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Our Company Established in 2008, Pace (India) is located in New Delhi (India). Mr. Divay Bhasin along with

our whole Pace (India) team has given a distinctive edge to the organization with his vast experience and

knowledge.

Backed by an enthusiastic team of experts, we have grown in leaps and bounds in the industry. Our talented

team includes HR personnel, quality control inspectors, sales & marketing executives and other allied
professionals. With their market awareness and hard toil. we are able to provide superior quality products to

theclients.

We have a well-structured network that assists us in spreading the business prospects in every nook and
corner of the country. With our formidable network, we provide our high-performance products to every part

of the country.

Pace Indiais one of largest Providers of Comprehensive Metal Cutting Solutions for Milling, Turning, Cast Iron,
Threading & Grooving, Drilling, CBN & PCD, and Rich Mill Etc. We have been delivering high-quality industrial
tools for over more than decades. These industrial and cutting tools offered by us are precisely designed in

adherence toindustry laid standards by using advanced machinery that is based on latest technology.

Pace India has remarkably earned a reputation for themselves by always rendering the best services &
genuine material to their customer at any required hour of need .Our purpose is to satisfy and fulfil the needs

of our customers by delivering high-quality products at competitive pricing.

Our technically qualified sales engineers always there to support our valuable customers. Our focus is

building healthy relationship with our customers by providing quality cutting tools at reasonable price with

our enhanced technical support. Our goal is to be customer oriented and to work on different application

areas, adding value to our products by providing services of our technically qualified sales team.
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SELECTION METHOD OF CUTTING TOOLS ECOMMENDED GRADE OVERVIEW FOR TU G INSERTS
T‘.IR"I"G T MET FCUTT T RECOMMEN RA RVIEW FOR TURNING INSERT! T“RNING

COMMION TURNING
>> Selection Method of General Turning Tools: >> Selection Method Of Grooving: S BENERAL TURNING RENERAL GRODVING & THREADING
Understand the processed material condition, Machine 1. Understand the processed material condition. Machine CEMENTED CEMENTED
Model and condition Model and condition. CODE CVD PVD CERMET CARBIDE CBN PCD CVD PVD CARBIDE
2. Select the suitable insert shape, setting angle and clamping 2. Select the basic type according to processing methods
designation. (external, internal. face grooving)
= 3. According to above conditions select details of tools as 3. According to above conditions select details of o
c L/R, demension, etc. tools as L/R, demensians, etc. c
2 4. Select the type, chip break and grade of insert according 4. Select the type, clamping designation, chip break 2
= To all conditions. And grade of insert according to all conditions. =
(@] @
>> Selection Method of Threading Tools: >> Selection Method of Hole-processing Tools: ﬁ ﬁ
Understand the processed material condition, Machine Understand the processed material condition, Machine Model
Model and condition. And condition.
2. Select the tool's type according to thread's type, 2. Select the basic type of drilling tools according to the
processing methods, etc. processing. (drilling, boring, threading, etc. ) o
3. According to above conditions select details of cutting 3. Select FhE adoption of ?”_“d cutters or i”dE{(E‘hIE tools
toals as /R, dimension, etc. annnrd!ng to the I‘I'IEEhII'II.I'I.g accuracy and size. 0
bt e, el el e e 4, A!:nnrd!ng to above conditions to select details of interface,
to all conditions o, e = =
’ 9. Select the type, chip break and grade of insert according to @9 E E
all conditions. M (20 = = = = =
= S N
= =
. . 30
>> Recommended Cutting Parameters Of Turning Inserts
Materials | CorbonSteel | AloySteel | flerderedgnd 480-260 [ 450-200 |430-200 | 480-240 | 430-180 {300-200 |350-250
Hardness HBI20-180 HBIBD-240 HB240-350 Ve(m/min) | 340-150 | 320-140 | 300-140 | 330-150 | 300-130 | 200-120 | 250-150
- - i - 220-80 | 200-80 | 210-80 | 210-70 | 130-70 | 1a0-70° | 18O-70
IS0 M Grade PC25H | PC20H | PCOSSS
Materials Austenite Martensite 220-100 210-N0°} 190-90
Ve(m/min)
Hardness HRI20-200 HB300 260-170( 220-140 210-130
SO T o | poisce | e
Materials Grey Cast Iron Nodular Cast Iron 280-160{ 380-200( 400-1930
Ve(m/min) 1]
Hardness HBIG0-220 HBI40-220 280-140( 220-110 | 300-150 =
g = =
IS0 N Grade PCO1 | PCOH | PCD N | 1D g § E
Materials Aluminum Ve(m/min) | 600-300f 800-400f 300-1500
Hardness HBEO = = - - - - - - 20
IS0 H PCN 0
Materials Hard materials Ve(m/min) | 150-60 - _
Hardness HBS00-350 : S N I R e o =

A2 A3



CVD COATED CEMENTED CARBIDE CVD COATED CEMENTED CARBIDE
TAURNING

TURNING

Surface gold TiN has the excellency of reducing the friction and wear recognition effect. >> Black General Insert
Special structure of Alyl; settled layer has the best thermal barrier performance, high speed

dry cutting, ensure resistance to plastic deformation of blade matrix at high speed dry cutting. FIRST CHOICE FOR HIGH-SPEED AND EFFICIENT

TiCN layer with anti-wear material abrasion performance lead to the best wear resistant of PFDEESSng Of Cast Iron
the face of clearance angle.

_ - _ _ _ _ @S CVD coated carbide grade ,cemented. it is optimized @FEFACVD coated carbide grade .cemented. carbide,
Using gradient sintering technology, and increase the impact resistance and wear resistance for good wear resistance , toughness and performed the hard substrate coated with a smooth and wear -
of insert, so as to improve the ability to resist damage of the insert. _ excellently in interrupted for CAST IRAN machining. it is also resistant coating , can bear harsh intermittent cutting
Carbide with special crystal structure improves the red hardness of the blade matrix, and suitable for tougher casting with excellent result requirements. conditions . universal grade for all cast iron roughing

ONINYNL S
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strengthened the high temperature resistant performance of insert. cutting at low medium speed.

@3 CVD coated carbide grade , it is for smooth free

cutting excellent result machining grade for semi finishing
and finishing iso material

@HEHD CVD coated carbide grade , Universal grade

suitable for steel and cast steel continuous cutting and
cutting finishing to roughing. grades with a wide rage of
applications. stainless - steel continuous cutting and in . .
interrupted cutting @HIEET CVD coated micro-grain carbide. it is optimized .EED LA et garbidg %]r'ade o,

for the best combines for the best combination for toughness optimized far general we;?r rESIStH':m_E "““9"““5 and
@I £\D coated carbide grade , It is suitable and wearing resistance . It is wide range applicative and perfurm?d good far cast iran Machining. It is good for
for low-medium speed semi-finishing and finishing steel parts. suitable for stain less and finishing IS0 M material. free cutting of cast Iron.

Density ine grainlayerof surface

Higher Cutting Speed And Longer Life Of Insert

Machining Example 1
Black General Insert The second generation of steel processing
Insert | TYPE CNMG120408-GM CNMGI90616-GM TNMAZZ0412
The inserts with special surface technology, for use
greatly improved the surface roughness, frade PLisS PCO2SS PLISE
effectively reduce the cutting force, reduce
the adhesive between the cutter surface
and the processed material, greatly
impraove the stability of inserts to use. Shape
Before the surface treatment After the surface treatment
Fibrous TiCN and the perfect combination
of ine grain Al 1] 3coating signiicantly Material § Hardnss 42CrMo HBZ280 ICrl3 HBZ270 Ferrosteel HBZ80
improved the wear resistance and : : :
FESiStEﬂEE to EU”E[JSE Df i“SErt. pﬂpamEtErS V=24D|T|/|T||r| Epzl.ENme f=[|.2ITIm/r‘ Vzl[”]m/mln BD=|5'3[]|TIITI Vmﬂx :4[”]m/m|ﬂ Elp=|.3~2.5rl'lm
condition t=0.3mm/r f=0.4~1Imm/r
T Contrast Effect Of Insert Abrasion Test type Dry cutting Dry cutting Dry cutting
1k
Workpiece 42CrMa Type:CNMBIZ0408-6S Cutting No. No. No., s
TiCN parameter:Vc=330m/min ap=l.omm fn=0.2mm/r 200 4 gz
30
Grade of company PCIas ¢ é 25
s Contrast 3 b =3
; 1__ 9min 18min 9min 18min 50 1 = e
- | 10
1 ¥ N i C— AT s
) ' l Ny . 5 , 0 . 0 .
The carbids substrate F ' ‘ ’ e i JE T eme Competitors ece Competitors elce Competitors
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TURNING

PVD COATED CEMENTED CARBIDE

>>Let The Difficult Machining Materials Gets Easy

High performance TiAIN coated of nano structure ensures that the insert has a very high toughness
and hardness. Unique coating technology makes the insert with smooth surface and high wear resistance,
excellent thermal stability and chemical stability provide effective protection of cutting edge

@FZID  7-4um TiAIN PVD coated, combinating with
fineparticles' substrates with high-toughness, suitable for
all materials, high-temperature alloy & Ti alloy in finishing,
semi-finishing.

@LEITI 7-4ym TIAINPVD coated, combinating with ultra
fine particles' substrates with high-toughness, suitable for all
materials, stainless steel & high-temperature alloy in finishing,
semi-finishing.

@CEETD -4y AICeN+AICRSIN PVD coated, combinating
with ultra fine particles substrates with high-toughness,
suitable in light & medium loadmilling stainless steel & high-
temperature high hardness ‘in finishing, semi-finishing.

@EEGD 2-4um TAIN+TIAISIN PVD high wear resistanc

e.g hoxidation resistance, combined with hard alloy with
excellent toughness cemented carbide substrates, suitable
for all kinds of processed materials with high hardness
and medium |oad milling and drilling, stainless steel and high
and high temperature alloy in semi-fishing, rough turning,
cutting and grooving, achieving the combination of the perfect
safety and wevar resistance.

O

For rough turning.

Gray and nodular cast iron.

Advantages: A wide range

nc-TiAIN Coating(PC20H )
Processing nase]
Insert |  Type CNMG120404-GM DNMG1a0404-BM
for
use Grade PC20H PC20H
k.
..
' ‘% o
Shape ii‘s’ b -
D S
Material & Hardnss 40Cr  HBZR0 ICrI8NiSTi  HB240
" parameters V=220m/min ap=2.0mm f=0.5mm/r Ve=150m/min ap=L.0mm f=0.13mm/r
condition
type Dry Cutting Dry Cutting
Performance Company A} ‘ ‘ Company A | ‘ |
-ace : : -ace : :
0 20 40 60 0 10 20 30 40
Machine part No.(piece)/edge Tool life(min)

Far semi-finishing machining;

Far semi finishing turning Of steel.

(perations: turning, facing, profiling

Typical parts : Steel Parts

Advantages: High universality, easy chip-flow, special bulge close
to the nose radius and big rake angle generate the cutting ability
and low cutting force of chipbreaker,

N
t
QO

Used for finish turning.

Aluminum alloy and other non-ferrous metals.

[perations: turning, facing and copying cutting.
Advantages: open positive rake angle groove in hiy

cutting speed cutting light. Used as far as possible the high
cutting speed (highZa00m / min ) can obtain more
production efficiency.

Limitations : used for nonferrous metal material process
Typical parts: ordinary aluminum parts.

Operations: Turning, facing and profiling.

of rough machining of castiron,

Typical parts: Parts of cast iron.

PROFESSIONAL CHIPBREAKER DESIGN

provides good economy of machining.

=

TURNING

u
For semi-finishing to finishing turning.
With broad applied range for cast iron.
(perations: turning, facing.
Advantages: high cutting edge hardness, low
cutting resistance farce,
easy chip-flow. Combined with more abrasive
grade can get better efficiency.
Limitations: Sensitive to casting, forging
and discontinuous cutting.
Typical parts : pieces of cast iron.

for finishing turning with good chip contral above all in steel,
stainless steel

operations :- turning facing, profile and back facing.
advantages : light cutting chip breaker with low cutting force.
suitable for processing slender shaft, thin-walled parts and
unstable clamped parts.

limitations : depth of cut and feed.

typical parts : shaft, wheel and gear hub.

21°

O S

Used for finish turning. suitable for non-ferrous metals.
Operations : turning, facing and copying cutting.

Advantages: open positive rake angle groove in high cutting speed
cutting light. Used as far as the high

cutting speed can obtained more production efficiency.
Limitations : used for nonferrous metal material process

Typical parts: ordinary aluminum parts.

Al

ONINYNL =
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TURNING

~
CCRILY
Negative chamfer designed on sharp blade, blade
intensity and impact-resistance are increased,
it can efficiently break chip and extend chip break
filed. -0PM is suitable for semi-finishing and slight
interrupted cutting 150 P material. 0 -0PF
Special designed for cutting IS0 P material, -0PF
can efficiently contral and break chip; with sharp
J cutting edge.. it has low cutting forces and good

10°

Q-

chip-contralling, which help it obtains excellent
precision and surface quality, suitable for finishing.

Special designed rake angle and cutting edge inclination for finishing G-UPR

material, it has sharp cutting edge which can decrease cutting
resistance, and efficiently contral chip and acquire good surface quality.

Three-dimension designed with double rake angle,
wide margin and negative chamfer, -0PR get ideal
balance between blade intensity and sharp. It can
efficiently guide chip' s flow direction and suitable
for rough cutting and interrupted cutting.

1 0
g
(@)]

et

Special designed rake angle and cutting edge inclination for finishing

material, it has sharp cutting edge which can decrease cutting G'MF

resistance, and efficiently control chip and acquire good surface quality.

Special chip breaker design to keep both sharp cutting edgand
increased blade intensity which can efficiently solve break chip,
high cutting temperature, sticking , work hardening and other

machining problem.

PROFESSIONAL CHIPBREAKER DESIGN

DESCRIPTION OF CHIPBRERKER

O

For medium turning.

With broad applied range for steel.

Operations: longitudinal cutting, facing and profiling
Advantages: High reliability and universality with
fault-free cutting. This chip breaker matches

with wear-resisting Grade will be better.
Components typically: axles, hubs, gears,

etc in steel.

For semi-finishing machining;

For semi finishing turning OF steel.

[perations: turning, facing, profiling

Typical parts : Ordinary Steel Parts

Advantages: High universality, easy chip-flow, special bulge close
to the nose radius and big rake angle generate the cutting ability
and low cutting force of chipbreaker,

Limitations: the depth of cutting and feed.

Typical parts: ordinary steel parts.

Far semi-finish turning;

for semi finishing turning of steel.

Operations: Longitudinal Turning, facing and profiling.
Advantages: Reliable giving trouble-free machining.
Limitations: Lower strength of Cutting edge in the
Typical parts: Ordinary parts of Steel.

TURNING

0.10

For Steel Finishing Turning.

Cutting control ability is better than other chip
breakers in steel process

[perations: longitudinal cutting, facing, back-turning
and profiling.

Advantages: light cutting geometry, low cutting forces
suitable for slender Shafts. thin walled and unstably
clamped components.

This chip breaker matches with wear-resisting.Grade
will be better.

Limitations: depth of cut and feed range.
Components typically: axles,

gears where good surface finish is a priority.

ONINYNL ==
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Far semi-finishing turning.

For semi-finishing of steel and cast iron;

Operations: Turning facing and prafiling.

Advantages: Suitable for general

field. Positive edge shape of blade, performance of
Sharp cutting.

Typical parts: Ordinary steel parts and cast iron parts.

o

N

O

For Heavy machining turning.

With broad applied range for steel.

Operations: longitudinal cutting, facing, step cutting and profiling
Advantages: High reliability and universality with heavy cutting.

This chip breaker matches with wear-resisting Grade will be better.
Components typically: axles, hubs, gears, etc in steel.



INSERT NAMING RULES TURNING INSERT NAMING RULES

TURNING\ "URNNG TURNING

>> COMMON TURNING INSERTS Shape ﬁ_ﬁ Mo Tyl
] Diameter C D R S T \' W K ; insetrttfn tlﬁa highéast
ShEpE/EI]dE Wite Metric - of |_[:(mm) part of cutting edge.
Code |Without Hole | With/Without | Section plane Dode | i e Chipbreaker|  Section plane g g 9 Q é g 9_ = Code Insert Thickness(mm)
- - 265" 00 0.79
s 2 > |8 [ win | winou N fwion e | T | [ sor | | || T O O I e o
A B o P B B Y (R U S Rty I 50 ] o5 | T e
------------------------------------- . > 65 556 09 - S - W i W——" -
p=. A H | With = [one-side R | Without One-side C] ffffff 5808 “<chee-: goe- “cape - 55298\ 8o ey S-aee|S: ace- (cace - ce \-ace Face \-acp \-ace 1:%e \:ace
o | <> | L2 N 2 e e e 02 2.38
= o E H S5: gee [\-acq \:ace \:jace \-ade \-ace *.ace| \:ace \:ace \:al 665\ acel \: Wte |\ ; fite |\: ace |:ace \} ac é1%Jace 1% pce_ |- ace \:age [\:ace \:ag \:ace | ace \:a Blg\: aCE |
B o G| W |y Folwmou fOblesite | € 3 | so ol ol syl b bl oy @ o % ]
55° Q """"""""""""""""""" TcrtttcttTTITCUTrUTYYTL 9525~ I 0 1 L . 09 1 09 | LA LA A L I I & S S o7 |
K L M J | With  [oouble-side A | wit Without D:D ,,,,,, 10 ace CacelCace La 12 Qace Qace Clace Lhce Cdce (lage [(Uace (Tadd (ace (ace (a 476 . |
-------------------------------------------------------------------------------------------------------------------- 20 0 120 T4 4.96
12.7 12 15 12 12 22 22 gge | ace | dce Wace \ymace Cack ace & qpe U ace|
i With One-side e e e B - A 596
O Q Q T g AR o e 15875 | 16 | | L3 ECTS T N I s 595
........... Of T P T R T e T T | w0 | f 19} | | | | [ e | &3 |
T | With | oneside G | win o fpubleside | L] |3 [ 1905 19 || 19 [ 10 | a3 | | | | e | 675
A N S T O e i S FETT A e IS i XS I o | e e
___________ S Jace % aceT'y). ate—<rack qQ | With Without X | - Special e\ ae8.0\: ace \-2ve |\ @ |\ a2 |:ace VGNNNINNNNREe WICe \: ate [\-ace \:ags \:ace I} ace \: aef52\: ace |
................................... | 24 ) 251 25 | | | T9 9.72
g\ 2 . [P Tdate - S R N G - A€ \:|JaCE \: ACEe| \: ACE |- aC€ \: aCE \: ACE \: ACE “\} ACE s LE - @CEe “-{oo I o | nACE " R R G- ACE |- dCE - ac€  .-.ace \: atp - ace€ ; a5e \: avv|
@ ‘ Others U Dowbleside | e | | o} 1. ?’1;7,5 ,,,,,,,,,,,,,,,,,,,,,, st I R LN L
Vv w z 32 32 12 12.70
Chipbreaker and clamping type Length Of Cutting Edge Insert Thickness

!

cINIv]G

04JosMD

*
¢

Tolerance

Clearance Angle Of Main Cutting Edge

Code| Clearance Angle | Code| Clearance Angle S—Lm 3
“ 5
— — Z
A B | oic | oIC
<= R . : : : . Nose Radius Code Chipbreaker Code
Code| NoseheightM | Toleranle of | Thickness S |- (Raference) Details of M-class tolerance (Identied by shape and size)
I I tolerance(mm) | I.C(mm) tolerance(mm) Nose Height Tal (mm) . MD GM BM
ose Height Tolerance(mm Ll s e
A +0.005 +0.025 +0.025 |Inscribed | Regular Square Diamond | Diamond | Diamond Rotnd .
c o, 1o MR e I W) N drcle | triangle with 80 ° | with 85 ° | with 35 Inscribed Circle Thickness ‘ ,,,,, 00 | Noradus
N +0.005 +0.013 +0.025 | 6.35 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 02 02
— 7 | |1 - b - L
c| 0013 0025 | 0025 | 9525 | 20.08 | $0.08 | £0.08 | +0.11 | #0.16 | - Code fﬂ;ﬂé"(ﬂtﬂr ) Code Thickness | aa oM ¢ > OPM HM OFR
T T T Py Evea Ry 127 | #013] 013 | 2013 | 2015 |~ | e A e e w N300 5
AR k> I $0:013 | #0025 15675| 1015 | £0.15 | 2015 | 2018 | — | - 2 6.35 2 X1 ST e TR NP> L >}
E F \E E +0.025 $0.025 | $0.025 | 19.05 | +0.15 | +0.15 | +0.15 | +0.18 | - — | Tl b 2 | 12
20° 25° N F-—" T L T T T T T T T T T T T T T T T T T 3 9.525 3 476 16 16 FW MF'Z Eﬂ
G +0.025 +0.025 wie |- ded ce |- 20480 ace e-hee \-ace \|ace Nlace L.ace |- ack \-dce \|ace \-ace \ act¢ \:ace L:abd \:gce Spe |
S S TSI TSy S S Oy S @ Tolerance Df Inscribed Circle(mm) 4 127 | Feeeeeeeee e 20 2.0
J +0.005  |0.05-+0.13| #0.025 : : : : 4 s 5mne (Pace Care Conce|Crace Coai
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Irjnscnbed Regular SaEE D!amond D!amond D!amond Round O R AR - EM0U - 28 & 24 24
G | E N K +0.013 +0.05-+0.13| +0.025 [|cicle triangle with 80 ° | with 55 ° | with 35 5 15875 | | ?;i ******** 3: *2 ***** MT OMM FQ
30° |0 L€-21 ace- --ace -{.-aCe-%: ace- .-ace - 6.35 +0.05 | +0.05 | #0.05 | *0.05 | %0.05 8-\~ pceé \-ace “} ace-\iace -+-ace- 5 A \-race¢ \-ace _“-ate_S-ace ® ace
> | ... D Dy D L] (#0.025 | $0.05-+0.13| £0.025 | 9525 | +0.05 | £0.05 | $0.05 | 0.05 | *0.05 | +0.05 6 3 DD DD DD D x
M | £0.08-#0.18 [+0.05-+0.13| 0.13 | 127 | #0.08 | +0.08 | +0.08 | +0.08 | - | #0.08 [Te | B4 6 9.52 Diameter of | gy g
””””””””””””””””” 15.875| +0.10 | +0.10 | +0.10 | +0.10 | - | +0.10 insert(metric) 0™ AK
P 0 Others N'| 23£6:08-40018 [1005-10.16P 0005 [+ACE | ACE " 4CE ~. 0B- " 4T8 ~.[acE_ ..|att_ =
reans - [l “COR Ry || S BSAR i h buntuif Kmap 19.05 | +0.10 | #0.10 | #0.10 | #0.10 | -- | #0.10
U | #0.13-#0.38 [0.08-+0.25|  +0.13 [ o524 | . ade+0.13ce “-ace —ace — | 2013

At
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>> INTRODUCTION OF CHIPBREAKER

RECOMMENDED GRADE AND CHIPBRERKER

P i Chipbreak . CVD PVD '
Type | Suitable Material I'Tuyt':;ss Br[tllal:ll(]er Tolerance 6?3;::“:'" Recommended Cutting Parameter Coating | Coating EE::::B
oo M ap=0.2-6.0mm, fn=0.15-0.5 mm/r PLO5S
i M ap=0.4-1.0mm, fn=0.1-0.65 mm/r PCOSS PC30
MT M ap=0.3-L.amm, fn=0.1-0.6 mm/r PCOSS PC30
AW M ap=0.3-1.amm, fn=0.07-0.0 mm/r | PL?25SH
Finishing
OMF M ap=1.0-3.2mm, fn=0.1-0.3 mm/r PLI5S PCZ5G
0PF M ap=04-2mm, fn=0.15-0.35mm/r | PCI5S/PLISCH|  PC25G
: M ap=0.8-3mm, fn=01-0.3 mm/r PCIGS/Peosss| - PC25H
oF M ap=0.8-2mm, fn=0.2-0.5 mm/r PCISS. - |PCZaH/PC256
oM M ap=0.8-3.0mm, fn=0.1-0.4mm/r PCOSSS
. e o | ap=15-5mm, in=015-0.5 mm/r _ {ocI5S/PL0gS|PELSH/PUSE
z; ;g MA M ap=0.8-3.Zmm, fn=0.-0.3 mm/r PC20H
fg ;; MD M ap=0.4-8 6mm, fn=0.1-0.65mm/r PC2aSH PC20H
E 3 T Y ap=1.5-4.5mm, fi=0.2-05mm/r | PC25SH
= g Ve M ap=0.5-3.0mm, fn=01-0.4mm/r BLISS
MM M ap=1.0-3.0mm, fn=0.13-0.3mm/r PLISS PL25H
Semi-finishing
0PM M ap=1.0-3.mm, fn=0.1-0.33mm/r poisS  [PC25H/PC25G
0FR M ap=0.0-1.omm, fn=0.07-0.5 mm/r PCI5S
oM M ap=0.9-10mm, fn=0.15-065mm/r | = PL25SH
Y M ap=0.9-1.omm, fn=0.07-0.5 mm/r PCISS * | peosH/prose
01k M ap=0.9-10mm, fn=0.15-0.35mm/r PCISS - | poosh/Prose
BM M ap=1.9-omm, fn=0.13-0.5 mm/r PCISS | posH/peose
L G ap=0.8-2.0mm, fn=0.05-0.2 mm/r | = PC25H PC30
ls The Fairier AK G ap=0.8-3.0mm, fn=0.-0.4mm/r PCOI/PCOIH
Angle Blade Non-ferrous Metals| Finishing
LH G ap=0.9-2.0mm, fn=0.03-0.amm/r PCOI/RCOIH
CH M ap=0.4-10mm, fn=0.13-0.85 mm/r | PCI5CC
Rough Finish
. NOSLOT| M ap=0.2-12.0mm, fn0.-L19 mm/r | FOSC/ROSCE/FECH
Negative
Angle - |Process On Cast Iron T« M ap=Il-3.0mm, fn=0.1-0.5 mm/r PCIAC
uce Bl Semi-fishing| gpg | M ap=05-L5mm, fn=007-05 /e | PCISC
I M ap=I-4.0mm, fn=0.15-0.0 mm/r . |PCI3C/PCISCC

A12

GRADES

> PL25SH

SPECIFICATION

TURNING

CVD coated carbide grade , Universal grade suitable for steel and cast steel continuous cutting and cutting finishing to
roughing. grades with a wide rage of applications. stainless steel continuous cutting and in interrupted cutting

ONINYNL ==

PVD coated carbide grade it is high hardness and excellent versatility with good free cutting material for interrupted
roughing and as well as difficult machining grade for semi finishing & finishing for steel Machining.

PVD coated carbide grade it is highly hard substrate combines both favorable shock resistance and blade security. used
PVD coating with excellent versatility, it is preferred in interrupted turning and milling steel.

CVD coated carbide grade . it is for smooth free cutting excellent result machining grade for semi finishing and finishing
iso material

CVD coated carbide grade , It is suitable for low-medium speed semi-finishing and finishing steel parts.

PVD coated carbide grade .it optimized for impact resistance , and wearing resistance, toughness and performed good
for rough cutting in continuous and interrupted . it can realize high-speed , high -efficiency and environments cutting it
is preferred in turning stainless steel.

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

CVD coated micro-grain carbide. it is optimized for the best combines for the best combination for toughness and
wearing resistance . |t is wide range applicative and suitable for stain less and finishing IS0 M material.

CVD coated carbide grade .cemented. it is optimized for good wear resistance , toughness and performed excellently in
interrupted for CAST IRAN machining. it is also suitable for tougher casting with excellent result requirements.

CVD coated carbide grade ,cemented. carbide, the hard substrate coated with a smooth and wear - resistant
coating , can bear harsh intermittent cutting conditions . universal grade for all cast iron roughing cutting at

low medium speed.

CVD coated carbide grade .cemented. it is optimized for general wear resistance toughness and performed good for
cast iron Machining. It is good for free cutting of cast Iron.
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GENERAL TURNING INSERT GENERAL TURNING INSERT
TURNING TURNING

TURNING INSERT TURNING INSERT
(Negative) & d—--F (Negative) olc
Hmmil B oo )
n Dimension Dimension n
= Insert Shape Type g Insert Shape Type —
§ L 2l.0 S %1 r =2 L ol.C S g
= =] =
4 =z
® ONME 120404 CM 7.9 27 | 478 | G516 04 A CNMG 120404 OPR 129 27 | 476 | 58 04 oA =
CNME 120408 CM 129 27 | 478 | 5B 08 [ g CNMG 120408 OPR 129 27 | 478 | 5i8 08 Al A
CNMG 120412 CM 129 127 476 a1k 1.2 A CNMG 120412 OFR 129 127 478 518 1.2 Al A
ONME 120404 CQ 129 27 | 478 | b8 0.4 A CNMG 120404 PM 129 27 | 478 | 58 04 |
CNME 120408 CO 129 27 | 478 | 518 0.8 A E CNMG 120408 PM 129 27 | 478 | 5i8 08 [ %
CNME 120412 0O 129 27 | 478 | 56 12 A CNMG 120412 PM 129 27 | 478 | 58 12 ac{iR
CNME 120404 FG 129 27 | 478 | 516 04 A CNMG120404 U 129 7 | 478 | 5i8 04 )
CNME 120408 FG 129 27 | 478 | 5B 0.8 A n CNMGI20408 U 129 7 | 478 | 5lg 08 N
CNMG 120417 FG 179 7 | 478 | 5B 1.2 A CNMGI20412 U 129 27 | 478 | 5ig 1.2 A
CNME 120404 FW 129 27 | 478 | 516 04 | CNMA 120404 129 7 | 478 | 58 04 x|[Al®
CNME 120408 FW 129 27 | 478 | 56 08 |x ’ CNMA 120408 129 7 | 478 | 58 08 *x (@@
CNME 120412 FW 129 7 | 478 | 516 1.2 CNMA 120412 129 127 | 478 | 5i8 1.2 *x|(®|@®
CNMG 120404 GH 129 27 | 478 [ 56 0.4 A ; CNMGI20404 129 127 | 478 | 5i8 04 A x [
CNMG 120408 GH 29 27 | 478 | 96 08 ® E CNMGI20408 179 27 | 478 | 5 08 ® o [
CNMG 120412 GH 129 27 | 475 | 56 1.2 ® CNMGIZ0412 129 7 | 4768 | 5ig 12 A % ®
CNMG 120404 GM 129 127 478 o6 04 A A|lA| A CNME 120404 OMF 17.9 17.7 4R 1R 04 A A
CNMG 120408 GM 129 27 | 478 | ol 0.8 A o[le]| A E CNME 120408 OMF 129 127 | 478 | 5i8 08 ® ®
CNMG 120412 GM 129 27 | 478 | 96 1.2 A A|A| A CNME 120412 OMF 129 127 | 478 | 58 1.2 A A
CNMEG 120404 MA 23 | 127 | 478 [ 516 04 A el CNME (20404 BM 28 | 27 [ 478 | 56 | 04 A A(A[A
CNMG 120408 MA 129 27 | 478 | olb 0.8 x | CNMG 120408 BM 129 2.7 478 58 08 A A[A]X
CNMG 120412 MA 129 27 | 478 | 9B 1.2 A —— - CNME 120412 BM 129 127 | 478 | 58 1.2 A AlA|A
CNMG 120404 MD 129 27 | 475 | 9B 04 ] > i CNME 120404 GF 129 27 | 478 | I8 04 A A|lA|A
CNME 120408 MD 28 | 127 [ 478 | 56 08 | % i CNMG 120408 BF 28 | 127 | 478 | 5B 08 A A[A|A
CNME 120412 MD 129 127 478 a.lb 12 | i CNME 120412 GF 12 127 478 5.8 1.2 A A[A|A
CNMG 120404 MF 12.9 12.7 478 a6 04 A * Best Suitable Available A Only On Order @ Generally Available
CNMG 120408 MF 179 27 | 478 | 58 08 A
CNME 120412 MF 129 27 | 478 | 58 12 A
CNME 120404 MT 129 27| 478 | 5B 04 A
CNMG 120408 MT 179 127 | 476 | 5B 08 A
CNME 120412 MT 179 27 | 478 | 58 12 A
CNMG 120404 OMM 179 27 | 476 [ 56 04 ° A
CNMG 120408 OMM 129 27 | 478 | 5IB 08 ° ™
CNME 120412 OMM 179 27 | 478 | 58 17 ° A
CNMG 120404 OPM 129 27 | 476 | 58 04 A ) A A
CNMG 120408 OPM 129 27 | 476 | 58 08 ° ° A ®
CNMG 120412 DPM 79 27 | 476 | 58 12 A [ A °
CNMG 10408 OPM I/ I5875] B35 | B35 08 A ° A
CNMG 1G0GI2 OPM 16 I5875| 633 | B35 | 12 A A A
CNMG IG0BIG DPM 16 I5875] 635 | 635 | 15 A A A
CNMG 190612 OPM 19.3 1905 | B35 | 784 1.2 o
CNMG 130615 OPM 193 igos | B35 | 794 15 A
CNMG 190624 OPM 19.3 1905 | B35 | 794 24 A

* Best Suitable Available A Only On Order @ Generally Available
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GENERAL TURNING INSERT GENERAL TURNING INSERT
TURNING TURNING

TURNING INSERT ] TURNING INSERT
(Negative) (Negative)
ad
— woo )
n mmil n
Dimension
— Dimension Insert Shape Type = |
;CU Insert Shape Type L | NK S ;Cu
= L (el [ s [ e | r =
- WNMGOB044 GH B | 9525 | 476 38l 04 A o
DNME 110404 MD L6 9525 | 478 28l 04 WNMGOB0408 GH 65 | 9525 [ 476 38l 0.8 A
DNMG 110408 MD 16 9525 | 478 38l 0.8 WNMGOBD4IZ GH 65 | 9525 [ 478 38 1.2 A
DNMG 150604 MD 55 | 127 B35 | 5IB 04 WNMGO804D4 GH 87 | 127 478 516 04 A
DNME 150608 MD 55 | 127 B35 | GI6 08 WNMGOB0408 GH 87 | 127 478 516 08 o
DNMG 150612 MD 55 | 127 B35 | 5B 1.2 WNMGOBD4IZ GH 87 | 127 476 516 12 o
DNMG 110404 OMM L6 9525 | 476 38l 04 A WNMG 080404 MA 87 | 127 478 518 04 A
DNME 110408 OMM L6 9525 | 478 38l 08 ® WNME 080408 MA 87 | 127 476 518 08 ®
DNMG 150604 OMM 155 | 127 635 | GI6 04 A WNME 080412 MA 87 | 127 478 518 12 A
DNMG 150608 OMM 155 | 127 635 | GIB 08 ® WNME 060404 MD 65 | 9525 | 478 38 04 | >k
DNMEG 110404 DPM LG 9525 | 478 38l 04 ® WNMG DB0408 MD 65 | 9525 | 478 38l 08 | >k
DNMG 110408 OPM L6 9525 | 478 28l 08 A WNMG 080404 MD 87 | 127 478 58 04 | A
DNMG 110412 OPM 16 9525 | 478 38l 12 A WNMG 080408 MD 87 | 127 478 58 08 | >k o
DNMEIS0604 OPM 55 | 127 635 | GIB 04 AlA A WNMG 080412 MD 87 | 127 476 516 12 [ A
DNMGIS0608 OPM 155 | 127 B35 | 5lI6 08 @0 ® WNME 080404 MF 87 | 127 478 518 04 A A
DNMGIS06I2 OPM 155 | 127 B35 | 5B 12 Ale A WNMG 080408 MF 87 | 127 478 518 08 o A
DNME 150604 OPR 55 | 127 B35 | GIB 04 A A WNMG 080412 MF 87 | 127 478 5.6 1.2 A A
DNMG 150608 OPR 155 | 127 B35 | 5l6 08 ® A WNME 080404 MT 87 | 127 478 58 04 A
DNMG 150612 DPR 155 | 127 635 | 58 12 e A WNMG 080408 MT 87 | 127 478 58 0.8 A
DNMAISOB04 55 | 127 B35 | G5B 04 A A WNMG DB04I2 MT g7 | 127 478 518 1.2 A
DNMAIS0B08 155 | 127 635 | GIB 08 A ® WNME 0B0404 OMF B5 | 89525 | 478 3.8l 04 A|A
DNMAISOBI2 155 | 127 B35 | G5B 12 A A WNMG 060408 OMF B5 | 9575 | 478 3.8l 0.8 o|o|o
DNMG 150604 GM 155 | 127 B35 | G5B 04 A WNMG 080404 OMF 87 | 127 478 5.8 04 A|A
DNMG 150608 GM 155 | 127 B.35 | 5B 08 o WNMG 080408 OMF 87 | 127 478 5.6 0.8 AlA
DNMEG 150612 GM 155 127 B35 | GIB 1.2 A WNME 080417 OMF 87 | 127 478 56 1.2 Al A
*BestSuitahleAvaiIahleA Only On Order @ Generally Available WNMG 080404 OMM 8.7 12.7 476 4.6 0.4 A|A| A
WNMEG DB0408 OMM g7 | 177 478 516 0.8 OO
WNME 080412 OMM 87 | 127 478 516 1.2 AlA|A
WNME 0B0404 OPF 65 | 9525 | 478 3.8l 0.4 o i
WNMG DB0408 DPF 65 | 8575 | 478 38l 0.8 A d
WNMBO8DA4D4 OPF 87 | 127 478 516 04 A
WNMEOB0408 DPF 87 | 127 478 516 0.8 A
WNMEDB0AI? OPF 87 | 127 478 516 2 A AlA|A
WNMG 080404 DPM 87 | 127 478 516 04 e 0| X
WNME 080408 OPM 87 | 127 478 56 0.8 ® AlAA
WNME 080412 OPM 87 | 127 478 518 12 A O (AA ® A

* Best Suitable Available A Only On Order @ Generally Available
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GENERAL TURNING INSERT GENERAL TURNING INSERT
TURNING TURNING

TURNING INSERT TURNING INSERT s
(Negative) 21 (Negative) —
Wwoo ) A woo )
n Dimension Dimension n
d Insert Shape Type = Insert Shape Type @y =
P L oIC S oD r N L olL S oD r = o
= = = y4
CZ’ WNMG 080404 OPR 87 12.7 4R 516 04 @ A|X A TNMG 160404 CM 16.5 9.575 47R 3.81 04 A g
‘ WNMG 080408 OPR 87 12.7 478 olB 0.8 A|lO®| A () TNMG 160408 CM 16.9 9,975 478 3.8 0.8 ([ J
WNMG 080412 OPR 8.7 127 478 a.lb 1.7 A|(O®|A [ ) TNMG 160412 CM 16.9 9.575 478 3.8 1.2 A
WNMG 080404 PM 8.7 127 47R a.lB 04 |k TNMG 160404 CO 16. 9.575 47R 3.8 04 [ J
A WNMG 080408 PM 8.7 127 4.7R a.lb 08 |k TNMG 160408 GO 16.9 9.575 4R 3.8 (.8 @
WNMG 080412 PM 8.7 127 476 a.l6 1.2 A INMG 160412 Gl 16. 9.575 47R 3.8l 1.2 A
& WNMGOBDAD4 TK 8.7 127 478 a.l6 04 A TNMG 160404 FG 16.9 9925 478 3.8 04 A
ig}"-., WNMGORO4A0R TK 8.7 127 4R a.lB 08 o TNMG 160408 F& 16.9 9,575 476 3.8 08 A
e WNMGORDAIZ TK 8.7 127 4R a.lB 1.2 A TNMG 160412 FG 16.a 9.525 4R 3.8 1.2 A
WNMG 080404 T™ 8.7 12.7 4R a.lb 04 | A INMG 160404 FW 16.5 9.575 4TR 3.8 04 |
a WNMG 080408 TM 8.7 127 47k a.lb 08 | TNMG 160408 FW 16. 9.575 4TR 3.8 08 | X
WNMG 080412 T™ 8.7 127 476 a.lB 1.2 A TNMG 160412 FW 16.9 9.575 476 3.8 1.2 A
WNMA 060404 b.a 9025 | 476 3.81 0.4 A|lA|A TNMGIBO404 GH 16.8 9.575 478 3.8 04 A
ﬁ WNMA 060408 B.a 9525 | 476 3.8 0.8 A|lO®|A TNMGIBO408 GH 16.9 9.575 476 3.8 08 [ J
WNMA 060412 B.a 9.925 | 476 3.8 1.2 A|lA|A INMGIBO4IZ GH 16.9 9.575 478 3.8 1.2 ()
WNMA 080404 8.7 12.7 478 a.B 0.4 AlA|A TNMGZ20408 GH 77 12.7 478 a.lb 0.8 ( JK
WNMA 080408 8.7 12.7 478 516 08 AlO®|O® TNMGZ20412 GH 77 12.7 478 a.l6 1.2 A
WNMA 080412 8.7 12.7 478 516 |2 AlO®|O® TNMG 160404 GM 16.9 9.575 476 3.8 04 A AlA|O®
WNMGORDAD4 8.7 12.1 47k alf 0.4 A A TNMG 160408 GM 16.9 9.575 476 3.8 0.8 A OA|O
a WNMGOBD408 8.7 12.7 478 a.b 0.8 X A INMG 160412 GM 16.9 9.575 478 3.8 1.2 A AlA|O®
WNMGOBOAH? 8.7 12.7 4R 516 12 A [ J TNMG 160404 MA 16.9 9.575 478 3.8 0.4 D,
WNMGO80404 FW 8.7 127 4768 | 5I6 04 | A TNMG 160408 MA 6o | 3075 | 476 3.8l 0.8 X
‘ WNMGOBDAOR FW 8.7 12.1 478 a6 03 [ TNMEG |B0412 MA 16.9 9.575 478 3.4 1.2 A A
WNMGOBOAZ FW 8.7 12.7 478 5.6 1.2 A TNMG 160404 MF 16.9 9.575 478 3.8 04 A
WNMGORDA04 BM 8.7 127 476 3.8 04 A A A TNMG 160408 MF 16.9 9.575 478 3.8 0.8 d
2 WNMGORDAOR BM 8.7 12.7 478 3.8 08 A A A INMG 16042 MF 16.9 9.575 47k 3.81 1.2 A
il WNMGOB0AI2 BM 8.7 [2.7 478 28l 1.2 A A A TNMG 160404 MT 65 | 8523 | 4T 3.8l 0.4 A
WNMGOBD404 GM 8.7 12.7 478 38 0.4 A A A INMG 160408 MT 16.9 9.575 478 3.8 0.8 ()
o WNMGOB0408 GM 8.7 12.1 478 3.8l 0.8 A A A TNMG IBO412 MT 16.9 9.575 478 3.8 1.2 A
i WNMGORDAIZ GM 8.7 121 478 3.8 12 A A A TNMG 160404 OMM 16.9 9.575 478 3.8 0.4 (4 A
e WNMG 080404 CM 87 19.7 4R 38 04 A INMG 1E0408 OMM 16.9 9.575 4R 3.8 0.8 ® A
WNMG 080408 CM g7 27 4R 291 18 o TNMG 160412 OMM 65 | 9525 | 478 3.81 .2 A A A
WNMG 080417 CM 87 7.7 4R 29 17 A INMG 160404 OPM 16.9 9.575 478 3.8 04 ®(A|® X
. WNMG 080404 CQ 8.7 127 47k 3.8 04 A INMG 1R0408 OPM 16.9 9.575 478 3.8 0.8 o(of® X
a WNMG 080408 Gl 8.7 127 47R 3.8 0.8 A INMG 10412 OPM 16.9 9.575 47k 3.8 1.2 AlA|® A
= WNMG 080412 GO 8.7 127 4R 3.8 12 A INMG 160404 DPR 16. 9.575 47R 3.8 0.4 A X A
WNMG 080404 FG 8.7 121 4Th 3.8 04 A INMG 1E0408 DPR 16.5 9.575 478 3.81 0.8 ® X A
@ WNMG 080408 FG 87 127 47k 3.8 08 A INMG 160412 OPR 16.9 9.575 476 3.8 1.2 e e A A
WNMG 080412 FG 8.7 12.7 47R 3.8 |2 A INMG 220408 DPR 27 127 478 alf 0.8 A A
* Best Suitable Available A Only On Order @ Generally Available TNME 220417 OPR 27 127 476 a6 1.2 AlO® A
* Best Suitable Available A Only On Order @ Generally Available
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A
=
4
®

TURNING

TURNING INSERT

GENERAL TURNING INSERT

GENERAL TURNING INSERT

TURNING

OO’

(Negative)
S\
woo ) ‘
Dimension
Insert Shape Type
L 2IC S %1} r
TNMG 160404 PM 16.9 9.575 478 3.8 04 | A
TNMG 160408 PM 16.5 9.575 478 3.81 08 |[>
TNMG 160412 PM 16.9 9,575 478 3.8 1.2 A
TNMG 160404 T™ 16.9 9.575 478 3.8 04 | @
TNMG 160408 T™ 16.9 9.578 478 3.8 08 | @
TNMG 16042 T™ 16.9 9.578 478 3.8 12 ()
TNMGIB0404 U 16.9 9.575 478 3.8 04 AlA
TNMGIBO408 U 6.9 9,575 478 3.8 08 Al@®
TNMGIBO412 U 16.0 9.575 478 3.8 1.2 Al®
TNMA 160404 16.9 9.575 478 3.8 04 X |Al|l®
TNMA 160408 16.9 9,375 478 3.8 0.8 x| o|®
TNMA 160412 16.9 9.578 478 3.8 1.2 x| ®|®
TNMG 160404 16.9 9.578 478 3.8 0.4 AlO®|A
TNMG 160408 16.3 9.578 478 3.8 0.8 X |Al|l®
TNMG 160412 16.9 9.575 478 3.8 1.2 AlAle®
TNMG 160404 DPF 6.5 9.578 478 3.8 0.4 (]
TNMG 160408 OPF 16.5 9,575 478 3.8 0.8 (]
TNMG 160412 OPF 16.9 9.575 478 3.8 1.2 A
TNMG 160404 MF? 16.9 9.579 478 3.8 0.4 A A
INMG 160408 MF2 16.9 9.575 478 3.8 0.8 ® x
TNMG 160412 MF2 16.5 9.575 478 3.8 1.2 A A
TNMGIB0404 MD 16.9 9.573 478 3.8 04 | >
INMGIBO408 MD 16.9 9.573 478 3.8 08 | >
TNMGIBO41Z MD 16.9 9.575 478 3.8 12>
TNMGIB0404 GF 16.9 9.575 478 3.8 0.4 A A A
INMGIB0408 GF 16.5 9.575 478 3.8 0.8 A A A
TNMGIBO4IZ GF 6.3 9.573 478 3.81 1.2 A A A
; INMGIE0404 BM 16.5 9.575 478 3.8 0.4 A A A
*"'}“* TNMGIBO408 BM 16.5 9.575 478 3.8 0.8 A A A
—— TNMGIBO4L? BM 65 | 9575 | 478 | 38 12 A A A
* Best Suitable Available A Only On Order @ Generally Available

A22

TURNING INSERT @I.C
(Negative)
N )
Dimension
Insert Shape Type
L 2IC S 2D r
SNME 120404 MD 127 127 478 alg 04 | A
SNMG 120408 MD 127 127 478 16 08 [k
- SNMG 120412 MD 127 127 478 alg 12 X
- : SNMG 190608 MD 19.1 191 6.3 7194 08 | A
SNMG 130612 MD 9. 19 6.35 134 12 A
SNMG 120404 OPM 12.7 127 478 alg 04 A A
SNMG 120408 OPM 127 127 478 516 08 A [ ] o
- SNME 120412 OPM 12.7 127 478 alg 12 A o A
SNME 130608 OPM 19 19. 6.3 734 0.8 A A A
SNMG 130612 OPM 19 19 6.3 134 12 A A 3
" SNMG 120404 OPR 127 127 478 alg 04 A A A
‘o SNMG 120408 OPR 12.1 127 478 a6 08 A A A
e SNME 120412 OPR 7 | 27 | 4% | 55 | 12 Al [A AlA
SNMA 120404 127 127 478 alB 04 Alo|A
SNMA 120408 127 127 478 alf 08 AlOo|A
E SNMA 120412 127 121 478 a6 12 Alo|A
SNMA 120416 12.7 127 478 a6 16 A
SNMG 120404 127 127 478 a8 04 [
‘ SNMG 120408 12.7 127 478 a8 0.8 [)
SNME 120412 12.7 127 478 a6 1.2 o
= SNMGI20404 BM 12.7 12.7 478 016 0.4 A A A
SNMGI20408 BM 12.7 12.1 478 a6 0.8 A A A
 ace. SNMGI20417 BM 12.1 121 476 a8 1.2 A A A
§ SNMGI20404 GM 12.7 12.7 476 a6 04 A A A
{ N SNMGI20408 GM 12.1 12.7 478 a8 0.8 A A A
—_— SNMGI20412 BM 27 | 127 | 478 | s | 12 A A A
* Best Suitable Available A Only On Order @ Generally Available

A23

ONINYNL ==




—
c
A
=
4
®

TURNING

TURNING INSERT

GENERAL TURNING INSERT

(Negative)
woo )
Dimension
Insert Shape Type
L olC S oD r

VNMG 160404 MD 66 | 8525 | 478 3.8 04 |k
VNMG 160408 MD 66 | 9523 | 476 3.8 08 [x
VNMG 160412 MD I6.6 | 8525 | 478 38l 12 >
VNMG 160404 OPM 66 | 9523 | 476 3.8l 0.4 d B ®
VNMG 160408 OPM 6.6 | 8525 | 476 3.8 0.8 o * L]
VNMG 160412 ORPM 6.6 | 8525 | 478 3.81 1.2 A A A
VNMAIG0404 66 | 857256 | 478 3.8l 04 A
VNMAIGD4D8 66 | 8525 | 478 3.81 0.8 A A
VNMAIED412 66 | 9525 | 478 3.8 1.2 A A
VNMG 127302 124 | 8525 | 397 285 0.2 Al A A
VNMG 127304 24 | 9320 | 397 2.85 04 Al A
VNMG 127308 124 | 83725 | 387 285 08 Al A
VNMEIBDA4D4 OPF 6.5 | 9575 | 4T6 3.8l 0.4 A x
VNMEGIRDA408 OPF 166 4820 | 476 3.8l 0.8 ® X
VNMEGIRD4I? OPF 16.6 4820 | 476 3.8l 12 A A
UNMEIBDAD4 EM 6.5 | 85825 | 476 38 0.4 A A A
UNMEIBDADR GM 166 | 8525 | A4T6 3.8l 0.8 A A A
VNMBIBDAL? GM 66 | 9525 | 476 3.8 1.2 A A A
VNME {EDAD4 BE 66 | 8525 | 476 38 0.4 A AlA|A

e YNME [ED4D8 BE 66 | 8525 | 4T 3.8l 0.8 A ®|A|[X
VNME (B4 BF 6.6 | 95875 | 476 38l 1.2 A A|A[A

* Best Suitable Available A Only On Order @ Generally Available

A24

GENERAL TURNING INSERT

TURNING INSERT

TURNING

oo

(Positive) >
oo )
Dimension
Insert Shape Type =
L 2l.C S %]l r N
(=
COMT 060202 FW B4 | B35 238 28 02 A
D CCMT 060204 FW B4 | B35 2.38 28 04 [A %
- CCMT 0BO208 FW B4 | B35 238 28 08 [ A
CCMT 097302 FW 97 | 8525 | 3497 4 02 |[A A
D CCMT 097304 FW 97 | 9525 | 307 44 04 [ *
' CCMT 097308 FW 97 | 9525 | 397 44 08 | % %
CCMT 060202 MD B4 | B35 238 28 02 | A A
u CCMT DB0204 MD 64 | B35 238 28 04 | A °
CCMT DB0208 MD B4 | B35 238 28 08 |[A A
CCMT 097302 MD 97 | 9525 | 3497 44 02 |A A
CCMT 097304 MD 97 | 9525 | 3497 44 04 [ A *
CCMT 097308 MD 97 | 8575 | 3497 44 08 | A X
CCMT DRO202 OTF B4 B.35 2.38 28 0.2 A A
CCMT DB0204 OTF B4 | B35 238 28 04 ® %
CCMT DB0708 OTF B4 | B35 2.38 78 08 A A
CCMT 097302 OTF 97 | 9575 | 3497 4k 07 A A
CCMT 097304 OTF 97 | 8525 | 397 m 04 A X
CCMT 097308 OTF 97 | 8575 | 397 bk 08 A X
CCMT 060202 OTM B4 | B35 738 28 02 A A A A
ﬂ CCMT 060204 OTM B4 | B35 2.38 28 04 A A A )
_ CCMT 060208 OTM B4 | B35 2.38 28 08 ® i b3 A
CCMT 097302 OTM 97 | 8575 | 3497 44 02 A A A A A
CCMT 097304 DIM 97 | 8575 | 3497 b4 04 A o % A )
CCMT 097308 OTM 97 | 9575 | 397 44 08 A o X A )
CCMT 060202 OTR B4 | B35 238 78 02 A A A
CCMT DRO204 OTR B4 | B35 2.38 78 04 A A A
CCMT 0B0208 OTR B4 | B35 2.38 28 0.8 A A A
CCMT 097302 O1R 97 | 9575 [ 397 44 02 A A A
CCMT 097304 OTR 97 | 95725 [ 397 b4 0.4 A A A
CCMT 097308 O1R 97 | 9575 [ 397 44 08 o o A
CCMI 060202 HE B4 | B35 2.38 78 02 A AlA|A
1 CCMT 060204 HE B4 | B35 238 78 04 A AlA|A
|.ﬂ’ CCMT 050708 HF B4 | 635 | 238 | 28 | (8 A AlA A
| CCMT 0971302 HE 97 | 85725 [ 397 4k 02 A AlA|A
— CCMT 097304 HE 97 | 9575 | 397 44 04 A AlA|A
CCMT 097308 HE 97 | 9575 | 397 44 13 A AlA[A
CCMT DB0202 HM B4 | B35 [ 238 28 02 A A|A[A
CCMT DB0Z04 HM B4 | 635 [ 238 28 04 A A|A[A
CCMT DB0208 HM B4 | B35 [ 238 28 08 A AlA[A
CCMT 097302 HM 87 9525 | 397 4 02 A AlA[A
CCMT 097304 HM 97 9525 | 297 4 04 A O (A A
CCMT 097308 HM 97 9525 | 297 hi 08 A ®[A|A

* Best Suitable Available A Only On Order @ Generally Available

A25
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TURNING

TURNING INSERT

GENERAL TURNING INSERT

(Positive)
Qd -
imuil
Dimension
Insert Shape Type =
L | I8 S %1} r =
(=9
OCMT 070202 Fw 18 6.35 2.38 28 012 | A A
DCMT 070204 FW 18 5.35 2.38 28 04 | A A
DCMT 070208 FW 78 §.35 2.38 18 08 | A A
ﬂ DCMT IT302 FW 1.6 9.975 397 b4 02 | A A
OCMT T304 FW 1.6 5.578 397 44 04 | A A
OCMT IT308 FwW 1.6 4.978 387 b4 08 | A A
OCMT 070207 MD 78 | B35 238 | 78 02 | A A
DCMT 070204 MD 78 5.35 2.38 18 04 | A A
DCMT 070208 MD 78 §.35 2.38 28 08 | A A
OCMT HT302 MD 1.6 3.978 387 44 02 | A A
DCMT 1T304 MD 1.6 4.575 387 44 04 | % A
DEMT ITS08 MD 1.6 3.575 3.47 44 08 [> A
DCMT 070204 OTM 1.8 5.35 2.38 18 04 A A A
DCMT 070208 OTM 18 6.35 2.38 18 0.8 A X A
DCMT 1T304 OT™ 1.6 9.575 397 44 0.4 ® A A
DCMT IIT308 OTM 1.6 d.02a 3.97 44 0.8 A X A
DCMT 070204 OTR 18 B.35 2.38 18 04 A A A
DCMT 070208 OTR 18 6.35 2.38 18 0.8 A A A
DCMTT302 OTR 1.6 9.578 3497 b4 02 A A A
DCMT 1T304 OTR 1.6 3.978 3.87 b4 04 A A A
DOMT 1T308 OTR 1.6 4.978 3487 44 0.8 A A A
DCMT 070204 OTF 78 B.35 2.38 28 04 A %
DCMT 070208 OTF 18 5.35 2.38 28 0.8 A A
DCMT 1T304 OTF 1.6 9.978 397 44 04 A X
DCMT1IT308 OTF 1.6 3.575 3.97 44 0.8 A A
DCMT 070204 HF 78 B.35 2.38 2.8 0.4 A AlA|A
DCMT 070208 HF 1.8 6.3 2.38 2.8 0.8 A A|A|A
DCMT 1T302 HE 1.6 9.575 397 b4 0.2 A A|A|A
DOMT 1T304 HF 1.6 9.975 347 44 0.4 A A|A|A
DCMT 1T308 HF 1.6 9.575 397 44 0.8 A A|A|A
DCMT 0707204 HM 7.8 B.33 2.38 2.8 0.4 A A|A|A
DCMT 070208 HM 1.8 6.35 2.38 2.8 0.8 A A|A|A
DCMT 1T302 HM 1.6 9.575 397 44 0.2 A A|A|A
DOMT 1T304 HM 1.6 9.575 347 44 0.4 A AlA|lA
DCMT IT308 HM 1.6 9.575 397 44 0.8 A A|A|A

A26

* Best Suitable Available A Only On Order @ Generally Available

GENERAL TURNING INSERT

TURNING INSERT

TURNING

(Positive)
oo )
Dimension
Insert Shape Type
L 2l.C S %)) r
VBN 150404 ND 65 | 9525 | 478 | 44 | 04
0 VBN IG0408 MO B5 | 9505 | 476 | 44 | 08
VBNT 1G041Z MD 65 | 855 | 476 | 44 | 12
VBNT 160404 OTF 5 | 9555 | 478 | 44 | 04 A A
0 VBNT 150408 OTF 65 | 8505 | 47 | 44 | 08 ° A
VBNT 1B041Z OTF 65 | 955 | 478 | 44 | 12 A A
VBNT 160404 0T 65 | 9525 | 476 | 44 | 04 A A A
’ VBNT 10408 0TV 65 | 9525 | 478 | 44 | 108 A * A
VBNT 180412 07N 65 | 9525 | 478 | 44 | 12 A A A
VBNT 150404 OTR 65 | 9525 | 478 | 44 | 04 A A A
W VBNT 160408 OTR 65 | 9525 | 478 | 44 | 08 ° * A
VBNT 160412 OTR 65 | 9525 | 478 | 44 | 12 A A A
; VBNT 150404 HM 65 | 9525 | 478 | 44 | 04 A AlAlA
7 VENT 160408 HN 5 | 8575 | 478 | 44 | 08 A| |AlAla
VBNT 10417 HM 65 | 9525 | 478 | 44 | 12 A AlA[A

* Best Suitable Available A Only On Order @ Generally Available
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TURNING

GENERAL TURNING INSERT

TURNING INSERT

GENERAL TURNING INSERT

TURNING

aI1.c

(Positive)
Simmil|
Dimension
Insert Shape Type =
L ol.C S 5] r N
(=1
SCMT DIT304 MD 0525 | 9525 | 397 | 44 04 | A A
SCMT 037308 MD 0525 | 9525 | 397 | 44 18 | A A
SCMT 120404 MD 21 | 127 476 1° 55 | 04| A A
SCMT 120408 MD 1 | 127 476 | 556 | 0B | A A
SCMT 120417 MD 21 | 127 176 | 556 | 12 | A A
SCMT D3T304 OTF 0525 | 9525 | 397 | 44 04 A A
SCMTOAT3080TF | 9525 | 9525 | 397 [ 44 08 A A
SCMT 120404 OTF 1 | 17 476 | 556 | 04 A A
SCMT 120408 OTF 1 | 127 478 | 556 [ 08 A A
SCMT 120412 OTF 1 | 127 478 | 556 [ 12 A A
SCMTDaTRnA M | 95 | 9525 | 397 | 44 04 A A
seuroarang ot | 95 | 9525 | 397 | 44 08 0 A A
SCMTI20404 OTM 1 | 127 478 | 556 [ 04 A A °
SCMTI20408 OTM 7 | 127 478 | 558 | 0B A A A
SCMTIZ0412 OTM 01 | 127 478 | 556 [ 12 ° A A A
seMToaTans ot | 9525 | 9525 | 397 | 44 04 A A A
semroarangorR | a5 | 9525 | 397 [ 44 08 o A
SCMT 120404 OTR 1 | 17 478 | 556 | 04 A A
SCMT 120408 DTR 1 | w7 478 | 556 | 08 ® A
SCMT 120417 OTR 1 | 17 476 ] 558 | 12 A A
SCMT D3T304 HF o575 | 9575 | 397 | 44 04 A AlA[A
SCMT 037308 HE 9595 | 9595 | 297 | 44 08 A A|lAA
SCMT (20404 HF 1| w7 478 | 558 | 04 A A|lAA
SCMT 120408 HF 7 | 127 476 | 556 | 0B A AlA[A
SCMT 120412 HF 07 | 127 478 1556 1 12 A A[A[A
SCMT D3T304 HM o595 | 9595 | 387 | 44 04 A A|lA[A
SCMT D3T308 HM o575 | 9595 | 397 | 44 08 A o|A[A
SCMT 120404 HM R1 | 127 478 | 556 | 04 A A|lA[A
SCMT 120408 HM 7 | 127 478 | 556 [ 08 A o|A|A
SCMT 120412 HM 7 | 127 478 | 558 | 12 AlA

TURNING INSERT g
(Positive) —|
Q- [— i+
o0 ) 7
Dimension
Insert Shape Type
L ol.C S %)) r
TCMT 090204 W 08 | 556 | 248 | 25 04 | A
TGNT 090208 FW 05 | 5568 | 238 | 25 18 | A
TCMT 110204 FW m B35 | 238 | 28 04 | A
TCMT 10208 FW m B35 | 228 | 28 03 | A
TCMT 161304 FW 5 | 9505 | 397 | 44 04 | A
TCMT IBT308 FW 16.5 0575 297 bk 0.8 A
TCMT 090202 MD 05 | 558 | 238 | 25 17 | A A
TCMT 090204 MD 06 | 556 | 238 | 2& 04 | A A
TCMT 090208 MD 06 | 556 | 238 | 24 08 | A A
TCMT 110202 MD m B35 | 238 | 28 012 | A A
TEMT 10204 MD m B35 | 238 | 28 04 | A A
TCMT 110208 MD m B35 | 238 | 28 018 | A A
TCMT IBT304 MD 65 | 9525 | 397 | 44 04 [ % X
TEMT IBT308 MD 65 | 9525 | 397 | 44 08 [ % X
TCMT IBT312 MD B5 | 9505 | 397 | 44 12 |TA A
TCMT 090202 OTM 96 | 558 | 238 | 25 07 A A A
TCMT 090204 OTM 96 | 556 [ 238 [ 25 04 A o A
TCMT 090208 OTM 96 | 558 [ 238 [ 25 08 A ® A
TCMT 10202 OTM m B35 | 738 | 78 07 A A A
TCMT 110204 OTM [ 35 | 238 [ 28 04 A X A
TCMT 10208 OTM [ 535 | 238 28 0.8 A X A
TCMT IBT304 OTM B5 [ osp5 [ 397 | 44 04 ° X A
TCMT 167308 OTM 8.5 0595 | 207 m 0.8 A % A
TOMT IBT312.07M B5 | gsp5 | 397 | 44 17 A A A
TCMT 090204 OTF 96 | sse | 238 | s 04 A A
f TCMT 090208 OTF 96 | 555 [ 238 | 25 08 A A
, TOMT 110204 OTF [ gas | 238 | 21 04 A A
y : ﬂ TCMT 110708 OTF [ 3 | 238 °| 28 08 A A
e——— TCMT IBT304 OTF 6.5 | 9525 | 387 44 04 o A
TCMT IBT308 OTF 65 | 9525 | 397 [ 44 08 A A
TCMT 090204 H 06 | 556 | 738 | 75 04 A A[A[A
. TOMT 030208 HF 86 | 656 | 238 | 75 [ 08 A| |AlA[A
- TOMT 110204 HF I 835 [ 738 | 78 04 A A(A[A
g TCMT 110208 HF [ Ras | 238 | 28 | 08 A ATATA
_ TCMT (B304 HF 65 | ggos | 397 | 44 04 A AlATA
TCMT 161308 HF ®5 | 9525 [ 397 | 44 08 A AlAA
TCMT 090204 HM 98 556 [ 238 25 04 A AlA|A
TCMT 090208 HM 08 | 556 | 238 | 25 08 A A[ATA
o~y TOMT (10204 HM I B35 | 238 | 28 04 A A[A[A
-0 TCMT 110208 HM I B35 | 738 | 28 08 A A|A|A
TCMTIBT304 HM B5 | 9525 | 397 | 44 04 A A[A[A
TGMT IBT308 HM B5 | 9525 | 397 | 44 08 A A|A[A

A28

* Best Suitable Availabl

A

nly On Order @ Generally Available

* Best Suitable Available A Only OnOrder @ Generally Available

A29

ONINYNL ==




TURNING

TURNING INSERT

GENERAL TURNING INSERT

(Positive)
o0 )
n Dimension
- Insert Shape Type =
= L 2l.C S 2D r &
Z (=9
% TPGH 06O10Z-L b4 397 1,99 2.2 0.2 A
TPGH 080202-L 84 478 2.38 2.3 0.2 A
TPGH 080204-L 84 478 2.38 2.3 0.4 A
TPGH 090202-L 96 a.ab 2.38 28 0.2 A
TPGH 090204-1 96 a.08 1.38 28 04 x
TPGH 110302-L If 6.35 318 3.8 0.2 A
TPGH 110304-L If 6.35 3.8 3.8 0.4 X
* Best Suitable Available A Only On Order @ Generally Available
TURNING INSERT
(Positive) . +-c
L 13
X4
W ) 575
Dimension
Insert Shape Type
L ol.C S %)) r
a WBGT 060102-L 6.4 3.97 |.a9 2.3 02
WBGT 060104-L 6.4 3.97 1.a9 23 02

* Best Suitable Available A Only On Order @ Generally Available

ALUMINUM SERIES

GRADES SPECIFICATION

Best Suitable Grade in all kind of NON Ferrous material for excellent Machining for Free cutting. For Mirror
finishing in Aluminum, Copper, Brass as well as other Soft material.

The premium Suitable Grade in all kind of sub-micron grain, suitable for the continuous and interrupted
finishing of NON Ferrous metal. For Super Mirror finishing in Aluminum, Copper, Brass as well as other
Soft material.



ALUMINUM TURNING INSERT ALUMINUM TURNING INSERT
TURNING

TURNING INSERT
(Negative)

TURNING INSERT

(Positive) :
OO ) 0o ) :
Dimension ALUMINUM INSERT Dimensian ALUMINIM INSERT
Insert Shape Type — =
= = Insert Shape Type _ - —
c = = =
2 o el B ' = = L{oc| s |a| r| s 5 5 5
cz> CNMG 120404 AK | 12.9 | 127 476 | alb 0.4 ) * AT A R AT 77 7 Y * Gz)
e e e TR : - Ttz 0 [0 [6%5 [ 7% [ 76 [ 04 | 7 o *
e ST ) A TR i . : )[R UCIIVIVOLIGH LA R S0 L ® x
I ' ' ' CCGT 097302 AK |97 | 3675 | 387 | 44 | 02 7’ o *
* Best Suitahle Availble A\ Only On rder @ Generally Availzble CCET 097304 A1 9.7 19525 397 Ik 04 T ° *
& — CCGTO9T308AK |87 | 9525 | 8487 | 44 | 08 | 7 ® *
j S | CCGTI0404AK | 128127 | 476 | 556 | 04 | 7 ° X
”"C ﬁ CCGT 170408 K | 123|127 | 476 | 556 | 08 | T ® x
™ EIIZI] LIR ol CCGT0B0702H |64 | 685 | 28 | 28 | 07 | 7 o *
: | CCGT 0B0204LH | 64 | 635 238 | 28 0.4 7 [ J X
L CCGTOROZ08LH |64 (635 | 238 | 28 | 08 7 ° %
Dimension ALUMINUM INSERT ) CCET TS0z 157 1855 | 397 | 44 W 7 - x
s Type _ - CCOTD3Ta04LH |87 | 9575 | 397 | 44 | 04 | 7 ° *
L] et r = = CCGTOST308LH |97 | 9575 | 387 | 44 | 08 | T ° *
COGT 120404 LH [ 128 127 476 | bab | 04 T [ ) x
IMGIEMDAA_1 B0 o L 20 L 50 = d X CCGTI20408LH | 128127 | 476 [ 55 [ 08 [ 7 0 X
b L :E; gggg 2;5 gg: SE e : *HestSuilahIeAvailahle‘l]nlyI]nﬂrder.ﬁenerallyl\vailahle
TNMG 160404 [H Al d : . : ()
TNMG 60408 LH | IR | 9.025 | 476 | S48 0.8 () * s
* Best Suitable Available A Only On Order @ Generally Available ro U
S 8t 4
Too )
Qd 70 g
WNCIC ] T+ Dimension ALUMINUM INSERT
Insert Shape Type = =
Dimensian ALUMINUM INSERT e R N U g2 2
AR Type - = TCGTO0202AK | 96| 556 | 238 | 25 | 02 [ 7 A A
L|olb| S %)) r = E TCGT 090204 Ak | 96| 556 | 238 | 25 0.4 T A A
_‘@‘ TCBTI0204AK | W[ B35 [ 3B [ 28 [ 04 [ 7 O X
WNME DB0404 AK | 6.5 | 9.825 [ 476 | 38l 0.4 A A TCET 107208 AK TIE5 3 [ 78 08 7l °® X
A WNMG DB0408 AK | B8 | 9.825 | 476 | 38 0.8 A A AT L R R Y 3% 7 T 5
L WNME 080404 AK | 87 | 127 | 476 | 56 04 A A ol : :
— i A R B i TCGT I6T304AK [ 165] 8525 | 387 [ 44 [ 04 [ 7 ° x
N N 5 BT T 1 2 (AT Y N L L o *
WAMG 00408 LH | 65| 575 | 476 | 34 08 A A 10T 090202LH |96 | 236 | 238 | 95 | 07 | 7 A A
T R A O T A 2 06T 09020410 | 86| 556 | 238 | o5 | 04 [ 7 A A
WAMG 080408 LH | 87 | 27 | 476 | 5F 08 A A TCETHOZ041H | W | 633 | 318 | 98 | 04 | 7 A A
—— ' : : Y'Y . éésé TCGTNOZ08LH | W [ 635 [ 3B [ 9g | 0B [ 7 A A
4K Best Suitable Availzhle. A\ Dnly On Order @ Generally Available TCET IBT302 L B51 955 [ 397 i 07 7 ° *
TCGTIBT304LH |16 3820 | 387 | 44 0.4 7 o X
TCGTIBT308LH  [16.5] 820 | 397 | 44 [ 08 | T A A

* Best Suitable Available A Only On Order @ Generally Available

A32 A33
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TURNING

TURNING INSERT

ALUMINUM TURNING INSERT

(Positive)
oo )
Dimension ALLUMINUM INSERT
Insert Shape Type _ -
L | olC S 2D r a § E
) DCGT 070202 AK |78 | 632 | 238 | 28 02 7’ A A
i DoeTO70204AK |78 [ B35 [ 238 | 28 04 7 ° *
DCBT 1T304 AK 6| 8.8525 | 3837 | 44 04 7 o %
DCGTIT30R AK | 1B | 9.525 | 387 | 44 0.8 Va o x
e DCGT O702021H | 7.8 | B.35 2.38 28 0.2 7 [ ) X
g RN I L ° r
DCGT T304 LH W6 | 98625 | 387 | 44 0.4 i o X
DCGT NT308 LH 6 |9825 | 387 | 44 0.8 T o %
* Best Suitahe Available A Only On Order @ Generally Avalable
oo )
Dimension ALLMINUM INSERT
Insert Shape Type _ -
L | olC S @D r a § =
=9
. VCGT 1T304 AK Il | 635 318 | 28 04 7 A A
f VECGT IT308 AK Il | 633 3l | 28 0.8 7 A A
" VCGT 160402 AK | 166 | 9.525 | 476 | 44 02 7 Y A
P VCGT 160404 AK | 166 | 9.825 | 476 | 44 04 7 o A
H'@'H VCGTIGOA0GAK |G| 09525 | 478 | 44 | 08 | 7 ° A
&~ VCGT HT304LH [ [ 635 [ 318 [ 28 | 04 [ 7 ° *
VCGT (T308 LH Il | 635 3l | 28 0.8 7 [ J X
) VCGTI604021H | !66| 9.525 | 476 | 44 02 7 Y X
\5’ VCGTI604041H |66 | 9.525 | 476 | 44 04 y! Y X
VCGT 160408 (H |66 | 9.920 | 476 | 44 0.8 T o X
VCGT 220530 LHC | 22 | 127 586 | 58 3 70 ® ™

A34

* Best Suitable Available A Only On Order @ Generally Avalable

TURNING c:rver series

GRADES SPECIFICATION

PC30  Is Cermet Inserts Suitable for free cutting Material Specially for fine finishing

PC30H |5 the premium coated grades Suitable for free cutting Material Specially for fine finishing




CE E ] G INSE CE E ] = ]\)=1{
T“RNI"G RMET TURNING INSERT RMET TURNING INSERT T“R"I"G

TURNING INSERT TURNING INSERT
(Negative) (Negative) —
@ d @i+
n woo ) s OO ) 5 n
= =
2 Dimension CERMET GRADE Dimension CERMET GRADE §
z Insert Shape Type = Insert Shape Type = z
@ L] s | o ' = 5 L|aL| s | o : 5 5 @
o = =5 -
UNMGIRD4D4FG | IBE| 3.025 | 476 | 3.8 0.4 o A CNMG 120404 FG | 129 127 | 476 | alB 0.4 ) A
” UNMBIED408 FE | 166 9.525 | 476 | 38! 08 A A CNMG (20408 FG [ 129 ) 127 | 476 | alb 08 ® A
l UNMGIGO404MT | 166 | 9.825 [ 476 | 3.8 04 A A ONMG 120404 MT | 128 127 | 476 | alB 04 o A
UNMGIED408 MT | 166 | 9.525 | 476 | 3.8l 08 o A CNMG 120408 MT | 128 127 | 476 | 516 0.8 ™Y A
* Best Suitable Available A\ Only On Order @ Generally Available * Best Suitable Avalable A Only On Order @ Generally Availatle
S S
- gd
mmil WNCIC ] T
Dimension CERMET GRADE Dimension CERMET GRADE
Insert Shape Type = = Insert Shape Type = =
L|elk| 8 | ob r E 2 L|el| § | ob r & =
TNMG 60404 FG | IR.a| 9823 | 476 | 348l 0.4 [ ] A WNMG ORD404FB | B.5 | 9525 | 476 | 3.8 0.4 A A
TNMG 160408 F6 | 16.5| 9.020 | 476 | 3.8l 0.8 o A b WNMG DB0408 FG | B[ 9525 | 476 | 38! 0.8 A A
TNMG 160404 MT | 1B.8| 8.525 | 476 | 348l 04 [ A WNMG 080404 FG | 87| 127 | 476 | 3.8 04 @ A
TNMG 160408 MT |16 | 3870 | 476 | 338l 0.8 @ A WNME 080408 FG | 87| 127 | 476 | 3.8l 0.8 o A
K Best Suitable Availle A Orly On Order @ Benerally Avalae WNMG DBO4D4MT | 6.5 | 95823 | 476 3.8 0.4 [ ] A
WNMG OBO40BMT | 6.5 | 9525 | 476 | 38l 0.8 ™Y A
WNMG 080404 MT | 8.7 | 127 476 | 3.8l 0.4 o A
WNMG 080408 MT- [ 8.7 | 127 476 | 38! 0.8 o A

* Best Suitable Availablz A Only On Order @ Generally Available

A36 A31



CERME U G INSE CERME U G INSE
T“RNI"G RMET TURNING INSERT RMET TURNING INSERT T‘.IR"ING

TURNING INSERT TURNING INSERT
(Positive) (Positive) s
/

C I L =
2 []iITIEI'ISiUI'I EERMET ERA[]E I]llTIEI'ISII]I'I EERMET ERAI]E 2
= Insert Shape Type - =
S Insert Shape Type o g 0 i E E L | oo g o0 ; E E P

I £3 ¥ &

g CCMT ORO204 FG | B4 | B.35 238 | 28 0.4 o A TBGT 060102-L B4 1 387 | 188 | 22 0.2 ® A

GOMT 097304 FG | 9.7 | 3020 | 397 | 44 04 P A ﬁ TPGX 080202-L |84 | 476 238 | 23 0.2 ® A

e Y COMTOST308F6 |97 | 5555 | 397 | 44 03 ° A TPCX0B0704-L  f85 476 | 238 | 23 0.4 ® A

TOMT OB0204 MT 184 [ B.35 778 | 78 04 A N P TPEX 090202-L 96| 956 | 238 | 28 0.2 o A

ﬁ COMT 097304 MT | 9.7 | 8.825 | 387 | 44 0.4 o A [ TPGX 030204-L 96| 5ab | 238 | 28 0.4 ® A

CCMT 097308 MT |97 | 8920 | 387 | 44 0.8 ® A ﬁ-.l TPGX 110302-L I 63n | 318 | 38 0.2 o A

* Best Suitable Availablz A\ Only On Order @ Generally Available TPGX 110304-L I B.35 3.8 3.8 04 L A

* Best Suitabe Available A Only On Order @ Generally Avalable
oo )
Dimensian CERMET GRADE WBCICT ]
Insert Shape Type = =
L | olC S %1 r g o Dimension CERMET GRADE
(=9
Insert Shape Type

DCMT O70204FG |78 | 630 | 238 | 28 0.4 A A P | L ool - o0 . E E

DCMT 1T304 FG 6] 80620 | 397 | 44 0.4 P A a &

DOMTHT308FG | I16 ) 9025 | 837 | 44 0.8 hd A A WBGT0BOIZ-L (6.2 | 397 [ 158 | 23 0.2 ® A

OCMT 070204 M7 |78 | B.3a | 238 | 28 0.4 (] A 3 WBETOBOID4-L (B2 | 347 | 159 2.3 0.4 Y A

ggm ::Eg; m ::E gggg gg; 22 g; : : K Best Suitabe Available A Only On Order @ Generally Avaiable

* Best Suitable Available A Only On Order @ Generally Available



T“R"ING CBN TURNING INSERT
TJURNING cen seEries B
GRADES SPECIFICATION

Good balance of toughness and wear resistance , non -coated CBN application : General grade of

hardened steel ,high speed and high feed cutting
Insert Shape Type No. of Edges IH“
' .

ONINYNL =

CNGA 120404 -- 76
| CoAmoaos | 1 [128] 127 | 476 |
_-
[ GAlzoims | 9 (9] 7 |

* Best Suitable Avalable A Only On Order @ Generally Available

o IH“H
L

) 04
CWGhOa0ds | 1 |B7| 17 | 4% | 5 |
TN A N N N T A

WNAOBO4D4 | 8T P27 [ ATE | ols | 04
| Cacl 8 ace
| 04|
(WGOBDWE |3 [87[ @7 [ A% [ 56 [ 08|

* Best Suitable Available A\ Only On Order @ Benerally Available




CBN TURNING INSERT CBN TURNING INSERT

TURNING

TURNING INSERT

TURNING INSERT

A42

* Best Suitahle Available A\ Only On Order @ Generally Available

(Negative) Positive)
n ad 0° 7°
- Qd |-- n
i WNOIC .
2 iimml sl B
2 Dimension PCN GRADE — S—— %
Insert Shape Type No. of Edges imensian ®
L | olC S %1 r PCN Insert Shape Type No. of Edges
L | olC S %) 1] r PCN
YNGA 160404 | 66| 9025 | 476 | 348 0.4 [
" VNGA 160408 | I6.6] 9.02a | 476 | 38 0.8 o GOMW 060204 | 6.4 | 635 238 | 28 0.4 A
INGA 160404 7 188 8525 | 478 | 38 04 ° g CCMW D50204 7 54 |63 | 238 | 28 0 °
VNGA 160408 2 I6.6] 9.025 | 476 | 381 0.8 () _ COMW D8T304 | 97 | 9825 | 387 | 44 0.4 A
*BastSuitahleAvaiIahInAl]nIyI]nIlrder.[ienerallyAvaiIahle H- CCMW 097308 ! 47 | 9.a75 347 44 08 A
CCMW 097304 7 97 19425 | 387 | 44 0.4 ([
COMW 091308 7 97 | 9825 | 387 | 44 0.8 )
* Best Suitable Available A Only On Order @ Generally Available
S
Fal-F—
woo ) ]
Dimension PCN GRADE
Insert Shape Type No. of Edges
L | olC S %1 r PCN
H TNGA 160404 | 6.5 9.925 | 476 | 381 04 ()
Y TNGA 160408 | 6.0 95825 | 4768 | 348 0.8 o
~ INGA 160404 3 6.0 9525 [ 4768 | 34 0.4 )
INGA 60408 3 60| 9825 | 476 | 348 0.8 ®

A43




TURNING

CBN TURNING INSERT

Positive)

INDDD )

TURNING INSERT

ONINYNL =

PCD

Dimension

PCD GRADE

Insert Shape Type No. Of Edges
Super Micro-Grain PCD features cutting edge strength , wear resistance , fracture resistance , L{elb] s | b ' FLD
good edge sharpening performance and long , stable tool life applicable for high speed cutting of =" CNMM 120404 | 79| 127 | 476 | 56 04 A
aluminum alloys, copper , brass, non-ferrous metals and non -metals including plastics, R CNMM 120408 ' 28] 127 | 476 | 518 08 A
fil]El'g|E|SS ,I:Ell'hidE ﬂ"d Ceramics. K Best Suitable Availble A Dy On Order @ Generally Available
s |
B -F—
woo )
Dimension PCD GRADE
Insert Shape Type No. of Edges
L | olC S 71} r PCD
“ TNMM [B0404 [ 55| 9525 | 476 | a4l 04 °
- TNMM B0408 i 55| 9525 | 476 | o4l 08 °

* Best Stitable Available A Only On Order @ Generally Available

A4S
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A
=
=
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TURNING

TURNING INSERT

CBN TURNING INSERT

CBN TURNING INSERT

TURNING INSERT

TURNING

Positive)
mml!
Dimension PCD GRADE
Insert Shape Type No. of Edges
L | olC S %) 1] r a PCD
) DCGT 070204 | 18 | B35 | 238 | 2.8 0.4 7 ®
- DEGT 17304 | 69525 | 397 [ 44 04 [T °
* DCGT 1T308 | 6 | 9825 | 387 | 44 0.8 7 ™Y
* Best Suitable Available A\ Only On Order @ Generally Available
o s
A 5—
QI.C 1 .-
o Q- |—it
OO ] ; o
Dimension PCD GRADE
Insert Shape Type No. of Edges
L | olC S %)) r PCD
TPGH 080204 | B4 397 | 159 22 04 A
A TPGH 090202 | 36| 556 | 2.38 28 02 [ ]
2 TPGH 030204 | 96 | a6 | 7238 2.8 .4 o
o S TPGH 110302 1 I ] 635 ] 318 [ 318 02 ®
TPGH 110304 | II-fg35 | 3.8 318 04 { ]

Positive)
WeCIs )
I]imEﬂSiﬂn F[:[] ERA[]E
Insert Shape Type No. of Edges
L | olC S 1%)l] r a PCD
q WBGT 060102 | 64| 397 | 158 23 0.2 g0 A
WBGT 060104 | 64| 397 | 159 | 23 0.4 g0 Y
* Best Suitable Available A\ Only On Order @ Generally Available
teod )
Dimension PCD GRADE
Insert Shape Type No. of Edges
L | olC S %)) r a PCN
CCGT 030102 | 36| 34 14 19 0.2 7 A
[ae] CCGT 030104 | ab | 8.0 14 13 0.4 7 A
- CCGT 00207 [ B4 635 [ 238 [ 28 |02 7 )
CCGT 060204 | 6.4 | B.35 238 | 28 0.4 7 o
@ [ CCOT09T30 | 07 | 9525 | 887 | 44 | 02 | T °
% CCGT 097304 | 97 19525 | 397 | 44 0.4 7 (]
CCGT 091308 | 97 | 9520 | 387 | 44 0.8 7 o

A46

* Best Suitable Available A Only On Order @ Generally Available

* Best Suitahle Available A Only On Order @ Generally Avilable

Ad]
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ONINYNL Sl

TURNING

TURNING INSERT

CBN TURNING INSERT

Positive)

oo )
Dimension PCD GRADE

Insert Shape Type No. of Edges

L | olC S %1} r a PCD
VOGT T304 | Il | 633 318 | 28 04 B ®
‘ VCGT G040 | 66| 8525 | 476 | 44 | 04 | T °
VEGT 160408 | 16.6] 9525 | 476 | 44 0.8 7 ()

* Best Suitable Available A Only On Order @ Generally Available

%00 EXTERNAL TURNING TOOLS




ONINYNL Sl

TURNING

M-TYPE )

(1) — Insert
(@ — Lock Pin

EXTERNAL TURNING TOOLS

EXTERNAL TURNING TOOLS

MCKNR/L )

TURNING

@ —» Shim S
(@, Clamp
(® _, Screw
Kr:95° .
A
% [ ‘I v
A O A
5° 6 fI b V-Q
: 11, ! ;l
Insert Number Dimension (mm) Spare Parts
Description I:‘T"I ""'CF*J ’ ' , A
_'r_~—_’“ h b L 1 hi | Shim |vLockPin| Clamp | Screw | Wrench
MCLNR/LIBIGH!Z 16 16 100 16.0 |5] 20 o
MCLNR/L2020KI2 CNOZ204000| 20 20 125 75.0 20 32 SCI204 | CTMBI7 | HLIBI4 | MLOBZ5 LSID
MCLNR/L2525Mi2 23 73 1a0 32.0 75 37 ‘
MCLNR/LZ525MIE | CNCHBOBCICT| - 25 75 150 32.0 73 30 SCIG04 | CTM822Z | HL2217 | MLOB30 | L4.0/L5.0
AS0

‘-——
< L )
Insert Number Dimension (mm) Spare Parts
Description '.:ﬁ-l'l “*:r"' ’ ' / A
f‘r':—-:ij-H h b L Li hi f Shim | Lock Pin | Clamp | Screw | Wrench
MCKNR/L2070K1Z 0 | W | 15 | S0 W | % 7
MCKNR/L525MIZ CNOHz04000 7T 7e 0 270 7 7 SCIZ204 | CTMBI7 | HLIBI4 | MLOGZ5 120
MCKNR/L2525MIE | CNCIBOBCICT| 25 73 150 32.0 23 33 SCIE04 | CTMB22Z | HL2217 | MLOB30 | L4.0/L5.0
60

A

v

A
o)

v

L -

Insert Number Dimension (mm) Spare Parts

L}

Description ':‘T ) u.::? ’ ‘ / x‘"
f'r‘:—:f h b L L1 hi f Shim | Lock Pin | Clamp | Screw | Wrench

MCMNNIGIGKIZ 16 16 100 16 16 7.3

ONNNZDZOKZ | CNCI1204000|” 20| 20 | 16 | a7 | 90 | 10| sci204 | CTWBNT | HuiBts | miog2s| 20
MCMNNZ525M12 73 73 1a0 37 73 12.5 ’

Aot

ONINYNL =




EXTERNAL TURNING TOOLS EXTERNAL TURNING TOOLS
T“RN'NG TERNAL TURNING T TERNAL TURNING T TURN'NG

MWLNR/L ) MSONN )
Kr:95° = VYo &
7 01 o5 \ = i |E X '
n /A g y
’ a "
= :,50 H =Y o« Aike I R - =C) =
= S« PN L =S !‘J& > b :
@ < »> < @
Insert Number Dimension (mm) Sl s : Insert Number Dimension (mm) Spare Parts
Description Y — ’ . / /{‘9 Description = - ’ , /
et
aosiad h b L L hi f Shim | Lock Pin| Clamp | Screw | Wrench ; : h b L L hi f Shim | Lock Pin | Clamp | Screw
MWLNR/ L2020KD6 0| W | 15| 50| .| & 120 MSONN 1BIGHIZ ® | ® | w00 | 3 | & | 8
WNJ0B040D SWos03 | ciMsi3 | Hugté | weoszs | 2
MLNR/L2525MOB 25 | 25 | 150 | 320 | 25 | 32 130 NSONZ0702__|SNOI1204000[_ 20 | 20 | 125 | 84 | 20 | 10| wsioé | Cowe | Hues | woezs | (23
MWLNR/L2070KD8 20 | 20 [ 123 | 70 | 20 | 32 125 MSDNN 2525M12 75 | 25 | B0 | 8 | 25 | 125 '
wie/2zszsnos |V OUB0O 5 —T—95 75 | 320 | 25 | 5z | SWOBD4 | CTMBIT | HLBI | MLDBZS | 5]

MSSNR/L )
M 7y
=] Ei
A
e
6° 45 7
< > L R
Insert Number Spare Parts
Description B Dimension (mm) 2’ ) ’ . / /t‘
\ ; h b L ] hi f Shim | LockPin | Clamp | Screw | Wrench
MSSNR/ LIEIGHIZ B |od8 o0 Boc] TBoc| W
NSSNR/LZ020KIZ_|SNCz04 000 20 | 20 | 125 | a2 | 20 | 17 | wsmos | cwer | hums | woess | 23
MSSNR/ LZ5Z3MIZ 7 | 75 | &0 | a2 | 5 | %2 '

A52 A53



EXTE L TU G TOOLS EXTE L TU G TOoLS
T“R"I"G TERNAL TURNING T TERNAL TURNING T T“R"I"G

MTINR/L ) MTONR/L )

0 Kr:105° )
< < // E v
= A \" A /" ,‘D ; =
c Y— O ° 1 c
2 y 3 + 6 6’ G 3 2
S R ~h] e =
o > > L | - 5
Insert Number Spare Parts | Numb Spare Parts
Dimension (mm) nsert Number Dimensi =
Description " <L ’ ‘ / /'f Description i BT — ’ ' / /"
A /A
= h b L U hi f Shim | Lock Pin | Clamp | Screw | Wrench e h b L L1 hi f Shim | Lock Pin | Clamp | Screw | Wrench
MTINR/ L TB1GHIE TS I T I R MTANR/L 2070K05 I R T G T
WLINR/LZ020KE_[TNCIDIB0400 |20 | 20 | 5 | 82 | 20 | 25 | sueos | ciwsia | wums | wiosss | L2 T R BT N I T I T e e I R I
MTINR/L 252518 R N T R R '
WTINR/L 2522, |INOOZZ0600 25 | 25 | 150 | 38 | 25 | 32 | Sizzod | CIWezz | US| MLO3U |1Z5/ L0
MDINR/L )
m“ - ) Kr:60° - 10°
\4 - i
v/ 35 7 % ;" Fﬁ _I
L JE L 1]
< > 60y
—> = Y
&l < “60 f@_ E
R I Y 0° PR
f i o8 ase- L afg < ] R
Insert Number Dimension (mm) Sl Insert Number Dimension (mm) Spsira Faits
X Imension \mm ~
Description ) r o ’ ' / /f Description i £ 4 ’ ' , /‘Q
pu A
_/ h b L L hi f Shim | Lock Pin | Clamp Screw | Wrench -—‘-E— h b L L hi f Shim | Lock Pin | Clamp Screw | Wrench
NDNR/LIGIGH 5 | ® | o0 | 30 | & | 20 NTENN Z020KTE T T N T 28
VDNR/LZ070T_|ONCINO4 00|20 | 20 | 126 [ 30 | 70 | 7 | som | owes | s | woes | 120 e zazoms | B0 5g T35 | 25 | iz5 | S'o0o | CTNOIS | KUK | MLOBZS | g
NDINR/LZ525M 75 | % | 0 | a0 | 75 | a2 WO Z525MZ  [INDOZZ0400] 25 |25 | 150 | 28 | 25 | 125 | Stzzoé | Civezz | LS | WiOga | 25/t
NDNR/L2070KI5 70 .20 | 5] 8. 0. | % 125
e s — DN 50400 et SU0e | toves | o | wioeas | 123

A34 A3



ONINYNL .

TURNING

EXTERNAL TURNING TOOLS

EXTERNAL TURNING TOOLS

TURNING

MTENR/L )
Kr:91° - - =
B ||
6’ o 91° a
o m— R T =
P L ]
Insert Number Dimension (mm) Spare Parts
Description ol ’ , , /" i
f ey
L h b L LI hi f Shim | Lock Pin | Clamp | Screw | Wrench
MTENR/LIGIHIG 16 16 100 78 16 20
MTFR/LZOKE | TNDOIG0A00_ 20 | 20 | 125 | 28 | 20 | 25 | sueos | cowsia | Husw | woszs | L20
MTENR/L25MIG 73 23 180 78 73 32 '
MTENR/L25MZ22 INOO22040001 25 23 1a0 32 24 32 ST2204 | CTMB2Z | HLISI7 | MLOB30 | LZ2.5/14.0
MVWNN )
72.5° <h—1>| A N P
A é
725 [ B
<+ L1 I \
b
:‘\t
v
Insert Number Dimensian (mm) Spare Parts
Description . o ’ ' / /"f )
'_f/ h b L L hi f Shim | Lock Pin | Clamp | Screw | Wrench
MVVAN 70708 0 | 70 | % | 4 | 70| -—
VVVNN Z525ME YNOO160400 7T 7 o0 M 7 T SVIBO3 | CTMaI3 | HLZ414 | MLOB3D 130
A56

MVUNR/L )
h1 E
> b‘
fL A v
10°
«ll, L
Insert Number Dimension (mm) Spare Parts
Description P ’ ' / /’f g
T
—— h b L U hi f Shim | Lock Pin | Clamp | Screw | Wrench
MVUNR/L2070KIG 0 | 20 | 25 | @ |20 | 7 70
NOOI604 SVIEO3 | CTMaI3 | HL2414 | MLOB2a
MVLNR/L2525MIB L - 24 24 1a0 2| 24 32 3.0
fI_ S EI
0’ 62.5)
‘jll_'l . L
Insert Numh Spare Parts
nsert Number o -
Description 3 LI AL &J ’ Q / /"
o
s /J h b L L1 hi f Shim | Lock Pin | Clamp | Screw | Wrench
MDPNN 1BIGHI! 16 16 100 36 1B 8
DPWN 20701 |ONCIHO4 00| 20 | 20 | 155 | 36 | 90 | 10| souog | cwis | Huisw | miogzs | (2D
MDPNN 2525M!i 73 73 1al 36 73 12.a :
MDPNN 2020K15 20 20 125 47 20 0 U4 | Mogzs | L2a
MDPNN 252505 DNCI 150400 5E 7E il 7 7E T SD1a06 | CTMBIS 120

A3l
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EXTERNAL TURNING TOOLS EXTERNAL TURNING TOOLS

TURNING TURNING

MVINR/L ) W-TYPE-S )
ﬂ E —@ n
= :I =
Cc 'Q c
2 P
— Z
=z =
o) L ®
Insert Number Dimension (mm) Spare Parts «— @
Description e ’ ‘ / /'f E 1
-~
_'/ h b L Lt hi f Shim | LockPin | Clamp | Screw | Wrench e —
MVJNR/L 2020 KIB 20 20 123 42 20 20 120
e Lz e N0 e 7 Se—1—p=—] SVB03 | CIMI3 | MLz | MLOBZS | 5y @ Insert
(® Luock Pin X
@ Shim \
@ Screw ‘\
(® Clamp N
/B
MVONR/L ) WIINR/L )
[I — Kr:93° i
A N a Y
10° o 5 -
& /&) 5 f" @ < A\ 4 y
17.5° «—
ke § L L <
Insert Number Dimension (mm) Spare Parts Insert Number Dimension (mm) Spare Parts
. : S Imension \mm »
Description S ’ , , /A Description ,-‘e\ < ’ U \ /"
- Fit
_-/ h b L L hi f Shim | Lock Pin [ Clamp | Screw | Wrench i h b L L hi f Shim | Lock Pin | Clamp | Screw | Wrench
MVENR/L 2020 KIB 20 | 20 ] 125] 40 ZBee [\ 26 120 WINRL/IBIBKIB B | B | 125 | I8 [ 30 75
WO 7525 e | O s gs | im0 [ | 75 | az | oo | CAW ) RLAR | MR | g wranRL/z020e | ™NOOIB0400 20 | 20 | 155 | 75 | 20 | 33 | Sloos | EIMel | WY MK | g
WTINRL/Z525M8_ | Innzzoanl 25 | 25 | 10 | a2 75 | 33 : 20
WIINRL/2525M22 25 | 25 | 150 | 32 | 40 | 35 | S1ZZ04 | CIMBI8 |- WI-Y 4 MLOSSD | i
A58 59




ONINYNL Sl

OWTEN )

TURNING

EXTERNAL TURNING TOOLS

WTONR/L )

p )

EXTERNAL TURNING TOOLS

TURNING

30°
<@
A4
L1
P2 2 L
Insert Number Dimension (mm) Spare Parts
Description A\ L4 ’ U N /" ]
; h b L L hi f Shim  [Lock Pin | Clamp | Screw |Wrench
WTENN2020KIG 20 20 125 32 20 25 125
WTENNZSZEKIE TNOOI60400 5 5 0 o 5E 7 STIB03 | CTM55 | WT-Y MaX25 i
WTBNR/L )
L >
g
Insert Number Dimension (mm) Spare Parts
Description ,l'g\ 44 ’ U N /" :
; h b L U hi f Shim [Lock Pin | Clamp | Screw |Wrench
WTBNR/L2020KI5 20 20 125 32 20 15.5 125
WTBNR/LISZ5ME TNOOI6D400 5 5 0 o 5 S0E STIB03 | CTM55 | WT-Y M5X25 4T

Kr:105°
e B
__~ v
%=
A N
f 105° ® b
«— 1 Q)
!L_1’ L |
Insert Number Dimension (mm) Spare Parts
Description ,-\ <4 ’ U N /’f
; h b L L1 hi f Shim | Lock Pin | Clamp | Screw | Wrench
WIONR/L2070KIG I I I T I T
WTONR/L2525K1E INOO160400 7 7 o0 29 7 7 STIBO3 | CTMala WT-Y MaX2a 4T
WWLNR/L )
Kr:95° h
—\N
\4
X~ '
B N
Insert Number Dimension (mm) Spare Parts
Description .l ’ u \ /"
~;
—_— h b L U hi f Shim | Lock Pin | Clamp | Screw | Wrench
WHLNR/LZ020K08 70| 20| 125 | 82 [ 70 | 7 158
WWINR/LZ525M 08 WNOOoBo400 7E 7 o0 R 7 7 SWOB04 | CTMEIB | WWw-Y MBXZ5 140
A61
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TURNING

SR )

EXTERNAL TURNING TOOLS

EXTERNAL TURNING TOOLS

CSROON )

30

A 4

TURNING

<>
< »

0 L1
i Y |-
7 < >
- i by —>— 0
o i
] F 1
A I v
Insert Number Dimension (mm) Spare Parts
imension (mm 5
Description . 'D e /" '
h b L u hi f Screw Wrench
SRDCNIGIGHOB 16 16 100 16 16 8
SRDCNZ0Z0K08 RCOI08O30CIC] 20 20 125 16 20 10 M3X8 T8
SRDCNZ525M08 75 23 150 16 73 12.5
SRDCNIDIDHIO 10 10 100 20.3 10 a
SRDCNIGIGHIO RCOOD3OO| 16 16 100 20.3 16 8 MAXS 15
SRDENZ0Z0KI0 20 20 128 20.3 20 10
SRDCNZaZ5MID 23 23 150 20.3 75 12.5

0
—»9— o
*A
h1 VU
\ 4
Descriotion Insert Number Dimension (mm) Spare Parts
IMension {\mm N
C-7° B-5° |
Ui | h L L hi f Screw Wrench
SVJ-R/LIBIEHIE 5 B | 100 | 32 [ 70
VeOOie04
SVJ-R/L2020KIB VBHH,EMHH 0 | 20 | 125 | 32 0 | 25 MéxD TI5
SV-R/L2525MIB 75 | 25 | B0 | 32 75 37
SRACR/L )
SRACRI/L fI_@_/
- L
L
=<
B '
| Y
Insert Number Dimensian (mm) Spare Parts
Imension %
Description . c o] /’f :
h b L u hi f Screw Wrench
SRACR/LIBIGHOB B [ 00 | 16 B | &5
SRACR/L2020K08 20 | 20 | 125 | 16 0 | 705 M3X8 T
ST e R e - I/ i T R
SRACR/L2020KID o0 | 20 | 125 | 202 | 20 | 704 e ”
SRACR/LZSZSMID |RCOI003CO| 25 | 25 | 160 | 203 | 25 | 254
A62
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INTERNAL TURNING TOOLS T(.I R" ING

MTENR/L )

‘ %ﬁﬂ INTERNAL TURNING TOOLS

__

Insert Number Spare Parts

Dimension (mm)
Description AL — ’ q ,
SN | oDmin | od L I H f o Shim | Lock Pin | Clamp | Screw
SZOR-MTENR/L/LIG O | D20 200 40 19 13 I5°
S2aS-MTENR/L/LIE |TNOOHBDAOO| @32 | D5 250 45 24 6.3 2" SCIBO3 CTM0- | HLIBID " MLOBZ0 %H
SS2T-MTFNR/L/LIB ol [OXY 300 ak 30 72.5 7 CTM3I3 | HLIBI4 | MIDBZS '
MTINR/L )

///:\

Insert Number Spare Parts

Dimension (mm) -
Description AL o ’ ' , ’/‘
SN | oDmin | od L I H f o Shim | Lock Pin [ Clamp | Screw | Wrench
S20R-MTINR/L/LIB 725 | D20 200 40 19 13 I5°
S2aS-MTUNR/L/ULIB  |TNOOIBD40O| @32 | ®25 2a0 45 24 1B 12> | SCIBO3 LA AP [ t%%
S32T-MTINR/L/LIB DU | P37 300 4 30 22.5 7 CTMaI3 | HLIBI4 | MIDBZ5 '




INTERNAL TURNING TOOLS INTERNAL TURNING TOOLS
TURNING TURNING

MCLNR/L ) MWLNR/L )

Z 46, Z 0
W f!; Fﬁ ] . I Kr:95° % ) ?ﬁ { = }
| gl (1) B A e B
- s a2 ‘ﬁg’@\v = ) Ns S O S R, -
= “ > < 3 =
= =
® (@)
Insert Number Dimension (mm) Spare Parts Insert Number Dimensian (mm) Spare Parts
B ™
Description "'ﬁ‘ /| ‘-:"’ ’ q , /‘,‘ Description q‘: ’ ' , ’/‘
j:—':fl ®Dmin | &d L LI H f o Shim | Lock Pin | Clamp | Screw | Wrench ,________,. ®Dmin | Pd L Li H f o Shim | Lock Pin | Clamp | Screw | Wrench
S20R-MCLNR/LIZ ®25 | @20 ] 200 | 45 9 3 o’ CTMBI3 | HLIBID A SIBO-MWLNR/LOB ®77 | P& | 18D 30 la o | 18 CTMaI0 | HLISIO0 | MLOS20
SZaR-MCLNR/LIZ |CNOO120400 @32 | @25 | 230 [ 45 24 85 | 12 | scizos MLOG20 ' S20R-MWLNR/LOG &2 | P20 | 200 | 40 9 3.0 | 10 2.0
CTMEI7 | HLIBI4 L3.0 .
S32T-MCLNR/LI2 o4l | @37 [ 300 | &0 A $238-MWLNR/LOB L I ®2 | 290 | 3B 23 [ 170 | 680603 CTMSI3 | HLIBID | MLOB20 | 13D
S32T-MWLNR/LDB P40 | @32 | 300 | &0 30 [ 220 [ 17
$23S-MWLNR/LO8 D37 | @yg | 250 | 36 23 | 170 ] 17 120
SETMNNR/LDB | P OB | e | a0 | S0 | a0 | 720 || SWUBUS ) TMEIT | HUIBI [MIDSZS] -y

MCKNR/L ) MSKNR/L )
46 T 1| 0
@ s : P = |
> H ‘ a
i v /\% hod dd 7 ‘E\ [ a(@‘ @\\ , P ¢ '/Q D
D Z [ ' 75 =, g
— a8 = __ el ==
PEER L |‘<_' >
Insert Number Dimensian (mm) Spare Parts : Insert Number Dimension (mm) Spare Parts :
Description ﬁ"'e; ) H:g ’ ' , /;“ Description - la::/ ’ ' / /‘f
_[-—_,-»Ifl ®Dmin | &d L Ll H f o Shim |Lock Pin | Clamp | Screw | Wrench ) * | ®Dmin | Pd L L H f o Shim | Lock Pin | Clamp | Screw | Wrench
SZOR-NCLNR/LIZ o | o0 | W00 | 45 | @ [ W [ B CTMEI3 | HLIBID SZ0R-HSKNR/LIZ o3 [ oW | 0| 4 | B [ B[
Spsrer/z | o PO T | 0 | 45 | % | B | % | st e | e | 0620 |5 SISRNSKNR/LZ | SNOCI20400] @32 | wzs | 20 | 45 | [ 17 [ 7 | swioa | 00 | ™8 | yigggs | 1258
Sa2T-MCKNR/LIZ o0 | oy | 300 | S0 | a0 |2 [T ' SaTTNSKNR/L1 ol | o | 00 | s | g0 | 2 [T CTBI3 | HLIBIA '

A66 A61



INTERNAL TURNING TOOLS INTERNAL TURNING TOOLS
TURNING TURNING

MIUNR/L ) MDZNR/L )
6’ 7
7 W ] ] ®Dmin n
n : @ #hg:‘.D /—CI)D
- o ! =
c i 7t 7 e e O S . N BN | 7777777 | B A O\ =4 c
5 a ﬁ%ﬁ P 1 AN \ . a7 — 2
= « L J «h L Lty | =
® < % < ®
insert Number Dimension (mm) e Insert Number Dimension (mm) el
imension (mm - 5
Description A <L ’ ‘ , /‘ Description - ..n: ; ’ " , /L‘
/A Yo
—é\-»- ®Dmin | d L U H f o Shim | Lock Pin | Clamp | Screw | Wrench _// ODmin | Pd L L H f o Shim | Lock Pin | Clamp | Screw | Wrench
S20R-MTUNR/L/LIB D5 | o720 200 40 13 13 15° S32T-MDINR/LIS DAl | D32 300 all 30 23 7 [2.5
STSSMTUNG/L/UB_ | INCOBO4C0] @32 | w25 | 250 | 4 | 26 | Tos | 7 | smgog [ o o0 | MO0 ) MOBZO) 120 a0 | o OO e [ pa [ s | 55 | se | 27 |t | Soeno | CTMBIS | HLZI T MO T 130
S32T-MTUNR/L/LIB D4 D37 300 ak 30 225 7’ CTMaI3 | HLIBI4 | MLOBZ5 -
MTONR/L ) MVONR/L )
Kr:117.5°
% } -
b, oD =, % (A ; d
IY ? ;‘ Iﬁi Kr:117.5 Z2 "
2 7227728 | 7 &4 ]
L > < L, L LEJ I
< 1
Insert Number Dimensian (mm) Sl Insert Number Dimensian (mm) Spare Parts
< imension (mm ) S
Description A\ ‘ 4.4 ’ ' , ’/,‘ : Description S ’ ' , ’/f ;
i ®Dmin | &d L L H f o’ Shim | Lock Pin | Clamp | Screw | Wrench ey o/ ®Dmin | &d L L H f o Shim | Lock Pin [ Clamp | Screw | Wrench
S20R-MTONR/L/LIB D25 | ®70 200 40 19 12.5 15’ S2aS-MVINR/LIB ®32 | ®75 | 250 4a 24 17 2’
755 TONR/L/LB | TNOOIB0400] o3z | @25 | %0 | 45 | 26 | 18 | 12 | mmeng | LTM90 | HUBID [ MIDGZD = ssrmars OO o o0 [ 50 1 a0 | 23 | 7| SVIB03 | CTMals | HL2u4 | MLOBZ5 |L20/130
S32T-MTONR/L/L1B D4l D37 300 ak 30 22.5 7’ CTMaI3 [ HLIBI4 | MLOBZa .




INTERNAL TURNING TOOLS INTERNAL TURNING TOOLS
TURNING TURNING

~ MOUNR/L ) - OMVUNR/L )

Kr:95° pus Kr:93°
I’ ] \I \ 4 gi@
% tgse_- e N A———— 9%y % i W
> RN ; | 0 .
= 2\ &l : - ‘ :
Z Y <acs : f Z
=z 10 Y P =
@ 1 ) 4 b S ©
Insert Number Dimension (mm) Spare Parts _ Insert Number Dimension (mm) Spare Parts _
Description % - uu: ’ q , /‘ . Description e ’ ' , ’/‘ .
L ~
e ®Dmin | &d L 1] H f o Shim |Lock Pin | Clamp | Screw | Wrench = ®Dmin | &d L 1] H f o Shim | Lock Pin | Clamp | Screw | Wrench
5233-MBUNR/LIS D32 | O Zall 4a 24 16 12 L2.a S255-MVUNR/LIB ddb | P2 | 230 4a 24 17 2
s/ | SO T mr [ son | 50 [ an | o [ | 0B | CIMBIS ] HLZW MLOBZ3 | 13 sszrmni/LE | oG | ez [ 0 | S0 | a0 | 78 [ T | S ous | CTMAIS | HLZI4 | MLOBZS JL2O/LAD
MDONR/L ) MVWNR/L )
Kr:107.5° I‘tLI Kr:72.5°
A\ A
r‘\ ) ) v A \—] ®Dmin
= | L= ,,\ -
b L | 7 A
Ry ! ; 2 @; 3 . =
£y Gof (T \ — : (\:o“ QAR =~
\/ S ) i TR
Insert Number Dimension (mm) Spare Parts Insert Number Dimension (mm) Spare Parts
imension (mm 5 , - 5
Description - —i ’ ' , /‘,‘ Description S e ’ q / /':‘
P ? ol
i ®Dmin | @d L L H f ol Shim | Lock Pin | Clamp | Screw | Wrench - ®Dmin | &d L 1] H f o Shim | Lock Pin | Clamp | Screw | Wrench
52a3-MDONR/L1G D32 | D25 2500 43 24 17 12 2.4 3235-MVWNR/LIG D40 | ®725 | 250 4a 24 26 2 HLIBID
SR NOONR/LES ONCICHS0400 o1l | o 200 o a0 T 7l S01a06 | CTMEI3 | HLZN4 | MLOBZa | |3 ST IVWNR/LEE VNOICHB0ACIC] o8 | o | 300 o 20 30 T SVIBO3 | CTMalg e MLOBZa | L2.0/L3.0
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INTERNAL TURNING TOOLS INTERNAL TURNING TOOLS

TURNING TURNING
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SCLCR/L ) SDUCR/L )
Kr:95° 0 Kr:95° 3o
n .......... . :O [ ot n
e s | i
. 12 Y Y B 2o L
:CU (0’ 957 R L 1 2 ol 950/011\} @E_ =
z RO AR A, %2 3 TP z
= L1 S L X =
(] j_’ L r < » (]
Insert Number Dimension (mm) Spare Parts Insert Number Dimensian (mm) S
= imension (mm T
Description u am A Description wndi ’/?
®Dmin [ &d f 1] L H o Screw Wrench ®Dmin | &d L LI H f o Screw Wrench
SOBK-SCLCR/LOG (ol ON g 128 14 1 -Ia? SI0K-SDUCR/LO7 ®la ol 8 125 23 9 i’
SIOK-SCLCR/LOG ®12 | oIl b 175 14 q -13° SIZM-SDUCR/LO7 [DCOOI07020000f @17 d17 g fal 78 Il g MZ2.5xB T8
SIOK-SCLCR/L06 | CCOOI0B02000] @2 | @10 B 125 14 9 -13° MZ2.5xB T8 SIBO-SDUCR/LOT ®77 | DA Il 180 30 1 g’
SIZM-SCLCR/L06 POIE | DI2 g fal 75 Il -I0° SIBO-SDUCR/LI ®2n | P2 13 180 40 19 g’
SIBA-SCLCR/LOB @720 | DI il 180 32 15 -g° SZ0R-SDUCR/LI ®32 | P25 |6 200 40 24 §
S12M-SCLER/L0Y OIE | DI2 g 1all 25 Il -I0° 32a8-SDUCR/LI LENLERE 39 | P32 20 24l 43 30 4§ Mt fid
SIBA-SCLCR/LOY ®20 | Db il 180 32.3 15 -12° S32T-SDUCR/LI @il | D4l 24 300 all 38 7
ST s 5T I O B T T NiM fla
82a8-SCLER/LOY ®37 | P75 17 2all 4 23 -g°
82a8-SCLER/LIZ ®37 | dIa 17 24l 4a 23 -B°
S377-SCLCR/L?  |CCOIOI2040000| @40 | @37 27 300 all 30 -I0° MaxI2 120 1
S40U-SCLER/LIZ ®al | P4l 71 3all G0 37 -g" SDI][:R/I' .
Kr:107°
¥ 0°
SI:I.ER/I. HEI] \‘ et fow « JUse S ‘ A E_E{
gt p = 0 T Y P
Kr:95° : ) -B 0 J g
............................. 5y E:; L ~ 1}7:/ou\) @!—
L1
L1 L
mﬁ L g—bl L » < b
, 07 !
‘(’. - ~d Insert Number Dimension (mm) Spare Parts -
Description wodt /"
||-|sg|-t Numhgr Dimgnsiu" (mm) SPEFE Far‘ts _ (I)DITIiI'I (Dd I. I.I I'II f OLO SEI‘EW WPEI'll.‘.h
Description el e SI0K-SDACR/L07 D13 | B0 7o | 15 | 23 | 08 | o
@ . : SIN-SDOCR/L07_{DCO0070200) @i | iz | 8 | 150 | 30 | 0 | @ M25:8 18
Cwin ) od | L [ W] H ] F |« Screw Wrench SI60-SDOCR/L0] o | o | 05 | 80 ] 30 | 5 | §
SO7TM-SCLCR/LOG-AIG 10 |6 lal 10 19 49 5’ M2 5yE S20R-SDACR/LH d2a3 | D20 13 200 34 19 B’
SOBM-SCLCR/LOB-AIB CCOO0R00 il 16 1ad 12 19 a.a 13 ] 18 S208-SDACR/LI DEOCHTIOO | @32 | P25 16 2a0 40 24 4 M4X10 TIG
SIOM-SCLCR/LOB-AIG 12 [ 150 14 15 B 7’ M7 58 $321-SDOCR/LI P33 | @37 | 20 ] 300 | 43 30 i
SI2M-SCLCR/LOB-AIB 14 16 1al 17 19 1 0’ '

A13
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SCKCR/L ) STFCR/L )
¥’ I | 0’
1 tef] | Sl I
‘ dd
— —od 91° e —
S 5°F ANy é : ey &4 =
= ' el gl =
4 P L1 . : i L | =
® >’ L R ¢ ol O
Insert Number Dimension (mm) Spare Parts : Insert Number Dimension (mm) Spare Parts :
DBS[:l‘iptiIJn c m /‘f i Dgscriptiu" . m /’f :
®Dmin | &d f L L H o’ Screw Wrench ﬁ ®Dmin [ &d S L L H o Screw Wrench
SOBK-SCKCR/LOB dl0a | P8 il 125 20 7 13’ SOBK-STFCR/LOY Dl DR a 125 23 1 1a®
SIOK-SCKCR/L06 | CCOOI06020J0) @135 | @l i 125 27 g 2’ M2.5xB6 18 SIOK-STFCR/L08 | TCO0O030200| Pl3a| @I ] 125 24 q 13° M2.2xa 17
SIZM-SCKCR/LDG (Ol Dl7 7 150 23 Il 10° SIZM-STFCR/L03 dlb ol B 1ol 24 g [2°
SI2M-SCKCR/L0T dlb D17 8 fall 30 Il 12 SIOK-STECR/LI dRBa| D2 7 125 21 Il |0°
SI4N-SCKCR/L0Y ®l7 Dl4 8 160 30 13 1§ SIZM-STFCR/LI @720 | Db g lall 30 1 g"
SIBO-SCKCR/L0S - (CCOOI09T30I| @20 dlb 9.5 180 30 19 LIk M4x8 TIG SIBA-STFCR/LH Teoboz oo ®7 | D20 Il 180 30 19 g° Y2 J8
S20R-SCKCR/L0DT ®7a 20 Il.a 200 39 19 o S20R-STFCR/LI OR] O 13.0 200 40 24 40
S72a8-SCKCR/L0Y D3 OYA 14 24l 40 24 i S20R-STFCR/LIB ®Za | ®20 il 200 40 19 gt
S208-STFCR/LIB TCOOGTON |- @8l d75 14 2al 40 24 g° M4x8 TIa
S32T-STFCR/LIB ®39 | P37 178 300 4a 30 40
SCKCR/L75° ) STUCR/L )
IJI [ & 4
3 i"t
L . |
dd
0% @ |
Spare Parts
— /,‘ Insert Number Dimension (mm) Spare Parts
’ imension (mm T
Type D - Description _ wrlt /’f
OOmin | @d | L L hi f aD Screw Wrench ﬁ e S . . - - S E—
T I T o SIS T N N -
CCOO060Z2000 - T 18 SIOK-STUCR/L03 | TEOIOI0802000| 13.a | &I0 B 125 24 g 13’ v
SIOM-SCKCR/L0B-AlR ®I7 | OB 1all 14 [ B 12 T
SIOM-SCKCR/LOB-ATE 50 m B 7 ik M2.0xEB SIOK-STUCR/LI ®Ra | DI B 125 24 g 12
Dlt | Dlf SIZM-STUCR/LI oy P17 7 fall 21 Il 0’ M7 5y 18
SIBA-STUCR/LI 0002 00 D70 ol ) 180 30 1 g 3
S20R-STUCR/LI LOYA d70 If 200 30 19 B
S258-STUCR/LI D3 ®75 13.9 yalll 40 24 4
S20R-STUCR/LIG ®7h D70 Il.a 200 40 19 g
52a8-STUCR/LIG TCODNBTO | Pal ®7h 14 300 40 24 B Maxi0 TI5
S32T-STUCR/LIG ®3F | D32 175 Jall 4a 30 4
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SDZCR/L ) SVU*R/L )
n od A
§ 5 .o e §
= T i ¥ =
Spare Part
Insert Number Dimension (mm) pare Farts —= Insert Number Dimension (mm) Spare Parts —=
Description wndt e Description - wh
. C-7° B-5° e
ODmin | Pd L Ll hi f o Screw Wrench M ®Dmin | &d f L L H BOE Screw Wrench
SI0K-SDZCR/LOT ®E | o0 | 85 | 125 | 28 i 12’ SIB0-SVU-R/LC | veOornoz0] | @22 | @6 | 15 | 180 | a0 5 [ I0°] & ~ s
SiZM-S0zcR/L07 - |ocooo7ozo0| @8 | o2 | 95 | 60 | 30 I i’ M2.5xB 18 SOOR-SVU-R/LI | VBOOMD3OO [ @27 | 2o | 14 700 | 32 T ER G =)
SIB0-SDZCR/LOT ®% | @b | 15 | 180 | a0 I5 g S20R-SVUR/LIB o3 | @0 | 19 200 | 50 ER TR
S20R-SDICR/LI OB | oW | s [0 | 4 | |/ | ¢ $755-SVLR/LIE VEHH}EH%H ol | OB | @ | B0 | 0 | & [2]F Méxl0 115
S75S-SDZCR/LN | ocOONT300 | o34 | @25 | 17 | 250 | 45 | 2% | 6 M4XID 15 S327-SVUR/LIR D47 | ®32 | 225 | 300 | &0 T O
S327-SDICR/LII o3 | o327 | 200 | 300 | &0 20 g
SWLCR/L )
e
= \+ o
¥ g" s ;_1_@
/(o7 a 1 L .
7 | e
%o" 777 )
Insert Number Dimension (mm) Spare Parts :
Description wnd /’f .
G
Smgpet | Omin | &d L u hl f o Screw Wrench
SOBK-SWLCR/LO4 o0 | &8 | 15 | 20 | 7 5 177
SIOKSWLERADE | o[ @8 T o0 T 16 1 75 g B i MZgf I
SIZM-SWLCR/L04 DE | @2 | o0 | 30 | 0 7 g
SIBO-SWLCR/LOB o | o6 | @0 | 30| 15 B B w590 A8
S2OR-SWLCR/L0E [ o oo | @25 | @pp | 200 | 40 | 18 5 B
$255-SWLCRL/D6 D37 | g5 | 250 | W0 | % | W T
A76 A7l
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- SSKIR/L ) STUCIR/L82" )

0 . (0]
r j/ Kr.93 930 /\,
SR — Ea S (s
——| Dmin * |H
b od SN ( — ol X ¢ I .
0 X <
5 L = | 722 . S
=z pER il =
® M2 L ©
Insert Numb Spare Parts Spare Part
e Dimension (mm) P Insart Number Dimension (mm) e
Description Q =l - Description = g ’/‘ '
Omin | @d | f | L wl # [ « Screw Wrench v omminl o | L L ul wl s N Seraw Wranch
SIZN-SSKCR/L0g o | @7 | 85 | 125 | 30 | 0 7 TR u
MA4X8 o3 | o7 | 15 | & | 0 5| n
SEL-SSKRAD | oo gpgraryf 220 | @6 | 105 1 80 | 80 | b | ID Tis STBNSTUPR/DE-AE | | O o | 50 | B [ 5 [ 5 | @ W [
2R ki /L02 CZ | o711 1 SIS, BN [ © MixIO SOBKCSTUCR/LOB-ATZ o0 | o [ 175 [ B [0 |68 | .
S20R-S3KCR/L03 @3 | 7 | 13 | %0 | 40 | % ) K Soan-STUCR/08-AE| e VO T 50 [ 8 [ 5 | 55 | W ;
SIOM-STUCR/LI-ATG o7 | OB | 50 | %0 | B | 6 7
sonstic/uras | eO O T T T3 [ 65 | 7 T Mg T8
SIOM-STUPR/LI-ATG o7 | o6 | 50 | 0 | 5 | & 7
sumsiorruwg | PRSI0 o TaE [ m | @ | 5 | 7 i M3X8
SVI*R/L ) SWUBR/L )
Kr:117.5 Mepals X Kr:93 o /\/
- _aailEC .
.............................. A | ] A <S¢ — \
Dmin { = )
- L 18
Jols! P L .
é;\\\\ 7 ,
L1 pitl 0y
o < L
Insert Number Dimension (mm) ol Insert Number Dimensian (mm) S
* Imension \mm *
Description - el ’/‘ Description wnl A
C-7° B-5° e W : &
S ot | wf | f | L Ul b e Screw Wrench Omin | od | £ [ 1 | H o Serew Wrench
SIET-SVO-R/UI | veono3c] | @22 | @6 | 05 | 180 | 85 | 5 | I0] & e X SOBH-SWUBR/LOB o7 | o8 | 35 | W0 | B | 54 | &
SZOR-SvoR/L | VBOONO3OO [ @27 | @0 | % | 200 | 38 | 1§ | 8] 6 X SO705H-SWUBR/LOB 6 | @7 | 3 m | B | & B
S20R-SVAR/LIE o7 | o | % | w0 | s | | ] 8 SO805H-SWUBR/L0B o6 | 8 | 3 m | B | 7 B
SSS-SVOR/UE | VSR e sz [ @25 | 165 | 250 [ 50 | % |8 E MélD 715 SI005K-SWUBR/L0G o8 o0 |3 | B | & |3 5
S327-SVOR/LIG o4 | P32 | 225 | 300 [ 855 30 [I0f § SIZ0SK-SWUBR/LOB_|\ oornenio g 28| @12 | 3 123 20 | 15" M2 9B T
SIGOSK-SWUBR/LOB 6 | ob | 3 R T B S
SOR0G.-SWUBR/LOG o7 | 8 | 35 | W | 2 | 7 15
SI006J-SWUBR/L0G 7 | o0 | 35 | 75 | w0 | 3 15
SI207K-SWUBR/LOG 8 | D | 4 VR T T
SIG07M-SWUBR/LIB 8 | OB | 4 B s & T
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TURNING

m Common problems and solution

COMMON TURNING APPLICATION DATA

. Cutting Machine
Material s Shape .
condition P clamping
i = o m (@) o WY F|a 5|0
sowln  ZE€5 2|7 2/2 /8 B F FRU8IRI%88 8
2z2ga|s|d 2|2 |85 588232232 7|38
> =0 = Q — @ S N} e} o Q0D |a®c S «
= ) o | = | 8 o < _.|% 2. = ©
s f o s| © (0] o) o = «Q =3 > Q o =0 Q| o
g =8 = o S |S|e | @ |5 | o @@= 3 3o °
5 525 o = o = 77} 3 |o o o832 9
Problems Reason 273 a = S a al & 2| &
6 | ’ : g 5|8
g Flank surface of blade
& Bad insert wear increased v 4\
=1 precision in
§ machining Cutting condition is not \l/ 4\
2 appropriate
Tool wear increase and cutting
v
- edge not sharp enough v \l/ v 4\ 4\ /I\
= Fracture of cutting edge v \]/ \l/ v /I\ /]\ Vi v| v
% Poor surface | Unstitable geometrical shape of cutting edge % /I\ /]\ v
§ quality Cutting condition is not appropriate /]\ \l/ \l/ Vv
s ace. ~
S Vibration, tremble Vi iw \l, \l/ Vv v /I\ /P /I\ \l/ v v Vv v
Built-up edge /]\ /I\ v Vv /I\ \l/ Vv
— ] . b .
C_‘:D- The inluence of Cutting condition is not appropriate q/ \l/ \l/
g cutting heat Unsuitable geometrical shape of cuting edge |/ Vv /T\ \l/
§-_ Insert tolerance v
=3 Unstable size
= Offset of workpiece or
= VI i V| V.V
= tools v 4\ \l/
Abrasion on clearance angle Vv \l/ Vv /]\ /I\ \l/
Flank surface
g‘ Abrasion on rake angle Vv \l/ \l/ \l/ Vv /I\ \l/
o L S
g Edge chipping | Vibration, impact v \l/ \l/ Vv \l/ 4\ V.| V| V| V¥
® !
[ The hardness of workpiece and
o _
;‘ Built- up edge cutting condition does not adapt /]\ /I\ v v /I\ \l/ v
c N '
= The hardness of workpiece and cutting tool
(g Hgpt crasi materials and cutting condition does not adapt \l/ \]/ \l/ v v 4\ \l/
18 Deformation of cutting. | In the interrupted cutting with
S g n the interrupted cutting wi
bl edge nose high feed v NV Vv DN
Tool life Material and cuting condition s not appropriate v \]/ \l/ Vv /I\ \l/ /I\ vV i V| V| V¥V
<2‘_>_ Long chip Cutting condition is not appropriate \l/ /I\ /I\ Vv
= » .
;%- winding Unsuitable geometrical shape of cutting edge Vv \l/ /I\
=8 Chip is shot lead Cutting condition is not appropriate q/ \l/ v
=i to solash Unsuitable geometrical shape of cutting edge Vv /[\ \l/
. Cutting condition is not appropriate
Steel aluminum ks 3 4\ \l/ v
o Tool abrasion and unsuitable
roduce burr
_% P geometrical shape v v 4\ \l/ /]\ \1/
% Cast iron, the Cutting condition is not appropriate 4\ v
3" collapse edge Tool abrasion and unsuitable
% P 9 geometrical shape v v v d/ \l/ \l/
[
-c% Mild steel. Cutting condition is not appropriate \l/ \l/
the burrs Tool abrasion and unsuitable
geometrical shape v v 4\ 4\ 4\ v v v v

COMMON TURNING APPLICATION DATA

m Abrasion of tools and various damages

Tool damage type

lank wear

Phenomenon

cutting resistance increase
groove wear gradually in
lank surface

Reason

tool material is too soft

cutting speed is too high

the clearance angle is too small
low feed

TURNING

Solution

@ choose tool materials of high wear resistance
@ lower cutting speed

@ increase clearance angle

@ increase cutting feed

rake face wear
(crater wear)

chipbreaking control is bad
surface quality deterioration

tool material is too soft cutting
speed is too high
high feed

@ choose tool materials of high wear resistance
@ lower cutting speed
@ reduce cutting feed

cutting edge

sudden collapse edge

tool material is too tough
high feed

@ choose higher material toughness
@ reduce cutting feed
@ increase the edge grinding

deformation
(cutting edge collapse)

workpiece size change
nose abrasion

cutting depth and feed are too high
cutting depth and feed is too high
cutting edge temperature is too high

tool life is unstable cutting intensity is not enough
breakage 9 y . g (if rounding, chamfer instead)
tool rod and handle less rigid ) )
@ increase the toolholder size
tool material is too tough . .
. . @ choose higher material toughness
. . . high cutting feed .
cutting resistance increase . . @ reduce cutting feed
) . cutting edge strength is not . .\
damage deterioration of the Sl @ increase the edge grinding
surface roughness if rounding, chamfer instead
° tool rod and handle less rigid (_ < . )
# increase the toolholder size
tool material is too soft @ choose tool materials of high wear resistance
plastic cutting speed is too high # lower cutting speed

@ reduce cutting depth and feed
@ use high thermal conductivity of tool
materials

low cutting speed cutting edge

@ higher cutting speed

interrupted cutting

tool material is too tough

built-up edge inishing surface deterioration is not sharptool material is not ® increase rake angle
(bond) cutting resistance increase suitable @ choose small afinity tool material
(coating, cermet, etc.)
collapse loss due to expansion and contraction
heat crack therr:al cyclifig in caused by cutting heat @ dry cutting

¢ choose higher material toughness

boundary wear

produce burr
cutting resistance increase

high feed, high cutting speed

# choose tool materials of high wear
resistance

@ increase rake angle to improve the
edge sharpness

@ lower cutting speed

peel off

usually occurring in
high hardness
materials, vibration
cutting

cutting edge bonding
poor chip removal

@ increase rake angle to improve the
edge sharpness
@ increase the chip lute
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COMMON TURNING APPLICATION DATA

m Abrasion of tools and various damages

Tool damage type

lank wear

Phenomenon

cutting resistance increase
groove wear gradually in
lank surface

Reason

tool material is too soft

cutting speed is too high

the clearance angle is too small
low feed

TURNING

Solution

@ choose tool materials of high wear resistance
@ lower cutting speed

@ increase clearance angle

@ increase cutting feed

rake face wear
(crater wear)

chipbreaking control is bad
surface quality deterioration

tool material is too soft cutting
speed is too high
high feed

@ choose tool materials of high wear resistance
@ lower cutting speed
@ reduce cutting feed

cutting edge

sudden collapse edge

tool material is too tough
high feed

@ choose higher material toughness
@ reduce cutting feed
@ increase the edge grinding

deformation
(cutting edge collapse)

workpiece size change
nose abrasion

cutting depth and feed are too high
cutting depth and feed is too high
cutting edge temperature is too high

tool life is unstable cutting intensity is not enough
breakage 9 :/ . g (if rounding, chamfer instead)
tool rod and handle less rigid . .
@ increase the toolholder size
tool material is too tough . .
. . @ choose higher material toughness
. . . high cutting feed )
cutting resistance increase . . @ reduce cutting feed
. . cutting edge strength is not [ = ag
damage deterioration of the — @ increase the edge grinding
surface roughness if rounding, chamfer instead
- tool rod and handle less rigid (_ 4 . )
# increase the toolholder size
tool material is too soft @ choose tool materials of high wear resistance
plastic cutting speed is too high # lower cutting speed

@ reduce cutting depth and feed
@ use high thermal conductivity of tool
materials

low cutting speed cutting edge

# higher cutting speed

interrupted cutting

tool material is too tough

built-up edge inishing surface deterioration is not sharptool material is not ® increase rake angle
(bond) cutting resistance increase suitable @ choose small afinity tool material
(coating, cermet, etc.)
soitsSeaeaddnece expansion a?d contraction .
heat crack thermal cyeling in caused by cutting heat @ dry cutting

@ choose higher material toughness

boundary wear

produce burr
cutting resistance increase

high feed, high cutting speed

@ choose tool materials of high wear
resistance

@ increase rake angle to improve the
edge sharpness

@ lower cutting speed

peel off

usually occurring in
high hardness
materials, vibration
cutting

cutting edge bonding
poor chip removal

# increase rake angle to improve the
edge sharpness
@ increase the chip lute
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GROOVING

PCOIH

> PC256
> PC3ZE

>> PC20H

> PC25H

PARTING AND GROOVING TOOLS

GRADES SPECIFICATION

Cemented carbide grade ,The premium Suitable Grade in all kind of sub-micran grain, suitable far the continuous and interrupted finishing of
NON Ferrous metal. For Super Mirrar finishing in Aluminum, Copper as well as other Soft material.

PVD coated carbide grade.,it is high hardness and excellent versatility with good free cutting material for roughing and well as for finishing.
This Grade is having excellent result in Grooving Inserts.

CVD coated micro-grain carbide. it is highly hard substrate combines both favorable shock resistence and blade security. Used CVD coated
carbide grade, high -strength alloy substrate .with thick wear -resistant coating. Machining steel and cast steel in bad conditions. Edge line security
for interrupted cutting high metal removal rate.

PVD COATED MICRD-GRAIN CARBIDE EXCELLENT GRADE Suitable for all material. It has excellent Results for all type machining Application use For
A Variety 0f Stainless Steel Finishing At Medium To Low Cutting Speed. when Need Excellent Edge Strength And High Surface Quality, Provide The
Perfect Ride Cutting. a High Resistance. suitable For Light Interrupted Cuts.

PVD COATED MICRO-GRAIN CARBIDE EXCELLENT GRADE . it is the Premium Grade Suitable for all kind material. It have good versatility & preferred
in interrupted as well as free cutting Machine Component for
all kind of material like Cast Iron, Steel FORGING, as well stainless steel for EXCELLENT Result Machining. This is a All rounder Grade Of Pace.
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G D GROOVING TOOLS G D GROOVING TOOLS
GROOVI"G PARTING AN R ING T PARTING AN R ING T GROOVI"G

T-MAX U-LOCK GROOVING [ viney s VAN INYCS BT MGMN/MRMN SERIES
T 13 16 | 9525 | 44 | 3.97
7~ Grade recommended
n % > €W S it CVD PVD Uncoated n
_ zZ > Pre Basic shapa of Insert Type Coating brade| ~ Coating Grade Grade
— xL —
§ 4 ' B R L D S PC326 | PCZ0H | PC25G | PCOH g
E ........ o E
(9] d1 ¢ MGMNZ200-M 2 02 16 2 | 348 ® > () @
/ """" S MGMNZ50-M | 23 02 18.8 7 | 385 A A A
For Economical Circilp Grooving And Machining Of Shallow Grooves ] - — mgmiggm 2 gz g: 25;335 2: : : :
] Brade MGMN300-M ] 08 26 4] a8 () > ()
escription w T Insert X L re MGMNBOD-M ) 08 26 3 a8 A A A
b (i MENNSOG | 15 | 055 | B | 127 |35 | & | * | o | a
|BER/IL 0.4 0.4 0.6 1.39 0.03 0.08 A A WEMNZOOG 7 07 B |35 ° * ° A
|BER/IL 0.5 (.5 0.7 |.35 0.05 0.08 A A WOVNZO0-G 3 04 7 730 | 48 A * ° A
|BER/IL 0.6 0.6 0.8 1.35 0.05 (.08 A A VEMNADOC i 04 I 22 | 48 A A ° =
IBER/IL 0.75 (.75 0.4 .35 (.05 0.08 A A NRMNZOON 7 I i TR ° * °
|BER/IL 0.8 0.8 0.95 1.35 (.05 0.08 A A VRMN3O0M 3 Ic 0 720 | 48 A * A
|BER/IL 0.85 0.85 (.95 1.3a 0.05 0.08 A A VRMNAODM i o 23 | 48 A A A
|BER/IL 0.30 0.90 1.0 1.38 0.0a 0.08 o o NRMNGOON : 75 | 588 | 41 | 58 A A A
|BER/IL 0.95 0.93 1.0 1.39 0.05 0.08 A A VRMNGOD-N B 3 T : T P X A
IBER/IL 1O L0 1.2 .33 0.05 0.08 L A * Best Suitable Available A Only On Order @ Generally Available
|BER/IL 110 110 (WA IBER .35 0.05 0.08 [ ) A
|BER/IL1.20 1.20 14 1.3a 0.05 0.08 (] A
IBER/IL1.30 1.30 1.9 1.35 0.03 0.08 [ ) A
IBER/IL 1.40 1.40 1B 135 0.05 0.08 [ A TD)/TDC/TDT SERIES
IBER/IL1.50 1.0 |.75 1.35 0.05 0.08 [ ) A
IBER/IL 1.95 1.95 2.0 |.85 0.05 0.08 [ A Grade recommended
IBER/IL 2.00 2.00 2.25 1.38 0.03 0.08 ® A Dimension (mm) VD Uncoated
IBER/IL 2.25 2.25 2.3 1.35 (.05 0.08 (] A Basic shape of Insert Type Coating brade| ~ Coating Grade Grade
IBER/IL 2.50 2.a0 2.78 1.35 0.05 0.08 @ A
IBER/IL 3.0 3.0 3.2a .35 0.05 0.08 @ A B R L D S PC32G | PCZ0H | PC25G | PCOIH
Note * Best Suitable Available A Only On Order @ Generally Available
The right hand insert can be used for right hand external and left hand internal holders , and right hand internal holders . 5 5 . lgjé é gg gg ;1 31.*5 : : : :
ﬁ 1DJ4 4 03 | 1976 3 4105 A * [ A
) ’ M5 | 5 | 03| %5 | 4 |49 | @ | * | @ | &
ndlling 10C2 2 02 20 |7 34 [ > ()
[ ﬂ[ TDC3 3 02 20 24 4 ) * [ )
TDC4 4 0.3 20 3 4105 ) * ®
Jﬂ T0CS 5 0.3 73 4 489 () A ()
1072 2 02 20 17 34 [ * ()
1013 3 02 20 24 4 ) * [
] T0T4 4 o3 [ ] 3 |40s ° * °
1075 5 0.3 73 4 489 o > ®

* Best Suitable Available A Only On Order @ Generally Available

A86 A81
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G AND GROOVING TOOLS
GROO\"NG PARTING AND GR ING T

GIPA/MRGN SERIES

Grade recommended
L TVD VD Uncaated
Basic shape of Insert Type Coating Grade|  Coating Grade Grade
L R Bl S R PC32G | PC20H | PC25G6 | PCOH
(L] Jo
o R V GIPTRODE-3.00-LHC | I8 B 48 B.0 3 A
B m‘@! -
SN —
eits B |abe® |GPAVZISIANE (3072 | B | B2 | 12 A
Ej(,—)t | MRGN 400-A-LHC 2 4 3.3 48 2 A
Ky W
:n R : MRGN 500-A-LHC | 28 i 4) a8 24 A
4 MRGN BOO-A-LHC | 26 B ] 5.8 3 A

Internal Grooving And Turning Tool

* Best Suitable Available A Only On Order @ Generally Available

@d "-—56
. e
/ MY-MGIVR/L SERIES ]
Renulr:glla‘;lded Application Parts
Description Internal Grooving, Turning
L Screw Wrench
oD ad L LI |T(max)] H S
MGIVR/L201B-1. 20 16 124 33 4 13 1.3 MHBO3I0 2.8
MGIVR/L2520-1.5 LB 25 20 1al 45 4 18 131 MHATS[2 m
MGIVR/L2375-1.5 29 25 200 45 4 23 16.2 :
MGIVR/L2016-2.0 20 16 124 35 a 15 124 MHBO3I0 2.9
MGIVR/L2520-2.0 PO 25 20 150 4a a 18 14 MHADS(2 m
MGIVR/L2375-2.0 24 25 200 4a a 23 17.2 )
MGIVR/L2016-2.5 20 16 125 38 B 15 12.8 MHBO3I0 2.5
MGIVR/L2520-2.5 o et 25 20 150 4a B 18 151 MHADS(? L4
MGIVR/L2375-2.5 24 25 200 45 B 23 18.2 )
MGIVR/L2520-3.0 2a 20 1ol 43 B I8 15.B6
MGIVR/L3125-3.0 mgmgggm 3 25 200 43 B 25 18.9
MGIVR/L3732-3.0 37 32 250 G5 B 30 21.5
MGIVR/L2520-4.0 23 20 1ol 45 b 18 15.6
MGMN4D0-M
MGIVR/L3175-4.0 3l 25 200 4a B 23 18.9
MGIVR/L3732-4.0 MM U0 37 32 2350 B B 30 218 MHADSIZ o
MGIVR/L3125-5 MGMNS00-M 3 25 200 ha 8 248 19.5
MGIVR/L3732-5 MRMN500-M 37 32 2a0 i 8 30 218
MGIVR/L3175-6 MGMNEDO-M 3 25 200 g 8 23 19.4
MGIVR/L3732-6 MRMNBDD-M 37 32 240 G5 8 30 218

PARTING AND GROOVING TOOLS /(RROOVING

External Parting And Grooving Tool

T ;1\
H L B
] i
MY-MGEHR/L SERIES]
Description H=(H) ] L S T Interﬁ!lll;iirr':;uvmg Screw Wrench
MGEHR/LIGIE-15 E E i FRRE
MGEHR/L2020-15 20 70 125 e MGMMNIS0-G M5X22 L4.0
MBEHR/L7525-15 E 75 50 2525 | W5
MGEHR/LIZIZ-2 1 [ i W25 | s
MGEHR/LIGIE-2 I [ i 5| W5 | MGMMNZOD-G VEX7S L
MGEHR/L2020-2 20 20 125 025 | K5 | MGMMNZO0-M
MGEHR/L2525-2 25 25 50 2525 | ls
MGEHR/LIGIE-25 E E in B30 | IB5 | MGMMNZ50-G
MGEHR/L2020-25 20 20 125 30| 65 | MGMMNZ50-M M5X22 Lo
MGEHR/L2575-25 25 %5 50 T
MGEHR/LIGIE-3 E E 0 B35 | 185
MGEHR/L2020-3 20 20 125 R
MGEHR/L2020-3-110 | 70 20 125 04| 0 |MGMN3D0-G
MGEHR/L2525-3 E 7 50 254 B |MGMN3DD- M
MGEHR/L2525-3-T0 | 75 25 50 254 I |MRMN30O-G
MGEHR/L3252-3 37 32 170 24 | |
MGEHR/L3282-3-10 | 32 32 170 24| 10
MGEHR/L2020-4 20 20 125 04| I
MGEHR/L2020-4-TI0 | 20 20 125 04| 1
MGEHR/L2525-4 25 25 50 254 [ mgnggﬁm MEX25 15.0
MGEHR/L2525-4-TI0_| 75 25 50 254 10 S
MBEHR/L3287-4 37 32 170 24 | 1
MGEHR/L3282-4-TI0 | 37 32 (70 24 | W0
MGEHR/L2020-5 20 20 50 05 | 2
MBEHR/L2020-5-T15 |70 20 50 e Clace L ach 53 1y
MBEHR/L2525-5 2 25 50 255 T s o 3
MGEHR/L2525-5-T15 | 25 25 50 255 5 |yrMNSDOG
MBEHR/L3282-5 37 32 170 35 |aod3
MGEHR/L3282-5-T15 | 32 22 170 25 | 15
MGEHR/L2020- 20 20 125 W6 | 7
MGEHR/L2020-6-115_| 70 20 125 W6 | 5
MGEHR/L2525-5 E 25 50 56| 23 mgmgggg" "
MGEHR/L2525-6-T18 | 75 B 50 T5gace pce Jabd 'L ate
MGEHR/L3252-5 37 32 170 28| 2
MGEHR/L3282-6-T15 | 32 32 170 28 | s
A89
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G AND GROOVING TOOLS
GROO\"NG PARTING AND GR ING T

Parting And Grooving Processing Applicable Data

Dimension Recommended cutting feed(mm/r)
n WidthOmm[ Cutting-off Grooving Turning Profiling
;Ec: 1a 0.05-0.15 0.05-015 0.05-0.15 0.05-015
% Vi 0.05-0.15 0.05-015 0.05-01a 0.05-015
@ 24 0.06-0.15 0.06-=0.15 0.05-015 0.05-0.15
3 [0.05-015 [.05-015 0.07-0.15 0.-02
4 0.05-02 0.05-0.2 0.07-0.25 01-02
5 0.07-02 0.07-0.22 0.1-0.25 015-0.3
; 0/-03 0.07-0.25 0/-03 0/5-03
Workpiece Hardness PC32G PCZ0H PC25G PCOIH
Carbon steel 125 HB< 170 150-280 150-280 150-280
E”DLyﬂg’tEEl 180< HBs 275 110-200 1070 10000
aunl;lli%l;m 15¢=IiBs 323 110-190 110-190 110-190
Cast iron 180= HBs 250 100-170 100-170 100-170
” FLE 4005 B85 80 100-200 2t 100-200
Austenite 180 < HB< 300 110-220 110-220 110-220
Malleable 130= HBs< 230 130-220 130-220
cast iron
Gray cast iron ‘60e HE<a2d) 120-200 120-200
Nodular 160< HB< 250 110-180 110-180
N AlUlTIiI'Iile 25["5“]
alloy
High
S temperaltgure alloy >

Cutting parameter suitable for GRODVING
Suggestion:Cutting speed should be reduced by 30% - 40% far internal and face turning.




EAD CU G TOOLS EAD CU G
T“RN'"G THRER TTING T THRER TTIN T“RN'"G

Thread Insert Naming Rales ("
. GECTETEED x| B sl
_ 2 Thread Tal
& g "_>||4_ read Tolerance
r A d l
» . D
Iy 0 nbehalf of 1.0=6.33 mm Re = —_
;-%' {6 0 nbehalf of 1.0=8.525 mm agé & [ eHTatt :—c;
= External Partial Profile 60° ] 2
: — GRS 2
Applicable Thread o Total
E » External thread turning insert — Dimensions Cutting Recommended grade
| > Internal thread turning insert Description Depth
mm TRl d L X F St Re (mm) | PC256 | PC32G | PCZ5H
IGER-ABD 0.5-1.9 48-16 3.925 6 0.8 04 344 1 0.0B < A A A
IGER-GRD 1.75-3.0 4-8 3.024 6 |2 |7 344 1 022 — A A A
|GER-AGRD 0.5-3.0 48-8 5.924 6 |2 N 344 1 006 = @ A A
* Best Suitable Available A Only On Order @ Generally Available
Euttlng I]weutlun
R > Right L » Left -~
X Partial form
SN | Thread Tolerance
- “ d 1= VS
B E R - 13 PL256 > 1
- — - '\1/ ReX \}— L -
1
[ Pitch L
o - ]
Full Profile (the Number Is The Pitch Range) Internal Partial Profile GO ]
mm TPI .
(™ Touth tyoe of thread Ao T
0.35-9.0 72-2 Jooth tipe of thread ¢ s m:it:h read Dimensions ETnt_aI Recommended grade
V Partial (the Number Is The Pitch Range) B0 Partial profile B0° Description [;]:;Itr;]g
B TPI 55 Partial profile 55° ° mm TR d L X F St | Re | (mm) | PC2SB | PC326 | PC25H
A 0.5-1.5 48-16 .
AG 0530 488 IS0 IS0 Metric -qce Grade BIR-AG0 0545 | &6 | 3% 0 15| 0 | W [is] - | A | A | A
G 17530  14-8 u American UN [8IR-ARD 0.5-1.8 48-1R 47k 08 0.8 08 238 | 008 = A A A
N 3550 75 UN]  Unified Constant Thread HIR-AD D515 | 488 B35 I 08 08 | 304 [oos | = A | A A
@ 5560 4124 — IBIR-ABD 0515 | 4806 | 5% B 18 [ 03 [su | - | @ | A [ A
. . IBIR-GR0 173-3.0 4-8 9.02a 16 .2 17 344 1 018 — o A A
NPT A B0°Tape Pipe Thread
e i el e TBIR-AGGD 0530 | 488 | 8405 [ 12 7 |k s - | @ | A | A

NPTF  National Pipe Threads-Dry seal
BSPT  British Standard 55°Pipe Thread
ACME  American ACME

STACME  Stub ACME

T Trapes DIN 103

ABUT  American Buttress

RD Round DIN 405

APIRD APl Round Thread

* Best Suitable Available A Only On Order @ Generally Available

A92 A93



EAD CU G TOOLS EAD CU G
T“R"ING THRER TTING T THRERA TTIN T“R"I"G

/
Partial f
X - - Thread Tolerance )E o i Thread Tolerance
l 7Y X U d l
- | BE
WidthOmm[ Cutting-off Profiling
; i 4
c Cc
; . 0 ;
z External Partial Profile 55° ] External IS0 Metric 60 ‘ =
; Applicable Thread
Applcable Thread Dimensions Total Recommended grade - Il:illlit:h — Dimensions ETﬂt_ﬂ| SR
Description s EI; ttir;? Description [;I::tlg
t
mm TR d L X Fo| st | Re | (mw | P25 | PC32 | PCzsH mm T d L X F | 8 | Re [ (mm | PCZ36 | PC3Z6 | PCZSH
" - I B T e T w Tim = e Ta - a IBER-05150 05 S A 06 | 04 |34 [0 ] 03 | A | A | A
i ged = T T Y T Tl = e Ta T & BER-DTSISD_ | 05 — [ 855 | B 06 | 06 |3 [ 00| 04 | A | A | A
ek 5 - e R 17 T e T =1 & & "a IBER-1.1SD | -~ a5 | B 07 | 07 |3% 06| 08 | ® | A | A
* Best Suitable Available A Only On Order @ Generally Available IBER-1.21S0 .23 oy 3.020 IB 03 03 344 0.3 071 L J A A
1BER-1.51S0 l.a — 9.925 1B 08 | 344 | 0.23 0.92 [ ) A A
e IBER-1.751S0 173 — 9.925 16 09 1.2 344 | 02 1.07 @ A A
X Partial form IGER-2.0180 i — 9.975 16 | 1.3 344 | 03l 1.23 [ ) A A
f Thread Tal IGER-2.5180 1a - 9.025 16 i l.a 344 | 032 |.a3 [ ) A A
- .- T’ b 4 P A nEE IGER-3.01S0 3 — 3,525 I6 12 6 |34 |06 [ 184 | @ [ A | A
- 7 A
--"'";I a 2 T 1 l - * Best Suitable Available A Only On Order @ Generally Available
- Re B L - N X ] Full form
/ . S e - Thread Tolerance
7 \4
- n d |2A—x & Y l
Internal Partial Profile 55° ] 4 N |
- Re L RS BG
Applicable Thread
pplicable Threa Dimensions Total Recommended grade / .
. Pitch Cutting
Description Depth ] . ‘
mm | I ! L X F | st | Re | (mm | P56 | PC325 | PEZSH Internal S0 Metric 60
DBIR-ASS — 4316 397 05 05 05 | 19 | 005 | — A | A | A A"""“'?'E Thread Dimensians Total Recommended grade
OBIR-A55 - 1816 478 08 08 08 | 238 |05 - | A | A | A Descriptian Pitch E[;Jttnrln?
R ! S os ept
[IIR-A5 48-16 6.33 If 08 09 304 | 0.05 A A A mm R d L X F g Re (mm) | PEZ5G | PC32G | PCZ5H
1BIR-AGG — 48-16 9.025 I3 08 04 344 | 0.3 72 @ A A
|BIR-Gaa — 14-8 4.02a |6 .2 |7 3.44 0.2 — [ ) A A [1IR-0.75180 0.75 — 6.35 Il 0.6 08 3.04 | 0.04 043 A A A
|BIR-AGaa X 43-8 9.0Za 16 12 |7 344 1 -0.07 . [ A A {1IR-1.01S0 | = 6.35 If 06 07 3.04 ) 010 (.58 A A A
* Best Suitable Available A Only On Order @ Generally Available MlIR-1.23130 .25 _ B.3a l 08 03 3.04 0.2 0.72 ® A A
{1IR-1.5180 1.4 — B.35 if 08 1.0 304 | 014 0.87 [ ) A A
{1IR-2.01S0 2 — b.35 if 04 A 304 1 018 11a [ ) A A
16IR-0.5180 0.a — 9.025 16 06 04 344 | 003 0.29 A A A
16IR-0.75180 0.7 e 9.925 i 06 06 344 | 004 043 A A A
1BIR-1.01S0 f = 9.925 1B 0.8 07 344 | 010 (.58 [ ) A A
1BIR-1.25150 1.2a — 9.925 16 0.8 0.4 344 | 012 0.72 [ ) A A
16IR-1.51S0 l.a a 9.525 16 08 f 344 | 014 0.87 @ A A
IBIR-1.75130 |.7a > 9.975 1B 04 1.2 344 | 010 .01 [ ) A A
1BIR-2.01S0 i — 9.925 |6 | 1.3 344 | 018 11a @ A A
1BIR-2.3180 14 & 9.925 16 |1 l.a 344 | 05 144 [ ) A A
16IR-3.0150 3 > 9.925 16 A la 344 | 026 173 [ ) A A

* Best Suitable Available A Only On Order @ Generally Available

A94 A95



THREAD CUTTING TOOLS THREAD CUTTING TOOLS

TURNING

TURNING

fo ( Full f
X X ull form
Full
et Al Thread Talerance NP LD Thread Tolerance
ﬂ . v v 0
" & r Al d - . : A d 8 A\
S W £ l - & 4 N X Medium Class A
e L Re ZA L3 L Re R=0.137P
g agé -
= External American LN 60" \ External Whitworth for BSW,BSP EI]"] =
® )
Applicable Thread o Total Noolicable Thread
- Pitch Dimensians [:uI:ti‘:g Recommended grae s u:a. - Dimensions Tﬂt_ﬂl Recommended grade
Description Deoth Descriptian Pitch Cutting
mm TR d L X Fo| st | Re | (mm) | P25 | PE32E | PCZSH Lt
(mm) mm I d L X F St | Re | (mm) | PC256 | PC32G | PCZ5H
IBER-20UN — 20 9.525 16 0.8 09 344 1 0.9 078 A A A \BER-2EW > o0 5'525 m I].7 I]'B 3'44 |].|[| I].ES A A A
IBER-18UN — 18 9.525 16 0.8 | 344 0.2 0.87 [ ) A A BER-2OW — 70 5'525 M I]-S I].EI 3'44 I].IB []'BI A A A
|BER-1BUN = 16 9.575 16 0.3 A 344 | 024 0.97 ( J A A RN E q 5'525 [ |].8 I 3'44 I].IEI I].BE °® A A
ER-) - D s A B iy iyl Dyl O B A Iy A IBER-IBN - T T T 08 | u (s [im| o | e | A | A
IBER-13UN = 13 9525 16 | 1.3 344 | 024 1.20 A A A IBER-I4W = m 5'525 m I |.2 3'44 I].ZE I.IE ) A A
|BER-1ZUN — 2 9.525 16 A 14 344 | 0.32 1.30 [ ) A A BER-ZW v m 5'525 I M |'4 3'44 I].SD I.SE ) A A
FRER — el et 1§ s 1§ jamjose] 185 | A | A | A (BER-0BM = 08 9595 B 17 5 |34 | 03] 203 | A | A | A
s K Best Suitable Avalable A nly On Order @ Generally Available * Best Suitable Available A Only On Order @ Generally Available
f X Full form
a ﬂs o " X _ Thread Tolerance 8 Full farm
\ . TIlle =Q. read Tolerance
—4 f Rq137P Thread Tl
< Re Iy L 2A < g'# . d 1= X 7y G 23 : l
,/ ! o I*f N ® _
| Re L - R=0.137P Medium Class A
Internal American UN 6T° ) ) -
Avplicablo Thread Dimensians Totel |  Recommended grade Internal Whitworth for BSW,BSP BO° ]
Description Ll Cutting
Depth Applicable Thread Total
mm TPl d L X F St | Re | (mm) | PC25G | PC326 | PC25H -y Dimensions c ota Recommended grade
- Itc utting
TBIR-240N S % 0575 B 07 08 |34 |03 ] 08 | A | A | A Descriptian Depth
IGIR-200N x 70 3575 B 08 | 08 |3 || 0B | A | A | A mm T d L X F{ S ] Re | (mm) | PCZ5G | PC3Z6 | PCZ5H
1BIR-18UN — 18 9.925 16 0.8 | 344 | 012 0.8l { ] A A IR-19wW o 19 £.35 T 0.8 | 204 | 049 0.86 A A A
IBIR-IGLN - B 575 B 09 I |36 [0k | 09 | @ | A | A TR — m Foe m T T Ten T ml B T a T a2 T a
IBIR-T40N = [ 9575 I8 09 | 17 [s@|Oon| s | @ | A | A TR2an - 7 Toor B 0 T T om0 | A | & 1 &
IBIR-I3UN - B | 85 | | 3 |34 [0 | 138 | A | A | A BIR-26N 4 T T T 7 [ 08 | ae (00| 08 | A | A1 A
IBIR-12UN - |95 | ® | (sl 27 | @ | A | A BIR-200 - m | 955 | 8 | 09 | s |08 ] 08 | A | A | A
(BIR-I0UN = i 3525 E I 15 |36 |05 | 4 | A | A | A TTRT N i o m 08 [\ AFE, 1 816 i AEE o] @PE [ k6 |-k
I6IR-BUN - B 355 | 18 | [sa|om] 8 | A | A | A TBIR-IBW = E 3525 | 1B 03 U |8 [0 112 | A | A | A
* Best Suitable Available A Only On Order @ Generally Available 1BIR-14W - 14 0575 18 | 1.2 244 0.26 116 () A A
1BIR-1ZW — 12 9.575 16 i | 4 344 1 030 1.36 [ ) A A
IBIR-HIW = Il 9.575 16 1 15 344 | 033 148 A A A
|BIR-08W — 08 9.575 1B 1.2 1.5 344 | 039 2.03 A A A

* Best Suitable Available A Only On Order @ Generally Available

A96 A91



TURNING

THRERAD CUTTING TOOLS

THRERAD CUTTING

TURNING

fo a % L2 Full farm
X Full form ling L - Thread Tolerance
"'! < : e R=0.137P Thread Tolerance o . : R > d
b = d \27.5°27.5° S ' =
o tp = i L Re = Standard NPTF
— L
L Re ) Standard BSPT . +
E‘ / y 90;’ 7 ) / E'
2 2
=4 ternal Brish Standard Thread ') Evternal American NPTFE0° ) =
i Applicable Thread
Applicable Thread Dimensions Total Recommended grade a IBE. - Dimensions Total Recommended grade
- Pitch Cutting - Pitch Cutting
Description Depth Description Depth
mm TPI d L X F St Re (mm) | PCZ56 | PC32G | PCZ5H mm TRI d L X F St Re (mm) | PCZ56 | PC32G | PCZ5H
|BER-28BSPT — 78 9.02a |6 0.6 08 344 1 0.09 0.58 A A A |BER-27NPTF — 27 9.525 16 0.7 0.8 344 | 0.04 (.64 A A A
|BER-I3BSPT & 19 9,073 |6 0.8 03 3.44 0.4 0.86 A A A |BER-1BNPTF = 18 9,925 16 0.8 | 344 | 0.04 f A A A
|BER-14BSPT > 14 9.925 16 f 1.2 344 | 0.26 116 A A A IBER-14NPTF - 14 9.525 16 0.9 1.2 344 | 0.04 1.35 A A A
|BER-I1BSPT = Il 9.925 16 Il 1.4 344 1 033 148 A A A |BER-I.SNPTF - 1.5 9,575 |6 A 1.2 344 | 0.04 1.63 A A A
* Best Suitable Available A Only On Order - @ Generally Available IBER-IGNPTF =g 8 3.325 I6 1.3 1.8 344 0.04 2.38 A A A
* Best Suitable Available A Only On Order @ Generally Available
4 X ' 4
f ull form X .
% Full form
a ¢ 1 ool el R=0.137P Thread Tolerance Y u
o ..--"'f‘f’ a 3 1 M EA 1 ; q | A= ] Thread Tolerance
J S |- N 7 \ -
g Standard BSPT g Re — L |
y ; -« v | sog¥ 147 . LIS Standard NPTF
", 0 . 0
Internal British Standard Thread 95 ] Internal American NPTF B0 ]
Applicable Thread i
PP u:a. & Thred Dimensions Total Recommended grade LD - 3 W Dimensions Total Recommended grade
L Pitch Cutting Pitch Cuttin
Description Depth Description I]epthg
mm TRI d L X F St Re (mm) | PCZ36 | PC326 | PCZ5H mm TPI d L X F S Re (mm) | PC25G | PC32G | PC25H
HIR-13W e I B35 I 08 08 ) 304 | 014 | 086 | A A A IBIR-I4NPTF — l4 9575 [ 09 12 | 34 | 004 | 135 A A A
IR-14W > 4 6.35 | 0.3 ' 304 | 076 | LI A A A IGIR-ILSNPTF — 5 9575 I I 15 | 34 [ 004 [ 183 A A A
[BIR-19BSPT - 19 9525 6 08 09 [ 344 [ 014 | 086 A A A IBIR-DBNPTF — 8 8525 [ 13 8 [ 344 [ 004 238 A A A
1B6IR-14BSPT g 14 8.025 16 I 12 344 0.26 LB A A A * Best Suitable Available A Only On Order @ Generally Available
|BIR-1IBSPT > Il 9.525 16 A |, 344 | 0338 |48 A A A

* Best Suitable Available A Only On Order @ Generally Available



EAD CU G TOOLS EAD CU G
T“R"I"G THRER TTING T THRER TTIN T“RNING

/

X Semi-Full form (e 10°
ling A 29 Thread Tolerance h G
" W wraou d v
S 1T e 1 |
n » L1 7 Re R=0.3707P R{K sl ¢ n
@ v
' L
E' / / |« #! E‘
2 2
g External American ACME 29° ] External thread cutting tool ] g
; L Applicabl )
Applicable Thread Dimensians Total e Dimension(mm) f:s:::: Screw Shim Screw Wrench
Description Fitch Cutting Size itm:k !
Depth ftem (A /
mm | TR d L X Fo| s | Re | (mm | PEZSG | PE326 | PC2SH ! h b : : N g
|BER-1ZACME — 12 9.425 16 A 1.2 344 | 0.08 119 A A A |2E|‘]IZE[I|-I'(’IE : IZED IZED IZED :gg gg
R IDACHE ok | B 4 Lo M BBl W) A L AL A SR [ gzwe | A | 25 | o | 95 | G0 | s |SeeCICI| I6OMSKIZ |MT-CICIH | S CICBE | wisCo?
|BER-BACME > 8 9,925 16 14 1.0 344 010 |.84 A A A 2975018 A 2 2 7 m 27
* Best Suitable Available A Only On Order @ Generally Available 3937PIR A 29 29 29 170 40
* Best Suitable Available A Only On Order Y Generally Available
i i
/
Sl j(_ Semi-Full form ZDmin Si @; —l— =b
_ d | 2 Thread Tolerance |
Y 4 3 - ) ]
--";l \B L I l
Re >« .
e - R=0.3707P %{K Internal thread cutting tool ‘
/ Dimension(mm) A|I1p|inahle Screw Shim Screw Wrench
Internal American ACME 23° ) Size stock =
Tm 4L b || s | b |u | (O | & f /"
Applicable Thread Dimensi Total Recommended grade
: Imensions pO16K! A 16 173 i 12 10 19 209
- Pitch Cutti { ciE-ce “~ace [\ ace
Description T Dopth DIBM I 7 T N N T T N I e o
mm TRI d L X F St Re (mm) | PCZ56 | PC32G | PCZ5H 0016MIB A 16 fal | 1a.3 20 12 1 27 |BOMZ.aX8 WTIaIP
00720MIG A 20 | 150 | 18 25 14 18 28.7
|6IR-12ACME = 12 9.575 16 12 1.3 344 | 0.05 119 A A A 0020006 A 0 | B0 |19 B m 8 2%
[BIR-1DACME — i 9525 [ 12 13 [ 34 [ o008 | 152 A A | A SIR D025 NN ETE R
IGIR-BACME - 8 b 4 L la |34 )00 ] 18 | A | A ) A DOSRE | A | 3 [ 200 [ 3 | 40 | 22 | 30 | 309 |BR-OCCT 160M3542 ; MTIE-OOIM | S CIBCE WiisODIP
* Best Suitable Available A Only On Order @ Generally Available 0037518 A 39 750 3l 4 79 20 309
0040718 A 47 1 300 | 885 ] al 21 37 3.8
0050018 A all | 330 | 485 B3 30 43 407

* Best Suitable Available A Only On Order @ Generally Available

A100 A101
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TURNING

>> THREAD PROCESSING APPLICATIONS DATA

THREAD CUTTING TOOLS

In Order To Obtain The Best Thread Processing Effect,please Follow The Steps Below:

® [hoosing the right thread processing way.
o Choose helix angle.choose shim.

o [hoose the appropriate insert and size of toolholder.
Machine type of thread tool

External processing Right hand thread

Internal processing Right hand thread

A102

® Reference standard thread processing programming
parameter table.choose appropriate cutting data.

® [hoose feed method.

External processing  Left hand thread

Internal processing  Left hand thread

rk

iy

[

formula:

THREAD CUTTING TOOLS

TURNING

>>Thread processing applications data

Choose helix angle and shim p= Helix angle

The clearance angle of thread mainly along the edge of tool. This will
significantly impact on heat dissipation, tool wear extension, tool life,
production safety, the quality of the thread. The clearance angle of thread dm -
proile depend on the helix angle, because both are similar. If inclined angle R ()
different from helix angle, and the clearance angle is changed.

The inclined angle must be the same as helix angle to avoid excessive wear
and lead to shorten the tool life. Helix angle is calculated by the following A

ONINYNL =

A = Inclined angle

= arctan 4

ox JT
P=Pitch
d72=Pitch diameter 0
Commaon inclined angle is 1 MT standard
shim inclined angle is °
Calculation of clearance angle:
The clearance angle is calculated by
the following formula:

B=arc(tand x tana)

26= Thread proile angle

Thread proile 26

a= Rake angle,external is 10°,internal is 15’ for standard tool External Internal
. L 55° 7° 7°
If helix anglesclearance angle the side insert can
produce interference.must be replace the shim. 30° 4° 9 5°
Please adjust the difference between helix angel and
0 . . .
inclined angle to 2 0° through replace the shim. 29 4 2.5
Pitch(mm) Thread No./inch
[1] / |aé
/
Ex:if P=1.5,d,=24mm 8 / /
Helix angle1.14°-(2°-0 )=|ndine:1(-0.86°~1.14) , 15/ 117
Choose standard shim 1° to processe. /r< i / /
[T/ K/ 4
6 B
s P
Pitch Size Inclined angle Shim 5 / / 7/ 1z //’ P °
/I
0 MT16-00M 4 / / // - — 6
1 / —7
MT16-01M
0.5-3.0 16 / .
2 MT16-02M s 1 / / / = =8
3 L~
MT16-03M ) / // o~ — 11
- =0
0 MT22-00M /// / | ™ 1
1 MT22-01M 1 I/ prd Y
3.5-6.0 22 S /4 ~ 32
MT22-02M =
3 MT22-03M
Workpiece Diameter -~ 50 100 150 200 mm
(MT16—01MorMT22—01M) 2 4 6 8inch
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THREAD CUTTING TOOLS THRERAD CUTTING TOOLS
TURNING TURNING

>> THREAD PROCESSING APPLICATIONS DATA Choose appropriate insert and size of tool holder >>Thread processing applications data
(reference the list of thread turning tool)
Different standard thread processing programming AMERICAN LIN EXTERNAL THREAD FEED BUANTITY RECOMMEND TABLQ
Metric IS0 External thread with wiper feed quantity recommend tahle‘ parameter table
Pitch 24 20 18 16 14 12 11 10 9 8 7 6 5
Fitch 1.0 1.25 1.5 1.75 2.0 2.5 3.0 4.0 5.0
The total amount of feed| 0.649 | 0.779 | 0.866 | 0.974 | 1.113 | 1.299 | 1.416 | 1.558 | 1.731 | 1.948 | 2.226 | 2.597 | 3.116 [
c
0.72 0.86 1.02 1.17 1.33 1.63 1.94 2.58 3.21 X
The total amount of feed Feed time 5 6 6 7 9 9 10 11 12 | 13 14 15 | 16 4
=
. . . @
Feed time o 2 v J 2 i 1 e Uy Radial feed(X)and tooth side feed(Z)
Tool moving styles
Radial Feed(x)and Tooth Side Feed(z)
Toal Moving Styles Xz | xjz | Xz | xtz | xjz | xjz | x/z | x/z | xjz | x/z | x/z | x/z | x/z
X/z X/z X/z X/z X/z X/z X/z X/z X/z 0.206 , |0.210, [0.233 , [0.226 , |0.196 . [0.229, |0.220, |0.214, [0.210, |0.211, [0.213, |0.218, [0.229
1 / / /

1 0.20/- 0.20/- 0.21/- 0.22/- 0.24/- 0.25/- 0.26/- 0.35/- @40/-ace \-ace \-ace \:ace \:ace \:lace = I B e_\l: ans » Wiace V: hee ¢ \zake cach _1:ace] §.: 2 ce IL:ae e_\ace N
———————————————————————————————————————————————————————————————————————————————————————————————————————————————— 0.148 , |0.163, |0.181 , |0.188 , |0.189  [0.222 |0.228 |0.240, |0.256, |0.276, |0.304, |0.343  |0.399
I 2 777777777777 °; ié/f)ioi | 707'17?/?;1707 1 707'17?/?'71707 1 707'23/?'71727 1 ?;%%/ ?'137 | ?f“'/ (7)'147 1 70;2747/ (7)'7 17477 i ?;%Of ?; 1777 i ?;%5! 020 | 0.086| -0.004| “0.104| 0.109| “0.110| “0.128] “0.132| -0.139| ~0.148| ~0.160| “0.176| “0.198| -0.230

3 0.16/0.09 | 0.16/0.09 | 0.18/0.10 | 0.18/0.10 | 0.20/0.12 | 0.21/0.12 | 0.20/0.12 | 0.25/0.14 | 0.30/0.17 0.114 , (0125, 0.139 , |0.145, |0.146  |0.170 |0176, |0.184, |0.196, |0.212, |0.234 . |0.263, [0.306
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 3 /

0.066| -0.072| ~0.080| <0.083| ~0.084| “0.098 ~0.102| -0.108| <0.113| ~0.122| <0.135| “0.152| <0.177

4 0.10/0.06 0.14/0.09 0.15/0.09 0.15/0.09 0.15/0.09 0.18/0.10 0.20/0.12 0.20/0.12 (000227 (0 T [ TGyt spapuppupepcpuy RPRpRUpRE Rl PERRSupu SRu) SN (PO ] P (S P RS S i A S

7777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 0.096 , [0.105, 0.117 , |0.122, |0.123, [0.143 |0.148  |0.155, |0.165, |0.179, |0.197, |0.222. |[0.258
4

5 0.08/- 0.10/0.06 | 0.12/0.07 | 0.13/0.08 | 0.12/0.07 | 0.15/0.09 | 0.18/0.10 | 0.18/0.10 | 0.25/0.14 0.055| ~0.061| ~0.068] ~0.070| ~0.071| ~0.083| ~0.086] ~0.090| -0.095| -0.103| -0.114| ~0.128| “0.149

6 0.08/- 0.10/0.06 | 0.11/0.06 | 0.12/0.07 | 0.12/0.07 | 0.15/0.09 | 0.18//0.10 | 0.20/0.12 0.085 . [0.0903, |0.103 , |0.107 , |0.108  [0.126 , [0.131, |0.137, |0.146, |0.158  |0.173 . |0.195 o?
7777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 5

0.049| -0.054| ~0.059| ~0.062| ~0.062| “0.073| “0.075| “0.079| ~0.084| ~0.091| “0.100| “0.113| <0.131

7 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.13/0.08 | 0.16/0.09 | 0.18/0.10 ~  m=meeececmccccaccfbomccead e ecme e e e e e e el e e e e b e e e f e

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 0.084 , [0.093  [0.097 , 0.098 , |0.114 , |0.118, |0.124 |0.132, |0.142, |0.157, |0.177, |0.205
6

8 0.08/- 0.10/0.06 | 0.10/0.06 | 0.12/0.07 | 0.15/0.09 | 0.16/0.09 0.048| ~0.054] “0.056| ~0.056] ~0.066| ~0.068| ~0.072| ~0.076| ~0.082| ~0.001| “0.102| 0.119

° 0.08/- 0.10/0.06 | 0.10/0.06 | 0.15/0.09 | 0.15/0.09 0.089 , |0.090, |0.105, |0.109, [0.114, |0.121, |0.131, |0.144, |0.163, |[0.189
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” 0.052| ~0.052| “0.061| ~0.063| “0.066] “0.070| -0.076| ~0.083| ~0.094| “0.109

10 0.08/0.05 | 0.10/0.06 | 0.13/0.08 | 0.15/0.09 = =mmm=mmmmmmmmmmm b e e e b e e e e b e e e b e e f
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 0.084 , |0.0908 |0.101, [0.106, |0.113, |0.122, |0.134, |0.151, |0.176
8
11 0.08/- 0.10/0.06 | 0.12/0.07 | 0.13/0.08 0.048| ~0.056| ~0.058] ~0.061| “0.065| ~0.070| “0.078| ~0.087| “0.101
12 0.08/0.06 | 0.12/0.07 | 0.13/0.08 0.079 , |0.002 |0.0905  |0.100, 0106, |0.114, |0.126, |0.142  |0.165
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” 0.045| -0.053| 0.055| ~0.057| ~0.061] “0.066| -0.073| -0.082| ~0.095
13 0.08/- 0.11/0.06 [ 0.12/0.07 ~ mTmmmmmmmmmmmmmmspmemssmmsmmmofemm oo sm o m s e s oo m oo mm s s s e s
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 0.090, [0.094, |0.100, |0.108, |0.119, |0.134, |0.156
10 /
14 0.10/0.06 | 0.12/0.07 0.052| -0.054| -0.058| -0.063| -0.069| -0.078| “0.090
) - 0.08/- 0.11/0.06 » ooy 0.095 o.y o.y oy 0.149
**************************************************************************************************************** 0.052| -0.055| ~0.059| <0.085| <0.074| ~0.086
16 0.10/0.06 =~ o Tmmmmmmm s mmmmmmepe e efe e e m e b e s s s mm s femm s s
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 0.091, [0.098, |0.108, |0.122, |0.142
12
17 0.08/- 0.053| -0.057| -0.063| ~0.071| “0.082
0.094, |0.104, |0.117, [0.136
13 /
0.054| ~0.060| ~0.068| d.079
0.100, [0.113, [0.131
14
0.058| -0.065| -0.076
0.109, |0.126
15
0.063| -0.073

A104 A109



TURNING

TH

RERA
D

00OL:

S

3
O
O
-
L
Z
-
-
j
U
Q
18
]
18
L
-

TURNING

—

ol 8
n| 8
o
N
b >3 < :
© o ™ .
~ « P |
3 |
o = 2 S N @
,nv. 0,3 O |
N L -] o N
~ T = 0.,2 4,
~ < < | @ | X N iy
N ) | o) [N 2 |
4 A ! | 002
) | 0 - ! |
K < =) B 1.” 5”0 ] M,73ﬁ
N - 'S S | & < ! =) | = = | W
N N = ~ ! N o |
EAg T ~ I 000
® < | 8 ! S s g o L S ”01, i
(-] P » | & ~ ”2 ° | © | ,2 0.”6 9,
o e I N o | .070 | © 80, :
N S AN S 5\S | N = = >
o - ) o © | N e | 5 o ! <) P\ 2
N 1 o Sy S o L B5\S | 9”0 NN Q!
~ N 0., %” | = 0.,2 o ! o %0, ,
~ < |8 ) = P8 B | 1 O ,70, o - 3| !
(-] o 0 | & LN - 0 | IS 0.,0 oo, .0,7 I
Nl ! 5, .039 = 0, o ,5 © |
X ; ,41, o R 3 | 6,0 1 © > ! © e .,07,
. - o Q - — T ﬁv.,6 3! [ 0,07 N (TS} 0, ,
- - ,303 ! o | o ,50 4, ! | [T}
N q ! 9 | o 60, o - g | 10..47
, © . Q o~ | ol I 027, : | 0,
=) © )ﬂ o ! o 0.”7 0” S 0,& W” Lo 40, ”0 '3 0., ~
- N N ® & L £ B = o ,10., N 10.,5 | Lo "3 =
~ ; ~ ! 1039 o ,2 N o ;™ 7, | 2 o
© ,24 g | I o 40, T { T - I
~— { | o o) 1 | 036
AR ° S NS ! = RNGS N " o;se 'S =R . o ”30, ~
- - o) PN S @ o s s @ =) 'R E 6,0 | & 2| < ,10.,96
L N EEE | TR BN\ | 0 | 1.0.66 ”o.oﬂm S S NS
- ) © : P N i S R ! = I =N o 20, , as > ! ~ ,10.
@ b | =) ,80 i > | o 10.,0 1 .0,9 o ! 'S
- N 5] | o | — ., < | ,10 7, : O ,10
o SN i 0,18 ; S = o TN I > | o !
S = o 'S e | | S - 8 6,0 2 . b4 ' A mw” 1.056
- o ) RN - © | om 0.,57, ,.0,66 | ot ,10, o ,10.,
,.0”6 = =) LS 5 =) ,20. N ,10.,0 z5u” ,1.0,
= N o & i o | = o IS m, 1.096 ) s oS! g ,
N 0 o b3 © ] o SR %, | O e 5 5,0 ﬂO., > A~ &7 ” ,
T} < _, ) | ., o | ,10. I .0,35 o ! | !
- o N f 10,2 ~ ! . A © ! o 10, !
(] - o) ) o v B | =) ;N S ! - = > © | I | 1
3| o| 2 = B\G | S P o;7ﬁ S SIS .S PN , | |
- o (N S e — BN P BN 2| JENS | | ”
®© — ] I~ O., 8, ”1 0,6 © | = 44”5, ,ﬂv. I | [
[ o) o ,20 o | |
— <| & m,x N < NS S A&t 7 £\ 8 | | | | ,
- g I . 2
= - ~ N S 2” ,.0,5 —n/v, O = o ! 70 ,m A | ; ” I |
=) - -] ho) o ,%1, 3”0 ”M 0.,1 %, ”m 0,05 ) ” i L ” ”
[3=1 D ,.0.,0 o> ! : ™ 3 | ,10 = | ! | ]
a () N LS ,8//0., 9”0 | 0.,1%, 1.0.45 ” ! , ! ”
— T | G S ' o o o N S | o 00, " , | N I
= © N~ = X ® | @ = ,50 = |- > [ 10., | , , [
[=L) - - N ! - | | = nU., 6, I 035, o | i | | !
E (=) .n% M (R = | ' o ”% o | 3,0. = 3S . , | ” | , !
4 © — - | o | 4 | 065 I ! |
% E . S BN = ] S NS 19 8\ 3 | | ” | |
o =} o N = | & N”oo nh, o 0.”1 S ,MO ” , , [ ; ,
@ | 3 ! |
= = o| @ SHEAS —= B\S | —— ENS 18 3 | ” ” ” ” ,
= I 0.,1 o | o | !
= e (-] m ,% w” o N o ! 7” ,fnlv S ! (=} ” | ! ” | |
a = o © | > | < | 0.,, S ,.0,75 ! | I I
= = 1037 ,ﬂm ,0 ! , © ,90 L | | ! |
= 3 N R Ea 8 B= mf? |80 | ” | | , |
m = o i) X [2¢) _” o O,m %” 1 O e S ! 9”0 | ] ” I ] ”
- N - I - I ) o) P D | i | |
=" | < ! 10, 5, .034 L |
[=u m ] N ' % S ! =] e o | 00 ' 2 S ” | , , ” i
“ - o © 2 = 0..,9 Q- o, =S 3 | ,M =N ! ! ” . | ”
— 3 I : o T |
o 0, &0 =2} © | I !
= = N ” ”B 0., % | | S = S ” [ | ” ! , ,
(77} [ ] - 53 = | = P~ O ' o 80, pos | r , ! I ,
%] [=E] N -} ~N | 9,0 I = O., < ! ”0 0.,2 4, ” ] , ] ] ,
5 = 0 ; r @ | ) a3 & ) (=) S , T , | [
Q = = 70 . © ,OO o | > | | 1 | |
L - n ! I o 1 | ] ,00 | | ! I
2 = © T nv.,2 © ! e 0,3 < ! ,0. | ! | T ; |
E 3 N ENIEN s 8 g , g T PPY- B |
=1 = ~ y DN 0.,1 B = o ! 1 W [ ! | , !
= B E N (e e pS o 2lS , , , , , ” | |
m [1=] o ] | o o nu.,oo 0 ! I f ! | ! | ) |
m = = 7 : ,47 | ,90 - ! I | ! | i !
= 5 — 5] o L @ S |\ < =] 0.”9 %, | 1 I ; , | | |
= = = = — 1.0.,4 o | | @ ! ! | - i I I
— = >~ 1 ] = o | , |
= [*+] ,0 00, 0 S 2 T 0 | | i | |
— e =] -] - = 0.,7 o ,.O, | 1 I . ! !
= [ g|.E @ , S ISR 1 © , , , , | ! , ,
= S o — ' BNS | S o | s /8 ,
= = — = ! | .0_/4 | | ! | | !
= -— . ! | o N~ S | ! ] | ! |
= B - S ] f H | > 0., 1 ” I ! ” | ) ” |
= o o o ! ! I ) , I j T i | 1 ! |
o | | | | ! ! | |
1 E , | | | | | | , | ” | | ” |
= ”2, [ | : | [ | [ | | , | )
! | | ! | | ! | | ! |
o | | | | . | | ] | | |
—_ ! ,3, [ ! ] | | | | i . I ,
! I | ” ! I . | b i T I ”
! | ,4 | | | | | ! |
! | | | ! | | | | ] ! T ”
! ! | ”5, | | H | | ” ! ! |
! ! | | | | | | ! i f ! T
| | i ”6, | ] | | i ! | |
, ” | | ” 1 y | { I ! ” I
| . |
! ” ” ,7, ” I I ” | | ”
| | ” e | , , ” , |
]
o , | | | | | | W | | ,
Em % ¥ [ ” ,9 I ” , | ” !
I
? ~ ! | ” 0, | ” v ! |
N : | I ‘I, ! | \ U I
- { [ I ,1, I | f !
N i | | ,1, | ” ! |
—_— /_.6. | ” ,2, | | )
< 2.1"4. , | ”1, , ” ”
=) 3.0.. ' I y ,3, I |
, | 8 o."/.1..3" , | e TAS , |
= B .m"m"m.zu | | | LS |
H d .t
D "0.2./.1..2" ! ” | ,5,
- ..2 ' | !
i uo.z.m.1.0. 1 ! | ,1,
N ' ...1.0..1. § | | , . ©
//_.4" .0.2./...0. | | | T
x 0.1. Y .ﬂv..m.m.1. . I ] |
P 3. 0 o ! 1 ...8.0..9. ! I ,
..0.1 T 0. = S ! A |
. -] o S ..2. ' ~—. ! ) o | ) !
™ ~ 0 0.1 | o 8.0.0 1 I
.2./. .O. .0.1 @ 1Y Vo I
. o ...2 0..1. ...5.0..0 ' |
- 0.2./ .9. .0.1 ! "2} !
e ; ...o.o.. . N2 = N :
T 0.2./ S ! T 0.1./.0. I
N ¢ 1 ...8"0..m. : .0..5.0...m. '
//_.2. .0.1./...9" ] .1.&...6.
PYY 6.1. , © 5.0.0 r , o .0.0. '
0 z.o."z" . un.w.o;w. : un.wuo..%. .
z9 o."w.m"o" .oujuw.o."./" .oun.ﬁ.o."%.
< .2"W.1..9" .0.1"W.m.7" .0"1"W.0."
- i & ¢ .m.o. r .ﬁv..1./.o. X .0..1./._
- 1 N T o ~ ! 1 .2.. 6. =) L
T .AU..OO.O.O T .AU. .m.o. r .ﬂv.. .8
1 . S ..7. 1 .1.2. 4 6. 1 1.0
ﬂ _"2. .ﬁw"w.muo.no. "nU..1.m"0.6. "0.0
> w.al. " .AU..Z.AU..O. u .0.1.0.0" : 1
o 2. ..9 [ P < ..6. 1 .1./. 3 i 1
..0.0. T .0.2.0.0 T .O..ﬂ.m... -
n‘- e O.W.O..g. . uzl..w.o.".ﬁ. ! ...O.W. '
oy .2./"0.8. .0.1./.0..6. .0.1"0. 1
- — ...5 ﬁv.. ' ...0.0.0. . . o > 1 1
- (1) ~ o 1./ o ! T 0.1 = 1 .O 1
~— L ...S.AU. ~ ! 3 ...0.0.5. L h 1
- T .0.1./.0. T 0.1./ S T i 1
@ N ' g .3.ﬁv. ~ . d ..0.0.. ! d ' gy
T 3 (S ./.0 T .0.1./ QA T '
o - v L y - ...6 ) H~S '
—— e o ! U , o o 1 ...8 N 1 A
> 4.1 T .ﬂv. 1./.0 T 0.0.8 o T
n -] 2. ..9. [ " .2.0..6. 1 .O. . ' 1
ol = O..N.o T .0.1./.0. r .0..0.. ! !
E, - o Ed .8.0"%. e .ﬁv..ouo..%. " 1 L " 1 A
= - = .1./. ..7. h .1.W.AU.. i E ' : i '
= ||k .o..w_m.o" _ .0..1_//_ L AT Lo
—_ a 1 ...4.0. o ! 1 ...9.00. ' 1 A '
| — T  © 1./.0 T 0.0. ' T ' !
=2 1  © ] O. [
N” = Z 1 : -0.-2-0.-0- T -0.- .- ! ] T ! !
= = | X /_.9. : .1"U. ..5. : ieC ! i ' ! i
= o X)axmuo.ue. "0..1.m"0.. T ) : ' ] ' T :
s N = o..m"o"s. "0."1"%"#. ; b " b "
2 1 s '
= % = "1"m"o..7" "o.o"m" rey (A P A "
= o ~ — .AU. 1.m.0. T .ﬂv..o.. 1 ] T [ i !
—_— 1 U .3.0. o ! 1 3 [ A A 1 1 i
== ] T .ﬁv..1./.0.6. 1 3 1 i i T 1 i 1
= =1 N 1 Ll ...2.0..0. L] f 1 ' F 1 J a 1
m, R...u —_— /_.9. .0.1"w.0.. " 7 ' : i ' / i "
[1] | © » 2.0. 5 k. © 1./._. T ' 4 b ' ! T
- = 2. ..8 1 ...O./ b 1 . 1 i 1
™ MW N ~ O..MHOH—/. "0.1.%" ' T : ' i 1 ' i
= | ] o .-
= - ~ "1.m.0."6. .0.0.. ] ' ' ; ' 1 : U
m [ o. © .0.4"0.0. " L p 1 p ' T y " 1 '
=] oo L .1.”.&.5. 3 H ' i ‘ ' L ' ' '
— o O .ﬂv. 1./.0. T p i ' G T i '
— R, N 3 1 ...1.0. i ] i A 1 1 i ] i h
& N, = /_.9" "0.1"W"/_. : : \ : ' ; : i :
E £ |8 < m"o..7. "o.o"%" —— . v s i
= ”oz o..m"o."./. "o..o.. b A b P "
(1-] m” ‘l- © .S.N.O. ! 1 i 1 H " g y ] ) ] ]
= =5 S "m..z.o."%. " b b — Lo b
= 0n E .Al.uy.o.. 1 1 1 T 1 " i 1 " 1 [
— (=} 0 @ 1././_ O . 1 ' 1 1 1 0
7] = N ' 1 i .0.8. ! : ] i 1 i T ' ]
©v Mm ~—— /_.8. "ﬂv..1.0" [ " " ' " A [ " i '
F._ | > 00.0. 0 .ﬂv..nu.. ' T ' : 7 ' 3 T '
[X] _nm, = 1.0..7. [} . ] ' . [ L 1 ! 1 L .
= @ 0../.0 0 ' 3 i ' : I ' : ' i T
= - L] .4.0..6. ' i ' f 1 : h ' : )
=1 = o .1./.0. ' . 1 L p [ X i 1 p 3 1
=] m" r.m .ﬂu..n/_"m.. .. " ! ; " U h O L " 1 p
] rr_” = a L "m.o.wu i L ! ' ' i ' : 3 ' 1
1] T” = = @ 7] . f .1..0. 0 1 s 4 i ' h ' L . '
I.“—.I = 0 = E o p 1 .0"0.. t " O K a 1 L i O " i
—_ (=] [=] o =~ " L d [ K " [ U " ' ¢ " [ p 7 1
A = E| 3 = . - P Y o —
= f 1
L L= = = ; ' ' : " ' : ; ' ] : ' ; ; ' "
[ (=] -1} = [ " K ' 1 f [ i ; ' 2 L " 1 i F
— - L = ' ' ' 1 0 ' r f [ ' !
[T8] [=] — 4 & ¥ ' J 0 1 g 1 ' i ' 1 1 1
= - = .2" [ K " ' i " [ p " [ " i 1 "
@ E : 3 1 i ] : ! 1 : J , 1 ; 0 ! ]
_— = " .3. " ] [ " A 1 1 ' 1 i 1 " '
(=] ' § .4. . 1 [ p g 1 ! " [ p i Il
h 1 1 ' ' p 0 1 f ' O
— 1 ' ' ] L 1 1 ' 1 '3
[ L N .5. A [ L i ' 3 ' . 3 ]
] : ' : po© ] : ' 1 ' L ] : ' 1
i ' ! i ' .7" ] ! : ' ] : ' ! :
[ p g ' y 1 [ p [ i O p i [
[ p 1 ' ' " .8. " 1 [ " [ L K 1
P P L PeE \ S N :
' [ i 1 r p [ .O" ' p " [ ¢ b
' ! 3 ' i ' .1.1. 4 ' ' i '
1 ' ! ] ]
] b ' ; . s "1.2. . : ] :
3 1 1 'y k 1 .1. 1 p § 1
. " [ L’ " ' ¢ "B. " a 1
4 [ " i ' " A .4. o ]
1 i 1 i T 1 p
' f ' ' L '
. ' ! ] ' 1 ' .1" '
' h ' z ; ' 1 .mm.
'
L A i o
1 x X [ L i [
' ! ' H '
' ! i ' ]
' ! i ' 1
' ! i ' !
] h 1 '
1 i 1 '
] '
' i f
] '
'
'

T




TURNING

W.:
0
-
L
Z
-
=
ju
U
Q
@
L
18
L
-

THREAD CUTTING TOOLS

TURNING

m=—"N= TURNING

>>Thread processing applications data

>>Thread processing applications data
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NPTFGO° External thread feed quantity recommend table
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American LN Internal thread feed quantity recommend table
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>>Thread processing applications data

>>Thr'ead processing applications data
NPT Internal and External thread feed quantity recommend tahle‘

ACME Internal External thread feed quantity recommend table 1

Pitch 27 18 14 11.5 8
The total amount of feed 0.75 1.129 1.451 1.767 2.54 Pitch 8 i 7 14 5
Feed ti 6 8 10 12 14
= ke : : The total amount of feed 185 155 121 105 094 =
2 1 : Radial feed(X)and tooth side feed(Z) 2
= ool maving styles T 12 0 g 7 : =
o X/z X/z X/z X/z g 2
1 0.19/- 0.22/ 0.240/ 0.255/ Tool moving styles Radial feed
______ 2 | ore0sm - 01810704 - f - 02000.115 - f - 0208/0.120 |  0.250/0.144 | 03 028 0.25 023 023
3 0.13/0.075 0.152/0.088 0.170/0.098 0.182/0.105 0.245/0.141 ool
------------------------------------------------------- 2 0.28 0.23 02 0.20 if
4 0.11/0.063 0.141/0.081 0.150/0.086 0.168/0.097 0.230/0.133  ~° cAce eac
5 0.09/0.052 0.131/0.075 0.140/0.081 0.155/0.089 0.210/0.121 3 0.23 0.21 0.8 0.8 0.7
6 0.08/0.46 0.121/0.070 0.130/0.075 0.145/0.084 0.195/0.112 4 018 0IB 05 014 iin
7 0.101/0.058 0.120/0.069 0.138/0.079 A e e e N e N e A7 T2, KN NN N N o N o
_________________________ EESC R 0% ace Cald ¥R Cabe (Calfl/% e ¢ g 015 0I5 i il ol
8 0.082/0.047 0.110/0.063 0.124/0.072 oizsool | Y oY 2% ___ Y %, W, %% ___W__W|_W_W__W
o 0.100/0.058 0.117/0.067 01700088 T wye - B S S e
10 0.091/0.052 0.105/0.060 0.155/0.089 1 0.2 o 0.0 0.08
______ 3 TR 5 % % % | o | 900 | {0fegeo 8 il 0J0 0.09
12 0.090/0.052 0.125/0:072 | TTT NEEF EEET AR ORSEEE RN N T TN EEET R T A " A R
------------------------------------------------------- g 010 0.09
13 BRI Ares3\- ace \-ace \:ace_\-ace \-ace \-ace 0 = -ace [\-ace \-ace \-aclilc . NN - S CENEe BN - ace \-:
14 0.100/0.058 0 0.08 0.08
BSPT Internal and External thread feed quantity rennmmendtahlq ,,,,,,,,,,I,I,,,,,,,,,,,, ”””FIL[IiEI 77777777777777777777777777777777777777777777777777777777777777777777777777777
Pitch 28 19 14 11 12 0.08
The total amount of feed 0.581 0.856 1.162 1.479
Feed time 5 6 8 10
. Radial feed(X)and tooth side feed(Z)
Tool moving styles
X/z X/z X/z X/z
1 0.179/- 0.223; 0.222; 0.214)
2 0.134/0.070 0.181,0.094 0.213/0.111 0.242/0.126
3 0.103/0.054 0.139/0.072 0.163/0.085 0.186/0.097
4 0.087/0.045 0.1170.061 0.138/0.072 0.157/0.082
5 0.078/0.040 0.103/0.054 0.121/0.063 0.138/0.072
6 0.093/0.049 0.110/0.057 0.125//0.065
7 0.101/0.052 0.115/0.060
8 0.094/0.049 0.107/0.056
9 0.100/0.052
10 0.095//0.049
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>>Turning Condition Recommended List >>Thread pracessing applications data
Thread Processing Applications Data ]

Brade THREAD TOOLS FEED METHI][]]
Unit cutting force
. Hardness
ISO Material e 4 B PL256 PL25H
= N/mm? -~ o Radial in-feed =
2 utting speed(m/min) e  Simple to use.high generality. §
% C=0.15% 1906 B 150-178 160-185 ° Inteti\[léy;;gcehlppmg caused by machining steel will produce high bend stress on Gz)
Carbon stee = A i , ’
0394 <§0 150 144155 150-165 ® |t ask for small cutting depth.sharp edge and good toughness when processing.
C=0.60% 2250 200 130-145 140-155 ® High cutting heat.it's hard to contral the V type chipping.
®  [Jue to the left and the right of the chipping contact length is long,easy to produce
Annealed 400 6% id@-18% 120-140 vibration,and increase the nose load.
Mloy steel Hardened 2600 275 80-100 90-F% S D . Y D D D DD DD D)
Hardened 2700 300 70-90 80-100
Hardened 2850 350 60-80 70-90
Flank in-feed
Hight alloy steel ﬁg:ﬁ:lﬁgd = Ty Wite 100-125
3900 325 70-90 80-100
® Small bending stress of cutting edge,stable condition,better shape chipping.large cutting depth.
Un alloy 2000 180 180-210 200-220 o There is enough space for chipping discharge when lank in-feed.
Cast steel Lowalloy 2500 200 90-115 100-125 ® Severe wear on right lank.
High alloy 2700 225 90-115 100-125
MEIFtEﬂSitiC StEEI 3600 250 40-50 50-60
\ Austenitic 2450 180 110-130 120-140 e e i e
Stainless steel
Martensitic/Ferritic 2300 200 130-170 140-180
: Ferritic 1100 130 110-140 120-150
R et Pearlitic 1100 230 85-105 95-115 ® Right cutting edge also engage on cutting depth to a certain extent, it can reduce the abrasion on
right size of clearance face.
Brey cast iron Low tensile strength 1100 180 110-140 120-150 ® Small bending stress of cutting edge.stable condition,better shape chipping.large cutting depth
High tensile strength 1500 260 90-115 100-125 o [ood cutting processing performance.
L D 120-140
Nodular cast iron FEP”t,"? (o 160 CRse
Pearlitic 1800 250 80-100 90-110
TR Nan aging 500 60 1300-1450 1400-1550
umiurm allo
v Aged 800 100 450-500 460-510
ace Cnee Non aging 28 2, ) o i 440-480 . Alternate Lank In-feed
) 900 90 250-290 260-300 E
Annealed 3000 200 35.50 45.55 o Alternate use cutting edge.even wearing of left and right side back toal face,can lengthen tool life.
Fe based Aged 3050 280 25.35 35-45 : o C[hipping discharge from left and right direction,good chip low.
Heat-resistant o Suitable for hig pitch thread cutting.
eat-resistant allo :
y Nickel g | Amnealed 3500 250 15-25 25-35 :
Aged 4150 350 10-20 20-30 ;
[obalt based Cast :
4150 320 10-15 2029 e ¥ Y ¥ oy oy oy oy Y-S -wY -y Y iy Y ey Ty D
Harded steel Harded steel 4500 HRC55 40-50 50-60
Note: = The list shows the range number would choose high number in cutting,when use new cutting speed.should check the edge condition. ' l%’eégv‘éff e'|:iIri?nkatig-\f/?r?rgt%rnfggggrt\esgggg ;g;fgﬁi% p“i;‘g%ri ggﬁafgg%'gfv;‘eg; T;?e?r?lgr?\ atﬁg'tsreigdofgﬂ%ﬁ;“gjgg system :n”t%gnagh? el

= Would use high cutting speed in stainless thread cutting,avaid built-up. el S D [T (e

= Would reduce cutting parameter in small pitch threading and using small nose radius tool.
= Would use big nose radius roughing to improve small nose radius tool life in using small nose radius tool threading.
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THREAD PROCESSING APPLICATIONS DATA General Technical Information Of Turning

Thread Processing Comman Problems And Solutions
>>The functions of each part of turning tools

Solution
.1 The names of each part of turning tools

Trouble Reason

Severe abrasion High cutting speed Lower cutting speed

of clearance face

Small feed,cause abrasion Reduce feed times and edge friction times

—
Cc
A
=
=
@

ONINYNL =

. . s AU Pri | | Insert
The insert is located in the center line of the above angle of inclination Choose proper shim to obtain correct angle of inclination fimary clearance angie _ Tool holder
Minor angle S - /
: A . . . . S ake face
Uneven cuttin g Angle of inclination and helix angle are inconsistent Change infeed method Rake angle 2 © =
o
SO LI - Nose radius = Secondary )
Wrong infeed method Change infeed method = cutting edge (&)
. ; Inclined angle Approaching angle Secondary
Low cutting speed Impove the cutting speed "
§’ Total length clearance edge -
High cutting force Increase infeed times,reduce Max.cutting feed ;(?‘ E Nose '
= 2 Primary lank
Tr \'§ Cutting edge
Breakage Check stability. Secondary clearance angle S
i3

Turning in the unstable clamping condition Reduce the tool overhanging volume

verify clamping of workpiece and tool.

2. Effects of rake angle

Large rake angle makes cutting edge sharper.reduces
resistant forces of chip flow, diminshes friction and

| Value selection | Situations ___|

o When machining brittle and hard materials

Chipping are twisting Increase the cooling luid pressure,blow chip

Plastic deformation

High cutting speed,high temperature of cutting zone

Reduce cutting speed

Increase feed times,reduce max feed depth

Insuficient cutting luid

Increase the cooling luid supply

Low cutting speed

Poor surface quality
Chipping uncontrolled.

The insert is located in the center line of the above

Increase cutting speed
Adjust the center height
Change the feed type of tool,proper handle chipping

) Incorrect center height.
Incorrect thread proile

Adjust the center height.

Incorrect pitch.

Check the machine tool

Shallow thread proile Wrong set of cutting depth

Change cutting depth

Surface damage Chipping involved or contact.

Use tooth lank cross cutting,control chipping dischanrge direction.

Low temperature of cutting edge

Increase the cutting speed cutting luid pressure and concentration,

Built-u e .
uilt-up edge When machining stainless steel and low carbon steel. choose better toughness tool
Fracture of surface High cutting force ReYugeCHina eenth
. . check the clamping condition
Incorrect clamping of workpiece or tool Min overhang of tool.
Vibration

Incorrect of cutting parameter

Increase cutting speed or largely reduce cutting speed

Incorrect of tool clamping.

Adjust the center height

A114

prevent deformation, leading to smaller cutting forces
and cutting power, lower cutting temperature, less
abrasion and higher surface quality. However, too large
rake angle would reduce the rigidity and strength of tool.
Heat can't be diffused easily. Serious breakage and
abrasion on tool would occur, reducing tool life. Please
choose rake angle according to machining conditions.

3. Effects of clearance angle

The main function of clearance angle is to reduce the
friction between the clearance face of tool and surface of
waorkpiece. When the rake angle is ixed, larger clearance
angle can increase the sharpness of cutting edge, reduce
cutting force and friction, and then achieve higher surface
quality. However, if clearance angle is tnu%arge, the
strength of cutting edge would decrease. Also, heat can't
be ditfused easily anﬂ serious abrasion would occur,
reducing toal life.

The principle of choosing clearance angle: Choose small
clearance angle if friction is not serious.

4 [ffect of inclined angle

Pasitive or negative inclined angle determines the
direction of chip flow, and also affects the strength
and impact resistance of insert nose.

® As diagram(l) shows, when the inclined angle is
negative, namely nose is in the lowest point as
apposed to the bottom of tool, chips flow to the
machined surface of workpiece.

S e ol o When roughing and intermittent cutting

® When machining plastic or soft materials

b el el o When inishing

| Value selection |_____ Situations ________

o Inorder to increase nose strength when roughing
Smallclearance angle o When machining brittle and hard materials

o Inorder to reduce friction when inishing

Big clearance angle
. % o When machining materials easy to be hardened

Picture (1)
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General Technical Information Of Turning

>>Tenhnit:al Information Of Turning Processing

& As diagram(2) shows. when inclined angle is positive,
namely the nose is in the highest point as apposed to the
bottom of the tool, chips low to the areas of workpiece

surface that haven't been machined.

L 4

The change of inclined angle also affects insert nose
strength and impact resistance. When the inclined angle
is negative, the nose is in the lowest point of cutting
edge. When the cutting edge enters the workpiece, the
contacting point is on the cutting edge or rake face,
protecting the nose from impact and increase the strength
of the nose. Normally, negative inlined angle should be

GENERAL TECHNICAL INFORMATION OF TURNING

Pasitive inclined angle

() Picture (2)

>> Technical Information Of Turning Processing

GENERAL TECHNICAL INFORMATION OF TURNING

TURNING

General Technical Information Of Turning

Calculate method of turning parameter

1 . Calulating the cutting speed

ONINYNL =

! _wxDxn
Ve= 7000 (m/min)

External

n
oD C

chosen for tools with big rake angle. This can not only Ve: [utting speed

increase nose strength, but also prevent the impact of «

n: Spindle speed

entry.
D: Workpiece diameter

2 ~ Effect of approach angle Ex: If spindle speed is 280 rev/min,turning the

Internal diameter of {a0mm,the cutting speed is:

Reduced approaching angle increase the strength of tools
and enable heat to diffuse easily, improving surface quality.
This is because when the approach angle is small, cutting
edge width is large, and then the unit width of cutting
edge bears less cutting force. Meanwhile, tool life can be
improved.

Normally, select 30 approach angle for turning of slender
and step shaft; select 40 approach angle for external
turning, end surface machining and chamfering. When
approach angle is larger, radia force is reduced, cutting is
stable, cutting thickness is increased, and chip breaking is

excellent.
Value Selection Situavions

Small approch angle

@D

- wxDXn
Ye="T000

(m/min) =]32(m/min)

Approach angle | Minar angle

2 . Calculating the cutting feed

® For those materials with high intensity,high hardness and hardened loger on the surface

Big approach angle

® When rigidity of the machine is not enough f: l (mm/rev)
n

6 . Effect of minor angle

Minor angle is the main angle that can affect surface quality, and it can also affect tool strength. If the approach angle is too small,
the friction between the secondary lank and machined surface of workpiece will increase, causing vibration.
The principle of selecting minor angle: Select small minor angle when roughing or when the friction is unaffected and there is no

vibration. Select large minor angle when inishing.
Value Selection Situauions

f: Feed rate per revolution

| - Cutting length per minute

O N : Spindle speed
Ex:If spindle speed is al0rev/min.cutting length per

7, Nose radius o Finishing at small cutting depth ' . ' e ]
Nose radius signiicantly affects nose strength and surface qualiy Smallnose radius | e  Machining parts such as slender shaft minvte is I00mm/min the feed rate per revalution is:
Large nose radius means higher cutting edge strength, and the o  When the rigidity of the machine is not enough / 100

abrasion on the rake face and clearance face can be reduced to 55— WZOQ(MWZ/I@V)

some extent. However, if the nose radius is too large, radias force e When roughing n

will increase, and vibration ia easy to occur, affecting machining Large nose radius o When machining hard materials.intermittent cutting

precision and surface quality. °
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Effect Of Three Main Tuning Parameters On Machining
3, Calculating the cutting time of external and internal

ONINYNL Sl
ONINYNL =

T:Cutting time / Extarnal % Effect Of Three Main Parameters (1) Nurmsllg t;alry“f% wlululd be Iizdgjn;dn;J hfalfh when thT |Efum{ng|-, speed is
j i ool the original life if the cutti
T=F— (Wlll’l) Normally, short machining time, long tool life and high machining precision are expected ;npcer:;si:se raiied b; EHE% ' Mot /ad e figailate R Fut
fxl’l in machining, so the material quality, hardness, and the shape of the workpiece, and '
properties of machine should be fully considered. and then we can select suitable tools (2) Low speed (20-40m/min) cutting would easilycause vibration and sharten

| Lergth of cutting zone adopt high-efficiency cutting parameters, namely Three Parameters. toal life

f:Feed rate

n:Spindle speed >>FEEd Rate (fn)

i Feed rate is defined as the muving distance of tool after workpiece

Ex:If spindle speed is Zalrev/min,feed rate is 0.2mm/rev, rotates for one circle, measured by mm/raotation

the cutting length is 130mm, the time requires:

150 . 77J7 ——T1T
T—%—m—j’(mm) Internal L *

>>Effe|:t of feed rate

Feed rate is a key factor that determines surface quality. Meanwhile it also

4 . Calculating the time of face turning(constant line speed)

nx(az-bz) ; affect the range of chip forming and the thickness of chips during
T= 4000xVexf (min) machining. In terms of the effect on tool life, small feed rate leads to
serious abrasion on clearance face, greatly reducing tool life.
T:Cutting time
Ve:Cutting speed
f:Feed rate
If it's no inner hale of turning face,b=0.the formula is still valid. s Cutting Speed (vc) >> Cutting Depth (ap)
When the workpiece is rotating on the machine, the number of its rotation Cutting depth is deined as the difference between machined surface and
per minute is defined as Rotating speed of main axle (n). Because of its rotation, unmachined SLIFfEEE,.n'!EESU.FEd by mm. It is |’IE!|f the difference
the cutting speed measured on the contacting point of diameter is defined as linear value between the original diameter and machined diameter.
speed, m/minNormally, linear speed is considered to measure the effect of cutting
7. [alculating the theoretical value of surface roughness speed on machining.
fZ
R=—5=*1000 (1um) P * Effect Of Cutting Speed 3> Effect of cutting depth
‘ Cutting speed has signiicant effect on tool life. When the cutting speed is increased, Cutting depth should be dEtErr_”i"Ed by the rnan:_hi_ni_ng
= cutting temperature will increase and tool life will be shortened. Cutting speed varies E'””WE'"E_E and shape _”_f _wurkpnaca, PONE E'”E_I rigidity
RThe thearetical value of surface roughness according to the different types and hardness of workpiece. The below conclusions of m_E'Eh'”E' and tool P'g_'d'ty- The Bhapge of cutting depth
: g are reached after many cutting experiments: has little effect on tool life. If the cutting depth is too low,
fFeed rate Tec the cutting nose only scrapes the hardened layer on the
re:Nose radius workpiece surface, reducing tool life. When there is hardened
Ex: If feed rate is 0.Zmm/rev.nose radius is 0.4mm,the theoretical value of surface oxide layer on workpiece surface, higher cutting depth should
roughness is: be adopted within the possible range of machine's

power to avoid cutting nose just cutting the hardened layer of

7 02 workpiece. Cutting depth (ap)
g, 1000 504

R= x1000=12.5(um)
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TURNING INSERT GROOVE COMPRRISON THE WORLD TOOL GRADE COMPARISON
TURNING TURNING

Negative Insert \\ >>[:umparisunTahle For Turning Insert Chip Breaker >>Epﬂdg Comparison
IS0 | PROCESSING
0SSN cATegoRy | PACE | TAEGUTEC |KENNAMETAL| HITACHI | ZCCCT| SANDVIK | TUNGALDY | KYOGERA | KORLOY | SUMTOMD | MISTUBISH APPLICATION E'SSE PACE | TAEGUTEC | KENNAMETAL | HITACHI | zcccT | SANDVIK | TUNGALDY | kvocera | Koriov | Sutomo | misTusisH
OPF GF SU. LU 3K, Pl TT7080 ACPIOD
n frting | COFG | PR | L | gecen | o | e | BRI N MRELY w | wea | M T T o n
Fi : FOVE. FLSESTE O oyorn | YBC20L | BC22D | T3iaD owe | Aceion | e
§ (sﬁﬂfgggl) OPF A | R s HF EX{?E.?JJJSX Y £X2030 XEE;E‘Z NEM3Z5 §
= P meon | koo3oM | G4 ooazsn | TR130 NEM335 oz | B
= — LSS =
OPM.BM| MLETMP, TMMDM'ZM'N| £J BS HK PS YBMZal
@ X @
B Somiiishing [ | eS| e | (SR oupn | QB smsazine| o OISR WML PLoss M s e
MD MT ' G TV B JIA.UM. : et Chenl
MR M i | orurerir| 57850 i | P | PCossH BXa0 | YMEE ) g NCM335 F7030
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foughing | 9% | Rl | o | PR e | SEE | e | HR |t MY E)F&DED Yac4n!
HDS.HYXD
PN GF PAg KCaz5M
frishing | ‘i | FBSE | KPP | WRSE | b MF S8 BuM A U | FSSHELLM e o
S, =
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ol M T} B |gMMMEs 2
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PEISCE TI0IS K FS00
p— KCSZ0M CSZSMH] GRZ030 | veroeo | poamig
_ ac i _ KC330M KCazsM| B30
Pasitive Insert ] >>The Correction Coefficient Table Of Insert Life And Cutting Speed
IS0 | PROCESSING
S| FRECESSNG | PACE | TAEGUTEE (ENNAMETAL| HITACHI | ZZCCT | SANDVIK | TUNGALDY | KVOCERA | KORLOY | SUMTOMD | MISTUBISH
fshing | oM ppg | R | [ sEwe| wRRE | o GLrEs | e RIS et
OTF HF IF, : . S0
P | BMm MV.MOAM, MP
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" BM HM FMMV.LM,
Semi finishing MF'M[] MT.CMX MP EM MM M HIIGK HMP.C25 hT_hll;uugl}:
! Cniporeaker
HR HM " ) . ]
h L " Without Without Without Without
Semifinishing | OTM | MT.OMX Ehmiw KMKRKE oy e chinraster | MPEZ5 [ e | chipbrostr
N |generalcutting LAk | R P L n AL | oman | Tk | mawry | om
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DRILLING INSERTS NAMING RULES

_>> COMMON DRILLIING INSERTS

Shape/Code
fffff B N
ST .
L7 L, 9,
PO PO el
fffffffffff L ),
<> 800 Others

\' Z
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?

o

Code | Clearance angle | Code| Clearance angle
A 1 —
~leg0 —lle g0
¢ [ o =
~! 7° 15°
b---C9---9- W __ "W ___
E F
20° " 25
G N| |
30° ~~|-0
P fo) Others

Chipbreaker and clamping type

Metric
Code Withmtteuob With/Without Section plane Code | WiteWithout hole Chipbreaker Section plane
> 65°
B With Without N | without Without E
**************************** L A%6 "S7AC8 N\ aCe [@C6 "\7ace |\: ace a6 |
H With One-side R | without One-side Q
| ”””””””’;’6’5’0 ”””””””””””””””””””””
c With Without F | Without | Double-side C:l
”””””””””””””” ;’655”” N A P AN U AL JE D A ' A
J With Double-side A With Without D:D
8- <\ @C€ S age S~ ace \r[ace - LAGE 7 T8 - aCe "\ ace-\r ace 1 ate "\ ace s
w With Without M With One-side @
”””””””””””””” é’ésg”” r-—-——=fr-"""""~"~>"}“~"“~"*""*"~“"~“"“~“"“"“"“"[“~"“~"“"T">"™mW =~ “~""~""~"~"™~" =
T With One-side ﬁ G With Déuble-side @
””””” DR € W5 7 o | (Pace (Face (Tace (aee (Pace (o
Q | With Without E] X Special
U Double-side

f m
g1.C

Code Nose height M Toleranle of Thickness S
tolerance(mm) 1.C(mm) tolerance(mm

+0.005 +0.025 +0.025
F| 0005 | 20013 | 20025
[ ¢ | i0013 | 0025 | s0025
v woo1s 10013 | £0.025
[ E | 0025 | . 40025 | 0,025
[ G| 10025 | :0025 | s013
g | 0005 |£005013| +0025
| K| 0013 [+005+013| +0025
[ L| %0025 |+0.05:20.13] 20,025
| M| 0084018 [s00520.13] s013
N | #0.08-+0.18 |£0.05-20.13| 0.025
| U | 0134038 |+0.08-4025] 013

Length Of Cutting Ed

Diameter ShﬂpE

of LEem) [y Qp s
03 3.8
04 4.3
05 2.4
06 B.0 B.35
08 8.7 8.0
0d = 4.023
12 12.7

b Thickness is defined as
__ﬁ height from bottom of
insertto the highest

t part of cutting edge.

Code Insert Thickness(mm)

00 0.79
10 | 099 |
(“ace ("aoe \ace ( ace .3 t69.- ace |
| - T | 198 |
ice - ace pzace \:age \:ace 2\38ce - acd
> D2 4 D 258 |
- ez | 318
D @ P ¥ 397 |
[ 7 R a76 |
(Cace ozt ace ace O 496 |
s | 596 |
ice \-ace T5ace \.ace . ace 595 |
B IR Y W A

T6 6.75
I R S
A T S o052 ]

T9 9.72
DR R S TR

12 12.70

Insert Thickness

Nose Radius Code

Code Nose Radius
00 No radius
\: acg;\: age \: 02
o | 04
08 | 08
\acey - age age |
e | 16
20 | 20
\acg, \: age \: 24
N ) é-,z,,,,
6 11601 406-2. a6
!]iameter F' Round Insert
insert(metric)

Chipbreaker Code

V)

A121

ONINYNL =




-
c
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=
=
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DRILLING

INSERTS FOR SHALLOW HOLE DRILLING

)

SPMG/SPGT SERIES

DRILLING TOOLS

Dimension (mm)

Grade Recommended

DRILLING TOOLS

MYCO SPMG U-DRILL

MYCO WCMX U-DRILL

P

.BVD p
Basic shape of Insert Type mating grade
&l.c S d r a’ | PC25G | PC20H | PC25H
r SPMGO50204-2V a.ab 2.38 2.8 0.4 If () Y A
21.G \ SPMGOB0Z04-2V B.35 2.38 2.8 0.4 1° o * A
%\ SPMGO7T308-2V 794 3.97 28 08 i ) b A
SPMT030408-2V 9.8 43 4] 0.8 e o * A
90 L SPMGI0408-2V 1.9 476 44 0.8 1§ o Y A
SPMGI40512-2V 14.3 .98 3.4 1.2 e o * A
s SPGTa0204-0PM a.ab 2.38 2.3 0.4 ff )
15 g SPGTOB0204-0PM B.35 2.38 28 0.4 1o ()
] SPGETO7T308-0PM 794 3.97 28 0.8 I o
© { SPGETO90408-0PM 98 43 4] 0.8 1° o
¢ SPETI0408-0PM 1.9 476 Ly 0.8 I ()
SPETI40512-0PM 14.3 a.08 3.a 1.2 18 ()
* Best Suitable Available A Only On Order @ Generally Available
WCMX/WCGX SERIES \
Grade Recommended
Dimension (mm) — Evnrade
Basic shape of Insert Type g4
&l.c S d r a | PC25G | PC20H | PC25H
WCMX030208-ZK .08 2.38 25 04 7 o >
WCMX040208-ZK b.35 2.38 28 04 7 () *
WCMX050308-ZK 794 318 34 04 7 () Y
WCMXOBT308-ZK 9.575 397 44 04 7 ) *
WCMXDB0408-ZK 12.7 478 9.5 04 T ) *
WEMXO0BT42-ZK 12.1 478 9.0 1.2 T L) *
WCGX030208-2V .08 2.38 24 0.8 T *
WCGX040208-2V B.3a 2.38 2.8 08 T *
WCGX0a0308-2v 794 318 34 0.8 T b
WCGXOBT308-2V 9.575 397 44 0.8 7 *
WCX080408-2V 12.7 478 9.5 08 7 *
WCGXO8T412-1V 12.7 478 2. 12 7 b

A128

* Best Suitable Available A Only On Order @ Generally Available

SPMG U DRILL WEMX U DRILL

MYCO SPMG CODE | MYCO WCMX CODE | p L ule s d
INSERT SCREW | WRENCH INSERT

MY-SP-C25-SD14-3D |MY-WC-C25-SD14-3D | 14 | 115 | B3 | 45 | 42 | 25
MY-SP-C25-SD15-3D |MY-WC-C25-SD15-3D | 15 | 118 | BB | 47 | 45 | 25 SRR HECHZ L4 &
MY-SP-C25-SDI6-3D |MY-WC-C25-SDIB-3D | 16 | 130 | 74 ) 53 | 48 | 75
MY-SP-C25-SDI7-3D |MY-WC-C25-SDI7-38D | 17 | 133 | 77 | 56 | 4 25 WCMXD30208
MY-SP-C25-SDI8-3D |MY-WC-C25-SDI8-3D | 18 | 137 | B | 59 | 54 | 25
MY-SP-C25-SD13-3D |MY-WC-C25-SD19-3D | 19 | 140 | 84 | 62 | &7 | 24 oy ouERg:-GErYY.7a 1 MISXKED
MY-SP-C25-SD20-3D |MY-WC-C25-SD20-3D| 20 | 140 | 89 | 66 | 60 | 75 Y
MY-SP-C25-SD21-3D |MY-WC-C25-SD21-3D | 21 | 148 | 92 | BB | B3 | 75
MY-SP-C32-8D22-3D |MY-WC-C32-SD22-3D| 22 | 1al | 95 | 7 66 | 37 18
MY-SP-C32-8D23-3D {MY-WC-C32-SD23-3D| 23 | 1a3 | 99 | 74 | 69 | 32 WCMXD40208
MY-SP-C32-SD24-3D |MY-WC-C32-SD24-3D| 24 | 153 |03 | 78 | 72" | 32
MY-SP-C32-SD25-3D |MY-WC-C32-SD25-3D| 25 | 163 | 107 | 8 | 73 | 32 sH - DL I
MY-SP-C32-SD26-3D |MY-WC-C37-SD26-3D| 26 [ 170 | 0 | 83 | 78 | 32
MY-SP-C32-8D27-3D |MY-WC-C32-8D27-3D| 27 | 173 | 13 | 86 | 8l 37
MY-SP-C32-SD28-3D [MY-WC-C32-SD28-3D) 28 | 177 | II7 | B3 | 84 | 32 WCMXO30308 | M3X7
MY-SP-C32-SD29-3D |MY-WC-C32-SD29-3D| 29 | 180 | 120 | 92 | 87 | 32
MY-SP-C32-8D30-3D | MY-WC-C32-8D30-3Df 30 | 185 | 1725 | 86 | 80 | 37
MY-SP-C32-3D31-3D |MY-WC-C32-SD31-3D | 3t [ 183 | 178 | 83 | 93 | 32 SIWBIILUEBGL 86 340 113
MY-SP-C32-8D32-3D | MY-WC-C37-8D32-3D| 32 [ 192 | 132 | 102 | 86 | 32
MY-SP-C37-SD33-3D | MY-WE-C32-SD33-8Df 33 | 196 | 136 | 105 | 83 | 32
MY-SP-C32-SD34-3D | MY-WC-C37-SD34-3D| 34 | 193 | 133 | 108 | 102 | 32
MY-SP-C32-3D35-3D | MY-WC-C37-SD35-3D] 35 | 203 | 143 | I 105 | 37
MY-SP-C32-SD36-3D | MY-WC-C37-SD36-3D] 36 | 203 | 143 | 08 | 37 WCMXDBT308 | M3.5X8
MY-SP-C32-SD37-3D | MY-WC-C32-SD37-3Df 37 f 210 | 150 | 17 | I 37
MY-SP-C32-3D38-3D | MY-WC-C32-SD38-3D| 38 | 214 | 154 | 120 | W4 | 32 I hey [Ca 113
MY-SP-C32-SD39-30 | MY-WC-C32-SD33-3Df 33 [ 217 | 187 | 123 | W7 | 32
MY-SP-C40-SD40-3D | MY-WC-C40-SD40-3D| 40 | 231 | 161 | 126 | (20 | 40 115
MY-SP-C40-SD41-3D | MY-WEC-C40-SD41-3D | 41 | 235 | 165 | 123 | 123 | 40
MY-SP-C40-SD42-3D |MY-WC-C40-SD42-3D | 42 | 738 | 168 | 132 | 126 | 40
MY-SP-C40-SD43-3D [ MY-WC-C40-SD43-3D ] 43 | 241 | {71 [ 135 | 129 | 40
MY-SP-C40-SD44-3D | MY-WC-C40-SD44-3D | 44 | 245 | 175 | 138 | 137 | 40
MY-SP-C40-SD45-30 | MY-WC-C40-SD45-3D| 45 | 248 | 178 | 141 | 135 | 40
MY-SP-C40-SD4B-3D [MY-WC-CAD-SD46-30| 46 | 252 | 182 | 144 [ 138 | 40 | SPMGI4D512-DG | MaXD 120 WEMXDB041Z | M4XID
MY-SP-C40-SD47-3D | MY-WC-CAD-SD47-3D | 47 | 755 | RS | 147 | 141 | 40
MY-SP-C40-SD48-3D {MY-WE-C40-SD48-3D] 48 | 753 | 189 f 150 | 144 | 40
MY-SP-C40-SD43-3D | MY-WC-C40-SD49-3D] 49 | 262 | 197 | 153 | 147 | 40
MY-SP-C40-SDa0-3D | MY-WC-C40-SDa0-30] 50 | 262 | 192 | 158 | (50 | 40

A129
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INDEXABLE MILLING INSERT NAMING RULES

INDEXABLE MILLING INSERT NAMING RULES

Shape/Code Metric Insert Shape | Thickness is defined as height
Code  |vith/vithout hole| ~ Chipbreaker Section Plane code  |With/WihoutHole|  Chipbreaker Section Plane Diameter C D R S T \V; W C | ‘ ; from bottom of insert to the
o5 FLC(mm) highest part of cutting edge.
> of I.C(mm
] | =] ’ B | with | without N | witout| witot | T ] olalololale| a — o e
.............................................................................. 00 0.79
"""""" 'A' ___________?____________Q >650 397 06 """"":I_'o'""'""""""""b'g‘g‘"""""
H with | One-side R | wi One-side AP N O B N A A SN O S ) e MR e M) A0 My s AR S
<:> agout Q ------ ohee Nface N:jce N:afe %3 ade \:ace \:ace \:acel\:ace | 01 159
) i B o R e e 7> e Bk e e TN -2era la e - Y s, | i sd
______________________________________ c with without F . Double-side ‘: :J SR o IRt Nttt N A Hee e et St e R s > S e V-
prthogt » &P P 0B Pl gPl gP | g¥ |g L R o I > S LY - S
SRS i A Rl B L el TR S B o8 " T T T T g
K L M J with | Double-side A | with Phout D:D _____ 9525  1..09 | .. L 09 | .. 09 |...16 | .. 16 1. O O s 2 S I X< A
o~ | o~ AN T T 25 5 PN ST oy e e e I I e N S
W | with | Wwithout ﬁ M | with | One-side G:D ...... 128ee \:lace U:qce S-ake 1Zade. L ack \:ace.\: ace S:ace. ! T4 4.96
.................................................................................... 127 iz foas oz o2 fo22 f 22 f 08 f [T s T T e s
-ace .acf L ace X: ac £ L i R X EURLCR 24T I L=l IR IRLs- T ISR =T A EEINRSE . fce '\ age [\:ate " aGh \: ate - age \: ate 4164 "\ ate |
T with | One-side G | with | Double-side @ 16.0 19 16 R Y. S e e -
A e e | 1905 e e e s e e ]
nee- Cnes (Caoe Cace T4 ce- Cheo VI | @ | with | without X.| - Special 200 20 | e Tea ]
______________________________________________________________________________ 25.0 25 25 25 09 9.52
80° N5° @P aP @y  gW T d» gl  gh® g AV EZH W T M AN =TT &R T i PP e e P wid gty e P
. Others U ith Double-side ......2.5.'f" ......................... .2.5 ...... .2§....-...------------------- ---------.:r.g.---------------.-----.9;7.2. ..........
w Z AU R S ) e (o I B S A N N M Y £1.75y . | Spdtiin e Shls...-D N | D). N...DL.D...& §11.29...3
I n hicbraakar and clampinn £ 32 32 12 12.70
nsert shape chipbreaker and clamping type : :
Length Of Cutting Edge Insert Thickness
= =
= =
C C
4 4
@ @
Clearance Angle Of Main Cutting Edge Tolerance
Wiper Chamfer(mm)
code Clearance angle code Clearance angle "m N
r o \
=) \ (ki =ity
e Rt Nose feight | Toleranceof | _1n : : : 0-5° 0-0.10
[Code tDISE E'g( ) nleEr‘(anl:e)u Tuly;lackn"eg(sr:m) (Reference) Details of M- class tolerance (Identied By shape and Size) A 45° A 3° Cutting Directi
R e ~ Y = S Jerancemm ~mm ® Nose Height Tolerance(mm) | Feeeeeeedem e 0 bRl
- Rl - - - D 60° B 5° - 1-0.15
| Con L acac’gace I\ $0.025 | 20025 | prped | Ju | swere | Qangp) [QemendlREmond| mouna | | M L P T Y, © R Right hand
¢ ; D E F +0.005 +0.013 +0.025 | 6.35 | +0.08 | +0.08 [ +0.08 | +0.11 | +0.16 | - E 75° (3 7° 2-15° 2.0.20 R % lee (Clce Crack € ace (. ace L.
e B B B [ S S e B D et Rttty Rt EEEEE R LR Rk I ASRRUIRIIbiN PR AEIpIPIpIpIS Pl
c| o018 | so0025 | 0005 | 2525 | 0.08) 008 | 2008 [ 2011 | s016 | - ] S PV R e 3.3 = Yl W
A Lt T S T T e 127 | #0418 | £0.48 | £0.43 | 2045 | |1 0000 peiiliel Gaot 3-0.25 N Neutral
= AN p fers K r 0_'9_1_3_____??_9?__]?_8_7_5_ %015 | +0.15 [ +0.156 | +0.18 [ - [ - | P 90° E 20° E
E F E E | 10025 $0.025 | #0.025 [ 19.05 | +0.15 [ +0.15 | +0.15 [ x0.18 | — | — | [TTTSTT[TTomoopettotoitIOS o #25¢ 4-0.30 "
20° PYCR  SSp SR RPN i S M SN X it SGEEEE LA LEREEEE CEEEEE) FEEEEES EEREEES Y4 Others F 25
G | 20025 £0.025 roace Labeh |- arn 1 38N, are e - [acw < Jace \ ace ‘[-aee-“{ace-“--ape-“c-aeq-"c-a ge- i 368
"""""""""""""""""""" @ Tolerance of inscribed circle (mm) G 30 5-0.35
4 Fa68° 097404 3| 030 |ns[:ri!:|gd Reqular Diamond | Diamond | Digmond | poo 4 | 0 [TTTTTTTITTTTTTTTITTY N 1 65- X
-------------------------------------- ! : square | ¢ . ; Round e UNC 0
G N K +0.013 +0.05-+0 13| +0.025 |l—EIrCle Iriangle With 80 | With&5 | With 33 6.0B0
30° e/ Scrace \Jdce -4 ace “:-ace 1. ace N-ade N.ace 6.35 | +0.05 | +0.05 | +0.05 | +0.05 | +0.05 | = - p 11°
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, S
... > s B L +0.025 | +0.05-+0.13| 0.025 [ 9555 [ +0.05 | 0.05 | 0.05 [ x0.05 | 005 | 005 | V..o looooo ol : ., 45 Nose
”””””””””””””””””””””””””””””””””””””””””””” i arl
M | +0.08-+0.18 [+0.05-+0.13| +0.13 | 12.7 | +0.08 | +0.08 | +0.08 | #0.08 | -- | +0.08 4 Others
"""""""""""""""""""" 15.875| +0.10 | +0.10 | +0.10 [ +0.10 | - | #0.10
P 0 Others N | #0:08-£018 |+0105-+0:13|" +0.025 | -=toc-|-=owo pmos pmies L ST S Lo LT L
L. e i SRR | MELAR i ipietetunapyt Gt 19.05 | +0.10 | +0.10 | z0.10 | z0.10 | -—- | %0.10
U | £0.13-£0.38 |+0.08-+0.25| #0.13 | 254 | - [ x043 | — | = | = | 013




RICH MILL SERIES RICH MILL SERIES

| Kr:90 °
TIO TYPE OF INSERT FOR ONE CUTTER OCTAGON INSERT - woo') ) °

(DOUBLE-SIDE & 16 FLUTES)

Step shoulder Facing Slotting

Py

/ bs
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
Di ap S f r | PC20H | PCZ5H | PCBOH | PC256 | PC22G |  PCIGC PCOMH
[ONMU DBO506-H-R () [ ]
ONMU 0B0506-H % 4 ik k ué [ J (]

SNOIO . Kr:45& @

! Facing Chamfering
SQUARENESS INSERT
(DOUBLE-SIDE & 8 FLUTES)
B it is suitable for all kinds of plane process, / B
= ) Dimension (mm) PVD Coating CVD Coating | Cemented Carbide | /=
= and it is used for many places. Shape Size =
s i | @ | S | f | r |PC20H|PC25H | PCBOH | PCZSE | PC226 | PCISC PEOH S
® and we provide goods in high quality at good price. B SB[ o | & | g | 3 | 0o ° ° ®
: . . i SNMUISD515-H ' i 0 °
it can clamp two  kind of insert to the same retaining nest.
* Best Suitable Available A Only On Order @ Generally Available
The inserts are the two-side square ones with 8 cutting edges
and the two-side octagonal ones with |6 cutting edges.
SNMU CUTTER
Main Characters
M Orthogonal screw clamp could ensure better clamp rigidity and safety. MY-SNMU & ONMU SERIES ] ke %
|Z[ th”:k t[ll]th dESigﬂ ITIEIkES ITILIEh hlghEF EfﬁEiEnEy. Specification Teeth | Figure ] d H W T Insert Screw Wrench
- - 45-NY-050-22-41 ] D 77 50 04 B3
[ Square insert could cut omm in depth at most, and the orthogonal anes Smm. e T N AN = - T
1 One cutter with two kind of inserts is suitable for roughing, semi-finishing and finishing. 4g Mv-D8g-77 7% / A | B0 2 dll g 7
45-MY-100-32-81 B y | 100 37 50 144 B ade L ace L
M It is very economical, with 8 cutting edges and |6 cutting edges. 45-MY-125-40-107 10 A_[ 125 40 B3 16.4 i SNMUGDls. | MAXIZs | IS
45-NV-IB0-40-171 17 » | 160 0 B3 167 g
M It has repairing light blade inserts, and could lead to high quality. 45-MY-200-60-14T I A | 200 [ B0 B3 757 14
45-WY-750-60-16T B A | 750 B B3 757 14
1 The diameter of cutter is from 0 mm to 3lamm.and it could cover the whale plane. §5-MY-315-60-201 i T K B0 63 75,7 1

B4 BY



RICH MILL SERIES

RICH MILL SERIES

> Recommended Cutting Data.

Recommended g
i Cutting Speed
Workpiece Materials Materials Grade a0 .
Hardness . . Medium Heavy
i il Cutting Cutting
Ve(m/min)
180 0.08 0.1 0.12
Low-carban steel <HRIRD PCZ56 (150-220 (0.05-0.15) (0.08-0.15) (0.08-0.2)
Low-carbon steel 160 0.18 0.25 0.3
Aloy steel HalEQ-3a PLZaG (140-200) | (0.1-0.25) | (0.10.35) | (0.1-0.45)
120 0.08 0.12 0.15
Pershardened steel | HRC35-45 PL2SE R s, \({ad8 als'®age 2l % e (B’ Tilt®)
B >> CASE STUDY B
= The cutting parameters =
- Ve=200m/min -
E d - | . f220.15mm/t stanless steel HB2T0 PL256 S | i [ T
55 ap=3.5mm =z
2 Qace I I ae=50mm @
Competltors
. ) 10 30 40 50 60
Material 20 Mncr5 (HRC30) / ./ ./ ./ 0 180 0.18 0.25 0.3
rey cast [ron <HBZ80 PCIaC L ~ - P
Processing method | Face milling, dry cutting The quantity(pieces) Cutting Li (150-220) (TS il Rene0.228
Insert ONMU060506-H-R-PC25G utting Life
Cutter head 45-MY-080-27-7T +20%
PLIaC 120 0.08 0.1 0.12
Nodular cast Iron <HB350 (100-180) (0 05 0 15) (0 08 0 15) (0 08 0 2)
> CASE STUDY 2
= The cutting parameters
Vc=250m/min
/I | | | | fz=0.2mm/t heat-resistant 40 b 0: A 2CEs
. ap=2mm alloy and Titanium HRC25-35 PCZaG z 3 Z
elce 50min e Y Aoy (30-60) (0.05-0.15) (0.08-0.2) (0.1-0.25)
| |
Competitors 35m|n
/ / / * Tool RPM ( min“(-1) ) = ( 1000 XCutting Speed ) / ( 3.14 X Diameter of Cutter)
Material 20 Mncr5 (HRC30) 9 16 £a aa 40 * Workpiece Feed ( mm/min) =Feed Per Tooth XNumber Of Tooth XTool RPM
Processing method | Face milling, dry cutting The quantity Time(min)/tip Cutting Lif
utting Life
Insert SNMU150515-H-W PC25G d o
Cutter head 45-MY-080-27-7T +40%

B6 B7



RICH MILL SERIES

Twao Side Swallow Tail Solid Cutter Insert PNX 1706 Two-side Insert, Every One With 4 Blades

- Before The Big Angle Design
Sharp Edge Is Strong

=
o
C
Z
(7}

Two-side spiral blade 90 degree shoulder facing end mill-- it is suitable for all kinds of plane, ladder, slotting machining,
is in best efficiency and precision.

|. The inserts are in two-side and four-blade design, and they are thick and strong for deep milling process.

2. The design of swallow tail oblique trough, combine with insert reparing blade, could satisfy milling process for
high finishing surface requirement.

3. Cutters adopt to orthogonal screw clamp to ensure higher clamp rigidity and safety.

4, Cutters' thick teeth design, combined with the design of low cutting resistance is n high process efficiency.

3. The model OB thickness design could ensure the most cutting depth up to more than [Omm.




RICH MILL SERJES RICH MILL SERIES

MY-PNX SERIES
\ Kr:90 ° @ @ @
e - 4

Step shoulder ~ Facing Slotting
S
/ (Figure-A)
o g Dimension (mm) PVD Coating CVD Coating | Cemented Carbide Specification %]\ od ap H w T Insert Screw | Wrench
ape ize
W | H |ed| r | S |PC20H|PC25H | PCEOH | PC25G | PC226 |  PCISC PCOMH d0-MY-0a0-22-41 g A gg 33 :Eg gg :32 Eg
Al T, 6D oD | LB LEP il . A ggmgﬁéﬁ 7 A 80 21 IE.B al 12.4 7.
6 PNXI20508-H 10 137 | 38 | 08 | 415 (] A A ' : PNXI70608 | MG5.0XI4 7-20
ONXTOBDEA TV T Y 08 [ s ry Y 90-MY-100-32-8T 8 A o0 32 16.3 al 4.4 B
' ' ' ' ' 90-MY-125-40-10T 10 A 125 40 16.3 B3 6.4 g
* Best Suitable Available A Only On Order @ Generally Available 90-MY-1B0-40-12T 12 A IR0 4 153 B3 157 g
> Recommended Cutting Data.
Wark ' I Brade Cutting Data @pmax
. teri
ripieEe e AT Sl V' (m/min) f(mm/z) aPmax
) i 9 o
Q - - - Q
Low-carban steel <180 PC256 270 (220-3a0) 0.25(0.1-0.4) ®
B Soft steel L B
8(PND9) -
= Aloy tool steel 180-350 LIS 240 (80-370) 02004 12(PNI2) : =
E IB3(PNI) MY-PNX SERIES ] (Figure-B) =
@ - — @
Castian 180-2a0 pLISC 270 (150-300) 025 (D1-04) Specification Teeth | Figure | <D od ap LI L Insert Screw Wrench
90-MY-09-CIR-16-125-2T 2 B IB B 8 20 125
90-MY-D3-C20-20-125-3T 3 B 20 20 8 20 123
SO 08 L5 T 05 4 | 4 5 5 | &5 | 8 | & | 15 don fagx’ I<
90-MY-09-C32-32-160-5T 9 B 32 32 8 28 160
s> Case Stud 90-MY-12-C25-25-125-2T Vi B 28 20 2 20 125
2 L 90-MY-12-032-32-160-3T [ 3 B 32 37 12 75 [ PNXIZ05 M4.0X12 T3
90-MY-12-C40-40-200-4T 4 B 40 40 2 2 200

The cutting parameters
Vc=180m/min

f=1.34mm
ap=1.5mm Mounting Double Side Inserts:
| | | ae=40mm

Pace gh
Material 20 Mncr5 (HRC30) ! | l
. - _ Competitors 5h
Processing method | Face milling, dry cutting
Insert PNX170608-H PC25G 0 2 / 4 / 6 s~ 10 12 Cutting Life
Cutter head 90-MY-063-22-5T The Guantity Time +60% Please make sure that the faces

with same marks are in the same
direction.

B10 B11



RICH MILL SERIES

! 90°
aic|,” 1S3
L= -1- @d
N //
r =
/ L
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
L|1c| S| d /| r | |PC20H|PC25H | PCEOH | PC25G | PC22G |  PCISC PCOMH
SOMTO9T312-0PM A | X ) A
SOMTOYT312-SM A [ x [ A
T TR 8525|9525 397 [ 4 | 12 | B ¢ X 3 2
SOMTO3T312-ZDSN ™
SOMTI20412-0PM % o L
SOMTIZ412-SM *x | A o A
SDMTIZ0412-GM 27 {7 lammlas 1z |5 ] X [ A [) A
SOMTIZ20512-6M X | A o A

ONITIIN &=

* Best Suitable Available A Only On Order @ Generally Available

-,

RICH MILL SERIES

High Feed Milling Cutters

MY-SD SERIES]

NAZAZa~

Profiling

@D

Facing

Machining

Helical

Pocketing

od

L

(Figure-A)

(Figure-B)
MY-SDMT SERIES
(Figure-A) B
Specification Teeth Figure &0 d ap ae Li L Insert =
MY-SD09-C25-25-140-2T 7 A 25 25 1.4 8.8 60 140 SDMTOT3 E
MY-SD03-C32-32-150-3T 3 A 32 32 1.4 8.8 70 130 SDMTOATS =
MY-SDI2-C32-32-130-2T A A 37 32 1.8 1.7 70 1a0 SDMTIZ04 ®
MY-SDIZ-C40-40-150-3T 3 A 40 40 1.8 1.7 70 130 SDMTIZ04
MY-SDMT SERIES
(Figure-B)

Specification Teeth | Figure (%] d ap ae H ] T Insert
MY-SDO9-50-22-4T 4 B al 22 1.4 8.8 40 10.4 6.3
MY-SDO8-63-20-RT : B 5 7 % | 88 ] 04 F3[SOMTO3TS
MY-SDIZ2-50-22-3T 3 B al 72 1.8 1.7 40 10.4 6.3
MY-SDIZ2-63-22-3T a B B3 72 1.8 1.7 40 10.4 6.3
MY-SDIZ-80-27-5T 5 B 20 77 N i 74 7y [
MY-SDIZ-100-32-6T B B 100 32 1.8 1.7 al 144 8

MY-SDMT SPARE FART]
Specification Insert Screw Clamp Screw Clamp Insert Wrench Clamp Wrench
MY-SO08 M358 I MY-S008 Ti0 Ti
MY-SDI204 Méx8 M4x8 MY-SDIZ TIa TIa

B13
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RICH MILL SERIES

RICH MILL SERIES

High Feed Milling Cautters

© DD D

Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
I.C S d r o' | PC20H | PC25H | PCBOH | PC25G6 | PC22G |  PCISC PCOH
WPGTOBD415-Z5R A A A A
° WPETORDAIE CH 95725 | 42 44 14 Il Y 7Y 7y yy
WPGTOROG!S-ZSR A X X A
WPGTOBOGIS-GM P | e | e e I A A o A

* Best Suitable Available A Only On Order @ Generally Available

Profiling Facing Helical Pocketing
Machining
ad
L1
L
(Figure-A)
MY-WP SERIES 3 )

Specification Teeth | Figure (%] 1) d ap ae L L Insert
MY-WPOB-C25-25-140-2T 2 A 24 24 l.a 4.3 GO 140
MY-WPOB-C?75-25-200-2T 2 A 29 24 1.0 4.35 120 200
MY-WPOB-C25-25-300-2T Y A 24 23 1.3 4,35 180 300 WPETOR
MY-WPOB-C32-32-150-3T 3 A 32 32 1.3 4.35 10 1a0
MY-WPOB-L32-32-200-3T 3 A 32 32 1.8 4.35 120 200
MY-WPOB-L32-32-300-3T 3 A 32 32 I.a 4.35 180 300
MY-WPOB-C32-40-150-2T 2 A 40 32 1.8 a.66 all 1al
MY-WPOB-C32-40-250-2T 2 A 40 32 1.8 a.66 all 2a0 WPGTO8
MY-WPOB-C32-40-300-2T 2 A 40 32 1.5 a.66 all 300

4 @D ,
I o a 2 I’Tae
B 1_ ':’ = =
'-._ - ap \§ | | |
‘ - B ;16
’ L - S —
y - r——~F-—1
L
' Henll
/ | 4d |
MY- WPET SERIES ] (Figure-6)

Specification Teeth Figure &0 d ap ae H W T Insert
MY-WPDB-00-22-4T 4 B al 22 1.0 438 40 104 6.3 WPGTOR
MY-WPDOB-50-22-3T 3 B al 22 .9 a.66 al 104 6.3
MY-WPO8-63-22-4T 4 i B3 22 [Xi] a.6b a0 104 6.3
MY-WPO8-80-27-a1 J B 80 21 ] a.66 &3 124 7 WPGTO8
MY-WPOB-100-32-6T B i 100 32 1.9 a.66 B3 14.4 8
MY-WP0B-125-40-7T 7 i 124 40 |5 a.66 &3 16.4 g

WPGT SPARE FART‘
Specification Insert Screw Clamp Screw Clamp Insert Wrench Clamp Wrench
MY-WPDB Méx8 Méx8 MY-WPDE 115 115
MY-WPD8 Maxl3 Maxl 3 MY-WPO8 120 120

B15
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RICH MILL SERIES RICH MILL SERIES

Approximate R in machining program

approx. Cutting margin
MY-WP

Series High Feed Milling Tools WESHOBOLSEER & 0
WPGT060415GM 25 0.7
WPGT080615ZSR 2.0 0.7
WPGT080615GM 2.0 0.7
SDMT09T312-GM 2.5 0.87
SDMT120512-GM 4.0 0.93
SDMTO09T312-SM 2.5 0.87
SDMT120412-SM 4.0 0.93
SDMT09T312-OPM 2.5 0.87
SDMT120412-OPM 4.0 0.93 Piont R in programming

Major cutting force
(resultant cutting force)

Axial force Different Machining Styles

Ramp Machini
" P ining ®m Helical Interpolation Milling

Feed rate of worktable

ONITIIN &==D
ONITIIN &P

Pre-hole diametel

Hole diameter to be machined

' / The feature of high feed tool is to resolve the

major cutting force into the axial direction, greatly

reduce the radial cutting force, thus improve tool’s

capability of shock resistance. In addition, this

structure can effectively reduce the vibration in
long overhang milling application.
@ Please Reduce The Feed Speed For Inclined Plane Machining And Sprial Processing

@ Please Put The Axial Feed In Below 0.2 Mm/rev For Drilling

® There May Be A Long Chip Fly Out When Drilling Just Be Careful

® When Sprial Reaming Processing, Weekly Cutting Depth Can Not Exceed The Maximum Cutting Depth Ap
® 3-shaped Insert In Addition To The Above Processing, Can Also Be Plunge Milling

MY-SD-Series

MY-8D series tools (installSD**inserts) possess perfect edge strength and excellent economical efficiency .have more advantages in

face milling.

MY-WP-Series

MY-WP series tools (installWNP**inserts) possess good capability of chip remaoval.have maread vantages incavity milling.
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> Recommended Cutting Data.

RICH MILL SERIES

>25 32
. . Cutting speed
Warkpiece material Hardness HE i (m/min) Axial Cutting | Feedrateper | Axialcutting | Feed rate per
Depth tooth depth tooth
carbon steel | <HBIBOHBIBO- PuazEgn 1y - -o» e, 0805 100
soft steel & T Mswan | - o -
Alloy steel HB280-350 PC20H a0(100-200) 04-08 0,817 0810 \0-L4
Mloy tool steel <HB3a0 PC25H 130(80-180) - N R o
150(/00-200)
hardened steel <HRL35 PL20H 04~08 06~10 0.6~10 0.8~1.2
PLZaH 120(80-180)
; 150(100-200)
Stainless steel . PLZ0H - - - -
ainless stee <HB?70 PL75 TG 0.6~1.0 0.6~1.0 0.8~1.2 0.8~1.2
Tensile strength Gz 0.6~10 .0~14 08~12 12-18
Cast Iron <350MPa 50000-200) .B~1. O~1. 8-, 2~1.
PLISE
. . 150(/00-200)
Nodular Cast iron | Tensile strength 04~08 08~12 0.6~10 1.0~14
<B00MPa 120(30-180)
= .
ﬁ > Recommended Cutting Data.
=
= o400 >50/63 >80/100/125
Cutting speed
(m/min)  |Axial cutting| Feed rate |Axial cutting| Feed rate |Axial cutting| Feed rate
depth per tooth depth per tooth | depth per tooth
(70(120-220)
caro st SHB'BBSE'BD' _— 0812 | 10~t4 | t=15 | 15 | 10~15 | 10-15
b 50(100-200)
150(/00-200)
Mloy steel . | - HBZ80-3a0 1 propy 0810 | 10~t4 | 08~13 | 11~15 | 08~13 | 10-15
hardened steel | - <HRC3S peoon | 0000200 | e ig | pg~t2 | 0813 | 0813 | 0813 | 0813
PLZ0H | 120(80-18D)
PL20H 1a0(100-200)
: <HR?70 08~12 | 08~12 | 1I~15 09~13 | 10~15 | 08~13
Stainless steel PC25H 12080-150)
: (70(120-220
Castiron | Tensile strength ( ) 08~12 | 12~18 | 1i~I5 13~17 | 10~15 | 1217
<350MPa 150(/00-200)
PLISE
e MW e JO e W 150(/00-200)
Nodular Cast iron | TEnsile streng 06~10 | 10~14 | 09~13 | 1I1~15 0.8~13 | 10~15
<B00MPa 120(80-180)

B18

RICH MILL SERIES

f——
al.C
ad|-
S
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
I.C S d PCZ0H | PC25H | PCEOH | PC25G | PC22G |  PCISC PCOIH
PBX-DOB 8 4 24 A [ J
PBX-DI0.0 10 a A A o
a PBX-DIZ.0 12 i 3 A [ J
PBX-DIB.0 16 8 4 A [ J
PBX-D20.0 20 10 a A [
PBX-D25.0 23 12. B A o
* Best Suitable Available A Only On Order @ Generally Available
> Recommended Cutting Data.
Warkpi terial Hardness HB Grad Cutting Data Diameter
orkpiece materia ardness rade m e o
V(m/min) 100~200 100~200 100~200
fz2(mm/z) 0.15~0.25 0.2~03 0.2~0.3
HR<180
jarbongteel apmax(mm) 08 | 125
aemax(mm) 08 | 1.25
V(m/min) 80~180 80~180 80~180
fz(mm/ 015~025 0.2~03 02~0.3
Alloy steel HBIR0~280 2(mm/2)
apmax(mm) 08 | 1.25
aemax(mm) 0.8 | 1.25
V(m/min) 60~100 60~100 60~100
fz2(mm/z) 0.15~0.25 0.2~03 02~0.3
Hardened steel HRES5 65 PC256 z
PCZ5H apmax(mm) 04 05 0.6
aemax(mm) 04 05 0.6
V(m/min) 70~150 70~1a0 70~150
: fz2(mm/z) 01~02 0.1~0.25 01~0.25
Stainless steel HB<270
apmax(mm) 0.6 08 |
aemax(mm) 0.6 08 |
V(m/min) 160~300 160~300 160~300
Castiron fz(mm/z) 0.2~03 0.25~0.35 0.25~0.35
HBIBO-250
apmax(mm) | 15 8
aemax(mm) | 15 |8

B19

ONITIIN &=




RICH MILL SERIES

Profile Milling Catter
-

Profiling  Radius Milling = Slotting

QDL@ od
2 L1

973 3

MY-PBX SERIES ]
Specification j%)1] @ A L L Insert Screw Wrench
MY-CB-4R-110 g : 5 % 0
MY-CI0-4R-110 g 0 5 7 0 PR008 | M3 18
ERETEE g 7 ; i 0
MY-CI0-5R.130 0 0 g 0 0
MV-CI0-5R-150 0 0 g i 80
MY-CIZ-5R-130 0 7 ; 30 0 3k ace Wiskd ¢
MY CI2-5R-160 m W g i i
MV -CIZ-6R-130 7 W g i i
MV-CIZ-6R-160 7 7 g 5 0 e ML
MV-CIG-8R-160 G 6 W 50 B0
B MY-CI8-8R-200 6 6 0 i 700 Figeilib S adhilics
MY-C20-10R-160 70 70 75 0 i ¢
= [ WY-C20-10R-200 70 20 75 B0 00 PR0Z0 | MBdBZ
= [ wvcaniorsso 70 70 75 0 %50
= N R 75 75 B B0 i
WY-CZ5-125R-200 75 75 5 0 200 PB0Z5 | Moz
W-CZ5-125R-250 75 75 5 50 250

. 9 %(;(,L

EMRw 6R 50 2%

-
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INDEXABLE MILLING CUTTER

APOIO )
/
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
L [LW] § 0d r | PC20H | PC25H | PCBOH | PC25G | PC22G |  PCISC PCOH
APMTII35PDER-H2
. | TTREE L2t { B2 [ 35 [ 28 | 08 | % X x [ ) [ [ [
\ig) APMTIBO4PDER-HZ ° ° ° °
\PHTIED4POERME 715 | 928 | 476 | 44 | 08 | % X b
- o * Best Suitable Available A Only On Order @ Generally Available
Plunge Miling ')
> Recommended Cutting Data.
Cutting Data.
Workpiece Material Hardness HB Grade
V(m/min) f(mm/z)
Low-carbon steelSoft teel <180 ok 180 (150-220) 02 (0.08-0.25) B
=
High-carbon steel Alloy steel I80-280 Sy 160 (130-200) 015 (0.08-0.2) F
=
PC20H ®
Alloy tool steel 280-350 PC25H 140 (120-180) 0.2 (0.05-0.2)
PCROH
Stainless steel 270 heaa B0 (50-150) 0.08 (0.03-0.5)
Cast iron 180-250 PCIAC 150 (100-220) 0.15(0.08-0.2)

Miling ")

> Recommended Cutting Data.

Cutting Data.
Workpiece Material Hardness HB Grade
V/(m/min) f(mm/z)

Low-carbon stegl Saft steel 480 EE%E 190 (140-250) 0.08 (0.04-0.5)

High-carban steel Alloy steel 180-280 EE%EL‘ 170 (130-250) 0.08 (0.04-0,45)
PL0A

Nloy tool steel 780-350 PL75H 150 (110-240) 0.08 (0.04-0.15)
PLBIH

Stainess steel <210 20 120 (30-130) 0.08 (0.04-05)

RE 180-250 PLISE 120 (80-210) 0,08 (0.04-0.15)
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INDEXABLE MILLING CUTTER INDEXABLE MILLING CUTTER

Square Shoulder Milling Cutter Kr:90 @ Square Shoulder Milling Catter K903
(" Step shoulder Facing Slotting 4
] I — T
L1
L
(Figure-A)
od
MY-BAP3OOR § MY-BAP4DOR smmﬁ MY-BAP3OOR & MY-BAPADOR SERIES‘ (Figure-A)
Specification Teeth | Figure | oD o ap Ll L Insert Screw Wrench Specification Teeth | Figure | oD od H W T A Insert Screw Wrench

BAP3OOR-CIZ-12-130-1T | A 17 12 20 130 M2.5x5 BAP3OOR-a0-22-4T 4 A al 21 45 04 f 63

APAIIR 5 B0-2T 7 T T T m 0 BAP300R-B3-22-41 ] TR I A T T T I D e

BAP300R-CI5-16-200-21 7 A 16 15 50 200 BAPAOOR-00-22-47 4 A al 22 47 0.4 6.3

BAP300R-CIB-1B-160-2T 2 A [ B 40 0 BAP4DOOR-63-22-4T 4 A B3 22 47 04 | B3

BAP300R-CIB-16-200-2T 2 A [ 0 50 200 BAP400R-B0-27-5T 5 A 80 21 50 24 | 7

BAP30OR-CIB-I6-250-7T 9 A 1B T 40 750 BAP4DOR-100-32-6T B A 100 32 a0 144 8 14 APMTIGO4PDER M4x3 118

BAP300R-CI6-16-300-2T 2 A 16 I 50 300 BAPADOR-125-40-TT 1 A 23 40 B3 64 | 8

BAP30OR-CI9-20-180-2T 2 A 20 19 40 60 BAP4DOR-160-40-8T 8 A 160 | 40 B3 64 | 8

RAP200R-CI9-20-200-2T 7 A 70 19 50 700 BAP4DOR-200-60-10T 10 A 200 &0 63 207 14

BAP300R-C20-20-160-2T 2 A 20 20 . 40 160 APMTII3SPDER | M2.5x6 18
B BAP30OR-C20-20-200-21 2 A 20 20 50 200 B

BAP30OR-C20-20-250-21 2 A 20 20 50 250
— | BAP30OR-CZ4-25-160-31 3 A 75 2% 40 160 é ) . =
= | BAP3DOR-C24-25-200-8T 3 A 25 24 50 200 E;,-f \ -
| | BAP3DOR-G25-25-160-3T 3 A 75 25 40 IR0 & / =

BAP3DOR-C25-25-200-3T 3 A 75 25 50 200 b

BAP300R-C25-25-250-3T 3 A 75 75 B0 250 ;

BAP300R-G25-25-300-3T 3 A 75 25 B0 300 = -

BAP4DOR-C24-25-160-21 2 A 75 2% 50 [ -

BAP4DOR-C24-25-200-21 7 A 75 2% 50 200 =

BAP4OOR-C24-25-750-2T 2 A 25 | 2 BO 750 MY-RAP3OOR & MY-RAP4DOOR SERIES ] (Figure-B)

Eﬁlﬁzgggggggggﬁﬂnn? g 2 gg gg gg IQEDDD Specification Teeth Figure [%]1] od H W T A Insert Screw Wrench

BAP4DDR-C25-75-250-21 7 A 75 75 i 250 RAP30OR-a0-22-4T 4 B al 22 4 04 | B3

BAP4DOR-C25-25-300-7T 7 A 75 75 i 300 RAPAOOR-B3-22-4T 4 B B3 2 41 04 | 63 b (b0 EER ack *

—— 2 . - - L EQEQEEE?DDDZ;QEETT : E Igunu §§ gg 52 ; 8 | APMTIBO4PDER | M43 715

BAP4DOR-C32-32-160-21 7 A 32 32 50 IR -100-32- : x

BAP4DOR-C37-37-700-2T 7 A kY k) . 50 oy 2ep ARl (Had R RAPADOR-125-40-TT 7 B 123 40 B3 64 | 4

BAPADOR-C37-32-250-71 2 A 37 37 50 750

BAP4DOR-C37-32-300-21 ? A 32 32 B0 300

BAPADOR-C37-35-200-31 3 A 35 39 il 200

BAPADOR-C37-35-250-31 3 A 35 32 i 250

BAP4DOR-C37-35-300-3T 3 A 35 37 B0 300

BAPADOR-G32-40-200-31 3 A 40 37 B0 200

BAP4DOR-C37-40-250-3T 3 A 40 32 B0 750

BAPADOR-C37-40-300-31 3 A 40 37 B0 300
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INDEXRBLE MILLING CUTTER INDEXABLE MILLING CUTTER

ROOC) ” CASE STUDY FOR MY-EMRW-6R-63-22
[
Workpiece material - 42CrMo (HRC35)
Cooling system- dry cutting
| ) ) ..
Machine; vertical machining center
otk Cutting data
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide _ :
Shape o Ve=200m/min
L S 0d «° | PC20H | PCZ5H | PCBOH | PC25G | PC226 | PCISC PCOMH ap=3mm
RDHXOB03-MO 8 218 % E A| A | A
RORXIDOZ-MO 0 318 4 15 A | A | A -
RDHXIZT3-MO 7 397 | 44 EIEIE: fo={l.dmm/
RDHXIE05-MD [ 556 | 55 I5 A | A | A
ROKWOSO3-MO-BG | 8 218 24 15 i\ {CEA\- {ce A\ dceg dce @ A
RDKWIOT3-MO-BG 0 397 | 44 15 X | kx | x | e | @® A ®
RDKWIZ04-MO-BG 2 416 | 44 5 [ x [ x| A @[ @ A A
RDKWIBDS-MO-BG [ 556 | 54 15 A | X A-dce A A
RDKXOB03-MO-BE 8 218 24 15 A | A A | A
ROKUOTB-NO-B6_ | 0 | 3% | 4 | & | A | A Al A >>TIJIJ| - MY-EMRW-ER-63-22
B RDKXI204-MD-BG 2 W16 | 44 15 X |k o | o B
RDKXIBDS-MO-BE Ig 556 | 55 I5 A | A A | A
= ROMTIOT3-MD 0 297 | 44 I5 A | A | ® | A A =
C RDMTI204-MO 12 478 44 15 X | Xk o A A : : C
3 RDMTIBOS-MO [ 556 | 55 15 A | A A | A o Wear Comparison after 30 min 5
>> Recommended Eutting Data. * Best Suitable Available A Only On Order @ Generally Available
Waorkpiece Material Hardness HB Grade - ittt - ace Competitor A
V (m/min) f(mm/z)
PL2ZG
o | e 770 (220-350) 07 (0.08-045)
ow-carbon stee 3’ PC20H i i
Rl <180 i 720 (180-300) 0.75 (015-045)
PL75H 270 (200-360) 0.2(0.-0.49)
PL2Z6
s 740 (200-320) 0.7 (008-045)
High-carbon y PC20H i )
st Wy stoe (80-780 et 200 (180-280) 0,75 (015-0.45)
PLBOH 740 (180-350) 0.2(0)-0.45)
EE;%E 220 (180-300) 0.2(0.08-045)
Alloy tool steel 780-350 EE;EL‘ 180 (150-250) 0,25 (0/5-0.45)
PCROH 220 (170-34D) 0.2(0-045)
PL20H 150 (120-240) 0.2 (0.08-045)
PLI5H Qi
Stainless stel 10 EE;QL‘ 150 (100-220) 025 (0)-045)
PL70H
e (60 (10-270) 02 (0)-045)
Cast iran (80-250 PLISE 210 (120-300) 0.2.(0-0.45)
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INDEXABLE MILLING CUTTER INDEXABLE MILLING CUTTER

Dimension (mm) PVD Coating CVD Coating | Cemented Carbide Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size Shape Size
L S 0d o | PC20H | PC25H | PCBOH | PC25E | PC226 | PCISC PCOI L S 0d o | PC20H | PCZ5H | PCBOH | PC25E | PC226 | PCISC PCOIH
RPMWOBD3-MD 8 318 34 I o | A A A j RCBTD803-LHE 8 38 34 7 A
RPMWIDT3-MO I0 397 | 44 I A | A A A “"‘ RCGTIOT3-LHE I0 397 [ 44 7 X
RPMWIZ04-MO 17 478 | 44 I *x | Xk o[ e A i | RCBTIZ0-LHE 12 478 | 44 7 X
RPMWIBDS-MO Ig 55 | 55 I A | A A A RCBTIRDG-LHE Ig 558 [ 55 7 A
RPMTOS03-MOE-JS | B 3.8 34 I A | A A A _ RCKTOB03 8 3.8 34 1 A | A A | A
RPMTIDT3-MOE-JS 0 397 | 44 I A | A A A Q RCKTIOT3 0 397 | 44 7 A | A A | A
RPMTIZ204-MOE-JS 17 478 | 44 I *x | X o[ o A et REKTIZ04 12 478 | 44 7 X [ X% A | A A
RPMTIE05-MOE-JS Ig 556 | 55 I A | A A A RCKTIROS Ig 556 | 58 7 A | A A | A
RPKTOB03-MOE-JS 8 318 34 I A A A A , - -
Rk R T 207 i 7 Y 2 Y y >>Recnmmended Cutting Data, * Best Suitable Available A Only On Order @ Benerally Available
B RPKTI204-MDE-JS 17 478 | 44 I X | X A A A S B
VnE. utting Data
RPKTIB0S-MOE-JS I8 0.0B 2.3 I A A A A Workpiece Material Hardness HB Grade
= >>Rggummgndgd Cutting Data. * Best Suitahle Available A Only On Order @ Generally Available V (m/min) f (mm/2) =
= . =
[ Cutting Data BC7T0 [
= o r =
21 | Workpiece Material Hardness HB Grade H(mm/z) PLOSE 270 (220-330) 0.3(02-08) =
V (m/min) Low-carban steel . PLI0H
— MO JS Soft stoo] <180 b 220 (180-300) 03(02-08)
PLYSE 270 (220-350) 0.2(0.-0.5) 03(0.2-0.8) PL75H 270 (200-360) 0.3(02-0.8)
Low-carbaon steel ) PL20H
Soft steel <180 o 220 (180-300) 0.25(0.-0.5) 0.3(0.2-08) EE%E‘: 940 (200-320) 03(0.2-08)
PL25H 270 (200-360) 02(0J-05) 03(02-08) High-carbon steel _
- oy stel 180-280 PL75H 200 (1B0-280) 03(02-08)
PC20H
pL75 240 (200-320) 0.2(0.-0.9) 030208 PL25H 240 (180-350) 03(0.2-08)
High-carbon steel
P Aoy steel 180-280 PC23H 200 (180-280) 125560 03(02-08) ey 220 (180-300) 03 (0.2-08)
PCZ5H ]
FCEDH 740 (180-350) 0.2(0.1-0) 0.3(02-08) Aloy tool steel 780-350 PL75H 180 (150-250) 0.3(02-08)
PC20H
PL75H 720 (180-300) 0.2(0.1-0.4) 03(@02-08) PC20H 220 (170-340) 0.3(0.2-08)
Alloy toal steel 780-350 Egggﬁ 180 (150-250) 0.2(0,-0.5) 03(02-08) PLY0H 150 (120-240) 03(02-06)
PL20H 720 (170-340) 0.2(0)-04) 03(0.2-08) Stainless steel 270 PC25H 150 (100-220) 0.3 (02-08)
PC20H (50 (120-240) 02(01-04) 03(0.2-06) PC25H (BO (10-270) 03(02-08)
Stainless steel <210 PLISH 150 (100-220) 0.2(01-04) 03(02-08) Cast iron (80-250 PCISC 210 (120-300) 0.3(02-08)
PCROH (0 (10-270) 02(01-04) 0.3 (0.2-0B)
K Cast iron (80-250 PLISC 210 (120-300) 02(0.-05) 0.3 (0.2-08)
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INDEXABLE MILLING CUTTER INDEXABLE MILLING CUTTER

Face Milling Tools
Workpiece material - 42CrMo (HRC35) @ @ @ ‘ @ ‘

Facing Profiling ~ Radius Ml”lng Ramp Milling " Helical  Pocketing
. . Machining
Cooling system: dry cutting
Case Study for MY-EMR-5R-C20-25-160 (.
Machine: vertical machining center
Cutting data £ L
Ve=200m/min (Figure-A)
i MY-EMR-SERIES )
fz=0.2mm/z Specification Teeth | Figure | oD od A Lf L Insert (R) Screw Clamp | Wrench
EMR-CI2-4R-12-130-1T | A 7 | 1 ] 30 130 M3xB
EMR-CI5-4R-1B-150-21 7 A 6 | 1 g i 150
EMR-CI5-4R-1-200-21 7 A B | B f il 700
EMR-CIB-4R-16-150-21 7 A & | & i i 150
ENRCIB4R162002T | 7 L B [ B [ & [ @ | | wewiososo | s | Mvee | T
EMR-CI3-4R-20-150-21 7 A E g i 150
>> Tool-MY EMR-C20-25-160 EMR-CI3-4R-20-200-21 7 A I E [ Bl 700
EMR-C20-4R-20-150-21 7 A W | 0 | 4 10 150
Insert ROKWIDT3MO-PC25G << EMR-C20-4R-20-200-2T 2 A 20 20 4 B0 200
EMR-C13-5R-20-150-21 7 A I 5 i 150
EMR-CI8-5R-20-200-2T 7 A I 5 il 200
EMR-C20-5R-20-150-21 7 A W | 0 | 5 i 50
: - EMR-C20-5R-20-200-2T 7 A IR NE 50 200
= [ ) =
= Wear comparison of insert EMR-C20-5R-25-150-2T 7 A 75 | 790 |5 B0 150 =
z EWNR-CZ0-5R25-200-1 | 2 TSR I T T T IO - BT B =
EMR-C25-5R-25-150-21 7 A %5 | 25 | 5 ] B0 | povrioravg | Mé8
EMR-C25-5R-25-200-7T 7 A %5 |25 o 0 200
EMR-C25-5R-25-250-21 7 A % | 25 | 5 80 250
EMR-C32-5R-35-150-3T 3 A % | 32 | 5 50 150
EMR-C37-5R-85-200-3T 3 A 3% | 32 | 5 50 700 Ti5
EMR-C37-5R-35-250-8T 3 A 3% | 32 | 5 0 250
EMR-C32-6R-32-150-2T ? A 32 [ 32 & 50 150
EMR-C32-BR-32-200-2T 7 A 32 | 32 | 8 B 200
EMR-C32-6R-32-250-21 7 A HIFEE 70 250
. EMR-C32-6R-32-300-2T 7 A 37 37 3 80 300 RPMTIZ04MO
C titor A
ompgror EMR-C32-6R-35-150-31 3 v | 3 | ® | 6 | 50 ] om0 | Roowzoavn | M09 L g
M0
EMR-L32-BR-35-200-31 3 A i B I 200 | ROMTIZDAMO
EMR-C37-BR-85-250-8T 3 A 35 afe 37ade g 70 250
EMR-C32-6R-35-300-8T 3 A R 70 300
EMR-C32-6R-35-350-3T 3 A n | 3 |8 0 350

S

22 minutes later 22 minutes later
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Face Milling Tools @ @ @ ‘ @ ‘ Face Milling Tools @ @ @ ‘ @ ‘
4 , Facing Profiling ~ Radius Milling'Ramp Milling  Helical  Pocketing . Facing Profilingy Radius Milling Ramp Milling  Helical  Pocketing
Machin;gg g R Machining
@D [”d
/ (aed-Cones L
MY-EMRW-SERIES ] (Figure-A) MY-TRS-SERIES ] (Figure-A)
Specification Teeth |Figure | =D od H ] T A Insert (R) Screw Clamp Wrench Specification Teeth Figure | D o A 1] L Insert (R) Screw Clamp | Wrench
EMRW-5R-50-22-4T 4 A I 47 04 | B3 | 5 |RPMTOTSMD| _ MY-RS Mixg TRS-CIZ-4R-12-130-1T [ A 2 2 } a0 130 M3E
EMRW-BR-50-22-4T 4 A 5| 2 5] 04 | 63 | B TRS-CI5-4R-16-150-2T 7 A [ 5 ; 40 150
EMRW-BR-B3-22-4T ] \ B | 2 47 04 | 63 | B TRS-CI5-4R-16-200-21 7 A 16 5 4 40 200
EMRW-BR-80-27-6T B A 80 | 27 50 24 | 7 B TRS-CIB-4R-16-150-2T 7 A 16 16 ] 40 150
ENRW-GRI00-32-61 G S 20 0 B 54 i 15 TRS-CIE-4R-1B-200-21 7 1B [ B | 4 [ @ | 0 | ewomio | oo | wers [oTm
EMRW-BR-125-40-71 T A 25 | 40 B3 64 | 9 B° | poitionana TRS-CI9-4R-20-150-2T 7 ) T E 4 40 150
EMRW-BR-IB0-40-8T B A 50 | 40 B3 B4 | 9 B TRS-CI9-4R-20-200-7T 2 A 0 | 1§ 4 B0 700
EMRW-GR-200-60-107 0 A 200 | 60 B3 57 | 1 B TRS-C20-4R-20-150-7T 2 A W | 20 4 40 150
EMRW-BR-63-22-4T 4 A B | 2 47 D4 | B3 | B TRS-C20-4R-20-200-7T 2 A 0| 4 B0 200
EMRW-BR-80-27-BT B A B0 | 7T 50 24 |1 B | RewmBOSMD | oo | e | T TRS-C18-5R-20-150-2T 2 A T 5 40 150
EMRW-8R-100-32-6T B A 00 | 32 50 24 | 8 8| ROKWIBDSMD TRS-C19-5R-20-200-7T 2 ) T 5 B0 700
B EMRW-BR-125-40-BT B A 25 | 40 B3 B4 | 9 B TRS-C20-5R-20-150-7T 2 A W | W g 40 150 B
= TRS-C20-5R-20-200-7T 7 A 0 | g B0 200 =
F TRS-L20-5R-25-150-2T 2 A 75 | 0 5 B0 150 =
z TRS-C20-5R-25-200-7T 7 A 5 | W 5 B0 200 | ROHXIDO3MO Mix8 [ z
TRS-£25-5R-25-150-7T 7 A 5 | % 5 B0 IS0 | RPMWIDD3MD |  M4xd
TRS-025-5R-25-200-7T 7 A R 5 70 200
TRS-[25-5R-25-250-2T 2 A I EE 5 80 750
TRS-£32-5R-35-150-3T 3 A 3| 32 5 50 150
TRS-[32-5R-35-200-3T 3 A 2k |- a8l 5 B0 200 Ti5
TRS-C37-5R-35-250-8T 3 A R E 5 70 750
TRS-£32-6R-37-150-7T 7 A I B 50 150
TRS-C37-6R-37-200-7T ? A 2 | 3 B i 00
TRS-C37-BR-37-750-7T 7 A N EE B 70 750
TRS-C37-6R-32-300-7T 7 A R B 80 0| ROAKIZTIMD | g
TRS-£32-ER-35-150-3T 3 A 35 | 3 B 50 50| RoKwizisMn | e | MY-RE
TRS-C37-BR-35-200-3T 3 A 35 37 B 0 00 | RPMWIZT3MO
TRS-G37-6R-35-750-3T 3 A 35 ] 32 B 70 750
TRS-C32-6R-35-300-3T 3 A 35 | 32 B 70 300
TRS-C37-6R-35-350-3T 3 A 35 | 32 B 70 350
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Face Milling Tools . @ @ @ @

, ~ — S
Facing Profili Radius Milling' Ramp Milling ~ Helical Pocketing ; r
rofiling Mafr:icrzfi‘ng = - [
w| D) od}
N 21
; L
/ / '
(Figure-A)
MY-TRS-SERIES ) 5 g Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
| o o o ape ize
Specification Teeth | Figure | oD od H ] T A Insert (R) Screw Clamp Wrench L . W § 0d r FE)Z‘I(]H PLZ5H | POBOH | PLZSE | PEZ2G | PGISG PCOH
R300-IT308-PM | 172 | B9 | 358 | 28 | 08 A | A A
TRS-5R-50-22-4T 4 K[ &0 22 42 04 | 83 [ 5 [RoHxooaMO| — MY-RS Mix8 .
T : o 7 = TV SR @ RO0-I70408-PM | 1782 | 96 | 476 | 412 | 08 | A A [ A A
TRS-BR-B3-22-4T 4 A B3 27 47 104 3R] g * Best Suitable Available A Only On Order @ Generally Available
TRS-6R-80-27-6T b A 80 21 al 124 | 1 B | RDHXIZT3MD .
TRS-BR-100-32-61 : U0 [ e | @ [ i [® [ & |moonzuo| o m‘xxlg 113 >>Recommended Cutting Data.
TRS-BR-125-40-TT 7 [ BV 40 B3 64 | 9 B | RPMWIZT3MO g Cutting Data
TRS-BR-160-40-8T 8 A | 160 40 3 | B4 | 3 B Warkpiece Material Hardness HB Grade _ f (mm/z)
TRS-BR-200-B0-10T 0 A | 200 B0 B3 57 | 14 B V (m/min) ”
TRS-8R-B3-22-4T 4 A afe b3 22 47 04 | 63 | 6
TRS-gR8021-6T | 5 [ K 80 | @ | 50 | 04 [T [ 8 [RewmeOMO| oo | pen | e 270 (220-350) 02(0103)
TRS-8R-100-32-6T B L 32 50 24 | 8 8| ROKWIGOEMD N
TRS-BR-125-40-57 B A1 40 B2 | 54 |8 B i <80 220 (130-300) 02 (0.-03)
= PC20H =
= 770 (200-360) 02(0.-03) =
C C
=z =z
o) 240 (200-320) 07 (0/-03) ®
jigh-caragn steel 180-280 PLoDH 200 (180-280) 02 (0-03)
Alloy steel . ace
240 (180-350) 02(01-03)
720 (180-300) 02(0)-03)
Alloy tool steel 780-350 nC70H 180 (150-250) 02(0J-03)
220 (170-340) 02(0)-03)
150 (120-240) 02(0.-03)
M Stainless steel <270 PCI0H (50 (100-220) 02 (01-03)
(B0 (110-270) 02(0)-03)
n Cast iron (80-250 PLISE 210 (120-300) 02(0)-03)
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Square Shoulder Milling o @ @ @ OO ) Kr:90 ° @
" e "

4 - - i
2 Step shoulder SIOtiNg"  Ramp Milling ~ Helical Facing  Step shoulder
o A Machining ;
7o) [ - L2
s L N
MY-R330-SERIES ] (Figure-A) . S Dimension (mm) PVD Caating CVD Coating| Cemented Carbide
ape ize
Specification Teeth Figure oD o A T L Insert Screw Wrench L LW S bs «” | PC20H | PC25H | PCBOH | PC25G | PC22G (  PCISC PCOMH
L ¥PITE: TR P P, P9 2 A El b S T i N A A S i %
R390-11-C15-16-200-27 7 A | 15 700 < L1 AB ]
R390-1-CI6-16-150-2T 7 A 16 16 150 K Best Suitable Available A Unly On Order - @ Generally Available
T TR )
R330-11-CI6-16-200-2T . A 16 16 0 9 200 R390-17308 M2 55 18
R330-11-C19-20-150-2T 7 A 20 19 1all - & ai —
R390-1-C18-20-200-21 2 A 20 19 200 - & | . i
R390-11-C20-20-150-2T 2 A 20 20 1ol & - ¢ L ‘
R390-11-C20-20-200-21 2 A 20 20 200 .
R390-17-C24-25-150-2T 2 A 78 24 all 1ol
R390-17-C24-25-200-21 2 A 25 24 B0 200 /
R390-17-C25-25-150-2T 2 A 28 28 all 1ol
B R330-17-025-25-200-77 7 N " Bl T Mt M L MY-TP SERIES ] (Figure-A) B
— [ _R330-17-C32-32-1a0-2T 2 A 32 37 all 1o =
= | R380-17-C32-32-200-21 2 A 32 32 B0 200 Specification Teeth |Figure | <D od H W T [apmax|  |nsert Clamp Screw Wrench =
g TPI6-50-22-3T 3 A all 27 al 10.4 63 | 13 TPKNIBO3 MY-1604 MG MET g
TP22-63-22-31 3 A B3 27 all 10.4 63 | I8
TP22-80-27-41 4 A 80 il all 124 1 18
TP22-100-32-41 4 A 100 37 B3 144 8 18
T77-175 4061 L N R G R BT
TP22-160-40-6T B A 160 40 B3 16.4 9 18
1P22-200-60-8T 8 A 200 60 47 2a.1 14 18
> Recommended Cutting Data.
Cutting Data
Workpiece Material Hardness HB Grade
MY-R390-SERIES ] (Figure-B) V (m/min) f (mm/z)
Specification Teeth |Figure| oD | od | H wo|oT A nsert | Screw | Wrench BL256 270(200-360) 0.2 (0)-04)
R390-11-50-22-67 B B | oo 7 i | 104 | 63 Lo et B <I80 i
“lmau-22- : - ort stee h
RRO0--B3-72-TT 7 B i3 7 0 4 | 63 l R3G0-IIT308 [ M2.6x7 18 PC25H 230 (170-350) 0.24 (0.-0.3)
R390-17-63-22-61 B B B3 77 40 04 | 63 {7 |R390-170408 |  Méxl TS High-carbon steel - PC226
R3B0-17-B0-27-71 7 |8 [ 80 | 7 | 50 | @& Alloy steel PL2SH 200 (150-280) 025 0/503)
PLJE 220 (170-340) 02(01-03)
Alloy toal steel 280-350 s
PLZSH 130 (130-300) (.24 (0.1-0.3)
PC256
M Stainless steel <270
PC25H 140 (100-250) 0.2 (01-0.3)
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: 11°
Y. F. 88’ L
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size Shape Size
L |oW| S | be | bs |PCZ0H|PC25H | PCBOH | PC25G | PC22G | PCISC PCOIH L | LW /| S | od | r |PC20H|PC25H | PCEOH | PC25G | PC22G | PCISC PCOIH
" SPKNIZOSEDER/L. | 127 | 127 [ am | 1 | 14 X o o APKTIT304-IM X | A ° °
" SPKNISOAEDER/L | 15875 | 15875 476 | | | 14 A o o [ APKTIT304-PM A | A | o )
@ o] 2% | 85 | 36 |28 | 04 x ¥
*Best Suitable Available A Only On Order @ Generally Available =
APKTIIT304-GM A
ap | @D . APKTIT308-GM % i ]
[T T . APKTIIT308-2M x | & ° ®
" L’ll!‘ : Q [T M M N N e - N W ° x
] APKTIT0B-LH
; . APKTIBO408-ZM *x [ A ° M)
AR APKTIB0A0B-PM | 17877 | 933 | 576 | 44 | s [ X | A ° °
| 58 | APKTIBO0A08-LH A
B (Figuge3h) *BestSuitahleAvailahleA Only On Order @ Generally Available B
= Specification (%)) od H W T [apmax| [nsert Clamp Screw Wrench =
E SPKNI203-80-27-4T 4 A 80 21 all 124 li B > Recommended Cutting Data. E
= | SPKNIZ03-100-32-67 B A 100 32 B3 | Ih4 B B | sekwzog | w1203 ME MET 3
SPKNI203-125-40-81 B A 125 40 B3 | 164 i B _ _ Cutting Data
SPRNG04-80-27-41 | 4 L | 8 | 7 | a0 | 124 | 7 | 8 Workpiezz Materia Hardness HB Grade
SPKNIS04-100-32-6T B ) 00 37 B3 | 144 3 ] V (m/min) f (mm/2)
SPKNIS04-125-40-8T B A 175 40 B3 | 164 i 8 | SPMsDs | MY-Is04 M8 Mg e
SPRNIS04-1B0-40-107 T A | B |4 |8 |64 | 5] 8 - '1"51“5 480 EE%&E 190 (140-250) 0,08 (0.04-05)
SPKNIS04-200-B0-12T 7 A 200 | RO B3 57 | & | 8 P SIS
>R ded Cutting Data. mke
2> Recommended Cutting Data High¢zartof Gt (80-280 PLZ0H 170 (130-250) 0.08 (0.04-0.15)
Alloy steel PC25H
Cutting Data
Warkpiece Material Hardness HB Grade PC20H
V (m/min) f (mm/z) Alloy tool steel 780-350 PC25H (50 (110-240) 0.08 (0.04-0.5)
PCROH
low-carbon steel EE%;E 270(200-380) 0.2 (0.-0.4)
soft steel <I80 730 (70-350 PC70H
PLISH (I70-350) 0.24(0.-0.3) Stainless steel <770 ] 120 (80-190) 0.08 (0.04-0.5)
PL756 ) )
’ High-carbaon steel PC276 240 (200-570) 0.2(01-04)
Aoy steel 180-280 RLJ5H 200 (1§0-280) 025 (0.5-03) Cast iron 180-250 PLISE 120 (80-210) 0.08 (0.04-0.5)
JL200 720 (170-340) 0.2(01-03)
Alloy tool steel 280-350
PLISH (90 (130-300) 024 (0.-0.3)
eon 160 (110-270) 0.22 (04-03)
M Stainless steel <270
PLISH (40 (100-250) 02(0,-0.3)
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SQUARE SHOULDER MILLING K902 @
tep shoulder Slotting Ramp Milling = Helical
A Machining
___________________________ | e
Q
L1
L
MY-APKT SERIES ] (Figure-A)
Specification Teeth | Figure | <D d A L L Insert Screw Wrench
APKTI-CIB-12-120-T | ) 7 B I i
APKTI-CIB-16-120-2T 7 ) B | & 7 i APKTITS_ 1~ M2 8
NPKTI-C20-20-150-27 7 ) M | @ | 05 a0 i
APKTII-C25-75-150-aT 3 \ NG 0 50
APKTI-C32-32-150-37 3 ) 7 | a2 il 50
APKTIE-C25-25-150-77 7 ) R T i AERTIBO4 W38 Tig
APKTIE-C37-32-150-2T 7 ) 7 | 2 | 155 0 50
APKTIE-C37-40-150-77 7 | a0 | = I 150
=
-
=
4
@
ad
MY-APKT SERIES ) (Figure-B)
Specification Teeth | Figure | =D d H ] T A Insert Screw | Wrench
TPKTI-50-22-61 8 | 50 | % i 5| 63 | 105
APKTII-B3-22-87 g T T i0 S R T L L 18
TPKTIB-50-22-57 : T T i s 1 63 1 5
APKTIB-B3-22-67 T N O il 4 | 63 | 5
APKTIB-80-27-71 7 T R o mh T TG | APKTIGO4
APKTIG-100-32-8T e 8 [ | % o] TV B B
APKTI705-50-22-57 ; 5 |z i 4 | 63 | 53 Mix(0 Tis
APKTIT05-63-22-61 : T N m 04 | 63| Bs
APKTIT05-80-27-T1 7 Bl 80 | 7 o0 i |7 55 | APKTI7OS
APKTI705-100-32-87 g T T B0 TV 55
APKTITO5-125-40-07 ] B | 15 | 40 3 B4 | 9 55

B40
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Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size
L LW S 0d o’ | PC20H | PC25H | PCBOH | PC25G | PC226 PCIaC PCOMH
1 SEHTIZ04-AFSN A X o
u SEHTI2D4-AK 5 | Sl el ) X
* Best Suitable Available A Only On Order @ Generally Available
Square Shoulder Milling o
Kr:45/
(" Facing ~ Chamfering
ap, ! @D |
H
MY-KMI2 SERIES (Figure-A)
Specification Teeth | Figure | 2D od H W T apmax | |nsert Screw | Wrench
KMI2-50-22-4T 4 A all 27 47 10.4 B.3 B
KMI2-63-22-41 4 A B3 77 47 10.4 6.3 i
KMI2-80-27-5T a A 80 27 al 124 7 B
KMIZ100-32.57 I O I 0 Wi | 3 B | Sehnon, | M2 170
KM12-125-40-6T B A 125 40 al 16.4 g B
KM12-160-40-6T B A 160 40 B3 16.4 3 B
KMi2-200-60-8T 8 A 200 G0 B3 2a.1 14 B
Recommended Cutting Data.
Cutting Data
Workpiece Materia Hardness HB Grade V (m/min)
AFSN
270(220-3a0) 0.15(0.1-0.2)
L RrbongTh 480 4y 70(200-360) 05102
230 (170-350) 0.15(0.1-0.2)
; 240 (200-320) 0.15(0.-0.2)
H|g}xl'|||;a;|tJ:g| steel B0-780 PCZ0H 240 (180-350) 0.15(0.-0.2)
; PCZ3H 720 (150-330) 015(01-0.2)
220 (180-300) 0.1(0.1-0.2)
Aloy tool steel 780350 nEp 770 (170-340) 00-02)
130 (130-300) 0.15(0.-0.2)
1a0 (120-240) 0.1(0.1-0.2)
M | Stainless steel <270 sl 180 (I0-270) 0A002)
140 (100-230) 0.13(01-0.2)
N Al alloy PCONH 300- <
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(ﬁﬂ Kr%}@@ /EPEIEI‘ @@@@@

Facing ~ Chamfering Facing Slotting ~ Deep Slotting  profiling Helical
8290 Machining
90° H 1
N 20
a 1w .
> J8 o Lo 1E -
Dimension (mm) PVD Coating CVD Coating | Cemented Carbide Dimension (mm) PVD Coating CVD Coating | Cemented Carbide
Shape Size Shape Size
L LW S ad r | PC20H | PC25H | PCBOH | PC25G | PC22G PCISC PCOH W L S r PC20H | PC25H | PCBOH | PC256 | PC22G PCIaC PCOIH
. SEETIZT308-PER-FM X X A EPNWOBO3TN-8 B.35 10 3.8 8 A o
= 13.3 . \ \ )
B SEETIZT308-PER-PM Ksagetliapedl 08 A A A “ EPMTOBOSTN-8 B.35 10 RAL 8 A A
* Best Suitable Available A Only On Order @ Generally Available * Best Suitable Available A Only On Order @ Generally Available
/
/‘ 2
oo OD|toec-—p-—— - - |2d
ot
e g g -
& b e J,J L1
; @ o " L
B L5 e b ’ / B
.
= MY-ASRSERES )} (Figure-A) =
r r
[ [
% / Specification Teeth Figure 2D d ] L Insert Screw Wrench %
ASR-C1B-16-120-2T 7 A 16 i 25 120
MY-SEET SERIES ] (Figure-A) ASR-CIB-16-150-21 7 I 16 16 30 IS0
Specification Teeth | Figure | <D %] H W T apmax Insert Screw | Wrench QEIEEIZEIE]I;D %ggg é K ;Eu IZEU gg |22|]D|]
MY-SEETIZ-50-22-3T 3 A a0 22 47 04 B3 0 —_— A
ASR-C20-20-150-3T 3 A 20 20 30 150
MY-SEETIZ-63-22-4T 4 A 63 22 47 104 6.3 10 SRCI0-00-7005T 7 T 50 50 i Gl
MY-SEETIZ-80-27-4T 4 A ]| 27 al 12.4 1 10 EPNWOBO3 M2.5xb T8
SEETIZT308-PER-FM ASR-C25-25-150-3T 3 A 25 25 30 1a0
MY-SEETIZ-100-32-5T a A 100 37 al 144 8 10 J Maxi2 120
SEETIZT308-PER-P ASR-C25-25-200-3T 3 A 25 28 40 200
MY-SEETIZ-125-40-6T B A 123 40 all 6.4 g 10
ASR-C25-25-230-3T 3 A YA 723 all pAll
MY-SEETIZ-160-40-8T 8 A 160 | B3 16.4 g 10
MY-SEETIZ-200-60-107 0 A 200 B0 B3 257 14 0 Achd? 3/gl 4T 4 A & 37 30 -
1 fee— . ASR-C32-32-200-4T 4 A 32 37 40 200
ASR-C32-32-250-4T 4 A 32 32 all ALl
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Technical information Technical information

Pitch Selection

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

Difference and selection between down milling and up milling

Stability of operation

L M H
(Low) (Medium) (High)
Coarse pitch Close pitch Extra close pitch

JEnlarge Y Enlarge When the milling width is
equal to diameter of cutter, the General When the milling width is less than diameter
machining system is stable and main
- - power of machine is suficient,
Up milling Down milling selecting coarse pitch can achieve high productions achieve high productive eficiency.
productive eficiency.

milling function and multiple mixed of cutter,cutting by maximum edges can

ONITIIN &P
ONITIIN &P

Down milling:the feed direction of workpiece is the same as that of the milling rotation at the connecting position.

Up milling:the feed direction of workpiece is opposite to the milling rotation at the connecting position.

Approach Angle Selection

In down milling,the major force of cutting edge is compressive stress; in up milling,cutting edge bears the tensile stress.The The approach angle is composed by insert Approach Angle | Feed Rate Per Tooth Maximum Cutting Depth

compressive strength of cemented carbide material is larger than its tensile strength. In down milling,chip becomes thin from Pl ek 3k ARG y

thick gradually,cutting edge and workpiece press each other. The friction between edge and workpiece is small, thus can B TR BICTE D TTP- HILKITESS, BUTHITH SHFBES S 90° fz hexzfzxsinkr

reduce the abrasion of edge, the hardening of workpiece surface and the surface roughness(Ra). In up milling, chip becomes tool-life are affected especially by the approach

thin gradually. When insert cutting into the workpiece, it generates strong friction and more heat than down milling, and make thickness and spreads the cutting area between !

workpiece surface harden. . . . 75 f 4 hex= 0_96xfz
Or : . (> . 2 i e ( J cutting edge and workpiece for a given feed rate.

In up milling, because horizontal direction of cutting force that milling cutter conduction on workpiece is opposite to the feed

direction of workpiece, therefore the lead screw of work table joints closely with one side of screw nut. In down milling, the A smaller approach angle also guarantee 60° f hey=0.86%F.

direction of cutting force is same as the feed direction. When edge’s radial force on workpiece is big enough to some extend, that it is stable entrying into or exiting workpiece, z z

the work table will bounce left and right, thus make the gap fall behind.The gap will return to front side along with the continuing to protect the cutting edge and extend taol life. )

rotation of lead screw. At this moment the work table stops motion, however it will bounce left and right again when the radial e 02 : . . 45 fz hex=0.707%f,

cutting force is big enough to some extend again. The periodical bounce of work table will cause poor surface guality of However this will increase higher axial cutting

workpiece and tool breakage. forces on the workpiece, thus is not suitable for Round Jicix(iC-2ap)?

When use end mills for down milling,every time the edges begin the cutting at workpiece machining thin workpiece such as thin plate. insert fZ hex® ic T xfe

surface,therefore end mills are not suitable for machining the workpiece with the hardened surface.

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

Technical information Function Of Each Part In Face Milling

Ve Cutting speed(m/min) Vr:  Feed rate of worktable(feed speed)(mm/min) D¢ : Nominal diameter of milling tool(mm) L || /
fz . Feed rate per tooth(mm/z) n: Spindle speed(rev/min) Axial rake angle rf
1T . Circumference ratio=3.14
Zn: Tooth NO. Tc: Machining time (min)
. Approach angle
Q: Metal removal rate(cm®/min)
fz :  Feed rate per revolution(mm/rev) L : Real cutting distance(mm) !
Rake ang|eR Inclined angle AS
Main angles of face mills of cutting edge
o Cutting speed
T xDexn Radial rake angle I’pf
Ve= ———————— (m/min) . .
1000 B Main angles of face mills
Name Function Effect
. Determining the chip . .
e Spindle speed Axial rake angle rr direction Negative angle: good chip removal performance
1000% V. Determining whether the
n= G (rev/min) Radial rake angle rp cutting is light and fast or Positive angle: good chip removal performance
mxDc not
Approach angle Kr Deterrgil:;r;g(;c:e chip Krt, chip thicknesst;  Kr|, chip thickness|;
Determining whether the rFf’oor CUttinﬁ. b ?fOOd cuttin'g
Rake angle R cutting is light and fast or Spt?er?rmance, '9 (—) «0— (+) periormance,low
gth of cutting strength of cutting
o Feed rate of worktable(feed speed) not edge edge
— ; . . Poor cuttin Good cuttin
B Vi =fzxnxznp (mm/min) Inclined angle of cutting edge Determining the chip performance,ﬁigh () O o+ ) performance,l%w B
AS direction strength of cutting strength of cutting
= edge edge =
= =
: - - - - :
Z m Characteristics of different rake angles combined z
o Feed rate per tooth " .
P Double Positive Double Negative Positive, One Negative
Vi -
fz= g (mnv z) Negative
X
Q&L 7 Rake Angle re(+) re(—) re+)
L e P i e
Tool minor / o /{ \L
o Feed rate per revolution cuttin Shape of —
9 P Feed rate per tooth(fz) ,
Vs edge angle tooth 0 rake Angle
fn= —— (mm/rev)
n

an
L
+ /4 ‘
= ~/—1
e Machining time p 3 Pasitive \ Ip )
L P ¥ rake angle

Te= (min) e
Vi 1 =
@Dc Axial rake angle -+ + X
: Radial rake angle : ce ac
o Metal removal rate L =) A N
apxaexVr
=T 1000 (cm’/min) Applicable M v v
Material K N N
Machined

N \

S V V
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INDEXABLE MILLING CUTTER

Technical information

W Cutting Performances Of Different Approach Angles

Approach angle 45° 75° 90°

] T
Schematic |= |=

1

diagram -
Axial force is the largest.
It will bend when machining thin-wall ; ; : : :
y - The main purpose is to resolve the The axial force is zero in theory,
Instruction Ypribitge and Fduges ¥ predisian of radial cutting force, it is often used suitable for milling thin plate
workpiece. Itis beneit to avoid fringe for general face milling workpiece
breakage of workpiece when machining ) )
cast iron.

Wiper insert

It has axial and radial run out because of tools
, — and inserts exist manufacturing tolerance.The
fz ] axial runout lead to poor surface roughness.
—F= n
— — N
B o
= SOMION
[
4
@
I Assembling Wiper Insert
&
£
=
o
b
S
o . . .
— Wiper insert — Common insert The wiper insert must protrude below the other insert by 0.03-0.00mm at axial
- e — ~ direction, only that the wiping function can take into effect.Generally speaking, a
M Selection 0f Cutting Width And Tool Cutting Diameter In Face Milling cutter can just assemble only one one wiper insert. If the diameter of cutter is
much bigger or cutter's feed rate per revolution is bigger than the length
e de of wiper edge.Z to 3 wiper inserts can be assembled.

U b

Generally speaking, the relation between cutting width and tool cutting
diameter is Dc=(1.2-1.5) ae.In the machining practice. it need to avoid
coincidence of tool center and workpiece center as much as possible.

Dc: Tool cutting diameter De=ae
ae:Cutting width

B48 »
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SOLID CRBRIDE SERIES

SOLID CABRIDE SERIES

ONITIIN &P

Unground Carbide Rod

> Grade And Specification Of Rods

- » D
D(mm) |Tolerance(mm) L(mm) Tolerance(mm)
D=3 +0.3
L-330 +h.0
Da<D20 + 0.4

Ground Carbide Rod Hé6

Semi finish carbide rods Dimension
MATERIAL DESCRIPTION RESULT

@D (mm) L (mm)
v TUNGSTEN (W3C) 87.99% 33 330
v COBALT (Co) 10.76% 43 330
v CHROMIUM (Cr) 051% 5.3 330
v IRON (Fe) 0.33% 5.3 330
v NICKEL (Ni) 010% 823 330
v HARDNESS BBHRA 03 330
v DENSITY 13.67 gm/cc 123 330
v IS0 CODE K30 143 330
v TRS 2200 N/mm? 163 330
v GAINSIZE FINE GRAIN 0.6-0.8 203 330

G
o
i | - D
< > \c
D(mm) Tolerance(mm) L(mm) Tolerance(mm)
All Types hB L-100 +13
> Grade And Specification Of Rods
MATERIAL DESCRIFTION RESULT Finish carbide rods hB Dimension
<D (mm) L (mm) C (mm)

v TUNGSTEN (W3C) 88.83% i 100 02
v COBALT (Co) 10.02% 3 100 0.3 B

v CHROMIUM (Cr) 0.45% 4 100 0.3
v IRON (Fe) 0.12% 2 100 0.5 =
v NICKEL (Ni) 0.20% B 00 05 C
v HARDNESS 87HRA 8 100 10 %

v DENSITY 1480 gm/cc 10 100 1.0

v IS0 CODE k30 12 100 1.0

v IRS 2200 N/mm? 14 100 1.0

v GAIN SIZE FINE GRAIN 0.6-0.8 i 100 1.5

- 20 100 1.

Bo1



ONITIIN &P

Pace Carbide Endmill, Hrc50,tisin Coating

PC CARBIDE SERIES 2&4 FLUTE SHORT LENGTH

SOLID CRBRIDE SERIES

SOLID CRBRIDE SERIES

Pace Carbide Endmill, Hrc50,tisin Coating

PC CARBIDE SERIES 2&4 FLUTE SHORT LENGTH

MILL Dia. Shank Dia.
Tolerance (mm)| Tolerance (mm)
Designed to machine tool steel, alloy steel and mold steel.
Flute allows for better work piece finishes. g 0~-0.03 hé
Increased production.

EI](;Figu. E[%EFI;U. Mill [](I[E]BIEtEI‘ Shank D(Ili]]?)gter I.engt(fll-lgf Cut ﬂvere;lllzl.)ength
PL-ZE-DLOSS PC-4E-DLOSS I 3 3 50
PC-2E-DLOS PC-4E-DLOS I 4 3 50
P-7E-0L0 PL4E-DL ! B g il
PC-2E-D1.088 PC-4E-DI.5SS .3 3 4 50
PC-2E-DI.88 PC-4E-DI.5S .3 4 4 50
PC-2E-D2.088 PL-4E-D7.0SS Vi 3 g all
PC-2E-D2.08 PL-4E-D2.0S A 4 g all
PC-2E-D20 PL-4E-D2.0 2 B i al
PC-2E-D2.a88 PC-4E-D2 558 2.3 3 8 all
PC-2E-D2.33 PC-4E-D2 58 2.4 4 8 all
PC-7E-D3.08S PC-4E-03.0SS 3 3 B al
PC-2E-D3.08 PC-4E-D3.08 3 4 8 all
PC-2E-D3.0 PC-4E-D3.0 3 3 8 all
PC-2E-D4.0S PC-4E-D4.0S 4 4 10 all
PC-2E-D40 PL-4E-DA0 4 i I all
PC-2E-Da.08 PC-4E-D5.08 a a 13 all
PC-2E-D5.0 PC-4E-05.0 a 3 13 all
PC-2E-DB.D PC-4E-DR.0 i i 13 al
PC-2E-DB.O PC-4E-D8.0 8 8 20 60
PC-2E-DID.0 PC-4E-DID.O i i 23 Ta
PC-2E-D12.0 PC-4E-DI2.0 12 12 a0 T
PC-2E-DIB.O PC-4E-DIB.D 16 i Rl (00
PC-2E-D20.0 PC-4E-D20.0 20 20 4a 100

@ Excellent Q Good
Carbon Ally Prehardened High
Steels Steels teels Hardened Steels Hdsr%%rllfd Copper |Craphite ﬁgﬂ Aluminum stqtg‘é‘fsss Titanium| Inconel
~HB225 |HB225~325| HRC30~40 HRC40~50
Q O O O O O @
B52

MILL Dia. Shank Dia.
Tolerance (mm)| Tolerance (mm)
Designed to machine tool steel, alloy steel and mold steel.
Flute allows for better work piece finishes. 0~-0.03 hé
Increased production.
EDP No. EDP No. Mill Diameter Shank Diameter Length of Cut Overall Length
(2 & 0 al () 12
PC-2EL-D3.08S PC-4EL-D3.0SS 3 3 13 Ta
PC-7EL-DA4.0OS PC-4EL-D4.0S 4 4 20 Ta
PC-2EL-D4.0 PC-4EL-D4.0 4 B 20 Ta
PC-2EL-Da.08S PC-4EL-Da.08 a a 20 74
PC-7EL-DB.0 PC-4EL-DB.0 i B 18 Ta
PC-2EL-DB.0 PC-4EL-DB.0 g 8 78 Ta
PC-2EL-DI0.0 PC-4EL-DI0.0 10 10 30 100
PC-2EL-DIZ.0 PC-4EL-DIZ0 12 12 39 100
PC-2EL-DIB.O PC-4EL-DIB.0 16 16 all lal
PC-2EL-D20.0 PC-4EL-D70.0 20 20 Ta 150
@ Excellent Q Good
Carbon Ally Prehardened Hardened Steels High -
sk sl feels HasrtcelerIsed Copper [Craphite ﬁg;f Aluminum S'rsc;gétlasss Titanium| Inconel
~HB225 |HB225~325( HRC30~40 HRC40~50
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SOLID CRBRIDE SERIES SOLID CRBRIDE SERIES

Pace Carbide Endmill, Hrc50,tisin Coating Pace Carbide Ball Nose ,HRC50,TISIN Coating
L1 A'/R
A IE -
i
PC CARBIDE SERIES 2&4 FLUTE EXTRA LONG LENGTH
MILL Dia. Shank Dia. PC CARBIDE SERIES 284 FLUTE SHORT LENGTH MILL Dia. Shank Dia.
. . > Tolerance (mm)| Tolerance (mm) , , ﬁ Tolerance (mm)| Tolerance (mm)
Designed to machine tool steel, alloy steel and mold steel. “ Designed to machine tool steel, alloy steel and mold steel.
Flute allows for better work piece finishes. =30° 0~-0.03 hé |F|UtE ﬂ”Ul\jNS fﬂg better wark piece finishes. 0~-0.03 hé
Increased production. ncreased production.
E[%Egu. EQEF';"' Mill [](iﬁi])]ﬂt&l‘ Shank Diameter Lengt(l'ln.ﬂf Cut ﬂverizl!zl.)ength EI%I;FI;u. E[%IP;F';DI Mill I](iﬁﬁeter R Shanlé[][lzi'slmeter I.langztlljI )uf Cut ﬂverzll!lzl).ength
PC-2EXL-D4.08 PC-4EXL-D4.0S 4 4 24 100 PC-26-R0.558 PC-4B-R0.558 | RO0.3 3 3 al
PC-2EXL-D5.08 PC-4EXL-Da.08 a J 30 100 PC-2B-R0.a8 PC-4B-R0.a8 I RO.5 4 3 a0
PC-2EXL-DB.0 PC-4EXL-DB.0 B B 25 100 PC-2B-R0. PC-4B-R0.a | RO.5 B B a0
PC-2EXXL-DB.0 PC-4EXXL-DB.0 B B 50 150 PC-7B-RO.7583 PC-4B-R0.738S K] RO.7a 3 3 a0
PC-2EXL-DB.0 PC-4EXL-DR.0 8 8 28 100 PC-2B-R0.758 PC-4B-R0.758 1.4 RO.7a 4 3 al
PC-2EXXL-DB.0 PC-4EXXL-DB.0 8 8 al fal PC-2B-R1.0SS PC-4B-R1.0SS 2 RID 3 il al
PC-ZEXL-DI0.O PC-4EXL-DI0.0 i I al fal RC-2B-R1.0S PC-4B-R1.OS 2 RO 4 a al
B PC-2EXL-DIZ.0 PC-4EXL-DIZ.0 12 12 a0 fall PC-2B-RLO PC-4B-RLD 2 RO i J all B
PC-2B-RI.2588 PC-4B-R1.2588 24 RI.25 3 B a0
IE PC-2B-RI1.238 PC-4B-R1.258 24 RI.25 4 B al |§
(o PC-2B-R1.5SS PC-4B-R1.5SS 3 RIS 3 8 al [
3 PC-28-RISS PL-4B-RI5S 3 RIS 4 8 50 3
PC-2B-R1.a PC-4B-R1.a 3 RI.D B g al
PC-2B-R2.08 PC-4B-R2.08 4 R2.0 4 20 a
PC-2B-R2.0 PC-4B-R2.0 4 R2.0 B 2 al
PC-2B-R2.58 PC-4B-R2.98 a R2.4 g & a0
PC-2B-R2.3 PC-4B-R2.a a R2.9 B a al
PC-2B-R3.0 PC-4B-R3.0 B R3.0 B la all
PC-2B-R4.0 PC-4B-R4.0 8 R4.0 8 20 B0
PC-2B-R&.D PC-4B-R5.0 0 Ra.0 10 28 74
PC-2B-RB.0 PC-4B-RB.0 12 RE.0 12 28 Ta
PC-2B-RB.0 PC-4B-RR.0 6 RB.0 6 40 100
PC-2B-RID.0 PC-4B-RID.0 20 Ri0.0 20 40 100
@ Excellent O Good @ Excellent Q Good
Carbon Ally Prehardened - Carbon Ally Prehardened :
Steels Steels Steels Hardened Steels Halr-légelaed Copper | Craphite FESt Aluminum Stsﬂti"hlass Titanium | Incongl Steels Steels teels Hardened Steels H%E%g‘é?‘sed Copper |Craphite ﬁg?,’ Aluminum 5‘5‘12‘6',?55 Titanium Inconel
-HB225 | HBZ25-315 | HRG30-4D HRGAD-50 Steels . o ~HB225 | HB225~325| HRC30~40 |  HRC40~50
O O O O O O Q O O O O Q O O
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SOLID CRBRIDE SERIES SOLID CRBRIDE SERIES

PACE CARBIDE BALL NOSE ,HRC50,TISIN COATING PACE CARBIDE BALL NOSE ,HRC50,TISIN COATING
L1
?u_
- a A
v
I [ » : I
i L2 i
PC CARBIDE SERIES 2&4 FLUTE LONG LENGTH MILLDia. | _ Shank Dia. PC SERIES CARBIDE 284 FLUTE —
' . R Tolerance (mm) | Tolerance (mm) EXTRA LONG LENGTH R Tolerance (mm)| Tolerance (mm)
Designed to machine tool steel, alloy steel and mold steel. 0~-0.03 hé Designed to machine tool steel, alloy steel and mold steel.
Flute allows for better work piece finishes. - Flute allows for better work piece finishes. 0~-0.03 hé
Increased production. Increased production.
EDP No. EDP No. Mill Diameter Shank Diameter Length of Cut Overall Length EDP No. EDP No. Mill Diameter Shank Diameter Length of Cut Overall Length
(2F) ) (o) R (02) (L (12) (Z) G (o) R (02) (L (12)
PC-2BL-R1.0 PC-4BL-RI0 2 RI.0 B ] Ta PL-2BXL-R2.08 PC-4BXL-R2.08 4 R2.0 4 73 100
PC-2RBL-R1.588 PC-4BL-R1.G8S 3 Ri.a 3 12 Ta PL-2BXL-R2.08 PC-4BXL-R2.a8 a R2.a a 30 100
PC-2BL-R1.a8 PC-4BL-R1.5S 3 RI.5 4 12 Ta PC-2BXL-R3.0 PC-4BXL-R3.0 B R3.0 3 30 100
PC-2BL-Rl.a PC-4BL-R1.a 3 Rl.a B 12 Ta PC-2BXL-R4.0 PC-4BXL-R4.0 g R4.0 g 78 100
PC-2BL-R2.0 PC-4BL-R2.0 4 R2.0 ] 12 Ta PC-2BXL-Ra.0 PC-4BXL-Ra.0 0 R5.0 10 30 lall
PC-2BL-R2.08 PC-4BL-R2.08 4 R2.0 4 20 Ta PC-2BXL-RB.0 PC-4BXL-RB.0 12 RB.0 2 all lall
PC-7BL-R2.28 PC-4BL-R2.08 a R2.a a 77 Ta PL-7BXXL-R4.0 PC-4BXXL-R4.0 8 R4.0 i 28 fall
B PC-2BL-R3.0 PC-4BL-R3.0 B R3.0 3] 77 Ta B
PC-2BL-R40 PC-4BL-R4.0 ] R4.0 (] 78 Ta
IE PC-2BL-Ra.0 PC-4BL-Ra.0 10 Ra.0 0 30 100 IE
[ PC-2BL-RB.0 PC-4BL-RB.0 12 RB.0 12 30 100 [
(.;) PC-2BL-RI0.0 PC-4BL-RI0.0 20 RI0.0 20 10 1al (.;)
PC-2BL-R2.4 PC-4BL-RZ2.5 a R72.a i 72 Ta
@ Excellent Q Good @ Excellent Q Good
Carbon Ally Prehardened Hardened Steel High Carbon Ally Prehardened Hardened Steel High
Steels Steels St ardened Steels Hquf%:Tsed Copper |Craphite cl:rg;f Aluminum s%‘:g‘elfsss Titanium| Inconel Steels Steels feels ardened Steets HaSrtqeleeTsed Copper |Craphite ﬁg;t Aluminum S'rsc;g'nelzlesss Titanium| Inconel
~HB225 |HB225~325| HRC30~40 HRC40~50 ~HB225 |HB225~325( HRC30~40 HRC40~50
@) O O O O O Q O O O O Q @ O
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SOLID CRBRIDE SERIES SOLID CRBRIDE SERIES

PACE CARBIDE ENDMILL , HRC60,NANO COATING PACE CARBIDE BALL NOSE , HRC60,NANO COATING
L1
. .
3%
D2 ‘ o [
_"_IA »
I i !
L2 i
PH CARBIDE SERIES 2&4 FLUTE LONG LENGTH MILL Dia. Shank Dia. PH CARBIDE SERIES 2&4 FLUTE SHORT LENGTH MILL Dia. Shank Dia.
Designed to machine tool steel, alloy steel, mold steel and High Hardened Steels Tolerance (mm)| Tolerance (mm) Designed to machine tool steel, alloy steel, mold steel ) R Tolerance (mm) | Tolerance (mm)
Flute allows for better work piece finishes. 0~-0.03 hé High Hardened Steels 0~-0.03 hé
Increased production. - Flute allows for better work piece finishes. —
Increased production.
i i . EDP N EDP No. Mill Di f Shank Diameter | Length of Cut |Overall Length
P [ ] S e
PH-ZE-DI0S PH-4E-DI0S I 7 3 i PH-2B-R0.5S To T RO 3
PH-2B-R0.75S PH-4B-R0.75S 1.5 RO.75 4 3
Pi-2¢-Dl.as Fi-4£-Dl.a3 L3 4 4 il PH-2B-R1.0S PH-4B-R1.0S 2 R1.0 a 5 =
PH-2E-D2.08 PH-4E-D2.08 2 4 B all PH-2B-R1.25S PH-4B-R1.25S 2.5 R1.25 4 6 50
PH-2E-DZ.58 PH-4E-D2.58 75 / B 50 PH-2B-R1.5$ PH-4B-R1.5S 3 R1.5 4 8 50
PH-2BL-R1.5 PH-4BL-R1.5 3 R1.5 6 12 75
DH- 2t 33 i 3 : ; il PH-2B-R2.0S PH-4B-R2.0S 4 R2.0 4 20 50
PH-2EL-D40S PH-4EL-DA.0S 4 4 10 Ta PH-2BL-R2.0S PH-4BL-R2.0S 4 R2.0 4 20 75
PH-2E-D4.08 PH-4E-D4.03 4 4 20 al PH-2BXL-R2.0 PH-4BXL-R2.0 4 R2.0 4 16 100
B PH-ZE-D5.0 PH-4E-D5.0 g B 3 50 PH-2B-R2.5 PH-4B-R2.5 5 R2.5 6 15 50 B
PH-2B-R3.0 PH-4B-R3.0 6 R3.0 6 15 50
PH-2E-D6.0 PH-4E-D5.0 B b 13 al PH-2BL-R3.0 PH-4BL-R3.0 6 R3.0 6 22 75
IE PH-2EL-D6.0 PH-4EL-DG.0 b b 18 75 PH-2BXL-R3.0 PH-4BXL-R3.0 6 R3.0 6 30 100 ,E
E PH-2E-DR.0 PH-4E-DR.0 8 8 20 B0 PH-2B-R4.0 PH-4B-R4.0 8 R4.0 8 20 60 E
K- _4F- PH-2BL-R4.0 PH-4BL-R4.0 8 R4.0 8 24 100
g Ciaa £ £ o4 oo o e e e 1 e e e e |
aoo i PH-2BL-R5.0 PH-4BL-R5.0 10 R5.0 10 30 100
PH-2EL-DID.O PH-4EL-DID.0 10 10 30 100 PH-2B-R6.0 PH-4B-R6.0 12 R6.0 12 25 75
PH-2E-DI2.0 PH-4E-DIZD 12 [ 30 75 PH-2BL-R6.0 PH-4BL-R6.0 12 R6.0 12 30 100
PH-2EL-DIZ.0 PH-4EL-DIZ.0 2 12 3a 100
PH-2E-D4.0 PH-4E-D40 4 B 10 all
© Excellent Q Good @ Excellent O Good
Carbon Ally Prehardened Hard d Steel High . Carbon Ally Prehardened Hard d Steel H Hollgh d _
Steels Steels Steels arcene een H%ﬂi?a?sed Copper |Craphite (I:rg;f Aluminum stqrgellesss Titanium| Inconel Steels Steels SIEEH araens ees %rte:rllse Copper |Craphite (I:rg;t Aluminum stc;ggiss Titanium| Inconel
~HB225 |HB225~325| HRC30~40 HRC40~50 ~HB225 |HB225~325| HRC30~40 HRC40~50 50-60




SOLID CRBRIDE SERIES

SOLID CRBRIDE SERIES

PC & PH SERIES CARBIDE 2 FLUTE SHORT - SLOTTING

PC & PH SERIES CARBIDE 4 FLUTE SHORT - SLOTTING

Non-Alloyed Steels

Alloy Steels
Cast Iron

D

PC & PH SERIES CARBIDE 2 FLUTE LONG - SLOTTING

Alloy Steels
Heat Resistant
Steels

D

Non-Alloyed Steels Alloy Steels
Alloy Steels Heat Resistant Stainless Steels Hardened Steels Hardened Steels
Cast Iron Steels
Hardeness ~Hrec30 ~HRc30~HRc45 ~HRc35~HRc40 ~HRc40~HRc50 ~HRc50~HRc60
Strength ~1000N/mm’ ~1000~1500N/mm’ | ~1000~1500N/mm’ [ ~1500~2000N/mm’ 2000N/mm’~
Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
2.0 9250 190 6050 120 5050 90 4030 35
3.0 7150 210 4450 140 3700 120 2690 40 1900 40
4.0 6050 300 3700 180 3100 150 2350 40 1480 40
5.0 5050 320 3020 190 2530 160 1860 50 1260 40
6.0 4450 350 2690 220 2270 180 1600 55 1100 40
8.0 3360 380 2020 200 1680 180 1350 75 840 40
10.0 2600 330 1600 160 1350 160 1090 60 680 35
12.0 2200 280 1350 130 1090 130 930 55 560 35
16.0 1760 220 1090 110 850 110 720 40 440 20
20.0 1350 170 850 80 670 80 550 30 320 20
25.0 1090 130 670 70 550 60 430 20 260 15
= (up to @ 3:0.2D) I<—>IA | 4_’? FEED:”:];éxli::
=
3

Hardened Steels

Non-Alloyed Steels Alloy Steels
Material Alloy Steels Heat Resistant Stainless Steels Hardened Steels Hardened Steels
Cast Iron Steels
Hardeness ~Hrc30 ~HRc30~HRc45 ~HRc35~HRc40 ~HRc40~HRc50 ~HRc50~HRc60
Strength ~1000N/mm’ 1000~1500N/mm’ | ~1000~1500N/mm? | ~1500~2000N/mm’ 2000N/mm’~
Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
2.0 11560 280 7560 170 6300 140 5040 50
3.0 8920 320 5560 200 4620 170 3360 60 1900 50
4.0 7560 570 4620 350 3880 280 2940 60 1480 50
5.0 6300 600 3780 360 3160 300 2320 70 1260 50
6.0 5560 660 3360 410 2840 330 2000 80 1100 50
8.0 4200 710 2520 380 2100 350 1680 110 840 50
10.0 3260 610 2000 300 1680 300 1360 90 680 40
12.0 2740 520 1680 250 1360 240 1160 80 560 40
16.0 2200 410 1360. 200 1100 200 900 60 440 25
20.0 1680 320 1060 160 840 150 680 40 320 25
25.0 1360 250 840 130 680 120 540 30 260 20
1 .ODI B
RPM=rev./min.
40_05D FEED=:m§min. E
o

PC & PH SERIES CARBIDE 4 FLUTE LONG - SLOTTING

Non-Alloyed Steels

Material Alloy Steels

Cast Iron

Alloy Steels
Heat Resistant
Steels

Stainless Steels

Hardened Steels

Hardeness ~Hrc30 ~HRc40~HRc50 ~HRc¢50~HRc60
Strength ~1000N/mm’ ~1000~1500N/mm’ ~1500~2000/Nmm’
Diameter RPM FEED RPM FEED RPM FEED

2.0 7560 70 6050 60 3780 30
3.0 5290 85 4280 70 2640 35
4.0 4280 100 3410 85 2150 40
5.0 3660 125 2900 100 1900 45
6.0 3160 150 2520 125 1640 60
8.0 2400 160 1900 125 1260 60
10.0 2020 160 1640 125 1010 60
12.0 1640 125 1390 115 840 45
16.0 1390 115 1070 90 670 40
20.0 1010 85 820 60 500 30
O.5DI M 0.0S{ M RPM=rev./min.
i (up to @ 3:0.4D) I Z I 7 FEED=mm/min.
D D 1
B60

Hardeness ~Hrc30 ~HRc30~HRc45 ~HRc40~HRc50 ~HRc50~HRc60
Strength ~1000N/mm’ ~1000~1500N/mm’ ~1500~2000N/mm’ 2000N/mm’~
Diameter RPM FEED RPM FEED RPM FEED RPM FEED

2.0 8820 200 5040 80 3150 45
3.0 6170 230 3570 100 2200 55 1890 30
4.0 5000 280 2840 115 1790 60 1470 35
5.0 4270 360 2420 140 1580 70 1260 40
6.0 3680 430 2100 180 1370 90 1160 50
8.0 2800 460 1580 180 1050 90 840 50
10.0 2350 460 1370 180 840 90 670 50
12.0 1920 360 1160 160 700 70 560 40
16.0 1620 320 890 125 560 60 440 35
20.0 1180 230 680 90 420 45 340 25
2'5D_I_ 2'0D_I_ RPM=rev./min.
| | 0.05D  0.02D  FEED=mm/min.
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PH SERIES CARBIDE 4 FLUTE SHORT SLOTTING

Non-Alloyed Steels
Alloy Steels
Cast Iron

Alloy Steels
Heat Resistant
Steels

Stainless

Material Steels

Cast Iron

Aluminum
Alloys

SOLID CRBRIDE SERIES

Copper. Brass
Non -ferrous

Metals

SOLID CRBRIDE SERIES

PC CARBIDE SERIES 2 FLUTE BALL NOSE

Material

Carbon Steels
Allys Steels
Tools Steels

Carbon Steels
Allys Steels
Tools Steels

Hardened Steels

Cast Iron

Aluminum Alloys

Hardeness ~Hrc30 ~HRc30~HRc45 | ~HRc35~HRc40 | ~HRc30~HRc40 - 2 Hardeness ~Hre30 ~HRc30~HRc45 ~HRc45~HRc50 ~HRc30~HRc40 -

Strength ~1000N/mm’  |1000~1500N/mm’| ~1000~1500N/mm? | ~1000~1500N/mm’ - - Strength ~1000N/mm’ 1000~1500N/mm’ ~1500N/mm’ ~1000~1500N/mm’ -

Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1.0 14300 105 8500 65 7150 50 18700 205 44000 330 24700 200 2.0 12350 640 9150 415 4000 125 10500 220 30800 395
1.5 9350 150 5550 85 5600 80 12100 205 27500 385 20300 300 3.0 11400 575 8550 390 3800 125 7050 230 20500 395
2.0 7850 160 5150 100 4300 80 9350 220 22000 | 460 16500 340 4.0 8950 630 7150 450 3600 150 5150 285 15400 395
3.0 6100 180 3800 120 3150 100 6050 220 15400 | 460 11000 340 5.0 7800 700 6200 490 3100 150 4150 330 12100 470
4.0 5150 255 3150 155 2650 130 4600 220 11000 | 460 8800 340 6.0 7250 870 5900 705 2700 160 3400 360 10300 470
5.0 4300 270 2550 160 2150 135 3650 220 9150 460 6800 375 8.0 6100 1090 4900 785 2050 190 2500 460 7900 540
6.0 3800 300 2300 190 1950 155 2950 255 7600 485 5700 375 10.0 5450 1330 4350 870 1750 190 2050 460 6150 540
8.0 2850 325 1700 170 1450 155 2200 275 5700 485 4400 375 12.0 4990 1500 3950 950 1500 210 1750 460 5150 630

10.0 2200 280 1350 135 1150 135 1850 285 4600 485 3400 375 14.0 4530 1495 3600 925 1300 210 1400 460 4300 630
12.0 1850 240 1150 110 950 110 1450 295 3750 485 2850 375 16.0 4085 1470 3200 905 1150 210 1300 460 3850 540
14.0 1700 215 1050 100 850 100 1300 310 3300 485 2400 375 18.0 3800 1425 3000 800 1050 210 1100 460 3400 540
16.0 1500 185 950 95 700 95 1100 320 2850 485 2200 375 20.0 3550 1425 2800 885 950 210 1050 420 2950 540
20.0 1150 145 700 70 550 70 900 | 340 | 2200 [ 485 | 1700 | 3500 ap : D1 ~ D6 =0.2mm D _*v 0.3D _** RPMErev. /i,

O.SDI % % D % E RPM=rev./min. ae 335D20=0.3mm 4% p / KEED =g, in.

(up to @ 3: 0.2D) 7% 7 FEED=mm /min. ae 0.7D
> NT” * The FEED, in Long & extra long types , should be reduced by around 50 %

* The FEED, in Long & extra long types , should be reduched by around 50 %

PH SERIES CARBIDE 4 FLUTE LONG CUTTING

ONITIIN &P
ONITIIN &P

PC CARBIDE SERIES 4 FLUTE BALL NOSE

Material Non;ﬁi:?yst-:gesl;eels Hﬁ(lulio Kessti?:lsnt Sig'i:elfsss Cast Iron AIXW;;:m c"r°p'rf;‘;£r°a”s: Material CR;R:nS?;:T:s CR;K':"S?;:TJS Hardened Steels Cast Iron Aluminum Alloys
Cast Iron Steels Metals Tools Steels Tools Steels

Hardeness ~Hrc30 ~HRc30~HRc45 | ~HRc35~HRc40 | ~HRc30~HRc40 -~ ¢ Hardeness ~Hrc30 ~HRc30~HRc45 ~HRc45~HRc50 ~HRc30~HRc40 -Gy

Strength ~1000N/mm’*  |1000~1500N/mm’|~1000~1500N/mm’ [ ~1000~1500N/mm’ - y - Strength ~1000N/mm? 1000~1500N/mm ~1500N/mm’ ~1000~1500N/mm® .-

Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED Diameter RPM EEED RPM FEED RPM FEED RPM FEED RPM FEED
1.0 17600 150 10250 85 8650 75 18700 620 | 44000 1050 | 24700 605 2.0 13300 680 10000 405 4100 135 10500 330 30800 605
1.5 11800 215 7050 115 7050 120 | 12100 620 | 27500 1160 | 20300 910 3.0 11500 870 8550 585 3850 190 7050 340 20500 605
2.0 9850 240 6450 145 5350 120 9350 640 | 22000 1320 | 16500 1035 4.0 8950 950 7150 680 3600 230 5150 430 15400 605
3.0 7600 270 4750 170 3950 145 6050 640 | 15400 1320 | 11000 1005 5.0 7800 1045 6200 745 3100 230 4150 495 12100 715
4.0 6450 485 3950 300 3300 240 4600 640 | 11000 1320 | 8800 1035 6.0 7250 1330 5900 1090 2700 235 3400 540 10300 715
5.0 5350 510 3200 305 2700 255 3650 640 9150 1320 | 6800 1035 8.0 6100 1660 4900 1185 2100 285 2500 680 7900 820
6.0 4750 560 2850 350 2400 280 2950 770 7600 1430 | 5700 1100 10.0 5450 1950 4350 1330 1750 200 2025 680 6150 820
8.0 3550 605 2150 325 1800 300 2200 815 5700 1430 | 4400 1100 12.0 4985 2230 4000 1425 1500 320 1750 680 5150 945
10.0 2750 520 1700 255 1450 255 1850 860 4600 1430 | 3400 1100 14.0 4500 2230 3600 1425 1300 320 1400 700 4300 945
12.0 2350 440 1450 215 1150 205 1450 900 3750 1430 | 2850 1100 16.0 4085 2230 3200 1380 1100 320 1300 700 3850 820
14.0 2100 395 1300 195 1050 190 1300 945 3300 1430 | 2400 1100 18.0 3800 2135 3000 1330 1095 320 1100 700 3400 820
16.0 1850 350 1150 170 950 170 1100 970 2850 1430 | 2200 1100 20.0 3550 2135 2800 1330 950 320 1050 630 2050 820
20.0 1450 270 900 135 700 130 900 1035 | 2200 1430 | 1700 1100 ap : D1~ D6 =0.2mm > v 0.3DJL Egé\g:_rev'/mi_n'

mDI D8~D20=0.3mm ¥ * =mm/min.
%o.m a8, 31/ ae { £ 144
<« * The FEED, in Long & extra long types , should be reduced by around 50 % _

* The FEED, in Long & extra long types , should be reduced by around 50 %
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SOLID CABRIDE SERIES

MYCO BORING SYSTEM

PH CARBIDE SERIES 2 FLUTE BALL NOSE

Non-Alloyed Steels Alloy Steels

Heat Resistant Hardened Steels

Material Alloy Steels
Cast Iron Steels

Hardeness ~Hrc30 ~HRc30~HRc45 ~HRc50~HRc60
" Jooling Solution
Strength ~1000N/mm’ 1000~1500N/mm’ ~1500N/mm
Diameter RPM FEED RPM FEED RPM FEED

RO.5 15760 250 12720 200 5800 Q90
RO.75 15760 350 12140 270 5320 120
R1.0 14400 750 10700 490 4680 150
R1.25 14400 750 10700 490 4680 150
R1.5 13100 680 10000 460 4520 150
R2.0 10500 740 8400 agdl 4200 180
R2.5 9140 820 7300 a80 3680 180
R3.0 8490 1020 6300 830 3180 190
R4.0 7190 1290 a7il 920 2470 220
R5.0 6370 1530 a090 1020 2040 225
R6.0 5840 1750 4640 1o 1750 245
R8.0 4770 1720 3780 1060 1350 245
R10.0 4140 1660 3260 1040 1110 250

B ap : D1 ~ D6 =0.2mm ap — RPM=rev./min. | ap: D1~ D6 =0.2mm

D8~D20=0.3mm 'y FEED=mm /min. D8~D20=0.3mm

= ae: 0.2xD / ae: 0.1xD

- ae

C

=z

@

PH CARBIDE SERIES 4 FLUTE BALL NOSE

Non-Alloyed Steels Alloy Steels
Material Alloy Steels Heat Resistant Hardened Steels
Cast Iron Steels
Hardeness ~Hrc30 ~HRc30~HRc45 ~HRc50~HRc60
Strength ~1000N/mm’ 1000~1500N/mm” ~1500N/mm’
Diameter RPM FEED RPM FEED RPM FEED
RO.5 12600 200 10180 160 4640 70
RO.75 12600 280 9710 220 4250 95
R1.0 12600 420 9250 260 3870 Q90
R1.25 11520 600 8560 390 3740 120
R1.5 10500 540 8000 370 3620 120
R2.0 8400 590 6720 420 3360 140
R2.5 7310 660 5840 460 2940 140
R3.0 6800 820 5500 600 2550 150
R4.0 5700 1030 4600 740 2000 175
R5.0 5100 1220 4070 820 1650 180
R6.0 4700 1400 3700 890 1400 195
R8.0 3800 1380 3000 850 1100 195
R10.0 3300 1330 2600 830 890 200

B64

ap:D1~D6 =0.2mm ap RPM=rev./min. ap :D1~D6 =0.2mm
D8~D20=0.3mm /2 FEED=mm/min. D8~D20=0.3mm
ae : 0.2xD € H r ae: 0.1xD



MYCO BORING SYSTEM MYCO BORING SYSTEM

MY-CBH MICRO FINISH BORING HEAD MY-LBK SHANK CBH BORING HEAD !
[T <
%? @ 20- $202 Y > -
" & | e T T I [ B - 2| w g e |-
: O TSy i v A Mol ' , X : -
B S°8 T 0t Bl A
o J(Ef;rx. pe U L\ % 7 A\ 4 g N aedl 3 1’{ P4 y
- - i v © s b
v - L >
» Ll k2, Figure A
CBH BORING ENH CARTRIDGE |  BORING RANGE BACK BORING CLAMP WEIGHT Specification Figre | o0(om) | Z ™ CBHBORING | oy | L N o | WEIBHT
HEAD | LBKND. | 5\ roecenoiee (D) dm | L Feageo| U | 12 | A | INSERT | croeh IWRENCH| T mm HEAD mm | mm | mm | g
ENH mEm T T — B130-CRH20-105 20-76 75 BT30-LBKI-70 CBH20 | 105 0 13 08
oo | e [ e 753 I VA T I I 0.09 BT30-CBHZ5-120 ég‘ig BI30-L3K2-80 Egﬂgg § a0 g? Ef
T 2030 2038 BT30-CBH37-120 - i BT30-LBK3-80 - :
ENFT T N BI30-CRHAD-120 40-55 BT30-LBK4-T0 CBH40 ] 0 30 13
i T VA T 3240 2% |35 [ sp40 | 22| 00| w5 | moosoz |M22XS| 17 | s BT30-CBH53-120 l:7a BT30-BKS-60 CBtia? ] 60 o, | 18
ENLS 2047 2047 BT30-CBHER-130 Bg-102 | 100 BT30-LBKG-0 CBHER ; 130 B4 30
N T BT40-CBH20-110 —— T3 BTAD-LBKI-T5 . | [ T5 P [
CoH32 | LBKg ENH3-2 T 3 |40 [ ams | 5| 9 025 BT40-CBH20-140 i BTA40-LBKI-I05 L B 1 L3
I3 c1.60 S060 BT40-CRH25-125 ) 80 BTAD-LBK?-85 s 3 125 B5 2 13
ENHAT T T BT40-CBHY5-155 120 BTAD-LBKY-1I5 155 [E 16
COHAD | LBK ENHA2 5063 39| 41 [ 536 | 30| B3| 043 BT40-CBH37:133 I BT40-1BK3-35 il I La
= ENHG3 BI-74 BI-74 BT40-CRH3?-1RS 32-42 130 BT4D-LBK3-125 CBH32 3 i 125 al .8 =
F ENHE | T2 B0 BT40-GBHR7-135 160 BTAD-LBK3-155 195 155 | =
= CoHs2 | LBKs ENHG 2 5582 09 | 5 [ esB | 34 | 1@ | 255 125 BT40-CBHAD-133 ) g BT40-1 BKd-8 I 1812
2 ENHG-3 7805 7895 BT40-CBH40-180 40-55 143 BT40-LBK-4-130 CRHAD 4 180 130 39 24 2/
ENHE-| Ba-I00 R0-100 BT40-CBHA4D-225 190 BT40-LAK4-I75 225 75 21
CBHES ENHG 2 34128 34175 i |mesxe| 13 | 178 BT40-CBH52-135 - BTA0-LBG-75 B ] 7 23
ENHE-3 18150 1850 BT40-CBH52-185 52-78 150 BTA40-LBKS-125 CBHaz J 183 (25 a0 33
NG 053 N T e L BI40-CBH-57-735 200 BT40-LBKS-1T5 2% | 1 40
COHOD | LBKG [ ENHGZ 126-173 126173 257 BI40-CBHGB-155 il BI40-LB6 B3 lif, | 66 3.3
ENHE-3 50203 50-207 BTAQ-CBHEB-185 B8-02 | a0 BTAQ-LBKG-(15 CBHE8 185 Il 47
ENHT 00453 12153 BT40-CBHES-235 200 BTAD-LBKE-185 2y | 6 a4
CBHID ENHT-Z 176-173 B0 | &7 [ msms | 45 | 38 | 4 3.06 BI40-CBHIDO-135 il BIAD- BKG-E lidg | Ly 4
ENHT-A w1 T = BT40-CAHINN-BS o5z | 1ol BT40- BKBI5 CBHIOD i T B4 il
BTA0-CBHI00-235 200 BTA0-LBKG-165 233 | 165 6.8
BI40-CRHISO-135 100 BI40-LBKG-3 135 if 8.3
BT40-CRHIS0-(8 52-202 | 150 RT40- BKG-1I5 CBHal L] lla 6.3
VA ENHZ ENRE N ENHG ENHE- ENHG ] ENHT RT4(0-CAHIS0-233 & BTA0-LBKE-(53 233 | 165 Bl
ENH CARTRIDGE [ ENHI-Z ENH2-2 ENH3-2 ENH4-2 ENH5-2 ENHG-2 ENHG-2 ENHT-2 S 3
e Specification mm mm mm HEADS KG. é,“ 3 o
CARTRIDGE & g gl 3 LBKI-30L B [ E 30 CBHZ0 007 A
ANGLE B N T LBK2-30L B I 24 30 CBH25/RBH23 0
TPO8 TP LEK-30L B | 18 3 a0 CBH32/RBH32 s p————
LBK4-45L B 7 30 15 CBH40/RBHAD 04 - =
LBKS-60L B 28 o 80 CBH52/RBHA? 08
CBHBORING HEAD | CBH20 CBHS CBH32 CBHAD CBHS? CBHBS CBHIOD CBHIS
LBKE-BOL B 20 B4 e0_ | CBHEB/CBHION/CBHISO/RBHES/RBHD] |4

S ALL CBH HAVE SINGLE CARTRIDGE ENH#-1

Figure B
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>> CBH Finish Boring Head Is Suitable for fine boring with working range from &20mm~202mm on diameter.
— >> Every division for adjustment is 0.0lmm on diameter
>> High precision lead screw and nut have been heat treated and hardened with high durability .
>> Built-in coolant nozzle easy for chip remaoval and work cooling. Insert holder is with two - face support ,
free of vibration , which will also extend the working life of insert and ensure smoothness of working surface
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MYCO BORING SYSTEM MYCO BORING SYSTEM

MY-RBH TWIN BIT ROUGH BORING HEAD MY-LBK SHANK RBH BORING HEAD ,
/ / <¢ > e
(@] !I P . _“_ - T
‘ ] Q (\) | ~ ""'Eﬁ'-‘-'-- i -'@_F..-_...";
X [a) 23 v
3 3 E
IRAN
5 L1 .
/ < : >
Figure A
, BORING RANGE L ot CLAMP
Boring Head Type LBK NO. INSERT WRENCH WEIGHT KE.
2l i i SCREW Specification | Figure | @D(mm) | 2 LBK RB”HEE';'NE LBKND. L 1 Dl WEK'EHT
RBH25-C LBK-2 25-33 50 2% CCMTOR MZ2.5X5.5 18 05 :
RBH37-C COMTOR M25XG5 18 BT30-RBH-25-130 75-33 00 BT30-LBK?2-80 RBH25-C 7 130 id 2% 08
REHAT LBK-3 32-42 60 3l IO TEREED 03 BT30-RBHA7-140 3047 BT30-LBK3-80 RBH30-C /RBH3ZT 3 3 0
RBH4D-C CCMTOY M3.5X8 115 BT30-RBHAD-14D 40-55 o BT30-LBKA4-70 | RBHAO-C/RBHAD-T/RBHAD-S | 4 140 70 3 13
RBHAD-T LBK-4 40-55 74 39 TCMTIB M3.5X12 15 08 BT30-RBH52-140 52-70 BT30-LBKS-B0 | RBHG2-C/RBHS2-T/RBHS2-S | & 50 8
RBHAD-S SCMTOY M3.5%8 115 BT30-RBHES-150 68-92 120 BT30-LBKE-E0 RBHE8-C/RBHE8-T/RBHEB-S g a0 il i 30
RBHGZ-C CCMTOY M3.5X8 TI5 RT30-RBHI0-160 90-122 130 RBHI0-C/RBHI0-T/RBHID-S I60 20
RBHSZ-T LBK-5 52-70 80 50 TCMTIB M3.5X12 15 BT4D-RBH25-135 ) 100 BT40-LBK?-85 ) 135 if 13
75-33 RBHZ5-C 7 2%
RBH52-S SCMT0g M3.5X8 115 BT40-RBH75-165 130 BT40-LBK2-115 [H [ I
RBHR8-C CCMTIZ MAXII 115 BT40-RBH32-155 120 BT40-LBK3-95 (55 95 15
RBHES-T £8-92 90 B6 TCMTIG M3 5X17 115 25 BT40-RBH37-18S 32-42 1l BT4D-LBK3-175 RBH32-C /RBH32-T 3 185 125 3 '8
RBHBS-S SEMTIZ MAXII 115 BTAD-RBH32-25 | 180 BT4D-LBK3-155 215 |55 20
= RBHI0-C Lt LOMTIZ MAXIT 115 BT40-RBHAD-155 120 BTAD-LBK4-85 I8 85 18 =
|E RRHIO-T 90-127 Tl 88 TCMT22 MAXII TI5 2 BT40-RBHAD-200 40-35 165 BT40-LBK4-130 | RBHAD-C/RBHAD-T/RBHAD-S | 4 200 130 38 24 ﬁ
= RBHI0-S SCMTI? MaXIT 115 BT40-RBHAD-245 20 BT4D-LBK4-1T5 245 175 21|
@ BT40-RBHS-155 120 BT40-LBKS-75 155 75 73 '@
BT40-RBHS7-205 52-70 170 BT40-1BK5-175 | RBHGZ-C/RBHSZ-T/RBHAZ-S J 205 123 al 3.3
BT4D-RBHS2-255 220 BT40-LBK5-175 235 175 40
BT4D-RBHRS-155 120 BT4D-LBKE-BS [58 B3 33
BT40-RBHE8-205 68-92 170 BT40-LBKE-115 | RBHBB-C/RBHES-T/RBHER-S 203 11 47
BI40-RRHER-755 220 BT4D-LBKE-IB5 ] 20 [ ” ad
BTA0-RBHI0-IE5 130 BT40-LBKB-BS [ B3 42
BT40-RBHI0-215 90-122 180 BT40-LBKE-5 | RBHA0-C/RBHA0-T/RBHI0-S 213 Il3 a.b
BI40-RBHY0-765 230 BI40-LBKG-55 JhiK IBa 6.8

B10 BN



MYCO BORING SYSTEM MYCO BORING SYSTEM

MY-NBH2084 FINE-TUNE THE PRECISION BORING SYSTEM 8-280 MM MY-NBH2084 BORING KIT 83MM-280 MM

L

y V

A

i

\

i - ]
S o o B [ ]
S ® °3Z
%”//% 0g ol €>§
? 8 W \\““"3'0”””'/
Kot NBH2084 w/ga
Adjust The Graduation BORING HEAD BORING RANGE TUNING PRECISION STROKE WEIGHT (KE)
MODEL NO.
BJ2020-L | ol © |@ NBHZ084 §8-5280mm 50.0lmm 28 0mm 20
@\
B MAXZ0mm Cutting Bar B
BORING RANGE
SPINDE HANDLE BORING BAR
= BORING SET MODEL D MIN - MAX MIDELS HEAD ND. VEEP OUT WEIGHT (KG.) =
= N o ALl =
= 4
® BT40-NBHZ084 8-280 BT40-NBH-50 95 ®
BTS0-NBHZ084 8-280 BT50-NBH-55 12.0
NBH2084 SBJ-20
A A SK40-NBHZ084 8-280 SKAD-NBH-50 95
A SK50-NBHZ084 8-280 SK50-NBH-55 12.0
y @
=N A 4
RORING -RANGE
v/® B”ﬂ'ﬁ‘ggﬁ““ D MIN - D MAX D 1 L A"I':‘LS'EQTBLE CLAMPSCREW| WRENEH | WEIBHT (KG.)
— 1 D |<— (mm)
2 e SRJ2008-3 8-l % 80 0.05
TBGTOROLL | M2.OXS 6
(e C SBJ2DI0-40 0-13 40 87 0.095
SRJ20I7-53 27 53 98 012
TPGHOS0Z.L | M25KE
SBJ20IG-68 16 -21 B8 m 06
i
SBJ2020-83 20-25 83 23 0.2
8
b SBJ2075-98 95-130 96
Ll WEHIOLL | MBDN uh
SRJZ030-115 30-135 I3 5 0.54
SBJ2020-L 120-280 BU+BT LI . 023

B12 B13



MYCO BORING SYSTEM MYCO BORING SYSTEM

MY-NBJ-16 FINE BORING KIT 6 MM - 51 MM MY-NBJ-16 FINE TUNE THE PRECISION BORING SYSTEM 6 MM - 51 MM

£Tu\0 \§§\\\\\\ @1

L
L

Loy

&

% 0, 3

A
v V

Hi
o

| BORING HEAD MODEL NO. BORING RANGE TUNING PRECISION STROKE WEIGHT (KG)
: i f'\ NBJIE ZB-5imm Z0.0imm B.0mm 12
- N by, 3
- I = S\ %e:o/l////’ = BORING RANGE
—_— =~ O 2
] . § S ‘o, o B Y = N SPINDE HANDLE BORING BAR
= @® g 'S #|:|\'/ BORING SET MODEL D MIN - MAX MODELS HEAD ND. KEEP OUT WEIGHT (KG.)
H B eS|,/ = NN (mm)
2% S|I/5 :
2, 2 O [T F ! BT40-NBJIG B-5i BTAQ-CKB-55 g
AW S,
AN BTSO-NBJIB B-5 BT50-CKE-B5 1.7
—5 NBJIB SBJ-IB
= - g, SK40-NBJIB B-al SK40-CKB-55 89 =
- = §7§\\\ © %0 Y [
C L5 = S ° 2 SK50-NBJIG B-5l 0.5 5
= gf% 2 ) SK50-CKB-B5 . z
v /////’///lolenn\\\\\\\\\\\ /
BORING -RANGE
—> Max Bmm EILALTE 208 D MIN - D MAX D u L AF&%EQTBLE CLAMP SCREW | WRENCH | WEIGHT (KG.)
MODEL (mm)
I ' - l 5 l ) SBJIBOG-24 -9 24 73 WRETORDLL M2 TN 0.014
SBJIROB-32 8-l 37 80 T 0.077
TRGTORDLL M20S
SRJIBID-40 0-13 40 87 0.082
SBJIBI2-53 215 53 03 0.085
SBJIBI4-B0 [4-17 il 03 TRGHO302.L M25K6 0101
' Ve ® SRJIBIB-68 I6-21 it o 0143
® ® ® A A SBJIG20-83 70-28 83 125 0.203
18
: ® ® @® ® SBJIA25-90 25-31 0.275
— 0 )
SRJIE30-90 30-36 0.275
TRGHIR.L W30
SBJIE35-90 35-41 g0 28 0.280
SRJIR40-0 40-48 0.286
SBJIR45-90 45-5] 0.2

B14 B19



General technical information

Cutting tool used in security matters needing attention

TECHNICAL INFORMATION

Risk

Measure

Direct contact with sharp cutting edge may cause harm to
human body

When you install or remove the cutting tool in the machine tool, please use
gloves and other protective labor insurance supplies.

Inappropriate use tool can lead to the breakage,
attachment, cause damage

Read the sample and safety standards before use

TECHNICAL INFORMATION
Technical information

Diameter of thread bottom hole
The Metric System Common Thread

Please use the protective glasses and protective clothing

Excessive wear and dramatic imﬁact the cutting resistance,
can lead to rupture and the splash,
cause harm to the operator

Replace the excessive wear of cutting tool in a timely manner

Please use the protective glasses and protective clothing.

In the process of cutting chip may cause burns and scratches
to the people

Use tools such as forceps to remove scraps in a timely manner

Fllease use the protective glasses and protective clothing and protective
glove

Sparks in cutting process and high temperature chip is in
danger of ire and explosion.

Remove lammable items in the cutting area

Please get everything ready for ire extinguishing equipment

Speed of machine tools such as ixture balance
ditference caused by violent vibration, result in tool breakage.

Before cutting, check whether the device is loose or abnormal sound

Please use the protective glasses and protective clothing

The defects such as burrs on the work piece is very
sharp.easy to scratch the body

Please don't touch the burr on the work piece

Please use the protective gloves and protective clothing

No clamp work piece processed directly causes toal
breakage and splash of work piece.

Must be irmly clamp the work piece

Please use the protective glasses and protective clothing

In the insert or insert attachments were not tightened properly
Hnder the situation of cutting, tool shed fly out the risk of
amage.

Conirmation before processing blades and other accessories have tighten
properly with proper tools

With auxiliary tools such as excessive fastening screw pin or
shim, insert or with broken splash of danger.

Please don't use auxiliary tools such as casing too tighten

When high speed cutting insert or attachment, likely due to
the inertia fall off under the action of centrifugal force.

Please don't use auxiliary tools such as casing too tighten

Please use the protective glasses and protective clothing

As a result of the milling cutter winger, directly touch may
cause scratches

For your safety, under the condition of the blade must contact your
protective gloves

Rotary cutting, clothing, gloves, etc. It is easy to ground to
the high speed running equipment, causing casualties

When rotate cutting.please don't wear gloves in processing.

Attention : don't let the clothes contact with the running machine parts

Eccentric rotating or balance tool in spinning processing will
ﬁrnduce bad shake vibration damage caused by lying lead to
arm

Please use cutting tools within the scope of permissible speed

Thread Code Recommended bottom hole diameter(mm
M3x%0.5 2.5
M3.5%0.6 29
M4x0.7 3.3
M5x0.8 4.2
M6%1.0 5.0
M7%1.0 6.0
M8x1.25 6.75
M9x1.25 7.75
M10x1.5 8.5
M11x1.5 9.5
M12x1.75 10.25
M14x2.0 12.0
M16x2.0 14.0
M18x2.5 15.5
M20x2.5 17.5
M24x3.0 21.0
M27x3.0 24.0
M30x3.5 26.5

Check the balance of mechanical properties

When high speed cutting, high speed lying out of the chip is
likely to cause harm

lIse safety cover, protection screen, housing,etc

Please use the protective glasses and protective clothing and gloves

With minimal cutting tools for drilling, easy to cause break
splash and unable to remove the cutting tool

Reduce the vibration of the cutting tool and under appropriate speed processing

Please use the protective glasses and protective clothing and gloves
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The improper use, will cause the acceleration damage of
machine tools and cutting tools, and other hazards.

Please use according to instructions and regulations

H

Remark: if without our permission, without authorization to modify tool caused by the accident, the company is not respansible for

0 Metric Ine Thread

Thread Code

Recommended bottom hale diameter(mm)

Thread Code

Recommended Bottom Hole Diameter(mm)

M3x0.35 2,65 M14x1.5 12.5
M3.5%0.35 3.15 M14x1.0 13.0
M4x0.5 35 M15%x1.5 13.5
M4.5%0.5 4.0 M15%1.0 14.0
M5x%0.5 4.5 M16x1.5 14.5
M5.5%0.5 5.0 M16x%1.0 15.0
M6x%0.75 5.25 M17x1.5 15.5
M7x0.75 6.25 M17%1.0 16.0
M8x%1.0 7.0 M18x2.0 16.0
M8x0.75 7.25 M18x1.5 16.5
M9x1.0 8.0 M18x%1.0 17.0
M9x0.75 8.25 M20x%2.0 18.0
M10x%1.25 8.75 M20x1.5 18.5
M10x%1.0 9.0 M20x%1.0 19.0
M10x0.75 9.25 M22x2.0 20.0
M11x1.0 10.0 M22x1.5 20.5
M11x0.75 10.25 M22x1.0 21.0
M12x1.5 10.5 M24x2.0 22.0
M12x1.25 10.75 M24x1.5 225
M12x1.0 11.0 M24x1.0 23.0
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TECHNICAL INFORMATION TECHNICAL INFORMATION

General technical information General technical information

Material comparison table
Surface roughness

Country and standard

Surface roughness is refers to the processed surface of small spacing and small peak valley roughness. . . .
Surface roughness has close relation with the properties of mechanical parts, abrasion resistance, working accuracy and ISO | China | America Germany England Sweden | France Italy Spain Japan
corrosion resistance, impact to the machine or equipment reliability and life expectancy. GB AISI/SAE| W.-nr ‘ DIN BS EN sSS AFNOR UNI UNE JIs

; : ; : Structural steel
variety | Code | computing method | Calculation method (igure)
15 1015 1.0401 C15 080M15 - 1350 CC12 C15C16 F.111 -
Within the sampling length | 20 1020 1.0402 C22 050A20 2C 1450 CC20 Cc20C21 F.112 -
Y contour offset distance absolute
% value of the arithmetic average yk / 35 1035 1.0501 C35 060A35 - 1550 CC35 C35 F.113 -
®
=k 1 ¢ 45 1045 1.0503 C45 080M40 - 1650 CC45 C45 F.114 -
5 Ra= ;' Jol ¥)ldx
@ Y - 3 2
= Ra > \ N\ AA Aace N 55 1055 1.0535 C55 070M55 1655 C55
% to the distance between the ontour I% Ve Et i W /ﬁ// M W m / /K/ /\ - 60 1060 1.0601 C60 080A62 43D - CC55 C60 - -
o points and the the reference line. o W W W W W X
B Reference line for least squares line Y15 1213 1.7015 9SMn28 230M07 - 1912 S250 CF9SMn28 11SMn28 SUM22
@ O outline.The line dividing profile
3 and make it within the sampling
=} length proile deviation from the line - 12L13 1.0718 9SMnPb28 - - 1914 S250Pb CF9MnPb28 | 11SMnPb28 SUM22L
of sum of squares to a minimum.
- - 1.0722 10SPb20 - - - 10PbF2 CF10Pb20 10SPb20 -
- 1140 1.0726 35520 212M36 8M 1957 35MF4 - F210G -
Within the sampling length | of the
outline of the five biggest peak Y13 1215 1.0736 9SMn36 240M07 1B - S300 CF9SMn36 12SMn35 -
height and the outline of the five
biggest deep valley of the average - 12L14 1.0737 9SMnPb36 - - 1926 S300Pb | CF9SMnPb36 | 12SMnP35 -
the sum of the average A /
y 55Si2Mn 9255 1.0904 558i9 250A53 45 2085 5587 558i8 56Si7 -

" R, ,2 ypi + ,ﬁ yvi wi /) " yPZI / j yost y""‘I AN A , 9262 | 1.0961 | 60SIiCr7 , - - 60SC7 60SICr8 60SICr8 -
Z = N -

) |4 15 1015 1.1141 Ck15 080M15 32C 1370 XC12 Cc16 C15K S15C
> U Wi S S yV2¢ v \/ yV3¢ v YV4JyVSI X

sanue|nbaul Jo ybiay juiod usy

Type: ypi is the outline of the ith a > 40Mn 1039 1.1157 40Mn4 150M36 15 - 35M5 - - -
maximum peak height, yvi is one )
of the largest outline the ith a deep . _ _ i _ _
valleyOutiine of the maximum height 25 25 i OA25 i
Ry: peak within th ling |
S e o 35Mn2 1335 11167 | 36Mn5 , ; 2120 40Mn5 » 36Mn5 | SMn438(H)
distance between the bottom line.
30Mn 1330 1.1170 28Mn6 150M28 14A - 20M5 C28Mn - SCMn1
= y I 35Mn 1035 1.1183 Cf35 060A35 = 1572 XS38TS C36 : S35C
§ Peak within the sampling length |
5 3 contour line and the contour of the Ck45 1045 1.1191 45 080M46 - 1672 XC42 C45 C45K S$45C
g % distgnce betweeq the pottom line. /\Ry /\-‘\ /J\
S | Ry g““‘g‘e thl‘? S“m'g't "”i'z Pafa"te‘ to 5 - 55 1055 1.1203 Ck55 070M55 - - XC45 C50 C55K S55C
H | #E b S T L VAR AR S VARSI Y. B X
g the baseline and low by contour lines. 50 1050 1.1213 Cf53 060A52 - 1674 XC48TS C53 - S50C
H 60Mn 1060 1.1221 Ck60 080A62 | 43D 1678 XC60 C60 2 S58C H
(@) ()
T . 1095 1.1274 Ck101 060A96 < 1870 - . c SUP4 T
4 4
§ Sampling length | and assess value of length In - - 1.3401 | X120Mn12 | Z120M12 - - X120M12 | XG120Mn12 | X120Mn12 | SCMnH/1 c;)
C Ra/um Rz /um I/mm In=51 /mm Gr15;45Gr | 52100 1.3505 100Cr6 534A99 31 2258 100C6 100Cr6 F.131 SuJ2 =
4 4
T T
(@) 20.008~0.02 20.025~0.10 0.08 0.4 3 AQ‘OS:GM A | 15415 15Mo3 1501-240 - 2912 15D3 16Mo3KW 16Mo3 ! (@)
3 \ Pl
s >0.02~0.1 >0.1~0.50 0.25 1.25 03053 s
> - 4520 | 1.5426 |  16Mo5 6o ‘ - - 16Mo5 16Mo5 - >
o) >0.1~0.2 >0.50~10.0 0.8 4.0 o
z ASTM . . \ =z
>0.2~10.0 >10.0~50.0 25 12.5 - A350LF5 1.5622 14Ni6 - - - 16N6 14Ni6 15Ni6 -
>10.0~80.0 >50~320 8.0 40.0 ASTM . 1501- . .
S A353 1.5662 X8Ni9 509:510 - - S X10Ni9 XBNi09 -

c3 c4
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General technical information

Material comparison table

TECHNICAL INFORMATION

ISO

Country and standard

China America Germany England Swedeny France Italy Spain Japan
GB AISI/SAE| W.-nr DIN BS EN SS AFNOR UNI UNE JIS
Structural steel
- 2515 | 1.5680 |  12Ni19 - . - Z18N5 . - -
- 3135 | 15710 | 36NiCré 640A35 | MA | - 35NC6 : | SNC236
g 3415 | 15732 | 14NiCr10 : - - | 1anct 16NiCr11 15NICH1 |  SNC415(H)
: gglg 15752 | 14NiCr14 222“,{'112 36A | - | 12NC15 : 2 SNC815(H)
- 9840 | 16511 | 36CiNiMo4 | 816M40 | 110 | - | 40ONCD3 | 38CrNiMo4(KB)| 35CrNiMo4 -
- 8620 | 1.6523 | 21NiCrMo2 | 850M20 | 362 | 2503 | 20NCD2 | 20NiCrMo2 | 20NiCrMo2 | SNCCM220(H)
: 8740 | 1.6546 | 4ONiCrMo2 | 311-Type?7 | - \ - 4ONICrMo2(KB) | 40NiCrMo2 | SNC240
40CINiMoA | 4340 | 1.6582 | 34CrNiMo6 | 817M40 | 24 | 2541 | 35NCD6 | 35CrNiMo6(KB) 4 -
- - 16587 | 17CrNiMo6 |  820A16 ; - | 18ncDe g 14CiNiMo13 -
15Cr 5015 | 1.7015 |  15Cr3 523M15 ; ; 12C3 - ) SCr415(H)
35Cr 5132 | 1.7033 | 34Cr4 530A32 | 18B | - 324 34Cr4(KB) 35Cr4 SCr430(H)
40Cr 5140 | 1.7035 |  41Cr4 530M40 | 18 | - 42C4 41Cr4 42Cr4 SCr440(H)
40Cr 5140 | 1.7045 |  42Cr4 - - | 2045 - ; 42Cr4 SCr440
18CtMn | 5115 | 1.7131 | 16MnCri5 | (527M20) | - | 2511 | 16MC5 | 16MnCrl5 | 16MnCri5 -
20cMn | 5155 | 17176 | 55Cr3 527A60 | 48 | - 55C3 : - SUP9(A)
30CrMn | 4130 | 17218 | 25CrMo4 | 1717CDS10 | - | 2225 | 25CD4 | 25CrMo4(KB) |  55Cr3 Sop
35CrMo | 41374135 | 1.7220 |  34CrMod4 708A37 | 19B | 2234 | 35CD4 35CrMod4 34CiMod | SN
40CTMoA |4140:4142| 1.7223 |  41CrMo4 708M40 | 19A | 2244 | 42CD4TS | 41CrMo4 | 41CrMos SCM440
égﬁ;":&o 4140 | 17225 | 42CrMo4 708M40 | 19A | 2244 | 42CD4 42CiMo4 | 42CrMo4 | SCMA440(H)
- B 1.7262 | 15CrMo5 - . | 2216 | 12cD4 e 12CtMo4 | SCM415(H)
ASTM
- F$\11;I%212 17335 | 13CrModa4 6215’3:'27 ; - 11%%%?;55 14CrMod4 | 14CrMo45 -
- 3 17361 | 32CtMo12 | 722M24 | 40B | 2240 | 30CD12 | 32CiMo12 FA24.A -
=onl
- 162 | 17380/ 10CIMOSTO | gppiligs | = | 2218 | 12CDO10 | 12CMoS,10 TUH -
- - 17715 | 14MoVe3 | 1503-660-440| - - - - 13MoCrV6 -
50CIVA | 6150 | 1.8159 |  50CiV4 735A50 47 | 2230 | s0CV4 50CrV4 51Crv4 SUP10
; : 18500 | 41CrAIMo7 | 905M39 | 41B | 2940 | 40CAD6,12| 41CrAIMo7 | 41CrAIMo? :
- : 1.8523 | 39CrMoV139 | 897M39 | 40C | - ) 36CrMoV12 4 Y

TECHNICAL INFORMATION

General technical information

Material comparison table

ISO

Country and standard

China America Germany England | Sweden France Italy Spain Japan
AISI/
GB SAE W.-nr DIN BS | EN| SS AFNOR UNI UNE JIS
Chisel tool steel
C98KU F.515
T10 W.110 | 1.1545 C105W1 X - | 1880 Y1105 g .05 S
T12A W.112 | 1.1663 C125W - - - Y2120 C120KU (C120) SK2
CrV;9SiCr L3 | 1.2067 100Cré BL3 | - - Y100C6 - 100Cré -
X210Cr13KU
Cr12 D3 | 1.2080 | Xx210Cr12 | BD3 | - - Z200Cr12 %2501 2KU X210Cr12 SKD1
) X35CrMoV05KU
4Cr5MoVSi H13 | 1.2344 | X40CrMoV51 | BH13 | - | 2242 | = Z40CDV5 S40GIMoV5E1KL | X40CtMoVs | SKD61
Crewv A2 | 1.2363 | X100CrMoV51 | BA2 | - | 2260 | Z100CDV5 | X100CrMoV51KU | X100CrMoV5 | SKD12
10WCr6 SKS31
CrWMo - 1.2419 105WCr6 - - | 2140 | 105WC13 105WCr5 SKS2
107WCr5KU
SKS3
cri2w - 1.2436 | X210Crw12 . - 2312 € X215CrW12 1KU | X210Crw12 SKD2
5CrNiMo S1 | 1.2542 45WCIV7 BS1 [ - | 2710 < 45WCrVeKU 45WCrSi8 §
X30WCrvo 3 X28WO9KU
3Crawsv H21 | 1.2681 | oy toaky | BH2T | - - Z3OWCV9 | yaovervg aky | X3OWCHVO SKD5
Cr12MoV - 1.2601 | X165CrMoV 12 | - - | 2310 = X165CrMoW12KU | X160CrMoV12 | SKD11
5CrNiMo L6 | 1.2713 | 55NiCrMoV6 - - - 55NCDV7 . F.250.S SKT4
Vv W210 | 1.2833 100V1 BW2 | - - Y1105V - - SKS43
W6Mo5Cr4v2Co5 | - 1.3243 $6-5-2-5 - - | 2723 | Z85WDKCV HS6-5-2-5 HS6-5-2-5 SKH55
W18Cr4VCo5 | T4 | 13255 | S18425 | BT4 | - | - | Z8OWKOV | y7ewcorgosku | HS184-15 | SKH3
W6Mo5Cr4V2 M2 | 1.3343 $6-5-2 BM2 | - | 2722 | Z8OWDCV | v erwMo0605KU HS6-5-2 SKH9
06-05-04-02
Z100WCWV
= M7 | 1.3348 $2-9-2 - | 2112782 | g 0o 002 HS2-9-2 HS2-9-2 =
W18Cr4V T1. | 1.3355 $18-0-1 BT1 | - 4 fg%’;’%\{ X75W18KU HS18-0-1 SKH2
W6Mo5Cr4V3 M3 - $6-5-3 : 2 H s - 3 SKH52
2 M42 3 3 BM42 | - 4 c 6 - SKH59
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TECHNICAL INFORMATION TECHNICAL INFORMATION

General technical information General technical information
Material comparison table Material comparison table
and standard Country and standard
ISO China America Germany Japan Datong (Japan) Main application ISO China America Germany England Sweder France Italy Spain Japan
GB AISSAE DIN Jis DAIDO e PO wonr DIN BS EN ss |  AFNOR UNI UNE| Jis
Plastic die steel Stainless steel
Mass production with large mirror 2%”1?; 403 | 1.4000 X6Cr13 403517 3 2301 Z6C13 X6Cr13 F.3110 | SUS403
mould. Auto tail lamp, mirror before 9
G P20 mod. 6 PX5N
the shell baffle, cameras,home - _ 1.4001 X7Cr14 - - = R - F.8401 -
appliances, etc
1Cr13 410 | 1.4006 X10Cr13 410521 56A 2302 Z710C14 X12Cr13 F.3401 | SUS410
High precision mirror mould. 1Cr17 430 | 1.4016 X6Cr17 430815 60 220 Z8C17 X8Cr17 F.3113 | SUS430
Camera, music,cosmetic containers,
= . - NAKS55 | 56B:
:_flansptafe”t cover class, transparent 2Cr13 410 | 1.4021 X20Cr13 S62 o~ 4 Z20C13 X20C13 F.3401 | SUS410
ilm, etc
é - 1.4027 G-X20Cr14 420C29 568 - Z20C13M - - SCSs2
High mirror high precision mold. Cameras,
- - - NAK80 cosmefic containers, transparent cover, 4Cr13 - | 1.4034 X46Cr13 420845 | 56D | 2304 | Z30CN X40Cr14 | F.3405 | SUS420J2
transparent film, etc
1Cr17Ni2 431 | 1.4057 X20CrNi172 431529 57 2321 | Z15CNi6.02 X16CNi16 F.3427 | SUS431
Super mirror corrosion precision mold.
3Cr13 420 mod. SUS420J2 mod. S-STAR Camera parts, CD, lens, watch case Y1Cr17 430F | 1.4104 | X12CrMoS17 - - 2383 | Z10CF17 X10Crs17 | F.3117 | SUS430F
Cold-work die steel 1Cr17Mo 434 | 1.4113 X6CrMo171 434517 - 2325 | Z8CD17.01 X8CrMo17 - SUS434
. . - = 1.4313 X5CrNi134 425C11 - - ZACND13.4M - - SCs5
: 02 ) SKS93 YK30 Starr}plng mold, gauge, paper knife,
auxiliary tools 3 - 1.4408 | G-X6CrNiMo1810 | 316C16 - § g Y F.8414 | SCS14
P . 4Crosi2 HW3 | 1.4718 X45CrSio3 401545 52 - Z45CS9 X45CrSi8 F.322 SUH1
9CrWMn 01 mod. ; SKS3 mod. GOA Blanking die,gauge, die, tap, a hole
punch 0Cr13Al 405 | 1.4724 X10CrAI13 403317 - - Z10C13 X10CrAI12 F.311 | SUS405
\ . . cri7 430 | 1.4742 X10CrAI18 430815 60 , Z10CAS18 X8Cr17 F.3113 | SUS430
Cr12MoV D2 X165CrMoV/12 SKD11 DC11 Do eklield e rming
roll, the punch 8Cr20Si2Ni | HNV6 | 1.4757 | ~ X80CrNiSi20 443565 59 - Z80CSN20.02 | X80CrSiNi20 | F.320V |  SUH4
! o . 2Cr25N 446 | 1.4762 X10CrAI24 . - 2322 | Z10CAS24 X16Cr26 - SUH446
L D2 mod. € SKD11 mod. DC53 PO'IT tf]‘;'d'u‘“;gg ST — :
»hep Austenitic stainless steel
Hot-work die steel _ _ _ F.3551;
0Cr18Ni9 304 | 1.4301 X5CrNi1810 3045815 58E 2332 | ZB6CN18.09 X5CrNi1810 | F.3541; | SUS304
Aluminum die-casting mould, die- Faoas
4Cr5MoSiV1 H13 X40CrMoV51 SKD61 DHA1 casting mould connection parts, 1Cr18Ni9MoZr | 303 | 1.4305 | X10CrNiS189 | 303S21 58M 2346 | Z10CNF18.09 | X10CrNiS18.09 | F.3508 | SUS303
stamping dies, hot extrusion die, hot
shear blades 0Cr19Ni10 | 304L | 1.4306 X2CrNi1911 304512 - 2352 | Z2CN18.10 X2CrNi18.11 | F.3503 | SCS19
| - 1.4308 | G-X6CrNi189 | 304C15 - . Z6CN18.10M : - SCS13
- - - - DH21 Long-life aluminum die-casting mould
Cr17Ni7 301 | 1.4310 X12CrNi177 4 » 2331 | Z12CN17.07 X12CrNi1707 | F.3517 | SUS301
= . - - DH31-S Eavy die casting dies - 304LN| 1.4311 | X2CrNiN1810 | 304562 - 2371 | Z2CN18.10 - - SUS304LN
= -
m ) i 0Cr19Ni9 304 | 1.4350 X5CrNi189 304531 58E - Z6CN18.09 X5CrNi1810 S SUS304 m
o) - - - - DH2F Die mold, plastic mold o)
% 0Cr17Ni11Mo2 | 316 | 1.4401 | X5CrNiMo1712 | 316S16 | Z6CND17.11 | 2347 1.4401 X5CrNiMo1712 | F.3543 | SUS316 §
o 00Cr17Ni13Mo2 | 316LN | 1.4429 | X2CrNiMoN17133 p - 2375 | Z2CND17.13 - 3 SUS316LN | g
|:E 0Cr27Ni12Mo3 | 316L | 1.4435 | X2CrNiMo18143 | 316512 - 2353 | Z2CDN17.13 | X2CrNiMo1713 - SCS16, ,:E
% 00Cr19Ni13Mo3 | 317L | 1.4438 | X2CrNiMo17133 | 317S12 g 2367 | Z2CND19.15 | X2CrNiMo18.16 = SUS317L 1Z_|
% SUS320L; %
= - 329L | 1.4460 | X8CrNiMo275 - - 2324 - - S SCH11; =
> SCS11 >
= —
o 1Cr18Ni9Ti 321 | 1.4541 | X6CrNiTi1810 2337 321512 58B | ZBCNT18.10 | X6CrNiTi1811 | F.3553 | SUS321 o
=z 1Cr18Ni11Nb | 347 [ 1.4550 | X6CrNiNb1810 | 347517 58F 2338 | Z6CNNb18.1 X6CrNiTi1811 | F.3552 | SUS347 Z
Cr18Ni12Mo2Ti | 316Ti | 1.4571 | X6CrNiMoTi17122 | 320S17 58J 2350 | Z6NDT17.12 | X6CrNiMoTi17 | F.3535

H| c8



TECHNICAL INFORMATION TECHNICAL INFORMATION

General technical information General technical information
Country and standard Dimension Standard tolerance grade
ISQ |  China | America EEUIEIN England sugia)  IAmES 1=l sipelin | JEppen mn o |2 {3 [ ma [ ms | me | 7 | s | me [0 [Tt |2 | T3 | ima | ms [ me | a7 | T1s
AISI/
o Great
GB SAE | Wenr DIN BS EN SS AFNOR UNI UNE JIS rester 7, um mm
Austenitic stainless steel -3 08 | 12 2 3 4 6 10 14 | 25 | 40 | 60 | 01 | 014 | 025 | 04 | 06 1 1.4
- = | 1.4581 | G-X5CiNiMoNb1810 |  318C7 - - |ZACNDNb1812M | XG8CrNiMo18 < SCS22
3 6 1 15 | 25 | 4 5 8 2 | 18 | 30 | 48 | 75 | 012 | 018 | 03 | 048 | 075 | 12 | 18
Cr17Ni12Mo3Nb | 318 | 1.4583 | X10CrNiMoNb1812 A - - | ZBCNDNb1713B | X6CrNiMoTiND17 | - -
1Cr23Ni13 | 309 | 1.4828 | X15CrNiSi2012 | 309524 - - | Z15CNs20.1 - - SUH309 6 10 1 15 | 25 | 4 6 9 15 | 22 | 36 | 58 | 90 | 015 | 022 | 036 | 058 | 09 | 15 | 22
0Cr25Ni20 | 310S | 1.4845 | X12CrNi2521 | 310524 - 2361 | Z12CN2520 X6CrNi2520 | F.331 | SUH310
0 | 18 | 12 | 2 3 5 8 11 18 | 27 | 43 | 70 | 110 | 018 | 027 | 043 | 07 | 11 | 18 | 27
Cr15Ni36W3Ti | 330 | 1.4864 | X12NiCrSi3616 2 X - | Z12CNs35.1 H - SUH330
R » 1.4865 | G-X40NiCrSi3818 | 330C11 L - a XG50NiCr3919 - SCH15 18 30 1.5 25 4 6 9 13 21 33 52 84 130 | 021 | 0.33 | 052 | 0.84 | 1.3 21 3.3
5Cr2MnONidN | EV8 | 1.4871 | X53CrMnNiN219 %2?3851‘;; o« - | Z52CMN21.0 | X53CIMoNiN219 | - SUH35 30 | 50 | 15 | 25 | 4 | 7 | 1 | 16 | 25 | 39 | 62 | 100 | 160 | 025 [ 039 | 062 | 1 | 16 | 25 | 39
1Cr18Ni9Ti | 321 | 1.4878 | X12CrNiTi189 | 3215320 58C - ZBCNT18.12 | X6CrNiTi1811 | F.3523 | SU321 50 |80 2 3 5 8 31 19 | 30 | 46 | 74 | 120 | 190 | 03 | 046 | 074 | 12 | 19 | 3 | 48
80 | 120 | 25 | 4 6 10 | 15 | 22 | 35 | 54 | 87 | 140 | 220 | 035 | 054 | 087 | 14 | 22 | 35 | 54
Country and standard 120 | 180 | 35 | 5 8 12 | 18 | 25 | 40 | 63 | 100 | 160 | 250 | 04 | 063 | 1 16 | 25 | 4 | 63
ISO
China America Germany England Sweden France Italy Spain Japan 180 | 250 | 45 7 10 | 14 | 20 | 29 | 46 | 72 | 115 | 185 | 290 | 046 | 0.72 | 115 | 1.85 | 29 | 46 | 7.2
Nodular cast iron
250 | 315 | 6 8 2 | 16 | 23 | 32 | 52 | 81 | 130 | 210 | 320 | 052 | 081 | 13 | 21 | 32 | 52 | 8.1
QT400-18 60-40-18 GGG40 400/17 0717-02 FGS370-17 | GS370-17 FGE38-17 FCD400
QT450-10 65-45-12 - 420/12 - FGS400-12 GS400-12 FGE42-12 FCD450 315 | 400 | 7 9 | 13 | 18 | 25 | 36 | 57 | 8 | 140 | 230 | 360 | 057 | 089 | 14 | 23 | 36 | 57 | 89
QT500-7 70-50-05 GGG50 500/7 0727-02 FGS500-7 GS500-7 FGE50-7 FCD500 hoo 3o |7D I .- 0 %5 O WY
QT600-3 80-60-03 GGG60 600/7 0732-03 FGS600-2 GS600-2 FGE60-2 FCD600
QT700-2 100-70-03 GGGT0 70072 0737-01 FGS7002 | GS700-2 FGE70-2 FCD700 50 60 | 9 | M 16 ) 2 | 32 | 4 70 10 175 | 280 | 440 | 07 | 11 (175 28 | 44 | T | 1
QT800-2 120-90-02 GGG80 800/2 0864-03 FGS800-2 GS800-2 FGE80-2 FCD800 630 | 800 | 10 | 13 | 18 | 25 | 36 | 50 | 80 | 125 | 200 | 320 | 500 | 08 | 125 | 2 | 32 | 5 8 | 125
QT900-2 - - 900/2 5 ~ - - -
K . 800 | 1000 | 11 15 | 21 | 28 | 40 | 56 | 90 | 140 | 230 | 360 | 560 | 09 | 14 | 23 | 36 | 56 | 9 14
Grey cast iron
4 NO.60 GG40 - 0140 FGL400 - - 1000 | 1250 | 13 | 18 | 24 | 33 | 47 | 66 | 105 | 165 | 260 | 420 | 660 | 1.05 | 165 | 26 | 42 | 66 | 105 | 165
HT350 NO.50 GG35 350 0135 FGL350 G35 FG35 FC350
1250 | 1600 | 15 | 21 | 29 | 39 | 55 | 78 | 125 | 195 | 310 | 500 | 780 | 1.25 | 1.95 | 3.1 5 | 78 | 125 | 195
c HT300 NO.45 GG30 300 0130 FGL300 G30 FG30 FC300 c
HT250 NO.35 cG25 250 0125 FGL250 G25 FG25 FC250 1600 | 2000 | 18 | 25 | 35 | 46 | 65 | 92 | 150 | 230 | 370 | 600 | 920 | 15 | 23 | 37 | 6 | 92 | 15 | 23
— —
m m
o H{200 NQ0 o 20Q 0120 fGL200 520 5520 FGgo0 2000 | 2500 | 22 | 30 | 41 | 55 | 78 | 10 | 175 | 280 | 440 | 700 | 1100 | 1.75 | 28 | 44 | 7 | M | 175 | 28 | 4}
= HT150 NO.20 GG15 150 0115 FGL150 G15 FG15 FC150 =
o > N N o > B > &id r .y 2500 | 3150 | 26 | 36 | 50 | 68 | 96 | 135 | 210 | 330 | 540 | 860 | 1350 | 2.1 | 33 | 54 | 86 | 135 | 21 | 33 | M5
z z
> Note >
M |. The basic size greater than 300 mm, [Tl to IT5 standard tolerance value for trial. M
% 2. The basic size less than or equal to | mm, no [T4 to [TI8. %
= =
(@) o
Z Z
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TECHNICAL INFORMATION

TECHNICAL INFORMATION

General technical information Fit Dimension Tolerance General technical information Fit Dimension Tolerance

B The basic deviation value

vy . . - . Basic deviation value
Lower deviation (ei) and upper deviation (es)of axis can be Dimension for
. g Ty - R upper deviation es
made of axis basic eviation and the standard of tolerance(IT) e g
Greater .
than To a b ® cd d e ef f fg g h js
Deviation a to h Deviation k to zc & g0 M40 .69 & 20 14 19 = 4 2
3 6 270 -140 -70 -46 -30 20 -14 -10 3 -4
6 10 280 -150 -80 -56 -40 25 -18 -13 -8 -5
+ 10 14
-290 -150 -95 -50 -32 -16 6 0
es 14 18
Zero line { 18 24
ei -300 -160 -110 -65 -40 20 -7 0
0 24 30
es 30 40 -310 -170 -120
-80 -50 -25 9 0
ei 40 50 -320 -180 -130
50 65 -340 -190 -140
D -100 -60 -30 -10 0
65 80 -360 -200 -150 q
80 100 -380 220 -170 5
-120 72 -36 12 0 e
100 120 -410 240 -180 2
es=The negative (-) ei=The positive (+) 120 140 -460 -260 -200 §
of basic deviation of basic deviation 140 160 -520 -280 -210 -145 -85 -43 -14 =
ei=es—IT es=ei+IT 160 180 -580 -310 -230 =
180 200 -660 -340 -240 =
Lower deviation (ei) and upper deviation (es) of hole can be made of 200 225 -740 -380 -260 -170 -100 -50 -15 =N
hole basic eviation and the standard of tolerance(IT) 225 250 -820 -420 -280 =1
250 280 -920 -480 -300 138 10 6 i I
H Deviation A to H Deviation K to ZL( |ESS't|'IEI'I or 280 315 1053 = 330 £
equal to [T8, K and M8 is not v s 200 00 0 z
applicable) = - - 210 125 -62 -18 2
i 355 400 -1350 -680 -400
400 450 -1500 -760 -440
ES -230 -135 -68 -20
450 500 1650 -840 -480
El line 500 560
0 -260 -145 -76 -22
560 630
= 630 710
-290 -160 -80 24
£l 710 800
— 800 900
-320 -170 -86 26
= 900 1000 -
m m
o 1000 1120 o
T EI2THe osit ’ _ -350 -195 98 28 T
Z =The positive (+) o ES=The negative 1120 1250 =
o basic deviation p ic deviati 1250 1400 o
X (-) of basic deviation 390 220 110 30 >
r ES=EIOIT FI=ESOIT 1400 1600 -
z 8 - 1600 1800 =z
m For example: for a B 3, tolerance grade for the H hole, from the basic principle of hole 430 240 120 32 0 T
o ) . ) 1800 2000 (]
A deviation value in the table to check the size range of tolerance grade class H A
= 2000 2240 =
; Lower deviation El = 0, and tolerance to 7 class corresponding to the standard tolerance of IT 2240 2500 480 -260 -130 34 ° 5
) =|0pm , the upper deviation ES = El + T =(0um . 2500 2800 o
Z H Z
L0l R, -g6e -520 -290 145 -38 0
hole fit dimension is B3 g mmi
Note: 1. The basic size less than or equal to 1 mm, basic deviation of a and b are not used.
2. If tolerance zone js7 to js11, ITn number values is odd, the deviation= iﬂ;i
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TECHNICAL INFORMATION TECHNICAL INFORMATION

General technical information Fit Dimension Tolerance General technical information Fit Dimension Tolerance

Basic deviation value

Basic deviation value Basic deviation value
. . Dimension . .
lower deviation ei mm lower deviation El upper deviation ES
ITS IT4 <IT3 All the standard tolerance grade IT6 ‘ IT7 ‘ IT8 |<IT8 | >IT8 | <IT8 | >IT8 | <IT8 | >IT8 | <IT7
?Tng IT7 | IT8 ?1[17(1 T All the standard tolerance grade Gt | To | A B| c|cb D| E |EF| F |FG G |H| Js J K M N PtozC
3 | +270 | +140 | +60 | +34 | +20 | +14 |+10| +6 | +4 | +2 | O +2 | +4 | +6 0 0 2 2 -4 -4
k t b
J m]n i r s u v X b z zn z e 3 | 6 | +270 |+140| +70 | +46 | +30 | +20 | +14| +10 | +6 | +4 | 0 +5 | +6 | +10 | -1+A 4+ | 4 | 8+A | 0
29 4w € 0 0 2 | 44 | *6 | +10,) +14 +18 *+20 *26y +32 40 *60 6 | 10 | +280 | +150 | +80 | +56 | +40 | +25 |+18| +13 | +8 | +5 | 0 +5 | +8 | +12 | 144 6+A | 6 |-10+A| 0
-2 -4 +1 0 +4 +8 | +12 | +15 | +19 +23 +28 +35 +42 +50 +80 10 | 14
2 5 1 0 +6 | +10 | +15 | +19 | +23 +28 +34 +42 +52 +67 +97 YRR +290 | +150 | +95 +50 | +32 +16 +6 | 0 +6 | +10 | +15 | -1+A T+A |7 | -12+A O
3 | 6 #1 | 0 | +7 | +12 | +18 | +23 | +28 +33 s D | ot | +%9 | I 18 1 2% | 300 | +160] +110 +65 | +40 +20 7| 0 48 | +12 | 420 | -2+A 8A | 8 |5+ 0
+39 +45 +60 +77 | +108 | +150 24 | 30
+41 +47 +54 +63 +73 +98 +136 +188 30 40 +310 | +170 | +120
at -8 +2 0 +8 | +15 | +22 | +28 | +35 +80 | +50 +25 +9 | 0 +10 | +14 | +24 | -2+4A 9+A | -9 |17+A| O
+41 +48 +55 +64 +75 +88 +118 | +160 | +218 40 50 | +320 | +180 | +130
+48 +60 +68 +80 +94 | +112 | +148 | +200 | +274 50 | 65 | +340 |+190 | +140
-5 -10 +2 0 +9 | +17 | +26 | +34 | +43 +100| +60 +30 +10| 0 +13 | +18 | +28 | -2+A “M+A | -1 | -204A| O
+54 +70 +81 +97 | +114 | +136 | +180 | +242 | +325 65 | 80 | +360 |+200 | +150
+41 | +53 +66 +87 | +102 | +122 | +144 | +172 | +226 | +300 | +405 80 | 100 | +380 | +220 | +170
-7 12 +2 0 +11 | +20 | +32 +120| +72 +36 +12| 0 +16 | +22 | +34 | -3+A 13+A | 13 | -23+A| 0
+43 +59 +75 +102 | +120 | +146 | +174 | +210 | +274 | +360 | +480 100 | 120 | +410 | +240 | +180
+51 | +71 +91 | +124 | +146 | +178 | +214 | +258 | +335 | +445 | +585 120 | 140 | +460 | +260 | +200
-9 -15 3 0 13 23 37
* M * +54 | +79 | +104 | +144 | +172 | +210 | +254 | +310 | +400 | +525 | +690 140 | 160 | +520 | +280 | +210 +145| +85 +43 +14| 0 #18 | +26| +41 | 3+A A5+A | 15| 27+A| 0
+63 | +92 | +122 | +170 | +202 | +248 | +300 | +365 | +470 | +620 | +800 160 | 180 | +580 | +310 | +230 E g
o =
1 | -18 +3 0 | +15 | +27 | +43 | +65 | +100 | +134 | +190 | +228 | +280 | +340 | +415 | +535 | +700 | +900 180 | 200 | +660 | +340 | +240 5 g
S <
168 | +108 | +146 | +210 | +252 | +310 | +380 | +465 | +600 | +780 | +1000 200 | 225 | +740 | +380 | +260 +170| +100 +50 *15| 0 | E | +22 | 430 | +47 | -4+A A7+A | 17 | -31+A | 0 @
c
+77 | +122 | +166 | +236 | +284 | +350 | +425 | +520 | +670 | +880 | +1150 225 | 250 | b | Al | AL o g
13 | 21 +4 | 0 | +17 | +31 | +50 | +80 | +130 | +180 | +258 | +310 | +385 | +470 | +575 | +740 | +960 | +1250 260 | 280 | +920 | +480 | +300 +190 | +110 +56 70| 2 | 25| +36 | +55 | -4+ 20+A | 20 |34+A| 0 | £
= =
+84 | +140 | +196 | +284 | +340 | +425 | +520 | +640 | +820 | +1050 | +1350 280 2,315 (C75°0 | @54019%0 & 8
315 | 355 | +1200 | +600 | +360 = (]
+94 | +158 | +218 | +315 | +385 | +475 | +580 | +710 | +920 | +1200 | +1550 +210| +125 +62 +18 | 0 +29 | +39 | +60 | -4+A 21+A | 221 | -37+A 0 :E,
-16 | -26 +4 0 +20 | +34 | +56 355 | 400 | +1350 | +680 | +400 - €
+98 | +170 | +240 | +350 | +425 | +525 | +650 | +790 | +1000 | +1300 | +1700 Sl o
400 | 450 | +1500 | +760 | +440 B 5
+108 | +190 | +268 | +390 | +475 | +590 | +730 | +900 | +1150 | +1500 | +1900 +230 | +135 +68 +20| 0 | H | +33 | +43 | +66 | -5+A -23+A | 23 |-40+A | O s
18 | -28 +4 0 +21 | +37 | +62 450 | 500 | +1650 | +840 | +480 I <
+114 | +208 | +294 | +435 | +530 | +660 | +820 | +1000 | +1300 | +1650 | +2100 200 | 560 5 8
+126 | +232 | +330 | +490 | +595 | +740 | +920 | +1100 | +1450 | +1850 | +2400 — +260 | +145 +76 2210 8 0 -26 -44 8
20 | -32 +5 0 +23 | +40 | +68 o ~
+132 | +252 | +360 | +540 | +660 | +820 | +1000 | +1250 | +1600 | +2100 | +2600 530- e - =
C
+150 | +280 | +400 | +600 +290| +160 +80 +24 | 0 0 -30 -50 S
0 0 | +26 | +44 | +78 710 | 800 ©
+155 | +310 | +450 | +660 800 | 900 5
) TP P, P, +320 | +170 +86 +26 | 0 0 34 -56 =
0 0 | +30 | +50 | +88 900 | 1000
+185 | +380 | +560 | +840 1000 | 1120
c o o w34 | +88 | +100 +210 | +430 | +620 | +940 1120 | 1250 w0 a8 9 Fagd h 4 & c
+220 | +470 | +680 | +1050 1250 | 1400
- +390 | +220 +110 +30 | 0 0 -48 -78 =
o o o ©o | 5B | D +250 | +520 | +780 | +1150 1400 | 1600 o
I +260 | +580 | +840 | +1300 1600 | 1800 I
=z +430 | +240 +120 +32 | 0 0 -58 92 Z
o +300 | +640 | +960 | +1450 1800 | 2000 o
> 0 0 +48 | +78 | +140 >
= +330 | +720 | +1050 | +1600 2000 | 2240 =
U +480 | +260 +130 +34 | 0 0 -68 -110 U
Z +370 | +820 | +1200 | +1850 2240 | 2500 >
0 0 +58 | +92 | +170
3 +400 | +920 | +1350 | +2000 2500 | 2800 8
2 +520 | +290 +145 +38 | 0 0 -76 -135 2
= 0 o 68 | +110 | +105 +440 | +1000 | +1500 | +2300 2800 | 3150 2
+ + +
2' +460 | +1100 | +1650 | +2500 Note: 1. The basic size less than or equal to 1 mm, basic deviation of A and B and is greater than IT8, N are not used >
6 +550 | +1250 | +1900 | +2900 2.If tolerance zone js7 to js11, ITn number values is odd, the deviation =+(ITn-1)/2
4 0 0 +76 | +135 | +240 3.For less than or equal to IT8 K, M, N and less than or equal to IT7 P to ZC, required Avalues from a table in the right selection
+580 | +1400 | +2100 | +3200 For example:18~30mm,K7:A=8um,so ES=-2+8=+6um
18~30mm,S6:A=4pum, so ES=-35+4=-31pm
4. Special cases: 250 ~ 315 mm segment of the M5, ES= -9um (instead of -11um).
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General technical information

Fit Dimension Tolerance

TECHNICAL INFORMATION

Basic deviation value
The number of A
upper deviation ES
Standard tolerance grade more than IT7 standard tolerance grade
P R S T U \% X Y z ZA ZB ZC | IT3 |IT4 | IT5 | IT6 | IT7 | IT8
-6 -10 -14 -18 -20 -26 -32 -40 -60 0 0 0 0 0 0
-12 -15 -19 -23 -28 -35 -42 -50 -80 1 1.5 1 3 4 6
-15 -19 -23 -28 -34 -42 -52 -67 -97 1 1.5 2 3 6 7
-40 -50 -64 -90 -130
-18 -23 -28 -33 1 2 3 3 7 9
-39 -45 -60 =77 -108 -150
-41 -47 -54 -63 -73 -98 -136 -188
-22 -28 -35 1.5 2 3 4 8 12
-41 -48 -55 -64 -75 -88 -118 -160 -218
-48 -60 -68 -80 -94 -112 -148 -200 -274
-26 -34 -43 1.5 3 4 5 9 14
-54 -70 -81 -97 -114 -136 -180 -242 -325
-41 -53 -66 -87 -102 -122 -144 -172 -226 -300 -405
-32 2 3 5 6 1" 16
-43 -59 -75 -102 -120 -146 -174 -210 -274 -360 -480
-51 -71 -91 -124 -146 -178 -214 -258 -335 -445 -585
-37 2 4 5 7 13 19
-54 -79 -104 -144 -172 -210 -254 -310 -400 -525 -690
-63 -92 -122 -170 -202 -248 -300 -365 -470 -620 -800
-43 -65 -100 -134 -190 -228 -280 -340 -415 -535 -700 -900 3 4 6 7 15 23
-68 -108 -146 -210 -252 -310 -380 -465 -600 -780 -1000
=77 -122 -166 -236 -284 -350 -425 -520 -670 -880 -1150
-50 -80 -130 -180 -258 -310 -385 -470 -575 -740 -960 -1250 3 4 6 9 17 26
-84 -140 -196 -284 -340 -425 -520 -640 -820 -1050 -1350
-94 -158 -218 -315 -385 -475 -580 -710 -920 -1200 -1550
56 4 4 7 9 20 29
-98 -170 -240 -350 -425 -525 -650 -790 -1000 -1300 -1700
-108 -190 -268 -390 -475 -590 -730 -900 -1150 -1500 -1900
-62 4 5 7 1 21 32
-114 -208 -294 -435 -530 -660 -820 -1000 -1300 -1650 -2100
-126 -232 -330 -490 -595 -740 -920 -1100 -1450 -1850 -2400
-68 5 5 7 13 23 34
-132 -252 -360 -540 -660 -820 -1000 -1250 -1600 -2100 -2600
-150 -280 -400 -600
-78
-155 -310 -450 -660
-175 -340 -500 -740
-88
-185 -380 -560 -840
100 -210 -430 -620 -940
-220 -470 -680 -1050
120 -250 -520 -780 -1150
-260 -580 -840 -1300
140 -300 -640 -960 -1450
-330 -720 -1050 -1600
-370 -820 -1200 -1850
-170
-400 -920 -1350 -2000
195 -440 -1000 -1500 -2300
-460 -1100 -1650 -2500
240 -550 -1250 -1900 -2900
-580 -1400 -2100 -3200

C15

TECHNICAL INFORMATION

General technical information

Hardness comparison table (Black metal hardness and strength of approximate conversion value)

Hardness TR, Hardness Tl
Rockwell Vickers Brinell Strength Rockwell Vickers Brinell Strength

HRC HRA HV HB N/méh HRC HRA HV HB N/mih
70.0 86.6 1037 — — 51.0 76.3 525 501 1780
69.5 86.3 1017 — — 50.5 76.1 517 494 1750
69.0 86.1 997 — — 50.0 75.8 509 488 1720
68.5 85.8 978 — — 49.5 75.5 501 481 1690
68.0 85.5 959 — — 49.0 75.3 493 474 1660
67.5 85.2 941 — — 48.5 75.0 485 468 1630
67.0 85.0 923 — — 48.0 74.7 478 461 1605
66.5 84.7 906 — — 47.5 74.5 470 455 1575
66.0 84.4 889 — — 47.0 74.2 463 449 1550
65.5 84.1 872 — — 46.5 73.9 456 442 1525
65.0 83.9 856 — — 46.0 73.7 449 436 1500
64.5 83.6 840 — — 455 73.4 443 430 1475
64.0 83.3 825 — — 45.0 73.2 436 424 1450
63.5 83.1 810 — — 44.5 72.9 429 418 1430
63.0 82.8 795 — — 44.0 72.6 423 413 1405
62.5 82.5 780 — — 43.5 72.4 417 407 1385
62.0 82.2 766 — — 43.0 721 411 401 1360
61.5 82.0 752 — — 42.5 71.8 405 396 1340
61.0 81.7 739 - — 42.0 71.6 399 391 1320
60.5 81.4 726 — — 41.5 71.3 393 385 1300
60.0 81.2 713 — 2555 41.0 711 388 380 1280
59.5 80.9 700 — 2500 40.0 70.8 382 375 1260
59.0 80.6 688 — 2450 40.0 70.5 377 370 1245
58.5 80.3 676 — 2395 39.5 70.3 372 365 1225
58.0 80.1 664 — 2345 39.0 70.0 367 360 1210
57.5 79.8 653 — 2295 38.5 — 362 355 1190
57.0 79.5 642 — 2250 38.0 — 357 350 1175
56.5 79.3 631 — 2205 37.5 — 352 345 1160
56.0 79.0 620 — 2160 37.0 — 347 341 1140
55.5 78.7 609 — 2115 36.5 — 342 336 1125
55.0 78.5 599 — 2075 36.0 — 338 332 1110
54.5 78.2 589 — 2035 35.5 — 333 327 1095
54.0 77.9 579 — 1995 35.0 — 329 323 1080
53.5 77.7 570 — 1955 34.5 — 324 318 1065
53.0 77.4 561 — 1920 34.0 — 320 314 1050
52.5 771 551 — 1885 33.5 — 316 310 1035
52.0 76.9 543 — 1850 33.0 — 312 306 1020
51.5 76.6 534 — 1815 325 — 308 302 1010
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TECHNICAL INFORMATION TECHNICAL INFORMATION

General technical information General technical information
Hardness Comparison Table The World Tool Grade Comparison Table
Hardness Hardness 2> VD Coated Grade
Tensile Tensile
Rockwell Vickers Brinell Stre/ng%h Rockwell Vickers Brinell Stre/”glztnh D e SANDVIK KENNAMETAL SECO ISCAR MITSUBISHI | sumrtowo | TuswaLoy | KvocEra DIJET 7ceT
N/m N/m
HRC HRA HV HB HRC HRA HV HB T200M T250M
32.0 _ 304 208 995 24.0 _ 249 245 820 GCTORD T200MTTEDM T350MER5M IC520M F7030 JC730U YBC201 YBM251
31.5 — 300 294 980 23.5 — 246 242 810
GC4030 KC930M T250M T350M T25M | 1C4050 IC450 F7030 AC230 T3030 YBC301
31.0 — 296 291 970 23.0 — 243 240 800
30.5 — 292 287 960 225 — 240 237 790 GC4030 T350M IC4050 1C635 MM
30.0 — 289 283 950 22.0 — 237 234 785
28 — A5 220 s s — e 2 e M20 KC925M T250M T25M F7030 JC730U YB235
29.0 — 281 276 920 21.0 — 231 229 765 =
285 _ 278 273 910 205 _ 229 227 760 ;=, M M30 GC2040 KC930M T350M T25M F7030 T3030 YBM351 YBC401
. ° «
M40
28.0 — 274 269 900 20.0 — 226 225 750
27.5 — 271 266 890 19.5 — 223 222 745
27.0 — 268 263 880 19.0 — 221 220 735
PC15C
26.5 _ 264 260 870 18.5 _ 218 218 730 KC915M IC4010 IC418 F5010 AC211 T1015 JC600
26.0 — 261 257 860 18.0 — 216 216 725 PC15C GC3020 KC925M T150M T200M IC520M F5020 T1020 JCe10
25.5 — 258 254 850 17.5 — 214 214 715
GC3040 KC930M T200M 1C4050 1C450 YBG40
25.0 — 255 251 835 17.0 — 21 211 710
24.5 — 252 248 830
Nate: this table listed all the equivalent value of steel tie, applicable to steel from low to high carbon content Tensile strength values listed in this table, suitable far 2> PVD Coated Grade
general steel grade of conversion accuracy is not high,IN/m %IMpa, A
(s | Gsfiln | Code > ) SANDVIK KENNAMETAL SECO ISCAR MITSUBISHT SUMITOMO TUNMALOY KYOCERA DIJET ZCCT
This table from GBII72-7400 xaco
JC5003
KCToaM ACZ310
gg%gg ° PR630PR730PR830 4g5003 YBG102
i~ GC1025 | KG522M F25M 1C950 1C908 VP15TF AGZ310
A KC525M QEEE PR630PR730PR830|  JC5003 YBM252
3 Eggg: KC725M | F25M F30M 10250 VEISTE | ACZ330 | GH330AHS30AH120  PR660 JC5015 JC5040 Yec202
= KC735M | F40M T60M 1C328 1C928 VP30RT | ACZ350 AH120 JC5040
c 2 PC25H vB&303 c
— M1 &
m m
2 M10 | pcoon KC715M PR630PR730PR830 JC5003 2
=z M20| pooon GC1025 | KC522M F25M 1C908 VP15TF ACZ310 GH330 =z
5 o KE325M PRO3OPRT30PRES0 | Jcsisistsocsunrscne | YBM252|
> >
= M () — GC2030 | KCTa8M [ F30M Fa0M 1C928 VBISTE | ACZ330 AF120 PRES0 | joeoraiconaniosoen | vamzsz| [l
= PC25H =z
3 M40 IC328 VP30RT | ACZ350 AH140 a3
2 CaR el 5
d |
o o
P4 =
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TECHNICAL INFORMATION
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General technical information

The World Tool Grade Comparison Table

>> Pvd Coated Grade
s [k Joode | oD SANDVIK KENNAWETAL SECO TSCAR VTTSUBISHT | SUNTTONO TUNMALOY RYOCERA DIJET | zect & UTS
- ace
AH110 PR510 JC5003 ERNl (A)
KC510M
JC5003
ACZ310 |  AH110 GH110 | PRs10 PR90s | 438003 | veG102
1C910 1C950
KC520M KC522N KC525M vP1sTF | Acz310 AH120 PRO05 Jc5015 | YBG202 ERI| (M)
KC725M IC3281G008 | ve1sTF YBG302
= JC5003
=
- PC6OH ERIG (A)
% $10 GC1025 KC510M 1C908 VP15TF AH120 JC5015 | YBG202
PC25H
S PC60H
20 KC522M KC525M Ic908 VP15TF YBG202
PCo5H ERIE (M)
S30 KC725M FaoM | 1C3281C928 YBG302
JC5003
JC5015
YBG102
PC20H F15M Al YB8G202 ER20 (A)
PC25H F15M VP15TF YBG202
F30M
ERZ0 (M)
> Hard Alloy Material ERZE (M)
Category|Cessfcain] CODE Chce SINDVIK | KENVAMETAL | SECO scaR | wrrsurser | swirmowo | towmioy | KvoceRa DIJET fous
s1P SRT Yeio
PC20H L2 IC50M 28 | UTi20T A3ON TX25 SRT DX30 ER25 (I-IM)
oRsH el LG (c50M 1028 | UTi20T A3ON UX30 PW30 |SR30 DX30
iC28 PW30 SR30
KT10M o ER3Z (M)
=
e N PC20H K313 UTi20T A3ON DX25 UMS
5 M [ o PC25H KFM K600 Ic28 uTi20T A3ON UX30 DX25 UMS ER32 (LIM)
Ic28 TU40
HTi05T KG03 ERT (UM
o (M)
HIP | K110M K313 Ic20 HTi10 G10E TH10 KW10 el
K i . K9 _CRI
1C20 1C10 | HTi20T G10E &
ic10 Ic18 | HTi2oT KG30 ERSD (UM)

GER
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BT ADAPTIR

ADAPTOR GER/APU

BT30-ERII-70 /(00

BT40-SLAI2 - 6O /100

High Precision Adaptor

BT30-ERIG-70 / 100

BT40-SLAIG - 60 /100

BT30-GERI-70 /100

BT40-GERB-70 /100

BT30-ERZ0-70 / 100

BT40-SLA20 - 70 /100

BT30-GERIE-70 /100

BT40-GERZ0-70 /100

BT30-ERZ5-70 /100

BT40-SLA25 - 70 /100

BT30-GER20-70 / 100

BT40-GERZ3-70 /100

BT30-ER32-70 /100

BT40-SLA32 - 70 /100

BT30-GERZ5-70 /100

BT40-GER32-70 / 100

BT30-ER40-70 /100

BT40-MT - 70 /100

BT30-GERS2-70 /100

BT40-GER40-70 / 100

BT30- FMB22 - 70 /100

BT40-MT2 - 70 /100

BT30- FMB27 - 70 /100

BT40-MT3-70 /100

BT30-SLAIZ- B0 /100

BT40-MT4 - 70 /100

BT30-GER4D-70 /100 BT40-C20-105
B130-C20-103 BT40-C32-105
BT30-APUI3-100 BT40-APUIS-ID

BT30-SLAIG - 60 /100

BTa0-ERI-70 /100 /150

HT40-GERM-70 /100

BT40-APUIB-120

BT30-SLAZ0 - 70 /100

BTa0-ERIG-70 /100 /150 / 200

BT30-SLAZ5 - 70 /100

BTa0-ERZ0-70 /100 /150 /200

BT30-SLA3Z - 70 /100

BTa0-ERZ5-70 /100 /150 / 200 / 300

BT30-MT-70 /100

BTa0-ER32-70 /100 /150 / 200 / 300

BT30-MT2-70 /100

BTa0-ER40-70 /100 /150 / 200 /7 300

BT30-MT3 - 70 /100

BTa0- FMB22 - 70 /100 /150 / 200 / 300

BT30-MT4 - 70 /100

BTa0- FMBZ7-70° /100 /150 / 200 /7 300

BT40-ERI-70 /100 /130

BTa0-FMB3Z - 100/ 150 / 200 / 300

BT40-ERIB-70 /100 /130 / 200

BTa0-FMBAD - 100/ 150 7 200 /7 300

BT40-ER20-70 /100 /150 / 200

BTa0-SLAI0 - 60 /100

BT40-ER25-70 /100 /150 /200 / 300

BTal-SLAIZ - BO /100

BT40-ER32-70 /100 /150 /200 / 300

BTa0-SLAIE - 60 /100

BT40-ER40-70 /100 /130 /200 / 300

Blal-SLAZ0 - 70 /100

ER BABY CHUCK

BT40- FMB22 - 70 /100 /150 / 200 / 300

glal-slAZa - 70 /7100

CIO-EROB M /A - 100 /150

C25-ER25M 100 / 150 / 200

BT40- FMB27 - 70 /100 /150 /200 / 300

Blal-SLAsZ - 70 /100

CI2-ERD8 M /A - 100 /130

C32-ERIE M /A-100 / 130 / 200

BT40-FMB3Z - 100/ 150 / 200 / 300

slal-MT-70 /100

CIZ-ERITM /A - 100 /150

C32-ER7aM-100 / 150 / 200

BT40-FMB4D - 100/ 150 / 200 / 300

BTa0-MTZ-70 /100

GIG-ERI M /A - 100 /150 / 200

C32-ER32M-100 / 150 / 200

BT40-SLAID - 60 /100

glal-Mls - 70 /100

CIG-ERIEM /A - 100 /130 / 200

CA0-ER20M-100 / 150 / 200

BT40-SLA1Z - 60 /100

alal-MI4 - 70 /7100

C20-ERIE M /A - 100 /150 / 200

CA0-ERZ5M-100 / 150 / 200

D2

C20-ERZ0M /A - 100 /150 / 200

CAD-ERSZM-100 / 150 / 200

C23-ER20 M /A - 100 / 150 / 200

Ca0-ER32M-100 / 150 / 200




ER COLLETS

NOTES

0.008 MIERI]D) E o
<0015 MICRON
COLLETS SIZE (mm)
ERO8 0/15/2.0/25/3.0/3.5/40/45
ERN 1.0/1.5/2.0/2.2/3.0/3.8/4.0/4.5/32.0/3.5/6.0/6.5/7.0
FRIB 0/2.0/3.0/4.0/5.0/8.0/7.0/8.0/3.0/10.0
ERZ20 1.0/2.0/3.0/4.0/5.0/8.0/7.0/8.0/ 3.0/10.0/ 11.0/12.0/13.0
ERZ25 2.0/3.0/4.0/3.0/6.0/7.0/8.0/3.0/10.0/ 1.0/12.0/13.0/14.0/15.0/16.0
ER27 2.0/3.0/4.0/5.0/6.0/7.0/8.0/3.0/10.0/11.0/12.0/13.0/14.0/15.0
/16.0/17.0/18.0/13.0/20.0
n (27 2.0/3.0/4.0/5.0/6.0/7.0/8.0/3.0/10.0/ 11.0/12.0/13.0/14.0/
15.0/16.0/17.0/18.0/.13.0/20.0/21.0/22.0/23.0/24.0/23.0
% ERAD 2.0/3.0/4.0/5.0/8.0/7.0/8.0/3.0/10.0/ 11.0/12.0/13.0/14.0/15.0/
2 16.0/17.0/18.0/ 18.0/20.0/21.0/22.0/23.0/24.0/25.0/26.0
ERS0 2.0/3.0/4.0/5.0/8.0/7.0/8.0/3.0/10.0/ 1.0/12.0/13.0/14.0/15.0/16.0/17.0/18.0/13.0
/20.0/21.0/22.0/23.0/24.0/25.0/26.0/27.0/ 28.0/23.0/30.0/31.0/32.0/33.0/34.0

D4
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