNMG160412-PM4 | 9.525 | 16.60 | 4.76 | 3.81 | 1.2 | o
VNMG160404-SM3 | 9.525 | 16.60 | 4.76 | 3.81 | 0.4 o
- ﬁ' 7 | VNMG160408-SM3 | 9.525 | 16.60 | 4.76 | 3.81 | 0.8 °
VNMG160404-HS2 | 9.525 | 16.60 | 4.76 | 3.81 | 0.4 ©
~=~ | VNMG160408-HS2 | 9.525 | 16.60 | 4.76 | 3.81 | 0.8 ©
e ® o
v VNMG160412-HS2 | 9.5625 | 16.60 | 4.76 | 3.81 | 1.2 ©| e
VNGG160404R-H |9.525 | 16.60 | 4.76 | 3.81 | 0.4 °
~ VNGG160404L-H [9.525|16.60 | 4.76 | 3.81 | 0.4 °
v VNGG160404R-F |9.525|16.60 | 4.76 | 3.81 | 0.4 [}
VNGG160404L-F |9.525(16.60 | 4.76 | 3.81 | 0.4 °
VNMG160408-KN5 | 9.525 | 16.60 | 4.76 | 3.81 | 0.8 .
‘ VNMG160412-KNS | 9.525|16.60 | 4.76 | 3.81 | 1.2 .

° THERS © —RES O TEFKES

8% Grade
EZR5F Dimension(mm)
P M K| H| &%
TR 5
Inserts Shape Type B 6 a E 6 6 5 5 6 : :
ol.c| L | S |od|Re|2|2[8|RB|B|Z|S|2|3|8|53
= A R I R O
WNMAO080404 12.70| 870 | 4.76 | 5.16 | 0.4 °
‘ WNMAO080408 12.70 | 8.70 | 4.76 | 5.16 | 0.8 ®
WNMA080412 12.70 | 8.70 | 476 | 5.16 | 1.2 .
WNMG080404-PM4 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4 ©° L[]
‘ WNMG080408-PM4 {12.70 | 8.70 | 476 | 516 | 0.8 | © | @
WNMG080412-PM4 | 12.70 | 8.70 | 476 | 5.16 | 1.2 ©° L[]
A WNMG080404-SM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4 ° o
WNMG080408-SM3 (12.70 | 8.70 | 4.76 | 5.16 | 0.8 ® ©
WNMG080412-SM3 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2 ° [
4 WNMG080404-HS2 (12.70 | 8.70 | 4.76 | 5.16 | 0.4 [ o
) WNMG080408-HS2 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8 [ ©
--)— WNMG080412-HS2 (12.70 | 8.70 | 476 | 5.16 | 1.2 e | ©
WNMG080404-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4 ° o
@ WNMG080408-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8 e | o©
WNMG080412-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2 ° ©
WNMG080408-KN5 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8
A WNMG080412-KN5 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2
WNMG080408-SF3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8 °

® THEMS o —RES O TEMES




Eptke=cipalay

General Turning Inserts

EBEHITI A

General Turning Inserts

CCMT

R

SHEHIAE R

WNMG A=
BT
M% Grade
B R Dimension(mm)
P M K| H | £M8
TR M s
Inserts Shape Type 5 6 5 5 6 6 5 6 5 : :
ol.c/| L | S |od|Re|2|2[2|2|Z|Z|S|2|3|8|53
a | o | a | o == o o | a e o
o |Hd4|o (4|7 | > |3 3>
WNMG080404R-JP [12.70 | 8.70 | 476 | 5.16 | 0.4 o | e
WNMG080404L-JP [12.70| 8.70 | 476 | 5.16 | 0.4 e | o
WNMG080408R-JP (12,70 | 8.70 | 476 | 5.16 | 0.8 e | o
WNMG080408L-JP [12.70| 8.70 | 476 | 5.16 | 0.8 e | o
WNMG080408-PF4 (12.70 | 8.70 | 476 | 5.16 | 0.8 © °

® TFEME o —RES O TEFES

.
“% Grade
BZxR~F Dimension(mm)
P M K|H| &8
TR ms
Inserts Shape Type =lzlslslsls als 5l 5
olc| L | S |od|Re |2 |2 |ZB|Z|B|Z2[|S|2|8|8|3
IR = = S I = U Bl
CCMT060204-HS2 | 6.35 | 6.40 | 2.38 | 2.8 | 0.4 ol e
CCMT060208-HS2 | 6.35 | 6.40 [ 2.38 | 2.8 | 0.8 o | e
@:’ CCMT09T304-HS2 (9.525|9.70 | 3.97 | 4.4 | 0.4 o | e
St CCMT09T308-HS2 (9.525(9.70 | 3.97 | 4.4 | 0.8 o] e
—_—
CCMT120404-HS2 [12.70(12.90| 4.76 | 55 | 0.4 o e
CCMT120408-HS2 12.70(12.90| 4.76 | 5.5 | 0.8 o] e
CCMT060204-SM3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.4 e | o
CCMT060208-SM3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.8 e | o
CCMT09T304-SM3 [9.525( 9.70 [ 3.97 | 4.4 | 0.4 e | 0
CCMTO09T308-SM3 |9.525| 9.70 | 3.97 | 4.4 | 0.8 e | o
CCMT120404-SM3 [12.70[12.90| 4.76 | 5.5 | 0.4 e | o
CCMT120408-SM3 [12.70[12.90] 4.76 | 5.5 | 0.8 e | o
CCMT060204-PF3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.4 °
CCMT060208-PF3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.8 .
) CCMT09T304-PF3 [9.525|9.70 | 3.97 | 45 | 0.4 °
‘ CCMTO09T308-PF3 [9.525(9.70 | 3.97 | 4.5 | 0.8 °
— CCMT120404-PF3 [12.70(12.90| 4.76 | 55 | 0.4 °
CCMT120408-PF3 [12.70[12.90| 4.76 | 5.5 | 0.8 °
CCMT060204-PM4 | 6.35 | 6.40 | 238 | 2.8 | 04 | © | ® ° 0
CCMT060204-PM4 | 6.35 | 6.40 | 2.38 | 2.8 | 08 | © | o ° ©°
CCMT09T304-PM4 (9.525(9.70 | 3.97 | 4.4 | 0.4 | © | @ ° °
CCMT09T308-PM4 9.525(9.70 | 3.97 | 44 | 0.8 | © | ® ° 0
CCMT120404-PM4 [12.70(12.90| 4.76 | 55 | 0.4 | © | ® ° °
CCMT120408-PM4 (12.70(12.90( 476 | 55 | 0.8 | © | ° 0
° THEEHS © —MBS O TEFHMS




B ZEEHTIR W ZEEFEHTR

General Turning Inserts General Turning Inserts

DCMT = ¢ SCMT =

smEh s
ol.C :
-
i85 Grade 8% Grade
BZSRF Dimension(mm) Bz R~ Dimension(mm)
P M K| H| £ B M K|H| &M
TR s TR 5 s
Inserts Shape Type 6 6 5 6 5 6 6 8 5 &| : Inserts Shape Type 'G-) ‘G-) 5 G") 5 6 6 6 5 §| §|
ol.c| L | S |od|Re|[2|2|2|2|B|Z|=S|2|5|8|53 ol.c| L | S|od|Re|2|Z3|2|2|B|2|S|2|35|8|3
o o o o o o = o o = o o o o o o o (=3 =3 o =] o
(720 I T I T e B e O~ R - wo|lo|Hd o7 |>|3|80|>
DCMTO070204-HS2 | 6.35 | 7.80 | 2.38 | 28 | 0.4 o e SCMT09T304-HS2 | 9.525|9.5625| 3.97 | 44 | 0.4 o | e
@ DCMTO070208-HS2 | 6.35 | 7.80 | 2.38 | 28 | 0.8 o | e a SCMTO09T308-HS2 |9.525 (9.625| 3.97 | 44 | 0.8 o | e
\/ DCMT11T304-HS2 |9.525 |11.60 | 3.97 | 44 | 0.4 © | e SCMT120404-HS2 |12.70 |12.70 | 4.76 | 5.56 | 0.4 o | e
DCMT11T308-HS2 |9.525 |11.60| 3.97 | 44 | 0.8 o | e SCMT120408-HS2 [12.70 (12.70| 4.76 | 5.56 | 0.8 o | e
DCMT070204-PF3 | 6.35 | 7.80 | 2.38| 28 | 0.4 L] SCMT09T304-SM3 | 9.525|9.5625| 397 | 4.4 | 04 e | ©
A DCMTO070208-PF3 | 6.35 | 7.80 | 2.38 | 28 | 0.8 ° SCMT09T308-SM3 | 9.5259.525| 3.97 | 4.4 | 0.8 e | o0
DCMT11T304-PF3 |9.525 |11.60 | 3.97 | 44 | 0.4 ° SCMT120404-SM3 |12.70 |12.70 | 4.76 | 5.56 | 0.4 e | 0
DCMT11T308-PF3 [9.525|11.60 | 3.97 | 44 | 0.8 ° SCMT120408-SM3 |12.70 |12.70 | 4.76 | 5.56 | 0.8 e | ©
DCMT070204-SM3 | 6.35 | 7.80 | 2.38 | 28 | 0.4 e | © SCMT09T304-PF3 |9.525 |9.525| 3.97 | 44 | 04 °
DCMTO070208-SM3 | 6.35 | 7.80 | 2.38 | 2.8 | 0.8 e | © /’ SCMT09T308-PF3 |9.525 |9.525| 397 | 44 | 0.8 °
DCMT11T304-SM3 [9.525 |11.60| 3.97 | 44 | 0.4 e | © —_— SCMT120404-PF3 |12.70 |12.70| 4.76 | 5.56 | 0.4 ®
DCMT11T308-SM3 |9.525 (11.60 | 3.97 | 44 | 0.8 e | © SCMT120408-PF3 {12.70 [12.70 | 4.76 | 5.56 | 0.8 o
DCMT11T304-PM4 |9.525(11.60| 3.97| 44 | 04 | © | @ ° o HEEIBE o IS O FATES
DCMT11T308-PM4 (9.525|11.60| 3.97 | 44 | 08 | © | @ °

o THERS o© —RES O TEFMS



B ZEEHTIR W ZEEFEHTR

General Turning Inserts General Turning Inserts

VBMT/VCMT = ¢ KNUX

s

[y
12
H% Grade Hﬂ% Grade
EZRF Dimension(mm) 2 R~F Dimension(mm)
P M K| H| £ B M K| H| 21
TR s TR s
Inserts Shape Type 6 5 5 5 5 6 6 8 5 &| : Inserts Shape Type 6 5 5 a E “5 5 E a : E'
ol.c| L | S |od|Re|[2|B|IRB|2I|IB|Z|E|Z2|5|8|3 La|L |IW| S |br|Re|2|2|3|2|B|Z2|S|2|8|38|53
o o o | o o|lo|lo|lo|la || o o [ o | o o o | e =} o [ o G
ol | dlo|7|>|3|3|> || 4|0 | T | >3 |A|>
VBMT110304-HS2 | 6.35 [11.00| 3.18 | 2.8 | 0.4 o| e KNUX160405-L11 [17.2(16.15(9.25(4.76| 2.7 | 0.5 o o
. VBMT110308-HS2 | 6.35 |11.00| 3.18 | 2.8 | 0.8 o| e ] KNUX160410-L11 |17.2|16.15/9.25|4.76| 2.7 | 1.0 o o
VBMT160404-HS2 |9.525(16.50| 4.76 | 4.4 | 0.4 o | e KNUX160405-R11 |17.216.15|9.25|4.76 | 2.7 | 0.5 e | o
VBMT160408-HS2 |9.525(16.50| 4.76 | 4.4 | 0.8 o| e KNUX160410-R11 |17.2(16.15(/9.25|4.76 | 2.7 | 1.0 e o
VBMT110304-SM3 | 6.35 |11.00| 3.18 | 2.8 | 0.4 e | © ® HEEME o —fEles o TETeS
@ VBMT110308-SM3 | 6.35 |11.00| 3.18 | 2.8 | 0.8 e | ©
VBMT160404-SM3 |9.5625(16.60| 4.76 | 4.4 | 0.4 e | ©
VBMT160408-SM3 |9.525|16.50| 4.76 | 4.4 | 0.8 e | ©
VBMT160404-MF3 |9.525(16.50| 4.76 | 4.4 | 0.4 e | ©
@ VBMT160408-MF3 (9.525|16.50| 4.76 | 4.4 | 0.8 e | ©
VBMT110304-PF3 | 6.35|11.00| 3.18 | 2.8 | 0.4 © °
@ VBMT110308-PF3 | 6.35 [11.00| 3.18 | 2.8 | 0.8 © °
VBMT160404-PF3 |9.525|16.50| 4.76 | 4.4 | 0.4 © [
VBMT160408-PF3 |9.5625|16.50| 4.76 | 4.4 | 0.8 © °
VCMT160404-SM3 |9.525(16.50| 4.76 | 4.4 | 0.4 e | ©
@ VCMT160408-SM3 (9.525(|16.50( 4.76 | 4.4 | 0.8 e | ©

o EHFMNS © —RES o TLEFES



B ZEEHTIR W ZEEFEHTR

General Turning Inserts General Turning Inserts

TNMX RNMG/RCMX

b2

SHETATER

S Grade S Grade
AR Dimension(mm) BZxR~F Dimension(mm)
P M K | H | &M P M K| H =M
TR SME BS = TR BS
Inserts Shape Type S 6 '5 a 6 @ E 3 6 '.‘4 : Inserts Shape Type GL-, G'_) '6 E 6 6 5 6 5 : §|
olc| L | s |od|Re|2|B|28|2|B|2|S|2/2|5|3 olc| L | s |od [2|3|2|2IB|2|8S|2|B|8|3
a|lo|lo | o|lo|lo oo |la|o | o o | o o|lo|lo|9o|o|o|a|o|a
|| 4o M| >3 3> olo | H4|low | T > 3|0 >
TNMX1509L-W |22.23(28.21| 9.66 | 6.9 1.6 ° RNMG120400 12.70 | 12.70 4.76 5.16 o | e
/ TNMX1507-HR8 [22.10|27.64| 8.01 | 7.0 1.6 L4 RCMX160600-PR8 | 16.00 | 16.00 6.35 5.50 ]
@ @ RCMX200600-PR8 | 20.00 | 20.00 6.35 6.50 o
o THEME o0 —WBIES O FAEFMS RCMX250700-PR8 | 25.00 | 25.00 | 7.94 718 | @ | ©
RCMX320900-PR8 | 32.00 | 32.00 9.52 9.80 ® | O

® EHFEMS o© —RIWS O TEFES



B ZEEHTIR W ZEEFEHTR

General Turning Inserts General Turning Inserts

CNMG/CNMM SNMA/SNMG/SNMM

—= =) ole —/ 7

= “"’3' Viod

L S S
IS Grade 82 Grade
EZSR5F Dimension(mm) £ R Dimension(mm)
P M K| H &M P M K| H 47
TIASM us " TIASHE L
Inserts Shape Type 5 5 5 a 3 o E a E ‘:| : Inserts Shape Type '5 G‘-) 6‘3 ‘G-) ‘6 ;5 6 ‘5 'G-) '_'| :
olc| L | S |[0od|Re |2 |3 |Z|2|B|ZIS|2|8 8|53 ol L | S |[od|Re|2|[Z3(2|R2|B|Z|S|2|B5|8|3
o o o o o o o o o =] o o (4 o o o o o o o o o
| o | 4o |7 | > | 33| > o |lo|d o |7 |>|a|8|>
CNMG190612 19.05|19.34| 6.35 | 7.94 | 1.2 e | © SNMA190612 19.05|19.05|6.35 | 7.94 | 1.2 °
———
CNMG160612-PR8 (15.875|16.12| 6.35 | 6.35 | 1.2 e | © SNMG190612 19.05(19.05| 6.35 | 7.94 | 1.2 e | ©
CNMG190608-PR8 (19.05|19.34 | 6.35 | 7.94 | 0.8 e | © SNMG250924 25.40(25.40|9.525| 9.12 | 2.4 e | ©
CNMG190612-PR8 [19.05|19.34| 6.35 | 7.94 | 1.2 e | ©
CNMG190616-PR8 [19.05|19.34| 6.35 | 7.94 | 1.6 e | ©
CNMG250924-PR8 |25.40(25.79| 9.35 | 9.10 | 2.4 e | © SNMG190612-PR8 [19.05[19.05| 6.35 | 7.94 | 1.2 e | ©
CNMM190612-PR8 |19.05(19.34| 6.35 | 7.94 | 1.2 e | © SNMG190624-PR8 [19.05(19.05| 6.35 | 7.94 | 2.4 e | ©
CNMM190616-PR8 [19.05|19.34| 6.35 | 7.94 | 1.6 e | © SNMG250924-PR8 [25.40(25.40|9.525| 9.12 | 2.4 e | ©
CNMM190624-PR8 (19.05 |19.34| 6.35 | 7.94 | 2.4 e | o —_——
CNMM250924-PR8 |25.40(25.79| 9.35 | 9.10 | 2.4 e | e o0 SNMM190612-PR8 [19.05(19.05| 6.35 | 7.94 | 1.2 e | ©
-| 4y i . 3 i e | ©
o LHEME © @IS o TETEES SNMM190616-PR8 [19.05(19.05| 6.35 | 7.94 | 1.6
SNMM250924-PR8 [25.40(25.40|9.525| 9.12 | 2.4 e | ©

® TFRS o —RES O TETRS



W EABEDR

Boring Inserts for precision turning

T*GT/T*GH/ITNMG

Bl E=ABER

Boring Inserts for precision turning

TCMT

N
H% Grade
BZRF Dimension(mm)
P M K| H kA
TR ns —
Inserts Shape Type 6 5 5 5 5 o) 6 8 5 &| :
ol.c| L | S |od|Re|[2|B|RB|2|IB|Z|E|2|5|8|3
o 2 o o o o o =3 o =4 o
7] w - (7] i > A A >
& TBGT060102L-W |3.97 |6.876(1.59 | 2.2 | 0.2
ﬁ TBGT060104L-W |3.97 [6.876|1.59 | 2.2 | 0.4
N TCGT110202L-W | 6.35 | 11.0 | 2.38 | 2.8 | 0.2 P
A TCGT110204L-W | 6.35 | 11.0 | 2.38 | 2.8 | 0.4 °
TPGT080202L-W | 4.76 | 8.2 [2.38 | 2.4 | 0.2 c|e
N TPGT080204L-W |4.76 | 8.2 [2.38 | 2.4 | 0.4 c|e
a TPGT090202L-W | 5.56 | 9.6 [2.38| 2.8 | 0.2 c|e
)| TPGT090204L-W |5.56 | 9.6 |2.38 | 2.8 | 0.4 o e
W | TPGT110302L-W |6.35 | 11.0 | 3.18 | 3.4 | 0.2 c|e
TPGT110304L-W |6.35 | 11.0 [3.18 | 3.4 | 0.4 o | e
a TPGHOB0204L-FS | 4.76 | 8.2 | 2.38 | 2.4 | 0.4 o] e
N TPGHO090204L-FS | 5.56 | 9.6 | 2.38 | 2.8 | 0.4 ol e
TPGH110304L-FS | 6.35 | 11.0 | 3.18 | 3.4 | 0.4 c|e
TNMG160404R-2G | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 c|e

® FHFRES © —RES O I%FHMS

==
ol.C
Re % @d -
= 2
8% Grade
HZR5F Dimension(mm)
P M K| H| &%
TIRSME =
Inserts Shape Type B a a 5 6 6 5 5 6 &5
olc| L | s |od|Re|2|Z|R|2|B|2|S|2|3|8|53
A I R O Bl
TCMT090204-HS2 | 5.56 | 9.60 | 2.38 | 2.5 | 0.4 [ [
TCMT090208-HS2 | 5.56 | 9.60 | 2.38 | 2.5 | 0.8 © L)
TCMT110204-HS2 | 6.35|11.00| 2.38 | 2.8 | 0.4 o | e
TCMT110208-HS2 | 6.35|11.00( 2.38 | 2.8 | 0.8 [} L)
TCMT16T304-HS2 | 9.525(16.50| 3.97 | 4.4 | 0.4 o | e
TCMT16T308-HS2 | 9.525(16.50| 3.97 | 4.4 | 0.8 [ [
TCMT090204-SM3 | 5.56 | 9.60 | 2.38 | 2.5 | 0.4 ° ©
TCMT090208-SM3 | 5.56 | 9.60 | 2.38 | 2.5 | 0.8 ° ©°
TCMT110204-SM3 | 6.35|11.00( 2.38 | 2.8 | 0.4 ° ©
TCMT110208-SM3 | 6.35 |11.00( 2.38 | 2.8 | 0.8 ° ©
TCMT16T304-SM3 | 9.525(16.50| 3.97 | 4.4 | 0.4 ° ©
TCMT16T308-SM3 | 9.525(16.50| 3.97 | 4.4 | 0.8 e | 0
TCMT090204-PF3 | 5.56 | 9.60 [ 2.38 | 2.5 | 0.4 © o (]
TCMT090208-PF3 | 5.56 | 9.60 | 2.38 | 2.5 | 0.8 [ o | e
TCMT110204-PF3 | 6.35|11.00( 2.38 | 2.8 | 0.4 © o ®
TCMT110208-PF3 | 6.35 |11.00( 2.38 | 2.8 | 0.8 ° o | e
TCMT16T304-PF3 |9.525|16.50( 3.97 | 4.4 | 0.4 © o °
TCMT16T308-PF3 |9.525(16.50| 3.97 | 4.4 | 0.8 © o °
® FTHFME o —RMS O TETES




W SREZEH W RN

Turning Inserts for Steel Turning Inserts for Steel
RS ERS
Characteristics of Chip-breakers Characteristics of Chip-breakers
-PM4IEJ] /i PM4 Positive Inserts 7 8 -PF3IEJ]Fr PF3 Positive Inserts

-1
BN, 52l PR, FER. SERiEBeEE, % 8
RFROSARIBES, BIRTDTDBESTEIETE, I BFEMTAMBELR, ERAEMNT;

" KA
Chip-breaker for cutting carbon steel, alloy steel, soft steel, " e — — - NTR— )
stainless steel and castiron; 0.1 03 0.5 0.7 %ﬁﬂgmﬁjﬁ_ﬁ%@ﬁl‘h tﬂﬁﬂt{i{\, EnEEE {///// %
The combination of flat edge and large front angle can ensure AR (mmirev ) Kifmigit, SRRNETBEZ AN RERASNE;
edge strength and cutting sharpness. TRIBR RTE B AT HIR X R S R /B,
RSB AIZ.

-PM4£iaJ] B PM4 Negative Inserts

Chip-breaker for precision processing with front angle finishing; &
RN T EEEE, Srla. RENMI; P Design of parallel cutting edges ; 5
BEREHIEEENE BN EE, BEES; Special design of 3D chip-breakers with double front angle, gﬂ
o IR TS e small cutting force and wide chip- breaking ; x4
FIRTI SRR IABRIAR TR ACAT A ’ . " J - ¥
- Large front angle design, and the deep chip chute between the height difference g 3
TR B (RIS R RERY BRI TR EI A to enhance the edge sharpness ; T2
. mge g i o ’ . v o According to different levels of cutting depth, there are corresponding raised chip-breakers,
Preferred chip-breakers for semi-finishing machining of steel cutting, and can realize efficient and Th s - . 1
e application field is extensive.
stable processing; Universal chip-breaker with wide chip-breaking effect and high versatility; o
Designed near the tip of the knife, with a distinctive shape bulge and large front angle. o1 _:’ 08 o7
Ensure the chip-breakers maintaining sharp cutting performance and low cutting force. AR (mmirev)
b
Case Analysis
e g
Case Analysis .
> Tkt 5 RFL/30Cr
Processed material
- N Tirkt 4ERETT Hub Unit /65Mn
Processed material - R Ve=120m/min
Linear velocity
> HEE Vc=110m/min ‘
Linear velocity . - HEE f=0.18mm/r
i "‘infffﬁgglslenqes Feeding Rate A mIFHH/DO
- HAE f=0.23mm/r Number of processed parts/edges.
Feeding Rate ii6 - JIERE ap=2.0mm 60
Cutting Depth
» EIRE ap=1.0-1.5mm
Cutting Depth 75 s 50
& ) EIMEEE Cutting Performance -
HIEIEEE Cutting Performance
\ 45 BIEm 30
BT % Life time of ZZJG 60{4/7]
Life time of ZZJG 9214/7) brand inserts
brandinserts 30 20
EIFME AR
ESNERRE 15 Life time of other 604/7] 10
Life time of other 100f4/70 International brand
International brand
0 0
WNMG080408-PM4  EISPSRARIE CCMT120408-PF3  EZMREAE
& owsns Jopast et & ossanF-¥, RAFANTHRNESREEES, Jorass | it
Cost-effective advantage. With the same performance as competitors, but the products machined by our carbide

inserts are of better surface finish.




W EREE H F%EH

Turning Inserts for Stainless Steel Turning Inserts for Cast Iron

SR TEME: BT, BETER, SHEES,
Characteristics of Chip-breakers STHEHE, EEAESNREEEY,

s
.
o Flat chip-breakers: B
-SMSIEBH- SM3 Positive Inserts Chip-breaker for cutting brittle and hard material, 38
with high structural strength and a good match to the tool holder. 2
PIEIBEEE, RAASBEE. EAEIRESG T A FRELIEIES, More suitable for unstable turning of cast iron. T
WO SRS BEENSR. R T a—
Medium Cutting Chip-breakers,Use Large chip-holding groove. BAE . EBANTEE, WEEEE, SEESINTIKERR
Reduce cutting resistance even at large depth of cutting, 7 &
" J o d . P g Universal chip-breakers:
Reduce high frequency vibration and cutting blocking.
Universal chip-breaker type, double-sided chip-breakers, 0.4
especially suitable for machining K-type materials. b

-SM3faJ] K sM3 Negative Inserts

M. B, METIRIATE P IDE); RILSSHETRR B, M SEET/EE;
KERIIEITD, DRSNS, BRERETEERA,

Medium Cutting for Stainless Steel, Soft steel, hard cutting material;
Use preferred recommended chip-breakers,M-class double-sided chip-breakers

I TR AV IEER R SRRIRTT S

Unusual failures and solutions when processing castiron:

Sharp cutting edges, High cutting sharpness.Highly versatile chip-breaker shape. N
EIEIE".%‘?&%{ Unusual failures ﬁ;ﬂﬁ% Solutions
el = AITIEAORIS R
Eﬂﬁ% Tipping at the chamfer on the front edge AGEIRGREIfA.
Case Analysis A mTsesmn Tipping ¥EINT RO S52E0T 70 O BR R Increase the negative front angle of the chamfer.
Nimbesotrocceset penyiotase Tipping of the cutting edge during grey cast iron finishing
=6 A 70 TIHIBREBS: YRS RIEEIR BATFDAL
Wear in cutting ductile iron Change to dry cutting.
. 8O/ [ EiR FL IR R PRI,
- WAL 40Cr (RENLHZEMT) Wear Wear during dry cutting Reduce cutting line speed.
Processed material 80, [e-aeams EDHIR O SRATRIEE IR BAATFHH; RERIEE.,
5 _ Wear during grey cast iron cutting Change to dry cutting, increase line speed cutting.
> LffE&  D=035mm e s e w0 R RETASER; NANARER FRALE,
Diameter of workpiece Poor roughness ine speed;i the : reduce
= P
- SR n=3800r/min WISE® 0 EERE EHE. RHMEE BNIREENHE, RERFRIME; HBIEARTIA.
[—— Life time of 22JG Surface quality Poor cylindricity and coaxiality Decrease
e 28] [ =7 WRERIA; MAVBIRREE,
> HEAE f=0.06mm/r ESESR Burrs Change to positive-angle inserts; reduce chamfer width
Lifetime of other 50(4/7) 0
Feeding Rate International brand
- IHIRE ap=0.8mm .
Cutting Depth
WNMG080408-SM3 EShERME
1IGAT0A ntematonsiband 2 gu ﬁ *ﬁ
Case Analysis
£
¥ b
iumberof processed parisladges . " . umbsrof processed parisiedges
- WINTHE 3045 B IR DT ZVERA4HY/ HT25044 R
Processed material 0 Processed material 180
> THEE D=®40mm > THER D=60mm 125
Diameter of workpiece LIHIEBE Cutting Performance Diameter of workpiece IBIMEEE Cutting Performance
100
> IR n=1500r/min Py > EE Ve=380m/min BIED
Retatingipesd Ug;m:féﬁ Linear velocily et o2z o 75 |-
. s MpiAE =
- AR f=0.08mm/r T - AR f=0.23mm/r =, : ol
Feeding Rate Life time of other Feeding Rate Lite tims:of other
International brand - Inissnationathrand
- ERE ap=0.6mm - IHIRE ap=1.5mm 25
Cutting Depth Cutting Depth
— 0

TNMG160404-5M3 5 N ShSLERRE
& EmiinE, RERENHERE. o EEEE @ HENENERIRO0%ES, HNLHEBEE. st

High cost-effective advantage and good chip-breaking effect. Performance is about 90% of a foreign brand, with obvious cost-effective advantage.

40]
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Threading Inserts

BRI FESHE RN

Naming Rules of Threading Turning Inserts

(%= WEIEER (mm)
Code Inscribed Gircle diameter
T11 ®6.35
T16 $9.525
1 P8R!
T22 o Internai cutting insert Hoht
E ShBLL
Exterial cutting insert T
NRRY THIE RBEE
Brand size Cutting style Cutting direction
-
1 2 3 4 6
Rcrew pitch Thread Type Thread Chip-breakers
. SHUBERTIA
ﬁ%ﬁg (n)mni-pilch (#3827 range of pitch indicated in numerals ) IS0 o i S e i
.35-5.0mm 5 breaking groove blade
00
72-2TPI €0 o g rced
50 SOBRIERL
iSUBIE Generic - pitch 50°general pitch thread
w BERL
- TPI Whitworth thread
A 0.5-1.5 48-16
AG 1.0-3.0 26-10
FREGRL Whitworth thread
mm LEL
11 11 1.479
14 14 1.162
19 19 0.856
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Threading Inserts

EREa
Characteristics of Chip-breakers

=HEEER A

Three-dimensional chip-breaking groove blade

BEMEEIRTHAE T TR ERER;
MIRECEES:
BESCIUN. EEIR, MEVIHIM RIS SR ERAGBRSN T,

Reasonable design of chip-breakers can ensure the effective discharge of cutting during machining;
With a high surface finish ;
It can realize thread processing of steel, stainless steel and hard cutting materials.

B N TAT 45#5%
Processed material 45¢#steel
> MNIA ZEHISNEINT
Processing methods External Turning Processing
> EADE T16IR1.51S0/JGA20F

Use of inserts

= NTSE Ve=128m/min, f=0.22mm/r

el

Threading Inserts

Processing parameters

HIHIERE cutting Performance

-ERSNISHT, &3 T16IRTIEEISER, BIES
BiBEL DAY, MR BEE. el

brand inserts

1604/7)

Under the same processing conditions, our T16IR

cut easier and chip-breaking effectis good.
Cost-effective advantage is obvious. 9}‘%5‘:%@

Life time of other 1601t/7]

International brand

EA R pi mm)
P M K| H| &M
TR s
Inserts Shape Type B a a 5 6 6 B 5 6 : :
®E olc| s |od [B|2|Z|2[Z|2|5|2|Z5|8|3
o a | o | o | o o lo(o|ua o o
w|lo| 4| 7| > 30|A|>
J‘ T16IR-11WS 11 9.525 | 3.52 4.00 e | ©
0 T16IR-14WS 14 9.525 | 3.62 4.00 e | ©
_&' T16ER-11WS i 9.625 | 3.62 4.00 e | ©
O‘ T16ER-14WS 14 9.525 | 3.52 4.00 e | ©
& THFE © —RES © FEFES
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Threading Inserts

el

Threading Inserts

M%Grade
B4R~ Dimension(mm)
P M K|H| &M
TIRSME Bs
Inserts Shape Type ‘6 ‘6 ‘G-) '6 a ‘G_) 5 B 6 E g
85 | ol.C| S od (B2 R[E[E2I212121s8 &
o o1 o o o|lQo|o|2|u (= ||y
|l o[ Ao |7m|> |03 >
. T16IR-1.01SOS 1.0 9.525 | 3.52 4.00 e | ©
= T16IR-1.51SOS 1.5 9.525 | 3.52 | 4.00 e | ©
O T16IR-2.01SOS 2.0 9.525 | 3.52 4.00 e | ©
: - T16IR-2.51SOS 2.5 9.625 | 3.62 4.00 e | ©
T16IR-3.01SOS 3.0 9.525 | 3.52 4.00 e | ©
T16ER-1.01SOS 1.0 9.525 | 3.52 4.00 e | ©
@“L\‘ T16ER-1.51S08 1.5 9.525 | 3.52 4.00 e | ©
T16ER-2.01SOS 2.0 g.5253|83.52 4.00 e | ©
.’é ai T16ER-2.51SOS 25 9.525 | 3.52 4.00 e | ©
T16ER-3.01SOS 3.0 9.525 | 3.52 | 4.00 e | ©
o FHTEMS o —RMS O TEFMS

EA R pi ion(mm)
P M K| H o1
TR s
Inserts Shape Type B a 5 5 6 6 B 5 6 : :
@5 olc| s | od |[2|(B|2|2(B|2|S|2|8|8]|3
o a | o | o | o o o |lo | a o o
w|lo| 4| 7| > 30|A|>
T16ER-AG558 | 0.5-3.0| 9.525 | 3.52 | 4.00 e | ©
T16ER-AG60S |0.5-3.0| 9.525 | 3.52 | 4.00 e | o
e THFHS © —RES O TEFES
IS Grade
E4R+ i (mm)
P M K| H ]
TIESME s
Inserts Shape Type sl6l6lalsl6|l6la|6|lS|S
g@m ol.c| S | od |[2|3|3|2|B|2|/8|2|8|&|5
ol o |lo|lo | lo|o|a|o |0
7] (%] =l w M > Pl A >
22IRN60-TC 3.5-5.0| 12.70 | 4.71 | 5.00 LI}

® LiEFHS © —RMS O FLEFES

m
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Parting and Grooving Inserts

ERNEDN R SHEERN

Naming Rule of Parting and Grooving Inserts

N FhHE
JD 7
Single head R AF Right
Js Wk
Double head M EHl (5 EF Left
23
Ll Profiling G E ! RE
RIS nE HIEI7
Application Code Tolerance Cutting Direction
¥
il 2 4 6
=1
7] %(mm) v (ZIREM) HBERS
Edge Width Knife point arc Groove code
¢ PR
Central breaking
150 1.5mm
R
200 2.0mm -N' Gentralchipping
250 2.5mm
300 3.0mm
400 4.0mm
500 5.0mm
600 6.0mm
800 8.0mm
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Parting and Grooving Inserts Parting and Grooving Inserts

RN ET) R4S = JSMN/JRMN

The features of parting and grooving inserts

'f@ H
THESRTIRNEANT, B—RSWEERENIIH; e pt

e

MK =4 B ER B EREE, RARERETIEEA, BT TR 6T °% / g o] ¢ il
= L -

BNTENARNERASERIRENGS, RETHMEENDYE, RET7TNIESTINIAASEYE.

The inserts is a multifunctional general-purposed machining inserts, which can be used for grooving and turning;
The optimized 3D chip-breakers can effectively control chip-breaking,

minimize the cutting resistance and reduce the machining vibration; B2 Grade
The combination of carbide matrix and coating specially developed for processing chip-breakers, EH2A Rt Dimension(mm) =
has both wear resistance and toughness, and improves the processing life and reliability. P M K| H B4
TR s
Inserts Shape Type B 6 5 5 6 6 5 5 6 : :
V|V |V | O > A Z |z
rbiri B Re EE R e e e e = e o & S
cteristics of Chip-breakers wo|lo|A|o|T|>| 20|20 >
JSMN150-02-N 1.50 | 0.15 [ 160 | 1.2 | 35 ° °
-C = = JSMN200-02-N 2.00 020|160 | 16 | 35 ° L)
& i i, -02- i : < i /] [ °
RN, . FHSSHNIRE, DHSREEER, e MRS R N D e
HEE RS, AREANMIRERE.
JSMN300-04-C 3.00 | 040 | 210 (235 | 48 L .
To meet different needs of cutting, grooving, turning and etc, - JSMN400-04-C 4.00 | 040 | 21.0 3.3 4.8 e .
the cutting process becomes easier, the chip-breaking effectis good, ﬁ & Py
and the ideal machining surface quality is achieved. JSMN500-08-C 5.00 | 0.80 | 26.0 | 4.1 58
JSMNB00-08-C 6.00 | 0.80 | 26.0 | 4.1 58 L] .
-N JRMN200-10-C 2.00 | 1.00 | 16.0 | 1.50 | 3.5 [ e
) E A MR E20% , RS, iR JRMN300-15-C 3.00 [ 1.50 | 210 | 235 | 48 L] °
< 5 2574 » /3) ' - =]
i‘%ﬁﬁ’z ﬁ?;ﬂ‘]ﬂl:l“'fﬁf&ﬁﬁ%{%;ﬁ;; /‘JL‘Mﬁl‘JiJJ % ~ | JRMN400-20C [4.00 [ 2.00 210 | 33 | 48 . .
- N JRMN500-25-C 5.00 | 250 | 26.0 | 4.1 58 o o
% Yy %
The special flank structure reduces the cutting resistance by 20%, %M- ) JRMN600-30-C 6.00 | 3.00 | 26.0 | 4.1 5.8 L[] °
reduces vibration and furtherimproves the surface quality. //// JRMN800-40-C 8.00 | 4.00 | 310 | 41 6.5 ° °
The special cutting edge design makes the chip-breaking effect better, : : . . -
and the tool can be moved horizontally. ® FHEEME o —MIES O FEFES
SMNEEIER T S E AT PAEIEINT

End graove processing Internal groove processing
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Parting and Grooving Inserts Application Cases

tDERIMEN T
Parting and Grooving processing

- ATk
Processed material

> NIAZ

Processing methods

> ERTIH

Use of inserts

- NTEE

Processing parameters

42CrMo
BRI SEIE
Continuous External Turning

JSMN 250-02-N/JGA10A

Vc=110m/min , f=0.16mm/r

ERENTIEAT, RENERHES, 18
Bk, HMILRERE,

Under the same processing conditions, our N type
chip-breaker has good chip-breaking effect and cut
easier. Cost-effective advantage is obvious.

> HINTAAR

Processed material

> NIHH

Processing methods

> ERETIE

Use of inserts

> IS

Processing parameters

45#4%
45#steel

FHISMENT

External Turning Processing

JSMN 300-04-C/JGA20F

Ve=128m/min, f=0.22mm/r

-ERFMIFET, HIISMNTLIIHIER,
HiEBEDIES, HEMILRBRE.

Under the same processing conditions, our JSMN

insert has good chip breaking effect and cut easier.
Cost-effective advantage is obvious.

HHI4ERE cutting Performance

BIEm
Life time of ZZJG
brand inserts

El5ME fhd
Life time of other
International brand

33014/7]

HIHI4ERE cutting Performance

BI&m
Life time of ZZJG
brand inserts

160{4/7)

Bl b
Life time of other
International brand

> IR

Processed material

= INTAE

Processing methods

> ER7IR

Use of inserts

- NTEE

Processing parameters

-CHEBHIER, R
RIFHEMEGIRIBE .

C type chip breaker has

45#
45#steel

ZEHISMNEIINT

External Turning Processing

JRMN400-20-C/JGP25T

Vc=220m/min , f=0.18mm/r

MIERESEH BN R

good chip-breaking

effect and cut easier. Cost-effective advantage

is obvious.

HIHIMEBE cutting Performance

BIEd
Life time of 2ZJG
brand inserts

EME ke
Life time of other
International brand

100f4/7]
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Common Problems and Solutions In Turning

TIEELERE THI P TIERIR HLRESE
Selection of Toolmaterial ~ Cutting Condition Cutting Condition Shape of tool Machine tool clamping
HIERM & 3w £ g g g 9& gM &7 gx gy IE 3|/ I 2D I
Selection condition TE g @ ?U ) 3 * a Hl a % B EES 2 IR 2 Hl R R 2 gm g h
ol | 2| Ry | F a 2B 37 g B e® g7 7] s@m gd ER o -t
:s E3:5] S 2 & sk = 3R b CE: sk g & LR ] RRC sl
=0 s | gl TE s B4 of S& 3 3 &
EX ] ¥ g B 7 % £ g of ®  z o i
B EE > ¥l 8 3 3 5 = g = IR
Main problem g =} = 2 3 a =
3 3 7 = @
b9 b 2
@ @ g
- RIEERIBA
JDREREL TR Flank wear ncresees v 1
00 much wear for iachining accuracy beyon: 141 %2 LES |
the knifepoint standard Cumng{ér{ﬁ!i?s—r%t?uitable + 1 v
= . JATR |
Tool weaﬂi‘;%&ﬁd*me leazgzﬁl%hﬁa{p enough \/ v \/ T T v '\/ \/ \/
)7 g 7
Cunafue?g?ﬁea Vv I ! AV 1
EDIAEREEE vV 1 v
EEBETL Edialca £ Cutting edge geomeiry is not appropriate 4
i IEIREFREE
Su::‘zﬁi:f;;g:cy Rl Cutlmgjc]r?njd}%i?n?s— no{?urtable T i v \/
. KB o
Vlbr}a’%on anvﬁrﬁmmble Vv ! ! ! A/ ) | il Il N WA A/
ol t f v oV ! ! v
NEGFRESE
B DL EA) Cutg o & ot e v i
Heat Cutting heat effect I IPIDIRGIFZ NV e Vv vV 1
Cutting edge geometry is not appropriate +
b ~EE
5 E?’ﬁﬁi | DUUI‘FR;! T—":&?’J The bladjej iﬁfi— 5 suitabla Vv
'oor dimensional imension fluctuation .
accuracy in machining Iﬁ:\/\;oz(ju%i{:\fﬁ%ﬁg 1 \/ T l i v o \/ Vv
’%\PE > Eﬁﬂﬁﬁihﬁ?f s Bt e s Y l \/ 1 1 |
‘ear increases on the bacl =1l =2
and front knife surfaces Theijagglgge;ﬁears W v ! v Vv T !
ﬁﬁ'ﬁ Minor Tipping Vm?}ailzlg \anc;‘]\rra\:;act \/ l v \/ l 1 \/ \/ \/ \/
D4R it B ESTEDHSHTRES
T | R B ode i stk iy crin ! vV i | v
EITDTIREBD T TEB SR T B K B 45 B R 4 ) Vi ! v W 1
Cutting edge deformation Occurs when intermittent cutting in large feeding v T l v
- B PHRERAE %
LI s ol munia 4 ok Sl o e concito i ! ! v f ! v | v | v v
AIHISHTEE | 1 ; v
KB s Cutting condition is not suitable +
long cutting chips, winding  DAVERRASE v ! 1
ﬂJEE*U Cutting ng: geo;nelry |s£ot appropriate
i N EZEFREE
Cutingcontol 1 @s, SHERH R P ! ! v
Short qutting chips, TNTARRTEE \/ T l
causing splash Cutting edge geometry is not appropriate
B TIES
0. 48, EEER Cuttng naTah = Shtable 1 ! v
Steel and aluminum, burrs TNEER. JLAMRKTGIE v v T ! f
Cutting tool wears and Cutling edge geometry is not appropriate: ~
IERGETEE |
EF. BB ik, 1818 Cutting g]o%ljditicﬁ?;ﬁo%suitable v 1 o
Burr, Collapse Cast iron, collapse TJEER. JLARRASIE v/ v VA i !
Cutting tool wears and Cutting edge geometry is not appropriate v
TEIEHFEE
W, EiB ouning]?:érj\cﬁiﬁir‘\:otl&uable v v
Mild steel, burrs DABR. VARRTAE Vi % 1 1 1 v Vv v Vv

Cutting tool wears and Cuting edge geometry is not appropriate:
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Naming Rules of External Turning Tool holders
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External Turning Tool




B SNEZEIFRS W SNEETDFRS

Series of External Turning Tool Holders Series of External Turning Tool Holders

MCFNR/L MCLNR/L

[ . L . K el . L d
' | E{FH%QSO 2[ :1
BNk E &R Dimension(mm) g HET EAR prES. RF ERNK E 2R Dimension(mm) g HET FE#R pES ] wF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
s S
e B | & | & ~ e e | & A
) &y 7T N ® & Virail Va
hlo|Lluim(f| O & | & | & |/ h|b|L|L1|ht|f| [Of | & g & |/
MCFNR/L2020K12 20 | 20 [125]| 32 | 20 | 25 MCLNR/L2020K12 20 | 20 |125| 30 | 20 | 25
MCFNR/L2525M12|CNOO120400| 25 | 25 |[150| 32 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0 MCLNR/L2525M12|CNOO120400| 25 | 25 [150| 31 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0
MCFNR/L3232P12 32| 32|170|32 | 32 | 40 MCLNR/L3232P12 32| 32 |170| 33 | 32 | 40
MCFNR/L3232P19 |CNOO190600(| 32 | 32 [170| 36 | 32 | 40 | MC1904 |CTM1022| HL2217 | ML0830 L4.0 MCLNR/L2525M16 25 | 25 |[150| 37 | 25 | 40 L3.0
CNOO160600 MC1604 | CTM822 | HL2217 | ML0830 L4.0
MCLNR/L3232P 16 32| 32|170| 36 | 32 | 40 :
MCLNR/L3232P19 |CNOO190600| 32 | 32 {170| 39 | 32 | 40 | MC1904 |CTM1022| HL2217 | ML0830 L4.0
BRTIA E# R+ pimension(mm) N il R TIRRET RF
Adaptable Inserts Shim s‘i‘:lra;\is Clamp Shim screw| Wrench
s -
= T ‘ BRI B R Dimension(mm) e |ERSST) gy | gsen | w5
- h b L [L1!h1 f y &Sg {@ ‘@ Adaptable Inserts Shim TG Clamp  [Shimscrew| Wrench
- i e S s
Type e
DCFNR/L2020K12 20| 20 (125(32 | 20 | 25 h|b|L|L1|ht1|f @) &‘3 @ @
DCFNR/L2525M12 |[CNOO120400| 25 | 25 (150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 MBX9P L3.0 .
DCFNR/L3232P12 32| 32|170| 32 | 32 | 40 DCLNR/L2020K12 20 | 20 [125| 32 | 20 | 25
DCLNR/L2525M12 |CNOO120400| 25 | 25 |[150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 M6 X 9P L3.0
DCLNR/L3232P12 32|32 (170| 33 | 32 | 40




B SNEZEIFRS W SNEETDFRS

Series of External Turning Tool Holders Series of External Turning Tool Holders

MCFNR/L MCLNR/L

[ . L . K el . L d
' | E{FH%QSO 2[ :1
BNk E &R Dimension(mm) g HET EAR prES. RF ERNK E 2R Dimension(mm) g HET FE#R pES ] wF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
s S
e B | & | & ~ e e | & A
) &y 7T N ® & Virail Va
hlo|Lluim(f| O & | & | & |/ h|b|L|L1|ht|f| [Of | & g & |/
MCFNR/L2020K12 20 | 20 [125]| 32 | 20 | 25 MCLNR/L2020K12 20 | 20 |125| 30 | 20 | 25
MCFNR/L2525M12|CNOO120400| 25 | 25 |[150| 32 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0 MCLNR/L2525M12|CNOO120400| 25 | 25 [150| 31 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0
MCFNR/L3232P12 32| 32|170|32 | 32 | 40 MCLNR/L3232P12 32| 32 |170| 33 | 32 | 40
MCFNR/L3232P19 |CNOO190600(| 32 | 32 [170| 36 | 32 | 40 | MC1904 |CTM1022| HL2217 | ML0830 L4.0 MCLNR/L2525M16 25 | 25 |[150| 37 | 25 | 40 L3.0
CNOO160600 MC1604 | CTM822 | HL2217 | ML0830 L4.0
MCLNR/L3232P 16 32| 32|170| 36 | 32 | 40 :
MCLNR/L3232P19 |CNOO190600| 32 | 32 {170| 39 | 32 | 40 | MC1904 |CTM1022| HL2217 | ML0830 L4.0
BRTIA E# R+ pimension(mm) N il R TIRRET RF
Adaptable Inserts Shim s‘i‘:lra;\is Clamp Shim screw| Wrench
s -
= T ‘ BRI B R Dimension(mm) e |ERSST) gy | gsen | w5
- h b L [L1!h1 f y &Sg {@ ‘@ Adaptable Inserts Shim TG Clamp  [Shimscrew| Wrench
- i e S s
Type e
DCFNR/L2020K12 20| 20 (125(32 | 20 | 25 h|b|L|L1|ht1|f @) &‘3 @ @
DCFNR/L2525M12 |[CNOO120400| 25 | 25 (150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 MBX9P L3.0 .
DCFNR/L3232P12 32| 32|170| 32 | 32 | 40 DCLNR/L2020K12 20 | 20 [125| 32 | 20 | 25
DCLNR/L2525M12 |CNOO120400| 25 | 25 |[150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 M6 X 9P L3.0
DCLNR/L3232P12 32|32 (170| 33 | 32 | 40




B SNEZEIFRS W SNEETDFRS

Series of External Turning Tool Holders Series of External Turning Tool Holders

MTFNR/L MTGNR/L

e — - 5”1(7 = == T
= — T

b1zl < Dimensi baj:] HET EiR | WKL | T ERANK = Dimensi g HET FER | kg | RF
Adaptable Inserts AR B Shim Pin Clamp Screw Wrench Adaptable Inserts BARY Rimenzionimm) Shim Pin Clamp Screw Wrench
s s
Type / = — Type P e
A\ S 1 B & | AN O\ S | | &
hib|L|um|f| O | & | & S/ hib|Litm|f| O | & | & | ¢
MTFNR/L2020K16 20 | 20 |[125]29 | 20 | 25 MTGNR/L2020K 16 20 | 20 |[125|29 | 20 | 25 L2.0
L2.0 TNOO160400 MT1603 | CTM513 | HL1813 | ML0625 :
MTFNR/L2525M16| TNDO160400| 25 | 25 |150| 31 | 25 | 32 | MT1603 | CTM513 | HL1813 | MLO625 | 20 MTGNR/L2525M16| 25| 25 (150 30 | 25 | 32 L3.0
MTFNR/L3232P16 82 | 32 |170{ 32 | 32 | 40 MTGNR/L3232P22| TNCIO220400| 32 | 32 (170 32 | 32 | 40 | MT2204 | CTM617 | HL1917 | MLO830 | |30
MTFENR/L2525M22 25| 25(150( 36 | 25 | 32 L3.0 -
TNOD 220400 MT2204 | CTM617 | HL1917 | ML0830
MTFNR/L3232P22 32| 32|170| 36 | 32 | 40 L4.0
EiREBST
ERBET Adafaflzjlierts E &R Dinensionnn) g\%\ S CE?D Sﬁ%ﬁr?w Wﬁih
BETIA B R Dimension(mm) s Plate e 7R | BT ne screws
Adaptable Inserts Shim < Clamp  [Shimscrew| Wrench Type )
12 ~
= - / h|b|L|L1|ht|f S 2 S
ype A © i .
hib|L(um|f| O |68 | 2| &
DTGNR/L2020K16 20 | 20 [125|29 | 20 | 25
TNOO160400 MT1603 | M6x21 | HLD-3 | M5x9P
DTFNR/L2020K16 20| 20 (125[32 |20 | 25 DTGNR/L2525M16 25 | 25150 30 | 25 | 32 13.0
DTFNR/L2525M16 | TNOO160400| 25 | 25 (150| 31 | 25 | 32 | MT1603 | M6X21 | HLD-3 | M5X9P | L3.0 DTGNR/L3232P22 | TNOO220400| 32 | 32 [170] 32 | 32 | 40 | MT2204 | Mex21 | HLD-2 | M5x9P
DTFNR/L3232P16 32| 32|170| 31 | 32 | 40




B SNEZEIFRS W SNEETDFRS

Series of External Turning Tool Holders Series of External Turning Tool Holders

MTJNRI/L MWLNR/L

|
&

Lt
=

!

ER7A BRI Dimension(mm) Ikt HET R pRES: 3 wF BRI E#& R Dimension(mm) nz HET FER WK AR L RF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
BS Bs
Type " = Type \ =

A £ @ N £ Q\V‘% S Va)

h|b|L|[L1|h1|f & g | ¢ h|b|L|L1|h|f| O | & Ll & /
MTJINR/L2020K16 20| 20 (12532 | 20 | 25 MWLNR/L2020K06 20 | 20 |[125| 26 | 20 | 25

MTJNR/L2525M16 | TNDCO160400| 25 | 25 |[150| 34 | 25 | 32 | MT1603 | CTM513 | HL1813 | ML0625 tgg MWLNR/L2525M06|WNOO060400| 25 | 25 |[150| 32 | 25 | 32 | MW0603 | CTM513 | HL1813 | ML0625 tgg
MTJINR/L3232P16 32| 32|170| 36 | 32 | 40 ' MWLNR/L3232P06 32| 32(170| 40 | 32 | 40
MTJNR/L2020K22 20 | 20 |125]| 37 | 20 | 25 MWLNR/L2020K08 20 | 20 |125| 28 | 20 | 25

MTJNR/L2525M22 |TNOO220400| 25 | 25 [150( 38 | 25 | 32 | MT2204 | CTM617 | HL1917 | ML0830 tig MWLNR/L2525M08/WNDO 080400 25 | 25 |150| 32 | 25 | 32 | MW0804 | CTM617 | HL1813 | ML0625 L3.0
MTJNR/L3232P22 32 | 32 |170| 40 | 32 | 40 MWLNR/L3232P08 32| 32 (170| 32 | 32 | 40

3 ERERET
BRNA HZAR Dimension(mm) o= Plate S | mey W
Adaptable Inserts Shim e Clamp |Shimscrew| Wrench
BE

Type A 2

hib|L[tiim | f O || 2| & |/
DWLNR/L2020K06 20 | 20 |125] 26 | 20 | 25

DWLNR/L2525M06 \WNOO060400| 25 | 25 |150| 32 | 25 | 32 | MW0603 HLD-3 M5X9P

DWLNR/L3232P06 32 | 32 |170| 40 | 32 | 40

M6 X21 L3.0
DWLNR/L2020K08 20 | 20 [125| 28 | 20 | 25

DWLNR/L2525M08 [WNDOO080400| 25 | 25 |[160| 32 | 25 | 32 | MW0804 HLD-1 M6 X 9P

DWLNR/L3232P08 32 | 32 |[170| 32 | 32 | 40
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B RAEIHFERS B RAETIHFERES

Series of Internal Turning Tool Holders Series of Internal Turning Tool Holders

MCLNR/L MTFNR/L

Omnf/MIRE ..

H

AL L
: _ |
{ o
B 3
)
' o 1

%]
as = = i

e ——— T | AT

ERTA ok R SF Dimension(mm) b $HET EiR WkigLL | WF ERTA HBE R Dimension(mm) ng $HET ER WkigL | IRF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
= s
Type — & S Type A ;
; . = Y [ \ . ° N \) AFO\I
®Dmin| ®d | L [L1|H | f |a /(;.’// & L‘IIJ g@ oDmin|od | L |[L1|H | f |a O\ & l/TEI' &
S16Q-MCLNR/L12 20 |16 (180| 35 [14.8 11 [18° S16Q-MTFNR/L16 20 |16 (18035 |15 | 11 |15°
S20R-MCLNR/L12 |[CNOO120400| 25 | 20 |200| 45|19 | 13 |15° / CTM613 | HL1810 | ML0620 L3.0 S20R-MTFNR/L16 |[TNOO160400| 25 | 20 [200(40| 19|13 |15° / CTM511 | HL1810 | ML0620 II:CZSg
S25S-MCLNR/L12 29 |32 |250| 45|24 |15 (12° S25S-MTFNR/L18 30 |25 |250( 45|24 |15.5/15°
ERTIE S ng |ERBT ) mp | ows | s ERIA — ne |ERET| mpo | ows | gE
Acapeabaivmans| R DimENSE(T) shim | Plate | clamp | spring | wrench Adaplabie naars| | T D lensiCHnT) shim | P& 1 clamp | spring | wrench
BS BS ;
Type 2 Type
. = N A N ) - h &@, w
®Dmin| dd | L (L1 | H [ f |a® ) f} &&\ ﬁ& Wﬂ /A / ®Dmin|@d | L |[L1|H | f |« /(/j\ V. W
S20R-DCLNR/L12 25 | 201|200/ 45|19 |13 (15° S16Q-DTFNR/L16 20 |16 |180{35|15 |11 [15°
CNOO120400 M6X21 HLD-1 TH810 L3.0
S25S5-DCLNR/L12 29 | 25 (250| 45|24 (15 [12° S20R-DTFNR/L16 |TNOO160400| 25 |20 |200(40 | 19|13 |15° / M6 X21 HLD-3 TH810 L3.0
S25S-DTFNR/L16 30 |25 |250(45|24|15.512°




B RAEIHFERS

Series of Internal Turning Tool Holders

MTUNRI/L

Dmn@MEIES

ERTRK BA R Dimension(mm) ng $HET EIR WkiRL | IRF
Adaptable Inserts Shim Pin Clamp Screw Wrench
BS
Type - -
. o A & | 8 &
®D d | L H ¢ (
min| ® L1 fla ADA & “E $
S16Q-MTUNR/L16 20 |16 (180| 40| 15| 11 [15°
S20R-MTUNR/L16 |[TNDOO160400| 25 | 20 |200| 40 | 13 13.5/15° / CTM511 | HL1810 | ML0620 tgg
S255-MTUNR/L16 30 | 25 |250| 45|24 [15.5(12°
ERTIB T s pz |ERBT) g | owm | ogF
Adaptable Inserts £ RN B i) Shim sir:;vevs Clamp Spring Wrench
BS
Type 5 A
: of A ® @ Va
ominj od | L L1 | H | f|a| /O & e | 2
S16Q-DTUNR/L16 20 |16 |180(40 [ 15 11 |15°
S20R-DTUNR/L16 [TNOO160400| 25 | 20 (200{40 | 13 |13.5/15° / M6X21 HLD-3 TH810 L3.0
S25S8-DTUNR/L16 30 | 25 |250| 45 | 24 [15.5(12°

B RAETIHFERES

Series of Internal Turning Tool Holders

MWLNRI/L

DT ,, LHL
St
1 Ry
¥ At
= 7
a”l L1 |

Eiwm95°
BRI E&RT Dimension(mm) N | @ | EE | mame| E®F
Adaptable Inserts Shim Pin Clamp Screw Wrench
ms
U g S
@Dmin| @d [ L |L1|H| f|a® @fy Qﬁ/[ ,&®
S16Q-MWLNR/L06 20 |16 |180(35|15| 11 |18° / CTM511 | HL1511 | ML0520 L2.0
S20R-MWLNR/L06 |WNOO060400| 24 |20 (200 40|19 |13 |15° L2.0
CTM511 | HL1810 | ML0620 13.0
S25S-MWLNR/L06 32 | 25|250(45|23 (17 |12° .
S16Q-MWLNR/L08 20 |16 (1803515 | 11|15°
S20R-MWLNR/L08|WNOO080400)| 25 |20 |200(40(19 |13 |15° / CTM613 | HL1810 | ML0620 L3.0
S$25S-MWLNR/L08 30 |25 |250| 36|23 [16.512°
ERAA BRI Dimension(mm) 7z Elfaiﬂ = Eﬁﬁ n;%gﬂ =
Adaptable Inserts Shim Siiovs Clamp | Spring scrleTv Wrench
BS
Type
& \ v
obmin(d | L [L1[H | f |a® & ﬁﬁ e S | A
& v \ Vi
S20R-DWLNR/LO6 24 |20 |200{40|19 |13 |15°
WNO0060400 MWO0603| M6x21| HLD-3 | TH810 | M5X9P| L3.0
S25S-DWLNR/L06 32 | 2525014523 (17 |12°
S20R-DWLNR/L08 25 |20 (200(40| 19|13 |15°
WNOO080400 MWO0804( M6X21| HLD-1 | TH810 | M6X9P| L3.0
S$25S-DWLNR/L08 30 |25 |250( 36|23 [16.512°
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Ml <5 = _| 1<
B SR RES—S
Recommended Grade Table for Milling Inserts
Ttk - RE Coating s ftrdp s g é
Workpiece :Ssooggfe ﬁcﬁw% c Efﬁfﬁb.d Workpiece P78%
materials CVD PVD erme emented caride materials
POl
P10 Z §
P20
P30
P40 FHBAPER7I
MOl
M M10 é
<
AER | M20 3 ]
Stainless g -
Steel M30 : g BMNESR
M40 TR RIISEI~ MR,
K01 FREMUFRERTNIE,
o
o =
;ﬁ K10 SN, — 1R T GBI A7 RIS, e
e K20 WN, XNZE7I We focus on the development SD. SOZ3|
K30 of several new series of milling products,
Optimization of product structure and process, BB
NO1 and further improvement of performance
N N10 of the milling inserts.
BasR
Non-Ferrous N20
Metal
N30
S So1
<
S o
e s S10 g 5 {sAERC,
WHEE N
Tilnuiunﬁlluy S Rpﬁaj
Heat Resisting Alloy sS30
H HO1 s
o 2
=i H10 5]
# # H20
High Strength
Material H30




BEEGHID R SHEHRN

Naming Rules of Milling Inserts

nRmmS as spﬁﬁl‘{s BEE A EESE
Blade shape/code : Metric system .ape of blades m%égﬂﬁzmmﬁx
c D RE BRI AEHHIE TR HE RE BEEF BHEEGHIE T K& PHIE C D R S T v w
A TN : : A A 7 NEBE (mm)
.‘“ <\\l P4 :<\J o B . A %z N: & x : \
o s i 3 : .
et H: & @ %@ BE firee
H K : L i M o : : , ) .
AN LA 3 : : i e i
O AT BRI c w  x il W
ST SO SRS SO Ji®H L omm EE I v
w A = »E | wERg :
. : E i .#ﬁ., “E R ML 12.
a: fF . = - EE223
. Ul ®  mE
= ’ : :
s B S 4 % 2
Blade shape/code Chip breakinglg.roove and clamping form Leng‘tﬁ%‘}gﬁ% edge Thicknneﬁs;'oﬁzlades
1 : [ L
S P K N 12 04 ED \I21 R - NR8

1 ’ I i T I

M =
FNEDER nE 12%7 MHEZDERE (mm) ErEERAS
Main cutting edge reliefangle Tolerance Smoothing edge : Chamfering qutﬁng edge . Code of chip breaker type
Ke ERE KS ER(E) ! . i : } NR8
A AE‘ P b | :
7 3 : H
} P AL ‘/_ e 4 EEv U . = GM
A ‘B ol / olc / olc olc i & / /o oM
S ; s I S T ’ ; : K GMm3
: : et e TNRBEEN HWEZI.C BES:  (BE)MRFBEFAHR RFR. KAhD) A 45° A 3 0-5° 0-0.10
_— - A% (mm) AEMM)  AZ(mm) @ pammAE (mm) NSRS O SO 0 ;0o
: : - A £0.005 = +0.025 £0.025 | pum FohE EAR sse%E a5 EK  ER D e . B 5 : : :
L = Gt e Tl W S 1107 105 L4 DHAE
c ‘D F . £0005 : 0013 +0.025 | 6.35  +0.08 : 1 : / : : <> SHionoiecion
I : : - bess s e s wiing sty I T T E @ 75° c 7° / : i :
- C . 0013 . £0.025 £0085 1252972008 L. O S R Co2.15° 2.0.20 P R il
: : sk F 85° : D 16° :
: : H £0.013 © £0.013 £0.025 2015 4 i L .
E “ CF - B T a5 : ] ‘ 3-20° #-0:25 PR
_I +0. £0. S, T RS ST e L S B e e P  90° E @ 20° : : i
L ht:d i 4 - — 2018 E . : : : : N R
+0.025 £0.13 : : /i 4o i 4030
- S wd - P 5 . @ WIIEDI.CAZE(mm) z | Hft © F . 25° 3 : ; w
: J ¢ +0.005 (+005-+0.13° =+0.025 L e o - y : : :
G Y K | 20018 12005013 s002s PIPE ESAR EAF S0 sSER oSER  EE : G a0 5-30° © 5-0.35
L v [ g gs 4005 £0.05 ¢ 0,05 - +0.05 0 £0.05 1 — I e S : :
- : L £0.025 £005-£013: £0.025 oo s s i e : N 0 :
: ) A b i i ... 9.525:+0.05: {+0.05: £0.05 6-0.40
M +008-+018:+005-+0.13: +0.13 27
‘ P ¢ siihomen WG 5 Pt . T
P ;0 Hfttfem N +008-+0.18:+0.05-+0.13: £0.025 .- = ; . e ;
U - DD Su— ine .2 19.05 ¢ :
1° E: = Titbevsanandiie :
: U (£008-:018/£008-£025. 013 | 554 z R




B SEHEDA B SERHTDA

General Milling Inserts General Milling Inserts

RCKT RPMW/RPMT

%% Grade %5 Grade
2Rt Dimension(mm) EZxR~F Dimension(mm)
P M K =M P M K Eo]
TR S ns = TS us
Inserts Shape Type E E a ‘G_> o) '6 a : ‘:. Inserts Shape Type 6 ‘G‘)‘ 5 B B GL) ﬁ f.
ol.C s od [ [2|Z|B|E|2|2| 3| 2 ol.C s el |2 E G882 8l &
o o o =] =] =3 o =l L o < (=] (=] =] o (=} a
> > m | I a Pl » > > m EE x Y
RCKT10T3MO-DS3 10 3.97 4.4 ° RPMWO08T2MOT 8 2.8 3.3 © ° o
[ RPMW1003MO 10 3.18 4.5 © [ e}
RPMW10T3MO 10 3.97 4.6 © ° o
RPMW1204MO 2 4.76 4.4 © ° o
RCKT1204M0-DS3 12 4.76 4.0 ° RPMTO8T2MOE-SL 8 2.58 3.3 ° °
=4 RPMT10T3MOE-SL 10 3.97 4.4 [ [
RPMT1204MO-SL 12 4.76 4.3 o °
RCKT1606MO-BR8 16 6.35 5.5 [ L) [e] RPMT1204MO-DL 12 4.76 4.4 © °
o EHFRS o —RES o TEFES e THFEPS o —RIPS o TEFMS



B ZESEIA

General Milling Inserts

RDMW/RDMT

B SERHTDA

General Milling Inserts

APMT

&5 Grade
B2 R~F Dimension(mm)
M K &M
TR M BS
o~ — — — ~ (= = -
Inserts Shape Type o) o o} o @ ® = =
ol.C s od x5 5228|323
o o o o o o o o
> > ul L Pl A
= RDMW1204MO-NR8 12 4.76 4.4 o | e
/§> RDMW1605MO-NR8 16 5.56 55 o | e
RDMW1204MO 12 4.76 4.4 e | ©
‘ RDMW1604MO 16 4.76 5.0 e | ©
' RDMW1605MO 16 5.56 55 e | ©
. RDMT0802MO-SN 8 2.48 3.4 e | ©
£ RDMT10T3MO-SN 10 3.97 45 e | ©
RDMT1204MO-SN 12 4.76 4.4 e | ©

® FHFMNS © —RMS O TEFMS

w
8% Grade
AR Dir mm)
M K =M
TR BS =
Inserts Shape Type B 5 E 6 ® 5 : ‘__|
L|S|W|od|Re| B |ZXZ|B|B|=S|2]|8]| 5
o o =) o o o (=3 a
> > n T i) il
APMT1135PDERFR (11.32 | 35 | 6.19 |2.85| 0.8 ° °
@ APMT160408PDERFR|17.21 | 4.76 | 9.29 | 4.48 | 0.8 © °
APMT1135PDERHM2|11.22 | 35 | 6.20 | 2.8 | 0.8 ° .
- APMT160408PDER-HM2|17.25 | 4.76 | 9.26 | 4.4 0.8 © °
APMT1135PDER-DL |11.28 | 3.6 | 6.22 | 2.8 | 0.8 ° .
@' APMT160408PDER-DL[17.37 | 5.33 | 9.32 | 4.5 | 0.8 ° °
o THFRE o —EES o TEFRS




B SEHEDA B SERHTDA

General Milling Inserts General Milling Inserts

SEEN/SPKN WPGT

207

%% Grade %5 Grade
BZRF Dimension(mm) B2 R Dimension(mm)
B2 M K =M P M K =g
TR SME BS - = < = = < = - TR BS < - - - - - . -
Inserts Shape Type o) @ o) @ @ o) 2 2 Inserts Shape Type o) o) @ Q @ o) 2 2
ol.C L S 2 E (52|28 |& olC| S| L |od|Re| B | 2|5 |Z|2|2|8| 3
o o o o o o o o o o o o o o o o
> > - EE x x > 2> o T A x
SEEN1203AFTN 12.7 12.7 3.18 © ° WPGT080615ZSR [12.85/6.35| 5.8 | 5.5 | 1.5 ° °
SEEN1504AFTN 15875 | 15.875 4.76
SPKN1203ERER 12.7 12.7 3.18 °
SPKN1203EDEL 12.7 12.7 3.18 °
o FHFEWS © —KMS O TEFES o THFEMS o© —RES O TEFES
ol.C
%% Grade %5 Grade
BERT Dimension(mm) BHRT Dimension(mm)
P M K &M P M K ]
TR BS TR BS
Inserts Shape Type GL) 5 6 B a 6 5 = Inserts Shape Type 5 5 5 5 B S = =
olc| L |S|od|Re| B | 2| B | B3| 2|2 |83 ol.c| s |B |Re|[B | 2|35 |X|E|2|8| 3
o (=] (=] =] o =] =} a o (=3 =} (=} =] =3 =] a
> > m EE] A a > > l =E] bl A
SEET12T3-BS3 13.4113.4 |13.97 | 4.1 [1.5632 ° - WDMWO06T320ZTR | 10.00 | 3.97 | 1.20 | 2.00 ° e}
//® WDMWO080520ZTR | 13.00 | 550 | 1.50 | 2.00 ° o
N y WDMW10X620ZTR | 13.00 | 6.00 | 1.20 | 2.00 ° e}
® IHFRS © —RWS O FALEFRS o FHFWS © —RWS O TETES

80



B ZESEIA

General Milling Inserts

APKT

TR SME

Inserts Shape

BS
Type

EE%RHITI A

General Milling Inserts

LNMU/LOGU

APKT1705PER-TT

&5 Grade
EZx R Dimension(mm)
M K E40]
e (5 [ 35 [N [N o o ~
@ @ @ @ @ @ 2 2
Wi| s | L | o |3 | X | X% |%|5|2|8|&
a o o ] S o 53 &
> > Ll LI A x
.

10.68 | 556 | 18.54 | 4.46

o THFEWS o —RBS o TLEFES

/%\
rany
N
i
-
w
&% Grade
H7x R Dimension(mm)
P M K &M
TIR 5 BE
Inserts Shape Type '5 5 GLﬁ 3 5 G‘T’ 5 =
L|S|W|od|Re| B |2 |B|B|5|2|8%]| 3
a =) S = 1 o S a
> > l I A A
LNMUO303ER-GM3 | 11.9 | 3.75 | 6.0 | 285 | 1.2 © ® o
@ LNMUO303ER-GS3| 119 | 3.75 | 6.0 | 285 | 1.2 © ° o
@ LOGUO30310ER-GM3| 12.0 | 3.96 | 6.22 | 3.45 | 1.0 © [ o
-
o LHFEMS o —KMS O TEFES
HES Grade
HzART Dimension(mm)
M K o]
TIR5ME 8BS
Inserts Shape Type 5 5 6 6 & 5 9 =
L|s|w|oed|/Re| B |2 |B|B5|85|2]|58]| 23
a ° S ) S =) 53 a
> > l = Pl a
EPMT0603SN-R8 |10.00| 3.18 | 6.35 | 2.8 8.0 o L] ©
.l: EPNWO06B03TN-RL [10.00 | 3.18 | 6.35 | 2.8 | 8.0 o ° ©
o LTHEMS o —RES o LS

52




B ZESEIA

General Milling Inserts

XOMX

EE%RHITI A

General Milling Inserts

JDMT

EZ'SRT]' Dimension(mm)

P M K &
TR BS
Inserts Shape Type o) 5 by & o) 5 ; E
L|S|W|od|Re| 3B | X | B |55 |2 |8 | &
a ) S S 8 ° ) a
> > m a7 Py Py
. XOMX10T308TR-M2 | 10.2 | 3.85 | 6.90 | 2.96 | 0.80 o] © °
BNy | XOMX120408TR-M3 | 12.7 | 5.07 | 8.20 | 3.85 | 0.80 | © © [}
XOMX120412TR-M1| 12.7 | 5.05 | 8.20 | 3.9 | 1.20 o © °
o THFES o© —KES o FEFMS
%
IS Grade
BZRF Dimension(mm) = P
M K
TR M 5
Inserts Shape Type E ‘5 '5 ® by o 5 =
L|S|W|[oed|R|ZB | X |B|5|s|2|8]| 3
o ) S 5] S ) S &
> > Rl a 2 x
i BLMPO0603R-TT | 9.0 |3.73|6.39 | 3.1 | 1.0 © ° o
[ Q\\ BLMPO9O04R-TT |11.95 439 | 9.15 | 4.1 | 1.35 o | e | o
o THFES o© —KES O FEFES

w
% Grade
B4RT Dimension(mm) M K P
TIR SR BE
Inserts Shape Type by 5 5 5 ) by S =
L|S|W|od|Re| B |2 |B|B|2|2]|3]| 3
=
2|2 | S| 2|83 <
JDMTO070204R-RL | 7.1 | 2.45|4.25| 1.9 | 0.40 ] ° o
ﬁ JDMT070208R-RL | 7.1 | 2.45|4.25| 1.9 | 0.80 ° [} o]
o THFEES o —RES O TEFMS




BEEGHITI A

General Milling Inserts

MPHW

TR

Inserts Shape

s
Type

EZR Dimension(mm)

EE%RHITI A

General Milling Inserts

SEMT/SEKT

e

od

Re

Hoevor

HOEWOr
HoIMOr
0ZNLM
SENLM

MPHWO060308ZEL-RL

3.18

6.57

2.9

0.8

® | VS0VOr

© | VOILVOr

O | 402vor

® FEEFWMS

© —fRI#S O AEHES

|
20
od] -
%5 Grade
EZART Dimension(mm)
M K =M
TIR5ME S .
Inserts Shape Type 8 a E E o) 6 &' ‘_—|
olC| S | L |od|Re| B |2 | B |5 |S|2|58]| 3
& o S ) S =5 53 &
> > m I A a
SEMT13T3AGSN-ZY | 134 | 397 | 134 | 44 | 1.0 ) ° o]
“““““ SEKT1204AFTN-DR7 | 12.7 | 4.76 | 12.7 | 5.5 | 0.8 o ® o
o THFME o —RES o WETHEES
°l.C
20'
ha L]
8% Grade
B4 R~T Dimension(mm)
M K =M
TR 5 = &
Inserts Shape Type ® ® o) ° o) by 5 =
olc| S | L |ed|Re| B | X2 | B |B|S|2|8]| 23
& o S ) S o 53 a
> > T sl i) )
SEMR1203AFTN | 127 [ 3.18 | 127 | 2.3 | 1.6 ° o
SEMR1504AFTN |15.875| 4.76 [15.875| 3.2 1.6 . o
SEKR1203AFTN | 127 | 3.18 | 127 | 2.3 1.6 ° o
o FHFMS o —HES o TEFHES




SDMT

RS sREITI A

Fast Feeding Milling Inserts

#%5 Grade
EZ R Dimension(mm)
M K =M
TR s = =
Inserts Shape Type o) 5 C.L) 6‘3 ® a S S
olc| S|L|od|Re|[ B | X |[B | 5| 5|2| 8| &
a ) =) =] S =) 53 &
> > m EE A A
_ SDMTO09T3 12.66| 5.54 | 156.3 | 4.4 1.2 © ® o]
SDMT1204 12,7 | 4.76 | 127 | 44 | 1.2 © [} o
SDMT120512-GM3 |12.66| 5.54 |12.66| 4.4 12 © [ o
SDMT150512-GM3 |15.875| 5.56 |15.875| 5.5 | 1.2 © [} o
p— SDMT1205ZDTN-RL | 12.7 | 5.54 | 127 | 4.6 | 2.8 [ ] ©
SDMT1505ZDTN-RL |15.875| 5.56 |15.875| 5.5 | 0.8 ® ©

® FHFMS o —RES O TLEFTMS

W =%

Face Milling Inserts

SNMX/SNGX

2S5 Grade
HAERT pi ion(mm)
M K &M
TIR 9 ns = =
Inserts Shape Type & 5 5 5 ® GL) S S
ol.c| S (L |od |[Re| B |2 | B |B| 5|2 |38 | 3
a = = =] =1 o o (]
> > T = ] A
SNMX1306ENTN-M | 13.5 | 6.8 [ 13.5| 5.4 0.4 L] ©
SNGX1306ANTN-TT | 13.5 [ 5.97 | 13.5 | 5.4 | 0.4 ° ©
SNMX120512-WLT | 12.7 | 5.62 | 12.7 | 6.0 | 1.2 [ ©
SNMX1205ANN-WLT | 12.7 | 5.51 | 12.7 | 6.0 | 0.8 ©
o THFMS o —RIES O TEFMS
ol.C
F2S Grade
EZRT bi ion(mm)
M K &
TIE = =
Inserts Shape Type 8 B '6 a o) a h ':|
®l.C| S 1= ©d | Re = i iz 2 E A % 5
o =) =) =} = =) =} a
> > m CE A A
SOMT100420ER-GM3(10.39| 4.59 [10.39| 4.6 2.0 © ° o ©°
SOMT140520ER-GM3| 14.16| 5.56 (14.16| 5.8 2.0 © L] o ©
® EHEMS o0 —fRES O WEFMS




B =R

Face Milling Inserts

ONMU

TR SME

Inserts Shape

S
Type

EZ R Dimension(mm)

=M

ol.C

ap

BS

Re

vsovor

YoLvor

HOoevor
JOIMOr

0ZNLr
GENLP

ONMUO050505-TN

5.5

3.5

5.0

0.5

e | 402VOr
e | Y0ENOr

PNMU

o THFWS

© —fREs

O AEFIRS

TR 5ME

Inserts Shape

BE
Type

EAERF Dimension(mm)

4% Grade

AL

ol.C

od

Re

VSovVor

Hoevor
HOEWOr
HOIMOr

0ZNLr
SENLP

PNMUO905XNER-GM3

13.4

6.19

9.3

4.64

0.8

© | VOLVOr

e | 402VOr

® FHFRS © —RES

O AIEFRS

B m%DR

Face Milling Inserts

WNMU

ol.C
Re "~
&% Grade
EZx R~ Dimension(mm)
M K £
RS RS = =
Inserts Shape Type [ 5 5 GL) @ GL) &! ‘:‘
ol.c| S [ L [od|Re| B | X | B |B|5|2|58| 3
o o (=} =3 o (=] (=] o
> > n I A A
WNMUOB0608EN-GM3 | 14.02 | 6.55 | 8.87 | 6.20 | 0.8 [ o °
o FHFERE o —LES o TEFES
IS Grade
B &R~} pimension(mm)
M K ]
TS BE =
Inserts Shape Type & ) 5 by ® = = S
olc| S | L |od|Re| 2 | 2| & | |3 |2|&| &
& o S S S =) o a
> > bl = bl F]
XNEX040304TR-EM3| 6.71 | 3.29 | 4.3 3.1 0.4 ° ©
XNEX040308TR-EM3| 6.71 | 3.29 | 4.3 Sl 0.8 ° ©°
XNEX080608TR-NR8|12.48| 6.45 | 8.0 | 4.65| 0.8 ° ©
® FHFRS © —RES O FAEFES




B RERBRREID R

Negative Heptagonal Milling Inserts

HNGX s

E &R Dimension(mm)

B EKEEDRS

Corn Milling Inserts Series

SPMT

P M K i
TIR 9 ] = =
Inserts Shape Type o & 5 ) o 5 S 5
olc| s | L |od|Re | B [ X |2 | B |2 |Z2|8&| 3
a =) o o ] ) o o
> > m EE X A
HNGX0906ANSN-PLT | 16.5 | 6.35 | 9.1 4.9 1.0 o © ©°

-

® FHFES o0 —KRES O ALEFTMS

&
S
IS Grade
EZ& R Dimension(mm)
M K k]
TR oM us = =
Inserts Shape Type ° & = o) 5] & = 5
ol.c| s | L |[ed|Re| 3 | X | B | B |2 |Z2|8&| 3
a =) S o =} =) ) a
> > m CE X A
SPMT 120408 12,70 | 4.76 |12.70| 55 0.8 ° ©° o
SPMT 120608 12.70 | 6.35 |12.70 | 5.5 0.6 ° © o
e THEFEMRS © —RES O FEFES




B #EHI7] R INTEA

Application Case for Milling Insert Processing

> T FLIRIREE / ZG35CrMo > I TR BE/Cr12
Processed material Processed material
> TS5 bal=k: 7 > NI [Eik7
Processing methods Square shoulder milling Processing methods Face milling
A A
> ERTIA APMT160408PDER-DL/JGA20H WISUR/IO - EETIE SEEN1203AFTN/JTN35
Use of inserts Use of inserts
6 25
» NIEE f=200mm/r, ap=0.5mm » TS f=0.11mm/r, ap=0.5mm
Processing parameters Ve=125m/min, n=160 5 Processing parameters Ve=155m/min, n=750 20
4
15
Ll [Z}E 515 HIBIFERE Cuting Perormance 3 - IH A YIRS CutingPerformance
Cutting performance BIse Cutting performance wIES 10
Life ime 0f 2ZG 2 Life ime of ZZJG 25534
brand inserts brandinserts
Esh SR s
o#/7 ' Gl
International brand - International brand o

Ehath

Case Analysis

B RN TAAH RENHELE/HT250 > AN TRAR Hh%d / 40Cr
Processed material Processed material
B L5 i3 B NI HERARAEE
Processing methods Face milling Processing methods Crankshaft side milling
A
» ERTIA SNMX1205ANN-F57/JGA20F A DT, e > FRIR WNMUOB0608EN / JGA20F
Use of inserts Use ofinserts
80 125
» INTE% f=0.12mm/r, ap=3.0mm - INTE% f=0.2mm/r, ap=2.0mm
Processing parameters Ve=230m/min - Processing parameters Vc=180m/min 198
f o
- 1AL YIBIMERE Cutting Performance 10 - EI R HIBIHERE Cuting Performance
Cutting performance TES Cutting performance BIES 50
brandinserts 20 brand inserts
BN R R &
International brand 3 International brand 5

APMT160408PDER-DL ESMLRIE
/IGA20H Liotme ofotver

ntamnationsbrand

HEREFEREDAENEENFRN80%LLLE,
RSB BEE.

The service life of our branded products can be reached to more than 80% of the
products from foreign competitors, with obvious cost-effective advantage.

SNMX1205ANN-F57 EISARE
RAMNEAESINT45° 708, TR, HGAZOF  einastone

For face milling of engine cylinders with 45° cutter,

EHIS R

Case Analysis

EHEEMHESENT, HEF-RERSRENF

—¥, ER9.

For face milling of specialized mould materials, the life of our products
is same as that of our competitors, with uniform wear.

HRERMIBEIN T, MHLA%etR, TDHIERS.

_ " For crankshaft side milling, our products feed faster,
cuttingeasier. and has higher cutting efficiency.



B SR TR PR ERSE

Common Problems and Solutions In Milling

T EMRIEE IR TERR I3
Selection of Tool material Cutting Condition Shape of tool Machine tool clamping
mEE SE W M g W oM oy §W LE &Y EA §m 9og 3w §E® FI g0 3@
Selection condition 5 E it 3 Bl sS4 g'ﬁ‘ a = s Hl o B 3 ] H & gﬁ 8K S E 2 E ] 2 i3 L] 2 7
oL 20f 2 & © o o SR 2 o A 2 7] 3 s&x gl 3 I e 2 7] 2= 3 °
s = s ° @ =1 = i =% =3 =K o 3 = = i @ 5]
zm = g E = 57 s = = 3 B ) =L SHE = 2 Sl
EX L ZE 3 e & $=  Tal  Zm sl g8® g 7 &
M W iE H 3 sm  sm  Em  df ¥k 3 o id
SH g 25 = 8 gl = g & = s R
) i a s B $ EX TR 2 a 3
ERIFE iE Eg = 3 8
Main problem 3 2 2 g’l*
EX 2
i ‘e
(1—3‘ (g-
?_: )
2]
THI&BARGIE 1 Vi
BIIEER Cutting condition is not suitable
Flank wear DD VIR TEE t
Cutting edge geometry is not appropriate 3
n BIEGRSE | V.
;'é Eﬁnﬁg}ﬁ* Cutting condition is not suitable ¥ Y
B e MHIT AR TAE . " |
% Cutting edge geometry is not appropriate 3
= EIEHTAE | |
g; t}]gumw;ﬁ Cutting condition is not suitable
2 Cutting edge wear T AR TR E
§. Cutting edge geometry is not ap:);)pria(e \/ l T \/ \/ \/ \/ \/ \/
o MEHTRAE ! | ! v
g MR IR Cutting condition is not suitable
g Thermal shock damage DN AR RS E T l
@ Cutting edge geometry is not appropriate
TBISEUARGE 1 + v/
ﬂj\g’g*ﬁﬁ Cutting condition is not suitable
Built-up Edge Bonding T AR R RS S T
Cutting edge geometry is not appropriate ¥
REHEEREX TIEERFDREAR
1 Surface roughness Tool wear, milling vibration v 1 - ! vV ! v Vv
at PIEIES SNy | L ! Vv
B EEER Cutting condition is not suitable
E Burrs DHTD VIR TAIE t , 0
§ Cutting edge geometry is not appropriate &
g ISR EE |
= Fiake b b 2] Cutting condition is not suitable -
a Collapse IR i ' | ) o -
g Cutting edge geometry is not appropriate il
o 4= a . x
o  FEEFTEEN M DIARRTEE
§' Fiatness and parallelism deterioration Cutting edge geometry is nm':a'ppmpriate k4 v T T kd \/ \/ \/ \/ \/ \/
fREIA TEIEHTIZAEE
Vibration Cutting c;;dixion is not:s‘uitable i v l \/ T T J’ \/ \/ \/ \/
2 PHIE RS
ﬂoﬂ tBYERIER Cutting condition is rEthuitable 1 I v % ®
S Cutting Wound Blocking I DR SN S t "
5 Cutting condition is not suitable i

©
1






W kAR B AR

Shallow hole drilling Inserts Shallow hole drilling Inserts

WCMX/WCMT SPMG

©I.C
%% Grade &S Grade
A RF Dimension(mm) BART bi enom
P M K AL P M K B4
TR M BS TIR5ME 8BS
= = oy C =) = = = = o = = oy (5 = o
Inserts Shape Type @ ® @ ® @ @ = 5 Inserts Shape Type @ @ o) @ ) o) = P
olc| S| L |[od|Re|[ B |2 | B |RB|5|2|8&| 3 olC/ S| L|ed/Re|[ B | 2| B3| B| 5|2 | 8| 3
a o =] =] =} =] =] o a o =} =} =} =} © &
> > m EE A A > > m E A A
WCMX030208-ZY | 5.56 | 2.38 | 3.80 | 2.80 | 0.8 ° . SPMG050204-TT 5.00 | 2.38 | 5.00 | 225 | 0.4 o [}
WCMX040208-ZY | 6.35|2.38 [4.30 | 3.10 | 0.8 © ° SPMG060204-TT 6.00 | 2.38 | 6.00 | 2.61| 0.4 o o
g WCMT050308-2Y |7.94 | 3.18 | 5.50 | 3.40 | 0.8 © ° l SPMGO7T308-TT | 7.94 | 3.97 | 7.94 | 285 | 0.8 o °
;__Q’,: WCMTO06T308-ZY [9.525| 3.97 | 6.50 | 3.80 | 0.8 ° ] l - SPMG090408-TT 9.80 | 4.30 | 9.80 | 4.05 | 0.8 o °
— WCMT080412-ZY |12.70| 4.76 | 8.70 | 440 | 1.2 © L] SPMG110408-TT  |11.50| 4.80 |11.50| 4.45 | 0.8 o °
SPMG140512-TT  |14.30| 5.20 |14.30| 5.75 | 1.2 o [}
® EHFIRS © —RMS O FEFRS ® EHFRS © —RMES O TEFES




B RAEDA B RAEDR

Deep-hole drilling Inserts Deep-hole drilling Inserts

TPMT = TPMX

TPMX240512-LG |14.20| 5.50 |13.90| 4.4 | 1.2
TPMX2405-RG |14.20| 5.50 |13.90| 4.4 | 1.2
TPMX280716-LG |17.00| 7.60 |16.10| 5.5 | 1.6
TPMX2807-RG |17.00( 7.60 |16.10| 5.5 | 1.6

o LHERS © —KiES O A4TMES

(

©d -]
7o
IS Grade kS Grade
BAxRT Dimension(mm) BARRT Dimension(mm)
P M K =M P M K ]
TR 9ME BS Loy Bs
~ “~ [ (53 o ~ ~ o o~ [ C o~ ~ ~ (39 -
Inserts Shape Type o) o) o) ® iy o) = =) Inserts Shape Type o) o) o) ® o) o) = =
ol.c/| S| L |od|Re|Z | X |B| 5|2 |2|8| 3 ol.c| s |L |od|Re| B | X |B|B|2|2|8| 3
a <3 =} =} =} =3 © o a o = =] = =3 © o
> > m ag A a > > m T A A
TPMT16T312R-23 |9.525| 3.97 (16.50 | 3.4 | 1.2 ° o TPMX1403-RG 8.45|3.52(8.30| 2.8 | 0.8 ° ©
TPMT220612R-23 |12.70 | 6.35 [22.00| 4.4 | 1.2 ° o TPMX140308-LG | 8.45|3.52|8.30| 2.8 | 0.8 ° ©
TPMX1704-RG  (10.30| 4.04 [ 9.60 | 3.9 | 0.8 ° ©
TPMX170408-LG |10.30| 4.04 | 9.60 | 3.9 | 0.8 ° ©
] ()
® ©
L] ()
° o

o THFES © —fBES O TEES

R424.9 s 800

8% Grade &% Grade
EZ& R Dimension(mm) HZERT Dimension(mm)
P M K EAG) B M K &M
TR S Bs TIR 52 s
(= (2 o (= o < (39 o o~ o o [ [ (= o« (3
Inserts Shape Type @ (o) o) ) ® Q = = Inserts Shape Type ® @ o) o @ @ = =
olC/| L | S |od|Re| 3 | X |3 |5|53|2|3| 3 olC/| L |S|od|Re| B |2 | 5|2 |2|2|53| 3
a (< (=] (=1 =) o =] @ a = o =] S) =] < a
> > m B A > > m a8 A
R424.9-13T308-23 [10.00|14.60| 3.96 | 34 | 0.8 800-06A 7.70 |17.975| 2.99 | 2.80 | 0.20 °
/- R424.9-180608-23 |11.50 | 20.40| 6.35 | 4.5 | 0.8 ° e} G 7 800-07A 9.20 |19.975| 3.49 | 3.50 | 0.25 °
L i
o THFEEES o© —RES O FLEFES o THFMS o —RIES O ALEFES

101



B RAEDA B RAEDR

Deep-hole drilling Inserts Deep-hole drilling Inserts

800 R800.24

Re ;

IS Grade h8S Grade
BAER Dimension(mm) B &R~ Dimension(mm)
P M K o) P M K ]
TR SN us — IR SN ms —
Inserts Shape Type E‘) E 8 5 ® B h ‘_‘q Inserts Shape Type 5 ‘G_) B E o) 3 ﬁ ﬁ
olc| L |S|od|Re| B | X | B |B|2| 2| 8| 3 olc| L |Ss|od|Re| 3 | X |B|B|2|2|8| 3
o =4 o =3 o (=] (=} o o (= o (=} o =] (=} a
> > bl i o x > > 'n T bl Py
800-08T308H-PG | 9.00 | 8.40 | 3.97 | 2.80 | 0.40 ° R800.24-06T308M-CG | 9.87 | 6.35 | 3.97 | 2.80 | 0.80 [}
’ [ ] 800-09T308H-PG | 9.00 | 9.62 | 3.97 | 2.80 | 0.40 (] \. R800.24-08T308M-CG | 9.87 | 7.94 | 3.97 | 2.80 | 0.80 °
800-11T308H-PG | 9.00 | 12.7 | 3.97 | 2.80 | 0.40 ° N R800.24-10T308M-CG | 9.87 | 9.53 | 3.97 | 2.80 | 0.80 e
R800.24-12T308M-CG | 9.87 | 12.70 | 3.97 | 2.80 | 0.80 °

800-050308M-IL | 5.55 | 8.00 | 3.18 | 2.50 | 0.80
800-06T308M-CL | 6.34 | 9.83 | 4.00 | 2.80 | 0.80 °

® FHEMS © —RES O TEMS

800-08T308M-CG | 9.85|7.94 | 3.97 | 2.80 | 0.80 °

800-08T308M-IG | 9.85|7.92|3.97 | 2.80 | 0.80 L] R800-24

o s @

i
od] |
800-060308H-PL | 6.42 | 8.00 | 3.18 | 2.50 | 0.25 [
.
‘L_.‘
{
&S Grade
EZ R~ Dimension(mm)
= P M K 4]
o EHEME o IS o TEFWS NIHIHR 25 lTalaslaslclalals
Inserts Shape Type o) o) o) @ @ o) = |
ol.C| L S |[od | Re | B = P > 2 A = %
> > m T A a
R800.24-06T308M-IG | 9.87 | 6.35 | 3.97 | 2.80 | 0.80 °
R800.24-08T308M-IG | 9.87 | 7.94 | 3.97 | 2.80 | 0.80 °
R800.24-12T308M-IG | 9.87 | 12.70 | 3.97 | 2.80 | 0.80 °

o FHFEME o© —kES O ITETMS



BA: L, 571, BEET]

General purpose: flat head, ball head, round nose

=)

For aluminum

BETR

ide Cutting Tools

BET) a2 AN

Naming Rules for Solid Milling Tools

BAEREEEDEN

Solid Carbide Milling Tool Series

108

=109




BiEJR

Solid Carbide Cutting Tools

GAELE=

Naming Rules of Carbide End Mills

Jg JEAIT
Universal machining

Jp  EHEESEMMT

w|inT
Hard machining

High performance universal machining

TIAR

Series of Cutting Tools

TIR71¥

Flute Number of cutting tools

=g TREKE

Standard length

L M

Longer

:
clulel:

=

BH%7
Solid Milling Tools

R L
B Bg
|kt
NE7NE
Flute Type of Cutting Tools

Hf
Diameter

TREM+FFH
Bk Sk #t 70 Bl 50

Radius of cutting tools
/Radius of Ballnose
End Mills




B —7JERFLIH%T] | W MERELIZEED

Two flutes straight shank square endmills Four flutes straight shank square endmills /
d
e
JGMC-2E f JGMC-4E
‘ L 55°$RF47]
.5
MEsEE TAEYRHE MEeEE TAEgHE
Side face milling Groove milling Side face milling Groove milling
THS 7)ZD(mm) | RAYFEER | ZAKRH(mm) | £KL(mm) | #&iZd(mm) I EE iTHS 7112D(mm) | RAFEER | ZEKH(mm) | £KL(mm) | #HZd(mm) ¥ E=
Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length [Shank Diameter|Number of teeth Stock
JGMC-2E-D1.0 1.0 / 3 50 4 2 (] JGMC-4E-D1.0 1.0 / 3 50 6 4 L
JGMC-2E-D1.5 s / 4 50 4 2 o JGMC-4E-D1.5 (B5 I 4 50 6 4 .
JGMC-2E-D2.0 2:0 / 6 50 4 2 ° JGMC-4E-D2.0 2.0 / 6 50 6 4 °
JGMC-2E-D2.5 2.5 / 8 50 4 2 . JGMC-4E-D2.5 2.5 / 8 50 6 4 )
JGMC-2E-D3.0 3.0 / 8 50 4 2 . JGMC-4E-D3.0 3.0 / 8 50 6 4 °
JGMC-2E-D3.5 35 Il 10 50 6 2 ° JGMC-4E-D3.5 3.5 f 10 50 6 4 (3
JGMC-2E-D4.0 4.0 / 11 50 4 2 e JGMC-4E-D4.0 4.0 / i 50 6 4 L)
JGMC-2E-D4.5 4.5 I 11 50 6 2 ° JGMC-4E-D4.5 4.5 / 1 50 6 4 °
JGMC-2E-D5.0 5.0 / 13 50 6 2 ° JGMC-4E-D5.0 5.0 y/ 13 50 6 4 .
JGMC-2E-D5.5 515 fi 16 50 6 2 . JGMC-4E-D5.5 5.5 / 16 50 6 4 °
JGMC-2E-D6.0 6.0 J 16 50 6 2 ° JGMC-4E-D6.0 6.0 / 16 50 6 4 °
JGMC-2E-D7.0 7.0 / 20 60 8 2 ° JGMC-4E-D7.0 7.0 I 20 60 8 4 °
JGMC-2E-D8.0 8.0 / 20 60 8 2 ° JGMC-4E-D8.0 8.0 / 20 60 8 4 L
JGMC-2E-D9.0 9.0 / 22 75 10 2 . JGMC-4E-D10.0 10.0 4 25 75 10 4 L
JGMC-2E-D10.0 10.0 / 25 75 10 2 ° JGMC-4E-D12.0 12.0 / 30 75 12 4 °
JGMC-2E-D11.0 11.0 / 26 75 12 2 ° JGMC-4E-D14.0 14.0 / 32 75 14 4 .
JGMC-2E-D12.0 12.0 Il 30 75 12 2 ° JGMC-4E-D16.0 16.0 / 45 100 16 4 e
JGMC-2E-D14.0 14.0 / 32 75 14 2 ° JGMC-4E-D18.0 18.0 / 45 100 18 4 °
JGMC-2E-D16.0 16.0 / 45 100 16 2 . JGMC-4E-D20.0 20.0 / 45 100 20 4 [
JGMC-2E-D18.0 18.0 / 45 100 18 2 o o pEme o TR
JGMC-2E-D20.0 20.0 1 45 100 20 2 °
LJi:ze3:00= © $iTHEF
winTiehEmz (W FEREE OES) wmItehEmE (B FEBEs OES)
pp! Table of Pr d mPerfect Suitable T Suitable ) pp! Table of mPerfect Suitable T Suitable )
I A4 #} Processed Material FINT 4%+ Processed Material
wER | aen N hics A AW | o | WEe | Has | Has | Bres BEW | aew rronar R, FEW | o | Wae | mes | wes | mAee
Carbon steel | Alloy steel Stainless steel | BREBEGEL | Copper Alloy | Aluminium Alloy | Titanium Alloy|Heatresisfing Aloy CGarbon steel | Alloy steel Stainless steel | BKEBEEEK | Copper Alloy [ Aluminium Alloy |Titanium Alloy |Heat-resisting Alloy
~40HRC ~50HRC ~55HRC ~68HRC ductile iron ~40HRC ~50HRC ~55HRC ~B8HRC ductile iron
| | | | O O | | | | | | | O O | |




W UERKT]FELIIHET)] W M7)EREMZHET]

Four flutes straight shank long flush endmills Four flutes straight shank round endmills

JGMC-4EL ! JGMC-4R i

L 55§ F347) L 55°[E & 71
M EH TAEEH MmEeEE T
Side face milling Groove milling Side face milling Groove milling
iTRS 7IED(mm) | RAIEER | ZAKH(mm) | £KL(mm) | #&fRd(mm) 713 EEf7 iTES 7142D(mm) | RAEER | ZAKHmMm) | 2KL(mm) | #HEd(mm) 7% E#E
Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/Radius| Flute Length |Overall Length [Shank Diameter|Number of teeth Stock
JGMC-4EL-D3.0 3.0 / 12 75 6 4 ° JGMC-4R-D3.0R0.2 3.0 0.2 8 50 6 4 L4
JGMC-4EL-D4.0 4.0 i 15 75 6 4 ° JGMC-4R-D4.0R0.3 4.0 0.3 10 50 6 4 L
JGMC-4EL-D5.0 5.0 / 20 75 6 4 L] JGMC-4R-D4.0R0.5 4.0 0.5 10 50 6 4 °
JGMC-4EL-D6.0 6.0 / 20 75 6 4 L JGMC-4R-D5.0R0.5 510 (05) 13 50 6 4 L
JGMC-4EL-D8.0 8.0 / 25 100 8 4 & JGMC-4R-D5.0R1.0 5.0 1.0 13 50 6 4 e
JGMC-4EL-D10.0 10.0 / 30 100 10 4 e JGMC-4R-D6.0R0.5 6.0 0.5 16 50 6 4 °
JGMC-4EL-D12.0 12.0 / 35 100 12 4 ° JGMC-4R-D6.0R1.0 6.0 1.0 16 50 6 4 e
JGMC-4EL-D14.0 14.0 / 40 100 14 4 . JGMC-4R-D8.0R0.5 8.0 0.5 20 60 8 4 ®
JGMC-4EL-D16.0 16.0 / 50 150 16 4 e JGMC-4R-D8.0R1.0 8.0 1.0 20 60 8 4 °
JGMC-4EL-D20.0 20.0 / 55 150 20 4 L JGMC-4R-D10.0R0.5 10.0 0.5 25 75 10 4 °
o pams © TR AR JGMC-4R-D10.0R1.0 10.0 1.0 25 75 10 4 °
JGMC-4R-D10.0R2.0 10.0 2.0 25 75 10 4 °
JGMC-4R-D10.0R3.0 10.0 3.0 25 75 10 4 L
JGMC-4R-D12.0R0.5 12.0 0.5 30 75 12 4 .
JGMC-4R-D12.0R1.0 12.0 1.0 30 75 12 4
JGMC-4R-D12.0R2.0 12.0 2.0 30 7.5 12 4 o
JGMC-4R-D12.0R3.0 12.0 3.0 30 75 12 4
® EERS © ITEREM
winTrehERE (B EBEe OES) winTrehEmE (M EsEs 0Es)
pp! Table of Pr d mPerfect Suitable T Suitable ) pp! Table of mPerfect Suitable T Suitable )
I T 44 ¥} Processed Material HWANTAF#L Processed Material
wEm | asw L TR | i | @A | mA® | was | WAAR pEm | Aew s R TR | oo | WAR | #ae | #ae | mhew
Carbon steel | Alloy steel Stainless steel | BREBEGHL | Copper Alloy | Aluminium Alloy | Titanium Alloy|Heat-resisfing Alloy Carbon steel | Alloy steel Stainless steel | BREBEEEK | Copper Alloy | Aluminium Alloy |Titanium Alloy |Heat-resisting Alloy
~40HRC ~50HRC ~55HRC ~68HRC ductile iron ~40HRC ~50HRC ~55HRC ~68HRC ductile iron
u | | O O | | | | O O |




B - ERRLIEET] B BT 8T

Two flutes straight shank ball endmills Endmills for Alluminum
R
I - sabe - 1o
JGMC-2B ~! F=F o JGMC-AL-3E -} ] B
LLP
L 55°Ek7] L 55°48F
S g s o
Side face milling Groove milling
THS 71ED(mm) | RA/#ER | ARH(mm) | £KL(Mm) | H\iZd(mm) 7% EfE iTHE 7)12D(mm) | REBEER | ZKHmm) | 2EL(mm) | #&Zd(mm) ik B

Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length [Overall Length|Shank Diameter |[Number of teeth Stock
JGMC-2B-D1.0R0.5 1.0 0.5 6 50 4 2 . JGMC-3E-D1.0 1.0 / 3 50 4 3 L]
JGMC-2B-D1.5R0.75 {75 0.75 6 50 4 2 o JGMC-3E-D1.5 1.5 / 4 50 4 3 .
JGMC-2B-D2.0R1.0 2.0 1.0 6 50 4 2 ° JGMC-3E-D2.0 2.0 / 6 50 4 3 [
JGMC-2B-D2.5R1.25 2.5 1.25 6 50 4 2 . JGMC-3E-D2.5 2.5 / ¥ 50 4 3 .
JGMC-2B-D3.0R1.5 3.0 1.5 6 50 4 2 ° JGMC-3E-D3.0 3.0 / 9 50 4 3 o
JGMC-2B-D3.5R1.75 85 1.75 6 50 6 2 ° JGMC-3E-D4.0 4.0 / 17 50 6 3 °
JGMC-2B-D4.0R2.0 4.0 2.0 6 50 4 2 . JGMC-3E-D5.0 5.0 / 15 50 4 3
JGMC-2B-D5.0R2.5 5.0 2.8 6 50 6 2 e JGMC-3E-D6.0 6.0 / 18 60 6 3
JGMC-2B-D5.5R2.75 5.5 2.75 6 50 6 2 ° JGMC-3E-D8.0 8.0 / 20 60 6 3
JGMC-2B-D6.0R3.0 6.0 3.0 6 50 6 2 .

- .
JGMC-2B-D7.0R3.5 7.0 3.5 8 60 8 2 . ® EEEE  CmRes
JGMC-2B-D8.0R4.0 8.0 4.0 8 60 10 2 [
JGMC-2B-D9.0R4.5 9.0 4.5 10 75 10 2 °
JGMC-2B-D10.0R5.0 10.0 5.0 10 75 12 2 =
JGMC-2B-D12.0R6.0 12.0 6.0 12 75 12 2 .
JGMC-2B-D14.0R7.0 14.0 7.0 14 5 14 2 °
JGMC-2B-D16.0R8.0 16.0 8.0 16 100 16 2 °
JGMC-2B-D20.0R10.0 20.0 10.0 20 100 18 2 °
o HEERF O RITR4F
whnIvrhERE (B EREe OESs) wmItehEmE (B FEBEs OES)
pp Table of Pr d mPerfect Suitable © Suitable ) pp! Table of mPerfect Suitable © Suitable )
#WHNT 4%} Processed Material AN 4%} Processed Material
wEm | Aen O oo 1 wm | il | mae | mam | wee | whas BER | B82S TR R R A | nin | @AZ | #AS | ges | mhas
Carbon steel | Alloy steel Stainless steel| EKEEFFEK | Copper Alloy | Aluminium Alloy | Titanium Alloy|Heat-esisting Alloy CGarbon steel | Alloy steel Stainless steel | BREBTEEE | Copper Alloy [ Aluminium Alloy | Titanium Alloy|Heat-resisting Al
~40HRC ~50HRC ~55HRC ~68HRC ductile iron ~40HRC ~50HRC ~55HRC ~B8HRC ductile iron
] ] ] O O ] | |
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Selection Method of Cutting Tools

EREEHITBEAREADE

a. BEETREMBEMIAMENRRE, NRESRIKES.

b BFEANTI AR, MHERARIDRERS.

c. RIBU LRERENRESKBENDFNEGTARR T EHA.
d. REMESIULERFERNT ARG, EE, BS,

ORI D B RS S BiE

a. BEE THEMBIMIAMERRLR, NRESRIRES

b RIEMT A (SME. WL, ImEE) METTIOEFRZE,

c. KR EE SRR ERHARE S RAEDFNAEAT MRR IHFHA.
d. REHESIULERFEMNTIRIE. EusX. BE. GSEHAE.

IR EI T BHAEE R IE:

a. BSEETHREMENIAMEINR. NARESRRE.

b. IRIBRAABI. KB, MISXMEHEDRMIRE,

c. KB ERER BN ARES KBEDFNAAAARR TEHA.
d. RERESIU ESEFBNN G, B85, BS,

Selection Method of General Turning Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the suitable insert shape, setting angle and clamping designation.

c. Select details of tool bars as L/R, dimension,etc, according to above conditions

d. Select the type, chip breaker and grade of inserts, corresponding to all conditions.

Selection Method of Parting and Grooving tools:

a. Understand the processed material condition, machine model and condition.

b. Select the basic type according to processing methods(external,internal,face grooving
c. Select details of tool bars as L/R, dimension etc, according to above conditions,

d. Select the type,clamping designation,chip-breaker and grade of inserts, corresponding to all conditions.

Selection Method of Threading Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the tool type according to thread's type, processing methods,etc.

c. Select details of tool bars as L/R, dimension,etc, according to above conditions,
d. Select the type, chip-breaker and grade of inserts,corresponding to all conditions.

TEMIERDE

Selection Method of Cutting Tools

LE 7] BB A DA

a. BSETHEMBENIAMEINOR, NRESRIKE.

b RFNTARBERHTIENELRLE (FEGH. SB%. HEHE. %18 AR%S.
c. REMITEERNIEMRSRI ERARMERARRG DT %],

d RIEL EEREREHONRESEMEDRNED. RISHE.

e. REMESIALZSAFENMOTI AL, R, &S,

FLINT D EMEERADE

a. BSETHREMFEMTAOMEINR. NRESIKE.

b IREINT T ZRBEFLINT I EROEAKII(EEH. #HH. &, BENIFESR).
c. REMTHEERNTANRIEHERERARBAT B TEMILMIDA.

d. KB ERZRSHTRESKREDENZED. RIEHA.

e. REMESI LERFEMOTI ARG, B, BS,

Selection Method of Milling Tools :

a. Understand the processed material condition, machine model and condition.

b. Select the basic type of milling tools according to the processing method (plane milling, square
shoulder milling, profile milling, milling grooves, chamfer milling, etc.).

c. Select solid milling tools or indexable milling inserts according to machining accuracy and
machining surface shape and size and etc.

d. Select interface, size and other details of milling tools according to machine model and above
conditions.

e. Select the type,chip-breaker and grade of Inserts,corresponding to all conditions.

Selection Method for Hole Processing Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the basic types of hole processing tools (drilling, boring, reaming, thread processing, etc.
according to machining process.

c. Selct solid cutting tools or indexable hole processing tools according to the machining accuracy
and dimension of the machining holes.

d. Select interface, size and other details of milling tools according to machine model and above
conditions.

e. Select the type,chip-breaker and grade of Inserts, corresponding to all conditions.
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Grade Comparison Table

Grade Comparison Table
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B EEY

T Hardness

BE HR HE
HRC HRA HV HB
70.0 86.6 1037 —
69.5 86.3 1017 =
69.0 86.1 997 =
68.5 85.8 978 =
68.0 85.5 959 -
67.5 85.2 941 -
67.0 85.0 923 -
66.5 84.7 906 —
66.0 84.4 889 =
65.5 84.1 872 =
65.0 83.9 856 =
64.5 83.6 840 -
64.0 83.3 825 —
63.5 83.1 810 -
63.0 82.8 795 —
62.5 82.5 780 =
62.0 82.2 766 =
61.5 82.0 752 =
61.0 81.7 739 -
60.5 81.4 726 =
60.0 81.2 713 -
59.5 80.9 700 =
59.0 80.6 688 =
58.5 80.3 676 -
58.0 80.1 664 =
57.5 79.8 653 -
57.0 79.5 642 =
56.5 79.3 631 -
56.0 79.0 620 =
55.5 78.7 609 =
55.0 78.5 599 -
54.5 78.2 589 =
54.0 77.9 579 -
53.5 77.7 570 =
53.0 77.4 561 -
52.5 771 551 —~
52.0 76.9 543 =
51.5 76.9 534 —
51.0 76.3 525 501
50.5 76.1 517 494
50.0 75.8 509 488
49.5 75.5 501 481
49.0 758 493 474
48.5 75.0 485 468
48.0 74.7 478 461
47.5 74.5 470 455
47.0 74.2 463 449
46.5 73.9 456 442
46.0 73.7 449 436
45.5 73.4 443 430
45.0 73.2 436 424
44.5 72.9 429 418
44.0 72.6 423 413
43.5 72.4 417 407

iE RIS MNRNIBEE, WS HERSANTHEAER . The conversion values for all steels listed in this table are basically applicable to steels with low to high catbon content.
WERFINAAEEE, ERATREBEERTEMN—RME, 1N/m?=1Mpa. The

HFRHWEGB1172-74, Thistableis taken from GB1172-74.

121

MLRE
TRS
(N/mm?2)

HRC
43.0

BE (ZetE@ERRERLURERE)

Hardness Comparison Table ( Approximate Conversion on Hardness & Strength of Ferrous Metals)

R Hardness

BE

HRA
724
71.8
71.6
71.3
714
70.8
70.5
70.3
70.0

lues listed in this tabl

HEK
HV
411
405
399
393
388
382
377
372
367
362
357
352
347
342
338
333
329
324
320
316
312
308
304
300
296

221
218
216
214
211

le for

HB
401
396
391
385
380
375

222
220
218
216
214
211

Is with I

MERE
TRS
(N/mm2)
1360
1340
1320
1300
1280
1260
1245
1225
1210
1190
1175
1160
1140
1125
1110
1095
1080
1065
1050
1035

765
760
750
745
735
730
725
715
710

o

accuracy.

B Z2ERTHIENEIEENR

Precautions for safe use of Cutting Tools

BiE ¥ Hazard

EERAIEI 7] B SRR DI MRS RS o

Direct contact with the sharp edge of the cutting tool may cause injury to human body.

FEUEMRTIATESHERER, M, SIHRRE,

Improper use of the tool may cause its breakage and accessories flying out,resulting
in the damage.

FEERMBIZEETRIRR AR, THESKI BRI M, TRE
EEMHE

Excessive wear and severe impact increase the cutting resistance, which may lead to tool
fracture and splashing, causing injury to the operator.

T 2ROt BATAEXT A XS RZ (G R -

Chips during cutting may cause burns and scratches to people.

EE R AR RIRBES IR A RNGENER .
The sparks and high temperature chips produced in the cutting process are dangerous and
may cause fire and explosion

BEETIONKBTRESHFEEEMSERIZURE, SETIEHR.

The high-speed running machine tools vibrate violently because of the poor balance of the
fixture and so on, resulting in the tool damage.

WINT 4 EMERNSERIGIERER, RESWGAK.
The defects such as burrs on the machined parts are very sharp and easy to scratch the
human body.

RBERERINT A ER#TIN T 2SR T BRI TR

If the workpiece is machined directly without clamping, the tool will be damaged and the
workpiece will splash.

TN RHDRWHRERREZ LR THTIE, BIERECHER
hERIB .

When the blade or its accessories are not clamped properly, there is a risk of injury caused
by the falling off of the tool.

RREHEERSEDTRESSEEN, NRNETDEERE CENBK .
When the auxiliary tools such as screw pins or pressing plates are used for over-tightening,
the blade or knife may in the risk of breaking and flying.

TDREMEGESENEN, SoUaEIEEEOHNERTRE SEH.
In high speed cutting, the blade or accessories may fall off and fly out under the action of
inertial centrifugal force

BFSEITEMNNER, BRAFRESHIGHRE.
Because the edge of milling tool is sharp, it is dangerous to be scratched by touching directly
with hands.

AT, KR FESEAZRLISRETHRER, ERARGBT .,
In rotary cutting process, clothes, gloves and so on are easily twisted into high-speed
running equipment, resulting in casualties.

g'l‘)ﬁﬁiﬁ:ﬁmﬁ*ﬁaﬂlﬁﬁﬁﬁﬂﬂIE?AFiﬁiﬂ)ﬁiﬂﬁﬁaI BRI TS

The tool with eccentric rotation or poor balance will have shaklng vibration in rotation
processing, which will cause damage and flying, resulting in injury.

ERETHEIN, SECHOTBETEREE.

In high speed cutting, chips flying out at high speed may cause injury.

PRI RIBITHERIRT, B 518 W70 SR M TIAE L A9 RTEE o
When drilling with a very small tool, it is easy to cause the tool to break and fly and cannot
be removed.

EHERSIMER, 2SBNKNTIEMMERT, H5IEREMBK.

If it is used outside for the specified purpose, it will cause accelerated damage to the
machine tools and cutting tools, and cause other hazards.

B3P 1B Protective Measures
LIREN R ERERFIFEMIRITDER, BERFESHIFSRAR.

When you install or remove cutting tools on the machine tool, please use
protectivelabor protection appliances such as gloves.

(BRI A Z 2R .

Read samples and safety standards before use.

B RPIR BRI o

Please use safety glasses and protective clothing.

RS RO T)

Replace excessively worn tools i time.

{5 P B I BR SR AN B PAR

Please use safety glasses and protective clothing.

REEBHFETEBRE

Timely Use pliers and other tools to remove chips.

BRI RGP RURFFE.

Please use safety glasses, protective clothing and protective gloves.

ERTEY I X R 53 A 5 IR 1D i

Remove flammable and explosive materlals in the cutting area.

R

Please prepare fire-fighting equipment.

ELHEIRT, RERERAEMNINEREES.

Before cutting, check whether the equipment is loose or abnormal.

TEEFP R IRE PR o

Please use safety glasses and protective clothing.
EREMEREN T4 ERER.

Please do not touch the burrs on the machined part.
BB IR SRR .

Please use safety glasses and protective clothing.
VIR T AR R,

The machined part must be firmly clamped.
R IR SRR R .

Please use safety glasses and protective clothing.

INTRIFATD FUREMK 4 ELERENNTREREZY,
Before machining, please make sure that the blades and other accessories
have been fastened properly with appropriate tools.

BRECHAEESHH TRSSRE.

Do not overtighten with auxiliary tools such as sleeves.

BEEFDERERDS .

Please use the tool within the recommended range.

EEF R IR E B IFAR o

Please use safety glasses and protective olothing.

ATENRS, ELREMRDFNERTHELIFE,
For your safety, please wear protective gloves when you have to touch
the blade.

LIBERTIREIEIS, BAREFEMT .,

When you are doing rotary cutting, please do not wear gloves.

R ZIE B A B R IRE M T PR

Always be careful not to let clothes and other running machine parts in contact each other.

BERVFSEEERERTS.

Please use the tool within the allowable speed range.
EHI SRR FERE o
Check the mechanical balance performance of the machine regularly.

ERRLE, RIFF. HBS,

Use safety cover, protective screen, outer cover, etc.

EEER IR S IFAR o

Please use safety glasses and protective clothing.
BN BRI NESERNETEE TMI.

Reduce the vibration of the tool and machine at a suitable operating speed.

EEERB IR EFBSIFR o

Please use safety glasses and protective clothing.

TR A o

Please follow the instructions.
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Safety standard for cemented carbide products

1. Z25HE
AEER EMNETERSSERATE £~ mal, BXRMEEHTLENZ2REI, FESFARRETRE
ZEm ERT M EE AT, WTRBREREAMERNTRER, FARITRAMERET.

2, EEAEEMHERRIT

EEASRMW, C. Co. Ti, Ta, NbETEREUAWRITRERE, FEHT—RIINEEM IR L
MINTITE. ERSSAERFOEYRENNRENEE, 2NTASSBNARSEEFSMORET
&,

3. ERERSEFmAIERER

BRAESEEMREAME, EIANERISERLSENRMEAIFRATRREIR, FHaEERNIA.,
ABOBREELUG. BATENRS, BERK, EEEMEFNMFEDLE, IVORE.
BEREEFRAFRETR, TRIRESFNRET.

ERASFREERIRESR, LR, KRS, BENIAEELENSRAR.

1. Security Responsibility

Before the use of the cemented carbide products manufactured by Zhuzhou King Cemented Carbide Co.,
Ltd., please make the necessary training for the operator, and read carefully the "caution" and "warning"
contents on the product packaging. For the adverse consequences caused by failure to use the products, the
company does not bear any legal responsibility.

2. Basic Characteristics of cemented carbide materials

Cemented carbide is made up of the elements such as W, C, Co, Ti, Ta, Nb and etc, and other compounds,and
was formed through the process of sintering and a series of subsequent processing. Cemented carbide has good
chemical stability and high strength, and is an ideal tool for the processing of most metals and a large number of
high strength non—-metals.

3. Precautions for using cemented carbide

® Cemented carbide is a kind of hard a nd brittle material, which can be cracked and damaged under the action of
alarge force and some particular local stress, and with a sharp edge.

® Most of cemented carbide has tungsten and cobalt as the main components, and the density is very large.In
transportation and storage, please be careful and regard the product as heavy cargo.

® Cemented carbide products should be stored in a dry, non-corrosive atmosphere environment.

® In the use of the cemented carbide products, if some cuttings and chips were produced, please prepare some
necessary PPE before processing.



