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FHITIRESNA Grade Informations

ERES| oo REXE REAR BHERNA
Grade Types of Coating |[Coating Composition Features and Applications
LEEAHNERES BEMK, SAPETINTRAAL05SE, TIF &M RHFEEE,
LERTRET R FMANEIT, 45, ERERBEE DS
CvD 1.Using the special high-hardness substrate of gradient structure,combined with medium
HS8125 | P10~P25 B_XX@IE MT-TiCN+ALOs+TiN |temperature TiCN and ultra-fine Al:Oscoating,t has excellent performance of wear
icolor resistance.
2ltis suitable for finishing processing and continuous turning of steel under stable working
conditions and in pursuit of high wear-resistant occasions.
1.2%W$*HR%WMT-TICN#l]EAIzOz*}%E,‘—5%9]&3&!%%%%4’%%@%%5%@%&
LERTHN, A EMSMERFRNIIENT, FTRFHRENT, R EHMINELRS,
VD LUsing new nano-columnar structure of MT-TiCN and thick Al:0zcoating,combined with
NS A S : :
Z E I‘E_I_I 71 HS8122 | P15~P35 =@ MT-TiCN+ALOs+TiN |medium Cobalt gradient cemented carbide substrate with both toughness and strength.
. Black Lltis suitablefor semi-finishing to roughingprocessing of carbon steel,alloy steel and
CO m pa N y P rOfl le ?ther mlaterials.ltcanalso be used for interrupted processing,and is the preferred grade
. . . or steel turning,
Zhuzhou Xinshuo Advanced Materials Co.,Ltd(Branded as SIEESO) is a Chinese
company that started operations in the year 2008 located in Zhuzhou City Hunan L e e S MT TICNAIALO IR, RGHRE R A 57
. . . . . . 2 EA TN S WEMRIRIZEREN T,
Province where is famous in the world for its tungsten carbide industry. 18195 |Pao~pao o T TICNALOSTIN 1.High toughness substrate with suitable thickness of MT-TICN and
. . . . ! - 2 Al:Oscoating which makes the material keep the wear resistance
SIEESO CARBIDE factory starts business as the distributor for famous cutting Bicolor T
. . . . . 2.It is suitable for roughing processing ofcarbon steel,alloy steel
tools brands such as ZCCCT,Sandvik,Walter,Seco,Mitsubishi,Toshiba,Korloy and and other materials turning.
Teagutec for domestic markets as the beginning.After years successful operat- LR R £5 58 RTOVIRIALO R, REARNRBETANS
ing,we built up our own carbide inserts factory in 2013.Equipped with the latest - T T
ere. e . . ore . . |1t uses medium Cobalt content tough cemented carbide substrate,combined with medi
facilities and units, Our manufacturing facility conforms to 1ISO-9001 standard.Our HS8133 | P20~P35 e MT-TICNHAOSTIN | mpeature T and hickAzO3 costgich s excelentpertormanceof
. . . . . . . . . wearresistance and chipping resistance.
continuous investment in state of the art pressing, SInterlng and grlndlng equip- Zi:tisstuitlableforawiderangeofturningofsoftsteel,lowcarbonsteelandlowcarbon
. . . alloy steel.
ment, highly trained personnel and a proven manufacturing process properly po-
sitions us for the future. Our commitment to quality products and quality relation- LR RIS AESBKTCBEARENLOR AR
ships reinforces our belief that our customers remain our most valuable asset. BT Bt REBHE R BENIT, BTRT S TR TR KSAL.
. . . 1.Using high tough dient ted carbide substrate with medium Cobalt content,
Now SIEESO CARBIDE is able to supply as following cutting tools: Hssizs |P1SP3S | m MTTICNSALD, | matchedwiline cystaline eolurarTiCN and e Alscotingthes ecellent.
. Lo . . . M10~M30 Bicolor performance of chipping resistance and high temperature resistance.
1.General turning and milling inserts,(in carbide and cermet.) it BT el sl
. . . . . urnlpg. can'a'so e used for (arge depth of cut and (arge Teed macnining unader severe
2.Solid carbide endmills,(in carbide and cermet.) working conditions.
3.Solid twist carbide drills,
. . . L EEM AR EE, BREASERPETICNTINEAL:RE, BB SHREEMARTEE.
4.Special cutting tools ,such as flow drills,water cutter(Jet). AR BRI ANTR B RE, LS ROAHIT,
. CVvD 1.Using high wear resistance fine crystalline substrate,combined with fine crystalline
As an I1SO 9001 Cert|f|ed company SIEESO ensures a[[ the aspects of deve[op_ HS6115 |K10~K25 W MT-TiCN+ALOs  |columnar medium temperature TiCN and thickened Al:0scoating,it has excellent
’ Bicolor performance of wear resistance and thermal stability.

H H H H H H - 2.Itis suitable for continuous processing of nodular cast i d high ist;
ment (design), production, sales and services to comply with the highest interna e D e ooy B MeaTEssatce
tional standards for design and manufacturing excellence.

Customer satisfaction is our number one priority. Our knowledgeable, friendly LRGSR ARSI ORELE SIREIE1Z 108
. . . . . E4F, RELHo

sales staff are always available to answer your questions, provide technical infor- cvD LERTHANLRMLARMT, HARTHAH, REREANLOEELES, .

. . . . . . . HS6120 | K15~K35 me MT-TiCN+ALO: 1Thestrong apd tough matrix ofme'dlum grain,combined with the newly upgraded MT-TiCN
matlon, and help Wlth speCIal orders. Outstandlng service quallty toollng and and AbOscoating process,after special post-treatment process,has good cutting edge

’ Black strength and smooth surface.
Y P H 2.ltis suitable f i-finishi hi ing of cast iron,and Is0 be used f

competitive pricing are what you can expect from Zhuzhou Xinshuo Advanced Ma- intemuptedcutig s the preered gadero cast ropruring.
terials Co.,Ltd..
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Grade Informations

EEES| o REAR SRR 5 2 R
Grade Types of Coating| Coating Composition Features and Applications
LRBESSENEARNER A SEE, BRELRARNAREIPVDRE, RERENARES
PVD N EMERHRREKEEE.
2 ERTHFENREEERIMT,
HS1001 |HO5~H25 £ AITiCrSiN 1The ultra-fine grain cemented carbide matrix with low Cobalt content is used with the
2 newly upgraded nanostructure PVD coating to obtain strong coating adhesion,high wear
Rainbow resistance and high oxidation resistance.
2.t is suitable for continuous turning processing of hardened steel.
LEBEFSENARERAS SRS, FEARMENAREBPVDRR, BB S HMEEH
PVD [REpE
LIERT RN RN T, BRI THE,
HS1002 | #9KiZ YT AITiCrSiN 1The fine grain cemented carbide matrix with low Cobalt content is used,combined with
= excellent performance nanostructure PVD coating to obtain wear resistance and high
Nano blue temperature resistance.
2.t is suitable for turning semi-finishing of hardened steel,light intermittent processing
occasions.
1.1&%39‘]%1122&6?%%%@&; ;E;%‘%%H’\JE%EIZ, AERBHOMEENNGST.
TRE LERTRBEZE G ARSI,
HS10 |NO5~N20 Uncoated \ 1.Low Cobalt submicrograin cemented carbide grade,combined with a special
post-treatment process,has excellent wear resistance and adhesion resistance.
2.Itis suitable for turning finishing processing of non-ferrous metals.
LESSENARNERS MR, FARFNELETE, AERARNTENRMEN.
ERE 2ERTHELRE WENEHIMNT,
HS20 | N10-N30 UnC(')\a ted \ LThe fine grain carbide grade with low cobalt content,combined with a special

post-treatment process,has excellent wear resistance and adhesion resistance.
2.t is suitable for turning of non-ferrous metals.

7 = AL7 .
EHITIRESNE Grade Informations
EERS| oo RERR REAR ¥ 2R A
Grade Types of Coating [Coating Composition Features and Applications
1LBEEHNEREEZRES, S PRTICNTBAALOSRE, TIH E& R RNMELE,
PVD 2ERFRE TR TMARREIT, E4LEH, BREMELTE,
MO05~M25 1.Using the special high-hardness substrate of gradient structure,combined with medium
HS7125 TiAIN temperature TiCN and ultra-fine Al0scoating,it has excellent performance of wear
S05~525 REE resistance.
Gray-black 2Itis suitable for finishing processing and continuous turning of steel under stable working
conditions and in pursuit of high wear-resistant occasions.
LR BT REEE, BRRESARELNSEPVDAE, RAMELT, e Rt RN
Fo
M10~M25 PVD LERFAERN BRAL KASSMEREHTE, $HEMI WEN L
HS7225 TiAISIN 1.Using the submicron grain medium cobaltsubstrate,combined with silicon-containing PVD
S10~S25 AN coating with extremely high thermal stability,the inserts have characteristics of good wear
Dark purple resistance and high temperature resistance.
2.lt s suitable for continuous turning of stainless steel,superalloy,titanium alloy,etc,
semi-finishing and partial finishing.
P10~P25 PVD 1L RATRSNHPHEEE, FEURERTAINGE, BE RIFHEMEMBAEE.
- LERTAEN FEW SRR ESNELEHGS, $HBMT,
HS7125 (M05~M25 . : i : " . . )
HS5130 REE TiAIN 1.The submncrpn grain medium cobalt substrate coml?lned with nanocrystal TiAIN coating
K which makes it has high-toughness and good generality.
S05~S25 Gray-blac 2tis suitable for continuous turning of alloy steel,stainless steel,superalloy,semi-finishing.
LS ENARNER S SRE, A AREEARMTAISINGE, REMELNTE BREE
PVD fraEfl.
M15~M30 . . 2 EBTFAEN. MASSHFEEHIMT,
HS5120 S15~S30 e TIiAISIN LThe fine grain cemented carbide substrate with medium cobalt combined with excellent
thermal stability of TIAISIN coating,which makes inserts have good wear resistance and
Copper toughness,and excellent high temperature resistance.
2.ltis suitable for semi-finishing turning of stainless steel and heat-resistant alloy.
LS ENARNERASEE, AF RFNT O2E, BRLMNTAINGS, B8 RIFNMHE
AEF1ERE,
m?fﬂ%% PVD 2ERTAEA FENSHLBEHNT, RARHEHMTAERLS,
~ : 1.Using medium cobalt fine-grained cemented carbide substrate with good edgestrength
HS5121 EEG TIAIN combined with the new TIAIN coating,it has both good wear resistance and generality.
S15~S30 | Gold-yellow 2.Itis applicable to semi-finishing turning of alloy steel,stainless steel,etc.and it is a
general grade of stainless steel turning.
LRATHERIPHEE, EERKERTAINGES, 55 RIFHEFIEAEREEE,
PVD LERTAEN FEN BESEFNELEHGHE, $HBN T,
P10~P25 1.The submicron grain medium cobalt substrate combined with nanocrystal TiAIN coatin
HS5125 MO5~M25 REE TiAIN which makes it has high-toughness and good generality.
K 2.t is suitable for continuous turning of alloy steel,stainless steel,superalloy,
Gray-black semi-finishing




Chipbreaker

Chip breaking groove cutting edge+6. The rake angle and the rake face form a large arc with
smooth transition design,the chip is smooth while the cutting edge does not lose strength.
the versatility is strong.Recommended cutting parameters: ap: 1.00-5.00fn: 0.20-0.5

Suitable for semi finishing of inner hole and outer circle of steel,cast iron and other materials.

The cutting edge strength is high, which is suitable for semi finish machining with unstable working conditions, and
also can be used for processing cast iron to obtain lower cutting force.

Impact resistance, not easy to break, continuous/intermittent processing.

When machining with different cutting depths, such as profiling, the chip treatment is good, and it is also suitable
for wall lifting.

Chipbreaker

Type M material rough and semi finish machining grooves and double-sided chip breaking grooves. It is light and versatile
for stainless steel, steel, cast iron and other materials. The cutting edge strength is good, and it can be used in general impact
processing. Recommended cutting parameters: ap: 0.50-4.00 fn: 0.20-0.50

Suitable for finishing and semi finishing, with stronger chip breaking function.

Sharp edge, suitable for finishing of stainless steel, mild steel and other viscous materials.



Universal Chipbreak BEFHITI AR General Turning Inserts Naming Rules

TC FAK4XS Shape WrEE N EEFZLS Chip Breaker and Hole
General processing groove type, double-sided chip breaking groove, with high wear resistance and TNMI16 04 08-MT TNMI16 04 08-MT
strong toughness, especially suitable for processing of K-type materials.Recommended cutting A S | BXA | BREEE TIHEIE = BIA BB TIHEE
parameters:ap:0.20-8.00fn:0.15-0.60
Center Center .
Symbol| "\ e | Chip Breaker Insert Profile Symbol Hole Chip Breake r Insert Profile

B B Z(N) N Z(N) Z(N)

Partting and grooving

By 7a(N) F Z(N) E(D)

=
Ho| B EE(S) 1 R FN) EE(S)
£5'

It can meet various processing needs such as cutting, grooving, turning, etc. The cutting process becomes light,
' the chip removal is more smooth, and the ideal processing surface quality is achieved.

J By WE(D) @ A Ay 7(N)

wo| Bm FN) @ M B BATE(S)

T By FAE(S) ] G AWy WE(D)

Q A(Y) F(N) [Ej X
&Y | WED) =

G IERAXS Clearance Angle BEAKS Tolerance
T NMI16 04 08-MT T NMI16 04 08-MT

B (BE)VMBBEEF@ABR(RER. KAD)eTDRBELXZE(mm)
(reference)M grade tolerance detail(acoord to shapesize.)

N@Hexégaxgm

pus
ot
c

1o Al n|

Special chip breaking groove design for cutting, which narrows chips and improves cutting flow control.

. _ 35
YE | E=RK ; " 55°5 R iy
| TIRFEEm '“Z:i]b-ed Reﬁf: é_tﬁuaﬁ SO?ISho%r’ﬁ)us 55°Rh§t 35°Rhombus R:Ed
| NP7 g2 | AZ(mm) /?‘ng(glr:[ﬁ) Agﬁim Cirdle | Triangle | > ombus
w w
. 0 Symbol | - mmm) | T mm) | s(mm) 635 | 008 | 008 |  +00g 01 £0.16
9525 | +008 | +008 |  +0.08 £0.11 +0.16 -
127 | %013 | 2013 | 2013 £015

+0.005 +0022 +002E 15.875 +0.15 | £0.15 +0.15 +018
+0.005 +0.013 +002g 19.05 +0.15 | £0.15 +0.15 +0.18
+0.013 +0026 +0.025 254 +0.18
+0.013 +0.013 +0.013  |eWIIEAI.C2AZ(mm) eTolerance of Inscribed Circle

+0026 +0026 +0025 WIE | E=AF
Inscribed | Regular
Circle | Triangle

J +0.005 +0.05-+0.13 +0.025 6.35 £0.05 | £0.05 £0.05 £0.05 £0.05

=
E
| ;’20’
E K +0.013 +0.05-+0.13 +0.025 9.525 +0.05 | +006 +00F +0.05 +0.05 +0.05
30 g
+0.025 +0.05-+0.13 +0.025 127 +0.08 | +0.08 +0.08 +0.08 +0.08
11

The special rear face structure reduces the cutting resistance by 20%, reduces the vibration and furtherimproves
the surface quality. The special edge design makes the chip breaking effect better, and the tool can be moved laterally.

ESH | 80 5587 35°% B
Square | 80°Rhombus [55°Rhombus| 35°Rhombus| Round

J
G

+0.025 +0.025 +0.13

= |y o |
L
m [T [0 |= |®»

=

2 © 008 | 0 05-2013 | 2043 15875 | 01 | 0.1 +0.10 £0.10 +0

M +0.18

NO CODE +0.08-
+005-+013 |  £0025 1905 | =01 | 01 £0.10 £0.10 0.1

HERR N 0MA
Others 0131 008-£025 +013 254 £0.13 £0.13

+0.38

Large rake angle, wide chip breaking groove, light and quick cutting,small vibration, suitable for occasions with low cutting speed, u
insufficient rigidity and easy shaking.



BEBEFEHITD R
{NHI7)ES Cutting Edge Length

Turning Inserts-Negative

CNMG (80°Negative)

FHIDNR-ARE
CNMG (80°fa &)

General Turning Inserts Naming Rules

JIREEHS Thickness

A\ 4 .
JGener
TN G I o5 — T TN M6 B o8 — T W1+ ZEHIGeneral Turning Inserts for Steel
as JIE5MiInsert Shape 5= TREE Vv B#FTRGood working conditions. O—fZ T fiGeneral working conditions x i TftUnstable working conditions
3 4 c D R s T v w K Symbel fliiskness (mn) = i v[v[v[o]olo]x[x[x ) o X[ x[v
& 2 00 0.79 2 TR o|lo|lo|x|x|x|v
= s -
I %% O Q LS Q S T0 0.99 i % X | X
25 — — — — | — 01 1.59 I?J{ S Py
s
3.97 06 U 58 = fithae. Kae X | X
. 05 02 2.38 = u R
2128 i T2 2.58 R~ Dimensions(mm) CVD’&IE (Coating) PVD#[ZE (Coating)
6 06 03 3.18
6.35 06 07 1 1 T3 3.97 |nserz%ha . ?5%; 4 i 3
8 08 04 476 P P Ljoic| T | od| r i i i
2 3 2
9.525 09 1 09 09 16 16 06 16 = 296 2 : :
a0 i 05 5.56
12 12 T5 5.95 CNMG120404-MT | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A
127 12 15 12 12 22 22 08
15.875 16 15 15 27 9 635
16 16 e T6 6.75 CNMG120408-MT | 12.9 [ 12.7 | 4.76 | 5.16 | 0.8 A A A
1905 19 19 19 33 o7 Lk S i
Semi-finishing to
20 20 09 9.52 Roughing CNMG120412-MT | 12.9 | 12.7 [ 4.76 | 5.16 | 1.2 A A A
25 25 25 25 T 9.72
254 25 25 1 11.11 CNMG120404-PM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A
31.75 31 12 127
32 32 CNMG120408-PM | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 A A A
CNMG120412-PM | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A
zIs iy —] ° s =3 °
TIRELIMY S Corner Radius ErfEiEBX S Chip Breaker
CNMG160608-PM | 16.1 (15.875| 6.35 | 6.35 | 0.8 A A A
TN M G [i6 04 08 — mT TN MG i[04 08 — mT
re T ERTEZ (mm) ™ ur om @ Sfﬁbﬁsiﬁlgﬂgltio CNMG160612-PM | 16.1 [15.875| 6.35 | 6.35 | 1.2 A A A
Symbol Corner Radius(mm) Roughing
00 XEf o ‘ ‘ - CNMG190608-PM | 19.3 |19.05 6.35 | 7.94 | 0.8 A Al |a
02 0.2
oa oa CNMG190612-PM | 19.3 [19.05| 6.35 | 7.94 | 1.2 A Al |a
08 08 HM MS TC BF
12 12 CNMG190616-PM | 19.3 |19.05| 6.35 | 7.94 | 1.6 A Al |a
16 16 ‘ ‘ ‘ - AR THFEREE Recommended grade (Always stock available) e3%iT 8 £ =Rl i%kE S Make-to-order
20 2
24 24 GH MA
32 3.2
. EESPeCiaI n -
TIRBERRImo(2 %) B0 R
Diameter Dimension Round Insert




Turning Inserts-Negative

CNMG (80°Negative)

EHITIH- S fa R
CNMG (80°fa 3 2Y)

Turning Inserts-Negative

DNMG (55°Negative)

IR - R
DNMG (55°% &)

M4+ ZEH General Turning Inserts for Steel

V RiFTRGood working conditions. O—fi TiftGeneral working conditions xAfafe TiftUnstable working conditions

= 0 v[v[v[olo[ o] x[x[x o o X[ x|V
__ 2 T v v ololo|[x|x|x|v
%% ik X | x
S BEsRE
T s
- g MHAEE. hES X | X
= H TEREN
R~t Dimensions(mm) CVDi#[&E (Coating) PVD3&/E (Coating)
i pickS) H H H H
S s 5 S
Inserts Shape Type 8 8
L joc| T | ¢d| r $ ? 0 i
2 3 2 2
5 3 2 5
CNMG120404-CQ | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A
CNMG120408-CQ | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 A A A
AT
Semi-finishing | -\MG120412-CQ | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 Al |a] |a
CNMG120404-TC | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A
CNMG120408-TC | 12.9 |12.7 | 4.76 | 5.16 | 0.8 A A A
CNMG120412-TC | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 A A A
CNMG160608-TC | 16.1 [15.875| 6.35 | 6.35 | 0.8 A A A
@i
St CNMG160612-TC | 16.1 [15.875| 6.35 | 6.35 | 1.2 A A A
CNMG190608-TC | 19.3 |19.05| 6.35 | 7.94 | 0.8 A A A
CNMG190612-TC | 19.3 |19.05| 6.35 | 7.94 | 1.2 A A A
CNMG190616-TC | 19.3 |19.05| 6.35 | 7.94 | 1.6 A A A
CNMG120404L/R-ZC | 12.9 | 12.7 | 4.76 | 5.16 | 0.4 A A A A
CNMG120408L/R-ZC | 12.9 | 12.7 | 4.76 | 5.16 | 0.8 A A A A
EEF
L/RezC CNMG120412L/R-ZC | 12.9 | 12.7 | 4.76 | 5.16 | 1.2 A A A A

10

AREHEFRES Recommended grade (Always stock available) e3%iT 2 4 == /] i%k% S Make-to-order

AY /4 °
W+ ZEH) General Turning Inserts for Steel
V BIFT5Good working conditions. O—f Tt General working conditions xAtaE TiitUnstable working conditions
S i v[v]v]o]o]o]x]x|x 0 o X | x|[v
2 TFHW \ OO0 |0 X |X|[X]|V
€Is
"o iz X | X
He SR
B RaE, ®KEe X | X
= H PR
R~F Dimensions(mm) CVD3# & (Coating) PVD3#/Z (Coating)
2 zs JARHEEE :
Inserts Shape Type L loic| T | od r ? tlz ? z
2 3 2 2
5 3 2 5
DNMG150404-MT | 15.5|12.7|4.76 |5.16| 0.4 A A A
DNMG150408-MT | 15.5|12.7|4.76 | 5.16| 0.8 A A A
DNMG150412-MT | 15.5|12.7|4.76 | 5.16| 1.2 A A A
FEMI-EmMT DNMG150604-MT | 15.5|12.7|6.35|5.16| 0.4 A A A
Semi-finishing to
Roughing
DNMG150608-MT | 15.5|12.7|6.35|5.16| 0.8 A A A
DNMG150612-MT | 15.5|12.7|6.35(5.16| 1.2 A A A
DNMG150404-PM | 15.5|12.7|4.76 | 5.16| 0.4 A A A
DNMG150408-PM | 15.5|12.7|4.76 | 5.16| 0.8 A A A
‘ DNMG150412-PM |15.5|12.7|4.76 | 5.16 | 1.2 A A A
FFEMI-EMmIT
sfﬁ_ﬁnisfﬂngto DNMG150604-PM | 15.5|12.7|6.35 | 5.16 | 0.4 A A A
Roughing
DNMG150608-PM | 15.5|12.7|6.35|5.16| 0.8 A A A
DNMG150612-PM | 15.5|12.7|6.35|5.16| 1.2 A A A
DNMG150604L/R-ZC| 15.5|12.7 | 6.35|5.16 | 0.4 A A A A
ZJ/_:IEZ?C DNMG150608L/R-ZC| 15.5 | 12.7 | 6.35|5.16 | 0.8 A A A A

ANEHEFIES Recommended grade (Always stock available) o3ZiT 84 =] i%k4 S Make-to-order

11



Turning Inserts-Negative EHTIE-fA R Turning Inserts-Negative FHITIE-A R
. o e o 1
SNMG (90°Negative) SNMG (90°% £ &) TNMG (60°Negative) TNMG (60°f1 FEY)
H . A7 .
4 ZEH General Turning Inserts for Steel 1 ZEH General Turning Inserts for Steel
V BIFT5Good working conditions. O—fz T/t General working conditions xAkaE TiftUnstable working conditions
] i V[V|V|O|O|lO|X|X|X (o} (o} X | X | v V RIFTRGood working conditions.—fZ L)t General working conditions x A& T/t Unstable working conditions
90° 5
R S = 1B Al VIV|V|0|0JO XX X |V m viv|v| o|o|o|x|x|x ol |o X | X|v
- oc] ﬁg BELRE % TN viv|v|olo|lo|x|x|x|v
o I B MAEE. KEaS X | X %FE sEek X | x
- Sh | ww He e
R~f Dimensions(mm) CVD3#[&E (Coating) PVD#Z (Coating) §'
o eI A
=8 R E I; Ig 2 = iRas., Kes
Inserts Shape Type L lec!| T od r 211 ? ? ; H SRR
2 3 2 2
2
5 3 > R~F Dimensions(mm) CVDi#/Z (Coating) PVD:%[& (Coating)
SNMG120404-MT | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A =5 me H H H H
Inserts Shape Type g g g %
SNMG120408-MT | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A L jec | T 6d|r 1 1 1 2
EEMIAEMT 5 3 2 5
S gnmae © | SNMG120412-MT | 12.7 | 127 | 4.76 | 5.16 | 1.2 | |a A A
TNMG160404-PM | 16.5 | 9.525 |4.76 |3.81| 0.4 A A A
SNMG120404-PM | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A
T TNMG160408-PM | 16.5 | 9.525 |4.76 |3.81| 0.8 A A A
0T -
SNMG120408-PM | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A Semifinishing to
Roughing TNMG160412-PM | 16.5 | 9.525 |4.76 |3.81| 1.2 A A A
SNMG120412-PM | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A A
S*ﬁflfﬂ,l,-tﬁ,ﬂﬂ{ TNMG160404-CQ | 16.5 | 9.525 [4.76 |3.81 | 0.4 A A A
MRoughing | SNMG150608-PM |15.87515.875( 6.35 | 6.35 | 0.8 A A A
TNMG160408-CQ | 16.5 | 9.525 [4.76 |3.81| 0.8 A A A
SNMG150612-PM [15.875/15.875| 6.35 | 6.35 | 1.2 A A A e
Semiohmieting TNMG160412-CQ | 16.5 | 9.525 | 4.76 |3.81| 1.2 A A A
SNMG150616-PM [15.875/15.875 6.35 | 6.35 | 1.6 A A A
TNMG160404-MT | 16.5 | 9.525 |4.76 |3.81 | 0.4 A A A
SNMG190612-PM |19.05|19.05| 6.35 | 6.35 | 1.2 A A A
TNMG160408-MT | 16.5 | 9.525 |4.76 |3.81 0.8 A A A
SNMG190616-PM |19.05/19.05| 6.35 | 6.35 | 1.6 A A A
TNMG160408-MT | 16.5 | 9.525 |4.76 |3.81| 1.2 A A A
SNMG120404 | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A
priti-| &g
Standard Standard TNMG160408 16.5 | 9.525 |4.76 |3.81| 0.4 A A A
SNMG120408 | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A
TNMG160408 16.5 | 9.525 [4.76 |3.81| 0.8 A A A
SNMG120412 | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A A
TNMG160404L/R-ZC |16.5 | 9.525 |4.76 |3.81| 0.4 A A A A
SNMG120404L/R-ZC| 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A A
TNMG160408L/R-ZC | 16.5 | 9.525 |4.76 [3.81| 0.8 A A A A
SNMG120408L/R-ZC| 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A A E6F
L/R-ZC
pever / TNMG160412L/R-ZC |16.5 | 9.525 |4.76 [3.81| 1.2 A A A A
L/R-ZC SNMG120412L/R-ZC| 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A A A
/ ANEHEFRS Recommended grade (Always stock available) e3%iT 8 4 = Al %4 S Make-to-order
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Turning Inserts-Negative

VNMG (35°Negative)

ZEHITIF- 5 F R
VNMG (35°fAa 3 BY)

W4 ZEHI General Turning Inserts for Steel

v RIFTRGood working conditions. O—f& T iiGeneral working conditions x i TiiUnstable working conditions

= 2] ViVv|V¥|]0|O0|0|X X (o]
% TEEEN o X
T
%i ik
] é_ BE2RE
5 (A= N1
= R
R~ Dimensions(mm) CVD’#/Z (Coating) PVD;#&[ZE (Coati
L=} = H H H H
faddm s 4 2 4 i
Inserts Shape Type 8 8 8 7
L [gc| T od r 1 1 1 1
2 3 2 2
5 3 2 5
‘ VNMG160404-MT | 16.6 |9.525| 4.76 | 3.81 | 0.4 A A A
VNMG160408-MT | 16.6 |9.525| 4.76 | 3.81 | 0.8 A A A
FEMI-EMT
Semi-finishing to
Roughing VNMG160412-MT | 16.6 |9.525| 4.76 | 3.81 | 1.2 A A A
‘ VNMG160404-PM | 16.6 |9.525| 4.76 | 3.81 | 0.4 A A A
VNMG160408-PM | 16.6 |9.525| 4.76 | 3.81 | 0.8 A A A
EREMI-MAMT
Semi-finishingto
Roughing VNMG160412-PM | 16.6 |9.525| 4.76 | 3.81 | 1.2 A A A

AN TEHEIES Recommended grade (Always stock available) o3ZiT 8 4 == 1] i%kE S Make-to-order
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Turning Inserts-Negative

WNMG (80°Trigonal Negative)

FHITIH-
WNMG (80°HkHZ fa iy BY)

apc i

AV 14 °
W4 ZEH General Turning Inserts for Steel
Vv B#FTRGood working conditions. O—fZ Tt General working conditions x &z Tt Unstable working conditions
T K i viv|v|o|lo|o|X|Xx|X o o X | X
I% TEN v ololo|x|x|x
i ik x | x
od B BESR
g HREE, K& X | X
=| H RN
R~f Dimensions(mm) CVD3# 2 (Coating) PVD3#/Z (Coating)
G s 5|18 s s
| ts Sh T 8 8 8 7
nserts Shape ype L |lac| T | o¢d| r 1 1 1 g
2 3 2 2
5 3 2 5
WNMG080404-MT | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A
WNMG080408-MT | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A
FFEMIT-HEMT
Semi-finishing to
Roughing WNMGO080412-MT | 8.7 | 12.7 | 4.76 | 5.16 | 1.2 Al |a A
WNMGO080404-PM | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 A A A °
‘ WNMGO080408-PM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A .
HFEIMI-#AMmT
Semi-finishingto
Roughing WNMG080412-PM | 8.7 | 12.7 | 476 | 5.16 | 1.2 A A A °
WNMG080404-CQ | 8.7 | 12.7 |4.76 | 5.16 | 0.4 A A A
‘ WNMG080408-CQ | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 A A A
BT
Semi-finishing
WNMGO080412-CQ | 8.7 | 12.7 | 4.76 | 5.16 | 1.2 A A A
WNMG080404-43 | 8.7 | 12.7 |4.76 | 5.16 | 0.4 A A A
‘ WNMG080408-43 | 8.7 |12.7 |4.76 | 5.16 | 0.8 A A A
T
Semi-finishing
WNMGO080412-43 | 8.7 |12.7 |4.76 | 5.16 | 1.2 A A A
WNMGO080404L/R-ZC| 8.7 | 12.7 |4.76 | 5.16 | 0.4 A A A A
‘ WNMGO080408L/R-ZC| 8.7 |12.7 | 4.76 | 5.16 | 0.8 A A A A
E&F
L/R-ZC
WNMGO080412L/R-ZC| 8.7 |12.7 [4.76 | 5.16 | 1.2 A A A A A

ARNEHERES Recommended grade (Always stock available) e3ZiT 28 4 == ] i%k4 S Make-to-order




k= SIEESO ¥

P SIEESAI>

Turning Inserts-Positive FHITIR-ERE Turning Inserts-Positive FHITIR-EfAE
o, ® o, ® L >4 1
CCMT (80°Positive) /DCMT(55°Positive) CCMT (80°IEfAEY) /DCMT(55°IE &) SCMT (Square Positive) SCMT(EEARIERAE)
A 4 . Y4 .
4 ZEH General Turning Inserts for Steel 4 ZHl General Turning Inserts for Steel
VR#FTRGood working conditions. O—f& T i General working conditions X A2 I ¥ Unstable working conditions VR IRGood working conditions. 0—#& T :fiGeneral working conditions X R85 T Unstable working conditions
2 i VIviY XXX X X v = ] J[v[v] Jo X [x[x o X[ x[v
T i R 2N R L3 B vivivio|olo|[x|x|x|v
{&Z,. o R X | X 7 ¢% ey X | x
! 18 HESR He BESR
= TET DA A
3 ﬂﬁi?&.\:.ﬁ.%t:.% XX e [ RN XX
H VRREN = " e
R+ Dimensions(mm) CVDi#[& (Coating) PVDi#/= (Coating) R~ Dimensions(mm) CVDi#IE (Coating) PVDiR[E (Coating)
= BS H H H H
S =] = H H H H
Inserts Shape Type L lac!| T od r §‘ 3 3 7 i BS S S S S
: % % % % Inserts Shape Type L |oc| T | od 7 213 2% § '1/
5 3 2 5 2 3 2 2
5 3 2 5
CCMT060204-HM | 6.4 | 6.35 | 2.38 | 2.8 | 0.4 A A A A
SCMT09T304-HM | 9.525(9.525(3.976| 4.4 | 0.4 A A A .
CCMT060208-HM | 6.4 | 6.35 | 2.38 | 2.8 | 0.8 A A A A
CCMT09T304-HM | 9.7 |9.525| 3.97 | 44 | 04 A A A A SCMT09T308-HM  [9.525(9.525| 3.97 | 4.4 | 0.8 A A A .
CCMT09T308-HM | 9.7 |9.525| 3.97 | 4.4 | 0.8 A A A A
BAMI SCMT120404-HM | 12.7 | 12.7 | 4.76 | 5.56 | 0.4 A A A o
- CCMT120404-HM | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 A A A A Genaral Machining
Genaral Machininc CCMT120408-HM | 12.9 | 127 | 2476 | 556 | o8 A A A A SCMT120408-HM 12.7 | 12.7 | 4.76 | 5.56 | 0.8 A A A °
: . — > .
CCMT120412-HM | 12.9 | 12.7 | 476 | 556 | 1.2 A A A A TCMT (Triangle Positive) TCMT(ZAFEREY)
AY /4 °
CCMT060204-SL | 6.4 | 6.35 | 238 | 2.8 | 0.4 A A A A %I)-(J #FE ﬁu General Tu rni ng | nserts for Steel
CCMT060208-SL | 6.4 | 635 | 238 | 2.8 | 08 A A A A V R¥F TinGood working conditions. O—f TiitGeneral working conditions xAfaE LitUnstable working conditions
_ 2N VAR X | X X | x|V
CCMT09T304-SL | 9.7 [9.525| 3.97 | 4.4 | 0.4 A A A A T =
3 EEEN Viv|v|o|o|lo|[X|X|X]|V
CCMT09T308-SL | 9.7 [9.525| 3.97 | 4.4 | 0.8 A A A A — TS
A T-4EMNT {¢% 273 X | X
Semi-finishingto | ccMT120404-5L | 12.9 | 127 | 476 | 556 | 0.4 3
Roughing : ) A A 4 4 ad 1_ Iﬁt 2 BEsE
vi kv,
CCMT120408-SL | 12.9 | 12.7 | 4.76 | 5.56 0.8 A A A A TO‘L ;B THEL HES X | x
V R#FTRGood working conditions. O—f TifiGeneral working conditions x A fse LftUnstable working conditions H SERRELN
- i VvV IR x| x|V Rt Dimensions(mm) CVD;3%/E (Coating) PVD3&2 (Coating)
& TN ARER O X |X|X|V =g ] 'é' |§| 'é' |§|
I ©
ﬁ% et X | x Inserts Shape Type Llac| T |od]| r ? ? ? -1/
i L JIHNE a
S MAEE. hES X | X
= — TCMT090204-HM 9.6 | 5.56 | 2.38 | 2.5 | 0.4 A A A .
H LT
Rt Dimensions(mm) CVD3#[& (Coating) PVD3#/Z (Coating) TCMT090208-HM 9.6 | 556|238 25| 08 A A A o
Ut 2he < < g g TCMT110204-HM 11 | 635|238 |28 | 04 A A A o
Inserts Shape T - b . : !
P e L [oc| T | od | r 8 8 8 1
2 3 2 2 e TCMT110208-HM | 11 | 635|238 | 2.8 | 0.8 A A A .
Genaral Machining
CCMTO070204-HM | 7.8 | 6.35 | 2.38 | 2.8 | 0.4 A A A A TCMT16T304-HM | 16.5 |9.525| 3.97 | 4.4 | 0.4 A A A
‘ DCMTO70208-HM | 7.8 | 635 | 238 | 28 | 08 4 4 4 4 TCMT16T308-HM | 16.5 |9.525| 3.97 | 4.4 | 0.8 A A A
BRI 4
Genaral Machining DCMTLIT304-HM | 116 | 9.525| 3.97 | 4.4 | 04 4 4 4 4 AREHFIES Recommended grade (Always stock available) @3%iT 2 4 7= Al 3%kE S Make-to-order
DCMT11T308-HM | 11.6 | 9.525 | 3.97 | 4.4 | 0.4 A A A A

AR EHFIES Recommended grade (Always stock available) @3%iT 28 4 7= Al 3%E S Make-to-order
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Turning Inserts-Negative FHIDR-A R . . "
CNMé (80°Ne gative) CNMG(80°F’I$§2) Turning Inserts-Negative EHITIE-famR
s iﬂi‘ﬁﬁ c l e Fore l : n DNMG (55°Negative) DNMG(55° %1 fa BY)
5 ] General Turning Inserts for Stainless Stee PN
VRIFIRGood working conditions. 0—#& T fiGeneral working conditions X A% I flUnstable working conditi %ﬁ%ﬂiﬁu General Tu rnlng Inserts for Stalnless Steel
/, . U—3 ) W I 1T o AE L/, W | 1tons
= N o ol x X X N V RiF LGood working conditions. O—f& TiiGeneral working conditions xA#gxE LiiUnstable working conditions
A S 2 REFH vv|v[v|v|o|o]o|o]o| x| x| x|x|x|x|x]|o v = i o/X| |X| |X
I.C [ p ﬁ% Pus X X - g TG ViV|V|V|V|o|olo|O|O|X|[X|X|X|X|[X|[X|O|X|V
= 7]
we BEsE = ik x| [x
— |9
AL — T § WA Has v - Hs 562
Ry ~
H G T 5 ifas. #as v
R~ Dimensions(mm) CVD’#/Z (Coating) PVD:%[ZE (Coating) H SRR
| rf:":“h Tﬂ% 'g E' E Rt Dimensions(mm) PVD’#/Z (Coating)
nserts shape ype L |lac| T | ¢d| r e g Y
3 2 2 o )= H H H
0 5 5 = BS
Inserts Shape Type 2 2 5
5 7 T
L al.c T d)d r 1 2 1
CNMG120404-EF 129 | 12.7 | 476 | 5.16 | 0.4 A A 8 % %
CNMG120408-EF 129 | 12.7 | 476 | 5.16 | 0.8 A A
\ DNMG150404-MA 155 | 12.7 | 476 | 5.16 | 0.4 |e A °
BT CNMG120412-EF 129 | 12.7 | 476 | 5.16 | 1.2 A A
Finsh Machining
DNMG150408-MA 155 | 12.7 | 476 | 5.16 | 0.8 |® A °
CNMG120404-MS 129 | 12.7 | 476 | 5.16 | 0.4 A A A
AT T DNMG150604-MA 155 | 12.7 | 6.35 | 5.16 | 0.4 |e A .
CNMG120408-MS | 129 | 12.7 | 4.76 | 516 | 0.8 A A A Semé;f:l"g'f‘mgg to
FHEMT-HENT DNMG150608-MA 155 | 12.7 | 6.35 | 5.16 | 0.8 | @ A .
Semi-finishing t
e""Fir',ZLﬁn'g”g ® | cNMG120412-Ms 129 | 12.7 | 476 | 5.16 | 1.2 A A A
CNMG120404-MA 129 | 12.7 | 476 | 5.16 | 0.4 . A A
CNMG120408-MA 129 | 12.7 | 476 | 5.16 | 0.8 ° A A
$SITHANT
Sem&j:gﬁ?,:ggm CNMG120412-MA 129 | 12.7 | 476 | 5.16 | 1.2 . A A
CNMG120404-EM 129 | 12.7 | 476 | 5.16 | 0.4 . A A
CNMG120408-EM 129 | 12.7 | 476 | 5.16 | 0.8 ° A A
FREMI-FEMT
Semi-finishing to
Finshing CNMG120412-EM 129 | 12.7 | 4.76 | 5.16 | 1.2 ° A A

AR EHFIES Recommended grade (Always stock available) o3%iT 2 4 = A 3%E S Make-to-order
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Turning Inserts-Negative

FHIDR- R

SIEESOI 3

SNMG (90°Negative) SNMG(90°fa FBY) Turning Inserts-Negative FHITIR- AR
~ .
- TNMG(60°Negative) TNMG(60°fA fA5Y)
2 (R, I IS sl S 20 s A5 ZEHI General Turning Inserts for Stainless Steel
VR T RGood working conditions. 0—#& T'fiGeneral working conditions X A% I fiUnstable working conditions u g
90° = i 2 o)X = = v VR I RGood working conditions. O—f& ;R General working conditions X A2 LR Unstable working conditions
- 2 g g g
pp—— — TE i MRAR O|0|O|O|O|X|X|X|X|X|X|X|O]|X]|V = o 5 N X X
’ \ =
BN od] o o X| X L g TER viv][v[v|[v]o]o o x|x|x|[x|x 0
| w2 BELE Is pre X 5
— - z Was . Has v s :
Re U T ;o PEE.AS *—I-'GEJ_ eeeRE
H s
P 5 MHaS Has
R~ Dimensions(mm) PVDJ&IE (Coating) = H SRR
=g me H H H . . . . . -
S S S R~ Dimensions(mm) CVD’#/E (Coating) PVD;#[Z (Coating)
Inserts Shape Type L loc| T | od r 1; ; ‘1{
3 2 2
Uit £s L joc| T |6 | r |3 ] 7
SNMG120404-BF | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 |e| |a . Inserts Shape Type L . %
0 5 5
SNMG120408-BF 12.7 | 12.7 | 4.76 | 5.16 | 0.8 | ® A .
TNMG160404-EM | 16.6 | 9.525| 4.76 | 3.81 | 0.4 | ® A
FRIT SNMG120412-BF 127 | 12.7 | 476 | 516 | 1.2 | e A .
Finshing
TNMG160408-EM | 16.6 | 9.525| 4.76 | 3.81 | 0.8 | ® A °
SNMG120404-MA 12.7| 12.7| 476 | 5.16 | 0.4 | ® A .
SNMG120408-MA 12.7| 12.7| 476 | 5.16 | 0.8 | ® A ° TNMG160404-EF | 16.5 |9.525 | 4.76 | 3.81 | 0.4 | ® A °
$4EMI-HMT
Semifinishingto | SNMGI20412-MA | 12.7 | 127 | 476| 516| 12 (e| |4 . TNMG160408-EF | 165 |9.525 | 476 | 3.81 | 0.8 | ® A
inshing
SNMG120404-MS 12.7| 12.7| 4.76 | 5.16 | 0.4 | ® A °
TNMG160404-MS | 16.5 |9.525| 4.76 | 3.81 | 0.4 | ® A .
SNMG120408-MS 12.7] 12.7| 476 | 5.16 | 0.8 | ® A °
¥ THEMT TNMG160408-MS | 16.5 | 9.525| 4.76 | 3.81 | 0.8 | ® A °
Semi-finishing t e
em,{o:,ng'ﬁi,:gg 0 SNMG120412-MS 12.7| 12.7| 476 | 516 | 1.2 | e A ° HEEMT-AEINT
Semi-finishing to
Finishing TNMG160412-MS | 16.5 |9.525| 4.76 | 3.81 | 1.2 | ® A °
SNMG120404-SM 12.7| 12.7| 4.76 | 5.16 | 0.4 | ® A °
TNMG160404-MA | 16.5 |9.525| 4.76 | 3.81 | 0.4 | ® A .
SNMG120408-SM 12.7 | 12.7| 4.76 | 5.16 | 0.8 | ® A °
$AEMI AT
Sem}{;f:,“g'ﬁ?,:'g‘gt° SNMG120412-SM | 12.7| 127 | 476 | 5.16 | 12 |e| |a . sEmToRmT | MOl60408-MA ) 16.5 19.525) 4.76 | 3.81 | 08 | @ 4 °
Semi-finishing to
Roughing
TNMG160412-MA | 16.5 |9.525| 4.76 | 3.81 | 1.2 | ® A .
‘ TNMG160404L/R-ZC | 16.5 | 9.525| 4.76 | 3.81 | 0.4 | ® A °
5;5; TNMG160408L/R-ZC | 16.5 | 9.525| 4.76 | 3.81 | 0.8 | ® A °
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) . Turning Inserts-Negative EHITIR- AR
Turning Inserts-Negative FHITIR-a B3 oTyi : 2
- - WNMG(80°Trigonal Negative WNMG(80°HkHz f1 F BY
VNMG(35°Negative) VNMG(35°fa fa &) ( g g ) (80°BkAz fA AR BY)
A\ /4 . .
SEAMZEN G [ Turni ‘ ol l A5 ZEHI General Turning Inserts for Stainless Steel
Z; |X| enera urnlng Inse rts or Staln ess Stee VR IRGood working conditions. O—f& T fiGeneral working conditions X 425 IflUnstable working conditions
8 i o 0| X X X v
VER#FTRGood working conditions. 0—f% T 5t General working conditions X 742 Lt Unstable working conditions T £ BN VIV|V|V|[V]|O[O0|O|O|O|X|X|[X|[X|X |X|X]|O|X]|V
7 0 o[ x| [x] [x v s wX X, X
2 od} He EEER
32 TEEM VIV[V[V[V]|O|O[O|O|O| X[ X|X|X|X|X|X|[O|X]|V £ N v
1} o -
i e x| |x S P
o i - e -
H g EHELE Rt Dimensions(mm) PVD3&2 (Coating)
v
e y . . L B
H SERTEAR] Inserts Shape Type L|loc| T |od]| r i z '1/
3 2 2
R~f Dimensions(mm) PVD3%[E (Coating) 0 5 5
[ RS i A . WNMGO80404-EF | 8.7 | 12.7|4.76 |5.16 | 0.4 | ® A °
Inserts Shape Type 5 7 7
L jac| T |dd| r |3 2 1
0 z z T WNMGO80408-EF | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 | ® A .
Finishing
VNMG160404-EF | 16.6 |9.525| 4.76 | 3.81 | 0.4 | ® A . ‘ CIDTEAO RS | | 7 | Geild| Bl | Bl || O A
VNMG160408-EF | 16.6 |9.525| 4.76 | 3.81 | 0.8 | ® A . S ——— WNMGOB0408-MS | 8.7 | 12.7 | 4.76 | 5.16| 08 | ® 4 *
Semi-finishing to
Finishing WNMG080412-MS | 8.7 | 12.7| 4.76 | 5.16 | 1.2 A
VNMG160412-EF | 16.6 [9.525| 4.76 [ 3.81 | 1.2 | ® A °
WNMGO080404-MA | 8.7 | 12.7 | 476 | 5.16 | 0.4 | ® A °
VNMG160404-SL | 16.6 [9.525| 4.76 | 3.81 | 0.4 | ® A °
WNMGO080408-MA | 8.7 | 12.7 | 476 | 5.16 | 0.8 | ® A °
VNMG160408-SL | 16.6 [9.525| 4.76 | 3.81 | 0.8 | ® A . AE T T
Semi-finishing to
Roughing WNMGO080412-MA | 8.7 | 12.7| 4.76| 5.16| 1.2 | ® A
v WNMGO080404-EM | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 | @ A °
S::n*ﬁnﬂﬁsﬁggo WNMGO80408-EM | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 | ® A °
Finishing
WNMGO80404L/R-ZC | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 A
‘ WNMGO80408L/R-ZC | 8.7 | 12.7|4.76 | 5.16 | 0.8 | @ A °
E&F
L/R-zC WNMG080412L/R-ZC | 8.7 | 12.7 | 4.76 | 5.16 | 1.2
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Turning Inserts-Negative

CCMT(80°Postive)

FHIZIR/-ERAE

CCMT(80°IEfAEY)

EEWEHI General Turning Inserts for Stainless Steel

Turning Inserts-Negative

CNMG/CNMA (80°Negative)

EHITIR- AR

CNMG/CNMA(80°fa 3 BY)

VRIFIRGood working conditions. 0—#& T fiGeneral working conditions X A% I flUnstable working conditions

$EELZEH General Turning Inserts for Cast Iron

VR T RGood working conditions. 0—f& T iGeneral working conditions X A% T ftUnstable working conditions

i X X X v
2 BN viv|v|v|v|o|lololo|lo|x|x|x|x | x v
©
= ek X X
9]
()
3 BasRE
g MHES. thad
H FEREN
R~f Dimensions(mm) PVDi#/Z (Coating)
i S L H
Inserts Shape Type L |oc| T | ¢d r g 1
2 2
5 5
CCMT060204-SL 6.4 | 635|238 | 2.8 | 04 A °
CCMT060208-SL 6.4 | 635|238 | 28 | 0.8 A .
CCMTO09T304-SL 9.7 |9.525|3.97 | 44 | 0.4 A °
= CCMTO09T308-SL 9.7 [9.525|3.97 | 44 | 0.8 A
. El_ﬁ*fﬂ_ﬂiﬁ CCMT120404-SL | 12.9 | 12.7 | 4.76 | 5.56 | 0.4 A
emi-inishing CCMT120408-SL | 12.9 | 12.7 | 4.76 | 5.56 | 0.8 A
o . o 1
DCMT(55°Postive) DCMT(55°IE & HY)

AEEMZEH General Turning Inserts for Stainless Steel

VR I'RGood working conditions. 0—f&T:General working conditions X 7423 TR Unstable working conditions

i X X X v
g T ViV|V|[V|V|OlO[O|O|O|X|X|[X|X |X v
T2 5% X X
H# 0
(ZJR HESRE
s s
cg mAaE. fKas
H RSN
R~ Dimensions(mm) PVD’%[Z (Coating)
e Bs H H H
Inserts Shape Type § - -
l L|oc| T [o6d| r [3] |3 g
3 2 2
0 5 5
DCMT070204-SL 7.8 | 635 (238| 28 | 04 | @ A °
DCMTO070208-SL 7.8 | 635(238| 28 | 08 | @ A °
Mg T DCMT11T304-SL 11.6 (9525|397 | 44 | 04 | @ A °
Semi-finishing
DCMT11T308-SL 11.6 (9525|397 | 44 | 0.8 | ® A °

80° = w viojo v X X[
9]
R = S X X
a1.C T N
od] H= ik viv|v|olo VIX|X[X|[x]|v
M8
] Hg BezR
R T ‘;5 MAEE. KaE
H TREEN
R~ Dimensions(mm) PVD’%&[ZE (Coating) PVD3#[ZE (Coating)
= Eidg= H H
Inserts Shape Type 2 2
P P L|oc| T | ¢d| r 2 g
1 1
5 0
CNMG120404-TC | 12.7 | 12.7 | 476 | 5.16 | 0.4 A A
CNMG120408-TC | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
H¥EMT
Semi-finishing CNMG120412-TC | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A
CNMG120404-GH | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A
CNMG120408-GH | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
FEMI-AMT
Semi-finishing to CNMG120412-GH | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A
Roughing
CNMA120404 12.7 | 12.7 | 476 | 5.16 | 0.4 A A
CNMA120408 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
CNMA120412 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A
CNMA160608 16.1 | 15.88 | 6.35 | 6.35 | 0.8 A A
CNMA160612 16.1 | 15.88| 6.35 | 6.35 | 1.2 A A
Flat
CNMA160616 16.1 |15.88| 6.35 | 6.35 | 1.6 A A
CNMA190612 19.3 |19.05| 6.35 | 7.94 | 1.2 A A
CNMA190616 19.3 | 19.05| 6.35 | 7.94 | 1.6 A A

24

25



Turning Inserts-Negative

SNMG/SNMA (90°Negative)

FHITDR-RE

SNMG/SNMA(90°f: fa &Y)

¥ ZHl General Turning Inserts for Cast Iron

VR#FTRGood working conditions. O—f& T i General working conditions X A2 It Unstable working conditions

SEES@I I @

Turning Inserts-Negative

TNMG/TNMA (60°Negative)

SIEESAI

EHIDR- AR

TNMG/TNMA(60°f: A BY)

5 ZH! General Turning Inserts for Cast Iron

VR TRGood working conditions. O—f T iGeneral working conditions X A&7 I:fiUnstable working conditions

= X v|o|lo v X X |V
90° £ AEEIN X
= N — ITs
o\.C (TR " IR V|v|v|o]|oO VI X | X[ X|X]|V
O o i EEeE
SIS [oN
Re Ao T T ¥ ifas Kas
= H AR
R~t Dimensions(mm) CVDiR[Z (Coating) PVDi®/Z (Coating)
nserts Shape ype L |oc| T | od r g (15
1 1
5 0
SNMG120404-TC | 12.7 | 12.7 | 4.76 | 5.16 | 0.4 A A
i SNMG120408-TC | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
ST
Semi-finishing SNMG120412-TC | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A
SNMG120408-GH | 12.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
HEEMI-FEMT
Semi-finishing to SNMG120412-GH | 12.7 | 12.7 | 4.76 | 5.16 | 1.2 A A
Roughing
SNMA120408 12.7 | 12.7 | 476 | 5.16 | 0.8 A A
SNMA120412 12.7 | 12.7 | 476 | 5.16 | 1.2 A A
SNMA150608 15.88(15.88| 6.35 | 6.4 | 0.8 A A
SNMA150612 15.88(15.88( 6.35 | 6.4 | 1.2 A A
Flat SNMA190612 19.05(19.05| 6.35 | 7.9 1.2 A A
SNMA190616 19.05(19.05| 6.35 | 7.9 1.6 A A

= i v|io|lo v X X |V
s g TG X X
&% B¢k V|V oo VXX | x| x|V
odl He LR
3 [ I N=F3
= H TEEREREN
Rt Dimensions(mm) CVD&I&E (Coating) PVD’%&I& (Coating)
2 B H 4
Inserts Shape Type L lac!| T od . ? ?
1 1
5 0
TNMG160404-TC 16.5 [ 9.525 | 4.76 | 3.81 | 0.4 A A
TNMG160408-TC 16.5 [ 9.525| 4.76 | 3.81 | 0.8 A A
FFEINT
Semi-finishing TNMG160412-TC 16.5 |9.525 | 4.76 | 3.81 | 1.2 A A
TNMG160404-GH | 16.5 | 9.525| 4.76 | 3.81 | 0.4 A A
TNMG160408-GH 16.5 | 9.525| 4.76 | 3.81 | 0.8 A A
HEFEMI-EMT
Semi-finishing to
Roughing TNMG160412-GH | 16.5 |9.525 | 4.76 | 3.81 | 1.2 A A
TNMA160404 16.5 | 9.525| 4.76 | 3.81 | 0.4 A A
TNMA160408 16.5 [ 9.525| 4.76 | 3.81 | 0.8 A A
Flet TNMA160412 16.5 [ 9.525 | 4.76 | 3.81 | 1.2 A A
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Turning Inserts-Negative EHTIE-f R Turning Inserts-Positive E'ﬁ']?])#-]._l:ﬁjiﬂ
. o Q o 1
WNMG/WNMA (80°Negative) WNMG/WNMA(80°fa i &) CCGX (80°Postive) CCGX(80°IEfFE)
7 ° n A E\ 4 ° °
% ZHl General Turning Inserts for Cast Iron IR A ZFH General Turning Inserts for Aluminum
VR I RGood working conditions. O—f& L) General working conditions X A4 TR Unstable working conditions VR# I RGood working conditions. O—f& T’ General working conditions X R4 IR Unstable working conditions
T:n E) v|O|O0 v X X v = Ly lo) o X X X J
T g T X X o b5
I 80 g S X X
ﬁg ek viviviviolo[x[x[x|v]v x| x|[x|x]v NPT TS A
g C_f i L ek viv|v|v|v|o|ojo|o]| o] X X| x| x|v
od HE sEeR od [ F5 (R g8&8 o |o
= MAAS. has 1 B #g 5 -
= | H EREN I 33 MHREE. KE2
Rt Dimensions(mm) CVD:#/= (Coating) PVDi#/& (Coating) H PN
o - H H R~ Dimensions(mm) T% 2 (No Coating) PVD3%/Z (Coating)
FIIFI ﬂ"? S S
Inserts Shape Type L lac] T od - g ? = e il
1 1 Inserts Shape Type S |S
0 5 L |oc| T | od r é %
- A A
WNMGO080404-TC | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 CCGX060202KAK 64 | 635 238 | 28 | 02 | & |e
CCGX060204K-AK 64 |635(238| 28 |04 | a e
WNMGO080408-TC | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
1T CCGX09T302K-AK 9.7 |9.525(3.97 | 44 | 02 | 4 | @
Semi-finishing WNMG080412-TC | 87 | 127 | 476 | 5.16 | 1.2 A A CCGX09T304K-AK 9.7 |9.525(3.97 | 44 | 04 | 4 | @
FmMT CCGX09T308K-AK 9.7 |9.525(3.97 | 44 | 08 | A | @
WNMG080404-GH | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 A A Finishing
CCGX120404K-AK 129 | 127 | 476 | 556 | 0.4 | 4 |
CCGX120408K-AK 129 | 127 | 476 | 556 | 0.8 | o | ®
WNMG080408-GH | 8.7 | 12.7 | 4.76 | 5.16 | 0.8 A A
o . L] o I
DCGX(55°Positive) DCGX(55°IE &)
emi-Tinishing to
Roughing WNMG080412-GH | 8.7 | 12.7 | 4.76 | 5.16 | 1.2 A A VR I RGood working conditions. 0—f& T fiGeneral working conditions X F4&%E I fiUnstable working conditions
= i o o | X X X |V
2:; REFEEN v|{v|v|v|v|o|lo|o|o]|oO|X X| X | x|V
WNMA080404 | 8.7 | 12.7 | 4.76 | 5.16 | 0.4 A A T
5= s x| |x
He BasRE 0o
WNMA080408 8.7 | 12.7 | 476 | 5.16 | 0.8 A A %‘6 MHREE. KEE
=| H AN
Flat LR a7 | a7 | am | s | as N a R~ Dimensions(mm) Z %2 (No Coating) PVD#[Z (Coating)
= BS H|H
Inserts Shape Type L |agc| T |od| r ? §
0|0

DCGX070201K-AK 78 [635]238| 28 | 01 |A|6e@

DCGX070202K-AK 78 | 635]238| 28 | 0.2 (A | @

DCGX070204K-AK 78 (635238 | 28 | 04 |A| @

¥ET
Finishing DCGX11T304K-AK 11.6 |9.525| 397 | 44 | 04 | A | @

DCGX11T308K-AK 116 [9.525| 397 | 44 | 08 | A | @
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Turning Inserts-Positive ERTA-ERE Turning Inserts-Positive FHITIR-ERE
SCGX (90°Negative) SCGX(80°IEfEY) VCGX(35°Positive) VCGX(35°IEfARY)
oA s 8 A o s . .
e ®E % Hl General Turning Inserts for Aluminum IR A2 FH General Turning Inserts for Aluminum
VR#FTRGood working conditions. O—#&T:fiGeneral working conditions X R E I ftUnstable working conditions VR#FTRGood working conditions. O—f& T i General working conditions X &2 I R Unstable working conditions
fc i o O X|X X [V _ 2] (0 (0 X X X| v
15 i vV[V|V|V|v]|olojo|o]| [X]|X X|X|V \35° g R v|v|v|v|v|o|o|o|o|Oo|X| |X|[X|X]|V
4%% Hek X X @1.C N %g e X X
B HEER |o|o AR o] 3 g&2R |0 | O
Z TRas. Kae Re il fe
= | H XA - L T ;B MHEE, HKES
R~t Dimensions(mm) Fi&E (No Coating) PVD’%&I= (Coating) i PN
=X} A= o R~F Dimensions(mm) F % (No Coating) PVD:%[E (Coating)
Inserts Shape Type S|S
L |oc| T oOd r |12 fadr) s
0jo0 Inserts Shape Type H H
L |olc| T | od r i §
SCGX09T302K-AK | 9.53 [ 9.525 | 3.97 | 44 | 02 |4 | ® 00
eyl
%7 \ SCGX09T304K-AK 9.53 | 9.525 | 3.97 4.4 04 | A | @
—L )' VCGX110301K-AK 11 | 6.35(3.18| 2.8 | 0.1 A L]
”M‘(; SCGX09T308K-AK 9.53 | 9.525 | 3.97 4.4 08 (A | @
—
¥EhT SCGX120404K-AK | 12.7 | 12.7 | 476 | 556 | 0.4 | A | ® VCGX110302K-AK | 11 |[6.35(3.18| 2.8 [ 02 | A | e
Finishing
SCGX120408K-AK | 12.7 | 12.7 | 476 | 556 | 0.8 | A | ®

VCGX110304K-AK 11 |635|3.18( 28 | 04 | A | e

TCGX(60°IEf#Y)

VR#IRGood working conditions. O—fg L/l General working conditions X F42E L/t Unstable working conditions

VCGX110308K-AK 11 |{635|3.18( 28 | 0.8 | A | e

= i o o|x X |V BT
5 Finishing
T I8 AN V| v|v|Vv|v|o|lo|Oo|O|O|X X | X|x |V
=
1—“58 iz X X VCGX160402K-AK | 16.6 [9.525| 4.76 | 4.4 | 02 | A | ®
og 1 He BesR oo
7oE= %‘ Has. Kas
= H EERE VCGX160404K-AK | 16.6 |9.525|4.76 | 4.4 | 0.4 | A | e
R~t Dimensions(mm) T (No Coating) PVDJ&E (Coating)
[t BS H|H VCGX160408K-AK | 16.6 |9.525|4.76 | 44 | 0.8 | A | e
Inserts Shape Type L gl.C T od r i g
0|0

VCGX160412K-AK | 16.6 [9.525| 4.76 | 4.4 | 1.2 A L]
TCGX090202K-AK 9.6 | 556 | 238 | 25 02 | A | e

TCGX090204K-AK 9.6 | 556 | 2.38 | 2.5 04 |A| @

TCGX110202K-AK 11 6.35 | 238 | 2.8 02 |A| @

TCGX110204K-AK 11 6.35 | 2.38 2.8 04 | A | @

T TCGX110202K-AK 11 6.35 | 2.38 2.8 08 (A | @
Finishing

TCGX16T302K-AK 16.5 | 9.525 | 3.97 4.4 02 | A | @

TCGX16T304K-AK 16.5 | 9.525 | 3.97 4.4 04 | A | @

TCGX16T308K-AK 16.5 | 9.525 | 3.97 | 4.4 08 | A | @
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Turning Inserts-Positive

DCGT(55°Positive)

FHITIH-EfR
DCGT(55°IE &)

Turning Inserts-Positive

TBGT(60°Positive)VBGT(35°Positive)

FRITR-ERE

TBGT(60°IEfAE!)VBGT(35°IEfAAY)

INEHINT Small Parts Processing

/INEHINT Small Parts Processing

v R#F TR Good working conditions. 0—f& T fiGeneral working conditions X 7% T flUnstable working conditions

VR I RGood working conditions. 0—f& L) General working conditions X A48 L)% Unstable working conditions

= N v 0 o] X X | X[
55"/ 3 AN VIV V[V |VY]OO|O|0| X | X|X|X |V
Is
] 5" o FFER X
. 0. sesE
Q.
T % MHAEE. RES
= H TEEREEEN v
R~F Dimensions(mm) PVD&IZ (Coating)
Pl Bs g g g
Inserts Shape Type 5 5 1
L 21.C T 0d r 1 i 0
3 2 0
0 0 1
DCGT070201L/R 7.8 | 635|238 | 2.8 0.1 A A A
DCGT070202L/R 7.8 | 635|238 | 2.8 0.2 A A A
a DCGT070204L/R 7.8 | 6.35| 238 | 2.8 0.4 A A A
i DCGT11T301L/R | 11.6 |9.525| 3.97 | 4.4 | 0.1 A A A
inishing
DCGT11T302L/R 11.6 | 9.525| 3.97 | 44 0.2 A A A
DCGT11T304L/R 11.6 | 9.525| 3.97 | 44 0.4 A A A
DCGT070201L/R-B| 7.8 | 6.35 | 2.38 | 2.8 0.1 A A A
DCGT070202L/R-B | 7.8 | 6.35 | 2.38 | 2.8 0.2 A A A
a DCGTO70204L/R-B | 7.8 | 6.35 | 2.38 | 2.8 | 0.4 A A
v DCGT11T301L/R-B | 11.6 | 9.525| 3.97 | 4.4 0.1 A A A
BmT
Finishing
DCGT11T302L/R-B | 11.6 |9.525| 3.97 | 4.4 0.2 A A A
DCGT11T304L/R-B | 11.6 | 9.525| 3.97 | 4.4 0.4 A A A

32

K M v o o | X X | X | ¥
£ AEEN V| v | v|v|v|o|lo|lo|o|Xx |[X|[Xx|Xx]|V
= 2 ek X | x
He BesR
o
*g MAEENES
= H FEEEN v v
R~F Dimensions(mm) PVDi#/Z (Coating) F#E (No Coating)
i BS 'é' g g
Inserts Shape Type L oI.C T od r 1 I L
3] 2 0
0 5) 1
TBGT060101L/R 6.4 3.97 1.59 2.3 0.1 A A A
TBGT060102L/R 6.4 3.97 1.59 208 0.2 A A A
T
Finishing
TBGT060104L/R 6.4 3.97 1.59 23 0.4 A A A
VE#IRGood working conditions. O—f& T General working conditions X A& Tt Unstable working conditions
£ v 0 0 X X X v
. g TR VIV Vv|v|v]o|lo|o|lo|X |X |X|x|V
= ik x | X
z{ g BE2RE
§ MHREE. has
H TRREN v v
R~f Dimensions(mm) PVD’&[Z (Coating)
=& s
Inserts Shape Type
P yp L |ec| T | ¢d r
VBGT110301L/R-H 11 6.35 3.18 2.8 0.1 A A A
VBGT110302L/R-H 11 6.35 3.18 2.8 0.2 A A A
VBGT110304L/R-H 11 6.35 3.18 2.8 0.4 A A A
L /
BT VBGT110308L/R-H 11 6.35 3.18 2.8 0.8 A A A
Finishing
VBGT160402L/R-H 16.6 | 9.525 | 4.76 4.4 0.2 A A A
VBGT160404L/R-H 16.6 | 9.525 | 4.76 4.4 0.4 A A A
VBGT160408L/R-H 16.6 | 9.525 | 4.76 4.4 0.8 A A A

33



BRI RS TE

Grade Informations

BEITIFES A

Grade Informations

S

Grade

ISO

IRESRE
Types of Coating

REAER
Coating

Composition

5 R &M A
Features And Applications

FemhE
=
Grade

ISO

REE
Types of
Coating

=217
Coating
Composition

15 = K& M A

Features And Applications

HS1001

P20 ~ P35
M20~M35

PVD
t¥e
Multiple-Color

AITIiCrSiN

1 RARGESENARNERS SRR, SRR REHEPVD
nE, BENSHMEEIHERELE.

2 BT BN EFIE BtHI N T,

1.Using the fine-grained cemented carbide substrat with low
cobalt content,combined with high excellent performance of PVD
nano-coating,it has excellent wear resistance and high
temperature resistance.

2.1t is suitable for semi-finish and finish milling of hardened steel.

HS5231

P15~P35

CVvD
"HE

Yellow

MT-TiCN+Al ,0;+TiN

1. XASREMNSTMNERS SRR, S5ENENECYD
RE, BENSTETTREIMEE.

2 ERT IR RIASERBSRIN T,

1.Using high strength and toughness cemented
carbide substrate,combined with thin Al,O,CVD
coating,it has excellent performanceof wear resistance
and impact resistance.

2.It is suitabe for semi-finish proceesing of steel
milling.

HSO01

P10~P25
M15~M25
K10~K25

TRE
Uncoated

1.TICNEE£EMEERS, H)RERIERBEN. MEERAIRRAE
SEHEHI=E5EE, FRIDNBHNTEYE. LEERnE T EER
MRE.

2IEATNM. FHEN. FHRSRIAE. FEINT.

1.TiCN-based cermet grade,fine dispersion hard phase
particles,bonded phase reinforcement and annular phase
structure control are combined to show excellent wear
resistance,red hardness and crescent hole wear resistance.

2.It is suitable for finishing and semi-finishing of
steel,stainlesssteel,cast iron etc.

HS5130

P15~P35
M10~M30

CVvD
EE
Black

MT-TiCN+AI ;0;

1. RAPHERONSHEEES SRR, BEMAREIRTICNAD
BARERIALORE, BEBMFIBERENTISEERE.
2LERTESW. KRN, MENRAFETFIEGINT.
1.Using high toughness gradient cemented carbide
substrate with medium Cobalt content,matched with
fine crystalline columnar TiCNand ultra -fineAl203
coating, it has excellent performance of chipping
resistance and high temperature resistance.

2.It is suitable for semi-finishing and roughing
processing of alloy steel,carbon steel and stainless
steel milling.

HSO01

P10~ P25
M10~M25
K10~K25

Toir=

Uncoated

1.TICNEESEEERS, BE195. EuMAESR, RSN, RS
THRIREEFIM S,

2IERTINE. B, SFERIROREE. FEstEInT.
1.TiCN-based cermet grade,with uniform,grain refinement
structure,annular phase structure,improve the strength andwear
resistance of the material.

2.It is suitable for finishing milling and semi-finishing milling of
steel,stainless steel and cast iron materials.

HS5130

K15~K35

CVvD

=26
Black

MT-TiCN+ALO

1. hERRAGETIMEERR, EEMT-TICNFIENAI03 7 FET
2, BERFR7)OEEMIN R,

2 BRI HRRTAREE A BRI .

1.Using strong toughness substrate of medium crystal
grain,combined with MT-TiCN and thick Al203 coating
process,it has excellent edge strength and
performance of wear resistance.

2.1t is suitable for roughing and semi-finishing
processing of cast iron milling.

34

HS7125

P10~P25
MO05~M25
S05~S25

PVD

REE
Gray -black

TIiAIN

1. RATHERNTREHER, SEPRERTAINGE, BAR
YFROEFIIEFNEAERE.

2L ERTEEW. AFEN. SESESFMERFE. BIRiiT.
1.Using sub-micro crystalline substrate withmedium
Cobalt content,combined with nano-crystalline
TiAINcoating,it has good strong toughness and
general processing performance.

2.lt is suitable for semi-finishing and finishing
processing ofalloy steel,stainless steel, high
temperature alloy and other materials milling.

HS5130

P15~P30
M15~M30
S$15~S30

PVD
*EE
Gray -black

TIAIN

1. e EMRMRN PR, BERBAETNTIAINGRE,
BERFHIEELSSS. MEMAEMMLEE.

2L ERATESN. AFEN. BESESFMERFEHEIT, 7
W, NANGHIEERES,

1.The fine-grain medium cobalt substrat with high
wear resistance is match with high universality of
TiAIN coating,it has good film -based adhesion,wear
resistance and oxidation resistance.

2.1t is suitable for semi-finishing milling of alloy
steel,stainless steel,superalloy and other materials,and
is the preferred brand for steel and stainlesssteel
milling.
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Milling Inserts Milling Inserts
RCHT/RDHT/RDKW/RPMW/LNMU/LOGU/LPGT HeH TR WNMU/WPMT/SNMX/SNGX/SPKR “eHI TR
. ° A\ V4 ° °
FiHI71E Milling Tools ¥tHI 71 R/ Milling Tools
VR#FIRGood working conditions. O—fg T/l General working conditions X g E LtUnstable working conditions ‘/_EI‘HI’RGOOd working conditions. O—T fiGeneral working conditions X 427 TlUnstable working conditions
_ N 0 0 x| x o I = i o ° X X
= 2 S o|o
5 T o |x|[v|v|v|[v]o|lo|lo|lx|v]|v]x T Z;ff O X VIV Y oY j i
Is o
g %U) Pk v | X H g P
o
e esR £ e fas v X
5 MHAES. tase V| ox = | H R
= s : : R - R -
H FEREEN Rt Dimensions(mm) CVD3&[& (Coating) PVDi&/E (Coating)
Rt Dimensions(mm) CVDi&[E (Coating) PVDi&/= (Coating) T T|T
7 = = RS ¢ c|c
= s H H H | H 2 11
Inserts Shape Type 5 s 23 Inserts Shape Type o1.C T Od Re 0 210
21.C T (Dd a 1 1 9) 1 3 2 |2
3 2 2 |3 5 515
3 5 510
= A A
RCMTO602MO 6 . a N WNMUO040304EN-GM 6.25 3.1 3.3 0.4 O
WNMUO050408EN-GM 8.8 4.2 3.4 0.8 U ° | A A
RCMTO0803MO 8 o A LN N
WNMUO060408EN-GM 9.525 4 3.5 0.8 . ° | A A
RCMT1204MO 12 . A o | A
WNMUO80608EN-GM 14.02 6.65 6.2 0.8 . A A
RCMT1606MO 16 * 4 ° |4 VR# I RGood working conditions. O—f& T’ General working conditions X F4&E TR Unstable working conditions
RDKWO0803MO 16 ° A A s i o o X | X
‘f 2 AN O X |V |V |Vv]|v|o|o|Oo|X |V |V]|X
RDKW1003MO 7 . A o | a “, ﬁ% ik v | x
& i He BELR
RDKW10T3MO 12 . A o | A - %.C‘) REE. Kease v | X
— i g = | H RN
‘ O RDKW1204MO R~ Dimensions(mm) CVD3%[Z (Coating) PVDi%/Z (Coating)
\ / RDKW1605MO =& Be g4 g A R
Inserts Shape Type L a1.c T r bs g g % g ;
RPMW1003MO . A * | A 2 1 5 0 0
RPMT1204MO-DL . A o | & SNMX1205ANN-M 12.7 | 12.7 | 5.59 1.5 . . . A | A
SNMX1205ANN-GM 12.7 | 12.7 | 554 | 1.2 o o ° A | A
RPMT1204MO-RL L4 A A
SNMX1205ZNN-M 12.7 | 12.7 | 5.54 2 . . . A | A
VR IRGood working conditions. O—f T’ General working conditions X 742 TR Unstable working conditions
SNMX120512-FM 16 16 | 6.38 2 o o o A | A
Re 5 2 (] o X | X
% AR O X |V |V |V |~v]|]O|O|O|X |V ]|V ]|X SNMX1306ENTN-M 12.7 | 12.7 | 5.59 1.5 . ° . A | A
= v x
iy 3 wX SNGX1306ANTN-M ° ° . A | a
Be EELR
< mhE®. $Ae v x SPKR1504EDR/L - - . A
= H A SPKN1504EDR e . A
— - : - : SPKN1203EDR o | o . A a
R~ Dimensions(mm) CVDi#/Z (Coating) PVD’#I=E (Coating)
o )= SPUN1504 o o ° A | A
fddm ith=) g E‘ '; g
Inserts Shape Type L S w od Re g T % ; SPUN1904 e | o . A | A
2
3 5 s 10 TPKN1603PDTR o | e A AN A
LNMUO303ZER-MJ | 11.9 | 3.75 | 6.00 | 2.85 | 1.2 | ® A o | a T E o | N ala
A A A
LNMUO303ZER-ML | 11.9 | 3.75 | 6.00 | 2.85 | 1.2 | * A A TPUN160308 il
TPKN2204PDTR . . A A | a
LOGUO030310ER-GM 12.0 | 3.96 | 6.22 | 3.45 1.0 . A A TPUN220408 . . A Al A
LPGT010210ER-GM | 6.26 | 2.19 | 4.19 | 2.10 | 1.0 A o | a TPKR2204EDR o | o R AL A
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Milling Inserts

Milling Inserts

=N \II
SEEN/SEMT/SEMR/SEKR/SEKT/WDMW/JDMW Za: 1A a] XOMX/JDMT EEITI A
s ° ° Vi ﬁ . °
#tEI71 A Milling Tools #iHI7]F Milling Tools
VR I RGood working conditions. 0—fz TR General working conditions X F#2&E IR Unstable working conditions VR T RGood working conditions. 0—#& T:General working conditions X R85 L/t Unstable working conditions
=y _ i o o X| X s 8 o 0 X | X
| ©
* B RN o|X|v|v|v|v|o|lo|o|Xx|v|Vv]|X I% TGN ol x| vi|~v]|v]v]o]lo|lo|x|v]v]x
& =
’ ."-"T ! I§ e v | x W va & Iﬂ( HS 25373 v X
1 e L] IZ 9 s56eE
§~2« B BELR < |#s
Hg % Has. Kas v | x
l L . T g MREE REE =y e ——
H EEREEN R~} Dimensions(mm) CVD3% 2 (Coating) PVD#[Z (Coating)
R~t Dimensions(mm) CVDi#/Z (Coating) PVD%[E (Coating) H H | H H
=] =
= an BS S s | s | s
Inserts Shape Type 5 7 5 5
H H|H|H
= = : B I R : i3 |
Inserts Shape Type L o1.C T Od a 1 > 1313 1 510 0
2 2| 3|2
2 5/0]0
XOMX120408TR | 10.2 | 3.85 | 6.90 | 2.96 | 0.8 o ° A A
SEEN1203AFTN 12.7 | 12.7 | 3.18 / o o | A | A
SEENIS04AFTN SRTE) ST et * 1At g XOMX120420TR | 12.7 | 5.07 | 8.20 | 3.85 | 0.8 . e | 4| a
SEMR1203AFTN 12.7 3.18 2.3 . o | A | A
XOMX120412TR | 12.7 | 5.05 | 8.20 | 3.90 | 1.2 . . A A
SEMR1504AFTN 15.875|15.875| 4.76 3.2 . e | A | A
SEKR1003AFEN 1039 | 10.39 . o lala VR#F TR Good working conditions. 0—fR TR General working conditions X F#2E L Unstable working conditions
= G2 o o X | X
S =
SEKR1203AFTN 127 | 127 | 318 | 23 . o e g REEN olx|v | v]|v]|v|iolo]o|[ x| v][v |x
<7 / Is
w @ og B3 K Vo X
SEMTI3T3AGSN-DM | 13.4 | 13.4 | 397 | 4.4 . o ala X ) ! Be e
s MAREE KES
SEKR1204AFTN 127 | 127 | 476 | 55 . o |ala L = H SRR
VE#TRGood working conditions. 0—fR TR General working conditions X F#2E TR Unstable working conditions R~ Dimensions(mm) CVDi#[= (Coating) PVD3&2 (Coating)
5 i o © XX = BE B
g TN o|x|v|v|v|olofo|[x|v|v]|x Inserts Shape U Ll s | W/ od| Re 40083
TE 2 2 3
#% ik V| X 2123
E% BE2RE
¥ A, Has - JDMTO70204R | 7.1 |2.45 | 4.25 | 1.9 | 0.4 o | 4 | a
= | PR :
JDMTO070208R | 7.1 | 2.45 | 425 | 19 0.8 ° A A
R~f Dimensions(mm) CVD3#[& (Coating) PVD%[E (Coating)
H|HI[H
= Bs s|s|s
Inserts Shape Type ol.c T B Re 74 g
2 (312
5010
/\ WDMWO06T320ZTR 10.0 3.97 1.20 2.00 ° | A A
'/
@ WDMWO08520ZTR 13.0 5.50 1.50 2.00 o | A | A
v WDMW10X620ZTR 13.0 6.00 1.20 2.00 o | A | A
JDMWO09T320SR 9.53 3.97 1.80 2.00 e | A | A
//\ .
4 @ JDMW120420SR 13.0 5.50 1.50 2.00 e | A A
JDMW140520SR 13.0 6.00 1.20 2.00 o | A | A
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Milling Inserts Milling Inserts

BLMP/MPHW SEHITI A SDMT/SOMT SEHITI A

g g R0t SE8IT]E Milling Tools
VRYFIRGood working conditions. 0O—#§ TR General working conditions X 487 IR Unstable working conditions g i _ i _ i _
= o 5 B X T x VR#FTRGood working conditions. O—f# T:fiGeneral working conditions X A4& 7 T it Unstable working conditions
2 [ T o] x v v [v]v]o]olo[x|[v][v]x = ! o o X | X
%F% P v x |5 TR O|X |V|[V| V|V |O]|O|O|X |V |V |X
7§ ] T3
AN fitthas. o V| x g 2 ik v | x
2 | u ) B FezR
Rt Dimensions(mm) CVD3%[E (Coating) PVD3&/E (Coating) g &S, AES VX
e e |g |é| |é| |g H EETEEN
Inserts Shape Type L S W od Re g i -1’ E Rt Dimensions(mm) CVD3#JZ (Coating) PVD3#/Z (Coating)
3 31212
1 0[5]5 o H H H H
e = : M
BLMP0603R-M 90 | 373|639 | 31 | 1.0 | e Alala R nserts Shape Type oLc | S L | 6d | Re . 2 1111
3 2 3 2
1 5 0 0
BLMP0904R-M 119 | 4.79 | 9.15 4.1 13 ° A| A | A N
" A
VR I RGood working conditions. O—#& T/fiGeneral working conditions X R85 T/ Unstable working conditions SR D) dags | aE | e S 12 * ¢ A
= E] o o X | X
T 2l ™M TEN o | X v | v vV ]o|lolo|X|v|Vv][Xx
= 5k v X
s b
H E ZEom SDMT120412-DM 127 | 476 | 12.7 | 4.4 1.2 . o | A | a
< HREE . hES v | x
2l H R
R~ Dimensions(mm) CVD3% /2 (Coating) PVD;%& [ (Coating) 7j SDMT120512 1266 | 554 | 12.66 | 44 12 ° e | A4
=& ms S8 ’
Inserts Shape Type 507 |7 /
- s W h Re 113413 SDMT150512 15.875 | 5.56 [15.875| 5.5 | 1.2 . o | A | a
0|5]5
A A A
SREDE Lok E s SDMT1205ZDTN 12.7 | 554 | 12.7 | 46 0.8 . o | A | A
APMT1135PDR-H2 3 0.8 A | A| A
SDMT1505ZDTN 15.875| 5.56 |15.875| 5.5 0.8 . . A A
APMT1135PDER-DL 3 0.4 A | A4 o - =
VR# T RGood working conditions. O—f T'fiGeneral working conditions X R4 I Unstable working conditions
= m o o X | X
= A A A =
APMT1135PDER-KZ 3 0.8 pffo N % T o X viviviviol o o X | v v X
| \ 52 B v | X
APMT160408PDER A | A| A °lC 5 )
~( w2 EE2E
vl
APMT1605PDER-DL A | A| A g iEE. Kes v X
APMT1604PDER-KZ A | A| A H EETEEN
R~f Dimensions(mm) CVD&E (Coating) PVDRE (Coating)
o A A A
APMT160408-H2 _ _ H H H H
i ns S S S S
APMT160416-H2 A| A |4 Inserts Shape Type o1.c S L od Re g ; ? i
3 2 3 2
APMT160420-H2 A | A A 1 5 0 0
APMT160430-H2 A | A | A
SDMT100420ER 10.39 | 4.59 |10.39 | 46 2.0 0 o eles
APMT160432-H2 A A4
APMT160440-H2 Al A|a SDMT140520ER 14.16 | 556 | 14.16 | 5.8 2.0 o o | A | a
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PNMU/ONMU

Milling Inserts

(211108 al

¥tEI 71/ Milling Tools

VR IRGood working conditions. O—f& T’ General working conditions X A48 TR Unstable working conditions

£ o o X | X
< TGN olx |[v|v|v|v]o o | x v x
%g 3 v | X
8 BESR
B3
s Has. ®as v | x
=
H TR
R~ Dimensions(mm) CVDIRE (Coating) PVD3#/Z (Coating)
=& Bs H H|H H
Inserts Shape T
P DB olc| S | L | 0d | Re |3 2023
3 2132
1 5|00
PNMUO905XNER 134|619 | 93 | 464 | 08 | 4 o | A | A

VRIFLRGood working conditions.

= E3% (o] X
3 BN olx|v|v|v|v]o x| v | v ]| x
[
L= ek v | X
_ [, #ZE g
; 18 eeR
g MHAEE. KEE v X
= H SERE
R~F Dimensions(mm) CVD’R/Z (Coating) PVD’% & (Coating)
fadd- NS g E' g g
Inserts Shape Type
P yp olC | S ap | BS | Re 2 a3 2
3 2 3 2
1 5 0 0
. ONMUO050505-PM 13.0 | 5.5 3.5 5.0 0.5 . . A A
ONMU080608-PM 20.2 | 5.79 | 6.9 6 0.8 . ° A A

42

ARTFHEFIS Recommended grade (Always stock available) o3%iT 8 4 == ] %% S Make-to-order

HNGX/XNEX

Milling Inserts

BEITIA

#tEI 71/ Milling Tools

VRIFTRGood working conditions. 0—f& T i General working conditions X A2 It Unstable working conditions

— i o (o} X | X
.©
i 5 TER ol x|v|v|v|v]olo]o [x|v]v]x
TS X
Sl B wix !
v ] 5l é’_ aeeRE
- — é fitEE. KEaS® V| X
H AR
R~ Dimensions(mm) CVD3%[E (Coating) PVDi#/Z (Coating)
[ ne q 9198
Inserts Shape Type olc| S | L | od | Re |3 R
3 3 2 2
1 (0] 5 5]
HNGX0906ANSN | 16,5 | 635 | 9.1 | 49 | 1.0 | o o | A | a

VR#FIRGood working conditions. O—f& T/l General working conditions X R42E L/t Unstable working conditions

G2 o o X | X
5 TR o|x|v|v|v|v]o|lo|o[x|v|v]|x
T= ik v | x
&
0 seeR
35
s MAEE. KES v | X
= n PR
R~F Dimensions(mm) CVD#[& (Coating) PVDi&/& (Coating)
H|H|H
- e ! 51713
Inserts Shape Type BI.C s L od Re g % % %
3 0 5 5
1
XNEX040304TR 6.71 | 3.29 4.3 3.1 0.4 ° o | A | A
XNEX040308TR 6.71 | 3.29 | 43 3.1 0.8 . o | A | A
XNEX080608TR 1248 | 6.45 | 8.0 | 465 | 0.8 ° A | A

ANEHEFIES Recommended grade (Always stock available) o3ZiT 84 =] %4 S Make-to-order
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TOGT/TPMT LTI/ 800 Series TR

RASETIA il = il
- 73
*FLE5 71/ Deep-hole Drilling Inserts #FLEETIH Deep-hole Drilling Inserts
VRIFTRGood working conditions. 0—f2 T fiGeneral working conditions X 742 T flUnstable working conditions VBT R Good working conditions. O—f T:iGeneral working conditions X R T RUnstable working conditions
= ©
- é TEEH O X |V|V|V|V|[Vv|Oo|Oo|O|O|O|X|V|V|X]|X T 5 T ol x lolvlivivivliolololo lolx v vIixlx
[
Be sEeR 11em 0 BEeR
X~ o
S ﬂﬁimﬁ;ﬁ EIN=E v T /i RER\ % iAEE. KEas v
- PN FEin7I - Peripheral blade = | H RN
R Dimensions(mm) CVDi#I= (Coating) PVD#/= (Coating) R~ Dimensions(mm) CVDi&E (Coating) PVD:&2 (Coating)
= BS i H|H
. b = H H|H
Inserts Shape Type IC | Re | PL | T |Fig |3 73 Inserts Shape Type e =S
3 23 W L T Re 3 1|1
1 0|0 3 3|3
1 0|0
TOGT070304-DT 769 | 0.4 |195| 2.3 1 A o | A
800-060308H-P-G 8.0 6.50 3.18 0.8 A o [ A
TOGTO080305-DT 855 | 0.5 | 2.2 | 2.8 1 A o | A
800-060308H-P-L 8.0 6.50 3.18 0.8 A e | A
N2\
TOGT090305-DT  19.321 0.5 | 3.0 | 3.0 | 2 | 4 °| 4 800-08T0308H-P-G | 9.0 | 850 | 3.97 | 08 | a o |a
TOGT100305-DT |9.23| 05 | 32 |33 | 2 | 4 o|a -6 800-08T0308H-P-L | 9.0 | 850 | 3.97 | 0.8 | a o | a
- -P- . . . . A A
TOGT110405-DT 104 | 0.5 | 3.4 | 3.8 2 A o | A AU TNEM Y A e 0 ¢
800-09T308H-P-L 9.0 9.68 3.97 0.8 A * | A
TOGT120405-DT 1159 05| 3.6 | 43 2 | A e | A
800-11T0308H-P-G 9.0 12.75 3.97 0.8 A e | A
- . . : 5 A A
TOGT130408-DT 12.85 0.8 | 4.57 | 4.76 2 ° 800-11T0308H-P-L 9.0 12.75 3.97 0.8 A e | A
TOGT140510-DT |16.85| 1.0 | 5.43| 5.26| 2 | 4 o | a N l_fljj #I- HIH
*FLELTIF Deep-hole Drilling Inserts
N - il RGood working conditions. 0—f& T/General working conditions X 125 T/ftUnstable working conditions
,5'?3 eep-hole Drilling Inserts VB4 TRGood working conditions. O—# T’ General working cond FE T RUnstable working cond
- i o o o X X X
VRFIRGood working conditions. 0—fz L) General working conditions X R4&%E ) Unstable working conditions . [t g TN ol x lolvivlivliviololololo!l x|lv!|vlx!|x
¥ S
= i o X X X ﬁ% %zﬁ e v X
9] 172 9
. g N O X |V|V|V|V¥|Vv|O|lO|O|O|O X |V |V |X|X - H 2 sEeE
B> i M 3 B 2 hES. e v
H. 'g ﬁ@,@ﬁ h2JJ H Center blade ;O H SR
5 mRaE, Kas v R Dimensions(mm) CVD3%/E (Coating) PVD3&/E (Coating)
s Fach 8177 =l n R
- - . - . - & BS i )
R~F Dimensions(mm) CVD# = (Coating) PVD’&IZ (Coating) Inserts Shape Type - 1 T = g i i)
3 2|3
Pl Bs 'g 'g '; 1 0|0
Inserts Shape Type e 1 T . 5 5|5
€ - G 800-050308M-C-G | 5.56 | 9.87 | 3.18 | 0.8 | a o|a
1 [ON¢]
800-06T308M-C-G 6.35 9.87 3.97 0.8 A o [ A
TPME16T312R-22 9.53 16.5 3.97 1.2 A * | A ,7
1-/ 800-08T308M-C-G 7.94 9.87 3.97 0.8 A e [ A
TPMT16T312TR-23 9.53 16.5 3.97 12 | A * | A .
-¢-G 800-10T308M-C-G | 9.53 | 9.87 | 3.97 | 0.8 | a o | a
TPMT220612R-22 12.7 22.0 6.35 1.2 A * | A
800-12T308M-C-G 12.7 9.87 3.97 0.8 A o | A
TPMT220612TR-23 12.7 22.0 6.35 12 | A ° | A
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800 Series/R424.9

LI A

TPMX-RB/RG/LG

fFLINT IR/

*FLEETIF Deep-hole Drilling Inserts

VRFIRGood working conditions. 0—f2 T 5t General working conditions X 742 T ftUnstable working conditions

RFLESTIH Deep-hole Drilling Inserts

VR TRGood working conditions. 0—#& T fiGeneral working conditions X A% T fiUnstable working conditions

L—\- = %l)‘sl o o o| X X X
g R o 0 V| V| V| v|o|lo|o|o |O|X|vyv|Vv|X]|X
1w WA TE
I 222 v X
Re 17, M 8
— - 0 BEER
AL £ WRES. KAae v
sRIE7J A Middle blade 30 =
H TRREEN
R~ Dimensions(mm) CVD3#= (Coating) PVD3#/Z (Coating)
o H H
i Bs S S|S
Inserts Shape Type m L T Re g 15 ?
3 2 |3
1 0|0
800-050308M-I-G 5.56 9.87 3.18 0.8 A o | A
; 800-050308M-I-L 5.56 9.87 3.18 0.8 A o | A
N2\
\By 800-06 T308M-I-G 635 | 987 | 397 | 08 |4 o |a
-I-G
800-06 T308M-I-L 6.35 9.87 3.97 0.8 A o | A
800-09 T308M-I-G 7.94 9.87 3.97 0.8 A o | A
% 800-08 T308M-I-L 794 | 987 | 397 | 08 | a o | a
-I-L
800-12 T308M-I-G 12.70 9.87 3.97 0.8 A e | A
800-12 T308M-I-L 1270 | 987 | 397 | 08 | A o | a

*®FLERTIF Deep-hole Drilling Inserts

VR IRGood working conditions. O—f# T’ftGeneral working conditions X A2 I ftUnstable working conditions

G (o] 0| X X X
= TR olx |v|v|v]|v o olx|v]|v X
. o v X
(U]
He LR
av3
g MAREE. KEE v
H RIEHN
R~F Dimensions(mm) CVDi#[= (Coating) PVD;RE (Coating)
H
P ng - i
Inserts Shape Type
P L Ic T Re |2 5(5
2 111
3 213
1 0|0
TPMX1403-RB 8.45 3.5 0.4 A o | a
TPMX1403-RG 8.45 35 0.8 A o | A
TPMX1704-RG 10.30 40 0.4 A o | 4
TPMX1704-RG 10.30 4.0 0.8 A o | a
TPMX2405-RB 14.20 55 0.4 A o | 4
TPMX2405-RG 14.20 5.5 12 A o | 4
TPMX2807-RB 17.00 7.5 0.8 A o | 4
TPMX2807-RG 17.00 75 16 A o | A
TPMX1403-LG 8.45 35 0.8 A o | A
}R TPMX1704-LG 10.30 4.0 0.8 A o |a
— TPMX12405-LG 14.20 5.5 1.2 A o | a

w = | (] o|Xx X X
— 2 RN 0 o|v|v|v|v]olololo|lo]|x|[v]v]x
110,‘ L % % 55373 v X
- |Bs BELE
T 45 *‘I’ Q.
Re 180 5 MHES. Kas v
=l n RN
R~ Dimensions(mm) CVD:#/Z (Coating) PVD;%[E (Coating)
=i B ';' ';' ';'
Inserts Shape Type W L T Re g ? '13
3 2|3
1 0 0
R424.9-13T308-22 10.0 14.7 3.97 0.8 A o | A
6 = R424.9-13T308-23 10.0 14.7 3.97 0.8 A o | A
] R424.9-180608-22 11.5 20.6 6.35 0.8 A ® | A
R424.9-180608-23 11.5 20.6 6.35 0.8 A o | A
46
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GPS Series MDA TPHX/YNGX

RILEETIE il IS i ing i
xF Deep-hole Drilling Inserts HIBER XTI/ Scraping and rolling inserts
- - - - - - VRFIRGood working conditions. 0—fz )R General working conditions X &2 T/ Unstable working conditions
VR#FIRGood working conditions. O—f&L:fiGeneral working conditions X &2 E It Unstable working conditions _ e o o o Ix = X
i
: L ° 0 X|o]X X 2 TN o|lo|v|v|v|v|v|o|lo|o|o|o|x|v|v|x]|x
% BN O | X |V | V|V |V | V|V]|O|lO|O|O|X|O|V |V |X T g o v X
RE T > =273 v X 7{;; 3 :
i % -2 BEERE
‘4 ‘_4@ 7 B 7 ae2RE Hg
! =2 s —— : iRas. Has v
L ol Tl ;B MAEE. KES o v = H SRR
H RSN
) . ) . R~ Dimensions(mm) CVDi%[= (Coating) PVDi&/Z (Coating)
R~} Dimensions(mm) CVD&I& (Coating) PVD##/& (Coating) m v
P BS A ol H Inserinnsnhape '?:;i g g
Inserts Shape Type §' § § w T Re d 2 1
W T L Re 2 1 1 3 3
3 2 3 1 0
1 0 0
GPS 04-16-045 4 18 16 45 | A A A TPHX3306-RG 2285 | 6.95 12 6.64 A A
GPS 04-16-050 4 1.8 16 5.0 A A A
TPHX3306-RB 22.85 6.98 1.2 6.64 A A
GPS 04-16-055 4 2.0 16 55 | A A A
A V2 \7l< AN V4 ° °
cPsOsis00 | 5 | 25 | 1 | 60 |4 . . ZIERIETIR Scraping and rolling Inserts
GPS 06-20-075 6 30 20 > 4 5 5 VR#FIRGood working conditions. 0—f& L i General working conditions X &g E IR Unstable working conditions
GPS 06-20-085 6 3.0 20 8.5 A A A = 5 v (o] o |X X X
8 TR o|lo |v|v|v|v|v|o|o|o|o|o|[x|v|v]|x]|x
GPS 06-20-100 6 3.0 20 10 A A A T § = . x
e
GPS 06-20-120 6 3.0 20 12 A A A w2 BeER
)
5 MHREE. ghEs v
GPS 07-20-120 7 3.5 20 12 A A A 2 —
H RREEN
GPS 08-25-155 8 4.5 25 185 A A A RF Dimensions(mm)
GPS 10-30-200 10 4.5 30 20 | a A A am S ] g
Inserts Shape Type L w T : :
GPS 10-35-200 10 4.5 30 20 A A A ? (3)
GPS 12-35-250 12 5.5 35 25 A A A YNGX100605 20.5 8 6 A A
GPS 14-40-250 14 7.5 40 25 A A A e
YNGX100605-X 20.5 8 6 A A
GPS 18-40-300 18 9.0 40 30 A A
R~} Dimensions(mm) CVD’#[& (Coating) PVD3#/Z (Coating)
P& RS g H H
Inserts Shape Type § g g
W T L Re 1 1
2
3 2 3
1 0 0
800-06A 6 3.0 18 0° A A
- 800-07A 7 35 | 20 |0 A A
800-08A 8 4.5 25 0° A A
800-10A 10 4.5 30 0° A A
M 800-12A 12 5.5 35 0° A A
800-14A 14 7.0 35 | 0° A A
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FLINTTIA fLINT 7R/

Y Vi \7l< AN V4 . . . ~, . o
HIER}TIE Scraping and rolling inserts %FLE87TIF Shallow-hole Drilling Inserts
; . — —— - — . . —
VR I RGood working conditions. O—fZ T ftGeneral working conditions X %2 E Lt Unstable working conditions VRS LhiGood v;;)rkmg el ieiis, (O3, R A cogdltlons X FiRELiRUnstable worl;ng it
- i o 0| X X X =
e 3 TEN v v v V| Vv]|]O| 0|0 | X |V |V |X
g N5 Viv|v]|v]|v|Oo|o|lo|Oo|lo|X]|v ]|V |x]|X TS B ;
T8 = S
3 w5 v v X 81 BesE
#g e %T E ARes. was v
;5 (AR IN=F3 v = H R
H R R~F Dimensions(mm) CVD’#/Z (Coating) PVD&/Z (Coating)
R=T Dimensions(mm) CVDi&[= (Coating) PVD3#/= (Coating) - me H o lualn
h Type : 7183
=& me |§| |§| Inserts Shape yp L I.C T od Re % % ; %
Inserts Shape Type
p yp L W T g ? 1 5 10| 0
3 3 SOMT040204-DP 4.10 | 440 | 2.38 | 2.25 0.4 A . A | A
1 0 SOMT050204-DP 490 | 4.90 | 238 | 2.25 0.4 A . A | A
SOMT060204-DP 5.70 | 5.70 | 2.38 | 2.60 0.4 A . A | A
/Q R420.37-060200-01 10.0 7.80 2.85 A A SOMT070306-DP 6.80 | 6.80 | 2.80 | 2.60 0.6 A . A | A
v SOMTO08T306-DP 7.90 | 7.90 | 3.97 | 2.85 0.6 A . A | A
SOMTO09T308-DP 9.20 | 9.20 | 3.97 | 3.80 0.8 A . A | A
M2 }ﬂl- 1 1 H SOMT11T308-DP 11.00 | 11.00 | 3.97 | 3.80 | 0.8 A e | A | 4
ZIERATIFA Scraping and rolling inserts
SOMT130408-DP | 12.80 | 12.80 | 4.40 | 4.40 | 0.8 A o | A | a
VR T)RGood working conditions. 0—#f& T iGeneral working conditions X F#E T ftUnstable working conditions SOMT150510-DP | 15.00 | 15.00 | 4.80 | 5.40 | 1 A o | Ao | a
= £ o o | X X X VR I RGood working conditions. 0—# Tt General working conditions X F4&%E T2 Unstable working conditions
g TEER Viv|iv|v|v|]o|lolo|o|o|x|v]|v]|Xx]|Xx Re 5 i o |X X X
] =
i Bk v X — 2 RN o|v|[v|v|v|v|v]/o|lo]|o olx|[v|v|x|x
L L1
g3 BEeR [ w= ik v [x
3 - T IC e
;s‘ WHES. Hhae v l I\ HE HESR
= . = ARaE. Kae v
H TR T § ) Cf =
R~ wh= ( ) " i
~} Dimensions(mm CVD3#[& (Coatin
(mm) = E R~ Dimensions(mm) CVD’#= (Coating) PVD3R/Z (Coating)
=i BS A o Vo
S ~m fith= H H b
Inserts Shape Type 5 S S S S
P yp L W T RE > Inserts Shape Type 1C T Re 3 Z ? ?
3 3 2 2 3
1 1 5 0 0
SPMG050204-DG 5.00 2.38 04 A L A A
Z .\ R420.37-070800-01 12.0 8.0 4.0 0.3 SPMG060204-DG 6.00 2.38 04 A . A A
SPMG07T308-DG 7.95 3.97 0.8 A o A A
SPMG090408-DG 9.80 4.30 0.8 A ° A A
R420.37-111200-01 17.0 12.0 4.8 0.3 SPMG110408-DG 11.50 4.80 0.8 N R N N
SPMG120408-DG 12.70 4.76 0.8 A . A A
SPMG140512-DG 14.30 5.20 1.2 A . A A
WCMX030204-FN 38 24 | 04 25 A . A A
WCMX040208-FN 43 | 24 | 08| 25 A o A A
WCMX050308-FN 5.4 3.2 0.8 3.0 A . A A
——— WCMX06T308-FN 65 | 40 | 08 | 30 A o A A
WCMX0800412-FN 8.7 48 0.8 35 A . A A

A B EHEFS Recommended grade (Always stock available) o3%iTE4 =0 #4S Make-to-order
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B H

#J1K Grooving Inserts

BT A

VR#FTRGood working conditions. 0—f& Tt General working conditions X 742 Lt Unstable working conditions

.
124xJ1F Threading Inserts
VR#FTRGood working conditions. 0—f& Tt General working conditions X &g E I R Unstable working conditions
T k22 v
2 TR v
Be Bt
B MAaS. HaS
= 1w T
HART (mm) =
) _ CVDRIZ (Coating) PVD3%/= (Coating)
TIF bR Type ftﬂci IC S T Re od 06 g
1
;
16ER1001SO 1 9.525 0.7 3.52 0.13 4 60 A
16ER125ISO 1.25 9.525 0.9 3.52 0.16 4 60 A
16ER1501SO 1.5 9.525 1 3.52 0.2 4 60 A
16ER200ISO 2 9.525 13 3.52 0.26 4 60 A
16ER2501SO 2.5 9.525 1.5 3.52 033 4 60 A
16ER300ISO 3 9.525 1.6 3.52 0.44 4 60 A
16IR100ISO 1 9.525 0.7 3.52 0.13 4 60 A
16IR125ISO 1.25 9.525 0.9 3.52 0.16 4 60 A
16IR150ISO 1.5 9.525 1 3.52 0.1 4 60 A
16IR200ISO 2 9.525 13 3.52 0.13 4 60 A
16IR250ISO 2.5 9.525 1.5 3.52 0.17 4 60 A
16IR3001SO 3 9.525 1.5 3.52 0.22 4 60 A
16ER11W 11 9.525 1.5 3.52 0.3 4 55 A
16ER14W 14 9.525 1.2 3.52 0.23 4 55 A
16ER19W 19 9.525 1 3.52 0.17 4 55 A
16IRT1W 11 9.525 1.5 3.52 0.3 4 55 A
16IR14W 14 9.525 1.2 3.52 0.23 4 55 A
16IR19W 19 9.525 1 3.52 0.17 4 55 A
T16ERAG55 0.5-3.0 | 9.525 1.7 3.52 0.06 4 55 A
T16ERAG60 0.5-3.0 | 9.525 1.7 3.52 0.07 4 55 A
16IRAG55 0.5-3.0 | 9.525 1.7 3.52 0.06 4 55 A
16IRAG60 0.5-3.0 | 9.525 1.7 3.52 0.076 4 55 A
16ER11BSPT 11 9.525 1.5 3.52 0.32 4 55 A
16ER14BSPT 14 9.525 1.2 3.52 0.23 4 55 A
16ER19BSPT 19 9.525 0.9 3.52 0.19 4 55 A
16IR11BSPT 11 9.525 1.5 3.52 0.32 4 55 A
16IR14BSPT 14 9.525 1.2 3.52 0.23 4 55 A
16IR19BSPT 19 9.525 0.9 3.52 0.19 4 55 A

T i v v
a e £ T v v v v v v
I
T 5573
o
- \ 0 BEeE
L %
£ MRASHES
= H RSN
BFRT (MM) @ o=
R (mm) =
CVD’#JR (Coating) PVD;#E (Coating)
5 S H H H H
TIR M Type S S S S
L S T Re a 8 8 6 7
1 1 1 1
2 3 1 2
3 3 5 5
MGMN150-G 16 1.5 4 0.15 8.5° A A A A
MGMN200-G 16 2 4 0.2 7.5° A A A A
MGMN250-G 185 2.5 45 0.2 8.5° A A A A
MGMN300-G 21 3 5.6 0.3 7.5° A A A A
MGMN200-M 16 2 4 0.2 g A A A A
MGMN250-M 18.5 2.5 45 0.2 8° A A A A
MGMN300-M 21 3 5.6 0.4 8° A A A A
MGMN400-M 21 4 5.8 0.4 8° A A A A
MGMN500-M 26 5 5.8 0.8 8° A A A A
MGMN600-M 26 6 5.9 0.8 8° A A A A
MRMN200-M 16 2 3.5 1 7° A A A A
MRMN300-M 21 3 4.8 15 7 A A A A
MRMN300-M 21 4 4.8 2 7° A A A A
MRMN500-M 26 5 5.8 2.5 7° A A A
MRMNG00-M 26 6 5.9 0.8 8° A A A A
MGMN200-T 16 2 3.55 0.2 7.5° A A A A
MGMN300-T 21 3 4.86 0.4 7.5° A A A A
MGMN400-T 21 4 4.86 0.4 7.5° A A A A
MGMN500-T 26 5 5.8 0.8 7.5° A A A A
MGMN200 16 2 3.55 0.2 7.5° A A A A
MGMN300 21 3 4.86 0.4 7.5° A
MGMN400 21 4 4.86 0.4 7.5°
MGMN500 26 5 5.8 0.8 7.5°
TDC2 20 2 3.9 0.2 7°
TDC3 20 3 42 0.2 6.5°
TDC4 20 4 42 0.3 6°
TDC5 25 5 5 0.3 7
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Application cases

Intermittent turning of bearing pedestal

Application cases

Cutting Materials

55 Steel automobile hub bearing seat

Wheel hub unit broken and continuous turning

Cutting Method

Wet cylindrical continuous, intermittent semi finish turning
and finishing of end face

Cutting Materials

55 steel Automobile hub unit

Inserts

WNMG080408-MT HS8125

Cutting Method

Wet cylindrical continuous and intermittent semi finish
turning

Cutting Data

Vc=259m/min, f=0.18~0.275mm/r, ap = 0.5~lmm

Inserts

WNMG080408-MT HS8125

Cutting Perfomance

Lifespan:78pcs/flute,

Cutting Data

Vc =220~300m/min, f=0.15~0.28mm/r, ap = 0.8mm

Intermittent rough turning of outer circle of three cylinder shell

Cutting Perfomance

Lifespan:80~ 100pcs/flute

Cutting Materials

CF53 steel three column shell outer circle

Three cylinder shell breaking and continuous turning

Cutting Method

Wet axle neck intermittent rough turning

Cutting Materials

CF53

Inserts

CNMG120408-MT HS8125

Cutting Method

Wet cylindrical continuous and intermittent semi finishing
turning

Cutting Data

Vc=220m/min, f=0.2mm/r, ap = 1.5mm

Inserts

DNMG150408-MT HS8125

Cutting Perfomance

Lifespan:40~50pcs/flute

Cutting Data

Vc=286m/min, f=0.33mm/r, ap = 0.2mm

Rough turning of piston rod

54

Cutting Perfomance

Lifespan 48~63pcs/flute

Cutting Materials

27SiMn

Cutting Method

Dry rough car

Cutting Materials

GCrl5 bearing

Inserts

TNMG160408R-ZC HS8125

Cutting Method

Wet rough and fine turning A end face and chamfer

Cutting Data

Vc=220m/min, f=0.2mm/r, ap = 1.5mm

Inserts

WNMG080408-MT HS8125

Cutting Perfomance

Lifespan:40~50pcs/flute

Cutting Data

Vc=369m/min, f=0.31mm/r, ap = Imm

Cutting Perfomance

Lifespan:65~72pcs/flute
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Rust steel turning
Rough turning of flange plate

Cutting Materials

SSSuUS201

Cutting Method

Continuous turning of end face and excircle

Inserts

WNMG080408-MA HS7225

Cutting Data

Vc=273m/min, f=0.3mm/r, ap = 1.0mm

Cutting Perfomance

Lifespan:37~42pcs/flute

Cutting Materials

SS (SUS304)

Cutting Method

Wet interior hole

Inserts

CCMTO09T308 HS7225

Cutting Data

Vc=81m/min , f=0.14mm/r, ap = 0.5mm

Cutting Perfomance

Lifespan:541pcs/flute

Rough and fine turning of valve ball

Cutting Materials

SS(SUS304)

Cutting Method

Wet rough and fine turning valve ball

Inserts

TNMG160408-MS HS7225

Cutting Data

Vc=188-314m/min, f=0.22-0.13mm/r , ap=2-0.05mm

Cutting Perfomance

Lifespan:92pcs/flute
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Rust steel turning

Compressor cylinder

Cutting Materials

HT250

Cutting Method

Rough turning of excircle and end face

Inserts

WNMG080412 HS6115

Cutting Data

Vc=415m/min, f=0.15mm/r, ap = 0.4mm

Cutting Perfomance

Lifespan 60~70pcs/flute

Turning of compressor flange

Cutting Materials

D138 flange, HT250

Cutting Method

Dry continuous and intermittent rough turning of excircle
and end face

Inserts

WNMG080408 HS6115

Cutting Data

Vc=563m/min, f=0.25mm/r, ap = Imm

Cutting Perfomance

Lifespan: 70~80pcs/flute

Turning of pulley excircle and end face

Cutting Materials

TH200

Cutting Method

Dry continuous rough turning of outer circle and end face

Inserts

CNMG120408 HS6115

Cutting Data

Vc=438m/min 1 f=0.3mm/r,ap = 1.2mm

Cutting Perfomance

Lifespan:130~140pcs/flute

57



