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Introduction

W This catalogue presents Huareal's major cutting products as of October 2023.

B This catalogue mainly introduces turning tools, milling tools and drilling tools. Wherein:
Turning tools include general turning, Turning of small components, partingand
grooving tool and threading tool;

Milling tools include indexable milling tool and solid carbide end mill;

Drilling tools include indexable short hole drills and solid carbide drill.

B Products in this catalogue may be attached with the following symbols:
Indexable inserts: % Recommended grade ¢ Available grade
Indexable cutting tools: AStandinginventory ~ /AAMake-to-order
Solid carbide cutting tool: @Standing inventory O Make-to-order
Application: @:Fit well ¥ Applicable

BProduct dimensions
The basic dimensions of products in this catalogue are marked according to the
ISO13399 Standard, and the specific symbols and corresponding definitions are
following attached. According to the 1ISO13399 Standard, customers can input cutting
tool information into PLM, CAD, CAM, CNC, etc. without replacing data from different
companies.
Huareal is actively engaged in providing "cutting tool data" based on the 1ISO13399
Standard.
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Overview of dimension codes according to 1SO13399 Standard

Parameter

Definition

Parameter

Definition

ADJLN Minimum adjustment limit CICTE Cutting item count - limit position
ADJLX Maximum adjustment limit CICTP Cutting item count - peripheral position
ADJRG Adjustment range CICTS Cutting item count - side position
ALP Clearance angle axial CICTSP Cutting item count - cutter bar protection insert
AN Clearance angle major CICTT Cutting item count - total amount
ANN Clearance angle minor CND Coolant entry diameter
APMX Depth of cut maximum CNSC Coolant entry style code
APMX_EFW Depth of cut maximum in feed direction end CNT Coolant entry thread size
APMX_FFW Depth of cut maximum in feed direction side COATING Coating
AZ Maximum plunge depth cP Maximum coolant pressure
B Shank width CRKS Connection retention knob thread size
BAWS Body angle workpiece side CRNT Coolant radial entry thread size
BAMS Body angle machine side CTPT Operation type
BBD Balanced by design CUTDIA Workpiece parting diameter maximum
BBR Balanced by rotational test cw Cutting width
BCH Corner chamfer length CWN Minimum cutting width
BD Body diameter CWTOLL Insert width lower tolerance
BHTA Body half taper angle CWTOLU Insert width upper tolerance
BN Face land width CWX Cutting width maximum
BS Wiper edge length CXSC Coolant exit style code
BSG Basic standard group czc Connection size code
BSR Wiper edge radius CZCMS Connection size code machine side
CDX Cutting depth maximum CZCWS Connection size code workpiece side
CEMR Cutting edge main radius D1 Fixing hole diameter
CF Spot chamfer DAH Diameter access hole
CHBA Chamfer body angle DAXIN Axial groove inside diameter minimum
CHBL Chamfer body length DAXN Face groove outside diameter minimum
CHW Corner chamfer width DAXX Axial groove outside diameter maximum
CICT Cutting item count DBC Diameter bolt circle
CICTBALL Cutting item count - ball nose insert DC Cutting diameter
DCB Connection bore diameter KRINS Major cutting edge angle
DCBN Connection bore diameter minimum KWW Keyway width
DCBX Connection bore diameter maximum L Cutting edge length
DCF Cutting diameter face contact LAMS Inclination angle
DCIN Cutting inside diameter LB Body length
DCN Cutting diameter minimum LCF Length chip flute
DCON Connection diameter LCOX Cut off length maximum
DCONMS Connection diameter machine side LE Cutting edge effective length
DCONWS Connection diameter workpiece side LF Functional length
DCONNWS Interface diameter minimum workpiece side LFN Functional length minimum




Overview of dimension codes according to 1SO013399 Standard
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Overview of dimension codes according to 1S013399 Standard

Parameter

Definition

Parameter

Definition

PSIRR Cutting edge angle major right hand THBTP Thread back taper characteristics
PSW Premachined groove width THCA Thread spiral correction angle
RADH Radial body height THCHT Threading chamfer type
RADW Radial body width THFT Thread form
RAR Clearance angle right hand THFTS Standard series thread profile
RE Corner fillet radius THL Thread length
REEQ Corner fillet radius equivalence THUB Hub thickness
REL Corner fillet radius left hand TP Thread pitch
RER Corner fillet radius right hand TPI Threads per inch
RETOLL Corner radius lower tolerance TPIN Threads per inch minimum
RETOLU Corner radius upper tolerance TPIX Threads per inch maximum
RGL Regrind length TPN Thread pitch minimum
RMPX Ramping angle maximum TPT Thread profile type
RPMX Rotational speed maximum TPX Thread pitch maximum
S Insert thickness TRMAX Tap range maximum
SDL Step diameter length TQ Torque
SIG Corner angle TSYC Tool style code
SPTL Parting line TTP Thread type
SsC Insert seat model ULDR Diameter ratio of machinable length
SSCE Insert seat size code - limit position VCX Cutting speed maximum
SSCP Insert seat size code - peripheral position W1 Insert width
SSCS Insert seat size code - side position WB Body width
STA Step inclined angle WF Functional width
STDNO Standard Number WFCIRP Width to reference point of cutting parts
SUBSTRATE Tool substrate WSsC Clamping width
TCDC Tolerance class cutting diameter WT Weight
TCDCON Interface diameter tolerance ZADJ Adjustable insert count
TCDMM Shank diameter tolerance ZEFF Face effective cutting edge count
TCHA Achievable hole tolerance ZEFP Peripheral effective cutting edge count (ZEFP)
TCHAL Achievable hole lower tolerance ZWX Number of wiper edge inserts maximum
TCHAU Achievable hole upper tolerance

Parameter Definition Parameter Definition
DCONXWS Connection diameter maximum workpiece side LH Cutting head length
DCPS Data chip provision size LPR Protruding length
DCSFMS Contact surface diameter machine side LS Shank length
DCSFWS Contact surface diameter workpiece side LSC Clamping length
DCX Cutting diameter maximum LSCN Clamping length minimum
DHUB Hub diameter LSCS Distance to clamping starting point
DIX Tool changer interference diameter maximum LSCX Clamping length maximum
DMIN Minimum bore diameter LSD Dead shank length
DMM Shank diameter LU Usable length (max. recommended)
DN Neck diameter LU_BFW Usable length - back face milling
DRVCT Number of drives LUX Usable length maximum
DSGN Design MHD Mounting hole distance
EPSR Insert inclined angle MIID Master insert identification
FHA Flute helix angle MIIDE Master insert identification - limit position
FLGT Flange thickness MIIDS Master insert identification - side position
FTDZ Thread diameter size MIIDC Master insert identification - central position
GB Face land angle MIIDP Master insert identification - peripheral position
H Shank height MIIDI Master insert identification - in-between position
HA Theoretical thread height MMCC Code for preset torque
HB Thread height difference MMCX Max.cutting torque
HBH Head bottom offset height NOF Flute count
HC Thread height actual NT Tooth count
HF Functional height OAH Overall height
HRY Lowest point from reference plain OAL Overall length
HTB Body height OAW Overall width
HTH Height OH Overhang recommended
IC Inscribed circle diameter OHN Overhang minimum
INSL Insert length OHX Overhang maximum
INSUC Insert usage code ORDCODE Ordercode
1zC Insert size code PCL Peripheral cylindrical length
KAPR Tool cutting edge angle PDX Profile distance ex
KAPR_EFW Tool cutting edge angle - end feed PDY Profile distance ey
KCH Corner chamfer PHD Premachined hole diameter
PHDX Premachined hole diameter maximum TCT Tolerance class tool
PL Point length TCTR Thread tolerance class
PNA Profile included angle D Thread diameter
PRFRAD Profile radius TDZ Thread diameter size
PRSPC Profile specification TFLA Tap floating length ahead
PSIR Tool lead angle TFLB Tap floating length behind
PSIRL Cutting edge angle major left hand TG Tap gradient
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Examples of basic dimension according to 1S013399 Standard Examples of basic dimension according to 1S013399 Standard
Tool type Basic size marking form Definition Tool type Basic size marking form Definition
Ic IC Inscribed circle diameter IC Inscribed circle diameter
, LE Cutting edge length D1 Insert hole diameter
Turning insert # ) e i i) S Insert thickness Short hole drilling insert S Insert thickness
— D1 Insert hole diameter RE Corner radius
RE LE S
= RE Corner radius AN Clearance angle major
© INSL Insert length DC Cutting diameter
E e
Parting and "]: cw Insert width DCON Shank connection diameter
grooving insert S Insert thickness : DCSFMS Connection diameter machine side
_’1‘ Short hole drilling tool
RE Corner radius LS Shank length
IC Inscribed circle diameter LU Usable length
5 it PDX Profile distance ex OAL Overall length
PDY Profile distance ey DC Cutting diameter
Thread insert = T
S Insert thickness Y DCON Shank connection diameter
3 DI Insert hole diameter § 1 J& OAL Overall length
ke Solid carbide drill on
PNA Angle profile s Lo LCF Length chip flute
LU
H Shank height §i —resosyer LS Shank length
B Shank width LU Usable length
LF Overall length
Turning tool
LH Cutting head length
HF Functional height
WF Functional width
c s IC Inscribed circle diameter
7 N S Insert thickness
Indexable milling insert o C) ) 51 D1 Insert hole diameter
N *§>>&; BS Wiper edge length
=]
N RE Corner radius
DCSFus DC Cutting diameter
DCe DCB Bolt diameter
DCX Cutting diameter maximum
Indexable milling tool
DCSFMS Contact surface diameter machine side
LF Overall length
APMX Cutting depth maximum
w DC Cutting diameter
DCON Shank connection diameter
Solid carbide end mill LF Overall length
APMX Cutting depth maximum

ZEFP Peripheral effective cutting edge count
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CUTTING CONDITIONS

0 Steel o®¢®©® - _|Application classication

Stainless steel

Cast Iron .
P Ve %gg:ggg Islg;mn "1 [cutting speed

Non-ferrious metal

fin: 0.2-0.4 mm/r I N
Heat resistant super alloys, *0.008-0.017 in/r - | Feedrate

Titanium alloy 2-4 mm/r ; ;
ap: . . Cutting depth
Hardened materials 0.08 0'1.7 n <0
. uper-|
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Selection guidance of general turning insert

Description of turning insert overview

i According to the order of shape:

Generalturning

C-type— D-type— S - type — T - type — V - type — W - type — R - type Turning of small components

ii According to the order of clearance angle: Workpiece materials:

General turning application overview Small components tuming application

Negative insert Stainless steel

- Turning grade overview

Small components turning grade overview

Positive insert Non-ferrous

metal Turning inserts code key

Small components turning insert overview
iii According to the processing method: Overview of general turning inserts

Heat resistant super alloys Small components tuming insert

Finishing = Medium — Roughing — Heavy machining Titanium alloy General turning insert Back turning insert code key

Cemented carbide turning insert Cody key of external turing tools for small components

Instructions for insert specifications and models

Insert shape, angle

80°CNLIJ

Cutting condition:

Stable : continuously stable cutting

Average : for general cutting

Tough : Heavy interrupted or unstable condition

Working condition: @ Stable @ Average @ Tough

QSteel oo: o9

Cermet turning insert
General turning tools code key
General external turning tools code key
General internal turning tools code key
General turning tools overview
General turning tools

External turning holders by P-type clamping

Cody key of internal tuming tools for small components
Turning of small components

Shallow groove insert code key

Shallow groove tools code key

Shallow groove turning insert shallow groove tools
Shallow groove insert customization form

Recommended cutting parameters for shallow groove insert

IC =
& M Sstainless steel : :
3} | 5 (@ cstiron ° External turning holders by M-type clamping Parting & grooving insert code key for small components
a
= q .
L e 2 Nonerious metal b Internal turning holders by S-type clamping Parting & grooving tool code key for small components
Heat resistelxlnt super alloys olv
Titanium alloy g - g .
—— Technical information for general turning
Dimension (mm) CVD PVD caitide | Cemet
Dimensioned structure Processing|  Insert shape Type 23 5 2823 é’ 8 E s gle g
drawing of inserts with s b REIeEReleEERezEER
I I T Il r T rXIIII I xTxT
marking
LE: Length of cutting edge -
g cutting edg Finishing | CNMG120404GF Grade
IC: Inscribed circle | __ CNMG120408-GF __
S: Thickness Parti . B
: arting and groovin LI GEL
Db el alameiar | S B B B e e o g g g g
: : Finishing | QUISDINEREE [ I8 || A7 || <06 || 206 L @ )| B Wl R wk
RE: Nose radius | owienosser | 120 127 | 4t 16 08 | | w
CNMG120404-GM | 129 | 127 | 476 | 516 | 0.4 |k ¥ * Code key of parting and grooving inserts Code key of thread insert
CNMG120408-GM 129 | 127 | 476 | 5.16 0.8 |k v %
. Semi- | CNMG120412GM | 129 | 127 | 476 | 516 | 12 |k stk | Overview of parting and grooving tools Overview of threading
Insert machining type: finishing | CNMG160608-GM | 161 |15.875| 635 | 635 | 0.8 |k % * | T ; e ;
Finishing,medium, | CNMGl60612-GM Parting and grooving inserts Thread insert
roughing and heavy CNMG160616-GM 16.1 |15.875| 635 | 635 | 16 |k ¢ * . .
machining CNMG120404-BM | 129 | 12.7 | 476 | 5.16 | 0.4 T Parting and grooving tools Thread tools
Semi- CNMG120408-BM 129 12.7 | 476 | 516 0.8 Y % . i . . . . . . .
finishing " cnmeroazem 1 ias i Tate 156 T2 [ 71T wx Technical information for parting and grooving Technical information for threading
| | | % Recommended grade vy Available grade
Insert shape  Description Dimension Inventory  Grade infomation
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Turning grade overview

HIHUAREAL

Gradetype

Grade

1SO

Color

Coating type

Coating
Composition

Characteristics

Grade type

Grade

1SO

Color

Coating type

Coating
Composition

Characteristics

Coated Carbide

HR8105

HR8115

HR8125

HR8225

HR8135

ISOP

ISOP

ISOP

ISOP

ISOP

Black &
Yellow

Black &
Yellow

Black &
Yellow

Black &
Yellow

Black &
Yellow

CvD

CVD

CvD

CvD

CVvD

TiN+MT-TiCN+A[203

TiN+MT-TiCN+Al203

TiN+MT-TiCN+Al203

TiN+MT-TiCN+A[203

TiN+MT-TiCN+Al203

+ Suitable for steel turningunder

stabe working condition

+ Brand new coating combine

with high red hardness carbide
substrate shows outstanding wear
resistance and plastic deformation
resistance

« Suitable for lightintermittent

and continuous machining of steel

* The proprietary substrate of gradient

alloy structure formed by special
sintering process, together with thick
TiCN, thick Al203, and sophisticated
coating post treatment, greatly
improves the wear resistance. It is
suitable for finishing and semi-
finishing of carbon steel and alloy steel

- Suitable forintermittent machining

and continuous machining of steel

- It has adopted the strengthen binder

phase which can effectively inhibit the
high temperature plastic deformation
of the substrate; The high binder phase
content functional gradient layer
effectively controlled the crack
propagation of the coating;

- Preferred grade for steel truning;

suitable for intermittent and
continuous machining of steel,Strong
universality

* Brand new well-distributed refined

hard phase substrate combine with
composite multilayer CVD coating.
outstanding wear resistance and
toughness

- Grade for steel turining of strong

impactworking condition

- High toughness matrix

composition, reinforced bonding
phase, with excellentimpact
strength, suitable for turning under
strongimpact conditions.

Coated Carbide

HR1135

HR7125

HR7225

HR6115

HR7115

ISOP. M

ISOM

ISOM

ISOK

ISOM.\ S

Bronze

Ash black

Bronze

Black

Bronze

PVD

PVD

PVD

CvD

PVD

AITiSIN+TiSiN

ALTiN

AITiSiN+TiSiN

TiN+MT-TiCN+AI203

AITiSiN+TiSiN

+ Precision small components

turning high wear resistance
grade

- Thefine-grain cemented carbide

matrix with the new nano-
gradient composite structural
coating has excellent wear
resistance and build-up edge
resistance, ensuring the stability
oftheinsertlife and the high
quality of the machined surface.

- Universal grade for continuous

and intermittent turning of
stainless steel

- Unique coating materials

combined with new coating
technology, the surface of the
coated productis smooth, with
low friction coefficient, high
nano hardness, and excellent
antioxidant performance.

« Preferred grade for stainless steel

turning

* The new non-metallic modified

componentreinforced nano-
gradient composite structure
"H2-Flex" coating, with uniformly
refined submicron hard phase
and optimized bonding phase
composition, has excellent wear
resistance and toughness.

* Preferred grade for castiron turning

* Thethickened CVD black coating

and special coating post-
treatment have excellent wear
resistance and toughness,
suitable for turning various cast
iron materials and can also be
used for rough machining of
high-strength steel.

Preferred grade for high-
temperature alloy and diffcult-
to-cut material

+ The subfine grain carbide

matrix combined with a new
nano-gradient composite
structure coating, special
surface treatment technology,
with excellent wear resistance,
oxidation resistance and
processing stability, suitable
forturning of titanium alloys,
superalloys, etc.

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Turning grade overview
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Gradetype

Grade

1SO

Color

Coating type

Coating
Composition

Characteristics

Grade type

Grade

1SO

Color

Coating type

Coating
Composition

Characteristics

Coated Carbide

HR9105

HR5125

HR5225

ISOS

ISOP. M

ISOP. M

Gray

Ash black

Bronze

PVD

PVD

PVD

AICrN

AITiN

AITiSIN+TiSiN

+ Secondary grade for high-temperature

alloy and diffcult-to-cut material

- The high red hardness alloy matrix paired

with ultra-high hardness nano coating has
excellent high-temperature wear resistance
and adhesive wear resistance.

- General grade for thread machining

* The strong toughness alloy matrix paired

with a high hardness nano coating, which
has excellent bonding force and extremely
high toughness and edge strength.

+ High wear reistance grade for

threading machining

* The sub micro crystalline matrix phase is

combined with the new nano-gradient
composite structure coating, which has
excellent anti build-up edge and anti
chipping properties. Suitable for thread
machining of steel and stainless steel

Cemented carbide

HRK10

HRK20

ISON

ISON

Silver Grey

Silver Grey

Uncoated

Uncoated

- Preferred grade for aluminum alloy

tuming

* Uncoated cemented carbide material, fine

particle matrix material, uniform particle
size, high bending strength and good wear
resistance.

+ General grade for aluminum alloy tuming

« Uncoated cemented carbide material, with

excellent wear resistance and anti-chipping
properties, also excellent versatility

Cermet

HRC10

ISOP

Silver Grey

Uncoated

+ Good consistancy, especially suitable for

low carbon steel finishing tuming, as well
as the workpiece surface quality has high
requirements of the working conditions.

- Newly upgraded cermet grade, hard and

compact surface with good chemical
stability and adhesion resistance.Also
great wear resistance and chipping
resistance, insert consistancy, excellent
machining surface quality.

Coated Cermet

HR115C

ISOP

Bronze

PVD

AITiSIN+TIiSiN

« Better high temperature resistance

sutiable for higher cutting speed working
condition compared to cermet grades.

+ The coated cermet grade, with a new nano

gradient composite structure coating,
further improves the wear resistance, high
temperature resistance, the unique
transition layer treatment technology
effectively improves the adhesion
between the coating and the substrate,
reduces the friction coefficient between
the insert and workpiece.Insert services life
and stability are outstanding

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111 >

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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General turning inserts code key

> 65°
h85° I h82° / ‘ B Yes N/A Noova | ova |
A B (2 R 65 |
77777777777777777777777777777777 H Yes | Single-sided R N/A | Single-sided Q
C )T R R R
D E Hoo C o ves N/A F | NA Doublesided K
”””””””””””” Ses T
s ED |1 v poubiesives Aw o U
K L MmN SN S
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, <65°
W | ves N/A M | Yes | Single-sided G:D
O Q O ”””””””””””” <65
,,,,,,,,, 707 R ?, I B, T Yes | Single-sided G | Yes | Double-sided @
”””””””””””” %é570777777777777777777777777777777777777
/ \ ‘ Q N/A E X | - special
s T T ©
”””””””””””””””””””” _ <65°
so° Others U ye Double-sided @
Vv w Z Code Hole |Chipbreaker Insertsection Code| Hole | Chipbreaker | Insert section
Shape code Chipbreaker and clamping form

Major clearance angle

Clearance

Code angle

Clearance
Code angle

- 25°
N
*!o°
Others

C N M G

Tolerance (mm)

oD

m

S

Class Corner height  Inscribed ' Thickness  Tolerance requirements M-class (Distinguished by shape
EE (m) circle (®D) | (S) and inscribed circle size)
@ Corner height (m) tolerance

A +0.005 +0.025 +0.025 |Inscribed| Regular ° ° ° .

R B e e circle triégngle Square | ombus rhombus rhombus Circular

F +0.005 +0.013 +0.025 6.35 +0.08 | +0.08 | +0.08 | +0.11 | #0.16 -

c +0.013 $0025 | 0025 | 9525 | $0.08 | £0.08 | +0.08 | #0.11 | #0.16 | -~ |
T VUSSR RS R 127 | 2013 | 2013 | 2013 | #0.15 | -~ | - |
| ,|-,I - ,110,91,3 ,,,,, ?991,3, 1o ,199?5, ,71757@7757 B ;Q]EZ 7170.71757 i ;Qj? ] 7{0:1787 e

E +0.025 £0.025 +0.025 | 19.05 | +0.15 | +0.15 | +0.15 @ +0.18

G| 0025 +0.025 +043 | 254 | -— | #018] --
i It I Bt @ Inscribed circle (®D) tolerance

J 20005 |20.05:20.13 0025 e e . . .

S il bttt fhl nscribed) RE Square Circular

K £0.013 | 40.05-4013| 20025 _circle |triangle rhombus rhombus rhombus
S s 6.35 +0.05 | +0.05 | +0.05 | +0.05 | +0.05 ---
oL #0025 12005-2013) 20.025 | 9525 | +0.05  £0.05 | +0.05 | +0.05 | +0.05 | +0.05

M | £0.08-+0.18 |+0.05-+0.13| $0.13 | 127 | #0.08 | +0.08 | +0.08 | +0.08 | -- | £0.08 |
P R 15.875| +0.10 | £0.10 | £0.10 | +0.10 - +0.10

N | $0.08-#0.18 |#0.05-40.13| #0.025 | -~ | -~ | |- Tt T TR
e 19.05 | +0.10 | +0.10 | +0.10 | +0.10 - +0.10

U | $0.13-+0.38 |£0.08-#0.25 013 | 254 | - | 4043 | — | o | . — | +013

HIHUAREAL

32.00 32 12 12.70
s e
. 2540 25 25 972
- 2500 | 25 | 25 25 | 09 952
- 2000 | ] 20 | oz 794
1905 | 19 19 | 19 33 T 675
- 1600 | | 19 1w | 66 . 63
15875 | 6 | 15 15 | 27 L ™ 5%
1270 | 2 15 12 | 12 | 2 | 2 | o0 | 05 .36
1200 | P B ™ 4%
oot000 M0l R e
9.525 09 11 09 09 16 16 06 6 | I S
R R i w1 T 3 38
e 6 o7 TR R R IR 22
777777777777777777777777777777777777777777777777777777777777 02 2.38
600 ] 6 | m 198
5% 00 | oo . 159
50 o5 | T | 099
3.97 o6 | o0 " o79
Code Thickness (mm
Inscribed circle g g 9 g é’ g Qy g (mm)
(mm)
Insert shape i
Cutting edge length Insert thickness

12

4

04 08

3 || 2 (inch)

GM (iso)

Corner radius code
Code Corr(lrenr rTr;a)dius
Inscribed circle Thickness Comerradius % Nofillet _ |
. 02 0.2
Inscribed e comer | LT
. A Thick Corner
Code cwcle( %I%Teter Code ('r%r';‘]‘)?ss Code | radius(mm) 04 0.4
08 0.8
2 6.35 2 3.18 0 02 o F% L FT
i B I 7771 77777 (;;‘777 12 1.2
| 3| 9925 3 a4t | o oo 16
4 12.7 Sl e ,,,2 ,,,,, 0,'?,,, 20 2.0
————————————— 4 635 3 12 24 24
5 | s | o T -
5 794 ey A
X
6 | 105 | | 5 | 20 | L X Others _ |
77777777777777777777777777 d,lnsertt Round insert
lameter ound Insel
8 25.4 6 9.52 6 2.4 Mo (Metric)

Chipbreaker code
GF GM GR
BF BM BR
All-round Flat GZ
chipbreaker chipbreaker
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. . . Sectional view of
Usage |Tolerance| Chipbreaker Features Chipbreaker diagram i —— 80° C-type 55° D-type 90° S-type 60° T-type 35° V-type 80° W-type
Corner
Recommended chipbreaker for 80— s o
finishing of P-type material g Goﬁjﬂiﬂ}?”}”?}”}”? gé t/
G.) . 1 I
* Extra-large positive rake angle, less o Lo Lo
GF cutting resistance. £ AT AT T
# Positive cutting inclination angle 3 R Major cutting edge
can well control chip flow direction. ( :m ) 20 m i 01
* The two-stage chip breaking table L &<
ensures good chip breaking even at 0 01 0205 04 05 06 07 v
small cutting depth. Feed rate (mm/rev)
Al9 A23 A26 A29 A32 A34
Corner
Recommended chipbreaker for 0.1
finishingof P-type materaial S " 'J:
- I | | I | |
= I | | I | |
& + Better chip control performance, g oo Ty
< great machining surface quality | E R IS R SRS R ) )
E M GC + Cutting edge with sharpness and 5 N Major cutting edge
= strength. S 2pp--te=doclodo-doobLo o1
£ * Especially suitable for wall lifting (mm) o
processing. 0 01 02 03 04 05 06 07 & -
Feed rate (mm/rev)
A23 A29 A32 A34
Corner
0.18
Recommended chipbreaker for s O T T T T 1
finishing of M-type material § Y S S s
oo | | | | |
BF # Sharp cutting edge, less cutting £ 20 T T
resistance. S T T N T T Major cutting edge
# Good chip disposal performance (mm) o T b 0.18
even at small cutting depth. 01 02 03 04 05 ra
Feed rate (mm/rev) ®
Al9 A23 A26 A29 A32 A34
Corner
e 80 . 0.14
oD . .. . § ‘ ™
= Semi-finishing of P-type material S 60 U ,
= @ | &L
= # |t is suitable for finishing to semi- £ 40 c-d--t--
i M GQ finishing of P-type material. © ! Major cutting edge
£ # Good chip removal performance (mm) 20 Sl 014
w with high versatility. I L
2 0 o1 02 03 04 05 06 07 ° U
Feed rate (mm/rev)
Al9 A23 A26 A29 A32 A34
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Usage

Tolerance

Chipbreaker

Features

Chipbreaker diagram

Sectional view of
chipbreaker

80° C-type

55° D-type

90° S-type

60° T-type

35° V-type

80° W-type

For semi-finishing

GM

BM

All-round

Flat

Recommended chipbreaker for
semi-finishing of P-type material

* Special edge design, ensuring both
sharpness and strength.

* The curved front face with variable
cutting edge width and rake angle
ensures the smooth flow and good
control of chips.

* With high versatility and wide cutting
range, efficient and consistent
machining is achieved.

Recommended chipbreaker for semi-
finishing of stainless steel

# Sharp cutting edge, less cutting
resistance, good chip disposal
performance even at small cutting
depth.

* The micro-passivated cutting edge
reduces the formation of build-up
edge.

General machining chipbreaker

+ Double-sided chipbreaker, especially
suitable for K-type material machining.
* Recommended cutting parameters

Machining grooves for brittle materials
and H-type materials
* With high structural strength and good

fit to the cutter bar, it is more suitable
for unstable cutting of cast iron.

g Cutting depth

02 03 04 05
Feed rate (mm/rev)

g Cutting depth

02 03 04 05
Feed rate (mm/rev)

' L L ! !
0 01 02 03 04 05 06 07

Feed rate (mm/rev)

8.0

6.0

4.0

Cutting depth

(

m ) 20|

3

R S
02 03 04 05 06 07
Feed rate (mm/rev)

Corner

0.2

Major cutting edge
R 0.25

90

3
Major cutting edge

0.25
E;—
&

Major cutting edge
0.27

Major cutting edge

s

A20

A25

A27

A30

A33

A35
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Sectional view of

Usage | Tolerance| Chipbreaker Features Chipbreaker diagram chipbreaker 80° C-type 55° D-type 90° S-type 60° T-type 35° V-type 80° W-type
Corner
o 80— et
£ Semi-finish machining grooves for g R i
2 S-type material and titanium alloys i b it i A
& £ R Y A NN By R
= M SM # Light and fast in cutting, the influence g ¥ A ) )
@ of work hardening and build-up edge © a0k - ,\,, i Major cutting edge
s on insert is effectively reduced. (mm) ! - . 0:21
S a Y —»
2 S S R T &
0 01 02 03 04 05 06 07
Feed rate (mm/rev)
A21 A25 A33 A36
Recommended chipbreaker for roughing
of P-type material Corner
# Chipbreaking table with raised corner _ 035
can effectively control the chip flow < 3 _
direction at small cutting depth; é‘
* With a large rake angle and wide & ) )
GR chamfer, both insert strength and =] Major cutting edge
sharpness are ensured; 3 o4
+ Double-sided groove is more cost- (mm = :
o0 effective with good chip removal 0 01 02 03 04 05 08 07 B - —
= performance and enhanced versatility; Feed rate (mm/rev)
= # |t is suitable for roughing and semi-
s finishing of light-load cutting. A21 A25 A27 A3l A36
€ 1 e
ey
¥
2 Recommended chipbreaker for y Comer
c - . 0.32
S roughing of M-type material
* Even edge passivation; _‘E‘;, o
+ Optimized chipbreaker convex plate; ° \
BR * With firm cutting chamfer and land, it £
is capable of intermittent and heavy £ Major cutting edge
finishing; © 0.3
# Large chip space enable it to achieve (mm ™
roughing and high feed finishing. %:%
Feed rate (mm/rev)
A21 A28 A31 A36
Corner
Heavy machining chipbreaker for 0.4
P-type material 160 T -
- .
B 120 e -- &
* The unique chipbreaker convex plate 3 | A\
design on the rake face reduces the 20 g0 e s it
GZ chip contact area at large cutting g I Major cutting edge
depth and provides excellent chip S 40 e 04
control. (mm) [ S S T o i
= * The sharp cutting edge can effectively 0 02 04 06 08 10 12 14 S
= reduce the cutting force. Feed rate (mm/rev)
S A21 A28
= ' T O [ O
s M
2 Corner
[}
<= .. . 0.16
5 Heavy machining chipbreaker for - Lo
s P-type material _‘% g%
=1}
¢ The variable chamfer design and £ ) )
GX special chipbreaker provide excellent § Major cutting edge
chip control. (mm 0.16
. S
* The strong cutting edge can bear great M S S K
impact. 0 02 04 06 08 10 12 14 .
Feed rate (mm/rev) 3%
A22 A28

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-
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Overview of general turning inserts (Postive)

o0 o0
= £
£ . . . Sectional view of o 3 o 5 o o =
E Usage | Tolerance| Chipbreaker Features Chipbreaker diagram hiobreak 80° C-type 55° D-type 90° S-type 60° T-type 35° V-type 80° W-type 3
= chipbreaker =
S S
2 2
3 0o Corner 3
General chipbreaker for finshing Y v
K% X X . - | I I I 2 ©
S + Inclined cutting edge design ensures =AY, I S R s
S =] low cutting force, effectively reduce k) [ s
=3 = vibration, and ensure the machining [ TP A S S ) ) =
S 2 M TF surface quality B P Major cutting edge S
= & 3 10k - - -] 0.08 =
= é + Strong versatility and wide processing (mm) ! o g
S range. Inclination and chip control 0T o7 07 03 07 o5 = s
oo convex plate design can achieve oo
s excellent chip control performance. Feed rate (mm/rev) =
= A37 A38 A39 A40 A41 =
) )
£ £
3 Corner 3
<) <)
’hhﬂ A 0.17 ’th
-g oo < 'g
© £ g <
20 & General chipbreaker for semi-finshing ;A 20
kS £ o ) ] £
E b M ™ + |t's suitable for internal or external E Major cutting edge E
== g semi-finishing of steel, stainless steel O . 1 =
o0 @ and cast iron (mm) & ki o0
c 5 S c
'-E w 0 01 02 03 04 05 IS ;a
S Feed rate (mm/rev) S
A S
|'E A37 A38 A39 A40 A4l |'E
gﬁ 4.0
£ Aluminum alloy machining chipbreaker Major cutting edge
20 S £ sof-- o
= g * With a large rake angle and clearance 3 S =
£ z angle, the cutting edge of the insert 0 20p-- £
@ = G AK becomes sharper and therefore, £ 3
2 = cutting can be done in a faster and O 1of-- e
x =] lighter pattern with effective chip (mm) x
3 £ breaking R S S 3
= g . 0 01 02 03 04 05 =
= £ Feed rate (mm/rev) _
= A37 A38 A40 A4l =
£ S
° °
= =
o [}
o o
2 =l
) °
F P
(v} ©
o o
3 2
° °
0 0
z z
< °
2 2
o °
= =
= £
S 5]
i <
7] 7]

Solid carbide drill
Solid carbide drill
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Usage | Tolerance| Chipbreaker| Features Chipbreaker diagram Sect|f)nal view of Rshape
chipbreaker
=4 Major cutting edge
* With high strength, the cutting edge 3 0.3
All-round secures high safety and is the first o0
: choice for rough profiling. B
chipbreaker # It is suitable for train wheel turning. 3 > 5
(mm) S K
0 0.4 0?8 1.‘2 1.‘6 1.8
*a:) Feed rate (mm/rev)
g A43
2w
£
o S
# Large chip-breaking space prevents B R SR BRI S Major cutting edge
chip blockage during large cutting = 02
depth machining. sob -y Lo
MR * The small pit group improves the chip - .
machining performance during small a0k -- L I -
cutting depth machining. o
# |tis suitable for train wheel turning. S S
0 04 038 1.2 1.6 1.8
A43
Usage |Tolerance  Chipbreaker 90° S-type Chipbreaker 90° S-type
=1]
=
=
<
3
=
® M HAF HSF
E
9]
c
©
o
A44 A44
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80° CNLI[]

Working condition: @ Stable & Average @ Tough

QSteel ee 2% o ° S
IC =
T M Sstainless steel ° S
©
Y =
QI g ‘3 Castiron &
g
RE s ‘g Non-ferrous metal °oe0
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD Cemented o et
carbide
Processing|  Insert shape Type DWW LYWL WYY LYl Sl @
LE | IC s DI | RE 3oodbororrNbb<<Or
CTCCCCCICCCC>CaTEo
ITIIITITIIIIIIITIIITI
o CNMG120404-GF 12.9 12.7 | 476 | 5.16 0.4 ¥ % Y% & ¥
Finishing| b
CNMG120408-GF 12.9 12.7 | 476 | 5.16 0.8 ¥ % ¥ & ¥
. CNMG120404-BF 12.9 12.7 | 476 | 5.16 0.4 PAdh ¢
Finishing| b b
CNMG120408-BF 12.9 12.7 | 476 | 5.16 0.8 I %
Semi- . CNMG120408-GQ | 129 | 127 | 476 | 516 | 08 sk k% | | |
finishing CNMG120412-GQ 129 | 127 | 476 | 516 | 1.2 |% % % % ¥«
CNMG120404-GM 12.9 12.7 | 476 | 5.16 0.4 |¥¢ % 9% % ¢
CNMG120408-GM 12.9 | 127 | 476 | 516 | 0.8 |4 % ¥v % ¢
CNMG120412-GM 12.9 | 127 | 476 | 516 | 12 |4 % v % &
som CNMG160608-GM 16.1 |15.875| 6.35 | 6.35 | 0.8 |4 4 vv % ¢
M- | T e o TS
finishing |__ONMG160612-GM | 16.1 |15.875) 635 | 635 | 12 ek | .| .
CNMG160616-GM 16.1 |15.875 6.35 | 6.35 @ 1.6 |7 % & k I
CNMG190608-GM 19.3 | 19.05 | 635 | 7.94 @ 0.8 |4 & 4 Kk I
CNMG190612-GM 19.3 | 19.05 | 635 | 7.94 @ 12 | % 4 Kk
CNMG190616-GM 19.3 | 19.05 | 635 | 7.94 @ 16 |4 % & Kk &
CNMG120404-BM 129 | 127 | 476 | 516 04 %
Semi- CNMG120408-BM 12.9 12.7 | 476 | 5.16 0.8 ¥ %
finishing CNMG120412-BM 129 | 127 | 476 | 516 | 1.2 K
% Recommended grade v Available grade
Applicable tools
{ KAPR:75° L { KAPR:95® " KAPR:95°
Page:A59/,5 Page:ASQ/,S Page:AGS,,':
PCBNR/L PCLNR/L MCLNR/L

80° CNLI[]
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Working condition: @ Stable @ Average @ Tough

) ()
0 Steel ooy o ° ol
IC =
T M Sstainless steel ° S
©
5 =
OE g 0 Castiron s
2
<
X y )
RE LE s S Non-ferrous metal
Heat resistant super alloys Ale
Titanium alloy
Dimension (mm) CVD PVD Cemered o et
carbide
Processing|  Insert shape Type D00 L WY 0L VI Wil o Q
LE | IC S DI  RE phooodbbrorrNbaZL0r
CrrICCrCCCCCCC O > o
ITIIIIIIIITIIIIIII
CNMG120404 12.9 12.7 476 | 5.16 0.4 *
CNMG120408 12.9 12.7 476 | 5.16 0.8 *
CNMG120412 12.9 12.7 476 | 5.16 1.2 *
. CNMG120416 129 | 127 | 476 | 5.16 1.6 *
Castiron CNMG160608 161 15875 6.35 | 6.35 | 0.8 *
machining LT
CNMG160612 16.1 |15.875| 6.35 | 6.35 1.2 *
CNMG160616 16.1 |15.875| 6.35 | 6.35 1.6 *
CNMG190612 19.3 | 19.05 | 6.35 | 7.94 1.2 *
CNMG190616 19.3 | 19.05 | 6.35 | 7.94 1.6 >*
CNMA120404 12.9 12.7 476 | 5.16 0.4 *
CNMA120408 12.9 12.7 476 | 5.16 0.8 *
CNMA120412 129 | 127 | 476 | 5.16 1.2 *
) CNMA120416 12.9 12.7 476 | 5.16 1.6 *
Cast iron CNMA160608 161 |15.875| 6.35 | 6.35 | 0.8 *
llld(_llllllllg ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
CNMA160612 16.1 |15.875| 6.35 | 6.35 1.2 *
CNMA160616 16.1 |15.875| 6.35 | 6.35 1.6 *
CNMA190612 19.3 | 19.05 | 6.35 | 7.94 1.2 *
CNMA190616 19.3 | 19.05 | 6.35 | 7.94 1.6 *
% Recommended grade % Available grade
Applicable tools
{ KAPR:75° ) { KAPR:95° ) { KAPR:95°
1\ Page:A59,,': Page:A59,,': Page:AGS,,':
PCBNR/L PCLNR/L MCLNR/L
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80° CNLI[]

Working condition: @ Stable & Average @ Tough

) )
QSteel oo, 0 o L4 )
IC =
T M Sstainless steel ° S
©
= €
QI g ‘3 Cast iron o
iS:
RE s ‘g Non-ferrous metal o0
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD Cemented o rmet
carbide
Processing|  Insert shape Type LWwWLWLYBLIDWYLYLLY L2
LE IC S DI RE bbb oororNboneL0r
FrCrrCCOCOCroCeTCTCTeo
ITIIIITIIIIIIIIIII
CNMG120404-SM 12.9 12.7 4.76 5.16 0.4 DA ¢
Semi- CNMG120408-SM 12.9 12.7 4.76 5.16 0.8 PA ¢
finishing CNMG120412-SM | 129 | 127 | 476 | 516 | 1.2 % %
CNMG120408-GR 12.9 12.7 4.76 5.16 0.8 * Y Kk Yo
CNMG120412-GR 12.9 12.7 4.76 5.16 1.2 b A b
Roughing CNMG190608-GR 19.3 | 19.05 | 6.35 | 7.94 0.8 b A b
CNMG190612-GR 19.3 | 19.05 | 6.35 | 7.94 1.2 b A b
CNMG190616-GR 19.3 | 19.05 | 6.35 | 7.94 1.6 b A b
CNMG120408-BR 12.9 12.7 | 476 | 5.16 0.8 PAeh ¢
. CNMG120412-BR 12.9 12.7 4.76 5.16 1.2 bidh ¢
Roughing| b e
CNMG190612-BR 19.3 | 19.05 | 6.35 | 7.94 1.2 Yook
CNMG190616-BR 19.3 | 19.05 | 6.35 | 7.94 1.6 Pieh ¢
CNMM160616-GZ 16.1 |15.875| 6.35 | 6.35 1.6 * X
CNMM190608-GZ 19.3 | 19.05 | 6.35 | 7.94 0.8 * K
CNMM190612-GZ 19.3 | 19.05 | 6.35 | 7.94 1.2 * K
Heavy CNMM190616-GZ 19.3 | 19.05 | 6.35 | 7.94 1.6 * K
machining CNMM190624-GZ | 19.3 | 19.05 635 | 7.94 @ 24 | * %
CNMM250924-GZ 25.792| 25.4 | 9.525 | 9.12 24 * X
CNMM250932-GZ 25.792| 25.4 | 9.525 | 9.12 3.2 * K
Y Recommended grade vy Available grade
Applicable tools
{ KAPR:75° } { KAPR:95° " KAPR:95°
1\\ Page:A59/,5 1\\ Page:ASQ/,S Page:AGS,,':
PCBNR/L PCLNR/L MCLNR/L

80° CNLI[]
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Working condition: @ Stable @ Average @ Tough

) ()
QSteel ooy o ° ol
IC =
'% M Sstainless steel ° S
35 =
OE g 0 Castiron s
2
£
S - o0
RE LE s S Non-ferrous metal
Heat resistant super alloys Ale
Titanium alloy
Dimension (mm) CVvD PVD emerted o et
carbide
Processing|  Insert shape Type o] o kel 2 1] 2 18] 2 B 6 Sl € ESll oo Q
LE IC S DI | RE xonloororcNibB<¥Or
FrrrrrCCCCCrCCCTECo
ITIIIIIIIIIIIIIII
CNMM190608-GX 19.3 | 19.05 | 6.35 | 7.94 0.8 * K
CNMM190612-GX 19.3 | 19.05 | 6.35 | 7.94 1.2 * K
CNMM190616-GX 19.3 | 19.05 | 6.35 | 7.94 1.6 * Kk
CNMM190624-GX 19.3 | 19.05 | 6.35 | 7.94 2.4 * K
Heavy CNMM250716-GX 25.792| 254 | 794 | 9.12 1.6 * K
machining CNMM250724-GX 25.792| 254 | 794 | 9.12 2.4 * K
CNMM250732-GX 25.792| 254 | 794 | 9.12 3.2 * K
CNMM250916-GX 25.792| 254 | 9.525 | 9.12 1.6 * Kk
CNMM250924-GX 25.792| 254 | 9525 | 9.12 2.4 * K
CNMM250932-GX 25.792| 254 | 9.525 | 9.12 3.2 * %
% Recommended grade % Available grade
Applicable tools
{ KAPR:75° ) { KAPR:95° ) { KAPR:95°
1\ Page:A59,,': 1\ Page:A59,,': Page:AGS,,':
PCBNR/L PCLNR/L MCLNR/L
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55°DNLIL]

Working condition: @ Stable & Average @ Tough

o o0
QSteel oo |® ° 33
'g M Sstainless steel ° R
£ . .
3 ‘3 Cast iron 9
(7]
2
‘g Non-ferrous metal L)
Heat resistant super alloys ol
Titanium alloy
Dimension (mm) cvD PVD Cemerted o et
carbide
Processing Insert shape Type P I e B R ] P P
LE | IC S DI | RE b ooSmororcNbdTSLOn
CrrrCCCCCCCl CCCTEo
ITITIIIIIIIIIIIIII
Finishi DNMG150404-GC 15.5 12.7 476 | 5.16 0.4 | % v K ¢
iNishing| b
DNMG150408-GC 15.5 12.7 476 | 5.16 0.8 |¥ % ¥ %
DNMG150404-GF 15.5 12.7 4.76 | 5.16 0.4 |¥ % ¥ ki
Finishi DNMG150408-GF 15.5 12.7 476 | 5.16 0.8 |¥ % v % ¢
INIShiNG| e ek
& DNMG150604-GF 15.5 12.7 6.35 | 5.16 0.4 |¥c % % % ¢
DNMG150608-GF 15.5 12.7 6.35 | 5.16 0.8 | % v % ¢
DNMG150404-BF 15.5 12.7 476 | 5.16 0.4 ¥ %
o DNMG150408-BF 15.5 12.7 476 | 5.16 0.8 ¥ %
Finishing| b b
DNMG150604-BF 15.5 12.7 6.35 | 5.16 0.4 ¥ %
DNMG150608-BF 185 12.7 6.35 | 5.16 0.8 I %
DNMG150408-GQ 15.5 12.7 476 | 5.16 0.8 |¥% % 3% %
Semi- DNMG150412-GQ 15.5 12.7 476 | 5.16 1.2 5% % Kk %
finishing DNMG150608-GQ | 155 | 127 | 6.35 | 516 | 0.8 |3 k % % %
DNMG150612-GQ 155 | 12.7 6.35 | 5.16 1.2 % % ok
% Recommended grade +% Available grade
Applicable tools
{ KAPR:93° } { KAPR:62.5° " KAPR:93° Y { KAPR:62.5° h
1\\ Page:AGOr,S 1\\ Page:ABO/,S Page: A66 Page: A67
PDJNR/L PDPNN MDJNR/L MDPNN

55°DNLI[]
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Working condition: @ Stable @ Average @ Tough

o o0
QSteel oo Rin o ° il
'g M Sstainless steel ° S
g
8 0 Cast iron S
(7]
2
‘g Non-ferrous metal o0
Heat resistant super alloys alo
Titanium alloy
Dimension (mm) cVvD PVD Cemered o et
carbide
Processing|  Insert shape Type 10 00 100 LI WL I Bl Sle 2
LE | IC S DI RE hhbdbororRrRNbLBdYLOr
CrrCCCCOCCCCd T CCo
ITIIIIIIIIIIIIICII
~__ DNMG110412-GM | 116 19525 | 476 | 381 | 12 prksek> | | |
 DNMG150404-GM | 155 | 127 | 476 | 516 | 04 Ak ek ||
Semi DNMG150408-GM 15.5 12.7 4.76 5.16 0.8 | % % K ¢
T80 U Ul S ottt it Stttk Rttt it Ittt Hnie ittt Anieieiely Rl
finishing | DNMG150412-GM__ | 155 | 127 | 476 | 516 | 1.2 jrkveks | | |
DNMG150604-GM 15.5 12.7 6.35 5.16 0.4 | % % K ¢
DNMG150608-GM 15.5 12.7 6.35 | 5.16 0.8 | % ¥ K ¢
DNMG150612-GM 15.5 12.7 6.35 5.16 1.2 ¥ % Y kX
DNMG150404-BM 15.5 12.7 476 | 5.16 0.4 PAdh ¢
DNMG150408-BM 15.5 12.7 4.76 5.16 0.8 PAdh ¢
Semi- DNMG150412-BM 185 12.7 4.76 5.16 1.2 PAdh ¢
finishing DNMG150604-BM 155 | 127 | 635 516 | 04 Yok
DNMG150608-BM 15.5 12.7 6.35 | 5.16 0.8 PAdh ¢
DNMG150612-BM 15.5 12.7 6.35 5.16 1.2 PAdh ¢
DNMG 150404 15.5 12.7 476 | 5.16 0.4 *
DNMG 150408 15.5 12.7 4.76 5.16 0.8 *
Cast iron DNMG 150412 185 12.7 4.76 5.16 1.2 *
machining DNMG150604 155 | 127 | 635 516 | 04 *
DNMG 150608 15.5 12.7 6.35 | 5.16 0.8 *
DNMG150612 15.5 12.7 6.35 5.16 1.2 *
% Recommended grade ¢ Available grade
Applicable tools
{ KAPR:93° Y { KAPR:62.5° ) { KAPR:93° ) { KAPR:62.5° )
1\ Page:AGO,,': 1\ Page:AGO,,': Page:A66,,': Page:A67r,5
PDJNR/L PDPNN MDJNR/L MDPNN

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill
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55°DN[][] 90°SNLI[]

= Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough =
=] =]
= ) °o0 o o0 =
= QSteel oo |® ° oo QSteel oo Rin o ° oo =
(] < © (]
§ *% M Sstainless steel ° R *% M Sstainless steel ° S §
= =
8 g ‘3 Castiron - g 0 Castiron ® 8
s ) 2 s
g = = g
g S Non-ferrous metal o0 S Non-ferrous metal o0 g
o o
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy £
2 2
o q q Cemented . a Cemented o
%D Dimension (mm) CVD PVD atide | CE™Met Dimension (mm) CVD PVD abide |CE™et %n
= =
oo Processing.  Insert shape Type SR SEHEHEH R ER Processing  Insert shape Type o] 1o o] o 9] o i 1o o] o o) @ 1ol o 1Y o £ o0
= LE | IC | S | D | RE bhbobbrorrNbOYLOr LE | IC | S | D |RE hobobororhhbnYe0r £
3 CrrCrCCCCCCCCCCCTCCo CrCCCCCCCCCrCCCCCo 3
o ITITIIIIIIITIIIIIII ITIIIIIIIIIIIIIIII e
oo oo
g DNMA150404 15.5 12.7 476 | 5.16 0.4 * '%
%D DNMA150408 185 12.7 476 | 5.16 0.8 * Finishing SNMG120404-GF 12.7 12.7 | 476 | 5.16 0.4 |¥ % % Kk K %"
E Castiron DNMA150412 15.5 12.7 476 | 5.16 1.2 * SNMG120408-GF 12.7 12.7 | 476 | 5.16 0.8 |¥ % 3% % E
= machining DNMA150604 155 | 127 | 635 | 516 | 0.4 * 6o
= e S e e B B e =
"": DNMA150608 15.5 12.7 6.35 | 5.16 0.8 * "'5“
g DNMA150612 185 12.7 6.35 | 5.16 1.2 * Finichi SNMG120404-BF 12.7 12.7 | 476 | 5.16 0.4 Yok g
= inishing| e b =
DNMG150404-SM 15.5 12.7 476 | 5.16 0.4 PAGh ¢ SNMG120408-BF 12.7 12.7 | 476 | 5.16 0.8 PAdh ¢
DNMG150408-SM 155 | 12.7 | 476 | 5.16 0.8 PAdh ¢
Semi- DNMG150412-SM 15.5 12.7 476 | 5.16 1.2 PAdS ¢
& finishing DNMG150604—SM 155 | 127 | 6.35 | 516 | 0.4 Yo % Semi- SNMG120412-GQ 127 | 127 | 476 | 516 | 12 |[Fk A kK g
T DNMG150608-SM | 155 | 127 | 6.35 | 516 | 0.8 # % finishing T
= DNMG150612-SM 155 | 12.7 | 6.35 | 516 | 1.2 Yo Kk 2
© <
é SNMG120404-GM 12.7 12.7 | 476 | 5.16 0.4 | % 3% %k g
= Rough DNMG150608-GR 155 | 127 | 6.35 | 5.16 0.8 * o ok SNMG120408-GM 127 | 127 | 476 | 5.16 0.8 |¥ % % Kk % =
— OUBNING | P oo oofoooooooooooooooofoooooooo SEMi- | P LT ofToooomooooooopoooooooos —
.TE' ) DNMG150612-GR 15.5 12.7 6.35 | 5.16 1.2 * ¥ kI ﬁnishing SNMG120412-GM 12.7 12.7 | 476 | 5.16 1.2 [k ok % —g'
2 SNMG190612-GM 19.05 | 19.05 | 6.35 | 7.94 1.2 [ K ok ok S
L7 e s s s s s N N N [ R I (1)
- 19. 19. . 7.94 1. PACE ghidh ghe
§ % Recommended grade v Available grade SNMG190616-GM 905 | 19.05| 635 o 6 §
2 SNMG120404-BM 12.7 12.7 | 476 | 5.16 0.4 PASh ¢ 2
Mt R IR, - SR EEE _CEE__ BEE SRR B SRl S I
= Semi- | SNMG120408-BM | 127 | 127 | 476 | 516 | 08 | | oW oW =
7 finishing SNMG120412-BM | 127 | 127 | 476 | 516 | 12 # K S

Y Recommended grade + Available grade

Short hole drill
Short hole drill

Applicable tools Applicable tools

KAPR:93°

“KAPR:93° b { KAPR:62.5° Vo { KAPR:62.5° " KAPR:75° KAPR:45° 1 KAPRITS? Y KAPR:TS?
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HIHUAREAL

[ ]
TUPNINg v o

90°SN[ ][] 90°SNLI[]

£ —— N 5
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough E
=] =]
= QSteel oo ¥ o ° i QSteel OIOMMEI ° S =
S S
(] < © (]
S 2 M Sstainless steel ° R 2 M Sstainless steel ° S =
(O] © © (T}
= =

8 g ‘3 Castiron - g 0 Castiron ® 8
s ) 2 s
s £ £ s
g ‘g Non-ferrous metal L) ‘g Non-ferrous metal L) g
o o
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy £
2 2
gn Dimension (mm) cvD PVD r:"',:z:d Cermet Dimension (mm) cVvD PVD r:"',:;:d Cermet gn
= 2
oo Processing|  Insert shape Type 1o 1010 ﬁ 1o 0 0o 1o 5 9 ﬁ cgle Q Processing  Insert shape Type 19019 § 1o 100 w0 0 § o § cge Q o0
£ LE IC S DI RE |00 o®®0rs~~KNIDWLYXXO - LE IC S DI RE |0 o®o®®0r-rs~~KNIDWLYXXO - =
3 CrrCrrrCCCCCdCCCCo CrrrCCCCCCrdCCCCo 3
o ITIIIIIIIIIIIIIIII ITIIIIIIIIIIIIIII e
oo oo
2 SNMG 120404 12.7 12.7 | 476 | 5.16 0.4 * SNMG120408-BR 12.7 12.7 | 476 | 5.16 0.8 PAdh ¢ =
L [ T e T T B e T et e e e T B e B T P Bt S Rt REEEE R <
2 SNMG 120408 127 | 127 | 476 | 5.16 0.8 * Rough SNMG120412-BR 12.7 | 127 | 476 | 5.16 1.2 PAGh ¢ 20
S || P e e e oUghing | e b =
E SNMG 120412 12.7 12.7 | 476 | 5.16 1.2 * SNMG150612-BR 15.875|15.875| 6.35 | 6.35 1.2 PAdh g E
1) Castiron SNMG 150608 15.875/15.875| 6.35 | 6.35 0.8 * SNMG190616-BR 19.05 | 19.05 | 6.35 | 7.94 1.6 PAGh ¢ o0
2 S N e B B R R e AR =
"‘E“ machining SNMG 150612 15.875|15.875| 6.35 | 6.35 1.2 * SNMM150612-GZ 15.875/15.875| 6.35 | 6.35 1.2 * K "'5“
§ SNMG 150616 15.875/15.875| 6.35 | 6.35 1.6 * SNMM190608-GZ 19.05 | 19.05 | 6.35 | 7.94 0.8 * K g
[ (ot ettt st ooy ettt ettt s et N etk it Asiulstui et Iteitulutets Rl initteieieietluietetitel Nl il s it (=

SNMG 190612 19.05 | 19.05 | 6.35 | 7.94 1.2 * " SNMM190612-GZ 19.05 | 19.05 | 6.35 | 7.94 1.2 *x &

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ea

SNMG 190616 19.05 | 19.05 | 6.35 | 7.94 1.6 * machi\r?i/ng SNMM190616-GZ 19.05 | 19.05 | 6.35 | 7.94 1.6 *x &

SNMA120404 12.7 12.7 | 476 | 5.16 0.4 * SNMM190624-GZ 19.05 | 19.05 | 6.35 | 7.94 2.4 *x Kk
k5 SNMA120408 127 | 127 | 476 516 | 08 * SNMM250924-GZ | 254 | 254 | 9525 912 | 24 | * % &
% SNMA120412 12.7 12.7 | 476 | 5.16 1.2 * SNMM250932-GZ 254 | 254 | 9525 | 9.12 3.2 *x Kk _g'
% Castiron SNMA150608 15.875|15.875| 6.35 | 6.35 0.8 * SNMM190608-GX 19.05 | 19.05 | 6.35 | 7.94 0.8 *x Kk %
S .| [ N S e - e e e e w0000t [ R - B - - - B~~~ B~~~ -~ T [}
g machining SNMA150612 15.875/15.875| 6.35 | 6.35 | 1.2 * SNMM190612-GX | 19.05 | 19.05 | 6.35 | 7.94 | 1.2 *x ok §
£ SNMA150616 15.875/15.875| 6.35 | 6.35 1.6 * SNMM190616-GX 19.05 | 19.05 | 6.35 | 7.94 1.6 *x Kk =
% SNMA190612 19.05 | 19.05 | 6.35 | 7.94 1.2 * SNMM190624-GX 19.05 | 19.05 | 6.35 | 7.94 2.4 *x K =§"
2 SNMA190616 19.05 | 19.05 | 6.35 | 7.94 1.6 * Heavy SNMM250716-GX 254 | 254 | 7.94 | 912 1.6 *x % T
w 2 1 e e e e e e e B A w
g SNMG120408-GR 127 | 127 | 476 | 5.16 | 0.8 * Yook K machining SNMM250724-GX 254 | 254 | 7.94 | 912 | 24 * K g
."g SNMG120412-GR 12.7 | 127 | 476 | 5.16 1.2 * Yok v SNMM250732-GX 254 | 254 | 7.94 | 9.12 3.2 * K '-g
- Roughing SNMG190608-GR | 19.05 | 19.05 | 6.35 | 7.94 | 08 | * % % ¥ SNMM250916-GX | 254 | 254 | 9525| 912 | 16 | *x X o
3 SNMG190612-GR 19.05 | 19.05 | 6.35 | 7.94 1.2 * Yook e SNMM250924-GX 254 | 254 | 9525 | 9.12 2.4 * X &

SNMG190616-GR 19.05 | 19.05 | 6.35 | 7.94 1.6 * vk SNMM250932-GX 254 | 254 | 9.525 | 9.12 3.2 * K

Y Recommended grade v\ Available grade % Recommended grade v Available grade
z B
© o
Q [}
© °
= =
t =
o [=]
= -
7 v
_ Applicable tools Applicable tools _
= =
§ i KAPR:75° 1 KAPR:45° ' { KAPR:75° ' { KAPR:75° 11 KAPR:75° V{1 KAPR:45° i i KAPR:75° 1 KAPR:45° '{ KAPR:75° ' KAPR:75° 11 KAPR:75° ' i KAPR:45° ) ﬁ
£ | P P P H P | | P P P h b | 2
5 | 2 2 | i 2 | | 2 | 2 | i | g
= L Page: A61 | Page:A6L | | Page:A62 | Page: A68 , | Page:A69 ) | Page: A69 / L Page: A6l | Page:A6L | | Page:A62 ;| Page: A68 ;& Page: AG9 | | Page: AG9 S
PSBNR/L PSDNN PSKNR/L MSBNR/L MSKNR/L MSDNN PSBNR/L PSDNN PSKNR/L MSBNR/L MSKNR/L MSDNN
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60°TNL L] 60°TNLI[]

= Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough =
=1 =1
= QSteel oo ¥ o ° i QSteel OIOMMEI ° S =
S S
[} < < [}
§ g M Sstainless steel ° R c g M Sstainless steel ° S §
© ©
€ €
8 g ‘3 Castiron - g 0 Castiron ® 8
S .‘16’_ ,qaa_ §
S g g
é— ‘g Non-ferrous metal o0 RE LE ‘g Non-ferrous metal o0 é—
o o
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy E
S q A Cemented q Q Cemented S
g Dimension (mm) CVD PVD atide | CE™Met Dimension (mm) CVD PVD abide |CE™et %n
=] =]
oo Processing|  Insert shape Type o) o o] 1o fiof wo (6] 1o o] o fiof o el o ole Qe Processing  Insert shape Type o] w0 B9 o fio] 1o [ilof 1o 0] 1o o) o fiof ole 2 oo
£ LE IC S DI RE hoodoororcNbDoDY L0 LE IC S DI RE nonodnoro~r~Nbo 0= £
° [ o o o o Y o o o Y o Y o Y o ol o ol Y o [ o i o o o o o Y o Y o Y o il o ol o o g
g I I I I I I T T IIIIIITTIT TT I rT I T T I TTITITITIIIITITTT g
oo oo
e TNMG160404-BM 165 | 9.525 | 476 | 381 | 04 Yok =
L N T T L Lo T B B T e e e [ SO T e D B ] T s e <
& Finishi TNMG160404-GC 16.5 | 9.525 | 4.76 | 3.81 | 0.4 |J % ¥ Kk ¥ Semi- TNMG160408-BM 165 | 9.525 | 476 | 381 | 0.8 ¥ K oo
F= INIShiNG| b oy | [eSEEtiaCEtEriN Chtana St Rt Rasaa neaanti S - - B - - B - - - - R - - B - - B - - - - B F=
E TNMG160408-GC 16,5 | 9.525 | 4.76 | 3.81 | 0.8 | % ¥ % % finishing TNMG160412-BM 165 | 9525 | 476 | 381 | 1.2 ¥k E
1] [T}
= £
B TNMG160404 16,5 | 9525 | 4.76 | 381 | 0.4 * 5
§ Finishi TNMG160404-GF 16.5 | 9.525 | 4.76 | 3.81 | 0.4 % Kk k% TNMG160408 16.5 | 9.525 | 476 | 3.81 | 0.8 * g
= 35721 =4 I it R B i B B e e B e N I e B E i M At T se e e e Rl B e e R e e L R S REEEE BEEEE =
TNMG160408-GF 16.5 | 9.525 | 4.76 | 3.81 | 0.8 |% *k % k¢ Cast iron TNMG160212 16.5 | 9.525 | 476 | 3.81 | 1.2 *
machining TNMG220408 22 | 127 | 476 | 516 | 08 *
TNMG220412 22 | 127 | 476 | 516 | 1.2 *
2 Finishi TNMG160404-BF 165 | 9.525 | 476 | 3.81 | 04 Yk TNMG220416 22 | 127 | 476 | 516 | 1.6 * @
= INIShiNG| b =
E TNMG160408-BF 165 | 9.525 | 476 | 3.81 | 0.8 ¥k TNMA160404 165 | 9.525 | 476 | 381 | 04 * £
= TNMA160408 165 | 9.525 | 476 | 381 | 0.8 * 2
c — @ @ @ @ O - - —+——+ | e e e e e e - ©
§ TNMG160404-GQ 16.5 | 9.525 | 4.76 | 3.81 | 0.4 ¥ K 3% k% Rouhi TNMA160412 165 | 9.525 | 476 | 381 | 1.2 * g
———————————————————————————————————————————————————————————————————————————————————————————————————————————— oughing
£ Semi- TNMG160408-GQ 16.5 | 9.525 | 4.76 | 3.81 | 0.8 % X % k< TNMA220408 22 | 127 | 476 | 516 | 0.8 * =
"=E finishing TNMG160412-GQ 16.5 | 9.525 | 4.76 | 3.81 | 1.2 X Kk k ok TNMA220412 22 | 127 | 476 | 516 | 1.2 * E
T TNMA220416 22 | 127 | 476 | 516 | 1.6 * S
(7 Q
PAdh GhAdD b
° | TNMG160404-GM __ | 165 | 9525 4.76 | 381 | 04 |™ ™ == = | . * Recommended grade ¢ Available grade o
< Semi- TNMG160408-GM 165 | 9.525 | 476 | 3.81 @ 0.8 W kK ki 2
- finishing TNMG160412-GM | 165 | 9.525 476 | 381 1.2 % * k¢ o
& TNMG220412-GM 22 | 127 | 476 | 516 | 1.2 [Fk kX 3

% Recommended grade +% Available grade

Short hole drill
Short hole drill

Applicable tools Applicable tools

KAPR:90°

’

KAPR:60° % { KAPR:90° “KAPR:90° KAPR:90°
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|
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TUPNINg v o

60°TNL L] 35°VNLIL]

= Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough =
= =

o9 ° 0 o o0
= QSteel oo |® ° oo QSteel oo Rin o ° oo =
S S
[ © © [
§ *% M Sstainless steel ° R *% M Sstainless steel ° S §

= =
8 g ‘3 Castiron - g 0 Castiron ® 8
s 4 4 s
g I I g
g S Non-ferrous metal °o 0 S Non-ferrous metal o0 g
o o
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy £
2 2
o q q Cemented . a Cemented o
%D Dimension (mm) CVD PVD atide | CE™Met Dimension (mm) CVD PVD abide |CE™et %n
= =
oo Processing|  Insert shape Type D w0 WLIL WYL WL WYL L9 Processing  Insert shape Type LowwLYBLLWYLYYLLL L9 o0
= LE | IC S DI | RE bobdbbrorRrNbBdYXOr LE | IC S DI | RE 3 ooooororcNbDYLOC £
3 CCCCCCCCCCCEEECEo CCCCCCCCCCCCCEcEo 3
e ITIIITITTIIIIITIITIIII ITIIITITTIIIITITIIIIII e
oo oo
=] =]
=15 et s e ) e e A e XA SN M s
£ Roughing TNMG160408-GR | 165 | 9525 | 476 | 381 = 08 | k¥ Finihing VNMG160404-GC | 16.6 | 9.525 | 476 | 3.81 | 04 |k % k% B
E TNMG160412-GR 165 | 9.525 | 476 | 3.81 1.2 * v K VNMG160408-GC 16.6 | 9.525 | 4.76 | 3.81 0.8 | % ¥ % ¢ E
0o 0o
£ £
5 b=}
R et e e e et et e B B e e o o e P I IR B S 5
c . TNMG160408-BR 16.5 | 9.525 | 4.76 | 3.81 0.8 AS ¢ . VNMG160404-GF 16.6 | 9.525 | 476 | 3.81 0.4 | % 3% % ¢ p=
= Roughing | b Finishing] e o e b =
TNMG160412-BR 16.5 | 9.525 | 4.76 | 3.81 1.2 PAdh ¢ VNMG160408-GF 16.6 | 9.525 | 4.76 3.81 0.8 | % ¥ %k ¢

% Recommended grade +% Availablegrade |
2 Frichi VNMG160404-BF 16.6 | 9525 476 | 381 | 0.4 7 % &2
= inishing| b b =
§ VNMG160408-BF 16.6 | 9.525 | 4.76 3.81 0.8 b ¢ g
e e e e e ) 2
s 8
é VNMG160404-GQ 16.6 | 9.525 | 4.76 3.81 0.4 |¥r % Y& Kk g
= Semi- VNMG160408-GQ 16.6 | 9.525 | 4.76 | 3.81 0.8 |% % ¥ % ¢ =
Z finishing VNMG160412-GQ | 16.6 | 9.525 | 4.76 | 3.81 | 1.2 |% k % ko z
o ]
& t
% VNMG160404-GM 16.6 | 9.525 | 4.76 3.81 0.4 |% % ¥ % ¢ %
t Seri- | IS | 66 e o sel ) 00 kel IS £
= finishing VNMG160412-GM 16.6 | 9.525 | 4.76 | 3.81 | 1.2 |¥ k3 ki >
=25 et et e e I R °
n n

Y Recommended grade vy Available grade
z B
© o
(] ()]
° °
= =
€ =
o o
= -
n n
_ Applicable tools Applicable tools _
= =
S - - N7 h - N 7 ks ™~ N o
§ { KAPR:90° i 1 KAPR:60° ‘ i KAPR:90° "1 {I KAPR:90° 11 KAPR:93° ‘ { KAPR:90° } i KAPR:72.5° i KAPR:93° i §
3 | 1 3 i ] i 3 § | § 3
o 1 - o i i o ! | i | | &
% | Page:A63 / | Page: A63 | L Page:A64 | \ Page:A70 ; Page:A70 / Page:AT1 L Page:AT1l ; \ Page:AT2 / '%
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[ ]
TUPNINg v o

35°VNLILI 80°WNLI[]

& . N . N g
= Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough =
- -
= =
= QSteel oo ¥ o ° i QSteel OIOMMEI ° S =
S S
[ © © [
§ *% M Sstainless steel ° R 1c *% M Sstainless steel ° S §
= =
8 g Castiron - g g Castiron ® 8
s 4 4 s
s £ £ s
o S o o0 S o o
£ S Non-ferrous metal R \E s S Non-ferrous metal L) g
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy E
S a q Cemented - 0 Cemented S
%D Dimension (mm) CVD PVD atide | CE™Met Dimension (mm) CVD PVD abide |CE™et %n
= =
oo Processing|  Insert shape Type o] o o] 1o i 1o (] 10 Jio] 1o fie] 1o e ogle Qe Processing  Insert shape Type CESEHSHESHEH2ESES ogle 2 oo
£ LE IC S DI RE bhoxoddororkNibd<<or LE IC S DI | RE oo nbrohcNibBYX0or £
° [ i i o i i o o i o o o o o oo o ' oo o [« o i o o o o Y i o Y i o o s o sl a o sl o o C>>
g == T == T N T (EE T OEE T EE T EE T EE T I T I I I I T I ITITIIIITIITITT g
oo oo
g VNMG160404-BM 16.6 | 9.525 | 4.76 | 3.81 0.4 PAdh ¢ g
£ Semi- | YNMG160408-BM _ | 166 | 9.525) 476 | 881 | 08 | .l & o NN Finishing IR e £
E finishing VNMG160412-BM 16.6 | 9525 | 4.76 | 3.81 | 1.2 ¥ %k WNMG080408-GC 87 | 127 | 476 | 516 | 0.8 | % 3 * 3¢ E
& &
5 5
R I e e o e E e T e [ [ S e e e TV o A R g
£ Cast iron VNMG 160404 16.6 | 9.525 | 4.76 | 3.81 0.4 * Finishi WNMG080404-GF 8.7 127 | 476 | 5.16 0.4 Y % v K £
= I e EE e B B e e e PP T EEPEE ST inishing| b b =
maCh'n'ng VNMG 160408 16.6 | 9.525 | 4.76 | 3.81 0.8 * WNMG080408-GF 8.7 12.7 | 476 | 5.16 0.8 | % ¥ %
WNMG080402-BF 8.7 12.7 | 476 | 5.16 0.2 Yk
E” Castiron VNMA160404 16.6 | 9.525 | 4.76 | 3.81 0.4 * Finishi WNMG080404-BF 8.7 12.7 | 476 | 5.16 0.4 PAdh ¢ ?:n
= S e e B B B B SRR EEFEE SRa inishing| b b =
§ maChm'ng VNMA160408 16.6 | 9.525 | 4.76 | 3.81 0.8 * WNMG080408-BF 8.7 12.7 | 476 | 5.16 0.8 Al ¢ g
L e e e e e e e A I I ()]
] 4
é WNMG080404-GQ 8.7 12.7 | 476 | 5.16 0.4 ¥k ok % g
= Semi- VNMG160404-SM 16.6 | 9.525 | 4.76 | 3.81 | 0.4 ¥k Semi- WNMG080408-GQ 87 | 127 | 476 | 516 | 0.8 % k% k¢ £
Z finishing VNMG160408-SM | 16.6 | 9525  4.76 | 3.81 | 08 Y Kk finishing WNMG080412-GQ 87 | 127 | 476 | 516 12 Kk kK z
° * Recommended grade + Available grade ~ WNMGO0B0404-GM | 87 | 127 | 476 | 516 | 04 [Rkdtkk | o
< Semi- WNMG080408-GM 87 | 127 | 476 | 516 | 0.8 | k3t k¢ £
- finishing WNMGO080412-GM | 87 | 127 | 476 | 516 12 %k Jok i o
- e e e e e e a
Y Recommended grade % Available grade
z T
© o
(] ()]
° °
= =
€ =
2 2
(V2] (7]
_ Applicable tools Applicable tools _
= =
T - N SN e N7 N =
8 { KAPR:72.5° | { KAPR:93° ‘; { KAPR:95° | { KAPR:95° ‘; 3
2 ‘ D : : P | B
E i 1 i | i ' i ! ;
b 1 P i : P i bt
% y Page: ATL | | Page:AT2 | : Page: AG4 | | Page:AT2 | %
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Tu ni ng%}eneral turning

80°WNLI[] 80°WNLI[]

= Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough =
=] =]
= o9 °o0 o o0 =
= QSteel oo |® ° oo QSteel oo Rin o ° oo =
(] < © (]
S 1c 2 M Sstainless steel ° R 1c 2 M Sstainless steel ° S =
(O] © © (T}
= =
8 g g ‘3 Castiron - g g 0 Castiron ® 8
s ) 2 s
s < = 2
g R \E P 5] Non-ferrous metal °o 0 R \E P 5] Non-ferrous metal o0 g
S = . = . S
= Heat resistant super alloys ol Heat resistant super alloys alo =
£ Titanium alloy Titanium alloy £
2 2
gn Dimension (mm) cvD PVD :"r,:z:d Cermet Dimension (mm) cVvD PVD r:"',:;:d Cermet gn
= 2
o0 Processing|  Insert shape Type SRS CHIHR R RS Processing|  Insert shape Type LwLwLYLLYLLLLY L Q o0
= LE | IC | S | D |RE bobobdororhNbnYL0or LE | IC | S | D |RE hobobororhhbnYL0or £
3 CrCCrCrCCCCCCrdCCCCo CrCCCCCCCCCrdCCCCo 3
o ITIIIIIIIIIIIIIIII ITIIIIIIIIIIIIIIII e
oo oo
e WNMG06T312-BM 6.6 | 9525 397 | 3.81 1.2 ok WNMG080404-SM 8.7 12.7 | 476 | 5.16 0.4 PASh ¢ =
L1 T T e B T D el et S e L T T T B T P e e Rt EEtr EEEE <
2 Semi WNMG060412-BM 6.6 | 9525 476 | 3.81 1.2 Al ¢ Semi- WNMG080408-SM 8.7 127 | 476 | 5.16 0.8 A ¢ 20
E=] CMI- | [T oo o oSS ooooooooooooofpooooomoooo P T T N ittt ettt Attty Attty Sttty Sttty Bttty ettt teted ittt ettt St Ittt e
E finishing WNMG080404-BM 87 | 127 | 476 | 5.16 | 0.4 ok finishing WNMG080412-SM 87 | 127 | 476 | 516 | 1.2 ¥k E
1) WNMG080408-BM 8.7 12.7 | 476 | 5.16 0.8 PAdh ¢ )
L e S R e e T B =
"": WNMG080412-BM 8.7 12.7 | 476 | 5.16 1.2 ¥ Kk "'E“
g WNMG080404 8.7 127 | 476 | 5.16 0.4 * Roughi WNMG080408-GR 8.7 12.7 | 476 | 5.16 0.8 * ok Y g
= | | [ N SR et SERaE R - - B - - S - - (B - - S - - B - - R - - B - B T o R B B e B B e R Rl EEEEE SEEEE =
Castiron WNMG080408 8.7 12.7 | 476 | 5.16 0.8 * WNMG080412-GR 8.7 12.7 | 476 | 5.16 1.2 * ¢ Kk V¢
machining WNMG080412 87 | 127 | 476 | 516 | 1.2 *
B WNMA060404 66 | 9525 476 | 381 | 04 * Rough . WNMGO80408-BR | 87 | 127 | 476 | 516 08 | ek || B
=N | 9 2 SN i mmemmmmme mmmmmem eneeen . - - B8 - - R - - B8 - - Bk - - R - - B - - B - - B OUBNING | e b =
'E WNMA060408 6.6 | 9525 476 | 3.81 0.8 * & WNMG080412-BR 8.7 12.7 | 476 | 5.16 1.2 Yok T=
= Castiron WNMA080404 87 | 127 | 476 | 516 | 04 * 2
S .. [ N N e - - 5 -~ T -~ e - B~ ~ mah -~ fa [}
é machining ~ WNMAOBo408 | 87 | 127 | 476 | 516 | 08 | o % Recommended grade vy Available grade g
= WNMA080412 8.7 12.7 | 476 | 5.16 1.2 * =
% WNMAO080416 8.7 12.7 | 476 | 5.16 1.6 * =§"
g Y Recommended grade v Available grade g
(/] (]
2 =l
o o
F P
(v} ©
(%] v
2 3
° °
0 0
z T
© o
Q [}
© °
= =
€ b
o o
= -
7 v
_ Applicable tools Applicable tools _
= =
= e N T SN e N7 SN =
8 { KAPR:95° |/ KAPR:95° ‘; { KAPR:95° | { KAPR:95° ‘; 3
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o | [ ' | [ ! [0}
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80°CCL LI 55°DC[ ][]

(-V] [-V]
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough E
=] =]
= QSteel oo ¥ o ° i QSteel OIOMMEI ° S =
S S
(] < © (]
§ é M Sstainless steel ° R *% M Sstainless steel ° S §
= =
8 g ‘3 Castiron - g 0 Castiron ® 8
s ) 2 s
s < = 2
g ‘g Non-ferrous metal L) ‘g Non-ferrous metal L) g
o o
% Heat resistant super alloys ol Heat resistant super alloys alo %
£ Titanium alloy Titanium alloy £
2 — — 2
So Dimension (mm) cvD PVD emerted et Dimension (mm) cVvD PVD emented)c et 5o
£ carbide carbide £
= =
o0 Processing|  Insert shape Type SE S 2HIAHER R Processing|  Insert shape Type LWLV YLBLYLLL LY, o0
£ LE IC S DI RE Z"hoboodbororRriNboY<Oor LE IC S DI | RE 3o o8bbrbrcNbBdY<L0r £
3 CrrCrrCCCcCecedCTrCo FrCICCCCCCrCCdC>cco 3
o ITTITIIIIIIIIIIIIII ITIITIIIIITITIIIIIIICT e
oo oo
2 CCGT060202-AK 6.4 6.35 | 2.38 2.8 0.2 * DCGT070202-AK 7.8 6.35 | 2.38 2.8 0.2 * ¥t =
L1 T B T T T et k= et L N N S R Do P B B S nr et TR B <
20 CCGT060204-AK 6.4 6.35 | 2.38 2.8 0.4 * Y DCGT070204-AK 7.8 6.35 | 2.38 2.8 0.4 * 20
E CCGT09T302-AK 9.7 | 9.525| 3.97 4.4 0.2 * Finishing DCGT11T302-AK 11.6 | 9.525 | 3.97 4.4 0.2 * E
00 Finishing CCGT09T304-AK 9.7 | 9525 | 3.97 4.4 0.4 * Y DCGT11T304-AK 11.6 | 9.525 | 3.97 4.4 0.4 * o0
= e O e e Bt B B e e e I N A et T T s e S e e e =
"‘E“ CCGTO09T308-AK 9.7 | 9.525 | 3.97 4.4 0.8 * DCGT11T308-AK 11.6 | 9.525 | 3.97 4.4 0.8 * "'E“
£ CCGT120404-AK | 129 | 127 | 476 | 556 | 04 * ¥ £
[ 1 ettt iositototutuiui it Seseltutut s el ettt et Mttt e N I telieitvuiuisi it Attt Ruieiiuiuh Il itk Ittt Rttt el el Anieleiely Rl (=
CCGT120408-AK 12.9 12.7 | 476 | 5.56 0.8 * Y Finishi DCMT11T304-TF 11.6 | 9.525 | 3.97 4.4 0.4 * Kk PAGh ¢
INIShING| s b
CCMT060204-TF 64 | 635 | 238 | 28 0.4 * Yk PAdh ¢ & DCMT11T308-TF 116 | 9525 | 3.97 | 44 0.8 * 3¢k ok
Finishi CCMT060208-TF 6.4 6.35 | 2.38 2.8 0.8 * Yok Yk
iNIShiNG| oo b
E” & CCMTO09T304-TF 9.7 | 9525 | 3.97 4.4 0.4 * Yk PAdh ¢ DCMT070204-TM 7.8 6.35 | 2.38 2.8 0.4 * Kk PAdh ¢ ?:n
% CCMTO09T308-TF 9.7 | 9.525 | 3.97 4.4 0.8 * Yok PAdh g DCMTO070208-TM 7.8 6.35 | 2.38 2.8 0.8 * ¢k PAdh ¢ _g'
SEMi- | e s | s ] | i ~ T - = (Rl ~ - [ - -~ - - R - - T - - Rl -
% CCMT060204-TM 6.4 6.35 | 2.38 2.8 0.4 * Yk PAdh ¢ finishing DCMT11T304-TM 11.6 | 9.525 | 3.97 4.4 0.4 * Kk PAdh ¢ %
2 I e B e R B e L e e S L = T et B B et R it B e Bt CEE TR CEEE PP T TR P T TP EEEEETET BRET FEREE ©
é CCMT060208-TM 6.4 6.35 | 2.38 2.8 0.8 * ok PAdh ¢ DCMT11T308-TM 11.6 | 9.525 | 3.97 4.4 0.8 * Yk pAdh ¢ g
£ CCMTO09T304-TM 9.7 | 9.525 | 3.97 4.4 0.4 * vk PAdh ¢ DCMT11T312-TM 11.6 | 9.525 | 3.97 4.4 1.2 * I Kk PAdh ¢ =
— Semi- | [T T T T T T T T T T T e —
E finishing | COMTOST308-TM | 9.7 | 9525] 397 | 44 | 08 | ek | - W W % Recommended grade 3¢ Available grade T
2 CCMT120404-TM 12.9 12.7 | 476 | 5.56 0.4 * vk A ¢ g
& CCMT120408-TM 129 | 127 | 476 556 | 08 | k¥ % % Kk o
=) [ R SRR MR I IR e M e AR - BEE - JON - BRE B B o
2 CCMT120412-TM 129 | 127 | 476 556 | 12 | k4 * # % s
(v} ©
E % Recommended grade % Available grade 'E
° °
0 0
z B
© o
9 <
° ]
= =
t =
o [=]
= -
7 v
_ Applicable tools Applicable tools _
= =
© e N ©
3 { :95° y - )
2 | (APR:9S | { KAPR:107.5° | { KAPR:93° ‘; =
§ | ‘ : | | =
Y | : : | | o
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90°SC[LI[] 60°TCLIL]

Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough

QSteel oo ¥ o ° i QSteel OIOMMEI ° S
M Sstainless steel ° R {:
‘3 Cast iron

IC
Non-ferrous metal o0 RE
LE S

Heat resistant super alloys
Titanium alloy

M Sstainless steel ° S

0 Cast iron

Non-ferrous metal o0

co
co

Workpiece material
DI
Workpiece material

Heat resistant super alloys
Titanium alloy

emented
carbide

0
)

' PVD

o
@
3
2
(@]

Dimension (mm) Vv

o
)
<
O
o
)
=
2

Dimension (mm)

Processing Insert shape Type Processing Insert shape Type

LE IC S DI RE

HR8105
HR8115
HR8125
HR8225
HR8135
HR6115
HR1135
HR9105
HR7115
HR7125
HR7225
HR5125
HR5225
HRK10
HRK20
HRC10
HR115C

—

m

)

wn

=

2

m
HR8105
HR8115
HR8125
HR8225
HR8135
HR7115
HR7125
HR7225
HR5125
HR5225
HRC10
HR115C

TCGT090204-AK 9.7 556 | 2.38 2.8 0.4

Finishing e L Il SRR SRS S S B Finishing S i B e B e e S bt A

Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111
Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

SEMIi- | e ook Finishing| o e oo - - P omt e ot e -
finishing| | TR T 1T P P S s U e I O A VAl (AP F Pl At (O L SR A

SCMT120412-TM 12.7 | 127 | 476 | 5.56 1.2 * ¢k ok TCMT110204-TM 11.0 | 6.35 | 2.38 2.8 0.4 * Yk % *

% Recommended grade vy Available grade TCMT110208-TM 11.0 | 6.35 | 2.38 2.8 0.8 * % Kk ¥
=T e e o s S e U R

finishing| ~ peeseiiiaiiaodos P IR P B e B e IR AR SRR S

TCMT16T312-TM 16.5 | 9.525 | 3.97 4.4 1.2 * % Kk ¥ *

Indexable milling
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w
©
~
N
N
o
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b4
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s
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Indexable milling

Y Recommended grade vy Available grade

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Applicable tools Applicable tools
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35°VBLIL] 35°VCLIL]

Working condition: @ Stable & Average @ Tough Working condition: @ Stable @ Average @ Tough

QSteel oo ¥ o ° i QSteel OIOMMEI ° S

M Sstainless steel ° S

0 Cast iron

Non-ferrous metal o0

M Sstainless steel ° R

‘3 Cast iron

Non-ferrous metal °o 0

co
co

Workpiece material
Workpiece material

Heat resistant super alloys
Titanium alloy

Heat resistant super alloys
Titanium alloy

(9}

Dimension (mm)

o
@
3
2

VD

)
<
o
o
o

3

2

S
= &
gz

0
)

Dimension (mm) \' PVD

Processing Insert shape Type Processing Insert shape Type

r
m
o
(7]
=
o)
m

HR8105
HR8115
HR8125
HR8225
HR8135
HR6115
HR1135
HR9105
HR7115
HR7125
HR7225
HR5125
HR5225
» | HRK10
s+ | HRK20
HRC10
HR115C
ol
m
o
(7]
=
el
m
HR8105
HR8115
HR8125
HR8225
HR9105
HR7115
HR7125
HR7225
HR5125
HR5225
HRC10
HR115C

VBGT160402-AK 16.5 | 9.525 | 4.76 4.4 0.2

VCGT110302-AK 11.0 | 635 | 3.18 2.8 0.2
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Finishing| b b Semi- | 00 [CEOSOIaIIaICNStrnsSSeeosmaeanmtommneeeeenl s - - o pe - TR - R - s
finishing

VCGT160408-AK 16.5 | 9.525 | 4.76 4.4 0.8 * %%

Fichi VBMT160404-TF 165 | 9525 | 476 | 44 | 04 | k4 k # % VCMT110304-TM 110 | 635 | 318 | 28 | 04 kK k % %
ol 1o =4 O S e B e e B S e (N I Tt e e e s ST o R
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Semi-
finishing VCMT160404-TM 165 9525 | 476 | 44 | 04 Kk k % %

Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111
Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

VBMT110308-TM 110 | 635 | 3.18 28 0.8 * Yok ek VCMT160412-TM 16.5 | 9.525 | 4.76 @ 4.4 1.2 * K A ¢
Y=l N ittt e einieil Infeutuieieiet bt Il Il I il sl Akl R
finishing LT T P P S R e fof “lel BN BN ol BN BN BN % Recommended grade vy Available grade

VBMT160412-TM 16.5 | 9.525 | 4.76 4.4 1.2 * Y * ¥ *

Indexable milling
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Indexable milling

% Recommended grade +% Available grade

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Applicable tools Applicable tools

" KAPR:107.5° "KAPR:93° 4 KAPR:107.5° KAPR:93°
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Solid carbide drill
Solid carbide drill
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Short hole drill
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Tu ni ng%}eneral turning

Profile turning insert

Working condition: @ Stable & Average @ Tough

Planer insert

HIHUAREAL

Working condition: @ Stable @ Average @ Tough

o9 ° 0
A QSteel oo |® ° 33
'g M Sstainless steel ° R
£ . R
- 2 g ‘3 Cast iron °
(7]
2
‘g‘ Non-ferrous metal o0
i Heat resistant super alloys ol
Titanium alloy
Dimension (mm) cvD PVD emerted o et
carbide
Processing  Insert shape Type 10 0 jio 10 |l 10 o) 1o ] o e W o (o) o (O
Ic S DI PN OB rO RN B0
CCCCCCCCCCCC@ECCo
ITIIITITITIIIITITITIIITI
RCMX1003MO 10 3.18 3.6 * ok
RCMX1204MO 12 4.76 4.4 * Yk
i RCMX1606MO 16 6.35 55 * ¥ K
Profilingd. = [sescssveseessvsesmmminmareunsimusvesnmnnvam B T R T
RCMX2006MO 20 6.35 6.5 * ok
RCMX2507MO 25 7.94 7.2 * Yk
RCMX3209MO 32 9.525 9.5 * Yok
RCMX1606MO-MR 16 6.35 5.5 * Yk
. RCMX2006MO-MR 20 6.35 6.5 * ok
Profiling] kb
RCMX2507MO-MR 25 7.94 7.2 * Yk

o o0
QSteel oo Rin o ° il
'g M Sstainless steel ° S
£ . .
3 ‘3 Cast iron °
(7]
2
‘g Non-ferrous metal o0
Heat resistant super alloys alo
Titanium alloy
Dimension (mm) cVvD PVD emerted o et
carbide
Processing  Insert shape Type 8rREBLB82888. e ole Qe
LE IC S DI | RE moodobrorrNb®YLor
CrrCCrCCCCCCrCCCCEo
ITIIIIIIIITIIIIIII
Planer SNMG120404-HAF 12.7 12.7 | 476 | 5.16 0.4 *
machining
Planer . SNMG120404-HSF | 127 | 127 | 476 | 516 | 04 | | *x | |
machining

Y Recommended grade v Available grade

Y Recommended grade vy Available grade

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill
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Cermetinsert _ A

Cermetinsert

[-V]
Working condition: @ Stable @ Average @ Tough E
=

) °o0
Q Steel eeninn |® ° ol %
IC _ = ) Alc o
{ % M Stainless steel ° el s g

Sh —I €
al {41 .

ib <] 0 Cast iron : 2
4 b} =
= L
L < s
S x o0 o
R LE s S Non-ferrous metal £
Heat resistant super alloys oo %
Titanium alloy £
2
a q emented; o
Dimension (mm) CVD PVD abide |CEMet %o
=
=
Processing Insert shape Type PERSHE2HSBE2HSRSR ole = oo
LE IC S DI | RE 3o o@doorohcNiBxX0Or £
CrICCCCCCCCrdCCC o 3
ITITIIIIIIIIIIIIIII e
oo
-]
Finishing | e e e e s
and CNMG120404HQ 129 | 127 | 476 | 5.16 0.4 * k 20
semk- CNMG120408HQ 129 | 127 | 476 | 516 | 0.8 * * =
machining | o T T LT T L L e T o
oo
&=
=]
% Recommended grade % Available grade §
=
Working condition: @ Stable & Average @ Tough E"
o 30 i=
Q Steel oo nininl |® ° 88 qE)
IC ! ] . ]
. B M Sstainless steel ° I g
- =t i U £ °
ATREE I T : :
s =
RE LE s 5] Non-ferrous metal L) £
= ]
Heat resistant super alloys ol S
Titanium alloy g
2
Dimension (mm) CVD PVD Cemented cermet H
carbide o
T
Processing|  Insert shape Type 10| 0 1o 1o [l w o) 1o ) o o) 0 | 1 |50 1D é

LE | IC S DIl | RE hooSoororcNbdYLOr

CFrrICCrCCCCCCrdCCCCo

ITIIIIIIIIIIIIIIII

Finishing | [T e o oo o oSS ooooooooooooosfcsodeoos
and DNMG150404HQ 155 | 127 | 476 | 5.16 0.4 * =
o I L L e LR R A S e e 1 Rt =
sem: DNMG150408HQ 155 127 | 476 | 516 08 * * o
machining LT T 2
=
€
2
v

% Recommended grade % Available grade
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Tu ni ng%}eneral turning

HIHUAREAL

/A Cermetinsert Cermetinsert
3 3
E Working condition: @ Stable & Average & Tough Working condition: @ Stable @ Average @ Tough E
=] =]
= QSteel e 2%u o ° S QSteel o0 2% o ° S =
— e —
(] © © (]
S ;:: M Sstainless steel ° S — ;,C: M Sstainless steel ° $'S S
O © © O
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General turning tool

@ Code key of general turning tools

Code key of general external turning tools

Code key of general internal turning tools

# Overview of general turning tools (external machining)

# General turning tools

P-type clamping external turning tool ---

M-type clamping external turning tool
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A Code key of general external turning tools Code key of general internal turning tools
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Overview of general turning tools (external machining)
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m Overview of general turning tools (internal machining)

Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill
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Entering angle
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Overview of general turning tools (internal machining)

Entering angle

Minimum workpiece
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S | casave R R S SR e RS e e LLS0617 |HTIBWE | WR25L | GH3 | DD3L |TN=1604| e
o0 2525M16 A A 25 25 150 | 23 25 32 2525M16 A A 25 25 150 | 23 25 32 |LLS0617 | HTI6WE | WR25L GH3 DD3L | TN=+1604 )
CHEN | 92 [t s Aot Ressee B e JorTT e - - - -~ - - - - R - - - - - - - - - [EEEEEEREE - - - - ---- - [SEEEEEEee [ R S S oo s STt s I e c
5 2525M22 | A A | 25 | 25 | 150 | 28 25 32 3232P16 | A A | 32 | 32 | 170 | 28 32 40 S
' [ I v Sy SO S P NSRS FECUNE S, S s—— LLS0821 | HT22WE | WR30L | GH4 | DD4L |TN»2204| | b ohoh b P
£ 3232P22 A A 32 32 170 28 32 40 2525M22 A A 25 25 150 28 25 32 £
= et S ] e B B e T e E e T e N R e B B B R ST k] RETEIEE! EENEEE LLS0821 | HT22WE | WR30L | GH4 | DDA4L |TN=2204 =
3232P27 A A 32 32 170 | 34 32 40 | LLS0825 HT27WE | WR30L GH5 DD5L | TN=2706 3232P22 A A 32 32 170 | 28 32 40
A Standing inventory A Make-to-order 3232P27 A A 32 32 | 170 | 33 32 40 | LLS0825 | HT27WE | WR40L GH5 DD5L | TN++2706
A Standing inventory A Make—-to-order
[-T] [-T]
£ £
= =
< <
E T—— B
3 T | 3
o | | =}
£ ‘ 1 £
= PTTNR/L 50° PWLNR/L @ z
. @® .
E KAPR:60° ® KAPR:95° © T
) - )
2 =l
=] =}
A P
© ©
(%] v
3 =]
3 &
Dimension (mm Accessories . Dimension (mm Accessories .
Inventory <28 of Ut . ( C)orner e (Cever lock — Mfﬁggmg Inventory Size of Gt . ( C)orner el T e R M%tggmg
gl | vengisie | O] UG Leteroc shim | weench | Lever | shimpi eglserer| enghsie | ST Negd Leterock stim | wrench | Lever | simpi
Model Model
= R | L | H | B LF|LH| HF | WF @E' v { (Q? &) R L | H| B |LF LH| HF | WF @E' @ ( « £ =
S S
< 2
-g PTTNR/L 2020K16 A A 20 20 125 23 20 17 PWLNR/L | 2020K06 A A 20 20 125 23 20 25 -g
2 I e VUUNED POSHIEN UV PUSNEY NS PG, S SR s—— LLS0617 | HTIBWE | WR25L | GH3 | DD3L |TN=1604| LLS0617 |HWOBWE| WR25L | GH3 | DD3L |WN=0604 =
2 2525M16 | A A | 25 25 | 150 | 23 25 22 2525M06 | A A | 25 | 25 | 150 | 23 25 32 %
L7, O I e O e e e |
2525M22 A A 25 25 150 | 32 20 22 2020K08 A AN 20 20 125 | 28 20 25
= | S o P e [FONUS FCUAES ORI S se—— LLS0821 | HT22WE | WR4OL | GH4 | DD4L |TN=2204| =
S 2525M08 A A 25 25 150 | 28 25 32 | LLS0821 |HWOBWE| WR30L GH4 DD4L  |WN=<0804 5
L A S S R R I R [}
g A Standing inventory A Make-to-order 3232P08 A A 32 32 170 28 32 40 E
S =
S AStanding inventory  AMake-to—order S
= =l
° °
w (7]
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m External turning tool External turning tool

(-V] [-V]
= =
£ £
=] =]
L L
E — E
(] (]
[ [
3 (3
o o
5 MCBNR/L MDJNR/L 5
= =
L L
g KAPR:75° KAPR:93° g
g g
= =
£ £
w w
k= k]
£ =
2 P . S . 2
Dimension (mm) Accessories hi Dimension (mm) Accessories hi
oo Inventory Size of cutter | | enoth size | COMer| Head | Clamp - Cantilever ; Mia:1t§erl'? s LGy Size of cutter | | anoth size | COrNer| Head | Clamp ; Cantilever ; Mieﬁger[?g 2
E square ength size | peisht | width | screw Shim | Wrench | “clamp | Lock pin square ength size | Reioht | width | screw Shim | Wrench | clamp | Lock pin £
<4 Model Model <4
oo oo
2 R | L H B LF LH| HF | WF O { ﬁ R L H B |LF| LH| HF @ wF <:> { ﬁ 3
< <
oo [=T)
= =
E MCBNR/L | 2020K12 A A 20 20 125 | 35 20 17 MDJNR/L | 2020K11 A A 20 20 125 | 32 20 25 E
e e e S T A e T e N A N O s I e e R B e Bt Lot BT S HM8 x 25 WR20L e
) 2525M12 A A 25 25 150 | 35 25 22 |HM6x20| HC12WI | WR25L HYD1 |MP6 x 17|CN=+1204 2525M11 A A 25 25 150 | 32 25 32 HD11WI WR30L HYD1 |MP5 x 13|DN*+1104 o0
L et R B e S B et e I e E e B e O Rt St i e C e T T E P EETEE c
"‘Ev 3232P12 A A 32 32 170 | 35 32 27 WR30L 3232P11 A A 32 32 170 | 32 32 40 HIVIG x 28 "'5“
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, VY=Y A R P F— I
g 2525M16 A A 25 25 150 | 42 25 22 |HM6 x 25 2020K15 AN A 20 20 125 | 38 20 25 g
T e T e R T B HCABWI [~ HYD2 [MP8x21[CN=1606] | e =
3232P16 A A 32 32 | 170 | 42 32 27 |HM6 x 28 WR30L 2525M15 A A 25 25 | 150 @ 38 25 32 |HM6 x 25 MP6 x 19| DN*+1506
3232P19 A A 32 32 | 170 | 42 32 27 |HM8x 35 HC19WI | WR40L | HYD5X [MP10 x 21 CN*+1906 3232P15 A A 32 32 | 170 @ 38 32 40 |HM6 x 28 WR25L
—————————————————————————————————————————————————————————————————————————— HD15WI HYD2 |---------fesmmesaes
AStanding inventory  AMake—to—order 2020K15H | A | A | 20 | 20 | 125 | 38 | 20 | 25 |HM6x20 WR30L
2525M15H | A A 25 25 150 | 38 25 32 |HM6 x 25 MP6 x 17| DN*+1504
3232P15H | A A 32 32 | 170 | 38 32 40 |HM6 x 28

A Standing inventory A Make-to—order

Indexable milling
Indexable milling

MCLNR/L
KAPR:95°

Solid carbide end mill
Solid carbide end mill

Dimension (mm) Accessories .
Inventory Size of cutter . Corner| Head Clamp . Cantilever . Mlal‘fggll'?g
Square Length size height | width | screw Shim | Wrench | “clamp | Lock pin
Model
= R | L H| B |LF|LH| HF | WF Q { ﬁ =
— S
= <
< 2
2 MCLNR/L | 2020K12 A A 20 20 125 | 32 20 25 |HM6 x 20 2
e e e T e B B T WR25L ;=
2 2525M12 A A 25 25 | 150 | 32 25 32 |HM6 x25 HC12wWI HYD1 |MP6 x 17 |CN=1204 e
e S B e B PR IS PL WR30L i
3232P12 A A 32 32 | 170 | 32 32 40 |HM6 x 28
E 2525M16 A A 25 25 150 | 38 25 32 |HM6x25 E
b I e B e S e e e e B R HC16WI | WR30L | HYD2 |MP8x 21|CN=1606 P
g 3232P16 A A 32 32 | 170 | 38 32 40 |HM6 x 28 E
5 3232P19 A A 32 32 | 170 | 42 32 40 |HM8 x 35| HC19WI | WR40L | HYD5X |[MP10 x 21/ CN*+1906 E
= =l
3;, A Standing inventory  AMake-to—order 35,
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Tu ni ng%}eneral turning

External turning tool External turning tool

(-V] [-V]
= =
£ £
=] =]
L L
= =
L | e I (1 I | R @
[ [
3 (3
o o
= MDPNN MSBNR/L 5
s 5 s
= . o =
s KAPR:62.5° KAPR:75 — 4 g
g > §
(=] (=]
= =
£ £
w w
k= ] k]
[=T:] oo
£ £
= =
= Dimension (mm) Accessories . Dimension (mm) Accessories . =
oo Inventory Size of cutter | | enoth size | COMer| Head | Clamp - Cantilever ; M?ﬁﬁ?ﬂ' s LGy Size of cutter | | anoth size | COrNer| Head | Clamp ; Cantilever ; Mia:.'tggr[?g 2
E square ength size | peioht | width | screw Shim | Wrench |“clamp | Lock pin square ength size | Reioht | width | screw Shim | Wrench | “clamp | Lock pin £
<4 Model Model <4
oo oo
° R | L | H | B LF| LH| HF | WF <:> { ﬁ R L | H | B |LF LH| HF  WF { ﬁ o
< <
oo [=T)
= =
E MDPNN 2020K11 A A 20 20 125 35 20 10 |HM6 x 20 MSBNR/L | 2020K12 A A 20 20 125 | 32 20 17 |HM6 x 20 E
e e Dt S e e B B s EEEEE SR WR20L | | b f WR25L =
00 2525M11 A A 25 25 150 35 25 12.5 |HM6 x 25| HD11WI WR30L HYD1 |MP5 x 13|DN*+1104 2525M12 A A 25 25 150 | 32 25 22 |HM6 x 25| HS12WI WR30L HYD1 |MP6 x 17 |SN++1204 )
e e e S e B e e ot T A AL S N e B B e St S e e SR =
"‘Ev 3232P11 A A 32 32 170 | 42 32 16 |HM6 x 28 3232P12 VAN A 32 32 170 | 32 32 27 |HM6x28 "'5“
g 2020K15 A A 20 20 125 | 42 20 12.5 HM6 x 20 2525M15 A A 25 25 150 | 38 25 22 |HM6x25 g
= I e R e et it Moot Raosad Aassia nasaen ERSEEENNE | NN N [ I oottt Rt St st LA K vt Rt Sy iy TSRO HS15WI = WR30L | HYD2 |MP8x 21 SN«1506 =
2525M15 A A 25 25 | 150 | 42 25 12.5 HM6 x 25 MP6 x 19| DN=+1506 3232P15 A A 32 32 | 170 | 38 32 27 |HM6 x 28
3232P15 A A 32 32 | 170 | 42 32 16 |HM6x 28 WR25L 3232P19 A A 32 32 | 170 | 42 32 27 |HM8x 35| HS19WI | WR40L | HYD5X MP10 x 21/ SN*+1906
—————————————————————————————————————————————————————————————————————————— HD15WI HYD2 |---------fesmmeaes
2020K15H | A A 20 20 | 125 | 42 20 12.5 'HM6 x 20 WR30L A Standing inventory /A Make-to-order
E” 2525M15H | A A 25 25 150 | 42 25 12.5 HM6 x 25 MP6 x 17 |DN++1504 “‘:”
T 3282R15H| A | A | 32 | 32 200 | 42 32 | 16 HM6x28 E
% A Standing inventory A Make—-to—order %
8 g
()] (Y]
° )
= =
E ! =
= KAPR:75 e
(] (1)
(/] (]
2 =l
o o
F P
(v} ©
(%] v
b= 3
8 8
Dimension (mm) Accessories .
INVentory |size of cutter Lensth size | Corner | Head | Clamp " Cantilever| | oy i Mf—irtggrlg ¢
square ength size | height | width | screw Shim | Wrench | “clamp | Lockpin
Model
= R | L | H B LF LH| HF | WF ( ﬁ -
E =
© o
9 <
Io MSRNR/L | 2020K12 A A 20 20 125 | 32 20 22 |HM6x20 2
e e e e e S B ) WR25L ©
g 2525M12 A A 25 25 150 | 32 25 27 |HM6 x 25| HS12WI HYD1 |MP6 x 17 |SN*+1204 g
23 et R e e T e S e e AT R WR30L B
3232P12 A A 32 32 170 | 32 32 35 |HM®6 x 28
= 2525M15 A A 25 25 | 150 | 38 25 27 |HM6 x 25 =
< N et Mo et et bttt ettt el Aot it Eeeby HS15WI | WR30L | HYD2 |MP8x 21|SN++1506 o
= 3232P15 A A 32 32 170 | 38 32 35 |HM6 x 28 =
EEII e | | ar s  sa  -  ~ ~ - = = = ~ [ - - = = - ~ = = - ~ TR} ~ = = = = - = = ~ SRR o
5 3232P19 A A 32 32 | 170 | 42 32 35 |HM8x35 HS19WI | WR40L | HYD5X |MP10x21|SN*+1906 E
% A Standing inventory A Make-to-order -%
w w
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill

Short hole drill
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Tu ni ng%}eneral turning

External turning tool

External turning tool

MTGNR/L

HIHUAREAL

***** R
MSKNR/L .
KAPR:75° ®
Dimension (mm) Accessories hi
INVentory gize of cutter Length size | COMer| Head | Clamp i Cantilever i Mﬁ‘tge'l{]g
square ength size | Reioht | width | screw Shim | Wrench |“clamp | Lock pin
Model
R L | H B |LF LH| HF  WF { ﬁ
MSKNR/L | 2020K12 A A 20 20 125 32 20 25 |HM6 x 20 WR25L
2525M12 A A 25 25 150 32 25 32 |HM6 x 25 HS12WI WR30L HYD1 |MP6 x 17 |SN#+1204
3232P12 A A 32 32 | 170 | 32 32 40 |HM6 x 28
2525M15 A A 25 25 150 38 25 32 |HM6 x 25
—————————————————————————————————————————————————————————————————————————— HS15WI = WR30L = HYD2 |MP8x21 SN«1506
3232P15 A A 32 32 | 170 | 38 32 40 |HM6 x 28
3232P19 A A 32 32 | 170 | 42 32 40 |HM8 x 35| HS19WI | WR40L | HYD5X |MP10 x 21| SN++1906
A Standing inventory A Make-to—order
L] _I -
i H |
LI -
MSDNN W g = | [l
@ | !
KAPR:45° 5%
_LH .
. Dimension (mm) Accessories . Matching
Slzes(?lﬁa%tter Length size ﬁgirgﬁr u‘fg& g?g,‘vp Shim | Wrench Cacrll;lln%er Lock pin | Insert
Model Inventory
H | B | LF | LH HF WF ( ﬁ
MSDNN 2020K12 A 20 20 125 35 20 10
———————————————————————————————————————————————————————————————— HM6 x 25 WR25L
2525M12 A 25 25 | 150 | 35 25 12.5 HS12WI WR3O0L HYD1 |MP6 x 17 |SN#+1204
3232P12 A 32 32 170 | 42 32 16
2525M15 A 25 25 150 | 42 25 12.5 |HV6 x 28
————————————————————————————————————————————————————————————————— HS15WI | WR30L = HYD2 MP8x21 SN«1506
3232P15 A 32 32 170 | 42 32 16

A Standing inventory

AMake-to-order

KAPR:90°
Dimension (mm) Accessories .
Inventory Size of . Corner d 1 Cantilever M.atch:’? &
e QISter | Lengthsize | pEAST| Head | Clamp | ghim | wrench |“lamp| Lockpin | "%
Model
R L H B |LF|LH| HF | WF v { ﬁ
MTGNR/L | 2020K16 A A 20 20 125 32 20 25
——————————————————————————————————————————————————————————————— HMS6 x 25 WR20L
2525M16 A A 25 25 150 32 25 32 HT16WI WR30L HYD1 |MP5 x 13| TN*+1604
3232P16 A A 32 32 170 | 32 32 40 |HM6x28
2525M22 | A A | 25 | 25 | 150 | 38 25 32 HMBx25 WR25L
—————————————————————————————————————————————————————————————————————————— HT22WI HYD2 |MP6 x 17| TN=2204
3232P22 | A | A | 32 | 32 | 170 | 38 | 32 40 |HV6x 28 WR30L
A Standing inventory A Make—-to-order
el S
HI E 2]
r I L] | 5
i i
MTJNR/L o ] . 9371 0>
g .
KAPR:93° 4
e
A LI d
Dimension (mm Accessories .
Inventory |<e of cutter Length -( C)orner Head | Clamp : Cantilever : Miarfgg;? €
Uare ength size | Reight | width | screw Shim | Wrench | clamp | Lock pin
Model
R | L | H B LF LH| HF | WF v ( ﬁ
MTJINR/L 2020K16 A A 20 20 125 32 20 25 |HM6 x 25 WR20L
2525M16 A A 25 25 | 150 | 32 25 32 HT16WI WR30L HYD1 |MP5 x 13| TN*+1604
3232P16 A A 32 32 170 32 32 40
7777777777777777777777777777777777777777777777777777777777777777 HIME x 30 [RRR [N . SN
2525M22 A A 25 25 150 38 25 32
———————————————————————————————————————————————————————————————— HT22WI | WR30L | HYD2 |MP6 x 17| TN=2204
3232P22 A A 32 32 170 38 32 40

A Standing inventory

A Make-to-order

Solid carbide end mill Indexable milling Threading Parting and grooving Turing of small components e{=ly (] RATTET111- E

Short hole drill
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill

Short hole drill
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Tu ni ng%}eneral turning

External turning tool

MTFNR/L

External turning tool

MVJNR/L

HIHUAREAL

KAPR:90°
Dimension (mm) Accessories .
INVentory gize of cutter Length size | COMer| Head | Clamp i Cantilever i Mﬁ‘tgg'!?g
square engthsize | Reioht | width | screw shim | Wrench |~Clamp | Lock pin
Model
R L H B |LF LH| HF WF v { ﬁ
MTFNR/L | 2020K16 A A 20 20 125 | 32 20 25
777777777777777777777777777777777777777777777777777777777777777 HIM6 x 25
2525M16 A A 25 25 150 | 32 25 32
77777777777777777777777777777777777777777777777777777777777777777777777777 HT16WI | WR20L | HYD1 |MP5x 13| TN«1604
3225P16 A A 32 25 170 | 32 32 32
7777777777777777777777777777777777777777777777777777777777777777 HMS x 28 WR30L
3232P16 A A 32 32 170 | 32 32 40
2525M22 A A 25 25 150 | 38 25 32 |HM6 x25
3225P22 A A 32 25 | 170 | 38 32 32 HT22WI | \WRosL HYD2 |MP6 x 17| TN=2204
———————————————————————————————————————————————————————————————— HM6 x 28
3232P22 A A 32 32 170 | 38 32 40 WR30L
A Standing inventory A Make-to—order
KAPR:72.5°
. Dimension (mn::) AccessorlesC | Matching
Slzgg&acrlétter Length size hg{gﬁr wfgt‘f.l SCI?QNP Shim | Wrench ‘—’Crfgln%er Lock pin | nsert
Model Inventory
H | B | LF | LH | HF | WF == ( ﬁ <=
MVVNN 2020K16 20 20 | 125 | 45 20 10
———————————————————————————————————————————————————————————————— HM6 x 25 WR20L
2525M16 A 25 25 | 150 | 45 25 12,5 HV16WI WRS0L HYD3 |MP5 x 13| VN*+1604
3232P16 A 32 32 170 | 45 32 16 |HM6 x 28

A Standing inventory

AMake-to-order

KAPR:93°
Dimension (mm) Accessories X
LGy Size of cutter i Corner| Head | Clam : Cantilever ; Mi%tggrl‘? ¢
square Length size | Feight | width | screw | Shim | Wrench |~glamp" | Lock pin
Model
R | L | H B LF| LH| HF | WF =T { ﬁ .
MVJNR/L | 2020K16 A A 20 20 125 45 20 25
——————————————————————————————————————————————————————————————— HM6 x 25 WR20L
2525M16 A A 25 25 | 150 | 45 25 32 HV16WI MR3O0L HYD3 |MP5 x 13 |VN=+1604
3232P16 32 32 170 45 32 40 |HM6x28
A Standing inventory A Make—-to—order
®
KAPR:95°
Dimension (mm) Accessories .
Inventory e of cutter Lensth size | COrner| Head | Clamp ; Cantilever i M?gggg{]g
square ength size height | width | screw Shim Wrench clamp Lock pin
Model
R L H B |LF|LH| HF | WF @ ( ﬁ
MWLNR/L | 2020K06 A A 20 20 125 28 20 25 WR20L
——————————————————————————————————————————————————————————————— HM5 x 20| HWOBWI HYDO | MP5 x 13 WN=0604
2525M06 A A 25 25 | 150 | 28 25 32 WR30L
2020K08 JAN A 20 20 125 32 20 25 |HM®6 x 20
—————————————————————————————————————————————————————————————————————————— WR25L
2525M08 A A 25 25 | 150 | 32 25 32 |HM6 x 25/ HW08WI HYD1 | MP6 x 17 WN=0804
—————————————————————————————————————————————————————————————————————————— WR30L
3232P08 A A 32 32 | 170 | 32 32 40 |HM6 x 28

A Standing inventory A Make—-to-order

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill
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HIHUAREAL
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TUPNINg v o

m External turning tool Internal turning tool

(-V] [-V]
= =
£ £
= =
s S I L
= =
[ [
[ [
[ [
() | ()
= MRGCR/L O SO-SCLCR/L : 2
S V\Q ° T o4l || = IR g
g KAPR:95 : g
£ O £
S ; S
= =
£ £
w w
s s
E .&"
E — : pr— : 5
— Inventory — |men5|on. (ml'r::)omer S Accessonescantllever . M ?ﬁg?ﬂ{‘g Inventory Basic dimension (mm) Accessories M_atch;'? e R
-% IZesc'i’uzgrl'le €| Lengthssize height w?gth sc?é?/vp Shim | Wrench | ™clamp Lock pin I L] e D e 'g
<] Model Model <]
oo DMIN | DCON H LF WF . oo
= R L | H| B |LF LH| HF | WF R L ‘EQR:;‘ =
© ©
oo [=T)
= =
E MRGCR/L | 2525M12 A A 25 25 150 | 45 25 32 |HM6 x 25 WR25L S12M-SCLCR/L06 JAN A 16 12 11 150 7.5 M2.5x5.5 CC++0602 E
e I B P B R HR12wWI BYDIIMPS x 17 [REZI2GA] [ e e e e et s e eceeseirEicoeear EESEERSEERESES. 0 [EEEEESEEEEESE e
00 3232P12 A A 32 32 | 170 | 45 32 40 |HM®6 x 28 WR30L S12M-SCLCR/L09 A A 16 12 11 150 8 M3 g o0
= i S e e e e A e S o il H e e et [ N e i e e it I i Bt S5x (=
5 $16Q-SCLCR/L09 A A 20 16 15 180 10 5
S | eaassaEcEEsaasasanssnnsssnsas $ 020 EEE0 B0 B0 | eressspeesesseni S RN RSN SRR PR R CC*+09T3 3
= S20R-SCLCR/L09 A A 25 20 19 | 200 12 WR15 £
T e St e e s (e b et et N ot el St E s Bt Bt e it M3.5x 10 =
S25S-SCLCR/L09 A A 32 25 24 250 15.5
A Standing inventory AMake-to—order L SZOR—SCLCR/L12 777777 ‘ 77777 ‘ 777777 2 5 777777 20 777777 179 777777 2 00 o 1 2 5 | Ma.0x11 CCr1204
S25S-SCLCR/L12 A A 32 25 24 250 15.5

A Standing inventory A Make-to—order

Indexable milling
Indexable milling

_E MRDCN HF Ef 5 I T © SDD-SDQCR/L \Q«?’ _E
[ R py— [
[} | L 107.5% (7]
b e — 5 — KAPR:107.5° , ‘ 3
) e L | )
F P
© ©
(%] v
3 3
9 K]
0 0
Dimension (mm) Accessories . Basic dimension (mm Accessories .
[T Size of cutter ; Corner|[ Head | Clam - Cantilever : Miarge]rl{l & Ll L M?gggrl‘? =
square Length size | peioht | width | screw | Shim | Wrench “Tlamp- | Lock pin Insert screw | Wrench
_ Model Model _
= DMIN |DCON H LF WF = b
S R L | H| B LF|LH HF | WF R L ‘Eg%;. S
(] ()]
° °
= =
g MRDCN 2020K12 AN A 20 20 125 35 20 10 |HM6 x 25 S12M-SDQCR/L07 AN A 16 12 11 150 9 E
7 T o e R e e B el Sl Bttt sl e N I E it REEb e LR I AR EEEb bl EECREREE IR LEeutl REEEaRt M2.5x6.5 WRO07 DC*+0702 &
2525M12 A A 25 25 150 35 25 125 HIV6 x 30 HR12WI | WR30L | HYD1 |MP6 x 17 | RC*+1204 S16Q-SDQCR/L07 A A 20 16 15 180 11
= | e T e T TS Ay 30| | LR o s o oo -
T 3232P12 A A 32 32 170 35 32 16 S20R-SDQCR/L11 A A 25 20 19 200 13 M3.5x 8 T
S | pTTTTTIUTIT T T T[T TTTTTTTTTTTTTTITTITTITIT T T T e e T Ty T T s T o T e T ek T T A e WR15 DC++11T3 o
- S25S-SDQCR/L11 A A 32 25 24 250 17 M3.5x 10 &
=T e e e e e et N ettt ittt tieteieintets ittt Aefiieinteiet Nttty ittt Aufeteeieietntel ittt Attt Sttt ieietebeieietel ittt eiuiainh Sttt o
S =
S S
= =l
é A Standing inventory A Make-to—order A Standing inventory A Make-to—order 3;;
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TUPNINg v o

Internal turning tool Internal turning tool

{-1) {-1))
= =
£ £
= =
L o L o
© ©
S S
[ [
S S
(C) (G)
. SOO-SDUCR/L SOO-STFCR/L .
7 7
g KAPR:93° KAPR:90° g
§ §
= =
£ £
wv w
s s
e =4
5 =]
= Basic dimension (mm Accessories . Basic dimension (mm Accessories . =
5 Inventory (mm) Matching Inventory (mm) Matching oo
= insert insert =
£ Insert screw Wrench Insert screw Wrench £
S o
S Model Model S
oo DMIN DCON H LF WF L= DMIN | DCON H LF WF o, oo
g Rt -LE;:‘% A ‘Egi‘a =
© ©
[-T:] [-Y:]
= =
E S12M-SDUCR/L07 A A 16 12 11 150 9 B S16Q-STFCR/L11 A A 20 16 15 180 10 B E
”””””””””””””””””””””””””””””””””””””””””” D X0, ok ettt Ittt (et ittty (et Sttt Ittty (it D X 0. ok
00 S16Q-SDUCR/L07 A A 20 16 15 180 11 WRO7 CCae S20R-STFCR/L11 A A 25 20 19 200 12 WRO07 ez o0
2 I e L B B e D S S T et L N e e e s e e B BT R S c
"‘Ev S20R-SDUCR/L11 A A 25 20 19 200 13 M3.5x 8 WR15 DC+11T3 S25S-STFCR/L16 A A 32 25 24 250 16 M3.5x 10 WR15 TC++16T3 "'5“
e e e e o
= L=
[ ettt ietelieietel eieteleteted fetede et ettt ettt et et [ K bt il Sl Al il Al phieiehiiieh it =
A Standing inventory AMake-to-order A Standing inventory A Make—-to-order

) o0
= £
E E
< <
2 2
[} ©
x x
[} U
o o
£ £
E - - E
s SCI-SSKCR/L 750( SCI[J-SVQBR/L L

(7] . o [
° KAPR:75 KAPR:107.5° 3
o a

® H

(%] v
3 =]
S °
) )

! " Basic dimension (mm) Accessories Matching : " Basic dimension (mm) Accessories Matching
nventory insert nventory insert
Insert screw Wrench Insert screw Wrench

_ Model Model _
= DMIN |[DCON H LF WF o DMIN |DCON H LF WF o =
S R L *E;i} R L Tﬁ;%;. S
< 2

°© ]
= =
_’é S12M-SSKCRLO9 | A | A | 16 | 12 | 11 | 150 | 9 _’é
< S16Q- SSKCRAL09 | A A | 20 16 15 | 180 | 11 M3.5x 8 WR15 SC+09T3 S20R-SVQBR/L16 A A | 27 20 1o | 200 | 14 | WRis VB 1604 @
sttt e el e el et e e [ N ettt ittty Attt fefiefietietietind ittty Attt Ml ettt el O X PR —
E S20R- SSKCR/L09 A A 25 20 19 200 13 S25S-SVQBR/L16 A 35 25 24 250 20 E’
Y S25S- SSKCR/L12 A A 32 25 24 250 17 M4 x 1 WR15 SC+x1204 &
- R e e e e e £

v (%]
= =l
é A Standing inventory A Make-to—order A Standing inventory A Make-to—order 3;;
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Internal turning tool Internal turning tool

{-1) {-1))
= =
f = f =
- -
= =
s s
g s g
@ 7 - n @
(T} (T}
Mo
p SCIJ-SVUBR/L SOO-SVUCR/L S e ™ p
= 3 5 =
pre 1|~ | | —— &}'
g KAPR:93° KAPR:93° Li 2 i g
£ e r - £
S S
= =
£ £
wv w
s ‘s
[=T:] oo
£ £
= =3
= Basic dimension (mm Accessories . Basic dimension (mm Accessories . =
5 Inventory (mm) M.atChr[?g Inventory (mm) M.atch;?g oo
£ Insert screw | Wrench s Insert screw |  Wrench = £
o o
<] Model Model <]
S0 DMIN DCON H LF WF o DMIN |DCON H LF WF o o]
= Lt T Lt T =
© ©
[-T:] [-Y:]
4= 4=
= h =
- o e ot I N N N AR P A R S N A A R AR &
) S25S- SVUBR/L16 A A 35 25 24 250 20 M3.5x 12 WR15 VB*+1604 S20R-SVUCR/L11 A 28 20 19 200 14 )
IO (000 s s - -----——----[EEEEEEEs N S HS FonGm S et mam——— M3.5x 12 WR15 VC++1604 £
B S25S5-SVUCR/L16 A 35 25 24 250 20 °
e e e g
= £=
[ ettt et et e e e et e [ N ettt etttk ettt Sttt Mttt eieiieieinl Attt etk Rttt (=
A Standing inventory A Make—-to—order A Standing inventory A Make-to—order
) o0
= =
E €
()] (']
<] ]
[} ©
x x
[} U
o o
= =
= : T ey =
E SOO-SVQCR/L SOO-SCLPR/L o cmr——— B | E
: : ° KAPR:95° o] e T~ S g 5
P KAPR:107.5 : . " 7@ | 3
2 O £
© ©
(%] v
2 3
9 K]
7} )
Inventory Basic dimension (mm) Accessories Matching Inventory Basic dimension (mm) Accessories Matching
insert insert
Insert screw Wrench Insert screw Wrench
_ Model Model _
= = - =
= DMIN DCON H LF WF . DMIN |DCON| H LF | WF |GAMO L= =
S R L *E;h R L TQ%; S
< <
2 2
:§ S12M-SCLPR/L06 A A 16 12 11 150 8 —4° M2.5x5.5 WRO07 CP++0602 E
(7 st s e et s s e e Y st e e e s st e e e A w
S16Q-SVQCR/L11 A A 22 16 15 180 12 ok S16Q-SCLPR/L09 A 20 16 15 | 180 10 —4°

— GO N ile et e e R e M25x65 | WRO7 | vee1t03 | | | SIQSCIPRLS | A | A | 20 | 16 | 15 | 180 | 10 | ~4° e s e 5
E S25S5-SVQCR/L16 35 25 24 250 20 M3.5x 12 WR15 VC++1604 S20R-SCLPR/L09 A A 25 20 18 | 200 13 —4° -_—E'
75 e e e e e e e [}
=] h=]
e e e e e e e e e e £
S S
% A Standing inventory A Make-to—order A Standing inventory A Make-to—order '%
w (7]
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Threading Parting and grooving Turing of small components Fel-Iy (| K{TTH 111

Indexable milling

Solid carbide end mill

Short hole drill

=
<
o
=}
=}
S
©
o
b=}
°
]

A79

[ ]
Tu ni ng%}eneral turning

Internal turning tool

SOO-SDQPR/L

Internal turning tool

HIHUAREAL

KAPR:107.5° 107.5%,
<—/_—‘
Basic dimension (mm Accessories .
Inventory (mm) M.atchrl{'ng
Insert screw|  Wrench S
Model
R L DMIN DCON| H LF | WF |GAMO o
S12M-SDQPR/L0O7 A A 16 12 11 150 9 -8° M2.5x 5.5
————————————————————————————————————————————————————————————————————————————————————————————— WR07 DP+0702
S16Q-SDQPR/L07 A A 20 16 15 180 11 -6° M2.5 x 6.5
S20R-SDQPR/L11 A A 25 20 18 200 13 -6° M3.5x 8 WR15 DP+11T3
A Standing inventory AMake-to-order

s !
SOO-SDUPR/L e ’
I et T P
KAPR:93° L=t
Basic dimension (mm Accessories .
Inventory (mm) Matching
Insert screw|  Wrench insert
Model
. L DMIN DCON| H LF WF |GAMO o,
S12M-SDUPR/L07 16 12 11 150 9 -8° M2.5x 5.5
ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff WRO07 DP++0702
S16Q-SDUPR/L07 20 16 15 180 11 -6° M2.5%x 6.5
A Standing inventory AMake-to-order

SCOO[-STUPR/L ¥ oo o
q5 L = I -5
r"*‘h =
KAPR:93° w1 5 %
Basic dimension (mm Accessories .
Inventory (mm) M.atch'!'?g
Insert screw|  Wrench l0SE
Model
DMIN | DCON H LF WF o,
R : ‘E;%
S12Q-STUPR/L11 A 16 12 1.4 180 7.5
77777777777777777777777777777777777777777777777777777777777777777777777777777777 M2.5x 6.5 WRO07 TP++1103
S16R-STUPR/L11 A A 20 16 15 180 10
A Standing inventory A Make—-to-order

Threading Parting and grooving Turing of small components e{=ly (] RATTET111-

Indexable milling

Solid carbide end mill

Short hole drill
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Comparison table of general turning inserts in metric and
Inch (Positive)

[ ]
Tu ni ng%}eneral Turning Technical Data

Comparison table of general turning inserts in metric and
Inch (Negative)

A81

o0 Ctype D-type S-type C-shape D-shape S-shape oo
E negative angle negative angle negative angle ISO Inch postive ISO Inch posti?/e ISO Inch postil\ole ISO Inch E
- -
= 090304 321 110404 331 090304 321 060202 2(1.5)0 070202 2(1.5)0 060204 2(1.5)1 =
g 090308 322 110408 332 090308 322 060204 2(1.5)1 070204 2(1.5)1 097302 3(2.5)0 §
c c
3 120404 431 110412 333 090312 323 060208 2(1.5)2 070208 2(1.5)2 097304 3(2.5)1 3
o 120408 432 150404 431 120404 431 097302 3(2.5)0 117302 3(2.5)0 09T308 3(2.5) 2 I
= =
g 120412 433 150408 432 120408 432 09T304 3(2.5)1 117304 3(2.5)1 120404 431 %
o o
g 120416 434 150412 433 120412 433 09T308 3(2.5)2 117308 3(2.5)2 120408 432 §
S CCMT/ DCMT/ S
g 160608 542 150604 441 120416 434 120404 431 117312 3(2.5)3 SCMT 120412 433 g
& CCGT DCGT &
"g‘»n 160612 543 150608 442 150608 542 120408 432 150404 531 "S)
£ 160616 544 150612 443 150612 543 120412 433 150408 532 £
= CNMG DNMG SNMG =
oo 190608 642 150616 444 150616 544 150412 533 =
[ = f =
3 190612 643 190608 542 190412 633 190408 632 3
o o
o 190616 644 190612 543 190424 636 190412 633 &0
=} =}
s 190624 646 190612 643 190416 634 s
[-T:] [-Y:]
o o
E 250724 856 190616 644 E
o 250732 858 250724 856 o
2 250924 866 250732 858 &
E 250932 868 250924 866 g
A S
£ 250932 868 =
= T-shape V-shape ~
postive ISO Inch postive ISO Inch
06T102 1.2(1.2)0 110202 2(1.5)0
T-type W-type V-type
— negative angle ISO Inch negative angle ISO Inch negative angle ISO Inch oeT104 12(1.2)1 ez Al G5
£ 06T108 1.2(1.2)2 1102 2(1.5)2 £
= 110304 221 06T304 3(2.5)1 160404 331 (1.2) VBMT/ 0208 (1:5) =
= 090202 1.8(1.5)0 110302 220 £
K] 110308 222 06T308 3(2.5)2 160408 332 VBGT K
= 090204 1.8(1.5)1 110304 221 =
g 160404 331 06T312 3(2.5)3 160412 333 (-5 030 %
090208 1.8(1.5)2 110308 222
2 160408 332 060404 331 (.5 VCMT/ 2
110202 2(1.5)0 160402 330
— 160412 333 060408 332 a-9) VCGT 6040 =
= 110204 2(1.5)1 160404 331 E
5 TNMG 220404 431 WG 080412 333 VNG 09 E
110208 2(1.5)2 332
E 220408 432 080404 431 (1.5) 160408 §
110302 220 160412 333
2 220412 433 080408 432 2
= 110304 221 5
S 220416 434 080412 433 S
] TCMT/ 110308 222 ]
g 270608 542 3’.’
TCGT 16T302 3(2.5)0
270612 543 (2.5)
16T304 3(2.5)1
270616 544
16T308 3(2.5)2
_ 16T312 3(2.5)3 _
= =
E -] R-type 160400 330 b -]
K] negative angle ISO Inch <
2 220408 432 F
_§ 0903MO 82 220412 433 _§
=) ANMG |- 1204MO ) 220416 434 @
= 270408 532 =
o ©
3 270412 533 3
',g 330612 643 '.g
= 330616 644 =
[=] (=]
w (7]
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Cutting speed recommendations for general external turning

90 Machined workpiece materials Product grade S0
= @ e HR8105 HR8115 HR8125 HR8225 HR8135 HR7125 HR7225 HR6115 HR9105 HR7115 HRK10 HRK20 2
= = £ =
< 3 = [
3 g = Feed rate /(mm/r) o
= 1SO Classification of materials -i'g & S
O a g 01|04 |06 |01]04|06) 01|04 06|0104|06) 01|04 06 01/03|05/01|03|/05|01|04|06|01|03|05|01|03|05|01|04|06|01|04]| 06 O
= = ) 8
£ T |z i : £
g ] & Cutting speed /(m/min) %
o o
g €<0.25% Annealing 125 428 | 420 | 360 | 270 | 400 | 320 | 240 | 380 | 260 | 210 | 400 | 310 | 230 | 250 | 170 | 40 g
(=] (=]
é 0.25<C<0.55% Annealing 190 639 | 370 | 270 | 210 | 350 | 260 | 200 | 280 | 200 | 150 | 320 | 240 | 190 | 200 | 135 | 10 E
@ hi 2
5 Unalloyed 0.25<C<0.55% Queeline | 510 | 708 | 280 | 220 | 70 | 270 | 210 | 160 | 200 | 60 | 135 | 250 | 200 | 160 | 50 | 125 | 90 5
&o ezl tempering &D
= €>0.55% Annealing | 190 | 639 | 270 | 220 | 160 | 270 | 210 | 150 | 240 | 160 | 125 | 270 | 200 | 150 | 70 | 10 | 90 |§
=
Quenching
0/
?:D C>0.55% ten?gedring 300 1013 | 210 | 180 | 150 | 210 | 170 | 150 | 160 | 120 | 110 | 210 | 160 | 150 | 25 75 65 t‘.:n
g Short chip steel Annealing 220 745 | 400 | 310 | 250 | 380 | 280 | 210 | 360 | 220 | 75 | 360 | 270 | 210 | 220 | 45 15 3
o o
—_ S
_:n Annealing 175 591 | 350 | 260 | 220 | 320 | 220 | 80 | 240 | 75 35 | 290 | 210 | 80 | 200 | 65 50 _gn
P o
© Low- Quenching and tempering 300 | 1013 | 220 | 70 | 50 | 110 | 60 | 40 | 40 | O | 8 | 90 | 60 | 40 | 35 | 90 | 70 ?D
& alloyed =
E steel Quenching and tempering 380 | 1282 | 60 | 20 | O | 200 | 50 | 20 | O | 70 | 55 | 180 | 50 | 20 | 90 | 65 | 45 E
o o
Quenching and tempering 430 430 90 70 20 0
2 a°
-_g High alloy Annealing 200 675 | 330 | 230 | 50 | 300 | 220 | 50 | 210 | 45 85 | 260 | 200 | 180 | 180 | 50 85 5
B steel and ) ) s
2 . Quenching and tempering 300 1013 | 230 | 140 | 10 | 220 | 120 | 10 30 85 65 | 200 | 80 | 160 | 10 85 65 -
< high alloy <
L tool steel Quenching and tempering 400 | 1361 | 80 | 70 130 | 20 :
Stainless Ferrite/martensite, annealing 200 675 120 | 80 50 | 180 | 120 | 80 240 | 190 | 50 | 240 | 190 | 50
steel Martensite, quenching and
tempering 330 1114 140 | 100 | 70 | 160 | 100 | 70 150 | 85 150 | 85
20 M Austenite, quenching 200 | 675 160 | 120 | 100 | 180 | 160 | 120 240 | 190 | 50 | 240 | 190 | 50 20
:é Stainless Austenite, precipitation hardening =
= ] stainless steel (PH stainless steel) 300 1013 120 | 100 | 70 | 140 | 120 | 80 150 | 85 150 | 85 £
2 Austenite- ferrite, duplex <2
_% | 230 778 140 | 110 | 80 | 160 | 120 | 90 170 | 145 | 100 | 170 | 145 | 100 %
x . x
() Ferrite ()
'g Malleable 20 400 800 'g
= L e Pearlite 260 | 700 270 =
= ; h =
= Grey cast Low tensile strengt 180 200 450 | 170 | 190 £
'E fron High tensile strength/austenite 245 350 245 | 90 | 125 g
[

. )

S Nodular Ferrite 155 | 400 260 | 145 | 145 3
£ = £

iron i

S Pearlite 265 700 190 125 ]
= Compacted graphite iron GGV (CGl) 230 400 %
& 8
= =
o o
9 <
2 2
=

5 s
5 7]
z £
o ©
2 3
2 2
S S
= 3=
& 3
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Cutting speed recommendations for general external turning

90 Machined workpiece materials Product grade S0
= - - 'S
2 ) E HR8105 HR8115 HR8125 HR8225 HR8135 HR7125 HR7225 HR6115 HR9105 HR7115 HRK10 HRK20 2
© T 3 ©
s 'g.% £ Feed rate /(mm/r) ]
= ISO Classification of materials 5 < S
O § B 01|04 |06 |01|04|06)|01|04 06|0104|06) 01|04 06 01/03|05|01|03|05|01|04|06)|01|04)|06)|01|03|05|01/|04|06|01]|04]| 06 O
s 2
£ E |2 . : £
5] £ 2 Cutting speed /(m/min) <
g : =3
£ Wrought Non-aging 30 — g
§ aluminum =
E alloy Ageable and aged 100 340 750 | 600 | 300 E
w
-3 < 12% silicon, non-aging 75 260 800 | 450 | 300 s
oo Foundry =4
‘S aluminum < 12% silicon, ageable and aged 0 310 500 | 300 | 200 =
= alloy =
0 > 12% silicon, non-aging 130 450 o0
£ N e £
3 agnesium 70 250 3
8 alloy o
S S
1) - i 1)
> Copper Non-alloyed, electrolytic copper 100 340 =
= and S
< <
= copper Brass, bronze, red brass 90 310 600 | 400 | 270 ED
=
E= (Ifrlcl)on);se y Copper alloy, short chip 110 | 380 400 | 300 | 250 e
& bi &
rass) Ampco alloy of high strength 300 | 1010 280 | 200 | 130
[=T1] oo
= Annealing 200 680 90 60 100 | 75 90 65 _g
E Iron-based S
E Aged 280 940 70 50 90 65 80 55 2
£ Iron- =
= based Annealing | 250 | 840 70 | 50 9 | 65 80 | 55 IS
alloy el
Nickel-based or Aged 350 | 1180 60 | 40 75 | 50 70 | 45
cobalt-based
S Annealing 320 1080 50 30 65 35 60 30
20 Pure titanium 200 | 680 210 | 190 | 150 | 200 | 180 | 140 20
= Cobalt- =
E based a and B phase alloys, aged 375 1260 70 | 45 100 | 60 | 50 | 90 | 55 | 45 g
o alloy @
% {8 phase alloy 410 1400 40 35 65 40 35 55 35 30 %
x Nickel-based x
% alloy 1177 300 1010 .§
£ Titanium T
alloy 1262 300 1010 60
Z E
E 2
) )
) )
2 =l
2 £
S S
2 3
° °
& &
= g
© o
9 <
2 2
b
5 5
w 7}
= g
© .-
2 3
8 =
S S
= 3=
& 3
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Cutting parameters recommendation for internal turning Recommended cutting parameters for cermet brand

(Positive style: standard machining diameter > ¢10) [Cutting depth: radius value (radial cutting depth)]
{-1) - - {-1))
£ Recommended | COmeT Lower limit - recommended value -upper limit Material name Low carbon steel/ Middle carbon steel/ High carbon £
= ISO | Raw material Hardness ~ Processing Condition et radius - Cutting depth low carbon alloy steel middle carbon alloy steel alloy steel =
3 (RE) | Speed Vc (m/min) 2 () Feed f (mm/rev) =
© (T Continuous 250-300- 350 0.05-0.3-0.5 0.03- 0.1- 0.15 Hardness <150HB <250HB <350HB ©
= Precision finishin; HR8115 HR822 04 b
2 - 2 Interrupt 8115 HR8225 120-170- 220 0.05-0.3-05 0.03- 0.1- 0.15 2
v o Continuous 200-250- 300 0.2-05-1.0 0.05- 0.1- 02 ) @
carbon steel Finishin - - - N
(G} < I Interrupt | HR8115 HR8225 | 0.4 08 150200 250 020510 005 04— 02 Ve/ (m/min) 100-200-300 100-150-200 (T}
¥z Low 300HB | . .. A Continuous 150-200- 250 0.5-1.0-2.0 0.1- 0.15-0.25 HRC10 8
= carbon allo Finishing - semi-finishing HR8115 HR8225 04 0.8 =
= moom | seiois | aoio: o (mmiro)
P-4 Semi-finishin ontinuous . . — — 0 -1.0-2. .1- 0.15- 0. b=
£ Finishing Interrupt | HRG115 HR8225 | 0.4 08 80— 120 150 1.0 -15-2.0 0.4- 0.15- 02 ( ) £
S - b Continuous 150-200- 250 0.05-0.3-0.5 0.03- 0.1- 0.15 Ve/ ( m/min 200-300-400 180-260-320 =
= Precision finishin; HR8115 HR822 04 0.8 =
8 s Interrupt 8115 HR8225 120-140- 170 0.05-0.3-0.5 0.03- 0.1- 0.15 HR115C s
» Medium A aa Continuous 150-200- 250 0.2-05-1.0 0.05- 0.1- 0.2 &
2 2
< carbon steel | < Finishing Interrupt | HAB115 HRB225 | 04 08 | 415 180 200 0.2-05-1.0 0.05- 0.1- 02 f/ (mm/rev) 0.10~0.30 0.05~0.25 S
-E Medium 300HB Continuous 120-180- 220 0.5-1.0-2.0 0.1- 0.15-0.25 £
= I o 5-1.0-2. 11— 0.15-0. =
= carbon alloy Finishing - semi-finishing Interrupt HR8115 HR8225 04 08 100-150 200 05-10-15 04- 0.15- 02 =
P Continuous 100-150- 200 1.0-15-25 0.1- 0.15- 0.3
[-Y:] & [-Y:]
= Sam eI Interrupt | HR8115 HRB225 | 0.4 08 80— 120 150 1.0 -15-20 0.1-0.15- 02 =
= : =
] eftore (e Continuous 120-150- 180 0.05-0.3-05 0.03- 0.1- 0.15 3
bgn Precision finishing Interrupt HR8115 HR8225 0.4 0.8 110-130— 160 0.05-0.3-0.5 003 01— 045 . . . hgo
- Continuous 120-150- 180 02-05-1.0 0.05- 0.1- 02 C tt g p t f S-typ t l t g
=} g =}
g High carbon < Finishing Interrupt HR8115 HR8225 04 0.8 100-120- 150 02 -05-10 0.05- 01— 02 u In a ra me ers Or e In erna u rn I n %
o0 Alloysteel |280HB| _ ... . . | Continuous 120-150- 180 05-1.0-20 0.1- 0.15-0.25 o0
-E- Finishing - semi-finishing Interrupt HR8115 HR8225 04 08 100-120— 150 05 -1.0-15 04 0.45- 0.2 -E
< Py Continuous 100-120- 150 1.0-15-25 0.1- 0.15- 0.3 <
o Semifinishing Interrupt | MAB115 HAB225 | 0.4 0.8 80— 100- 120 1.0 -15-20 0.1- 015- 02 L/D<3 L/D=4 L/D=5 L/D=6 =
0o ) . Continuous | HR7125 HR7225 120-150- 180 02-05-0.8 0.05 -0.08- 0.1 Workpiece Machining Cuttin Cuttin Cuttin Cuttin oo
._g 5?2555 < Finishing Interrupt 0408 | 400-120- 150 02-05-038 0.05-0.08 — 0.1 material Hardness form Feed 4 epthg Feed 4 epthg Feed d epthg Feed 4 epthg _g
© " 220HB o Continuous 120-150- 180 05-1.0-15 0.05-0.1- 02 (mm/rev) (mm/rev) (mm/rev) (mm/rev) ©
austenite B HR7125 HR7225
g M ¢ ) S Interrupt 0408 1 400-120- 150 05-10-15 0.05-0.1- 02 (mm) (mm) (mm) (mm) %’
i 5%{2'555 _ Finishing Cﬁﬂznﬂogs HR7T125 HR7225 | 04 08 80— 100— 120 02-07-1.0 0.05- 0.1 - 0.15 Carbon steel o =
e < p 60— 80- 100 0.2 -0.7-1.0 0.05- 0.1 - 0.15 s Finishing 0.05-0.1-0.15 | <02 | 0.05-0.1-0.15 | <0.2
and 300HB Semi-finishin Continuous | HR7125 HR7225 | 04 08 80— 100- 120 05-10-15 0.05-0.1- 02 alloy steel HB
hardening) 8 Interrupt C 60- 80- 100 05-1.0-15 0.05- 0.1 - 02 454 . 180-280
- . ConGNUoUs 400-500— 600 0.05-02-05 0.05- 0.1 -0.15 e 015025035 | <30 | 0101502 | <15
High speed finishing Interrupt HR6115 04 08 200-250- 350 02 -05-10 0.05- 01 — 045 42CrMo semi-finishing | 0. . . . .1-0. . .
) : o0
c S P Continuous 200-250- 300 0.2-05-1.0 0.05-0.1 - 0.2 =
= Grey cast < | Finishing (with high luster) | “jnterypt HR6115 0408 | 420 180- 230 0.2-05-1.0 0.05-0.1- 02 =
£ iron 250HB . Continuous 611 04 08 150-180- 200 02-05-1.0 0.05- 0.1 - 02 - teel Finishing 0.05-0.1-0.15 | <02 | 0.05-0.1-0.15 | <02 £
< e Interrupt 5 o 100-150- 180 0.2-05-1.0 0.05- 0.1 - 0.2 M G < 3
'% Semifinishin Continuous 04 08 100-150- 200 05-1.0-2.0 0.1- 0.15- 0.2 1Cr18Ni9Ti HB220 ﬁ
2 g Interrupt HR6115 e 80- 120- 150 05-1.0-2.0 0.05- 0.1 - 0.15 0Cr18Ni9 semi-finishing | 0.15-0.2-025 | <20 | 01-0.15-02 <10 b
o ) " Continuous 200-300- 400 0.05-02-05 0.03-0.05- 0.1 S
= . . o
= High speed finishing Interrupt HR6115 04 08 150-200- 250 02-05-1.0 0.05-01-0.15 =
— S Continuous 150-200- 250 02-05-1.0 0.05- 0.1 - 02 . oy | oy =
E N < | Finishing (with high luster) Interrupt HR6115 0.4 0.8 120-150— 200 02 -05-1.0 0.05- 01— 02 Finishing 0.05-0.1-0.15 | <02 | 0.050.1-0.15 | <02 | 0.05-0.1-0.15 0.15 | 0.050.1-015 | <0.1 T
- cast 270HB . Continuous 120-150- 180 02-05-1.0 0.05-0.1- 02 N |Aluminumalloy| —— °
= iron Finishing Interrupt HR6115 0408 | 400 120- 150 02-05-1.0 0.05-0.1 - 02 <
[] Semifinishi Continuous 04 08 100-120- 150 05-1.0-20 0.05-0.1- 02 semi-finishing | 0.05-0.1-0.15 <20 | 0.05-0.1-0.15 <15 | 0.050.1-0.15 -1.0 0.05-0.1-0.15 | <1.0 &
.'_g IRINEATS Interrupt HR6115 e 80- 100- 120 05-1.0-2.0 0.05- 0.1 - 0.15 g
S Non-ferrous - A0 5
o metal Copper - 1gh speeda finishing . . 01 N4 o
< N copper gl[lJl)y < | (iridescence surface luster) | Continuous | HRK10 HRK20 04 08 200-400-1000 0.05-0.1-0.3 0.05-0.1-0.15 -
2 Aluminum/ | 100HB 2
[%,] aluminum alloy L Continuous 100-200- 400 0.05-0.5-1.0 0.03- 0.1- 0.2 wn
(Si < 10%), etc. IREATRE Interrupt | HAK10 HRK20 | 0.4 08 100-200- 400 0.05-05-1.0 003~ 0.1- 02
Precision finishing Continuous 100-120- 150 0.05-0.1-0.3 0.03-0.07- 0.1
Titanium < | (ridescence surface luster) | Interrupt | HR9105 HR7115 | 04 08 70— 100- 120 0.05-0.1-0.3 0.03-0.07- 0.1
alloy 400HB o Continuous 30- 50- 70 0.05-0.5-1.0 0.03- 0.1- 0.2
S Finishing Interrupt | HR9105 HR7115 | 0.4 0.8 30— 50— 70 0050510 003 01 02
= - Continuous 10- 30- 50 0.05-0.5-1.0 0.03- 0.1- 02 =
s Heatresistant | < Finishing Interupt | HR9105 HR7115 | 0.4 08 10- 30— 50 0.05-0.5-1.0 0.03- 0.1- 02 45
K super alloys | 350HB - Continuous 40- 60- 80 0.1 -0.3-05 0.03-0.05- 0.1 @
-g Finishing Interrupt HR9105 HR7115 04 0.8 40— 60— 80 01 —0.3-05 0.03-0.05 0.1 -g
© 40~50 oo Continuous HRKAO 60- 80- 100 0.05-0.3-05 0.05-0.08— 0.1 £
2 Quenched | HRC fnisning Interrupt 04 08 30- 50- 70 0.05-0.3-0.5 0.05-0.08- 0.1 s
wn steel N Continuous 100-140- 180 0.1 -0.2-0.3 0.02-0.07- 0.1 (7]
H Hardened | 45-68 SIS Interrupt HRK10 04 08 90— 120- 160 01 -02-03 0.02-0.07- 0.1
= materials HRC L ] =
S Semi-finishing Continuous HRK10 04 08 60-80-100 0.3-0.7-1.0 0.03-01-0.15 S
(] [}
h= 8
=] o
S =
© [0}
v (%]
= =l
° °
w (7]
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Tu ni ng%}eneral Turning Technical Data

Cutting parameters recommendation for general
turining chipbreaker (Negative)

HIHUAREAL

an);l:g:ieacle Hardness Chipbreaker Cutting range Grade cu:::;ﬁ::; c;ed (mrz;‘rev) (rrl:ri)
[ ] HR8105 250-420 0.08-0.36 0.30-2.00
° HR8115 230-400 0.08-0.36 0.30-2.00
° HR8125 215-360 0.08-0.36 0.30-2.00
Py HR8225 225-380 0.08-0.36 0.30-2.00
GF ) HR8105 250-420 0.08-0.36 0.30-2.00
() HR8115 230-400 0.08-0.31 0.30-2.00
(] HR8125 215-360 0.08-0.31 0.30-2.00
) HR8225 225-380 0.08-0.31 0.30-2.00
[ ] HR8105 230-400 0.10-0.30 0.30-1.50
() HR8115 215-360 0.10-0.30 0.30-1.50
[ ) HR8125 190-355 0.10-0.30 0.30-1.50
[ ] HR8225 205-375 0.10-0.30 0.30-1.50
') HR8105 230-400 0.10-0.25 0.30-1.50
GC
') HR8115 215-360 0.10-0.25 0.30-1.50
() HR8125 190-355 0.10-0.25 0.30-1.50
() HR8225 205-375 0.10-0.25 0.30-1.50
s HR8125 190-355 0.10-0.20 0.30-1.50
fos HR8225 205-375 0.10-0.20 0.30-1.50
Mild steel (] HR8105 230-400 0.14-0.50 1.00-5.00
<180HB
(454, A3etc) (] HR8115 215-360 0.14-0.50 1.00-5.00
[ HR8125 190-355 0.14-0.50 1.00-5.00
() HR8225 205-375 0.14-0.50 1.00-5.00
') HR8105 230-400 0.14-0.45 1.00-5.00
GQ
(") HR8115 215-360 0.14-0.45 1.00-5.00
[} HR8125 190-355 0.14-0.45 1.00-5.00
") HR8225 205-375 0.14-0.45 1.00-5.00
fod HR8125 190-355 0.14-0.40 1.00-5.00
ko HR8225 205-375 0.14-0.40 1.00-5.00
[ ] HR8105 230-400 0.16-0.55 1.00-5.00
() HR8115 215-360 0.16-0.55 1.00-5.00
[ ) HR8125 190-355 0.16-0.55 1.00-5.00
() HR8225 205-375 0.16-0.55 1.00-5.00
[\ HR8105 225-380 0.16-0.50 1.00-5.00
GM
(') HR8115 200-380 0.16-0.50 1.00-5.00
9 HR8125 185-350 0.16-0.50 1.00-5.00
() HR8225 195-360 0.16-0.50 1.00-5.00
o HR8125 185-320 0.16-0.45 1.00-5.00
fod HR8225 195-360 0.16-0.45 1.00-5.00
@ Stable ¥ Average 8 Tough

an;l:g;;cle Hardness Chipbreaker Cutting range Grade Cu::rt:;rgnsE c;ed (mrE?rev) (n?':)
[ ) HR8115 235-320 0.25-0.60 2.00-7.00
) HR8125 185-295 0.25-0.60 2.00-7.00
[ ] HR8225 195-315 0.25-0.60 2.00-7.00
() HR8115 235-320 0.25-0.55 2.00-7.00
GR '] HR8125 195-315 0.25-0.55 2.00-7.00
") HR8225 185-295 0.25-0.55 2.00-7.00
e HR8115 235-320 0.25-0.50 2.00-7.00
fod HR8125 185-295 0.25-0.50 2.00-7.00
fod HR8225 195-315 0.25-0.50 2.00-7.00
[ ] HR8105 120-255 0.25-1.00 3.00-12.00
[ ] HR8115 100-200 0.25-1.00 3.00-12.00
[ ] HR8125 100-180 0.25-1.00 3.00-12.00
[ ] HR8225 100-195 0.25-1.00 3.00-12.00
") HR8105 120-255 0.25-0.95 3.00-12.00
GZ v HR8115 100-200 0.25-0.95 3.00-12.00
Mild steel <180HB (') HR8125 100-180 0.25-0.95 3.00-12.00
(454, A3etc)
') HR8225 100-195 0.25-0.95 3.00-12.00
o HR8115 60-180 0.25-0.90 3.00-12.00
e HR8125 60-180 0.25-0.90 3.00-12.00
o HR8225 60-180 0.25-0.90 3.00-12.00
[ ] HR8105 135-230 0.40-1.20 4.50-13.00
[ ] HR8115 135-220 0.40-1.20 4.50-13.00
[ ] HR8125 80-140 0.40-1.20 4.50-13.00
[ ] HR8225 80-160 0.40-1.20 4.50-13.00
'] HR8105 120-220 0.40-1.15 4.50-13.00
GX '] HR8115 100-180 0.40-1.15 4.50-13.00
1) HR8125 100-160 0.40-1.15 4.50-13.00
[ HR8225 115-170 0.40-1.15 4.50-13.00
fod HR8115 60-180 0.40-1.10 4.50-13.00
o HR8125 60-160 0.40-1.10 4.50-13.00
e HR8225 60-170 0.40-1.10 4.50-13.00
° HR8105 250-420 0.08-0.36 0.30-2.00
[ ] HR8115 230-400 0.08-0.36 0.30-2.00
() HR8125 215-360 0.08-0.36 0.30-2.00
Carbon steel Y HR8225 225-380 0.08-0.36 0.30-2.00
salloy steel 150-260H8 o (4] HR8105 250-420 0.08-0.36 0.30-2.00
(40Cr.
42CMo etq) ') HR8115 230-400 0.08-0.31 0.30-2.00
() HR8125 215-360 0.08-0.31 0.30-2.00
') HR8225 225-380 0.08-0.31 0.30-2.00
@ Stable © Average B8 Tough
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Tu ni ng%}eneral Turning Technical Data

Cutting parameters recommendation for general
turining chipbreaker (Negative)

HIHUAREAL

Modtoral | Wachess | Chipbreaker | Cutingrange Grade S| e o
) HR8105 230-400 0.10-0.30 0.30-1.50
[} HR8115 215-360 0.10-0.30 0.30-1.50
[ ] HR8125 190-355 0.10-0.30 0.30-1.50
[ HR8225 205-375 0.10-0.30 0.30-1.50
) HR8105 230-400 0.10-0.25 0.30-1.50
GC
) HR8115 215-360 0.10-0.25 0.30-1.50
9 HR8125 190-355 0.10-0.25 0.30-1.50
(") HR8225 205-375 0.10-0.25 0.30-1.50
g HR8125 190-355 0.10-0.20 0.30-1.50
g HR8225 205-375 0.10-0.20 0.30-1.50
[ HR8105 230-400 0.14-0.50 1.00-5.00
[ HR8115 215-360 0.14-0.50 1.00-5.00
[ HR8125 190-355 0.14-0.50 1.00-5.00
[ HR8225 205-375 0.14-0.50 1.00-5.00
[} HR8105 230-400 0.14-0.45 1.00-5.00
GQ
) HR8115 215-360 0.14-0.45 1.00-5.00
() HR8125 190-355 0.14-0.45 1.00-5.00
() HR8225 205-375 0.14-0.45 1.00-5.00
g HR8125 190-355 0.14-0.40 1.00-5.00
Carbon steel,
alloy steel 180-280HB g HR8225 205-375 0.14-0.40 1.00-5.00
(40Cr. [ ) HR8105 230-400 0.16-0.55 1.00-5.00
42CrMo etc) ° HR8115 215-360 0.16-0.55 1.00-5.00
) HR8125 190-355 0.16-0.55 1.00-5.00
) HR8225 205-375 0.16-0.55 1.00-5.00
) HR8105 225-430 0.16-0.50 1.00-5.00
GM
) HR8115 200-405 0.16-0.50 1,00-5.00
) HR8125 185-350 0.16-0.50 1.00-5.00
) HR8225 195-360 0.16-0.50 1.00-5.00
g HR8125 185-350 0.16-0.45 1.00-5.00
g HR8225 195-360 0.16-0.45 1.00-5.00
[ ] HR8115 235-320 0.25-0.60 2.00-7.00
[ ) HR8125 195-315 0.25-0.60 2.00-7.00
() HR8225 185-295 0.25-0.60 2.00-7.00
) HR8115 235-320 0.25-0.55 2.00-7.00
GR 9 HR8125 195-315 0.25-0.55 2.00-7.00
9 HR8225 185-295 0.25-0.55 2.00-7.00
h o HR8115 235-320 0.25-0.50 2.00-7.00
ko HR8125 195-315 0.25-0.50 2.00-7.00
g HR8225 185-295 0.25-0.50 2.00-7.00
@ Stable W Average 8 Tough

Workpiece . . Cuttingspeed Fn Ap
> hipbreaker Cutting range Grade X
material Hardness Chipbreake g rang (m/min) (mm/rev) (mm)
() HR8105 120-255 0.25-1.00 3.00-12.00
[ HR8115 100-200 0.25-1.00 3.00-12.00
® HR8125 100-180 0.25-1.00 3.00-12.00
() HR8225 100-195 0.25-1.00 3.00-12.00
) HR8105 120-255 0.25-0.95 3.00-12.00
Gz v HR8115 100-200 0.25-0.95 3.00-12.00
v HR8125 100-180 0.25-0.95 3.00-12.00
v HR8225 100-195 0.25-0.95 3.00-12.00
fod HR8115 60-180 0.25-0.90 3.00-12.00
fod HR8125 60-180 0.25-0.90 3.00-12.00
Carbon steel, o HR8225 60-180 0.25-0.90 3.00-12.00
alloy steel 180-280HB
() HR8105 135-230 0.40-1.20 4.50-13.00
(40Cr.
° HR8115 135-220 0.40-1.20 4.50-13.00
42CrMo etc)
[ HR8125 80-140 0.40-1.20 4.50-13.00
[ ) HR8225 80-160 0.40-1.20 4.50-13.00
o HR8105 120-220 0.40-1.15 4.50-13.00
GX o HR8115 100-180 0.40-1.15 4.50-13.00
o HR8125 100-160 0.40-1.15 4.50-13.00
) HR8225 115-170 0.40-1.15 4.50-13.00
fod HR8115 60-180 0.40-1.10 4.50-13.00
fod HR8125 60-160 0.40-1.10 4.50-13.00
pod HR8225 60-170 0.40-1.10 4.50-13.00
[ HR8105 230-400 0.10-0.40 0.30-2.00
() HR8115 210-380 0.10-0.40 0.30-2.00
GF
v HR8105 230-380 0.10-0.35 0.30-2.00
) HR8115 210-360 0.10-0.35 0.30-2.00
® HR8105 215-380 0.10-0.30 0.30-1.50
) HR8115 190-360 0.10-0.30 0.30-1.50
GC
Y HR8105 215-400 0.10-0.25 0.30-1.50
Y HR8115 190-380 0.10-0.25 0.30-1.50
Carbon steel, >980HB
alloy steel [ ) HR8105 220-400 0.20-0.60 0.90-4.00
(quenching P HR8115 205-380 0.20-0.60 0.90-4.00
material, etc) GQ
Y HR8105 220-380 0.20-0.55 0.90-4.00
Y HR8115 205-360 0.20-0.55 0.90-4.00
° HR8105 220-400 0.20-0.55 1.00-4.00
Y HR8115 205-380 0.20-0.55 1.00-4.00
GM
) HR8105 220-380 0.20-0.50 1.00-4.00
Y HR8115 205-360 0.20-0.50 1.00-4.00
@ Stable W Average 8 Tough
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. HIHUAREAL
Tu ni ng%}eneral Turning Technical Data

Cutting parameters recommendation for general
turining chipbreaker (Negative)

oo Workpiece . . Cuttingspeed Fn Ap Workpiece . . Cuttingspeed Fn Ap oo
c 5 hipbreaker Cutting range Grade X N hipbreaker Cutting range Grade X =
_— m/min mmy/rev, mm, m/min mmy/rev, mm =
£ Bl Hardness Chipbreakel g rang i i) - el Hardness Chipbreakel g rang i) (s, - £
- -
= ) HR8115 225-360 0.25-0.60 1.50-6.00 ® HR6115 155-285 0.20-0.60 2.50-6.00 =
© GR ©
b ) HR8225 225-340 0.25-0.55 1.50-6.00 no o HR6115 155-285 0.20-0.55 2.50-6.00 b
= Grey =
(o) ) HR8115 120-245 0.50-1.26 3.00-11.00 castiron B HR6115 155-285 0.20-0.50 2.50-6.00 (o]
@ <350MPa @
= Carbon steel ° HR8225 100-190 0.50-1.26 3.00-11.00 (HT200. ° HR6115 165-300 0.25-0.60 1.60-5.00 £
S ’ Gz Ht300etc) S
g alloy steel ) HR8115 110-245 0.50-1.21 3.00-11.00 Al round ) HR6115 165-300 0.25-0.55 1.60-5.00 g
S . =>280HB S
= (quenching ) HR8225 90-190 0.50-1.21 3.00-11.00 bo HR6115 165-300 0.25-0.50 1.60-5.00 =
s material, etc) g
. ® HR8115 120-220 0.70-1.30 4.00-12.00 ® HR6115 145-270 0.20-0.60 2.50-6.00 .
(=T (=T
o o
= Y HR8225 120-210 0.70-1.30 4.00-12.00 no ) HR6115 145-270 0.20-0.55 2.50-6.00 =
= GX Nodular =
o0 9 HR8115 80-220 0.70-1.25 4.00-12.00 castiron o HR6115 145-270 0.20-0.50 2.50-6.00 o0
£ <450MPa £
g ) HR8225 80-210 0.70-1.25 4.00-12.00 (QT400. ° HR6115 155-285 0.25-0.60 1.60-5.00 g
Y Qt500etc) oo
T [ ) HR7125 95-185 0.08-0.30 0.20-2.00 All round ] HR6115 155-285 0.25-0.55 1.60-5.00 -]
© ©
oo ® HR7225 95-185 0.08-0.30 0.20-2.00 Fo HR6115 155-285 0.25-0.50 1.60-5.00 oo
- — BF - —
€ €
S ) HR7125 95-185 0.08-0.25 0.20-2.00 ) HR7115 30-70 0.15-0.40 0.70-3.00 S
8o ) HR7225 95-185 0.08-0.25 0.20-2.00 ) HR9105 40-80 0.15-0.40 0.70-3.00 8o
2 ° HR7125 90-170 0.10-052 1.00-5.80 Heat-resistance 9 HR7115 30-70 0.15-035 0.70-3.00 B
g alloy - SM o
= ® HR7225 90-170 0.10-0.52 1.00-5.80 (Gh4169etc) () HR9105 40-80 0.15-0.35 0.70-3.00 =
Austenitic 9 HR7125 90-170 0.10-0.47 1.00-5.80 o HR7115 30-70 0.15-0.30 0.70-3.00
stainless BM
) HR7225 90-170 0.10-0.47 1.00-5.80 bo! HR9105 40-80 0.15-0.30 0.70-3.00
steel <200HB
) Fo HR7125 90-170 0.10-0.42 1.00-5.80 )
£ (SUS304. @ Stable W Average B Tough £
T SUS316etc) o HR7225 90-170 0.10-0.42 1.00-5.80 E
()] (']
= ° HR7125 80-150 0.18-0.66 1.70-7.00 =
g g
[}
& ® HR7225 80-150 0.18-0.66 1.70-7.00 g
£ £
9 HR7125 80-150 0.18-0.61 1.70-7.00
= BR =
£ ) HR7225 80-150 0.18-0.61 1.70-7.00 €
2 2
5] o HR7125 80-150 0.18-0.56 1.70-7.00 S
[} (]
© o
F Lo HR7225 80-150 0.18-0.56 1.70-7.00 o
© ©
© [ HR7225 85-175 0.08-0.30 0.20-2.00 ©
T BF T
& 9 HR7225 85-175 0.08-0.25 0.20-2.00 2
Martebsitic ° HR7225 80-160 0.10-0.52 1.00-5.80
stainless
BM 1) HR7225 80-160 0.10-0.47 1.00-5.80
steel >200HB
HR7225 80-160 0.10-0.42 1.00-5.80
% (SUS431. Lo =='
o o
o SUS420etc) [} HR7225 70-140 0.18-0.66 1.70-7.00 o
° °
-; BR ) HR7225 70-140 0.18-0.61 1.70-7.00 -;
o o
5 fod HR7225 70-140 0.18-0.56 1.70-7.00 S
z @ Stable © Average o Tough z
o ©
(] [}
=] =]
=] o
S =
o (]
%] (%)
=] =]
° S
w (7]




. HIHUAREAL
Tu ni ng%}eneral Turning Technical Data

Cutting parameters recommendation for general
turining chipbreaker (Positive)

oo Workpiece . . Cuttingspeed Fn Ap Workpiece . . Cuttingspeed Fn Ap oo
c 5 hipbreaker Cutting range Grade X N hipbreaker Cutting range Grade X =
= material Hardness Chipbreake & rang (m/min) (mm/rev) (mm) material Hardness Chipbreake g rang (m/min) (mm/rev) (mm) =
- -
2 [} HR8105 250-425 0.10-0.30 0.30-2.00 ° HR8115 230-460 0.10-0.30 0.30-2.00 2
© ©
] ® HR8115 230-355 0.10-0.30 0.30-2.00 ) HR8225 210-420 0.10-0.30 0.30-2.00 b
S TF S
1 ) HR8125 225-320 0.10-0.30 0.30-2.00 '] HR8115 230-460 0.10-0.25 0.30-2.00 (o]
£ ° HR8225 220-310 0.10-0.30 0.30-2.00 9 HR8225 210-420 0.10-0.25 0.30-2.00 8
] Carbon steel, ]
s TF >280HB s
g 9 HR8105 250-425 0.10-0.25 0.30-2.00 alloy steel ® HR8115 215-420 0.15-0.35 0.50-3.00 g
S (quenching S
= ") HR8115 230-355 0.10-0.25 0.30-2.00 ) L] HR8225 190-395 0.15-0.35 0.50-3.00 =
£ material, etc) ™ £
s VY HR8125 225-320 0.10-0.25 0.30-2.00 [} HR8115 215-420 0.15-0.30 0.50-3.00 s
(=T (=T
o o
‘s 1) HR8225 220-310 0.10-0.25 0.30-2.00 [ HR8225 190-395 0.15-0.30 0.50-3.00 ‘s
(= (=
o0 Mild ) HR8105 230-440 0.15-0.35 0.50-3.00 ® HR7125 95-185 0.10-0.30 0.30-2.00 o0
& ild steel <180HB &
£ < £
S (45#. A3etc) [ ] HR8115 215-415 0.15-0.35 0.50-3.00 [ HR7225 95-185 0.10-0.30 0.30-2.00 S
1= TF =
oo oo
n [} HR8125 190-355 0.15-0.35 0.50-3.00 ] HR7125 95-185 0.10-0.25 0.30-2.00 -
o o
© ©
& [ HR8225 205-375 0.15-0.35 0.50-3.00 Austenitic ("] HR7225 95-185 0.10-0.25 0.30-2.00 oo
£ . £
S Y HR8105 205-430 0.15-0.30 0.50-3.00 stainless ° HR7125 80-150 0.15-0.35 0.50-3.00 S
™ steel <200HB
oo N} HR8115 200-405 0.15-0.30 0.50-3.00 (SUS304 () HR7225 80-150 0.15-0.35 0.50-3.00 en
E 9 HR8125 185-350 0.15-0.30 0.50-3.00 SUS316 etc) ) HR7125 80-150 0.15-0.30 0.50-3.00 g
hed ™ =
= 1) HR8225 195-360 0.15-0.30 0.50-3.00 ) HR7225 80-150 0.15-0.30 0.50-3.00 =
o HR8125 185-350 0.15-0.25 0.50-3.00 o HR7125 80-150 0.15-0.25 0.50-3.00
fos HR8225 195-360 0.15-0.25 0.50-3.00 fod HR7225 80-150 0.15-0.25 0.50-3.00
eo ) HR8105 250-480 0.10-0.30 0.30-2.00 ® HR7125 85-175 0.10-0.30 0.30-2.00 oo
%’ () HR8115 230-440 0.10-0.30 0.30-2.00 ® HR7225 85-175 0.10-0.30 0.30-2.00 Tg’
TF
()] (']
I ) HR8125 215-415 0.10-0.30 0.30-2.00 ) HR7125 85-175 0.10-0.25 0.30-2.00 I
[} ©
x x
3 [ ) HR8225 225-410 0.10-0.30 0.30-2.00 Martebsitic ("] HR7225 85-175 0.10-0.25 0.30-2.00 3
c TF ) c
Y HR8105 250-480 0.10-0.25 0.30-2.00 stainless ° HR7125 70-140 0.15-0.35 0.50-3.00
= steel >200HB =
£ 1} HR8115 230-440 0.10-0.25 0.30-2.00 (SUS431 (] HR7225 70-140 0.15-0.35 0.50-3.00 £
° . ©
S Y HR8125 215-415 0.10-0.25 0.30-2.00 SUS420 etc) '] HR7125 70-140 0.15-0.30 0.50-3.00 S
3 ™ 3
= ') HR8225 225-410 0.10-0.25 0.30-2.00 9 HR7225 70-140 0.15-0.30 0.50-3.00 73
= Carbon steel, =
; alloy steel 1809801 B [} HR8105 230-440 0.15-0.35 0.50-3.00 fod HR7125 70-140 0.15-0.25 0.50-3.00 ;
& (40Cr. ® HR8115 215-415 0.15-0.35 0.50-3.00 o HR7225 70-140 0.15-0.25 0.50-3.00 2
42CrMoetc)
® HR8125 190-355 0.15-0.35 0.50-3.00 ° HRK10 300-700 0.10-0.30 0.50-3.00
° HR8225 205-375 0.15-0.35 0.50-3.00 ® HRK20 300-700 0.10-0.30 0.50-3.00
_ VY HR8105 225-430 0.15-0.30 0.50-3.00 Non-ferrous '] HRK10 300-700 0.10-0.25 0.50-3.00 _
= ™ metal —— AK =
o o
b 1) HR8115 200-405 0.15-0.30 0.50-3.00 (aluminum alloy) ) HRK20 300-700 0.10-0.25 0.50-3.00 5
°© ]
-; VY HR8125 185-350 0.15-0.30 0.50-3.00 o HRK10 300-700 0.10-0.20 0.50-3.00 -;
o o
& 1) HR8225 195-360 0.15-0.30 0.50-3.00 o HRK20 300-700 0.10-0.20 0.50-3.00 &
= a HR8125 185-350 0.15-0.25 0.50-3.00 ® Stable © Average o Tough =
b g HR8225 195-360 0.15-025 0.50-3.00 o
=] =]
2 2
8 @ Stable W Average 8 Tough S
=] =]
° °
w (7]




Tu rning%}eneral Turning Technical Data Tu r n i n g o f s m a ll

components

m Comparison table of chipbreaker for general turning

%D 1ISO application Huareal SANDVIK | KENNAMETAL ISCAR MITUSUBISHI | HITACHI KYOCERA | SUMIYOMO | TAGUTEC | ZCC.CT
=
= LC BE PP
— —— SA LU DF
g Finishing GF F PMFN ey CE XQ e FG E
5 (Negative) e or NF SH B ca su FC SF
3 MF BH HQ
£ MA ML
5 . XM, QM | P. MG AH | HS. PS | GU(UG) | P
s Semifinish GQ PMC. PM MV DM
E_ aM SM. KM MN GN MH AE PQ. GS GE MC PM
§ (Negative) I-\|M MP1 RF. LF e AY PT. PG UX :’/IEI;'
©
£
Z HT
s Tough on xun | RP gﬁ RE or MU - R
£ machining GR ~KR M3P. NR A AR - ME =
= (Negative) RN I —_—— MX T
MT —
op
f =
= QR HZ. HX - - RX
g ] RM. MR| NM HL. n | TEL UE e an
o eavy GZ HR. SR RH TNM HXD N - HT HDR
b= Machining HR H ———r HU D S
2 (Negative) GX I ““ ____ HY e mm HW Hy
= ~
'g MR —— R3P HCS HF HZ
o
Finishing MM, XM FC
léo (Positive) TF VM MF SM. 14 LM, SV JQ MQ GU PG HF
=]
i—fini MV HQ MT
g Semi-finish ™ UM. PM MF N JE XQ MU HM
£ (Positive) MX. PR MP MP GK PC
Finishing BF - FP. FS o LM aa. Vi Su EA -
SH N
(Negative) LF GU EF S
oo
= .
= Semi-finish gm | MM MMCE e Mam. PP | MM DE e GU ET EM
= . SMR
£ (Negative)
9
(] ini BR N EM ER
3 machining MR. MRR o MR RM. GH e TK su
£ (Negative) HM MU
= Finishing MM, XM CF. MQ FC
. TF FP. FF | SM. 14 | LM\ FM | MP FC FF
E (Positive) VM cK PC
<
o L
Semi-finish HQ
[} —_— —_— —_—
.'_g (Positive) Ly LY MP Mw GK MU EM
F
<
(%]
L LK
= Semifnsh | Aliround | KF UN GN MA | V. VA c uz MT | Allround
wn (Negative) MK
Tough GK
machining Flat K“IQE{:R I I RK Y. RE | ZS. GC | GZ(UX) RT -
(Negative) GH
= Non-ferrous
s N metal B -— MS - - AH AX — no
@ machining
2
= Finishing LS NF
S : —— | sF.sGF | —= | ——- - | - EF —-
s (Negative) FJ NGF
s Semi-finish SM | SM,SMC| —— | - MS vi —— | EG.EX | — NM
] (Negative) N MJ N
2
S
© Finishing — -— _— — -— -— Fv* _— no
5 H
Semi-finish |~ - — | -— - - GH - no
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Turning

Turning of small components

Small components turning application

Small components turning grade overview

Small components turning insert overview

Small components parts turning insert

Back turning insert code key

Cody key of external turning tools for small components
Cody key of internal turning tools for small components
Turning of small components

Shallow groove insert code key

Shallow groove tools code key

Shallow groove turning insert shallow groove tools
Shallow groove insert customization form
Recommended cutting parameters for shallow groove insert
Parting & grooving insert code key for small components

Parting & grooving tool code key for small components
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Threading Parting and grooving RIS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A101

[ ]
Tu ni ngﬁ“urning of small components

Small components turning application

HIHUAREAL

Small components turning grade overview

PVD Cemented Carbide Cermet Coated Cermet
Type Material 1SO ISO
HR1135 HR7125 HRK10 HRC10 HR115C
5o | P05 PO5
32 HR1135 HRC10 HR115C
3~<_—(g P15 P15
Q TS ® P25 HR7125 P25
o9
®» | P35 P35
T | Mo5 MO05
2 HR1135
M @ | M15 M15
€ | M25 HR7125 M25
©
& | M35 M35
K05 K05
S | kis K15
0 Z HRK10
8 | Ko5 K25
K35 K35
_ 3 | Nos NO5
=2 HRK10
2E | N15 N15
gg N25 N25
=5
Z N85 N35
Eg3) S05 S05
é%g S15 S15
§E"§ 525 HR7125 o5
=]
I"’l’g S35 S35
s Ho5 Ho5
S| H15 H15
Ko HR1135
=@ | H2s H25
T hss H35

Grade Type Features Application
The fine-grain cemented carbide matrix with High wear resistance grade, suitable for
. the new nano-gradient composite structural high cutting speed turnmgof’small part
HR1135 PVD coating coating has excellent wear resistance and
Carbide build-up edge resistance, ensuring the stability
of the insert life and the high quality of the
machined surface.
Unique coating materials combined with new Preferred grade for precision small part
PVD coatin coating technology, the surface of product is turning. Great versatility
HR7125 ating smooth, with low friction coefficient, high
Carbide nano hardness, and excellent antioxidant
performance.
Newly upgraded cermet grade, hard and Good consistancy, especially suitable for
compact surface with good chemical stability low carbon steel finis ing turning, as well
and adhesion resistance.Also great wear as the workpiece surface quality has high
HRC10 Cermet resistance and chipping resistance, insert requirements
consistancy, excellent machining surface
quality.
The coated cermet grade, with a new nano Better high temperature resistance sutiable
gradient composite structure coating, further for higher cutting speed working condition
improves the wear resistance, high compared to cermet grades.
temperature resistance, the unique transition
HR115C Coated layer treatment technology effectively
Cermet improves the adhesion between the coating
and the substrate, reduces the friction
coefficient between the insert and
workpiece.Insert services life and stability are
outstanding
Non-coated cemented carbide, fine matrix Preferred grade for turning on aluminum
. material, uniform particle size, high bendinﬁ
HRK10 Carbide strength, good wear resistance, stable overa alloy

performance.

Threading Parting and grooving RITCIIECIIIELS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Small components turning insert overview( Negative)

Sectional view of

) 80° C-type 55° D-type 90° S-type 60° T-type 35° V-type 80° W-type
chipbreaker

Type Usagel Tolerance | Chipbreaker Features Chipbreaker diagram

5.0 T T T
# Sloped chipbreaker design, stable ! i

control of chip removal direction,
ensure smooth cutting.

/R L

\% Cutting depth
g0

3.0F - — 1 h

+ Sharp cutting edge, can effectively Lo
reduce cutting force. Achieve L e N Sl

|

excellent cutting results. o
0 01 02 03 04 05

Feed rate (mm/rev)

Ultra finishing

A107

Negative

+ Design of cutting inlcination angle 50
can well control chip removal P I T
direction and reduce cutting force.

3.0p - -

G PB # The high strength of cutting corner
makes it more suitable for
machining with a feed rate of 0.15- (mm) 10F === 15—+ = -1-~
0.25mm/r. A

0 01 02 03 04 05

Finishing
Cutting depth

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

Feed rate (mm/rev)
A107

Indexable milling
Indexable milling

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill

A103
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Small components turning insert overview(Postive)

[-T] oo
= =
£ el . . . Sectional view of 0 o o o o 0 £
2 Type|Usage) Tolerance| Chipbreaker Features Chipbreaker diagram hiobreak 80° C-type 55° D-type 90° S-type 60° T-type 35° V-type 80° W-type E
= chipbreaker =
(] @
o o
(T «Inclined chipbreaker design, stable 5 C)
) control of chip removal direction, I . )
= ensure smooth cutting. SN I B B IR ¥ £
2 XF g . S
g + Sharp cutting edge, can effectively (mum) 00T 02z 03 04 05 £
=] reduce cutting force. Achieve a Feed rate (mm/rev) S
= = excellent cutting results. =
g = A108 Alll A117 A118 g
> e e e S e A S >
= © =
- = #Design of cutting inlcination angle %. -
8o can well control chip removal 1A I R R 3 8o
= direction and reduce cutting force. Y S R R 3 =
8 No 3 I I I 8
oo code name| #Even cutting edge: Width desjgn, (mm) 0 of 02 03 04 05 &b
= sharp edge, machining workpiece Feed rate (mm/rev) ]
< surface quality is excellent. <
& A113 2
= e o o Y o o o O St [ KON h =
& 5.0 T T T T &
I | | I
o0 &
.E . . | | | | = .E
a~] #The design of small groove width g offd--dio-boood s =]
E and small chip up-curl radius can o o — §
< < PU meet the requirements of chip SR o B el i <
= s breaking under the condition of S N i I F
= small cutting depth. 3 R
2 (mm) o 01 02 03 04 05
& Feed rate (mm/rev) AL10 ALL2 ALl
1 sttt s o O o S S
2 T T -
= E
‘€ ¢ The design of small groove width L] 3 E
@ 2 and small chip up-curl radius can £ D *: :L i 5 5
Q) S G PY meet the requirements of chip R | I VR T k=
3 £ breaking under the condition of & Y 3
[T H = e ——p— o —
-] small cutting depth. EZN 1 I i it el o
= o R £
(mm) o 01 02 03 04 05 Al117
= Feed rate (mm/rev) =
E s e e e e E
T | | | | T
< | | | | [
o R =y I Bt e o
(] | | | | s (]
= c okl Lot oo & =]
£ +Can adapt to low feed rate and low g A £
S PJ cutting depth change, stable control I ol i bl S
2 cutting. 2 Pl S
° A I I I A -]
(2] o | | | w
(mm) o 01 02 03 04 05 Alll
Feed rate (mm/rev)
Type| Usage  |Chipbreaker Features Chipbreaker diagram Sectional view of shape
- P : chipbreaker p ~
T =
© o
Q (]
s « The specially designed i h & 2
2 pecially designed insert shape . 2
= meets the requirements of back z t
2 o o turning machining during the small 2
w = = L 2
c c part machining. B
- E E HBS , . g -
= x x *The special chipbreaker structure S S
T g S H ) T
& & = design can stably control the & 5
=] direction of chip removal and E )
£ reduce cutting resistance. © 2
S (mm) . S
o Feed rate (mm/rev) Al19 =}
° °
w w

A105
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Negative insert Postive insert

[-T] oo
E Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average #© Tough E
- -
= =
= Q Steel o oV e o Q Steel o oV e o =
5 7 .
© (1]
] 5 M stainless steel oV oV Ic 1(* 5 M stainless steel eV 0V s
o = = 5]
] IS @ Cast iron a o @ Cast iron ]
S 2 2 S
g g g g
= S Non-ferrous metal oV S Non-ferrous metal L ) =
£ = B LE s = §
= Heat resistant super alloys e o Heat resistant super alloys o o =
£ Titanium alloy Titanium alloy £
wv w
S D. Q Cemented D. q emen S
g imension (mm) PVD [ .4 Cermet imension (mm) PVD [ .| Cermet %0
= =
o0 Processing Insert shape Type Wl v 5| o Q| Applicabletool Processing Insert shape Type wow oo Q Applicable tool oo
£ LE IC S DI RE TRl o] = LE IC S DI RE Tl T oz £
] r|lc| || x r|lc| x| | x ]
e I | T T | T T T | T | T | T | T e
oo oo
= TNGG160402R-XS 16.5 | 9.525 | 4.76 | 3.81 0.2 * | % hie CCGT0301005R-XF 3.6 3.5 1.4 1.9 0.05 | % * * =2
1 T T e et S e et I e e T e L S T e <
o0 TNGG160402L-XS 16.5 | 9.525 | 4.76 | 3.81 0.2 * | % hie CCGT0301005L-XF 3.6 3.5 1.4 1.9 0.05 | % * * o0
E Ultra TNGG160404R-XS 16.5 | 9.525 | 4.76 | 3.81 0.4 * | % ¥ STLN=-16 CCGT030101R-XF 3.6 3.5 1.4 1.9 0.1 * | X PAg E
o0 finishing TNGG160404L-XS 16.5 | 9525 | 476 @ 381 | 04 | * | % e Page(A122) CCGT030101L-XF 36 | 35 | 14 | 19 | 01 @ * | % Yo Ea(gi_ 8?22?3 o0
2 T e S B e e T S s F e T S S R e R H i REU I SRR EENEN SRR c
S TNGG160408R-XS 165 | 9.525 | 476 | 381 | 08 | % | % ¥ CCGT030102R-XF 36 | 35 | 14 | 19 | 02 | *x | % ¥ §—S((21L2(63)**—03 °
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, age
g TNGG160408L-XS 16.5 | 9.525 | 4.76 | 3.81 0.8 * | *x e CCGT030102L-XF 3.6 3.5 1.4 1.9 0.2 * * w® g
[ s e 0 s s s s e e e s e I N e it At Auieiuiets i Ittt Ittt il Aeieiiels Inieieiel Anlieiels R =
TNGG160402R-PB 16.5 | 9.525 | 4.76 | 3.81 0.2 * | % hie CCGT030104R-XF 3.6 3.5 1.4 1.9 0.4 * * PAg
TNGG160402L-PB 16.5 | 9.525 | 4.76 | 3.81 0.2 * | % hie CCGT030104L-XF 3.6 3.5 1.4 1.9 0.4 * * *
Finishi TNGG160404R-PB 16.5 | 9.525 | 4.76 | 3.81 0.4 * | % ¥ STLN=—16 CCGT0401005R-XF 4.4 4.3 1.8 2.3 0.05 | * | * PAq
inishing] = | ecccsssaseeassaecttninesinesmm s meanen ke et - - - - oEeE - - - - == =16 | e s S e e o o oo EREEEL . . [EEEEEL . . (AR
2 & TNGG160404L-PB | 165 | 9525 | 476 | 3.81 | 04 | * | * o Page(A122) CCGTO0401005L-XF | 44 | 43 | 18 | 23 | 005 | * | * e &
E TNGG160408R-PB 16.5 | 9.525 | 4.76 | 3.81 0.8 * | % Yo Ultra CCGT040101R-XF 4.4 4.3 1.8 2.3 0.1 * | X PAe =
A Y PG it A et e e o N Pttt Ottt e N i N Al o W A N SCLC#-04 £
= TNGG160408L-PB 165 | 9.525 | 476 | 381 | 08 | % | % ¥ finishing CCGT040101L-XF 4.4 4.3 1.8 2.3 01 | % | % e Page(A122) =
€ o @ e e s s ot ol b e L e e e e e e e e e e e e e e e o e e e - ©
é CCGT040102R-XF 4.4 4.3 1.8 2.3 02 | * | * P ga—gig:h%**—m g
Recommended grade Available grade | T S e
£ * & " & CCGT040102L-XF 4.4 4.3 1.8 2.3 0.2 * * PAe =
% CCGT040104R-XF 4.4 4.3 1.8 2.3 0.4 * * * =§"
'E CCGT040104L-XF 4.4 4.3 1.8 2.3 0.4 * * * 'g
(] (1)
% CCGT060201R-XF 6.4 6.35 | 2.38 2.8 0.1 * * * %
:E CCGT060201L-XF 6.4 6.35 | 2.38 2.8 0.1 * | % PAg 'é
7 i AN ERt e bk EeS Rt el ERbA bl Hebiubiunt sb Gt REba IRt REPRR| REEES SCLC*-06 S
) CCGT060202R-XF 6.4 6.35 | 2.38 2.8 0.2 *x | x *® Page(A122) h-]
& CCGT060202L-XF 64 | 635 | 238 | 28 | 02 | *x | *x e ’§a—g§(§1l.2%**—06 &
CCGT060204R-XF 6.4 6.35 | 2.38 2.8 0.4 * * w®
CCGT060204L-XF 6.4 6.35 | 2.38 2.8 0.4 * * PAg
= Y Recommended grade v Available grade =
S S
(] ()]
° °
= =
€ =
o o
= -
7] 7]
= =
© ©
()] (Y]
h= =]
=3 K-
S =
S S
= 3
° ]
w w
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(] [ ] [ ] (]
Postive insert Postive insert
{-1) (-1)
E Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average #© Tough E
- -
= =
fud Q Steel e oV e o Q Steel o oV e o fud
7 5 r .
© (1]
g IC % g M Stainless steel oV 09 IC {7 ks M Stainless steel oV 0V g
© ©
_ € _ S
8 a Y @ Cast iron DE (S @ Cast iron 8
S .9 .9 S
g g g g
g R . § Non-ferrous metal oV § Non-ferrous metal oV g
S LE S LE S S
% Heat resistant super alloys e o Heat resistant super alloys o o %
£ Titanium alloy Titanium alloy £
2 2
o q q em a q emen o
g Dimension (mm) PVD [ 4| Cermet Dimension (mm) PVD [ Cermet g
= =
o0 Processing Insert shape Type Wl v 5| o Q| Applicabletool Processing Insert shape Type wow oo Q Applicable tool oo
£ LE IC S DI | RE |Z |8 & & T LE IC S DI RE |- |z |T| o= =
] r|lc| || x r|lc| x| | x ]
<] I | T T | T | T I | T | T | T | T <]
oo oo
g CCGT09T301R-XF 9.7 9.525 | 3.97 4.4 0.1 * * hie CCGT0602005FR-PU 6.4 6.35 2.38 2.8 0.05 | % * * E
%” CCGT09T301L-XF 9.7 | 9525 | 3.97 4.4 0.1 * | % hie CCGT0602005FL-PU 6.4 6.35 | 2.38 2.8 0.05 | % | % * %""
E Ultra CCGT09T302R-XF 97 |9525| 397 | 44 | 02 | % | % ¥r §£Ie‘(§1*§509 CCGT060201FR-PU 64 | 635 | 238 | 28 | 01 | % | % ¥ E
&0 finishing CCGT09T302L-XF 9.7 | 9525| 397 | 44 | 02 | k| % Y S-SCLC--09 CCGT060201FL-PU 6.4 | 635 | 238 | 28 | 01 | % | % e F?’Cgl'(% o )
"§ CCGT09T304R-XF 9.7 | 9525 | 397 | 44 04 | % | % I CCGT060202FR-PU 6.4 | 635 | 238 | 28 02 | % | % ¥ f@f}%?f*_os "-6“
§ CCGT09T304L-XF 9.7 | 9525 | 3.97 4.4 0.4 * | *x e CCGT060202FL-PU 6.4 6.35 | 2.38 2.8 0.2 * | % bid g
[ N ettt etiinks einiets Rl ieiuts istate miultutotulut et Sl Anieieiutel et Rl I =
 Recommended grade % Available grade L CCGT060204FR_PU ,,,,, 64 R 635 238 28 . 04 ,,,,, * B * N * ,,,,,,,
CCGT060204FL-PU 6.4 6.35 | 2.38 2.8 0.4 * | % *
CCGT09T3005FR-PU 9.7 | 9525 | 3.97 4.4 0.05 | % | % *
2 CCGTO9T3005FL-PU | 9.7 | 9525 | 397 | 44 | 005  * % ¥ 2
T CCGTO9T301FR-PU | 97 | 9525| 397 | 44 | 01 | % | % ¥ T
2 CCGTO9T301FL-PU | 9.7 | 9525 | 3.97 | 44 | 01 | % | % % SOLCr200 =
rc [ [ I S SRR o}
3 CCGT09T302FR-PU 9.7 | 9525 | 3.97 4.4 0.2 * | X i S-SCLC*-09 &)
'g 77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Page(A126) 'g
= inish CCGT09T302FL-PU 9.7 | 9525 397 | 44 | 02 | % | % % =
inishing| e e
% & CCGT09T304FR-PU 9.7 | 9525 | 3.97 4.4 0.4 *x | K * =g"
2 CCGT09T304FL-PU 9.7 | 9525 | 3.97 4.4 0.4 * | X * +
3 CCGT060201R-PU 64 | 635 238 28 | 01 % | % e b
£ CCGT060201L-PU 64 | 635 238 | 28 | 01 | *x  * % £
5 A it EEbAb SRt bRt RSt RbAbhh Rbibihh Rt RS Rbbil RS I SCLC+—06 S
° CCGT060202R-PU 6.4 6.35 | 2.38 2.8 0.2 *x | x *® Page(A122) ]
3 CCGT060202L-PU 64 | 635 238 | 28 | 02 | kx| *x ¥ §;§(§1L2§;*—06 3
CCGT060204R-PU 6.4 6.35 | 2.38 2.8 0.4 * | *x PAe
CCGT060204L-PU 6.4 6.35 | 2.38 2.8 0.4 * | *x PAg
CCGTO09T301R-PU 9.7 | 9525 | 3.97 4.4 0.1 * | X Y
E CCGT09T301L-PU 9.7 | 9525 | 3.97 4.4 0.1 * | X pAq E
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff SCLC+-09
% CCGT09T302R-PU 9.7 | 9525 | 3.97 4.4 0.2 * | *x * Page(A122) %
B I e e e e | R - - - - - (SRR - - - - /S <
= CCGT09T302L-PU 97 |9525| 397 | 44 | 02 | Kk | % ¥r S-SCLC+-09 9
L= [y A Page(A126) o
= L=
C2) CCGTO09T304R-PU 9.7 | 9525 3.97 4.4 0.4 * | x * (]
= CCGT09T304L-PU 9.7 | 9.525 | 3.97 4.4 0.4 * | K PAe =
S S
o ©
§ Y Recommended grade v Available grade §
5 B
v (%]
= =l
° ]
w (7]
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Threading Parting and grooving RIS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A111

[ ]
Tu ni ngﬁ“uring of small components

Postive insert

Working condition: @ Stable & Average # Tough

QSteel e oV e o

':.;:; M Stainless steel oV 09
£
g @ Cast iron
2
£
g Non-ferrous metal oV
Heat resistant super alloys e o
Titanium alloy
Dimension (mm) PVD [T Cermet
carbide
Processing Insert shape Type 9w 5| o Q| Applicable tool
LE IC S DI RE i N B P DR B
r|loc|lc | o
T | T | T T =T
DCGT0702005R-XF 7.8 6.35 2.38 2.8 0.05 * * bAe
DCGT0702005L-XF 7.8 6.35 2.38 2.8 0.05 * * <
__DCGTO070201R-XF | 78 | 635 | 238 | 28 | 01 | % | * | | % | SDJC-07
DCGT070201L-XF 7.8 6.35 2.38 2.8 0.1 * * < SDNC+**-07
******************************************************************************************** Page(A123)
_DCGT070202R-XF | 7.8 | 635 | 238 | 28 | 02 | o | & | | % | S-SDUC+-07
DCGT070202L-XF 78 | 635 | 238 | 28 | 02 | * | % ¥ Page(A127)
DCGT070204R-XF 7.8 6.35 2.38 2.8 0.4 * * hie
Ultra DCGT070204L-XF 7.8 6.35 2.38 2.8 0.4 * * Y
finishing DCGT11T3005R-XF | 11.6 | 9.525 | 3.97 | 44 | 005 | % | * Yo
DCGT11T3005L-XF 11.6 | 9.525 | 3.97 4.4 0.05 * * ¥
| DCGT1T30IR-XF | 11.6 | 9525 )| 397 | 44 | 01 | * | * | | *| SDJC+-11
DCGT11T301L-XF 11.6 | 9.525 | 3.97 4.4 0.1 * * bAq SDNC#**-11
———————————————————————————————————————————————————————————————————————————————————————— Page(A123)
| DCGT11T302R-XF | 116 | 9.525 | 3.97 | 44 | 02 | k| * | | 3 | S-SDUC+—11
DCGT11T302L-XF 11.6 | 9.525 | 3.97 | 4.4 02 | * | % Yo Page(A127)
DCGT11T304R-XF 11.6 | 9.525 | 3.97 4.4 0.4 * * Yo
DCGT11T304L-XF 11.6 | 9.525 | 3.97 4.4 0.4 * * hie
| DCGT1T301FR-PJ | 11.6 | 9525 | 367 | 44 | 0.1 | % | * | | % | SDJCx+-11
A DCGT11T302FR-PJ 11.6 | 9.525 | 3.97 4.4 0.2 *x | % < SDNC+*-11
Finishing | - T Page(A123)
__DCGT11T304ER-PJ | 11.6 | 9.525| 3.97 | 44 | 04 | % | * | |- L S-SDUGC-11
Page(A127)

% Recommended grade <% Available grade

Postive insert

HIHUAREAL

Working condition: @ Stable & Average #© Tough

QSteel e oV e o

2 —
IC g M Stainless steel oV 0V
_ £
a g @ Castiron
g
RE LE s g Non-ferrous metal oV
Heat resistant super alloys PO PN
Titanium alloy
o o Cemen
Dimension (mm) PVD " e Cermet
Processing Insert shape Type R T R R Applicable tool
LE IC S DI RE = |2 % /o=
r|lc|| |
I I I I I
DCGT0702005FR-PU 7.8 6.35 2.38 2.8 0.05 | % * *
DCGT0702005FL-PU 7.8 6.35 2.38 2.8 0.05 | % * PAg
DCGT070201FR-PU 78 | 635 | 238 | 28 | 01 | &k | X Y SDJC#+—07
DCGT070201FL-PU 7.8 6.35 2.38 2.8 0.1 * * PAe SDNC+*+-07
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Page(A123)
| DCGT070202FR-PU | 78 | 635 | 238 | 28 | 02 | & | x| | LS S-SDUC++-07
DCGT070202FL-PU 78 | 635 | 238 | 28 | 02 | % | % ¥ Page(At27)
DCGT070204FR-PU 7.8 6.35 2.38 2.8 0.4 * * *
DCGT070204FL-PU 7.8 6.35 2.38 2.8 0.4 * * *
DCGT11T3005FR-PU 11.6 | 9.525 | 3.97 4.4 0.05 | % * *
DCGT11T3005FL-PU 11.6 | 9.525 | 3.97 4.4 0.05 | * * PAg
| DOGTTSOIFR-PU | 116 | 9.525] 3.97 | 44 | 01 | * | * | | o SDJC-11
DCGT11T301FL-PU 11.6 | 9.525 | 3.97 4.4 0.1 * * PAg SDNC++—11
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Page(A123)
| _DCGT11T302FR—PU | 116 | 9525 | 397 | 44 | 02 | % | * | | o8 S-SDUC+—11
o DCGT11T302FL-PU 11.6 | 9.525 | 3.97 | 44 02 | % | % e Page(A127)
Finishing E ———————————————————————————————————————————————————————————————————————————————————————————
DCGT11T304FR-PU 11.6 | 9.525 | 3.97 4.4 0.4 * * pie
DCGT11T304FL-PU 11.6 | 9.525 | 3.97 4.4 0.4 * * pie
DCGT070201R-PU 7.8 6.35 2.38 2.8 0.1 * * bie
Doatoreoilpy_ | 78 [[6ss | 208 | 28 [ od [d| * ] | % [ | spuce-o7
DCGT070202R-PU 78 | 635 | 238 | 28 02 | * | % ¥ SDNC#—07
”””””””””””””””””””””””””””””””””””””””””””””””” Page(A123)
| DOEupoaE L vi B35 229 | 28 02 (il 1 S-SDUC+-07
DCGT070204R-PU 78 | 635 | 238 | 28 04 | * | X ¥ Page(A127)
DCGT070204L-PU 7.8 6.35 | 2.38 2.8 0.4 * | *x PAq
DCGT11T301R-PU 11.6 | 9.525 | 3.97 4.4 0.1 * * PAG
_DCGTHTA0IL-PU | 116 | 9525 367 | 44 | 01 |k k| | % | | spiGe-tt
DCGT11T302R-PU 11.6 | 9.525 | 3.97 4.4 0.2 * * PAg SDNC+*—11
””””””””””””””””””””””””””””””””””””””””””””””””” Page(A123)
SR RS s * . S-SDUC+-11
DCGT11T304R-PU 116 | 9.525 | 3.97 @ 4.4 04 | * | * ¥ Page(A127)
DCGT11T304L-PU 11.6 | 9.525 | 3.97 4.4 0.4 * * PAd

Y Recommended grade vy Available grade

Threading Parting and grooving RITCIIECIIIELS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill




Threading Parting and grooving RIS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A113

[ ]
Tu ni ngﬁ“uring of small components

Postive insert

Working condition: @ Stable & Average # Tough

Q Steel o oV e o
':.;:; M Stainless steel oV 0V
£
3 @ Cast iron
2
£
‘g Non-ferrous metal oV
Heat resistant super alloys e o
Titanium alloy
Dimension (mm) PVD [T Cermet
carbide
Processing Insert shape Type 9w 5| o Q| Applicable tool
LE I1C S DI RE L N B P D
T |||
I T | I | T | I
TBGT060101R 6.9 3.97 1.59 2.3 0.1 *x | K pAe
TBGT060101L 6.9 3.97 1.59 2.3 0.1 *x | K pAe
Ua | ] TBGTO60102R | 69 | 397|189 | 23 | 02 | X | x| | F | __ S-STLB+-06
finishing TBGT060102L 69 | 397 159 | 23 02 @ *x % ¥ Pace(A12e)
TBGT060104R 6.9 3.97 1.59 2.3 0.4 * | *x Y
TBGT060104L 6.9 3.97 1.59 2.3 0.4 * | *x A

% Recommended grade +% Available grade

Postive insert

HIHUAREAL

Working condition: @ Stable & Average #© Tough

QSteel e oV e o

'g M Stainless steel oV 09
g
(o) @ Cast iron
Q
£
g Non-ferrous metal oV
Heat resistant super alloys o o
Titanium alloy
Dimension (mm) PVD [ Cermet
Processing Insert shape Type wow oo Q Applicable tool
LE IC S DI RE | = | 2| ZT|5l =
[any [any o [any [any
T I I T u
TCGT080201R-PU 82 | 476 | 238 | 23 | 01 | x | *x ¥
| TOGTOS201F-PU | 82 | 476 | 238 | 23 | 01 | k| k| | STGC- 08
TCGT080202R-PU 82 | 476 | 238 | 23 | 02 | % | % Y Page(A124)
TCGT080202L-PU 82 | 476 | 238 | 23 | 02 | x | *x ¥
TCGT110201R-PU 11 | 635 | 238 | 28 | 01 | % | % ¥
TCGT110201L-PU 11 | 635 | 238 | 28 | 01 | % | * Yo
(TOGTHMOX02R-PU | 11 | 635 288 28 | 02 k| k| | STGG-1
TCGT110202L-PU 11 | 635 | 238 | 28 | 02 | % | * Y Page(At24)
TCGT110204R-PU 11 | 635 | 238 | 28 | 04 | % | % e
TCGT110204L-PU 11 | 635 | 238 | 28 | 04 | % | * ¥
TCGTO802005FR-PU | 82 | 476 | 238 | 23 | 005  * | % ¥
Ultra TCGTO802005FL-PU | 82 | 476 K 238 @ 23 | 005  * | % ¢
finishingl | tAATARMonFR. DIl | a5 | 478 | 222 | o4 | 04 | % | %« | |
& | TCGT080201FR-PU | 8.2 | 476 | 238 | 23 | 01 | k| &« | | ¥ | STGC—08
TCGT080201FL-PU 82 | 476 | 238 | 23 | 01 | x | * ¥ Paga(At24)
TCGT080202FR-PU 82 | 476 238 | 23 | 02 | % | * ¥
TCGT080202FL-PU 82 | 476 | 238 | 23 | 02 | x| *x ¥
TCGT1102005FR-PU | 11 | 6.35 | 238 | 28 | 005  * | % ¥
TCGT1102005FL-PU 11 | 635 | 238 | 2.8 | 005 | * | * Yo
TCGT110201FR-PU 11 | 635 | 238 | 28 | 01 | % | % e
| TOGTHO01FL-PU | 11 | 635 | 288 | 28 | 01 | k| * | k| STGO-11
TCGT110202FR-PU 11 | 635 | 238 | 28 | 02 | * | * e Page(At24)
TCGT110202FL-PU 11 | 635 | 238 | 28 | 02 | % | % ¥
TCGT110204FR-PU 11 | 635 | 238 | 28 | 04 | % | * ¥
TCGT110204FL-PU 11 | 635 | 238 | 28 | 04 | % | * ¥

% Recommended grade +% Available grade

Threading Parting and grooving RITCIIECIIIELS General turning

Indexable milling

Solid carbide end mill

Short hole drill

=
o
o
=}
S
P
©
o
=
©
0
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Tu ni ngﬁ“uring of small components

Postive insert Postive insert

[-T] oo
E Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average #© Tough E
5 5
= ‘E) Steel o oV e o ‘;) Steel o oV e o =
. .
© (1]
] 5 M Stainless steel oV oV % M Stainless steel ev oV =
o = = o
8 3 @ Cast iron 3 @ Cast iron 8
= t 7} D =
g ‘g Non-ferrous metal LX) RE g Non-ferrous metal L) g
= Heat resistant superalloys o o Heat resistant superalloys o ¢ =
£ Titanium alloy Titanium alloy £
- -
o a q em q q emen o
g Dimension (mm) PVD [ i Cermet Dimension (mm) PVD e Cermet g
= =]
o0 Processing Insert shape Type Wl v 5| o Q| Applicabletool Processing Insert shape Type R T IR R Applicable tool oo
£ LE IC S DI RE TRl o] = LE IC S DI RE I B B S £
) T ||| r o | | )
e I T | I | T | I I I T I | T e
oo oo
2 TPGHO080201R 8.2 476 | 2.38 2.3 0.1 *x | K bAe TPGH0902005R-PU 9.6 556 | 2.38 2.8 005 | % | % % 2
L1 T Tt e T e T e e e e e e T T BT e <
o0 TPGHO080201L 8.2 476 | 2.38 2.3 0.1 *x | K bie TPGH0902005L-PU 9.6 556 | 2.38 2.8 005 | % | % * =y
=2 Attt ettt e ettt e e e e el e e N Mtttk Attt Suitielut Suiuiutuluiuty ettty Anteihsiutiuts it peliutule ittt il TGP **— e
E TPGHO080202R 8.2 476 | 2.38 2.3 0.2 *x | bie STGP+*—08 TPGH090201R-PU 9.6 556 | 2.38 2.8 0.1 * | X < PSagSA124) 09 E
6o TPGH080202L 82 | 476 | 238 | 23 | 02 | % | % F Page(h124) TPGH090201L-PU 96 | 556 | 238 | 28 | 01 | % | % o S-STLP*-09 o
E || e S—STLP==08 | e Page(A142) 1=
g TPGHO080204R 8.2 476 | 2.38 2.3 0.4 * | *x < Page(A128) TPGH090202R-PU 9.6 556 | 2.38 2.8 0.2 *x | K PAY g
g TPGH080204L 8.2 476 | 2.38 2.3 0.4 * | *x AY TPGH090202L-PU 9.6 556 | 2.38 2.8 0.2 *x | K PAS g
= (=
TPGHO090201R 9.6 5.56 | 2.38 3.2 0.1 * | *x pAe Ultra o TPGH1103005R-PU 11 6.35 | 3.18 3.3 0.05 | % | % bie
TPGH090201L 96 | 556 @ 238 | 3.2 01 | % | % ¥ Eggslﬁ;l?og finishing e} -“ TPGH1103005L-PU 11 6.35 | 318 | 33 | 005  * | * e
TPGHO090202R 9.6 556 | 2.38 3.2 0.2 *x | K < S-STLP++-09 TPGH110301R-PU 11 6.35 | 3.18 3.3 0.1 * | % *
T e Ry T ey R e gy Eiiatel R LEEEE] EEREE chbl Page(A128) | L L e e e (BRI . . [EEEEE . . . . [SEEEE STGP**—11 G5
£ TPGH090202L 9.6 5.56 | 2.38 3.2 0.2 *x | K < TPGH110301L-PU 11 6.35 | 3.18 3.3 0.1 * | % < Page(A124) £
% Ultra TPGHO090204R 9.6 556 | 2.38 3.2 0.4 *x | K bAq TPGH110302R-PU 11 6.35 | 3.18 3.3 0.2 * | X * §—3(1—1|-2|;’)**—11 _g'
S o s ettt e I o sy A s age
% finishing TPGH090204L 9.6 5.56 | 2.38 3.2 0.4 *x | K bAq TPGH110302L-PU 11 6.35 | 3.18 3.3 0.2 *x | % PAY %
[ 2 L I e Bk L B e e B A e et e e B T B B e e T S e S <
é TPGH110202R 11 6.35 | 2.38 2.8 0.2 *x | K PAY TPGH110304R-PU 11 6.35 | 3.18 3.3 0.4 *x | K < g
£ TPGH110202L 11 6.35 | 2.38 2.8 0.2 *x | K pAe TPGH110304L-PU 11 6.35 | 3.18 3.3 0.4 * | K < =
- A (R W TPOHT10204R | N 6851288 | 28 | 04 | XX LEL TGPt * Recommended grade c Avalable grade T
2 TPGH110204L 11 6.35 | 2.38 2.8 0.4 *x | % pAe Page(A1247 g
L s s A N A R (1)
] TPGH110302R 11 6.35 | 3.18 3.3 0.2 *x | K ¥ S—STLP**—11 )
5= e e S el o A O Page(A128) S
g TPGH110302L 11 6.35 | 3.18 3.3 0.2 *x | % bie -‘g
E TPGH110304R 11 6.35 | 3.18 3.3 0.4 *x | % pAq -;
uoi TPGH110304L 11 6.35 | 3.18 3.3 0.4 *x | K bAS 8
TPGH110308R 11 6.35 | 3.18 3.3 0.8 *x | K PAY
TPGH110308L 11 6.35 | 3.18 3.3 0.8 *x | K bAe
_ % Recommended grade vy Available grade _
= =
© o
9 <
° ]
= =
€ b
o o
= -
7 v
= =
© ©
()] (Y]
3= 3=
2 2
© [0}
v (%]
= 3=
S °
w w
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Postive insert Postive insert

[-T] oo
E Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average #© Tough E
5 5
= Q Steel o oV o o Q Steel o oV e o =
© 50 ©
] s E =
=) S M Stainless steel oV 0V IC 5 M Stainless steel oV 0V =
o g g o
£ § ‘3 Cast iron 3 § @ Cast iron £
b E) = <
g i i=; g
g S Non-ferrous metal o9 R S S Non-ferrous metal 9 g
[=3 [=3
% Heat resistant super alloys e o Heat resistant super alloys e o "=;
£ Titanium alloy Titanium alloy £
2 2
o q q e a q ement o
g Dimension (mm) PVD [ Cermet Dimension (mm) PVD [ e Cermet é"
= =]
o0 Processing Insert shape Type Wl v 5| o Q| Applicable tool Processing Insert shape Type R T R S Applicable tool oo
= LE IC S DI RE | = | 2 T |G| = LE IC S DI RE | = | T o=z =
= Tl ||| r ||| o =
<] T T T | T | T I | T | T T | T <]
oo oo
= VBGT1103005R-XF 1 6.35 | 3.18 2.8 0.05 | % | % hie WBGT060101L-XF 3.3 4 1.59 2.3 0.1 * * * 2
L T T e e B T et L S T LT e e B B e <
20 VBGT1103005L-XF 11 6.35 | 3.18 2.8 0.05 | % | % pAe Ultra WBGT060102L-XF 3.3 4 1.59 2.3 0.2 * * * S_SWUB+—06 =y
E VBGT110301R-XF 11 | 635 | 318 | 28 | 01 | % | * ¥ finishing WBGTO60104L-XF | 33 | 4 | 159 23 | 04 | % | * o Page(A129) E
6o Ultra VBGT110301L—XF 11 | 635 | 318 | 28 | 01 @ * | % # SVJB--11 60
£ ihing | [T oo e T S v £
'-‘Ev finishing VBGT110302R-XF 11 6.35 | 318 | 28 | 02 | % | *x Y EQQ{EZS)” % Recommended grade yy Available grade °
4 s ) S R A I N ) R ()
£ VBGT110302L-XF 11 6.35 | 3.18 2.8 0.2 * | K bAq £
[ N e faiuiininh it Eeiuieieint Rt ittt Rfeielieiek Il Il Rl teleielehs Rl (=
VBGT110304R-XF 11 6.35 | 3.18 2.8 0.4 * | % PAY
VBGT110304L-XF 11 6.35 | 3.18 2.8 0.4 * | *x <
VBGT1103005R-PY 11 6.35 | 3.18 2.8 0.05 | * | % ¥
& VBGT1103005L-PY 11 | 635 | 3818 28 | 005  * | * Yo &
T VBGT110301R-PY 11 | 635 | 318 | 28 | 01 | % | % e E
= VBGT110301L-PY 11 | 635 | 318 | 28 | 01 | % | % ¥ SVJB+-11 2
- N Pyl Rl Rt Ry Rieblet R il vl Eiel Vvl i SVVB—11 2
3 VBGT110302R-PY 11 | 635 | 318 | 28 | 02 | % | % e Page(Al25 ]
g 0 vealmoelaR-FY ) 11 ] beo | 18 | a8 | e | R K ge(A125) ey
£ VBGT110302L-PY 11 6.35 | 3.18 2.8 0.2 * | K < £
= s VBGT110304R-PY 11 6.35 | 3.18 2.8 0.4 * * PAd =
£ Finishing]  Feooo e £
'g VBGT110304L-PY 11 6.35 | 3.18 2.8 0.4 * | *x bAq 'g
(] (1)
% VBGT160402R-PY 16.6 | 9.525 | 4.76 4.4 0.2 *x | K bAe %
."g VBGT160402L-PY 16.6 | 9.525 | 4.76 4.4 0.2 *x | < :c.:u
- VBGT160404R-PY 166 | 9.525 | 476 | 44 | 04 | X | * F SVJB--16 o
L2 R e Al Sttt Al Aieiuieiuteie ettt efuied St it Maieiiet Il \VVBx**—1 =
3 VBGT160404L-PY 166 | 9525 | 476 @ 44 | 04 | * | * ¥ §age(A125) 6 3
VBGT160408R-PY 16.6 | 9.525 | 4.76 4.4 0.8 *x | K bAe
VBGT160408L-PY 16.6 | 9.525 | 4.76 4.4 0.8 *x | K PAY
% Recommended grade v Available grade
T =
© o
(] ()]
° °
= =
€ =
o o
= -
(V2] (7]
= E
© ©
()] (Y]
h= =]
=3 K-
S =
© [0}
v (%]
= 3
° °
w w
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Back turning insert code key Cody key of external turning tools for small components

HBS 15 | R 005 S C|L C R 12/ 12 JX- 09

o @ ©® @ ® o @ & ® 6 6 O© & O
~ @insertname [ o

5

Back turning inserts 15 15.4 R Right 4 4.2 .
A Backside calmping D F B 5°Postive
_ C Pressing calmping 90° C T°Postive
45°
005 0.05 P Lever calmping N 0°Negative
S Screw calmping P 11°Postive

95°

Working condition: @ Stable & Average & Tough

C | 80° rhombus 80°
Q Steel ) (X'} ) )

R Right hand

K
% 75°
S
Cast iron
B K
63° 117°30'
Non-ferrous metal e S | Square 90°
-S. Heat resistant super alloys A ~ 8 08
Titanium alloy
\%

L Left hand

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

Back turning insert | Oinsertshape ﬂ qD

% M Stainless steel LX) [ ) T N Left and right hands
‘g D | 55° rhombus 55°
8
(9]
ey
: Bl * ©Comer hight ()
o
" = D w0
£ £
% T | Regular triangl Q 10 10 E
(] : : Cemented egular triangle o
% Dimension (mm) PVD carbide Cermet 12 12 %
> X
§ Processing Insert shape Type 0 9 ° ° Q 16 16 é
- LE IC S DI RE s N T o = V | 35° rhombus 720 30" 20 20 =
2 E 0§ & g y
Z 25 25 E
e ]
s | | b 5
8 Back HBS15R4005 4.2 7 3.97 3.4 0.05 * * bie g
§ turning HBS15R4015 4.2 7 397 | 34 | 0.15 * * * g
L e e e N v
3 - - _ A
= ]
@ % Recommended grade vy Available grade 8 08 F 80 Inscribed circle Insert shape 2
of insert Square 5?5#;‘; 80°rhombus|55°rhombus|35°rthombus
10 10
H 100 6.00 _ _ _ _ _
— 12 12 JX 120 6.35 - 11 06 07 11 -
= =
o 16 16 o°
K] K 125 7.94 - 13 - - - 5
2 ]
= 20 20 M 150 8.00 - - - - - <
5 e
ﬁ 25 25 9.525 09 16 09 11 16 ﬁ
= 10.00 - - - - - _
Zz =
o 12.00 - - - - - ©
3 2
o 12.70 12 22 12 15 - o
= S
S S
© 15
5] 3
3 3
& a
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Cody key of internal turning tools for .
small components Turning of small components

El
95° ®
LH 95§>

LF

90° ‘

STLN
KARP:95°

WE = WF

[-T] oo
= £
o o=
- -
= =
E L
s s
[ [
{ =) =
- (]
o (C)
g g
2 2
[=3 [=3
- (=%
g g
= 4 L =
§ S Steel K 125 F K L Q & \ T g
= =
£ M 150 90° 75° 95° 107° 30 £
= =
= =
Q 180 95° Dimension (mm Accessories ;
oo 5 Inventory il M?J?QF? E g
.g R 200 Insert screw Wrench 'g
S Model e
< s 250 H HF | B | LF | LH WF =
s 10 10 R (L s
2 T 300 U 2
E ' ' U 350 E
&0 16 16 ¥ 1616JX-16 Al A 16| 16| 16 | 120 | 15 | 16 o
£ STLNRL [ U NI M4X10 WR15 TNGG16+ =
5 20 20 2020JX-16 A A 2 | 20 | 20 | 120 | 15 | 20 B
o | =<1 = {0 v A 0| Rmmmmmmmmmmeee e oo o
A S
= 25 25 =
32 32 S Screw clamping Astanding inventory  /\Make-to-order
£ £
E i i E
o 5 Cc 7° R Right hand SC LC R/L w m o
= C | 80°Rhombus [~80 ° © Y =
3 P 11° L Left hand KARP:95 Y A/‘ 3
S 95° s
£ N Left and right hands < LtH, =
_ D | 55°Rhombus 0o [« LF > =
£ Lk % i E
T I‘ I -
c 4 Y c
g ° o :
g Insert shape 'g
% T | Regulartriangle ‘@ Inscribﬁéj circle Square Regular triangle | 80° Rhombus | 55° Rhombus 35° Rhombus Simenion G p— %
w q [,
. el M Inventory Matching
' Insert screw Wrench nsert
° - — _ _ Model
V| 35 Rhombu 5.556 09 H HE B LE LH WE
- 6.350 - " 06 07 11 S -
S 9.525 09 16 09 11 - S
2 12.70 12 12 1010F-06 A A 10 10 10 80 9 12 M2.5X7 WR15 CCGTO06++ =
= . _ - L N K SRS EEEySpPRE PSSP EPEPRPIPE (RPRESURIEDS pEpESUPH EpSUEIEUIPEPRES FRSURPRpRPRITE URpEpEpEpEpEEEY RpEpEpEpEpEpS Sppupupupspeps psppapepepanl | =55 E RS SRS (SR L=
'g 1010F-09 A A 10 10 10 80 14 14 'g
& 1212H-09 A A 12 12 | 12 | 100 14 | 16 &
o Lo I s A Lon SEUREs ETSUEY IPSLORSS DRSUITEI SOLIOTE RISTERS SPSOee

= 1616H-09 A A 16 16 16 100 15 20 M4.0X8.5 WR15 CCGT09+*+ =
B L T T R R R L T e S S S
o 2020K-09 A A 2 | 20 | 20 | 125 | 22 | 25 o
= e B e Bl B B it ISt e 3
2 2525M-09 A A 25 25 25 150 22 32 2
S S
T o
§ AStanding inventory  /AMake-to-order §
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Turning of small components Turning of small components

SDJCR/L L;,_‘ g STGC(P) % R
KARP:93° , e ' KARP:91° v B ‘
93° 91°

T e - =L, g

|
-t H -
<HF.

e
_!‘
<He

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

Dimension (mm Accessories ; Dimension (mm Accessories .
Inventory (mm) ! M,atch:{]g Inventory (mm) ! Match:{]g
Insert screw Wrench (=S Insert screw Wrench SE
Model Model
H HF B LF LH WF . - H HF B LF LH WF o
Rt E;i":- N Rt “@::-
1010F-07 A A 10 10 10 80 12 12 M2.5X7 WRO08 DCGTO7+** 0808E-08 A A 8 8 8 70 12 10
777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 M2.0X5 WR6 TCGT08+
1010F-11 A A 10 10 10 80 18 12 1010F-08 A A 10 10 10 80 12 12
1212H-11 A A 12 12 12 100 18 16 1010F-11 A A 10 10 10 80 15 14
oY o e s T T s S B e N [ I A S e e N B e e
1616H-11 A A 16 16 16 100 18 20 M4.0X8.5 WR15 DCGT11#x STGCR/L 1212H-11 A A 12 12 12 100 15 16
2020K-11 A A 20 20 20 125 18 25 1616H-11 A A 16 16 16 100 15 20 M2.5X7 WR8 TCGT11x
2525M-11 A A 25 25 25 150 23 32 2020K-11 A A 20 20 20 125 15 25
%” AStanding inventory  AMake-to-order 2525M-11 A A 25 25 25 150 20 32 té”
= 0808E-08 A A 8 8 8 70 12 10 TPGTO8++ =
- 1010F08 | A A 10 | 10 | 10 8o | 2 | 12 MROXS L WRe o oen 5
2  SDNCN . U OOV AMOU0 N O30 0 O U 0 U o OB - 2
3 o = o STGPR/L 1010F-11 A A 10 10 10 80 15 14 3
o 672 5  T—Q> e L A N T T T T T o T e e o
E KARP:62.5 1212H-11 A A 12 12 | 12 100 | 15 | 16 | M25X7 WR8 TPGT11xx £
= 1616H-11 A A 16 16 16 100 15 20 =
£ LF £
2 b AStanding inventory  /\Make-to-order g
g e T g
j- * .-
° a
A P
© ©
(%] v
3 3
3 Inventory Dimension (mm) Accessories M_atchri{lg 3
Insert screw Wrench et
Model
H HF B LF WF Lo -
"t k<= :
z T
o o
< 1010JX-07 A A 10 10 10 120 5 2
72 S e e Y ERTTSCTRS IRCTAORE IESRSRLRS: SEPRCEES M2.5X7 WR8 DCGTO7++ e
© 1212JX-07 A A 12 12 12 120 6 v
L= 1 e et I et e e o
& | totox=t Al 10 10 | 10 [ 1201 5 (2
_ 1212JX-11 A A 12 12 12 120 6 —
= SDNCN [ S S T SSTC TS s TTTsoY ssscooous feseucee =
© 1616JX-11 A A 16 16 16 120 8 ©
< [ Y SRS sy CO PP RS SR PSS ] ERTTSTTES CRCTUORE EERIRS) SEPRITES M4.0X8.5 WR15 DCGT11++ &
8 1010F-11 A A 10 10 10 80 5 B
S 1212F-11 A A 12 12 12 80 6 S
|l T T
3 1616H-11 A A 16 16 16 100 8 3

AStanding inventory  /AMake-to-order

A123
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(3 L3
Turning of small components Turning of small components
{-1) (-1)
= =
= ‘e
2 2
s s
= SVJBR/L . . S-SCLC = 2
— KARP:93° c KARP:95° ° >
8 93 8
g LH g
g 0 LF g
o o
g o] T g
= =
£ £
2 2
[=] [=]
[=T:] oo
o= o
= Dimension (mm Accessories . Dimension (mm Accessories ] =
= Inventory (mm) Mﬁ_ltChr'{‘g Inventory (mm) Mﬁ*chrl?g =
o0 Insert screw Wrench = Insert screw Wrench == o0
f = f =
3 Model Model 3
8 H | HF | B | LF | LH | WF n DMIN DCON| H | LF | LH | WF , 8
g R | L ‘E‘;i_} R | L lg:& o
=} =}
& &
[-T:] [-Y:]
£ 2020K-11 Al A 20 | 20 | 20 125 | 30 | 10 03-05AE Al Al B 10 9 | 100 24 | 25 5
= e e i A M2.5X7 WRS VBGTH1w | T T T T T M1.6X3.5 WR6 CCGT03+ =
& 2525M-11 A A| 25 | 25 | 25 | 150 | 35 | 125 03-06AE Al Al B 10 9 | 100 @28 3 o
o o A== 7 R e e e e (et e e ) el s A (R I S —
a 2020K-16 Al A 20 | 20 | 20 125 | 30 | 10 ixi2s WS BGT1 04-07AE Al a7 10 9 | 100 32 | 35 s
st A S A Bt I I ) E e M2.0X3.5 WR6 CCGT04+ 5
E 2525M-16 Al A 25 | 25 | 25 | 150 @ 30 | 125 04-08AE Al Al 8 10 9 | 100 @37 4 g
T TTTTTTT/|”T”TT]TLUOUL e P T T T T T T T T T T T T T T T T T T TP T T T T T T T T T T T T T T T T T T T T T T T T T T T T T T T T T T s s s s s s s s s m e S
= Astanding inventory  /\Make-to-order S10-SCLCRL Lovones 06-10AE | AA 10 8 | 7o 120 | 16 | 5 =
06-12AE A A 12 | 10 9 | 140 | 20 6 M2.5X4.5 WR8 CCGT06+
06-14AE A A 14 12 | 11 | 150 | 24 7
o e e e 09-18AE | Al Al 18 | 16 | 15 | 180 | 30 | o | 1 o
725 .0ar- -t R e R Wl Ny sty vt Wt Nl
£ SVVBR/L . RN 09-22AE A A 22 | 20 | 19 | 200 36 | 11 | M4OX65 & WR15 | CCGT09- £
E KARP:72.5° =l | ® o  —4\ Y= 09-27AE | A A 27 | 25 | 24 | 250 | 46 | 135 5
= -\ /725° o =
g 72.5° AStanding inventory  /AMake-to-order )
] LF ]
£ 0% £
f d_

E - * E
T T

c c

(7 Q

[} (]
2 =l

E | Dimension (mm) Accessories Matching a

S nventory insert o
o Insert screw Wrench 3
& Model 3

H HF B LF WF L8
Rt %
1010JX-11 A A 10 10 10 120 5
= 1212JX-11 Al A 12 12 12 120 6 5
< 1616JX-11 A A 16 16 16 120 8 2
o <=
£ 1010F-11 A A 10 10 10 80 5 =
2 M2.5X7 WR8 VBGT11x 2
w 1212F-11 AL A 12 12 12 85 6 v
SVVBNL  foooo e T T

= 1616H-11 A A 16 16 16 100 8 =

B S P I ER S (SN D S
o 2020K-11 A A 20 20 20 125 10 5
.= e e il
2 2525M-11 Al A 25 25 25 150 | 12,5 s

4~ ) ) ) ) ) BN [0}
= 2020K-16 A A 20 20 20 125 10 -
e I e s Pem Ly pm— e — M4X12.5 WR15 VBGT16+ =
3 2525M-16 A A 25 25 25 150 | 125 &

AStanding inventory  AMake-to-order

A125
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Turning of small components Turning of small components

S-SDUC-A B
KARP:93°

S-STLB(P) .
KARP:95°

DMIN
I
=
I
I
|
18
I
DCON

3 ? E' — 71’&

Dimension (mm Accessories n Dimension (mm Accessories .
Inventory (mm) Matching Inventory (mm) Matching

Insert screw Wrench sk Insert screw Wrench Jnsert

Model Model
DMIN |[DCON H LF LH WF . DMIN |[DCON H LF LH WF o

=S O =N

S06H-STLB 06-08A

)
.

>
>
—
~
—
o
©
-
N
o
—~
©
[o0]
~
>
>
[o2)
(o]
(6}
-
o
o
~
N
w
©

M2.0X3.5 WR6 TBGTO6++

S10L-SDUC 07-14A

: 5
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff M2.5X6.0 WR8 DCGTO7+ SOBX-STLP f-----m=smmmoommmneo Tt T e

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff ~-| M4.0X6.5 WR15 | DCGT116+ S 2M-S TP e - - - --- - - EREEEEEEEE

S258-SDUC 11-32A

>
>
w
N
n
4]
n
=
nN
[é))
o
N
=
-
©
(9]
e
[*)
P
(9]
_|
—
o
-
=
|
-
©
>
>
>
—
©
-
D
-
[¢;]
-
[02]
o
w
o
©
N

———————————————————————————————————————————————————————————————————————————————————————————————— M2.5X4.5 WR8 TPGH11++
S20R-STLP 11-22A

AStanding inventory  /AMake-to-order

AStanding inventory  /AAMake-to-order

Indexable milling

>

>

n

N

N

(=]

o

N

o

o

W

[¢2)

=
Indexable milling

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill

A127



General turning E

Threading Parting and grooving [0 e LT

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A129

[ ]
Tu ni ngﬁ“uring of small components

Turning of small components

S-SWUB

z

Shallow groove insert code key

TH F 16 R 100 - 005 OO

o @ 6 ®

®

HIHUAREAL

®

@

@%ﬁj&# = — @ — E\
KARP:93° L
LF —‘
1932, 1
e - — — 4 — 1} |
lf—
Dimension (mm j .
Inventory (mm) Accessories M,atch;?g
Insert screw Wrench =S
Model
DMIN DCON| H LF LH WF o
T LS X
O 06-06A | Al al e | - 10 9 | 100 21 | 3
STOH-SWUBR/L| ool M2.0X5 WR6 WBGTO6+
06-07A A A 10 9 100 25 3.5

T-gspoaop:,%silgglel&w Inisacnrqigteecf’(crinrrgnlc)a Cutting diretion Insert width(mm) Chipbreaker
16 9.525 R righ 100‘ 1.0 Default| Straighttype
@ 22 12.7 L left R Round type
Inserttype @
R Genzrr?éfel)o rake Cornerridus(mm)
F Sharp (20°rake 005‘ 0.05
angle)

AStanding inventory  AMake-to-order

Shallow groove tools code key

TH | | R||25/25 R 22 -
@ ® @ ® ®

@

M
@

25

Shallow groove tools Applicableinsert Corner height(mm) Cutter width(mm) Hand of tool
R Generaltype 25 ‘ 25 25 ‘ 25 R righ hand
F Sharp type L left hand
® @
Inscribed circle P
diameter(mm) Shank length(mm) Application(mm)
16 9.525 F 120 default General
22 12.7 K 125 15 Width of cut<2.5
M 150 25 2.5<Width of cut
<3.5

35 3.5<Width of cut

Solid carbide end mill Indexable milling Threading Parting and grooving RITCIIECIIIELS General turning E

Short hole drill

Solid carbide drill




Threading Parting and grooving RIS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A131
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Tu ni ngﬁ“uring of small components

THR16 series—General type

Working condition: @ Stable & Average # Tough

THR22 series—General type

HIHUAREAL

Working condition: @ Stable & Average # Tough

Q Steel e oV [} [
s
T M Stainless steel oV oV
£
g @ Cast iron
Ko
2
§ Non-ferrous metal oV
Heat resistant super alloys A o
Titanium alloy
Dimension (mm) PVD C::;'::d Cermet
Processing Insert shape Type 9 0 ° o Q | Applicable tool
IC | S | Dl |cwl|cDX|RE = | T | T | &l =&
o o o o o
T T T T T

THR16R050-005 |9.525| 3.2 44 1050 12 | 0.05| % *

THR16R075-005 |9.525| 3.2 44 | 075 20 | 0.05| % *

THR16R100-005 |9.525| 3.2 44 1100 20 |0.05| % *

THR16R125-020 |9.525| 3.2 44 | 125 | 2.0 | 0.2 * *

THR16R150-020 |9.525| 3.2 | 4.4 150 25 | 02 | % | % THR+R16-K
777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 THR#***R16-M
THRIGRITS-020 9525 62 | 44 175|265 02 ok | ok | nieed

THR16R200-020 |9.525| 3.2 44 1200 | 25 | 0.2 * *

%ﬂ THR16R225-020 |9.525| 3.2 44 | 225| 25 | 0.2 * *

E ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

§ THR16R250-020 |9.525| 3.2 44 | 250 | 25 | 0.2 * *

g THR16R300-020 |9.525| 3.2 44 | 3.00| 25 | 0.2 * *

é,  THR16L050-005 |9.525| 3.2 | 44 | 050 | 12 005 * | * | | |
% THR16L075-005 [9.525| 3.2 | 44 | 0.75| 2.0 | 0.05 % *

-g THR16L100-005 [9.525| 3.2 | 44 | 1.00| 2.0 | 0.05 % *

THR16L125-020 |9.525| 3.2 44 | 125| 20 | 0.2 * *

THR16L150-020 (9.525| 32 | 44 | 150 25 | 02 | % | * THR==+L16-K

THR16L175-020 |9.525| 3.2 | 4.4 | 175 25 02 | * | * JHRsL16-M
777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 age (A135)

THR16L200-020 |9.525| 3.2 44 | 200 | 25 | 0.2 * *

THR16L225-020 |9.525| 3.2 44 | 225| 25 | 0.2 * *

THR16L250-020 |9.525| 3.2 44 | 250 | 25 | 0.2 * *

THR16L300-020 (9.525| 3.2 | 44 | 3.00 25 | 0.2 * *

Models not listed in the table, able to customize

Y Recommended grade v\ Available grade

Q Steel e oV [} [}
©
T M Stainless steel oV oV
£
o] @ Cast iron
2
2
S Non-ferrous metal [ XY
Heat resistant super alloys O .
Titanium alloy
Dimension (mm) PVD CZ";;:? Cermet
Processing|  Insert shape Type 0 0 ° o Q Applicable tool
IC | S | DI |CWI|CDX|RE = £ T | ol =
o« [0 T s o
I I I I I
THR22R125-020 | 12.7 | 48 | 55 | 125 | 2.0 0.2 * *
— 127 | 48 | 55 | 150 | 3.5 0.2
| THR22R150-020 | 12.7| 4.8 | 55 | 150] 35 102 ) * | * | L. |....] THRe-+R22-K15
THR22R175-020 | 127 | 48 | 55 |1.75 35 | 02 | % | % THR=++R22-M15
””””””””””””””””””””””””””””””””””””””””””””””””” P (A135)
THR22R200-020 | 12.7 | 4.8 | 55 200 35 | 02 % | % -
THR22R225-020 | 12.7 | 4.8 | 55 | 225 | 35 0.2 * *
THR22R250-030 | 12.7 | 48 | 55 | 250 | 5.0 0.3 * * THR#**R22-K25
******************************************************************************************** THR«++R22-M25
THR22R300-030 | 12.7 | 4.8 | 55 | 3.00| 50 | 0.3 * * Page (A135)
tén THR22R350-030 | 12.7 | 48 | 55 | 3.50 | 5.0 0.3 * *
= e B i e B B At SEEREES SEEEERS SRR THR«+«R22-K35
S THR22R400-040 | 12.7 | 4.8 | 55 | 400 | 50 | 0.4 | % * THR*++R22-M35
””””””””””””””””””””””””””””””””””””””””””””””””” P (A135)
g THR22R450-040 | 12.7 | 4.8 | 55 450 50 | 04 | * | * e
bgn THR22L125-020 | 12.7 | 4.8 | 55 | 125 | 2.0 0.2 * *
g THR22L150-020 | 12.7 | 48 | 55 | 150 | 3.5 | 0.2 * *
2 N OO AN BSOSl SRSt Rttt Rhtastd mtanatt -~ EEEEEE -~ IEEERRE - THR#**x . 22-K15
< THR22L175-020 | 12.7 | 48 | 55 | 1.75| 35 | 0.2 | % * THR«++L22-M15
””””””””””””””””””””””””””””””””””””””””””””””””””” P (A135)
THR22L200-020 | 12.7 48 55 200 35 | 02 | * | * e
THR22L.225-020 | 12.7 | 4.8 | 55 | 225 | 3.5 0.2 * *
THR22L250-030 | 12.7 | 48 | 55 | 250 | 5.0 0.3 * * THR=**xL.22-K25
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” THR==+22-M25
THR22L300-030 | 12.7 | 4.8 | 55 | 3.00| 50 | 0.3 * * Page (A135)
THR22L350-030 | 12.7 | 48 | 55 | 3.50 | 5.0 0.3 * *
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 THR««+L22-K35
THR22L400-040 | 12.7 | 48 | 55 | 4.00| 5.0 | 04 | % * THR**+L22-M35
””””””””””””””””””””””””””””””””””””””””””””””””” P (A135)
THR22L450-040 | 127 | 48 55 450 50 | 04 * | * e

Models not listed in the table, able to customize

Y Recommended grade v Available grade

Threading Parting and grooving RITCIIECIIIELS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill




Threading Parting and grooving RIS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A133

[ ]
Tu ni ngﬁ“uring of small components

Profile series

Working condition: @ Stable & Average # Tough

Q Steel e oV ° °
=
T M Stainless steel oV oV
£
o] @ Cast iron
2
2
S Non-ferrous metal LX)
Heat resistant super alloys - -
Titanium alloy
. . Cemented
Dimension (mm) PVD ] Cermet
carbide
Processing Insert shape Type e 0 ° ° Q Applicable tool
IC| s | bI|lcwl|cpx |RE| = | = |l T | 5| =
[ o« [ o o«
I I I I I
THR16R200-100R|9.525| 32 | 44 | 200 | 25 | 1.00 | % * THR++R16-K
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff THR+++R16-M
THR16R300-150R|9.525| 3.2 | 44 | 3.00 25 | 150 | % * Page (A135)
THR16L200-100R |9.525| 3.2 | 44 | 2.00 | 25 | 1.00 | % * THR*L16-K
********************************************************************************************* THR=+<L16-M
THR16L300-150R |9.525| 3.2 | 44 | 3.00 25 | 150 | % * Page (A135)
% THR22R100-050R| 12.7 | 48 | 55 | 1.00 | 2.0 | 0.50 | * *
s | b L T THR*+R22-K15
3 THR22R150-075R| 12.7 | 48 | 55 | 150 | 35 | 0.75 | % * THR+++R22-M15
”””””””””””””””””””””””””””””””””””””””””””””””” Page (A149)
%D THR22R200-100R| 12.7 | 48 | 55 | 2.00| 35 | 1.00 | * *
% THR22R250-125R| 12.7 | 48 | 55 | 250 4.0 | 1.25| % * THR~++R22-K25
********************************************************************************************* THR«++R22-M25
£ THR22R300-150R| 12.7 | 4.8 | 55 | 3.00 40 150 * | * Page (A155)
=2 St S NP AR SRR AUPUPS U PSP [ PP FNp P P [
] THR22R400-200R| 12.7 | 48 | 55 | 4.00 | 5.0 | 2.00 | * * L
S | b LT T T T T LT e T T T T ]| THReR22-M35rageaize
2 THR22L100-050R | 12.7 | 48 | 55 | 1.00 | 2.0 | 0.50 | % *
o R s e et THR**xL22-K15
2 THR22L150-075R | 12.7 | 4.8 | 55 | 150 | 35 | 075 * | % PTHF&:;%)Zg_W 5
””””””””””””””””””””””””””””””””””””””””””””””””” age
THR22L200-100R | 12.7 | 48 | 55 | 2.00 3.5 | 1.00 | * * ¢
THR22L250-125R | 12.7 | 48 | 55 | 250 | 4.0 | 1.25| % * THR#*++L22-K25
********************************************************************************************* THR=++L22-M25
THR22L300-150R | 12.7 | 48 | 55 | 3.00 4.0 | 150 | * * Page (A135)
THR22L400-200R | 12.7 | 4.8 | 55 4.00| 50 | 200 * | * THR BB e aiss

Models not listed in the table, able to customize

% Recommended grade vy Available grade

THF16 Series - Sharp type

HIHUAREAL

Working condition: @ Stable & Average # Tough

Q Steel e oV ° °
©
& M Sstainless steel oV oV
£
ot @ Cast iron
2
2
S Non-ferrous metal LX)
Heat resistant super alloys .
Titanium alloy
Dimension (mm) pvp ™ Cormet
carbide
Processing|  Insert shape Type 9 © ° ° Q Applicable tool
IC | S | D |Ccw | cdX |RE| = | T & =
o o o i o
T T T T T

THF16R025-005 |9.525| 3.2 | 44 | 025| 0.6 | 0.05 % *

THF16R050-005 |9.525| 3.2 | 44 1 050| 1.2 | 0.05 % *

THF16R075-005 |9.525| 3.2 | 44 | 0.75| 2.0 | 0.05 % *

THF16R100-005 |9.525| 3.2 | 44 | 1.00| 2.0 | 0.05 % *

THF16R125-010 |9.525| 3.2 | 44 | 1.25| 2.0 | 0.1 * *
”””””””””””””””””””””””””””””””””””””””””””””””””” THF*+R16-F
| THR1GR150-010 |o.525| 32 | 44 [ 180 27 [0 | & | & | | | | ot

THF16R175-010 |9.525| 3.2 | 44 | 1.75| 3.0 | 0.1 * *

THF16R200-010 |9.525| 3.2 | 44 | 200 | 3.0 | 0.1 * *

%D THF16R225-010 |9.525| 3.2 | 44 | 225 | 3.0 | 0.1 * *
§ THF16R250-010 |9.525| 3.2 | 44 | 250 | 3.0 | 0.1 * *
S THF16R300-010 |19.525| 3.2 | 44 | 3.00| 3.0 | 0.1 * *
éo THF16L025-005 |9.525| 3.2 | 44 | 025 0.6 | 0.05| % *
% THF16L050-005 |9.525| 3.2 | 44 | 050 1.2 | 0.05| % *
E: THF16L075-005 (9.525| 3.2 | 44 | 075 2.0 | 0.05| % *

THF16L100-005 (9.525| 3.2 | 44 | 1.00 2.0 | 0.05| % *

THF16L125-010 |9.525| 3.2 | 44 | 1.25| 2.0 | 0.1 * *
””””””””””””””””””””””””””””””””””””””””””””””””” THF*++L16-F
| THF16L150-010 9525 3.2 | 44 |150) 27 | 01 | * | * | | | | Page (A136)

THF16L175-010 |9.525| 3.2 | 44 | 1.75| 3.0 | 0.1 * *

THF16L200-010 |9.525| 3.2 | 44 | 2.00| 3.0 | 0.1 * *

THF16L225-010 |9.525| 3.2 | 44 | 225 | 3.0 | 0.1 * *

THF16L250-010 |9.525| 3.2 | 44 | 250 | 3.0 | 0.1 * *

THF16L300-010 |9.525| 3.2 | 44 | 3.00| 3.0 | 0.1 * *

Models not listed in the table, able to customize

Y Recommended grade v Available grade

Threading Parting and grooving RITCIIECIIIELS General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill




HIHUAREAL

[J
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Shallow groove tools Shallow groove tools

CDX

20
T—I—\
i
(@)
>

:‘:20

LF

LF

| LH
10° -
¥
T \J I

Dimension (mm) Mounting scew,  Wrench | Applicable insert Dimension (mm) Mounting scew|  Wrench | Applicable insert

Model e Model o
Inventory, H HF B LF LH WF CDX ‘é % Inventory] H HF HBH B LF LH WF | CDX é

1010R16-F

»
-
o
-
o
IN
-
o
—
n
o
-
<)
&)l
-
o
w

2020R16-K

>
N
o
N
o
N
o
-
[\
[$)]
N
~
N
[6)]
[\
(63}

””””””””” STH[116 WR8 THR16[1[J

25251.16-M A 25 25 25 150 24 30 25 1212L16-F
A

A
THF
2020R22-K15 20 20 20 125 255 25 4 1616R16-F A 16 16 - 16 120 | 185 16

3
3 STH[I16 WR15 THF16[[]

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

25251.22-M15 A 25 25 25 150 2515 30 4 2020L16-F
2020R22-K25 A

>
N
o
N
o
I
N
o
-
)
=)
-
©
[
N
o
w

THR

20 20 20 125 255 25 55 AStanding inventory  /AMake-to-order

fffffffffffff “--] STHOZ22 WR15 | THR220J]

25251 22-M25 A 25 25 25 150 25.5 30 oI5
2020R22-K35 A

Indexable milling
Indexable milling

2525R22-M35

> »

2525 22-M35

AStanding inventory  /AMake-to-order

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill
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Shallow groove insert customization form Shallow groove insert customization form

STEP1 STEP2

Chip breaker type confirmation Fill in the form

1 Slot width mm (tolerance: )
TypeA 2 Diameter of bottom slot mm (tolerance: )
left: (tolerance: )

)

®Corner radius R . i
(left) wslotwidth = Customization form ° Outer diameter right: (tolerance:
- i left:
@Diameter of | Slot width/(mm) SL25 N Slot depth right:
. bottom slot Slot max/(mm) . <2.0 left:
5 Corner radius

N | N
~ | o
N »

right:
left: mm X 45°
right: mm X 45°

30uter

diameter Slot width/(mm)

@Slot depth Slot max/(mm)

N
w

6 Chamfer, rounding

N
S
S)

*Corner radius could be accruate to 0.05mm

STEP3

Fillin the form

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

TypeB

workpiece cooling type

®Corner radius R ) L. cutting parameter
(left) @Slot width » Customization form 8

worn out standaard
tool type LJTHF [JTHR

Slot width/(mm) <0.5 <1.25
<20 tool size tool direction

@Diameter of
bottom slot Slot max/(mm)

N
=

Indexable milling
Indexable milling

30uter

diameter Slot width/(mm) <3

<45
@Slotdepth | Slotmax/(mm) <5.0 <5.0 STEP 4

*Corner radius could be accruate to 0.05mm Fill in the form

45° Commpany name Occupation

@Chamfer, rounding (Left) ®Chamfer, rounding (Right)

Solid carbide end mill
Solid carbide end mill

Name Cellphone
Address

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill
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[ [ L3
; ; Partin roovingin key for sm mponen
A\ Recommended cutting parameters for shallow groove insert arting & grooving insert code key for small components

[-T] oo
o o=
= Recommended cutting parameters =
E L
& - - =
g (1)Feed under grooving machining (mm/rev) %
U] Workpieces Cutting speed (m/min) (2)Feed under plunge turning (mm/rev) &
8 (3) Ap under plunge turning (mm) @ @ @ @ @ @ @ 8
2 2
= THOD THOD THOD THOD =
15

8 HRL135 HR7125 HRC10 HRK10 025-100 125200 | 225300 350-450 8
< <
= =
5 (1)0.03-0.08 (1)0.04-0.09 (1)0.05-0.12 (1)0.05-0.12 @ @ @ @ 5
£ Carbon Steel 80-180 80-180 80-200 (2)Notsuggest | (2)0.04-0.09 | (2)0.05-0.09 | (2)0.05-0.1 S ) i 3
= (3)Notsuggest | (3)max0.3 (3)max0.5 (3)max0.8 Inserttype APMX (mm) Cutting diretion Cutting edge width (mm) =
tgm PTA‘ parting & grooving insert 12 12 R Right 100 1.0 tEm
= =
] ]
S (1)0.03-0.07 | (1)0.04-0.09 | (1)0.050.1 | (1)0.05-0.1 16 16 t Left S
= Alloy Steel 60-150 60-150 60-180 (2)Not suggest | (2)0.04-0.09 (2)0.05-0.09 (2)0.05-0.1 =
E” (3)Notsuggest | (3)max0.3 (3)ymax0.5 (3)max0.5 g"
£ ® ® @ £
& &
o0 (1)0.03-0.07 (1)0.04-0.08 (1)0.05-0.09 (1)0.05-0.1 Chipbreaker type Cutting edge angle Cutting edge incline direction =
c . : y . c
B Stainless Steel 50-150 50-130 (2)Notsuggest | (2)0.04-0.08 | (2)0.05-0.09 | (2)0.05-0.1 s ‘ Stype default 0° R Right =
s (3)Notsuggest | (3)max0.3 (3)ymax0.5 (3)max 0.5 S
= 16 16° L Left £
= =

(1)0.03-0.08 1)0.04-0.09 (1)0.05-0.1 (1)0.05-0.12

(
Cast iron 60-120 (2)Notsuggest | (2)0.04-0.09 | (2)0.05-0.1 (2) 0.05-0.1
(

(3)Notsuggest | (3)max0.3 (3)max0.5 (3)max0.8
) ° ° )
£ Parting & grooving tool code key for small components £
£ (1)0.05-0.12 (1)0.05-0.15 (1)0.08-0.15 (1)0.08-0.15 £
= Aluminum alloy 150-400 | (2)Notsuggest | (2)0.05-0.15 | (2)0.08-0.15 | (2)0.08-0.15 =
% (3)Not suggest | (3)max0.5 (3)ymax0.8 (3)max0.8 %
-] T
= =
|
z Quenched (1002005 | (1)0.03-0.07 H RI I A 12 12 R 12 z
= ) steel, 60-120 (2)Not suggest | (2) 0.01-0.04 =
< High hardness (3)Not suggest | (3)max0.1 S
(/] (]
o T
§ @ @ & @ & £
& &
; Notes:Thistableis about parameters of the external grooving machining. Duringinternal ;
'§ grooving machining, the cutting speed and feed rate should be lower by about 10%. §
@ @ ®
Tool type Corner hight (mm) Cutter width (mm)
Grooving and cut-off for
= HRPTA small components 12 12 12 12 =
S S
© o
9 <
o o
= =
€ €
2 @ ® 2
w w
= Hand of tool Cut off diameter maximum =
= =
E R Right hand 12 12 E
:é L Left hand 16 16 .§
© [0}
v (%]
= 3=
° ©
w w
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PTA12 Series PTA16 Series

{-1) (-1)
E Working condition: @ Stable @ Average  Tough Working condition: @ Stable @ Average @ Tough E
S S
= Q Steel e oV ° ° Q Steel e oV ° ° =
o = o
o = = ) o = . )
S ) 0 5] M Sstainless steel oV oV B op 3 M Sstainless steel oV oV &
© 200 g .. g ©
8 3 @ Castiron < 3 @ Castiron 8
S ) 2 o 2 g
2 < s 45° £ 15
=3 ° S Non-ferrous metal oV DI S Non-ferrous metal oV =3
g >0 RE DI = RE = g
% Heat resistant super alloys - . Heat resistant super alloys . %
E Titanium alloy Titanium alloy =
s . . Cemented . . Cemented S
tén Dimension (mm) PVD carbide Cermet Dimension (mm) PVD e Cermet cgm
= =]
oo Processing Insert shape Type 9 9 ° ° Q Applicable tool Processing|  Insert shape Type 9 9 ° ° Q Applicable tool o0
£ CW | 6 | RE | DI T-Max| = N v o s CW | 6 | RE | DI T-Max = N T o b £
° o o o o o o o o o o °
<] T T T T T T T T T T <]
oo oo
= PTA12R050-S 050 | 0° | 005| 46 | 25 * * PTA16R150-S 1.50| 0° | 0.05| 4.6 8 * * e
L o e e e e e s <
20 PTA12R070-S 070 | 0° | 0.05| 4.6 4 * * PTA16R200-S 2.00| 0° | 0.05| 4.6 8 * * =y
b = ity A Il s e e e e e e e R i Il Iy i e et ettt E i B B iE
& |__PTA12R100-S | 100) 0° /005 46 ) 6 | * | > ..., ~~+( ] PTA6R300-S | 800) 0° 1005/ 46 ) 8 | & | * [ L. HRPTA-+R/L-16 &
6o PTA12R125-S 125, 0° 005 46 6 | * | * PTA16L150-S 150 0° | 005 46 8 | * | % Page (A149) 60
= N e B e e B T e e L o [ N N S ot it CEEEEEE SRR S AR FEEEEEE EEPEEPE FEEPEES| c
5 PTA12R150-S 150 0° [0.05| 46 | 6 | * | * PTA16L200-S 200 0° [005] 46 | 8 | * | % S
L R R P P L L e N e R PSS I (S R P P L L e O e R [
£ AL I 200] 0° |005| 46 1 6 | * | * |\ .|| HRPTA+<R/L-12 Parting & RIAMCES00SS 300| 0° 005/ 46| 8 | & | % £
PTA12L050-S 050 0° | 005| 46 | 25 | * | % Page (A143) grooving PTA16R150-S-16R | 150 | 16° | 0.05| 46 | 8 | * | *
PTA12L070-S 070 | 0° | 0.05| 4.6 4 * * PTA16R200-S-16R 2.00 | 16° | 0.05 | 4.6 8 * *
PTA12L100-S 1.00| 0° | 0.05| 4.6 6 * * PTA16R300-S-16R 3.00 | 16° | 0.05| 4.6 8 * * HRPTA++R/L-16
& PTA12L125-S 125| 0° [005| 46 | 6 | *x | * PTA16L150-S-16R | 1.50 | 16° | 0.05 4.6 | 8 | * | * Page (A149 2
% PTA12L150-S 1.50| 0° | 0.05| 4.6 6 * * PTA16L200-S-16R 2.00 | 16° | 0.05| 4.6 8 * * E
% Parting & PTA12L200-S 2.00| 0° | 0.05| 4.6 6 * * PTA16L300-S-16R 3.00 | 16° | 0.05| 4.6 8 * * %
© X ©
> grooving PTA12R050-S-16R | 0.50 | 16° | 0.05 | 4.6 | 25 | * | * o A . 3
-g ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Models not listed in the table, able to customize Y Recommended grade YrAvailable grade 'g
- PTA12R070-S-16R 0.70 | 16° | 0.05| 4.6 4 * * -
% PTA12R100-S-16R 1.00 | 16° | 0.05 | 4.6 | 55 * * =§"
'g PTA12R125-S-16R 125 | 16° | 0.05| 46 | 55 * * 'g
L 1 s s s e N | Q
% PTA12R150-S-16R 150 | 16° | 0.05 | 4.6 | 5.5 * * %
s | bBTAoRo00-S 16R | 200 | 16 °cloos| 26 |58 | « | %« | S
5 | PTAI2R200-S-16R | 200 | 167 | 0.05| 46 |85 | * | * | | | | HRPTA+<R/L12 5
5 PTA12L050-S-16R | 0.50 | 16° | 0.05 46 | 25 * % Page (A149 5
3 PTA12L070-S-16R | 0.70 | 16° | 0.05 46 | 4 | * | * a
PTA12L100-S-16R 1.00 | 16° | 0.05 | 4.6 | 55 * *
PTA12L125-S-16R 125 | 16° | 0.05| 46 | 55 * *
PTA12L150-S-16R 150 | 16° | 0.05 | 46 | 55 * *
E PTA12L200-S-16R | 2.00 16° | 0.05 46 | 55 @ * | % =
(] ()]
_g Models notlisted in the table, able to customize v Recommended grade Y Available grade _8
5 5
= L=
(72 w
E =
o ©
(] [}
h= =]
=] o
S =
© [0}
v (%]
= 3
K] K]
w (7]
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Parting & grooving tools for small components Parting & grooving tools for small components

LF

T-Max T-Max

WF
B

HF

AN

LH LH

é

Max grooving diameter®12 Max grooving diameter®16

Dimension (mm) Mountingscrew ~ Wrench  |Applicable insert Dimension (mm) Mounting screw  Wrench  |Applicable insert

Model e Model b=

Inventory  H HF B LF LH WF | T-Max é ‘%& Inventory  H HF B LF LH WF | T-Max ‘é ‘”“E;%é

1010R-16

Threading Parting and grooving RIS General turning
Threading Parting and grooving RITCIIECIIIELS General turning

>
-
o
-
o
-
o
.
N
=}
N
o
-
o
©

1010R-12

>
-
o
-
o
-
o
.
N
=}
-
3
-
o
[}

HRPTA | STHO16 WR8 | PTA1200 HRPTA  f------o-ooopooctooocpoocto b o bt o T STHLI16 WR8 | PTA16010J

2020L-16

2020L-12

>
o
(<]
o
(<]
n
(<]
—
n
(]
—
o
o
(<)
o
>
o
<]
o
(<]
n
(<]
—
n
(<]
n
o
o
(<)
(9

Indexable milling
2
D
R
5
>
=
o
N
(o)
>
o
o
o
>
()
2
D
R
>
>
>
>
>
X}
o
n
o
>
@

Indexable milling

AStanding inventory  /AMake-to-order AStanding inventory  /AMake-to-order

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill

A143
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Code key of parting and grooving inserts
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Parting and grooving tools
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m Code key of grooving inserts Overview of parting and grooving tools

Machining form Diagram Applicable tools |Applicable inserts Features

QC M B 300 04 CT

compatible with different inserts such
as grooving, profile and parting inserts.

@ @ @ @ @ @ QCMBLIL e The insert can produce either pressing
QCKB[I[J

External grooving HREHLCIC] groove or grinding groove, which meet
QPMBLIC] different machining requirements.

QPEBLILI ® The maximum groove depth is 20mm.
e With a profiling insert, it can be used to

el LRG0T Turing of small components  General turning

Threading [lglli/4=G R0 Turing of small components General turning

®lnsert type (@Tolerance class (3Cutting edge count machines a variety of materials.
Number of
Code Type Code Standard Code cutting edges
M M-
class tolerance o
QD | Parting insert A Single insert
K K=
class tolerance
QC |Grooving insert £ E— B Double inserts
class tolerance c ® With our parting inserts, it can be used v
Parting HREHOO 8 Cl\égg g to cut and process various materials. _g
QP | Profile insert c Triple inserts ® Maximum parting diameter: 60mm. §
=
£ P
= @ Cutting edge width ® Corner radius ®Chip breaking geometries =
E ) . ® The multi-purpose cutting tool is 5
= Code | Msert width Code | COMEr radius Default Flat ) QcmMBOO compatible with different inserts such as =
s (mm) (mm) Face grooving HRFHOL QCKBUO grooving, profiling and parting inserts. s
T QPmMBLIL) ® Groove d,e th: 10-20mm ]
= 25 2.50 00 0.00 cT CT-type pth: ) g
.E 30 3.00 02 0.20 GT GT-type . X . g
2 ® The multi-purpose cutting tool is B
° 4 400 03 0.30 compatible with different inserts such v
-'_E 50 5.00 RM RM-type Internal grooving and HRIVOIC] QCMBO as grooving, profile and parting inserts. g
® ' turning QcKBO e Minimum inscribed circle diameter for =
S 04 00 QPMBLOIC] hining: S
° 40 6.00 AK AK-type machining: 25mm. ]
° e Maximum groove depth: 6mm. 3
2 124 12.40 08 0.80 *
® The 45°cutting tool structure shall
complete a variety of forms of relief
Relief groove machining HREUOIO QPMBOO groove machining.
= e Maximum vertical depth of the relief =
Z groove: 3.3mm. E
[ =}
= =
£ =
] )
& <
C2) w
E =
T °
& o
e S
2 e}
= =
S S
= z
3 3
) 0
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Parting and grooving insert Profile groove insert

[-T] oo
E Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average # Tough g
=] =]
= ‘;’ Steel eel%a o ° S ‘;’ Steel e 2% o ° S =
- & = < = =
© ©
g (;)]: % M Sstainless steel ° $S g[ % M stainless steel ° S g
' INSL | £ ; . INSL € . °
2 9] ‘3 Castiron 9 g 0 Castiron 9 2
= t 7} (7} =
g E ‘g Non-ferrous metal L) g Non-ferrous metal LI g
o o
% Heat resistant super alloys oo Heat resistant super alloys oo %
£ Titanium alloy Titanium alloy E
s ! . Eg| ® . . g | © s
g0 Dimension (mm) CVD PVD gs| E Dimension (mm) CVvD PVD € | E oo
9= 58| 3 58 | 3 9=
(= (=
= Processing Insert shape Type R E e B A F AP P P Processing|  Insert shape Type A P P P =
= INSL | Cw s RE |35 %% 5% 5k K R DS YL O INSL | cw s RE |2%% %% 5% 5k KR bDY L0 £
o OC|C ||| c|@C| | C|C/C|C oo 0| O ooo oo oo oo 3
(<] I rITr I T T TTIT T IT T I rIT I rrrTr T T T I ITIT|T o
oo oo
2 QCMB1502-GT 16.0 | 1.5(%8%)| 350 |0.2(:009 | |¥¢| |[H| |¥ bAdh ¢ QPMB2010-RM 16.0 | 2.0(3%)| 35 | 1.0(o00s | ¥ k| |¥ bAdh ¢ 2
o | T T B B T D e B R T st S e B e e e e e L e e e T P e B e R Y S I RS E) N B P I AP B <
o QCMB2002-GT 16.0 2.0(*§%)| 3.55 | 0.2(=009 Y| k| Pk bAdh 4 QPMB3015-RM 21.0 | 3.0(*3%) 4.8 1.5(x009) Y| k| | PAdD 4 =
E Parting QCMB2502-GT 185 | 25(%%) 390 |02(009 | 4 |k | % Profiling QPMB4020-RM 210 |40(8%)| 48 |20@00 | || |k |# el % E
00 and QCMB3002-GT 21.0 3.0(*3%)| 4.86 | 0.2(x009) Y| k| ¥ PAdh g QPMB5025-RM 26.0 SO H) 5.8 2.5(x005) Yol k| ¥ el o0
c P et S L B R e e e e B B o R e S e i S B B ek ! ok vk o R R SO B P T S EEE B =
5 grooving QCMB4002-GT 21.0 | 4.0(8%)| 486 |02(00 | |4 |k |¥ 210 QPMB6030-RM 26.0 |6.0(4%) 59 |3.0(009 | | |k ¥ 7 % 5
g QCMB5003-GT 26.0 5.0(3%)| 5.80 | 0.3(z009 Y| k| | Yok g
= it siusiieieh i iuiviveid i R R0 el At il el [ s s It Rl s el il el ey s il inum| [T e Rt it ek el ke iy s It ettt el il Il i s (=
QCMB6003-GT 26.0 |6.0(3%)| 5.90 |0.3(x009 | |¥| [Hk| |3 Yl :I‘;m'”um QPEB8040-AK 30.0 | 8.0(0029| 8.365 |4.0(x009 * |
ubgroove b S RRIIEE L REl Rk i ERD R0 REIIEE bk Rht el s Reb OO
QCKB2002 16.0 | 2.0(:009| 355 |0.2(009 el in%ert
X QCKB3004 21.0 3.0(x0029 4.86 | 0.4(=009) Y%
- Grooving| R Y S SR EEL T [ FOP S BN SOF R EEY T o FEP P -
£ QCKB4004 21.0 | 4.0(0029 4.86 | 0.4(x009) Yok % Recommended grade vy Available grade £
T QCKB5008 26.0 |5.0(009 580 |0.8(-00 Y| ¥ T
% QCMB1502-CT 16.0 | 15(%%) 350 |02(:009| A |k |H Sl% %
-1 _ +0.03 . x
3 Grooving | QcmB2002-CT | 160 120(8%)] 355 |026ood| |3 k| | | | prpk| | || || 3
= and QCMB2502-CT 185 | 2.5(8%)| 3.90 | 0.2(z008 | |Jr| |Hk| | Y|k =
Z plunge QCMB3004-CT 210 | 30(8%)| 486 0400 |¥| |k | Sel% =
T turning QCMB4004-CT 21.0 |4.0(8%) 4.86 |0.4(009| |%| |k| |¥ |k 5
E QCMB5008-CT 26.0 | 50(%%)| 5.80 |0.8(009 | |¥| [Hk| | ek §
% % Recommended grade % Available grade %
2 3
° °
[%2] (%]
z T
© o
9 <
[=] o
= =
€ b
o o
= -
(V2] (7]
= E
© ©
()] (Y]
3= 3=
2 2
© [0}
v (%]
= =
° °
w w
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o o (] ° f o
External grooving, parting and turning tools 90° end face grooving tool
(-1} (-1}
= o=
= =
. .
=1 =1
L o L o
© ©
@ @
f = f =
[} (]
(&) (&)
) )
S S
= =
g g
S S
© ©
£ g
s s
F Dmension (mm) Insert screw | Wrench |Applicable inserts k=3
= Dimension (mm) ®D Insert screw | Wrench | Applicable inserts =]
Type
= Inventory  H=h W L s H1 | T-MAX Type =
3 >
3 Inventory | H=h | W L S |T-MAX | Min | Max S
S S
oo oo
- 1616-15-T12| A 16 16 100 162 / 12 -
| T e e e P=
Eﬁ 20 L 202 | .. L 12 | HHA0512 | WR4OL | QCMB150]0J 325-34/50-T10 A 25 | 25 | 150 | 255 10 34 50 QCMB300IC] gn
b= I 150 | 252 | N - 2 e 305-44/70-T15 A 25 | 25 | 150 | 255 15 44 70 | HHAO512 | WR40L | QCKB30[I[] =
g 12 100 122 / @ OO, | et N e RO Sutl et St stscete aetss QPMB30C]C] &
————————————————————————————————————————————— 325-64/100-T15 A 25 | 25 | 150 | 255 | 15 64 100
o 16 100 16.2 / 8 | e e e &
£ T oy T | P 5 QCMB20[1(] HREHAL 425-40/60-T10 A 25 | 25 | 150 | 2556 | 10 40 60 £
§ o5 | 150 | 252 | I 8 | HHAOS12 | WR4OL | QCKB20(IC) | 425-44/70-T15 | A | 25| 25 |15 1256 | 15 | 44 | 70 QCMB40[[] E
= 16 | 100 | 62 | ] 12 QPMB20[ (] 425-84/92-T15 A 25 | 25 | 150 @ 256 | 15 84 92 HHA0616 | WRS50L | QCKB40[I[] =
- 125 | 202 | A - 12 425-60120-T15 | A | 25 | 25 | 150 | 256 | 15 | 60 | 120 QPMB40LIL]
B 180 | : %2 | . N LI IS SRR I 425-112/200-T15 | A 25 | 25 | 150 @ 256 | 15 112 | 200
16 100 163 / 17
E’ o 20 777777 125 777777 2 03 777777 / 77777777 1 7 | HHAO512 WR40L QCMB25[1[] AStandinginventory  AMake-to-order ‘é”
T B | 150 | 253 | S LA S N R T
= L 100 | 164 | . A 10 2
S 20 125 20.4 / 10 )
] 25 150 25.4 / 10 QCMB30C1C] 2
_ 16 100 164 ! 13 HHA0512 WR40L | QCKB30 _
g 20 | 15 | 204 | /| 13 T
z % | 150 | 254 |/ | 18 QPMBI0LIE T
o 16 100 16.4 / 20 o
g HREHR/L  fr-mmemmmmsommedem e oo bt [ Rl g
8 I 125 | 204 | /| 20 s
S LB 150 | & 254 | S " A Y A S
= 20 125 20.4 / 10 2
& 25 150 254 / 10 3
32 150 324 / 10 QeMB400I0]
20 125 204 ! 15 HHA0616 WRS50L | QCKB40[1[]
25 150 254 / 15
= 20 125 20.4 / 20 QPMB401] _
E 25 150 254 / 20 E
2 - 170 | : %24 | O - T ] N 2
€ 20 150 205 / 15 €
& 20 | 10 | 205 |/ | 28 QcMBS0CIC] 2
= 25 120 255 ! 15 HHA0616 WR50L | QCKB50[][] =
5 25 150 255 / 23 5
= % | 170 | 325 / 15 QPMBSO0LID) 2
£ 32 170 | 325 / 23 <
L 2 e e e B B Bt B e e B B o
= 25 150 256 / 15 o
& 25 150 25.6 / 23 QCMB60LI[] S
————————————————————————————————————————————— HHA0616 | WRS5OL
32 170 32,6 / 15 QPMB60]1[]
3232-6-T23 A 32 32 170 326 / 23

A151 Astandinginventory  /AMake-to-order



Threading [lglli/4=G R0 Turing of small components General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A153

[ ]
Tu ni ngﬁ)arting and grooving

Relief groove tool

Internal grooving and turning tools

HIHUAREAL

. . Applicable
Dimension (mm) Insert screw Wrench inserts
Type
Inventory H=h W L S ®D Max | T-MAX

2020-3 A 20 20 125 23 40 2.8

2525-3 A 25 25 150 28 40 2.8 HHAO0512 WR40L QPMB30L][]

3232-3 A 32 32 170 35 40 2.8

2020-4 A 20 20 125 23 40 2.8

2525-4 A 25 25 150 28 40 2.8 HHA0616 WR50L QPMB40[][]

I e s b orty RECEICEES [SPPRPRTT] SURTRIS SESTINRES FERRERE

3232-4 A 32 32 170 35 40 2.8

2020-5 A 20 20 125 23.5 50 3.3
————————————————————————————————————————————————————————————————————————————————— HHA0616 WR50L | QPMB50[][]

3232-5 A 32 32 170 35.5 50 3.3

2020-6 A 20 20 125 235 50 3.3
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff HHA0616 | WR50L | QPMB60][]

2525-6 A 25 25 150 28.5 50 3.3

Astandinginventory  AMake-to-order

. . Applicable
Dimension (mm) Insert screw Wrench i——
Type
Inventory| &D od L 0 T-MAX H S
2016-1.5 A 20 16 125 35 3.5 15 11.3 HHBO0410 WR30L
2520-1.5 A 25 20 150 45 3.5 18 131 QCMB15[][]
——————————————————————————————————————————————————————————————————————————————————— HHA0512 |  WR40L
2925-1.5 A 29 25 200 45 3.5 23 16.2
= A . ’ HHBO0410 WR30L
fadleaz i [P e O o N R U HHE0410 [ QCMB20010]
2520-2 A 25 20 150 45 4.5 18 14.0 QCKB20o[[]
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff HHA0512 WR40L QPMB20[1]
2925-2 A 29 25 200 45 4.5 23 17.2
2016-2.5 A 20 16 125 35 4.5 15 12.5 HHB0410 WR30L
2520-2.5 A 25 20 150 45 4.5 18 15.1 QCMB25[][]
——————————————————————————————————————————————————————————————————————————————————— HHA0512 WR40L
2925-2.5 A 29 25 200 45 4.5 23 18.2
HRIVRIL o oo oo e e
= I 25 |20 |50 | 4 | 5..]..18 | 156 QCMB30CI0)
3125-3 A 31 25 200 45 6 23 18.9 HHA0512 WR40L QCKB30[[]
”””””””””””””””””””””””””””””””””””””””””””” PMB30
3732-3 A 37 32 250 65 6 30 21.5 Q —
— A
126204 | A ] 35 .20 | 150 | 45 | 6 | 18 | 156 QCMB40CI0]
3125-4 A 31 25 200 45 6 23 18.9 HHA0512 WR40L QCKB40[[]
””””””””””””””””””””””””””””””””””””””””””” QPMB40[]]
3732-4 A 37 32 250 65 6 30 21.5
3125-5 A 31 25 200 45 8 23 19.4 QcmBs0LI[]
’é’ 2?’2’ ””””” A ””””””””””””””””””””””””””””””””” QCKB50[1[]
732-5 37 32 250 65 8 30 21.5 PMB50
———————————————————————————————————————————————————————————————————————————————— BHAOG16 | WRsoL | MBo0t
3125-6 A 31 25 200 45 8 23 | 194 QCMB60[IC]
3732-6 A 37 32 | 250 | 65 8 30 | 215 QPMB6OLIL]
AStandinginventory  /AMake-to-order
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[ ]
TUriNg bncovsceon o

Cutting speed recommendations for parting and grooving Precautions for parting and grooving:

[-T] oo
= =
o o=
- -
= Cutting Speed Recommendations (m/min) Pa rtin g =
c Hardness Tensile | ppgops | HR7115 | HR7125 | HR7225 | HR6115 £
c 1SO Classification of materials of Brinell| strength cx
& (HB) | (N/mm?) Feed (mm/rev) &
. . 0
@ 0110305/ 01103l05/01103]05!01]03]05] 010305 ® When the |nse¢ ge§ close to the center of .the workpiece, the feed rate should be reduced by 30% for o
£ longer tool service life and good surface quality. £
€<0.25% i 125 428 | 280|200 | 130 260 | 180 | 120 | 260 | 180 | 120 A -
s Dtdes Annealing @ |If allowed, the overhang should be minimized to ensure good stability. s
g 0.25<C<0.55% Annealing 190 639 | 240|160 115 220 | 150 | 105 | 200 | 140 | 105 g
= hi =
£ Unalloyed 0.25<C<0.55% Q“t‘;’r‘ﬁpg}ﬁ]ag“d 210 708 | 130|115 100 120 | 110 100 | 120 | 110 | 100 s
2 szl 2
o) ce €>0.55% Annealing 190 639 | 145|130 | 115 130 120 | 110 | 130 | 120 | 110 s
= = 4=
S €>0.55% Q”tirr‘.g'g'er}lgnag“d 300 1013 | 115|100 | 80 110| 95 | 70 | 110 95 | 70 S
oo Short chip steel Annealing 220 | 745 130 115|100 120|105 | 90 | 120 | 105 | 90 External grooving and turning, Profiling m
§ Annealing 175 591 | 280|200 | 130 170|135 | 120 | 170 | 135 | 120 §
S S
_:_-’n Low-alloyed Quenching and tempering 300 1013 | 115|100 | 80 105| 90 | 70 | 105 | 90 | 70 ® Pass sequence: When cutting depth > 0.5mm, radial feed (the maximum cutting depth can reach 0.75 x ."'c',"
o . . . q a g . o
S steel Quenching and tempering 380 12820 | 170 | 90 | 70 160 80 | 60 | 160 80 | 60 |nsert.v§ndth S) — rafjlal return about 0.1mm — axial pass — oblique return — axial pass — radial o
£ machining to the required depth. £
E Quenching and tempering 430 430 E
o _ o
o High-alloyed Annealing 200 675 :
S steel and high Quenching and tempering 300 1013 S
S alloy tool steel - - S
= Quenching and tempering 400 1361 £
= . B (=
Ferrite/martensite, annealing 200 675 200 | 150 | 105 | 200 | 150 | 105 Face grOOVIrIg and turnlng
Stainless steel : : :
Martensite, quenching and tempering 330 1114 150 | 115 | 70 | 150 | 115 | 70
M Austenite, quenching 200 675 165 | 135 | 105 | 185 | 155 | 125
=} . Austenite, precipitation hardening ® Fini i i 3 oo
= Stainless steel stainless steel (PH stainless steel) 200 e 155120 80 | 165 135 95 Flnls'h n’TaChlnlng Ll gragiie cutFlng) . o . =
= ; ; ) Cutting inwards from the largest diameter, and the insert is slightly offset towards the central insert when =
£ Austenite- ferrite, duplex stainless steel 230 778 135|110 | 85 | 145|110 | 85 N ) £
o returning the insert. o
-'S’ Malleable Ferrite 200 400 220|160 | 80 ® Recess turning E
3 Gl Pearlite 260 700 115 90 | 65 Axial turning depth: =0.75 xS (insert width) 3
= 3 q a 3 f=
' Low tensile strength - 560 260 | 220 | 150 If the groove width is greater than the depth, recess turning is recommended
= Grey cast iron . l . If the groove depth is greater than the width, multi-recess cutting is recommended. =
High tensile strength/austenite 245 350 o -
E g gt/ 240 200 | 130 ® Finish machining E
S Nodutar Ferrite 155 400 160 | 130 | 80 Machine the bottom and outer diameter edge in a finished way, and then the inner diameter to the S
P odular iron . . o
° Pearlite 265 700 145|110 | 80 required size. =}
o o
E Compacted graphite iron GGV (CGI) 230 400 150 | 120 | 90 §
=) . =)
=) Annealing 200 680 60 | 50 | 40 3
o <]
wn Iron-based (7]
Aged 280 940 60 | 50 | 40
Iron-based .
Annealing 250 840 50 | 40 | 30
alloy Nickle-based or o o
Aged | 50 | 1180 50| 40 | 30 Internal grooving and turning
Cobalt-based
= Casting 320 1080 50 | 40 | 30 =
S S
© S ©
2 Cobalt:based 200 £ 200 | 160 | 120 ® Please follow the machining sequence as shown. <
'.§ Cobalt-based a phase& B phase alloy, Aged 375 1260 80 | 60 | 40 In order to facilitate cutting outflow, please always feed outward '.E
o . o
s 0 sl 19 Viam 60 | 50 | a0 from the far end face side. s
= N'Ckflll'g)f‘sed 1177 300 1010 40 | 35 | 30 =
S S
b Titanium alloy 1262 300 1010 160 | 140 | 100 o
© =}
S Notes: 1. Cutting parameters are suitable for wet cutting. S
= 2. For internal and section machining, it is recommended to reduce the cutting speed by 30%-50% Precautions for Parting and Grooving: o
o =]
w w
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Precautions for external parting, grooving and turning

Precautions for face grooving

S/N

Machining subjects

Precautions

Diagram

S/N Machining subjects

Precautions Diagram

Grooving first and
then transverse turning

When roughing (groove depth > 0.5mm),
please do not adopt transverse feed
machining immediately after grooving.
Instead, return the insert about 0.1mm before
starting transverse feed machining.

When finishing (groove depth <0.5mm), the
corner is subjected to small force, and
transverse feed machining can be carried out
immediately after grooving.

End face groove
expansion machining

During rough machining, please stagger them
into step shape for machining.

o

Finish machining: When the cutting depth is set
to 0.5mm or above on one side, the chip
disposal performs well.

Groove width expanding
machining

Please stagger them into step
shape for machining,

FAQs of parting and grooving

Finishing

(1) When machining towards the center side
without using a center fixing, please lower the
feeding speed.

(2) A cutting depth more than 0.5mm on one
side can effectively improve chip disposal.

Condition

Countermeasures

Precautions for face grooving

S/N

Machining subjects

Precautions

Diagram

Precautions for cutter
bar selection

(1) Choose the model that fits the groove
width of the cut material.

(2) Check the groove depth.

(3) It is recommended to mount the cutter
bar facing downwards (reversed).

There is white turbidity at the bottom of
the face

(1) Increase the cutting speed only in the finish machining.

(2) When method 1 does not work, please readjust the parallelism of the insert and the
corner.

Correction method: Adjust the cutter bar to within £5° tolerance of the perpendicularity
between the cut-in angle and the material to be cut.

Perform transverse feed machining from the
outer section to the inner end face with
good chip discharge.

When grooving, the tool gets entangled
with chips.

(1) Install the cutter bar facing downwards (reversed).
Please spray the coolant from the rear side of the insert to the corner.

(2) When expanding the groove, please process it shallowly and extensively as a whole.

(Deep recess machining cannot be done at the same time)

Face turning

When roughing (groove depth > 0.5mm),
please do not feed transversely immediately
after grooving. Instead, return the insert
about 0.Imm before starting transverse
feed machining.

The insert collapses during the transverse
feed machining.

Please replace the outside-inside machining by the inside-outside machining.

The recesses cannot be accessed vertically.

Please correct the parallelism of the corner
Reduce the feeding speed.

When finishing (groove depth < 0.5mm), the
corner is subjected to small force, and
transverse feed machining can be carried
out immediately after grooving. (No need to
stop the knife)

el LRG0T Turing of small components  General turning

Threading

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Turning e y

ﬂ Code key of thread inserts Overview of threading

{-1) . = (-1)
< Industry Diagram Thread type Thread profile Insert shape pitch | number =
= of teeth =
- -
2 2
g 16 E R 150 |ISO P f
c . b}
3 ) : . . S
o General industry . ISO metric thread | ISO Metric 60° thread 1-6 4-25 5]
Z 2
§ @ @ @ @ @ @ External thread §‘
2 2
: :
(=] (=]
= @ Insert size (inch) (@ Cutting type ®) Cutting direction Internal thread =
2 Inscribed circle — ° o
£ Code ™ diarmeter Code Type Code | Direction universal pitch thread .§°
= =
Qo 11 ®6.35 External el dinet) oo
£ threadi Right . . =
§ E reading R '8 General industry Universal thread 0.5-5 5-51 §
&b 16 ©9.525 Internal thread 33
2 2
G Internal o <
oo | K L Left o
& 22 ®12.70 threading universal pitch thread £
€ €
£ £
External thread
) 1)
= £
] b~
S . . S
o @Thread pitch ®Thread type ®Shaping method [—— o
< =
= =
Full form (indicated by pitch X 100) . i
Code Type Code Type General industry Whitworth thread w 8-28
mm TPI
1SO _| SO External thread
0.35-9.0 72-2 metric thread
20 default| Molded groove o
= V-profile (pitch indicated by letters) UN UN thread =
E Internal thread E
K mm TPI K]
= i di ; =
) P | Grinding groove Aerospace industry
] w T — [
3 A 0515 1816 Whitworth thread equipemt UN thread UN 5-28 3
o o
£ £
AG 0.5-3.0 48-8 BSPT BSPT External thread
‘E G 1.753.0 148 - ‘E
-g NPT Internal thread -g
$ 3.5-5.0 7-5 5 275° 55° g
b=l 30°standard : =]
3 Q | 5560 | 4124 TR | ranzoidal thread }f’;gg,fgraeﬁg {g’g%\algt’er BSPT BSPT 11-28 B
© ©
(%] v
° External thread =
) )
Internal thread
For Pipeline connected
with gas and tap water NPT NPT 8-27
E faucets E
2 "™External thread K
°© °
= =
€ =
2 2
(72 Internal thread 2
Transimition & 30
= . 30°Standard =
= Transportation ; TR 1.5-6.0 =
E equipment — i trapezoidal thread E
g External thread -]
S =
© [0}
v (%]
o ©
° °
w (7]

A161
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ISO metric 60° thread (Molded) S ISO metric 60° thread (Molded) S

Working condition: @ Stable & Average @ Tough Working condition: @ Stable & Average # Tough
M Sstainless steel ° oS

QSteel oo %a o ° S QSteel e 2%u o ° oS
GCastiron

PDX
j DE!
% Heat resistant super alloys

Non-ferrous metal °o 0
Titanium alloy

M Sstainless steel ° oS

@ Cast iron

Non-ferrous metal °o e

Workpiece material
ceo
Workpiece material
ceo

Heat resistant super alloys
Titanium alloy

(g}
o

Vv PVD

o
o
3
2

Dimension (mm)

(9]
o
o
)
3
2

Dimension (mm) Vv PVD
Pitch/ Pitch/

Processing Insert shape Type number Processing Insert shape Type number
ofteeth| IC |PDX |PDY S DI |PNA ofteeth| IC |PDX |PDY S DI |PNA

HR8105
HR8115
HR8125
HR8225
HR8135
HR6115
HR1135
HR9105
HR7115
HR7125
HR7225
HR5125
HRC10

HR115C
HR8105
HR8115
HR8125
HR8225
HR8135
HR6115
HR1135
HR9105
HR7115
HR7125
HR7225
HR5125
HR5225
HRC10

HR115C

11IR100ISO 1.00 | 635 | 0.7 | 0.7 | 3.05| 3.2 | 60° PASS ¢

16ER100I1SO 1.00 /9525 0.7 | 0.7 | 352 | 4.0 @ 60° pAS

External 16ER2501SO 250 |9525| 15 | 1.2 | 3.52 | 4.0 | 60° PAdh g 16IR1501SO 150 |9525| 1.0 | 0.8 | 3.52 | 4.0 | 60° PAdh ¢

threading 16ER300ISO 3.00 |9525 16 | 1.3 | 352 4.0 | 60° Yok 16IR175ISO 175 |9525| 1.2 | 09 | 3.52 | 4.0 | 60° PAdh ¢

11312l Parting and grooving  Turing of small components  General turning
(el Parting and grooving  Turing of small components  General turning

22ER3501SO | 3.50 12700 2.3 | 1.6 | 4.65 | 5.0 | 60° ok Internal 16IR2001SO | 2.00 9525 1.3 | 1.0 352 4.0 | 60° # Kk

22ER400ISO | 4.00 12700 2.3 | 1.6 | 465 5.0 | 60° 4 % threading 16IR2501SO | 5.50 | 9525 1.5 1.1 | 352 | 40 | 60° ¥ %

22ER600ISO 6.00 (12.700 2.7 | 1.7 | 465 | 5.0 | 60° PAdh ¢ 22IR4501SO 450 (12700 2.4 | 1.6 | 465 | 5.0 | 60° PASS ¢

% Recommended grade +% Available grade 22|R5001SO 5.00 (12700 24 | 1.6 | 465 | 50 | 60° ¥k

Indexable milling
n
n
m
T
a
a1
=]
%)
(@]
o
o
o
N
~
o
o
N
(]
o
N
»
a
[$2)
o
D
o

2
e
*
N
N
T
>
o
=]
%)
o)
N
o
o
=
N
~
8
N
w
=
[«
N
[e2)
o
2]
o
D
o
o
e
»*

Indexable milling

22IR6001SO 6.00 (12700 2.5 | 1.8 | 465 | 5.0 | 60° PAGh ¢

% Recommended grade +% Available grade

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill

A163
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ﬂ Universal thread (Molded)

11312l Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A165

Standard: B.S.84:1956,DIN 259,1S0228/1:1982
Tolerance class: Medium, A-class

Working condition: @ Stable & Average @ Tough

o o0
Q Steel e ninnB |® ° 88
';C: M Sstainless steel ° S
£ . R
<] 0 Cast iron &
(7]
g
g Non-ferrous metal L)
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD rg;;:" Cermet
Pitch/
Processing|  Insert shape Type | number e I el R o ] P P
ofteeth| IC [PDX|PDY| S |RE | DI PNA b oS oo rod Rk Nbo<L0r
FrCCrCrCC oo CrocT
ITIITIITIIITIIIIIIIICT
16ERA55 | 05-15/9.525| 0.9 | 0.8 | 352 |0.05| 4.0 | 55° Al ¢
16ERG55 |1.75-3.0/9.525| 1.7 | 1.2 | 3.52|/0.23 | 4.0 | 55° Y %
16ERAG55| 05-30 | 9.525| 1.7 | 1.2 | 352 |0.06 | 4.0 | 55° I *
Beral RSN EE RN 8 N B N N+ B
threading 16ERA60 | 05-15 9.525| 0.9 | 0.8 | 3.52|0.06 | 4.0 | 60° D
16ERG60 |1.75-3.0/9.525| 1.7 | 1.2 | 352 |0.18 | 4.0 | 60° ¥ %
16ERAG60| 05-30 | 9.525| 1.7 | 1.2 | 352 |0.07 | 4.0 | 60° Yk
22ERN60 | 35-5.0 |[12.700| 2.5 | 1.7 | 465/ 0.51 | 5.0 | 60° PAdh ¢
% Recommended grade % Available grade
Working condition: @ Stable & Average & Tough
) o0
Q Steel oo Y |o ° ik
]
% M Stainless steel ° i
£ _ R
8 G Castiron °
g
g Non-ferrous metal o0
Heat resistant super alloys Ao
Titanium alloy
Dimension (mm) CcVD PVD r:;i o |Cermet
Pitch/
Processing|  Insert shape Type | number CESHSHESH2EHSES cgle e
ofteeth| IC |[PDX|PDY| S |RE | DI PNA|lx o o @ o orok ~RNb o< 0c
CrCCCCCCCCCCCCToCT
ITIITIITIIITIIIIIIIICT
11IRA55 0.5-15|6.350| 0.9 | 0.8 | 3.05 0.05 3.2 | 55° PAdh ¢
16IRA55 05-15|9.525| 0.9 | 0.8 | 3.52 | 0.05 4.0 | 55° Al ¢
16IRG55 [1.75-3.0/9.525| 1.7 | 1.2 | 3.52| 0.21| 4.0 | 55° A ¢
16IRAG55 | 0.5-3.0 | 9.525| 1.7 | 1.2 | 352 | 0.06 | 4.0 | 55° bAdh ¢
Internal 22IRN55 | 35-5.0 [12.700| 2.5 | 1.7 | 4.65| 0.26| 5.0 | 55° A
threading 11IRA60 | 05-15 |6.350| 0.9 | 0.8 | 3.05  0.05 3.2 | 60° # %
16IRA60 05-15|9.525| 0.9 | 0.8 | 3.52| 0.05 4.0 | 60° Al ¢
16IRG60 |1.75-3.0/9.525| 1.7 | 1.2 | 3.52| 0.10| 4.0 | 60° PAdh ¢
16IRAG60 | 0.5-3.0 |9.525| 1.7 | 1.2 | 3.52| 0.08 | 4.0 | 60° P ¢
22IRN60 | 35-50 (12700 25 | 1.7 |465 026 50 | 60°| | - x|l ||

% Recommended grade % Available grade

Whiteworth thread (Molded)

HIHUAREAL

Standard: B.S.84:1956,DIN 259,1S0228/1:1982
Tolerance class: Medium, A-class

Working condition: @ Stable & Average # Tough

o0
Pox QSteel eeninnB |® ° 88
B g M Sstainless steel ° MM
= ) O
a g @ Cast iron &
g
g Non-ferrous metal L)
% Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD r:;$ Cermet
Pitch/
Processing|  Insert shape Type number LowwYBLiYWwWLLL LWL L9
ofteeth | IC [PDX PDY | S | Dl [PNA |z o b @ 0O ro RN NbSZL O
FrCCrCCC oo CrocT
ITIITIIIIITIIIIIIIICT
16ER8W 8 9.525 15 12 | 352 | 4.0 | 55° PAdh ¢
16ER11W 11 9.525| 1.5 1.1 | 352 | 4.0 | 55° PASS ¢
External 16ER12W 12 9525 1.4 | 1.1 | 352 | 4.0 | 55° PAdh ¢
threading 16ER14W 14 9525 12 | 1.0 352 | 40 | 55° Wk
16ER19W 19 9525/ 1.0 | 0.8 | 352 | 4.0 | 55° Al ¢
Y Recommended grade v Available grade
Working condition: @ Stable & Average # Tough
‘) ) o0
Steel oo, 0 o L4 )
;% M Sstainless steel ° QS
= . O
a § @ Cast iron &
g
g Non-ferrous metal L)
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD C:;i’d“:‘ Cerme
Pitch/
Processing Insert shape Type number wowoLooLoLLLLLL o Q
ofteeth | IC PDX PDY | S | DI PNA o o o QO 0O roRkNbDY<Or
rCCCrCrICC o Croco
IIITIITIIIIITIIIIIICI
16IR8W 8 9.525 15 12 | 352 4.0 | 55° PAdh ¢
16IR11W 11 9525 15 | 1.1 | 352 4.0 | 55° PASS ¢
Internal | o aea A ey
. 16IR12W 12 9.525| 1.4 11 | 352 4.0 | 55° bAdh ¢
threadingg o o TEEL R L o Tl e T
16IR14W 14 9.525 1.2 1.0 | 352 4.0 | 55° PASE ¢
16IR19W 19 9.525| 1.0 | 0.8 | 352 | 4.0 | 55° Yo Kk

% Recommended grade % Available grade

(el Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill
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Tu n i ngﬁ‘hreading

UN united thread (Molded)

Standard: ANSI B1.1:74
Tolerance class: 2A/2B

Working condition: @ Stable & Average @ Tough

oox QSteel e 2%u o ° S
B ;C: M Sstainless steel ° M
£ , R
a 8 0 Cast iron &
g
g Non-ferrous metal L)
% Heat resistant super alloys olo
N Titanium alloy
Dimension (mm) CVD PVD rz;;:d Cermet
Pitch/
Processing|  Insert shape Type number 1010 fio) 10 [1o] 10 o) 1o 0] 1o e o (o) o |©
ofteeth | IC [PDX PDY | S | Dl [PNA |x o b @ 0O Fro R~ N DTS OE
FrCCrCCC o Crocoe
ITIITIITIIITIIIIIIIICT
16ER8UN 8 9525/ 1.7 | 1.2 | 352 | 4.0 | 60° ¢ %
16ER12UN 12 9525 1.4 | 11 | 352 | 4.0 | 60° PAdh ¢
External | JGERT4UN | 14 |9525| 12 | 10 |352) 40 | 60" | ol X
threading 16ER16UN 16 9525 1.1 | 09 | 352 | 4.0 | 60° # %
16ER18UN 18 9.525 1.1 0.8 | 3.52 | 4.0 | 60° PAdh 4
16ER20UN 20 9525 1.1 0.8 | 3.52 | 4.0 | 60° b ¢
% Recommended grade % Available grade
Working condition: @ Stable & Average & Tough
Q Steel o0 % o ° ('
]
% M Stainless steel ° i
©
S
g G Cast iron S
g
g Non-ferrous metal o0
Heat resistant super alloys Ao
Titanium alloy
‘emented
Dimension (mm) CVD PVD rcarbi 4o |Cemet
Pitch/
Processing  Insert shape Type number o] 1o il 1o fiof 1o [ia] 10 fio] 1o o} o fol - I o |
ofteeth | IC PDX PDY | S DI PNA b b @boroRNRNbLDYLOrE
CFCCrCCCCCCCCCEoCT
ITIITIITIIIIIIIIIIICT
16IR8UN 8 9525 1.7 | 1.2 | 352 | 4.0 | 60° PAdh ¢
16IR12UN 12 9525 14 | 11 | 352 | 40 | 60° Yok
Internal | JGIR14UN | 14 9625 12 ) 10 352) 40 | 60° | | Xl
threading 16IR16UN 16 9525 1.1 | 09 | 352 | 40 | 60° # %k
16IR18UN 18 9525 1.1 0.8 | 352 | 4.0 | 60° Yk
161R20UN 20 9525 1.1 0.8 | 3.52 | 4.0 | 60° A ¢

% Recommended grade % Available grade

BSPT (Molded)

HIHUAREAL

Standard: B.S.21:1985
Tolerance standard: BSPT

3
Working condition: @ Stable & Average # Tough E
=
) ()
Pox QSteel ooy nin |® ° 88 T':;
& = ()
':.;:; M Sstainless steel ° S S
g (O]
— [J] C H °
=) o} ast iron o @
9 S
£ s
‘g Non-ferrous metal L) g
o
% Heat resistant super alloys =
= L) =]
Titanium alloy £
A 2
. a Cemel o
Dimension (mm) CVD PVD atice | ™€t %n
Pitch/ =
Processing)  Insert shape Type number LWV WLLWVYLLLDWLLY L2 oo
ofteeth | IC [PDX [PDY | S | Dl [PNA s oo bbb rort b o< OE £
CrrCrrrCCCChCrdCCCCo 3
ITIIIIIIIITIIIIIII e
oo
16ERT1BSPT) 11 9525 15 11 /352 40 ' 85° | Wk | A i
External 16ER14BSPT 14 19525 12 | 1.0 | 352 4.0 | 55° ¥ %k o
T I I 1 t
threading GER19BSPT 19 9525 09 08 352 40|85 | Kk S
)
=
) =]
% Recommended grade +% Available grade &
S
=
Working condition: @ Stable & Average # Tough
QSteel e 2% o ° oS &
':.;:; M Sstainless steel ° o g
: 2
a § @ Cast iron : g
s £
g Non-ferrous metal L)
Heat resistant super alloys olo €
Titanium alloy z
B . q arnented| (1)
Dimension (mm) CVD PVD atice |CeMet §
Pitch/ 2
Processing|  Insert shape Type number o] 1o e 1 o 1o i 1o i 1o ol o fol o 1S < | S
ofteeth | IC [PDX PDY | S | Dl PNA o o b Qo O Fro R~ N D% OC =
CrICCCCCCCCCCCCCCo <]
ITIIIIIIIIIIIIIIII n
16IR11BSPT 11 9.525 15 1.1 | 352 4.0 | 55° PAGh ¢
Internal 16IR14BSPT 14 9.525| 1.2 1.0 | 8352 | 4.0 | 55° Adh ¢
threading 16IR19BSPT 19 9525 09 | 0.8 352 40 | 55° % K -
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, g
<
2
% Recommended grade +% Available grade ©
2
v
.g
(Y]
3=
K-
=
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(%]
3=
°
w
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Turning e y

Standard: USAS B2.1:1968 S, (o] h d ° . Standard: R262 (DIN 13)
N PT (MOIded) Tolerance standard: American Standard NPT Thread ISO metrlc 60 t rea (Grlndlng) Tolerance class: 6g/6H

{-1) (-1)
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable & Average # Tough E
- -
= =
= oo QSteel e 2% o ° oS QSteel oo R %na o ° oS =
_ S _ — =
@ & @
S ;C: M Sstainless steel ° S g M Sstainless steel ° s s
5] = = 5]
g a g 0 Castiron < 8 @ Castiron : g
S B i g
é— g Non-ferrous metal L) ‘g Non-ferrous metal L) é—
o o
,=: % Heat resistant super alloys olo Heat resistant super alloys oo %
£ Titanium alloy Titanium alloy E
gn Dimension (mm) CVD PVD rca e | Cemet Dimension (mm) CVD PVD C;"md Cermet go
2 Pitch/ Pitch/ 5
oo Processing  Insert shape Type number EPHYHSEHSEH SRS ool 2 Processing Insert shape Type number 010 10 01 101D 10 1D 10 10 10 1D ogle Q o0
£ ofteeth | IC [PDX |PDY | S | Dl PNA b oo dororicNib®Y<0Or ofteeth| IC [PDX [PDY | S | DI PNA o b o @ dororrNbDYL0Or £
3 CrrCICCCCCCCrCCCCEo CrCCCCCCCCrdCCCCo 3
g I I I I I I I I IIIIIIIITT == T = TN T (EE T OEE T OEE T EE T EE) T g
oo oo
I 16ERTISNPT| 115 9525 15 11 /852 40 ' 60° | vk | | 16ER100ISO-P| 1.00 |9525]| 0.7 | 07 |852| 40 | 60° | = = | %k | -
= External 16ER14NPT | 140 9525/ 1.2 | 09 |852 40 | 60° | %Kk el e e N N N N e =i
g threading GERIBNPT | 180 (9525 10 08 352 40 60| k| 16ER1251S0-P| 125 (985 09 | 08 352 40 60| k| g
1) 16EL125I1SO-P | 125 |9525| 0.9 | 0.8 | 3.52 | 4.0 | 60° PAdD 4 00
- 4 -— -t + +t +r r £ - -+ — = — — 14| P e e e e e e c
R * Recommended grade ¢ Available grade | 16ER1501SO-P| 150 |9525| 10 | 08 |352| 40 | 60° | | KX | 3
() (7]
£ 16EL150I1SO-P | 1.50 |9525| 1.0 | 0.8 | 3.52 | 4.0 | 60° PAS 4 £
T— ) ettt tuiuiststut it eiiuiuiuiuiut Rttt At Mot Aetusenl Attt Rl ittt Hie et Aninieiely Rt =
16ER175I1SO-P | 1.75 |9525 1.2 | 0.9 | 352 4.0 | 60° PAdh ¢
16EL1751SO-P | 1.75 |9525| 1.2 | 09 | 352 | 4.0 | 60° Yk
Working condition: @ Stable @ Average @ Tough 16ER200ISO-P | 2.00 19525 | 1.3 | 1.0 | 352 | 4.0 | 60° P
£ Q Steel e 2% o ° S 16EL200ISO-P | 2.00 | 9525| 1.3 | 1.0 | 352 | 4.0 | 60° ¥k &
T ¥ 16ER2501SO-P | 250 |9525| 15 | 1.2 | 352 | 4.0 | 60° R T
E % M stainless steel ° 4 -3 O N A NN Svsvionbd My Suousil SUSou Uss (oot Vvl Woouunt|. BN . SRE - BN R B AP ./ 5
] ‘g 16EL2501SO-P | 2.50 |9525| 1.5 | 1.2 | 352 | 4.0 | 60° ¥k =
© B e e e e ©
(] ] 9 16ER300ISO-P . .525 . . .5 . 0]
> g Cast iron M External SO-P| 300 9525 16 | 1.3 | 352 4.0 | 60° sk o
E £ threading | 16EL300ISO-P | 300 9525 16 | 13 (352 40 | 60° | | k| E
g Non-ferrous metal e TR IR el R o P B | el i BN NN BN BN BN B bl BNl G
= . 22ER350ISO-P | 3.50 (12700 2.3 | 1.6 | 4.65 | 5.0 | 60° ¥ K =
£ Heat resistant super alloys ool I L peeeeesenreseaiessinossiiowivaipveals B T R L T £
T Titanium alloy 22EL350ISO-P | 3.50 (12700 2.3 | 1.6 | 4.65 5.0 | 60° ¥k g
(7 I D e e L Y Iy e s s it (et i b B I Q
3 Dimension (mm) cvp PVD o |Cemet (22ER400ISO-P| 400 12700 23 | 1.6 465 50 60° | | %Kk | 3
£ A . Pitch/ 22EL400ISO-P | 4.00 12700) 2.3 | 1.6 | 4.65 | 50 | 60° Fok 2
o Processing Insert shape ype number Pl R e R o A ] P [ oormiratan | 420 Mol o4 | 19 | aee | 50 | ano | T A Rk [$)
2 ofteeth | IC [PDX |PDY | S | DI PNA s oo doror NbSTSor | 22BR450ISO-P| 4.50 |12700) 24 | 17 |465) 50 | 60" | | XTIl =
@ TEITITITITITIEILET | 22EL450ISO-P | 450 |12700] 2.4 | 17 |465)50 | €0 | | *X | @
| o PAS ¢
16IR115NPT 115 9.525| 1.5 | 1.1 | 352 | 4.0 60° PAdD ¢ 22ER500|SOP500 127002417 465 5060** 7777777777
Internal 16IR14NPT 14.0 9525/ 1.2 | 0.9 | 352 | 40 | 60° A 3 | 22ELS00ISO-P | 5.00 |12.700| 2.4 | 1.7 | 4.65 5060** ,,,,,,,,,,
— threading 16IR18NPT 18.0 9525/ 1.0 | 0.8 | 352 | 4.0 | 60° P ¢ 22ER550ISO_P550 127002617 465 5060 ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, —
/= e e s it iy s s e R il Rt B 22EL5501SO-P | 550 (12700 2.6 | 1.7 | 465 | 50 | 60° ok =
< 22ER600ISO—P | 6.00 |12700 2.7 | 1.7 | 465 | 5.0 | 60° *o K <
i 7 e B T S B e AR e
£ % Recommended grade ¢ Available grade 20EL600ISO-P | 6.00 12700 2.7 | 1.7 | 465 50 | 60° ok £
7 &
% Recommended grade % Available grade
(] [}
h= =]
2 £
© [0}
v (%]
= 3
K] K]
w (7]
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Turning e y

ISO metric 60° thread (Grinding) S ISO metric 60° thread (Grinding) ol o g

{-1) (-1)
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable & Average # Tough g
= =
= QSteel e 2% o ° S QSteel oo %al o ° S =
S S
[ © © [
S 2 M Sstainless steel ° $S 2 M Sstainless steel ° S =
(T © ® (T
£ ) . £ ; .

8 3y Cast iron (o} Cast iron 8
= 9] 9 9] 9 =
£ g g g
g g Non-ferrous metal o0 g Non-ferrous metal o0 g
o o
% Heat resistant super alloys oo Heat resistant super alloys Al %
£ Titanium alloy Titanium alloy E
= Dimension (mm) CvD PVD Comented o et Dimension (mm) cVD PVD emented et =
£ _ atice |~ _ atide |~ £
= Pitch/ Pitch/ =
oo Processing|  Insert shape Type number LowwYBLiYWYWLYL LY L9 Processing|  Insert shape Type number LWwLLYLLYLLYYY L2 oo
£ ofteeth| IC |[PDX PDY S | DI PNA |m oo dodororiNibbeor ofteeth| IC [PDX PDY | S | DI PNA o538 oo roRcRNibdYEOr £
° [ i o o o i o o ' i o o i o o o ol o o o' Y o o [ i i o i o o i o o o o o oo o ' Yo o 3
e I I T T T I T T ITITITITIIIITTITTITT I I I r I I TITITIIIIIITTIT TT g
oo oo
E 11IR100ISO-P | 1.00 |6.35 | 0.7 | 0.7 | 3.05| 3.2 | 60° ¥ K 22|R3501SO-P | 3.50 12700, 2.3 | 1.6 | 465| 5.0 @ 60° ¥ K 'g
& 11IL100ISO-P | 1.00 | 6.35 0.7 | 0.7 | 3.05 3.2 | 60° D 22IL350I1SO-P | 3.50 [12700 2.3 | 1.6 | 4.65 5.0 | 60° ¥ K 20
E 11IR1251SO-P | 1.25 | 6.35 | 0.9 | 0.8 | 3.05 3.2 | 60° S 22|R400ISO-P | 4.00 [12700 2.3 | 1.6 | 465 | 50 | 60° ¥ K E
vy 11IL1251SO-P | 125 |6.35 | 0.9 | 0.8  3.05| 3.2 | 60° S 22IL400I1SO-P | 4.00 [12700 2.3 | 1.6 | 4.65 5.0 | 60° ¥ K o0
S (| [ N STEEND oo oo CoDShowonSoS omemeelesr - SRR - - BER - -[EE-- BEE--EE-- S --BEE--E’ || e e O SRMRIEEE. - - R - - BE - -[EE- - B - - BEE - - B - - BEE- - R c
=§ 11IR1501SO-P | 150 |6.35 1.0 | 0.8  3.05| 3.2 | 60° ¥k 22|R4501SO-P | 4.50 [12700| 2.4 | 1.6 | 465 | 5.0 | 60° ¥ K =§
}:’ 11IL1501SO-P | 150 |6.35 | 1.0 | 0.8  3.05| 3.2 | 60° ¥k Internal 22IL4501SO-P | 4.50 [12700 2.4 | 1.6 | 465 | 50 | 60° ¥ K E
N e A RRbhiet Rl e Rl Rt el Il EEb e IR e bR el REbht ehbbl N Tt Rt Sob i I Bt Rt St Bt REEE LR bty b CERCRRELEEEEREEi SEELE IRt =

11IR1751SO-P | 1.75 |6.35| 1.2 | 0.9 | 3.05| 3.2 | 60° ¥k threading 22IR5001SO-P | 5.00 12700 2.4 | 1.6 | 4.65| 50 | 60° S

11IL175ISO-P | 1.75 |6.35 12 | 0.9 | 3.05 3.2 | 60° ¥k 22IL5001SO-P | 5.00 [12700 2.4 | 1.6 | 4.65 5.0 | 60° ¥ K

11IR200I1SO-P | 2.00 |6.35 1.3 | 0.9 | 3.05 3.2 | 60° ¥k 22|R5501SO-P | 5.50 [12700 2.5 | 1.7 | 465 5.0 | 60° ¥ K
2 11IL200ISO-P | 2.00 |6.35 1.3 | 0.9 | 3.05 3.2 | 60° D 4 22IL5501SO-P | 5.50 [12700 2.5 | 1.7 | 4.65 5.0 | 60° ¥ K &
T 11IR2501SO-P | 250 | 6.35 | 15 | 1.0 | 3.05 3.2 | 60° ¥k 22IR600ISO-P | 6.00 [12700| 2.5 | 1.8 | 465 | 5.0 | 60° ¥ K E
= 11IL2501SO-P | 250 |6.35 | 1.5 | 1.0 | 3.05 3.2 | 60° ¥ Kk 22IL600ISO-P | 6.00 (12700 2.5 | 1.8 | 465 | 5.0 | 60° ¥ %k =
O O | [ T ST e e - - BN - - BEE - - [l - - - - - S - - R - - BEE]- - ]
3 Internal 16IR100ISO-P | 1.00 [9.525| 0.7 | 0.7 | 3.52| 4.0  60° Yo % _ 3
T° S e e e T T e TR r) TP EEE P Y Recommended grade vy Available grade °
= threading 16IL100I1SO-P | 1.00 |9.525| 0.7 | 0.7 | 352| 4.0 | 60° ¥ % =
"=E 16IR125ISO-P | 1.25 [9.525| 0.9 | 0.8 | 352 4.0 | 60° ok E
i 16IL125ISO-P | 1.25 |9.525 0.9 | 0.8 | 3.52| 4.0 | 60° ¥ % T
E 16IR1501SO-P | 1.50 [9.525/ 1.0 | 0.8 | 3.52| 4.0 | 60° ¥k §
"-Eu 16IL1501ISO-P | 1.50 |9.525| 1.0 | 0.8 | 3.52 4.0 | 60° ok -g
;‘.ﬁ 16IR175ISO-P | 1.75 (9525 12 | 0.9 H 3.52| 4.0 | 60° ¥k -‘9’
3 16IL1751SO-P | 1.75 |9.525 1.2 | 0.9 | 352 4.0 | 60° ¥k o

16IR2001SO-P | 2.00 |9.525 1.3 | 1.0 | 3.52| 4.0 | 60° ok

16IL200I1SO-P | 2.00 |9.525| 1.3 | 1.0 | 352 4.0 | 60° ok

16IR2501SO-P | 2.50 |9.525 15 | 1.1 | 352 4.0 | 60° ¥k
E 16IL2501SO-P | 2.50 |9.525| 1.5 | 1.1 | 352 4.0 | 60° ¥k E
< 16IR300ISO-P | 3.00 |9.525| 1.5 | 1.1 | 352| 4.0 | 60° ok <
e e B e S e e e e e el I EEE <=
£ 16IL300ISO-P | 3.00 |9.525| 1.5 | 1.1 | 352 4.0 | 60° Wk €
= L=
(72 w

w Recommended grade +% Available grade

= T
o ©
(] [}
=} S
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= z
) ©
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11312l Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A173

Tu n i ngﬁ‘hreading

Universal thread (Grinding)

Standard:B.S.84:1956,DIN 259,1S0228/1:1982
Tolerance class:Medium,A-class

Working condition: @ Stable & Average @ Tough

o o0
Q Steel o0, 0 o L4 )
';C: M Sstainless steel ° S
£ . R
a $ 0 Cast iron &
g
g Non-ferrous metal o0
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CcVD PVD emented et
. carbide
Pitch/
Processing  Insert shape Type number 0] 1o o] 1o o] 1o filef o in] 1o o] o kol o 1D o |
ofteeth| IC |[PDX PDY | S |RE | Dl PNA b oo @ b o ro R RNboZL0Or
FrCCCCOCCCChCeCeerhe:r
ITIITIIIIIIIIIIIIICT
16ERA55-P | 05-15|9.525| 0.9 | 0.8 | 3.52 | 0.05| 4.0 | 55° Yo K
16ELAS5-P | 05-15 |9.525| 0.9 | 0.8 | 3.52|0.05| 4.0 | 55° PAdh ¢
16ERG55-P [1.75-3.0/ 9.525| 1.7 | 1.2 | 3,52 0.23 | 4.0 | 55° Yo K
16ELG55-P |1.75-3.0|9.525| 1.7 | 1.2 | 3.52|0.23 | 4.0 | 55° PAd ¢
16ERAG55-P (1.75-3.0|9.525| 1.7 | 1.2 | 3.52 | 0.23 | 4.0 | 55° PAdh ¢
22ERN55-P | 35-5.0 (12.700| 2.5 | 1.7 | 352 | 0.44 | 4.0 | 55° PAdD 4
22ELN55-P | 35-5.0 |{12.700 2.5 | 1.7 | 3.52 | 0.44 | 4.0 | 55° PAdh ¢
Bxernal 16ERA60-P |05-15 |9.525| 0.9 | 0.8 | 352 0.06| 4.0 | 60° P %
threading| LT T LT T T T T T T ]
16ELA60-P | 05-15|9.525| 0.9 | 0.8 | 3.52 | 0.06 | 4.0 | 60° PAdh ¢
16ERG60-P [1.75-3.0/ 9.525| 1.7 | 1.2 | 3.52|0.18 4.0 | 60° PAdh ¢
16ELG60-P |1.75-3.0|9.525| 1.7 | 1.2 | 3.52 | 0.18 | 4.0 | 60° PAe ¢
16ERAG60-P | 05-3.0 | 9.525| 1.7 | 1.2 | 3.52|0.07 | 4.0 | 60° PAdh ¢
16ELAG60-P | 05-3.0 | 9.525| 1.7 | 1.2 | 3.52 | 0.07 | 4.0 | 60° Yo K
22ERN60-P | 35-5.0 {12.700 2.5 | 1.7 | 3.52 | 0.51| 4.0 | 60° PAd ¢
22ELN60-P | 35-5.0 |{12.700 2.5 | 1.7 | 3.52 | 0.51| 4.0 | 60° PAdh ¢

% Recommended grade % Available grade

Universal thread (Grinding)

HIHUAREAL

Tolerance class:Medium,A-class

Standard:B.S.84:1956,DIN 259,1S0228/1:1982

Working condition: @ Stable & Average # Tough

0 ) (30
Steel L AL P-ap-ak t L L4 9 9
':.;:; M Sstainless steel ° Sl
£
8 @ Castiron o
(7]
g
g Non-ferrous metal o0
Heat resistant super alloys oo
Titanium alloy
. . emel
. Dimension (mm) CVD PVD atide |Ce™Me
Pitch/
Processing Insert shape Type number e I o I A PP P
ofteeth| IC [PDX|PDY| S |RE | DI PNA o b oS b0 r o R RNDDYLOLD
CrCCCCCOCCoCCcecdCCXTCEr
IIITIIIIIIIIIIIIII
16IRA55-P | 0.5-1.5/9.525| 0.9 | 0.8 | 3.52 | 0.05| 4.0 | 55° ¥ *
16ILA55-P | 0.5-1.5/9.525| 0.9 | 0.8 | 3.52 | 0.05| 4.0 | 55° PAEh ¢
16IRG55-P [1.75-3.0/9.525| 1.7 | 1.2 | 3.52 | 0.21| 4.0 | 55° Yok
16ILG55-P |1.75-3.0/ 9.525| 1.7 | 1.2 | 3,52 | 0.21 | 4.0 | 55° PAG ¢
16IRAG55-P|1.75-3.0/ 9.525 | 1.7 | 1.2 | 3,52 0.21 | 4.0 | 55° ¥ ok
16IRN55-P | 3.5-5.0 1 9.525| 2.5 | 1.7 | 3.52 | 0.43 | 4.0 | 55° PAdD 4
16ILN55-P | 3.5-5.0/9.525| 2.5 | 1.7 | 3.52 | 0.43| 4.0 | 55° PAGS ¢
ntemal | e B e e o - - B WS B kel BN N
nternal 16IRA60-P | 0.5-1.5|9.525 | 0.9 | 0.8 | 3.52|0.05 4.0 | 60° T %
threading| | LT LT T T T T | T e T T T
16ILAGO-P | 0.5-1.5/9.525| 0.9 | 0.8 | 3.52 | 0.05| 4.0 | 60° PAG ¢
16IRG60-P [1.75-3.0/9.525| 1.7 | 1.2 | 3.52 | 0.10| 4.0 | 60° ¥ ok
16ILG60-P |1.75-3.0/9.525| 1.7 | 1.2 | 3.52 | 0.10| 4.0 | 60° PAd ¢
16IRAG60-P| 0.5-3.0/9.525| 1.7 | 1.2 | 3.52 | 0.08| 4.0 | 60° PGS ¢
16ILAG60-P| 0.5-3.0 | 9.525| 1.7 | 1.2 | 3.52 | 0.08 4.0 | 60° PAdD ¢
16IRN60-P | 3.5-5.0/9.525| 2.5 | 1.7 | 3.52 | 0.26 | 4.0 | 60° PGS ¢
22ILN60-P | 3.5-5.0/9.525| 2.5 | 1.7 | 3.52|0.26 | 4.0 | 60° Yo %k

% Recommended grade % Available grade

(el Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill




HIHUAREAL

Turning e y

Q Standard: B.S.84:1956,DIN 259,150228/1:1982 h. h h d Standard: B.S.84:1956,DIN 259,150228/1:1982
Wh IteWOﬂh th read (Grinding) Tolerance class: Medium,A-class W IteWOﬂ t rea (Grinding) Tolerance class: Medium,A-class

[-T] oo
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable & Average # Tough g
= =
= oo QSteel oo 2 %u o ° S QSteel oo R¥a o ° Q& =
_ S _ — =
@ & @
S 2 M Sstainless steel ° S 2 M Sstainless steel ° S =
(T} © © (T}
£ ) ° = . °

£ 3 8 0 Castiron ° g @ Castiron & £
(7] = ‘3 )
s £ £ s
g g Non-ferrous metal L) ‘g Non-ferrous metal L) g
o o
,=: % Heat resistant super alloys olo Heat resistant super alloys Alo %
£ Titanium alloy Titanium alloy E
gn Dimension (mm) CvD PVD :r;irrCermet Dimension (mm) cvD PVD :"r:i o |Cermet gn
= Pitch/ Pitch/ =
oo Processing|  Insert shape Type number P RHEESH2HREES ool 2 Processing|  Insert shape Type number o] 1o el o fiof o [ 1o 5] 1o o) 1o e cgle 2 oo
£ ofteeth| IC [PDX [PDY | S | DI PNA X b o @00 rorkRNbDYX0r ofteeth| IC [PDX [PDY | S | DI PNA 3 h o Qoo ror~RNb®YX0Or £
3 CrCCCCCCCCCrCCCCCo CrCrCCCCCCCrdCCC|Co 3
g == T == T el T (EES T OEEN TR T OEE T EE T ES I I I I I I T I ITITIIIIIIITT g
oo oo
E 16ER8W-P 8 9.525/ 1.5 | 1.2 | 352| 4.0 | 55° PAdh ¢ 11IR14W-P 14 6.350, 1.0 0.8 | 3.05| 3.2 55° PAGh ¢ E
%" 16ER9W-P 9 9.525| 1.7 | 12 | 352| 4.0 | 55° Al ¢ 11IR19W-P 19 6.350 1.2 1.0 | 3.05| 3.2 558 b ¢ %"
E 16ER10W-P 10 |9.525| 1.5 | 1.1 | 3.52| 4.0 | 55° PAGh ¢ 16|R8W-P 8 9525/ 15 | 12 | 352| 40 | 55° YAdh ¢ E
Y 16ER11W-P 11 9.525| 1.5 | 1.1 3.52| 4.0 | 55° Al ¢ 16IROW-P 9 9.525 1.7 1.2 | 352| 4.0 558 vk 1))
IS | | [ R SSrrUChthE COnhOe(CewheRWEEr - - SR - - BN --[EE-- S --REE-- B --REE--EE [ b [ N S s s S o seeeen S - - SRS - - BER - - [B8 - - R - - SR - - B - - BEE - - c
"§ 16ER12W-P 12 19525/ 14 | 11 | 352 | 4.0 | 55° PASh ¢ 16IR10W-P 10 |9.525 1.5 | 1.1 | 352| 4.0 | 55° bAdh g ‘§
Q| e e e s e e e [ s I s e [ L O I I (7]
< External 16ER14W-P 14 ]9.525| 1.2 | 1.0 | 3.52| 4.0 | 55° ook 16IR11W-P 11 |9.525 1.5 | 1.1 | 352| 4.0 | 55° K s
~ ottt ettt Bttt e ottt e ettt ettt et et I ettt it ittt A ety ittt et ity Rinieluietuls ettt ittt el ieieieiel Aoty it (=

threading 16ER16W-P 16 |9.525| 1.1 | 0.9 | 352 4.0 | 55° ¥k Internal 16IR12W-P 12 9525 1.4 | 1.1 | 352| 4.0 | 55° ok

16ER18W-P 18 9525/ 1.0 | 0.8 | 352 4.0 | 55° Yok threading 16IR14W-P 14 9525/ 1.2 | 1.0 | 352 4.0 | 55° B

16ER19W-P 19 9.525| 1.0 | 0.8 | 352 4.0 | 55° ¥k 16IR16W-P 16 9.525 1.1 0.9 | 352 4.0 55° ¥k
k5 16ER20W-P | 20 |9.525 0.9 | 0.8 | 352| 4.0 | 55° Hook 16IR18W-P 18 9525/ 1.0 | 0.8 | 352| 4.0 & 55° ook 5
T 16ER26W-P 26 9525/ 0.8 | 0.7 | 3.52| 4.0 | 55° ok 16IR19W-P 19 9525/ 1.0 | 0.8 | 352 4.0 | 55° ok T
% L0 o S 2 R O e O oo ~ | 16IR20W-P | 20 (9525 09 | 08 352/ 40 5 | k| %
x _ ° 9 % x
§ % Recommended grade +: Available grade |__16IR26W-P | 26 _|9925| 08 | 07 |382) 40 | 55| | FELl. é
= 16IR28W-P 28 (9525 0.7 | 06 | 352| 40 | 55° ok =
'E % Recommended grade vy Available grade E
T T
[ [
(] (1)
(/] (]
2 =l
Qo =]
F P
© ©
(%] v
2 3
° °
[%2] (%]
z T
© o
(] ()]
© °
= =
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o [=]
= -
(V2] (7]
= =
© ©
()] (Y]
3= 3=
2 2
© [0}
v (%]
= =
S °
w w
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Tu n i ngﬁ‘hreading

UN united thread (Gridning)

Standard: ANSI B1.1:74
Tolerance class: 2A/2B

BSPT (Grinding)

HIHUAREAL

Standard: B.S.21:1985
Tolerance class: BSPT

[-T] oo
E Working condition: @ Stable & Average @ Tough Working condition: @ Stable & Average # Tough g
= =
= oo QSteel ee2%n @ ° (/% oo QSteel eel%a o ° S =
_ S _ > — =
[ & 2 © . 2
= ;C: M Sstainless steel ° o g M Sstainless steel ° IS S
) = = )
8 a <] Cast iron o a 3 Cast iron o 8
= 8 2 ) a g 9 =
g = S £
g g Non-ferrous metal L) ‘g Non-ferrous metal L) g
o o
,=: % Heat resistant super alloys olo % Heat resistant super alloys ol %
£ N Titanium alloy N Titanium alloy E
s o . ‘emented o . Cemel s
£ . Dimension (mm) cvp Pl e . Dimension (mm) cvD PVD ST Comet &
= Pitch/ Pitch/ =
oo Processing Insert shape Type number REISHSE S 2EHSEHIS ole 2 Processing Insert shape Type number 000 WWY VLWL LWY LW LY ole 2 o0
£ ofteeth | IC (PDX PDY| S | DI PNA 3 o0 Q0o -~k <O r ofteeth | IC |[PDX (PDY | S | DI [PNA b oo @b oroki by <0 r £
3 CCCCCCCCCCCC@EcCo CCCCCCCCCCCC@EcCo 3
e ITIIITITITIIIIITIIIIII ITIIITITITIIIITITIIIIII e
oo oo
2 16ER8UN-P 8 19525 17 121352 40 | 60° ok 16ER11BSPT-P| 11 9525 1.5 | 1.1 | 352 40 | 556° ok 2
= 16ER12UN-P| 12 9525 1.4 | 1.1 | 352 4.0 | 60° Wk External 16ER14BSPT-P| 14 9525 1.2 | 1.0 352 40 | 55° I * »
5 External 16ER14UN-P| 14 19525 12 | 1.0 | 352 4.0 | 60° Ik threading 16ER19BSPT-P| 19 9525 0.9 | 0.8 352 40 | 55° * * 5
o threading 16ER16UN-P| 16  |9.525 1.1 | 0.9 | 3.52 4.0 | 60° ook 16ER28BSPT-P| 28 | 9.525| 0.6 | 0.6 352 4.0 | 55° S M
g 16ER18UN_P ,,,,,, ! 8 95251108 352 4060** ,,,,,,,,,, % Recommended grade +% Available grade g
£ 16ER20UN-P 20 9525 1.1 0.8 | 3.52 | 4.0 | 60° PA ¢ £
~ =

% Recommended grade ¢ Available grade

8o Working condition: @ Stable & Average # Tough Working condition: @ Stable & Average # Tough 8o
% QSteel o0 2% @ ° (% QSteel o0 % @ ° (% E
()] — — Q
2 = = <
'.s, % M Stainless steel ° o 5 M Stainless steel ° $S §
© ©
S E , 5 E _ 5 S
= 8 0 Castiron ° 8 0 Castiron ° =
— g g =
‘E g Non-ferrous metal e 0 ‘g Non-ferrous metal L) ‘E
° - - °
S Heat resistant super alloys olo Heat resistant super alloys olo S
P Titanium alloy Titanium alloy o
o i T
8 a q Cemented q q ‘emented a
= . Dimension (mm) CVD PVD abide |CEMet Dimension (mm) CVD PVD abide CEMet =
et Pitch/ Pitch/ s
= Processing  Insert shape Type number 8288288288880 ole 2 Processing  Insert shape Type number 8288288288880 ole 2 =
@ ofteeth | IC [PDX|PDY| S | DI [PNA X 5o 30 o rorhRNDbie¥0r ofteeth | IC (PDX [PDY | S | Dl |[PNA G 5 o @ o 6rod Rk~ NDDYL0r 2
CrrrCCCCCCrdCCCCo CrrrrCCCChCrdCCCCo
ITITIIIIIIITIIIIIII ITIIIIIIIITIIIIIII
11IR14UN-P 14 635| 1 | 0.8 3.05| 32 | 60° ¥ % 11IR14BSPT-P | 14 6.35| 1.2 | 0.8 | 3.05| 32 | 55° ¥k
— 11IR18UN-P 18 635 1 | 08 305 32| 60° Yo K 11IR19BSPT-P | 19 635 1.0 0.8 | 305 32 | 55° Yok —
E 11IR20UN-P 20 6.35 1 0.8 | 3.05 3.2 | 60° A ¢ 11IR28BSPT-P 28 6.35| 08 | 0.6 | 3.05 32 | 55° PAdh ¢ E
= N tyivtuiuinietuietoinks Rieieielotuiuieieinh fotuliptoted Hubotniuty sivieih fpuissetul Rntoielouie psegsnt ettt ieieiel i el ittt iieie il Auiaiely et Internal | [Tt op oo ool o oo oo oo oo oo oo oo =
2 | | 16IR8UN-P 8 9525 1.7 | 1.2 | 352 40 | 60° ¥ % threading 16IR11BSPT-P | 11 95525/ 1.5 | 11 | 352 | 4.0 | 55° Y * 2
nternal | e bbb geeeeeee HREBE bbb B B B B e
_§ threading 16IR12UN-P 12 9525 14 | 11 | 352 | 4.0 | 60° Yok 16IR14BSPT-P 14 9525 12 | 1.0 | 3.52 4.0 | 55° PAdh ¢ E
[ e Aty st sy e st ettt ettt e ettt A (N Hotstottuiyisuisiel Eniiisieiuint Seiptutel At it Il Aot st it At Aty R v
@ (16IR14UN-P | - 14 9525 12 | 10 /352 40  60° | k|| 16IR19BSPT-P | 19  |9.525| 0.9 | 0.8 | 352 | 4.0 | 55° ¥k
g (16IR16UN-P| 16  |9.525| 1.1 | 09 ' 352| 40 l 60° | Yokl | 16IR28BSPT-P | 28 9.525 0.6 | 0.6 352 4.0 | 55° RS g
() — 1.1 | 0.8 | 352 | 4.0 | 60° ]
g 16IR18UN P 777777 ! 8 952 5 77777777777777777777777777777777777777777777777777777777777777 i\(* 7777777777 % Recommended grade vy Available grade E
] 16IR20UN-P 20 9525 1.1 | 0.8 | 352 | 4.0 | 60° PA ¢ 5
v (%]
T =]
= % Recommended grade ¢ Available grade =
w w
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11312l Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill

A179

Tu n i ngﬁ‘hreading

NPT (Grinding)

Standard: USAS B2.1:1968

Tolerance class :

NPT

Working condition: @ Stable & Average @ Tough

oox QSteel eel%a o ° S
* é M Sstainless steel ° $S
£ ) O
a 8 0 Cast iron &
g
g Non-ferrous metal o0
% Heat resistant super alloys ola
Titanium alloy
Dimension (mm) CVD PVD atide [CO™et
Pitch/
Processing Insert shape Type number R I e O A A PP Py
ofteeth | IC |[PDX [PDY | S | DI PNA p o oo ororcNbS<0r
CrCCCCCCCCCeCi CXTLEr
IIIIIITIIIIIIIIIII
[1ERBNPT-P | 8 |9525 18 13 352 40 600 | vk
16ER115NPT-P | 11.5 |9.525| 1.5 | 1.1 |3.52 | 4.0 | 60° ok
External ** ”””””
threading GERWNPT-P | 14 19525 12 |09 |3s2 40 60°| | %k
16ER18NPT-P 18 9525 1.0 | 0.8 /352 | 4.0 | 60° PAdh ¢
16ER27NPT-P 27 9525/ 0.8 | 0.7 /352 | 4.0 60° Y<Kk
% Recommended grade % Available grade
Working condition: @ Stable & Average @ Tough
o9 o0
Q Steel o6, 0 o L4 )
g M Sstainless steel ° $S
£ ; .
a g e Cast iron &
g
g Non-ferrous metal o0
Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD atide [Ce™et
Pitch/
Processing|  Insert shape Type number e I R o ] P
ofteeth | IC |[PDX [PDY | S | DI PNA p o bR b brorcNbS<0r
CCCCCCCCCCeCi CCLEo
IIIIIITIIIIIIIIIII
11IR14NPT-P 14 |635| 1.2 | 0.9 [3.05 | 32 | 60° ok
11IR18NPT-P 18 635 1.0 | 0.8 | 3.05| 3.2 60° P ¢
11IR27NPT-P 27 6.35| 0.8 | 0.6 |3.05 | 3.2 60° PAdh ¢
Internal 16IR8NPT-P 8 9.525| 1.8 | 1.3 | 352 | 4.0 | 60° PAdh ¢
threading 16IR115NPT-P | 115 (9525 1.5 | 1.1 | 352 | 4.0 | 60° 7o %
16IR14NPT-P 14 9.525| 1.2 | 0.9 | 352 | 4.0 | 60° A ¢
16IR18NPT-P 18 9525 1.0 | 0.8 /352 | 4.0 | 60° PAdh ¢
16IR27NPT-P 27 9525 0.8 | 0.7 /352 | 4.0 60° ¥ %

% Recommended grade % Available grade

30°Standard trapezoidal thread

HIHUAREAL

Standard: DIN103-2-1977

Tolerance class:

TeTH screw thread

Working condition: @ Stable & Average # Tough

) ()
Pox QSteel o0 Zininl |® ° 88
B g M Sstainless steel ° QI
= ) O
a § @ Cast iron o
2
‘g Non-ferrous metal o0
% Heat resistant super alloys oo
Titanium alloy
Dimension (mm) CVD PVD cemented et
. carbide
Pitch/
Processing Insert shape Type number il A R R o P P
ofteeth | IC |[PDX [PDY | S | DI PNA m o bR o brorcNbD<0r
CrrCCCCCCCCrdCCCEo
ITIIIIIIIITIIIIIII
| 16ER150TR-P | 1.50 | 9.53 080 070 852 400 30° | Wk |
| 1BELISOTR-P | 1.50 | 9.53 080 070 352 400 30° | Wk |
16ER200TR-P 2.00 9.53 | 1.30 | 1.10 | 3.52 | 4.00 | 30° A ¢
16EL200TR-P 200 |953|1.30 1.10 3.52 | 4.00 | 30° Yok
16ER300TR-P 3.00 |953|130 1.10 3.52 | 4.00 | 30° pieh ¢
External 16EL300TR-P 3.00 |953|130 1.10 3.52 | 4.00 | 30° DA ¢
threading 20ERAQOTR-P | 4.00 |12.70| 2.30  1.80 4.65 500 30° % %
22EL400TR-P 4.00 |12.70/2.30 | 1.80 | 4.65 | 5.00 | 30° ¢ %
20ER500TR-P | 5.00 |12.70| 2.30 | 1.80 | 4.65 | 5.00 | 30° Yo %
22EL500TR-P 5.00 |12.70/2.30 | 1.80 | 4.65 | 5.00 | 30° ¥ %
22ER600TR-P 6.00 |12.70|2.30 | 1.90 | 4.65 | 5.00 | 30° o %
| 22ELGOOTR-P | 6.00 |1270/2.30 1.90 465 500 30° | x|

% Recommended grade % Available grade

(el Parting and grooving  Turing of small components  General turning

Indexable milling

Solid carbide end mill

Short hole drill

Solid carbide drill




HIHUAREAL

Turning e y

30°Standard trapezoidal thread External threading tools

Working condition: @ Stable & Average @ Tough
o o0
Q Steel oo, O L oV

M Sstainless steel ° i

0 Cast iron

Non-ferrous metal °o e

Workpiece material
ceo

Heat resistant super alloys
Titanium alloy

0
o

Vv PVD

&
3
a

Dimension (mm)

Pitch/
Processing|  Insert shape Type number
ofteeth | IC |PDX |PDY | S DI |PNA

Dimension (mm) Accessories

Insert screw Shim Shimscrew |  Wrench  Matching insert

Type Inventoty -;f’

H HF B LF WF _;':q,:} IE.

HR8105
HR8115
HR8125
HR8225
HR8135
HR6115
HR1135
HR9105
HR7115
HR7125
HR7225
HR115C

16IR150TR-P 1.50 |9.53 |0.800.70 | 3.52 | 4.00 | 30°

16IR200TR-P 2.00 |9.53|1.30|1.10 | 3.52 | 4.00 | 30° w * 2020K16

>
N
o
N
o
N
o
o
N
o
N
o

16IL200TR-P 200 953 1.30|1.10 | 352 | 4.00 | 30° ¥ * 2525M16 A 25 25 25 150 32 M35x12 |HT16-JIM| HM4x8C WR15 16010

16IR300TR-P 3.00 |9.53|1.30 |1.10 | 3.52 | 4.00 | 30° PAG ¢ SWR | 3232P16 A 32 32 32 170 40

—| . . 1. 1.1 . J P 2525M22 A 25 25 25 150 32
internal teuxorRp | 200 |53 180|t0|as2 400 0n | | ek | || |2sesMe2 | a5 | 25 | 25 | 150 | 32 vontr bl ixss | wheo | ssim

threading 22IR400TR-P | 4.00 [12.70| 2.30 | 1.80 | 4.65 | 5.00 | 30° ¥ K 3232P22

11312l Parting and grooving  Turing of small components  General turning
(el Parting and grooving  Turing of small components  General turning

A
22IL400TR-P | 4.00 |12.70| 2.30 | 1.80 | 4.65 | 5.00 | 30° ¥ % 2020K16 A 20 | 20 | 20 | 125 | 25

22IR500TR-P | 5.00 [12.70| 2.30 | 1.80 | 4.65 | 5.00 | 30° % * 2525M16 A 25 25 25 | 150 | 32 | M35x12 HT16-(JIM| HM4x8C WR15 1600

22IL500TR-P | 5.00 |12.70 2.30 | 1.80 |4.65 | 5.00 @ 30° Y % SWL | 3232P16 A 32 | 82 | 32 | 170 | 40

******************************************************************************************************************** M5x17  |HT22-(JCIM| HM5x8.5 WR20 220
3232P22

22IL600TR-P 6.00 [12.70 2.30 | 1.90 | 4.65 | 5.00 | 30° P ¢

% Recommended grade v Available grade % Recommended grade v Available grade

Indexable milling

>

W

N

w

N

wW

N

=

o

N

o
Indexable milling

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill

A181



HIHUAREAL

Turning e y

Internal threading tools Selection of shim and helix angle

The helix angle is dependent on and related to the diameter and pitch of the thread. During thread turning, due to the
influence of the helix Angle, it will cause the change of the cutting position of base surface, so that the rake angle and
clerance shows different cutting factor. The larger the helix angle, the effect musch more obvious. Therefore, the
influence of helix angle must be considered for better machining outcome.

{-1) (-1)
= =
.E E
= =
s s
[} [}
S S
(&) (&)
8 8
5 z
£ = arctan 57— £
8 © ATl 8
= . =
£ e=Helixangle ) £
s P P= pitch s
(=T
§ d.=diameter of thread §
= Dimension (mm) Accessories T =
8o : : e £ il lA—O" The mostcommon angle of inclinationis 1 )
el A w__ A— .
= Insert screw Shim Shim screw |  Wrench atching inse \ \ \ \ \ \@“ Clearance calculation E
(<l Type Inventoty e Clearance calculation formula e
() DCON| LF B |[DMIN WF H LH -""'{}"} "'-:;’ e &
- A S =]
2 A9 | B 2
bo ¥ =i i o
E- Ar=inclnation angle B= arctan (tan@ x tana) E
S 0016K11 A 16 125 16 | 12 | 10 | 15 |20.9 S
————————————————————————————————————————————————————————————————— M2.5x 6.5 WRO7 oo
= 0016M11 | A 16 | 150 155 16 105 15 |25.9 = - WO 20=thread toothangle o0
C [ e S e e S N B B T E e [ N e R AL £
2 0016M16 | A 16 150 /155 20 | 12 | 15 | 27 | M35x8 m&& \ @ﬁ a=Rake angle of tool. External thread 10°, Internalthread 15° S
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” N ] w
£ 0020M16 | A 20 [ 150 19 | 25 | 14 | 18 |28.7 - =
I N et R B e el el It B Rt =
0020Q16 A 20 |180| 19 | 25 | 14 | 18 | 34
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, WR15 1600J . . .
The following table is used for specific values
SWR | 0025M16 A 25 (150 | 24 | 32 | 17 | 23 | 28.8| M35x12 |HT16-[J0M HM4x8 g P
| 0032R16 | . A | 82 200 31 | 40 | 22 | 30 309 He!lx ang.le < clea.rance angle of tools.. Better thread tooth
5 0032816 | A | 32 250 31| 40 | 22 | 30 309 SW(';Fh lSh'"_" the ‘l"ffef'ehrft be;_wee” helix angle angle20 internal  external 2
T 0020Q22 | A | 20 180 215 25 15 18 | 35 | M5x10 - - andinclnationangle of shim adjust to 0°- 2%, thread thread =
< 0025R22 | A | 25 (200 24 8 | 19|23 |89 .l WR2O 22010) 60 58° 8.79° %
[ 1 N s e e e e ) E e B et x — x . oo _
ks 0032822 A 32 (250 31| 40 | 22 | 30 364 Spl: P=1.5. d2=24mm 55° 5.24° 7.94° 3
= 0016K11 A 16 125 16 | 12 | 10 | 15 | 20.9 Helixanglel.14°- (2°~0°) =inclnation angle ( 30° 570 41° £
s R e e et Eebd I it REEE e M2.5 x 6.5 WR07 1100 5 3 . : : —
-TE' 0016M11 A 16 | 150 155| 16 |10.5| 15 259 | | _ R R -0.86°~1.14°) applystandard 1° shim, TE'
'g 0016M16 A 16 | 150 |15.5| 20 12 15 27 M3.5x 8 'g
L 1 e e s Q
P 0020M16 A 20 (150 19 | 25 | 14 | 18 287 s i i S
s | EERMIb 2 ey [P e | TR TS | LS e .. . election of shim T
g 0020Q16 A 50 1801 18 1 25 | 124 198 | 34 s - Specification table of shim ',%
o SWL | 0025M16 | A | 25 (150 24 | 82 | 17 | 23 288 \as5x12 HT16-000M  HW4x8 pitch  insertsize Inc::;t;on Shim / ; Thread/inch) <
& 0032R16 | A 32 | 200 31 | 40 | 22 | 30 |30.9 - 8 /' 3
”””””””””””””””””””””””””””””””””” 0 HT16-00M
0032516 | A 32 | 250 31 | 40 | 22 | 30 | 309 1 HT16-01M ; I3 ;“!/ /
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, - R =
0020Q22 A 20 | 180|215 25 | 15 | 18 | 35 M5 x 10 = - 0.5-3.0 16 2 HT16-02M /7 /l N L,
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 7
0025R22 A 25 |200| 24 | 32 | 19 | 23 | 39 WR20 2200 - 6 / g
= | e LT T T M5x17 |HT22-C1CIM|  HM4 % 8 3 HT16-03M [/ / - i =
s 0032522 A 32 250 31 | 40 | 22 | 30 | 36.4 5 / / _ > —5 =
5 0 HT22-00M [I]1 1/ g P o
o
-E % Recommended grade <% Available grade 3.5-6.0 2 1 HT22-01M 4 I/ / - 6 .;
S o 2 HT22-02M /// / 7 S
2 3 HT22-03M s/ P —a 2
= Note: The standard of shim is 1°for threading tool 2 / P 9 - =
5 (MT16-01M 3 MT22-01M ) [/ ,,/' Nt - 1; E
= Y/ A - 24 =1
& N /avd 32 s
%] (%)
7
=] =]
= : =
3 Workpiece 50 100 150 200 mm &
diameter 2 4 6 8 inch
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Turning e y

o (] [ °
Cutting speed recommendations for threading Feed rate recommendation table

g o
= . . =
=1 g A =1
= . . Application scope of ISO Metric 60° external thread 2
© Workpiece materials Huareal turning grade i
g (HR5225) f hini g
© Hardness of Tensile Cutting speed Vc (m/min) Pitch TOtZI Cl{:]tmg Steps of machining ]
£ ISO Classification of materials Brinell (HB) strength (mm) ep 1 2 3 4 5 6 7 8 9 10 11 12 13 14 2
s (N/mm?) HR5125 HR5225 0.50 0.31 0.10 | 0.08 | 0.07 | 0.06 2
=3 o
g €<0.25% Annealing 125 428 160-180 168-185 0.75 0.46 0.16 | 0.14 | 0.10 | 0.06 5
'=§ 0.25<C<0.55% g 190 639 150-160 155 165 1.00 0.61 0.18 | 0.15 | 0.12 | 0.10 | 0.06 E
R Unalloyed - - 1.25 0.77 0.19 | 0.17 | 0.14 | 0.11 | 0.10 | 0.06 5
§° steel OEEisy | BT A S 210 708 145-155 155-165 1.50 0.92 0.22 | 0.21 | 0.17 | 0.14 | 0.12 | 0.06 gn
5 C>0.55% Annealing 190 639 135-150 140-155 1.75 1.07 0.22 | 0.21 | 0.16 | 0.13 | 0.11 | 0.09 | 0.09 | 0.06 5
oo C>0.55% Quenching and tempering 300 1013 120-140 125-140 2.00 1.23 0.24 | 0.23 | 0.17 | 0.16 | 0.14 | 0.12 | 0.11 | 0.06 ep
H e 175 501 120-140 130-145 2.50 1.53 0.26 | 0.23 | 0.19 | 0.17 | 0.15 | 0.13 | 0.12 | 0.11 | 0.11 | 0.06 S
S - - 3.00 1.84 0.27 | 0.25 | 0.20 | 0.18 | 0.16 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.10 | 0.06 e
= Low-alloyed e EE I 300 1013 90-110 95-115 3.50 2.15 0.33 | 0.30 | 0.24 | 0.21 | 0.18 | 0.17 | 0.15 | 0.14 | 0.14 | 0.12 | 0.11 | 0.06 °
an steel Quenching and tempering 380 1282 80-100 85-100 4.00 2.45 0.34 | 0.31 | 0.24 | 022 | 0.19 | 0.17 | 0.16 | 0.14 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.06 &
£ Quenching and tempering 430 430 70-95 80-95 4.50 2.76 038 | 034 | 028 | 0.24 | 0.22 | 0.20 | 0.18 | 0.16 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 =
s S
(== a

Annealing 200 675 90-120 93125 5.00 3.07 042 | 0.38 | 0.32 | 027 | 0.24 | 0.22 | 0.20 | 0.18 | 0.18 | 0.17 | 0.16 | 0.15 | 0.12 | 0.06
8o High-alloyed 5.50 3.35 043 | 040 | 0.38 | 0.36 | 0.32 | 0.28 | 0.24 | 0.20 | 0.16 | 0.16 | 0.15 | 0.14 | 0.12 | 0.06 eo
° steel N 300 1013 80-100 85-110 6.00 3.82 0.44 | 0.42 | 0.40 | 0.38 | 0.34 | 0.30 | 0.30 | 0.28 | 0.25 | 0.18 | 0.17 | 0.16 | 0.12 | 0.06 S
g Austenite 180 675 120-140 120-140 o
= Stainless steel <
= =

Martensite/ferrite 200 778 140-180 145-180
. o
Malleable Ferrite 200 400 120-145 130-145 ISO Metric 60° internal thread
cast iron Pearlite 260 700 80-115 85-120

g Low tensile strength 180 200 115-150 110-160 Pitch Total cutting Steps of machining &0
= Grey cast iron (mm) depth =
€ High tensile strength/austenite 245 350 90-115 90-125 P 1 2 3 4 5 6 7 8 9 10 11 12 13 14 E
L o
2 Ferrite 155 400 110-130 110-140 0.50 0.29 0.09 | 0.07 | 0.07 | 0.06 -
2 Nodular iron 0.75 0.43 0.15 | 0.13 | 0.09 | 0.06 &)
© FeEilE 265 700 90-115 95-120 1.00 0.58 0.17 | 0.15 | 0.11 | 0.09 | 0.06 3
S . . . : . . ; S
= ‘lNr°L.‘ght Non-aging 60 — 1000-1400 1100-1500 1.25 0.72 0.18 | 0.16 | 0.12 | 0.11 | 0.09 | 0.06 -
= aluminum =
T N alloy Aged 100 340 500-600 550-650 1.50 0.87 0.21 | 0.20 | 0.16 | 0.13 | 0.11 | 0.06 =
g Foundry e 75 260 450-500 250.550 1.75 1.01 0.21 | 0.20 | 0.15 | 0.12 | 0.10 | 0.09 | 0.08 | 0.06 g
g aluminum 2.00 1.15 0.24 | 0.22 | 0.18 | 0.14 | 0.12 | 0.10 | 0.09 | 0.06 o
2 alloy A %0 310 300-400 320-450 2.50 1.44 025 | 0.24 | 0.21 | 0.15 | 0.13 | 0.12 | 0.10 | 0.00 | 0.09 | 0.06 2
§ . Annealing 200 680 35-50 35-55 3.00 1.73 026 | 025 | 0.22 | 0.17 | 0.14 | 0.13 | 0.12 | 0.11 | 0.10 | 0.09 | 0.08 | 0.06 S
2 Nickelbased Aged 280 940 9535 25-40 3.50 2.02 032 | 0.30 | 0.23 | 0.19 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.11 | 0.10 | 0.06 T
= °
n Nickel-based Arieelng 250 340 2030 2735 4.00 2.31 033 | 031 | 024 | 022 | 0.18 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.10 | 0.10 | 0.06 a

S alloy ) 4.50 2.60 0.36 | 0.33 | 0.28 | 0.24 | 0.21 | 0.19 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.06

Nickel-based or cobalt-based Aged 350 1180 10-25 10-30 5.00 2.89 041 | 038 | 032 | 0.27 | 0.24 | 0.21 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06

Casting 320 1080 10-20 10-25 5.50 3.15 0.42 | 0.35 | 0.3 | 0.28 | 0.26 | 0.24 | 0.22 | 0.2 | 0.2 | 0.2 | 0.16 | 0.14 | 0.12 | 0.06
= Titanium alloy 1262 300 1010 20-25 20-30 6.00 3.54 043 | 038 | 0.35 | 0.32 | 0.3 | 0.28 | 0.28 | 0.26 | 022 | 0.2 | 0.18 | 0.16 | 0.12 | 0.06 =
= S
2 Quenching and tempering 50HRC 60-70 60-75 2
'§ H Hardened steel Quenching and tempering 55HRC 40-50 45-55 _;
2 )
& Quenching and tempering 60HRC 30-40 30-48 &
= =
= S
<z o
S e
= S
= S
S S
z z
3 5
& @

A185
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Turning e y

Feed rate recommendation table Feed rate recommendation table

g -
£ . ‘=
E Whitworth external thread UN external thread E
5 T
= 2
S Pitch (number [Total cutting Steps of machining Pitch (number |Total cutting Steps of machining &
g of teeth/inch) depth 1 2 3 4 5 6 7 8 9 10 11 12 13 14 of teeth/inch) depth 1 2 3 4 5 6 7 8 9 10 11 12 13 14 @
°§’_ 28 0.58 0.17 | 0.14 | 0.11 | 0.10 | 0.06 28 0.58 0.17 | 0.14 | 0.11 | 0.10 | 0.06 g
£ 26 0.63 0.18 | 0.15 | 0.13 | 0.11 | 0.06 26 0.63 0.18 | 0.15 | 0.13 | 0.11 | 0.06 g—
= 20 0.81 0.20 | 0.18 | 0.14 | 0.12 | 0.11 | 0.06 20 0.81 0.20 | 0.18 | 0.14 | 0.12 | 0.11 | 0.06 &
5 19 0.86 0.21 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 19 0.86 0.21 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 £
§° 18 0.90 0.25 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 18 0.90 0.25 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 "§=
S 16 1.02 0.21 | 0.18 | 0.15 | 0.13 | 0.11 | 0.09 | 0.09 | 0.06 16 1.02 0.21 | 0.18 | 0.15 | 0.13 | 0.11 | 0.09 | 0.09 | 0.06 5
&0 14 1.16 0.23 | 0.21 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06 14 1.16 0.23 | 0.21 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06 —
H 12 1.36 0.27 | 0.25 | 0.20 | 0.16 | 0.15 | 0.14 | 0.13 | 0.06 12 1.36 0.27 | 0.25 | 0.20 | 0.16 | 0.15 | 0.14 | 0.13 | 0.06 £
e 11 1.48 0.27 | 0.24 | 0.20 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 11 1.48 0.27 | 0.24 | 0.20 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 8
= 10 1.63 027 | 025 | 0.20 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.06 10 1.63 0.27 | 025 | 0.20 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.06 -
= 9 1.81 0.28 | 0.26 | 0.21 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 9 1.81 0.28 | 0.26 | 0.21 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 i
§ 8 2.03 0.30 | 0.27 | 0.22 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 8 2.03 0.30 | 027 | 022 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 £
o 7 2.32 0.34 | 0.32 | 0.26 | 0.22 | 0.20 | 0.18 | 0.17 | 0.16 | 0.15 | 0.14 | 0.12 | 0.06 7 2.32 0.34 | 0.32 | 0.26 | 0.22 | 0.20 | 0.18 | 0.17 | 0.16 | 0.15 | 0.14 | 0.12 | 0.06 &
b 6 2.71 0.35 | 0.33 | 0.27 | 0.23 | 0.21 | 0.20 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 6 2.71 0.35 | 0.33 | 0.27 | 0.23 | 0.21 | 0.20 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 &
° 5 3.25 0.42 | 0.40 | 0.35 | 0.29 | 0.26 | 0.24 | 0.22 | 0.20 | 0.19 | 0.18 | 0.17 | 0.15 | 0.12 | 0.06 5 3.25 0.42 | 0.40 | 0.35 | 029 | 0.26 | 0.24 | 0.22 | 0.20 | 0.19 | 0.18 | 0.17 | 0.15 | 0.12 | 0.06 5
g ]
E £

Whitworth internal thread UN internal thread

& Pitch (number [Total cutting Steps of machining Pitch (number |Total cutting Steps of machining oo
= of teeth/inch) depth 1 > 3 2 5 s = 8 9 10 1 12 13 aa of teeth/inch) depth 1 2 3 4 5 6 7 8 9 10 11 12 13 14 E
2 28 0.58 0.17 | 0.14 | 0.11 | 0.10 | 0.06 28 0.58 0.17 | 0.14 | 0.11 | 0.10 | 0.06 )
g 26 0.63 0.18 | 0.15 | 0.13 | 0.11 | 0.06 26 0.63 0.18 | 0.15 | 0.13 | 0.11 | 0.06 §
g 20 0.81 0.20 | 0.18 | 0.14 | 0.12 | 0.11 | 0.06 20 0.81 0.20 | 0.18 | 0.14 | 0.12 | 0.11 | 0.06 s
—_ (=]

19 0.86 0.21 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 19 0.86 0.21 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 =
T 18 0.90 0.25 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 18 0.90 0.25 | 0.19 | 0.15 | 0.13 | 0.12 | 0.06 ?_E-'
o 16 1.02 0.21 | 0.18 | 0.15 | 0.13 | 0.11 | 0.09 | 0.09 | 0.06 16 1.02 0.21 | 0.18 | 0.15 | 0.13 | 0.11 | 0.09 | 0.09 | 0.06 o
g 14 1.16 0.23 | 0.21 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06 14 1.16 0.23 | 0.21 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06 §
2 12 1.36 0.27 | 0.25 | 0.20 | 0.16 | 0.15 | 0.14 | 0.13 | 0.06 12 1.36 0.27 | 0.25 | 0.20 | 0.16 | 0.15 | 0.14 | 0.13 | 0.06 2
F
S 11 1.48 0.27 | 0.24 | 0.20 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 11 1.48 0.27 | 0.24 | 0.20 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 g
-% 10 1.63 0.27 | 0.25 | 0.20 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.06 10 1.63 0.27 | 0.25 | 0.20 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.06 o
0 9 1.81 0.28 | 0.26 | 0.21 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 9 1.81 0.28 | 0.26 | 0.21 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 &

8 2.03 0.30 | 0.27 | 0.22 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06 8 2.03 0.30 | 0.27 | 0.22 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.06

7 2.32 0.34 | 0.32 | 0.26 | 0.22 | 0.20 | 0.18 | 0.17 | 0.16 | 0.15 | 0.14 | 0.12 | 0.06 7 2.32 0.34 | 0.32 | 0.26 | 0.22 | 0.20 | 0.18 | 0.17 | 0.16 | 0.15 | 0.14 | 0.12 | 0.06

6 2.71 0.35 | 0.33 | 0.27 | 0.23 | 0.21 | 0.20 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06 6 2.71 0.35 | 0.33 | 0.27 | 0.23 | 0.21 | 0.20 | 0.19 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06
= 5 3.25 0.42 | 0.40 | 0.35 | 0.29 | 0.26 | 0.24 | 0.22 | 0.20 | 0.19 | 0.18 | 0.17 | 0.15 | 0.12 | 0.06 5 3.25 0.42 | 0.40 | 0.35 | 0.29 | 0.26 | 0.24 | 0.22 | 0.20 | 0.19 | 0.18 | 0.17 | 0.15 | 0.12 | 0.06 _
s x
< o
2 °
= <=
5 =
(=]
5 2
< n
z =
P ©
S S
2 3
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Feed rate recommendation table

BSPT - external thread

Feed rate recommendation table

ISO 30°trapezoidal- external thread

HIHUAREAL

Pitch Total cutting Steps of machining

(mm) depth 1 2 3 4 5 6 7 8 9 10 | 11 12 | 13 14

1.5 0.91 0.23 | 0.21 | 0.17 | 0.13 | 0.11 | 0.06

2 1.26 0.29 | 0.25 | 0.22 | 0.18 | 0.14 | 0.12 | 0.06

3 1.77 0.32 | 0.31 | 0.25 | 0.20 | 0.18 | 0.17 | 0.15 | 0.13 | 0.06

4 2.26 0.33 | 0.32 | 0.25 | 0.22 | 0.21 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06

5 2.75 0.35 | 0.32 | 0.26 | 0.24 | 0.22 | 0.21 | 0.19 | 0.19 | 0.17 | 0.156 | 0.14 | 0.13 | 0.12 | 0.06

6 3.52 0.37 | 0.35 | 0.34 | 0.33 | 0.32 | 0.31 | 027 | 0.26 | 0.25 | 0.24 | 0.16 | 0.14 | 0.12 | 0.06
ISO 30°trapezoidal-internal thread

Pitch Total cutting Steps of machining

(mm) depth 1 2 3 4 5 6 7 8 9 10 11 12 13 14

1.5 0.90 0.23 | 0.20 | 0.17 | 0.13 | 0.11 | 0.06

2 1.25 029 | 0.25 | 0.21 | 0.18 | 0.14 | 0.12 | 0.06

3 1.75 0.32 | 0.30 | 0.24 | 0.20 | 0.18 | 0.17 | 0.15 | 0.13 | 0.06

4 2.26 0.33 | 0.32 | 0.25 | 0.22 | 0.21 | 0.17 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06

5 2.75 0.35 | 0.32 | 0.26 | 0.24 | 0.22 | 0.21 | 0.19 | 0.19 | 0.17 | 0.15 | 0.14 | 0.13 | 0.12 | 0.06

6 3.52 0.37 | 0.35 | 0.34 | 0.33 | 0.32 | 0.31 | 0.27 | 0.26 | 0.25 | 0.24 | 0.16 | 0.14 | 0.12 | 0.06

Pitch (number [Total cutting Steps of machining
of teeth/inch) depth 1 2 3 4 5 7 8 10 11 12 13 14
28 0.58 0.17 | 0.14 | 0.11 | 0.10 | 0.06
19 0.86 0.22 | 0.19 | 0.15 | 0.12 | 0.12 | 0.06
14 1.16 024 | 020 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06
11 1.48 025 | 023 | 0.21 | 0.18 | 0.16 | 0.14 | 0.13 | 0.12 | 0.06
BSPT - internal thread
Pitch (number Total cutting Steps of machining
of teeth/inch) | depth 1 2 3 4 5 7 8 10 | 11 12 | 13 14
19 0.86 0.22 | 0.19 | 0.15 | 0.12 | 0.12 | 0.06
14 1.16 024 | 020 | 0.17 | 0.14 | 0.12 | 0.12 | 0.11 | 0.06
11 1.48 0.25 | 0.23 | 0.21 | 0.18 | 0.16 | 0.14 | 0.13 | 0.12 | 0.06
NPT - external thread
Pitch (number [Total cutting Steps of machining
of teeth/inch) depth 1 2 3 4 5 6 7 8 9 10 | 11 12 | 13 | 14 | 15
27 0.66 0.15 | 0.13 | 0.12 | 0.11 | 0.09 | 0.06
18 1.01 0.20 | 0.16 | 0.14 | 0.13 | 0.12 | 0.11 | 0.09 | 0.06
14 1.33 0.23 | 0.19 | 0.16 | 0.14 | 0.13 | 0.12 | 0.11 | 0.10 | 0.09 | 0.06
1.5 1.64 0.24 | 0.19 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.11 | 0.10 | 0.09 | 0.06
8 2.42 0.33 | 0.28 | 0.23 | 0.20 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.11 | 0.10 | 0.06
NPT - internal thread
Pitch (number [Total cutting Steps of machining
of teeth/inch) depth 1 2 3 4 5 6 7 8 9 10 | 11 12 | 13 | 14 | 15
27 0.66 0.15 | 0.13 | 0.12 | 0.11 | 0.09 | 0.06
18 1.01 0.20 | 0.16 | 0.14 | 0.13 | 0.12 | 0.11 | 0.09 | 0.06
14 1.33 0.23 | 0.19 | 0.16 | 0.14 | 0.13 | 0.12 | 0.11 | 0.10 | 0.09 | 0.06
11.5 1.64 0.24 | 0.19 | 0.17 | 0.15 | 0.15 | 0.13 | 0.13 | 0.12 | 0.11 | 0.10 | 0.09 | 0.06
8 2.42 0.33 | 0.28 | 0.23 | 0.20 | 0.18 | 0.16 | 0.15 | 0.14 | 0.13 | 0.12 | 0.12 | 0.11 | 0.11 | 0.10 | 0.06
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Tu n i ngﬁ‘hreading

Features of thread turning insert

@ Precision molded and sophistication grinded inserts are available.

@ Strict size control ensures a smaller range of size fluctuations from insert to insert and aconsistent quality.

@ The unique edge with small arc corners can realize more specialized and rationalized machining.

@ The inserts are equipped with chipbreakers to improve chip handling capability during machining and provide
excellent machining stability.

@ HR5225 and HR5125 dedicated for thread turning can ensure that the insert can effectively resist plastic
deformation and wear during threading.

Machining type of thread tools

1. Extemal threading with dextral thread | 2. External threading with sinistral thread

—
I i)

—>

3. Intemal threading with dextral thread | 4. Intemal threading with sinistral thread

Threading (crosscutting) method

HIHUAREAL

i Features
Graph Machining :
method Advantage Disadvantage
o Easiest to use (standard procedure | ® Itis difficult to dispose chips.
for threading) ® Vibrations tend to occur in the second
o High versatility half of machining (due to increased
Radial (easy to change conditions such as cutting edge contact length).

crosscutting
(vertical feeding)

cutting depth)
o Average wear on the rear insert face
of the left and right cutting edges

e |tis not suitable for large pitch
machining.

® There is a heavy load for the Corner
radius (R) (because chips from both
left and right sides will gather at the
top)

® Relatively easy to use (standard
procedure for threading)
® The cutting forces can be reduced.

® The right rear insert face is badly
worn (because the cutting depth
on the right side is always zero).

T?:zgi’;'lde e |t is especially suitable for large pitch o |t is difficult to change the cutting
(One—wg or materials prone to squeezing and depth (NC program is required).
feedin )y cracking
& e |ts chip handling performance is
excellent. (Because it can control chip
discharge direction).
o |ts rear insert face wear can be o It is difficult to program the

Modified effectively controlled. machining (some machines can

crosscutting
of tooth side

® The cutting forces can be reduced.
o |t is especially suitable for large pitch
or materials prone to squeezing and

use standard methods directly)
o |t is difficult to change the cutting
depth (NC program is required).

(n(:zz_iz:l:g cracking
feeding) @ |ts chip handling performance is
excellent (because it can control
chip discharge direction).
® Average wear on the rear insert face of | eIt is difficult to program the
) the left and right cutting edges (Due machining (some machines can use
Alternatl.ng to the staggered use of cutting edge) standard methods directly)
crosscutting ® The cutting forces can be reduced. o |t is difficult to ch;nge the cutting
(Staggered e |t is especially suitable for large pitch depth (N~C program Is r.equwed)‘ -
feeding) ot is difficult to dispose chips

or materials prone to squeezing and
cracking

(because they are discharged from
both sides and may get tangled
sometimes.)
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Cutting depth of threading

1171¢=- s 114 Parting and grooving Turing of small components General turnin
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Machining
method

Features

Advantage

Disadvantage

Fixed cutting area

® Easy to use (standard procedure for
threading)

e |t has good vibration resistance (to keep
cutting force stable).

o The last chip is resistant to breaking (because
the chip thickness becomes very thin).

® The calculation of cutting depth when the
number of machining steps is changed is
slightly complicated.

Fixed cutting depth

@ |t can reduce the load in the first half of the
corner radius R.

o |t is easy to adjust the performance of chip
handling (chip thickness can be set at will).

® The calculation of cutting depth when the
number of machining steps is changed is easy.

® |t maintains good chip handling performance
through whole machining.

e Vibrations tend to occur in the second half
of machining (cutting force rises)

® Sometimes it is necessary to change the NC
(it is more common for fixed areas).

Wiper edge

Without wiper edge

With wiper edge

With semi-wiper edge (trapezoidal
thread only)

e One insert can machine different pitches.

® The corner radius R is less than that of a wiper
edge insert, resulting in a short tool service life.

o Additional finishing is required.

e No burrs will appear on the thread teeth.
o Different inserts are required for different
pitches and shapes.

® No burrs will appear on the thread teeth.

o Different inserts are required for different
pitches and shapes.

o Additional finishing is required.

——
Feed direction

—~—
Feed direction

———
Feed direction




Millin g ﬁndexable milling

Overview of indexable milling inserts

= CVD coating PVD coating Carbide | Cermet
£ Type |Material ISO 1SO
2 HR6130 | HR8140 | HR5110 | HR5210 | HR5120 | HR5220 | HR5130 | HR530 | HR7130 | HR7140 | HR7240 | HRK10 | HRC10
<
L.
T PO1 PO1 I1:
S Indexable milling
& - P05 o P05
b7 o
g Z P10 o % 210
P1 P 15 . S
s = ° ﬁ g =} Code key of indexable milling inserts
E < | P20 ° o Q P20
= 3 | pos 5 + T [pos Code key of indexable milling tools
s % g 8 8
< g | P30 b = o P30 Indexable milling inserts overview
S 9 g EE 8 = S
oo - ] q
£ o | P35 2 foe Q I P35 . . -
S = b o i T Overview of indexable milling tools
S | P40 S P40
E P45 T P45 Overview of indexable milling inserts
>
S P50 P50 Details of indexable milling tools
= Mo05 MO05
& Face milling tool series
EJ M10 o 3 M10 g
g _ | Mi5 é * ° M15 Square shoulder milling tool series
[ I «
(] Q 3]
o @ M20 S c M20 Profile milling tool series
a0 M| 8 w2 b o M25
om— = (<2l H HIH H
5 E oo T & _ - TEG High feed milling tool series
o a S . - .
= M35 * 2 S M35 Helical end milling cutter series
= T S b5 g
S M40 S
M40 'DIE Heavy milling inserts
M45 M45
KO1 K01
B0 K05 K05
=
%-. K10 o K10
o
® K15 o ﬁ K15
€ s | K20 B o K20
x = T N
& 2 S q q q
e ‘3 g KB g S & K25 Solid carbide end mills
= © K30| @ o K30
— = < 3
z K35 b K35
T . .
T K40 K40 Selection guidance of solid carbide end mills
(]
K45 K45 . . .
ﬁ Code key of solid carbide end mills
8 K50 K50
S % | Nof NO1 Overview of solid carbide end mills
T =
75 g | NO5 N Details and parameters recommendation
) 5 P
2 | N10o N10 ; ) ;
€ < Of solid carbide end mills
3 |Ni5 g N15
ac q a q
g N20 N20 Series M - Micro end mills B-88
c
= g | N25 N25 Series B - basic end mills B-100
i35 < | N30 N30 ; ; ;
§ % S01 S01 Series P - high performance end mills B-146
£ = S05 S05 Series X - special end mills B-188
S &3 s10 s10 . ) ) )
v o= Non-standard customization of solid carbide end mills ~ B-196
_ ?c | S15 S 815
= €5 (=] &
S &2 S20 g 5 S20
()] " @© ~
] B2 o
=2 B S25 T S25
8 5 $30 $30
% T | Ss40 S40
w
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M i ll.i n g ﬁndexable milling

Code key of indexable milling inserts

C

FM

1

45

L

o @ 6

@® Tool type
C Disc-type tools
S Rod-type tools
@ Usage

FM Face milling
™ Groove milling
SM Squar:f"sul:]c;ulder
PM Profile milling
CM Chamfer milling
EM High feed
HM | Helical end milling

@

®

063

A

®

@

HIHUAREAL

22| 1

10

0

S/|N
® ®

®Sizes of tool installation parts

16 @ 16mm
22 @ 22mm
27 @ 27mm
32 @ 32mm
40 @ 40mm
60 @ 60mm

®Type ©® Outside diameter @ Interface type
1 Typel A A-type interface
016 g 16mm
2 Type2 B B-type interface
020 g 20mm
c C-type interface
025
@ 25mm D D-type interface
@ Entering angle
032 @ 32mm G i
45 45° Straight shank
60 60° 040 @ 40mm X Flat shank
75 75° BT BT taper shank
050 @ 50mm
90 %0 JT JT taper shank
00 Exception 063 @ 63mm
MT  |Morse taper shank
080
© 80mm XPX | Compound shank
® Cutting direction
100 @100mm HSK | Short taper shank
R Default
L Left 125 @ 125mm

Structure of toolinstallation part (Sleeve structure)

922,27 2927,32,40
20 V “_&_'_
33| 22 \
37, ! ‘
} & \ 50
63 ’ 63
A-type k B-type ] 70
finterface " bhiss interface !
18,20 - '
350,63,80 ©38,45,56 '
! ' 2100,125,160
I -
$200-9250 sleeve face milling tools specified in GB5342-96 $100-¢160 sleeve face milling tools specified in GB5342-96
L 101.6 177.8
|— 260 101.6
T ; | 260
| | | o A D
| | , 63 U .
C-type i : ¢ 70| | D-type T T | |
linterface] 218 ! interface 1222]| 1218 I
226, AN 234 | | 226 '
200,250 ~ S 9315 —

$200-9250 sleeve face milling tools specified in GB5342-96

Sleeve face milling tools with $315 and above specified in

GB5342-96

See the technical data of the tool system section for the connection of flat shank, straight and taper shank.

® Unit @Number of tooth ()Length type
Inch | 02 Two teeth Cutterhead style] ~ Omit
Metric Default 03 Three teeth Shank style Omit
04 Four teeth S Short
L Long
XL Lengthened
@Insert shape Blnsert clearance angle @4Cutting edge length
A A 3 09 9mm
H O B 5° 10 10mm
L ] c 7 12 12mm
0 O D 15° 15 15mm
R O E 20° 19 19mm
s ] F 25° Others
T /\ G 30°
w N 0°
Others P 11°
o] Others

Threading Parting and grooving Turing of small components General turning
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Code key of indexable milling inserts

A

P
®

M
®

@) | -]

HIHUAREAL

16

05

PD

R

FM

Threading Parting and grooving Turing of small components General turning
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Solid carbide end mill

Short hole drill

Solid carbide drill

H
w

@ Shape code 3 Tolerance (mm)
S S AN ;
A B Cc r
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, »D S
a Corner Inscribed | Thickness| ¢ M-class tolerance requirements (distinguished by shape
@ @) aSS  height (m) | circle (¢D) (S) and inscribed circle size)
b E H + Corner height (m) tolerance
A +0.005 +0.025 +0.025 |Inscribed| Regular 80° 55° 35° ]
”””””””””””””””” -~~~ | Circle | triangle SEE Rhombus Rhombus Rhombus CireUlar
5 o F +0.005 +0.013 +0.025 | 6.35 | +0.08 | +0.08 | +0.08 0.1 | +0.16 -
55 B O E Rl IRt B e EEEE RS
C | 0013 $0.025 | 0025 | 9525 | #0.08 +0.08 | £0.08 | +0.11 | 20.16 | - |
| o I M 127 | 013 013 013 | 015 | — | - |
| H | #0018 | H0013 | 0025 1 15.875 #0.15 | $0.15 | 20.15 | +0.18 | - | - -
O Q O E +0.025 +0.025 +0.025 | 19.05 | £0.15 | #0.15 | +0.15 | #0.18 | — | - -]
0 P R G | #0025 10025 | 043 | 284 o [ #0A8] - | - ] -
”””””””””””””””””””” -4~~~ -----------|  elnscribed circle (¢D) tolerance
J +0.005 +0.05-+0.13| +0.025 -
R R S R Inscribed $§gul?r square |, 80° 55° 35° | Gircular
. K +0.013 +0.05-4013  +0.025 circle | triangle Rhombus Rhombus Rhombus
s T T P oo 6.35 | #0.05 | #0.05 | #0.05 | £0.05 | 2005 | — |
777777777777777777777777777777 L #0025 120.05-2013) 20025 | 9525 | +0.05 005 | +0.05  #0.05  0.05 +0.05
M | +0.08-+0.18 | +0.05-+0.13 +0.13 12.7 | +0.08 | +0.08 | +0.08 | +0.08 --- +0.08
B O RPN 15.875| +0.10 | +0.10 | +0.10 | +0.10 -- +0.10
<Js> 80° Others N #0.08:#0.18 |$0.05-£0.13| #0.025 -~ -~ -~ Z- D T LTI T L B
‘ e 19.05 | +0.10 | #0.10 | £0.10 | £0.10 - +0.10
v w z U 013038 |£0.08-+025 013 | 254 | = | $013 -~ | - | — | %013 |
(2 Cutting edge clearance angle major @ Chipbreaker and clamping form
Code | Clearance angle  Code = Clearance angle Code Hole Chipbreaker Sectionalview Code Hole Chipbreaker  Sectional view
> 65°
B % N/A N | NA N/A E
, o . pm || 7 W = B IS et
>65
“73° 5° H . . R . .
Y Single-sided N/A | Single-sided
”””””””””””” Ses | 1T e
c F b \F C v N/A NA Doublesided KL 3
l—7° - 2 [ e e e ; 6’5?,”””” ”””””””””””””
************************************ J Y Double-sided A Y N/A D:D
T e e
E \F F w Y N/A M Y | Single-sided G:D
20° =257
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, <6 |
T Y | Single-sided % G Y | Double-sided @
: M I e e e
/Sou Oo
Q| vy N/A A - Exception
”””””””””””” % 6;5?’”””””””””””””””””
P 0 Others u Y  |Double-sided
—11°

[
(® Cutting edge length ® Insert thickness
Insert shape b | —
Inscribed circle i l‘r
diameter (mm) E( g 9 E év g 9. g =
c D R s T v W K Code Thickness(mm)
32.00 2 1 T 11 2 1270
s R 0o nan
S N TN 0 A N N ] S e o
o250 | . 2 I - A A A SR IR B Sty e Zoa T
o000 20 L Te T[T 675 777
o 1905 LI I 19 19 33 06 6327777
B SN ol s s
o 15875 | LI L T T 2 A A A B R s 556
I Y L - A - - AL Ot B I . 496
BN S R IR I L2 A I SR I A B Y o4 476
_o1eeo o LL2 A A IS E nu! B IR R 397
o 9525 o mo 0 | 19 | 16 | 16 | 06 | 16 03 3.18
800 o8 b T 258
o635 6 o7 | no L A A B A 2 238
o600 O A A R A & R A T S
B L N R R R o oo 159
o850 O A A N S N . oo 099
397 06 00 0.79
@ Wiper edge Cutting edge form (® Cutting direction
Code Direction
N, R Right
Oa | &l —AI o el
F L Left
A 4 A3 0-5° | 0-010 fohodt N Two-way
D] &0 | B | 5 7 1-10°  1-0.15
E 75° C & N
S s H e A E o P
F 85° D 15° 2 152 ,012,9
P 90° E  20° T 7 3-20° 3-025 @ -
e T - Chipbreaker code
Z Others F 25° T 4-25° 1 4-030, W
G 10 N A S R
[ R I I 5-30°  5-0.35
-2 =1 = O
R e B et 1-10° | 6-0.4
P 11° > 0600 Q
e Z | Others 1-10° | 7-0.45
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Indexable milling insert overview
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Grade type

Grade

ISO

Color

Coating
type

Coating
Composition

Characteristics

Grade type

Grade

ISO

Color

Coating
type

Coating
Composition

Characteristics

Coated Carbide

HR6130

HR8140

ISOP
ISOK

ISOP

Black&
Yellow

Black&
Yellow

CvD

CvD

TiN+MT-TiCN+Al203

TiN+MT-TiCN+AL203

Suitable for rough and semi-finishing
milling of ISO P and ISO K.

The use of high strength composite
coating, taking into account the
requirements of wear resistance and
strength for milling machining. At the
mean time, the new post-treatment
process effectively improves the
toughness of the insert.

Most apply for heavy milling of ISO P
material

The use of CVD thin coating design,
taking into account the requirements of
wear resistance and strength for milling
machining. At the mean time, with
excellent resistance to high temperature
plastic deformation of the matrix, both
high hardness and stable performance
characteristics.

HR5110

HR5210

HR5120

HR5220

ISOP
ISOH

ISOP
ISOH

ISOP
ISOM
ISOK

ISOP
ISOM
ISOK

Bronze

Rainbow
color

Bronze

Bronze

PVD

PVD

PVD

PVD

TiAIN+CrAIN +TiSiN

AITiIN+TiSiN

TiAIN+CrAIN +TiSiN

AITIN+TiSiN

Suitable for milling of ISO H material (45-
55HRC)

Fine-grain cemented carbide matrix with
a new nano gradient composite
structure coating, the product surface is
smooth, with small friction coefficient,
the nano hardness is high, and the
oxidation resistance is excellent.

Suitable for milling of ISO H materials
(50-65HRC)

The uniformly distributed ultrafine
nanoparticles matrix combined with a
wear-resistant coating, shows
accountable thermal stability and
oxidation resistance, greatly improve the
red hardness of the coating, with the
ability to withstand high cutting
temperatures, and adapt to machining
of high hardness materials.

Suitable for milling of ISO P, M, K
materials, especially for machining of
materials with hardness of 35-50 HRC:

With excellent wear resistance and
toughness and the latest multi-
component nano coating,shows
excellent high temperature hardness.

Suitable for milling of ISO P, M, K
materials, especially for machining of
materials with hardness of 40-45 HRC:

Apply for AlTiN and TiSiN double-layer
coating structure has good strength,
toughness and wear resistance, reduces
the extension of longitudinal cracks, and
effectively improves the chipping
resistance of the coating.

Coated Carbide

HR5130

HR530

HR7130

HR7140

HR7240

ISOP
ISOM
ISOK

ISOP
ISOM

ISOP

ISOM
ISOS

ISOM
ISOS

Gray

Gray

Purple Gray

Gray

Bronze

PVD

PVD

PVD

PVD

PVD

AITiIN

AITiN/AICIN

TiAIN

AICrN

AlCrN

Suitable for milling of ISO P, M,
materials, especially for machining of
materials with hardness below 30 HRC:

The special proportion of the matrix
effectively improves the wear resistance
and toughness and reduces the risk of
breakage. Combined with the latest
nano coatings, the overall performance
is excellent in high feed milling.

Aiming for milling of mild steel and
stainless steel.

The new nano-multilayer composite
coating technology greatly improves
wear resistance. The toughness matrix
with a new coating process, allowing
higher cutting speed and feed, excellent
film-matrix adhesion strength,
effectively reduce the risk of insert
breakge.

Generally used for heavy milling of ISO P
material

Adopting thick PVD coating design, with
good wear resistance and impact
resistance; high temperature resistance,
high hardness and high stability.

Suitabel for milling of stainless
steel,Titannium alloy and high
temperature alloy.

Special microelement matrix, with good
toughness and high temperature
performance.

Suitable for milling of stainless steel,
titanium alloy and high-temp alloy.

The new composition and matrix
structure design, hi%lh temperature
resistance and toughness are taken into
account, and its wear resistance is
further improved.

Cermet

HRC10

ISOP

Bronze

PVD

TIiAISIN

Suitable for finshing and semi-finishing
milling of ISO P material.

With high thermal stability and wear
resistance, excellent thermal shock
resistance, the new high tungsten, high
nitrogen fine particle matrix
supplemented by high tantalum and
niobium content, great high temperature
resistance and collapse resistance
perofrmance.
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Overview of indexable milling tools

H
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oo oo
= S : - - =
= Machinin : Cutting edge : - Insert Machinin g Cutting edge : : Insert =
g form g Series/shape angle Applicable inserts shape Usage and features Page form g Series/shape angle Applicable inserts shape Usage and features Page g
E L
= CFM143 csM188 I
e e
@ O Light and fast in cutting, it is cost- @
@ KAPR43° ODI10605 ﬁz‘:}ge with unilateral octagonal B13.B14 © Supported by grinding level/precision @
g - Oltis sui’table_for face milling P, M, K and - SNGX1005ZNN-GM gr:%lgeii;g\r/tesl, ?ﬁ:iﬂgﬁ;ﬁ%ﬁ%@gve g
§_ other materials. KAPR=88° proceeds stably. B27-B29 §_
O It is suitable for general face milling of
E SNMX100512-GM P, M, K and other materials, being both E
= SSM188 cost-effective and multi-functional. =
£ £
2 CFM145 © Supported by grinding level/precision 2
2 molded level quadrilateral negative 2
£ angle inserts, cutting can be finished in 4=
= a light and fast manner; =
= SNGX1005ANR-GM © Tools with either sparse or dense tooth | B15-B16 =
20 KAPR=45° structure are suitable for different Csm190 o0
S _ working conditions and machining S
=3 SNGX1005ANR-GE efficiency requirements. =3
5 O ltis suitable for face milling P, M, K and 5
= other materials and the first choice of ) . - =
= general machining. © High-precision shoulder milling tool =
series
o) ; . - ) o)
E CFM245 o N AOKTO6CI[] o : I[S' a ?Odshzijul(:!er mllllng_too: with a E
< © Supported by grinding level/precision elical edge design providing low HS
(== SEET13T3-GM molded level quadrilateral 20° SSM190 cutting forces. o
o0 3T3- clearance angle inserts, the cutting B17-B18 KAPR=90° AOKT11010 .ﬁ © The tool is available in diameters ¢11- B30-B34 o0
£ KAPR=45° force is decreased; $80. £
E=] © They are convenient to clamp with O It is suitable for side milling, groove ©
s SEMT13T3AGTN-FM screwing down construction, thus AOKT16] milling, Ramp Milling and other o
£ suitable for light cutting. multifunctional machining of P-, M-, K- £
(= and S-type materials, and itis a (=
KH preferred tool for shoulder milling.
CFM345
O It is equipped with self-developed new
Face structured groove inserts, ensuring
. both high machining efficiency and B19-B20
milling KAPR=45° SZMX1206ANR-GM long service life. Square g
O ltis suitable for machining P, M, K and =
tool other materials and the first choice for :
roughing, shoulder | csm290 5
millin ]
illing E
CFM445 )
tool © Square shoulder milling tool series =
SEEN1203AFTN © With 20° clearance angle cutting with high performance. It is suitable for =
— inserts, the milling tool is for multiple {n{lllhg m|ll<lj steﬁl, r?‘[innless ﬁteel,t _
= N e itanium alloy, high-temp alloy, etc. =
E KAPR=45° SEKR1203AFTN ﬁgg';gsn?g';fnﬁz”nﬂgfh cutingina | 21-822 ) APKTTILID © The tool is avalable in drameters ¢16- E
2 O It'is suitable for face milling of P, M, K KAPR=90 4180; tWIth a90° cutting edge angle B35-B37 g
o d other materials. APKT16 structure. o
© SEMR1203AFTN and other materiats B0 O ltis suitable for shoulder milling, o
-:g SSM290 groove milling, Ramp Milling , face g
= milling and other machining. X
o o
) CFM645 ]
° °
7} 0
O Cost-effective face milling tool series
KAPR=45° HNMX0906ANSN-M O It has double-sided high Strength B23-B24
hexagonal insert with 12 cutting edges. CSM390
T =
© o
é CFM745 §
£ © Cost-effective shoulder milling cutter 1+
o - i illi i ZNMU0403[1[] series. It has 6 edges on both sides. ]
= XNLIC]0705 © Cost-effective face milling tools series B25-B26 ) ~dge £
2 KAPR=45° Ot has double-sided heptagon insert SSM390 KAPR90° © ;rl:‘eectgﬁg rslglopﬁ%tc'gsgs'?:::l?ali'lés aresult, B38_B42 2
= XN[I[J0906 with 14 cutting edges. a ZNMU0806[1[] © There are rod-shaped, sleeve-type - =
5 cutterhead and replaceable tools for 5
o option. P
3= 3=
) °
S P
S KH S
= 3=
° ©
7} 7}

H
(o]
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oo oo
= S : — - =
= Machinin : Cutting edge : - Insert Machinin g Cutting edge : : Insert =
g form g Series/shape angle Applicable inserts shape Usage and features Page form g Series/shape angle Applicable inserts shape Usage and features Page g
E L
© CSM590 CPM300 ©
S S
(7] @
{ =) =
@ @
(O] (O]
8 . . 8
§ O Itis suitable for the machining of P, K §
é‘ APMT11000 Profile / RDOIO © materials and hardened materials. B51-B54 é—
] Square milling tool It is of different diameters and can be ]
= © Universal shoulder milling tool series g SPM used for machining flat, curved =
£ shoulder APGT110I0 300 surfaces and cavities. s
& KAPR=90° O It is suitable for shoulder milling, B43-B45 &
7 illing APMT16000] groove milling, Ramp Milling and face 2
%D mi SSM590 milling of P, K'and N materials. £
= =
= tool APGT16010] =
o) o)
4= 4=
> >
8 CEM100 8
1) 1)
o 5]
= =
< <
o) o)
= =
= O It is suitable for cavity milling and face p =
P milling of P, K and other materials, P
CPM100 High-feed which can realize high Feed rate, and
= / SDOI[] can also be used for insert milling. B57-B59 o
5 milling tool . . o 5
© O The tool is available in diameters ®20- o
[ O Itis suitable for machining P, M, K and ®160mm. o
'-E other materials. SEM100 l-E
/ RcOO O ltis of different diameters and can be B46-B47
used for machining planes, curved
surfaces and cavities.
SPM100
-1
CHM190 £
Profile O Large cutting depth milling tools are E
- CPM200 Helical end SP12010] made of steel, alloy steel and cast iron. %
milling tool ’ KAPR=90 O The tool is available in diameters ¢ 63 | B62-B63 &)
mill AP15010] mm and ¢ 80 mm with BT and JT B
# interface. —
= O ltis suitable for machining P, M, K and =
_E other materials. _E
/ RPOICI
S O It is of different diameters and canbe | B48-B50 ]
G used for machining planes, curved 'Y
s SPM200 surfaces and cavities. 83
F P
< c
(%] v
2 3
° °
7} 0
z T
© o
9 <
] ]
= =
€ b
<) <)
i <
w 7}
- -
© .-
() )
3= 3=
) °
S P
© [0}
v (%]
= 3=
° ©
7} 7}
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Overview of indexable milling inserts

{-1) (-1)
= =
s Insert shape Insert model Page Insert shape Insert model Page Insert shape Insert model Page Insert shape Insert model Page s
= =
L o L o
= APMT1135PDER-HM HNMX0906ANSN-M RPKT10T3MO-MS SNGX1005ANR-GM =
e [ e [ [ I et [ e e T e N e e e e e TR —
g APMT1605PDER-HM RPKT1204MO-MS %
o B45 B24 RPKT1606MO-MS B50 B16 2
e e e 8
= =
7 7
C= | [ T S e e T, e Y N e e e e e e T~ S e e R R e R e O e T e O =
[=3 [=3
o o
g g
= APGT1135PDFR-AK LNKU0303ZNR-MH RPMT08T2MO-SM SNGX1005ANR-GE =
5 [}
£ £
R APGT1604PDFR-AK LNKUO0303ZNR-LH RPMT10T3MO-SM &
S R $@$$| 0 TR |} eesesesehhiandeiemap—————— | T e . | | T =)
2 B45 B71 RPMT1204MO-SM B50 B16 =3
— 5 et O 1 e e I N Sttt =
= RPMT1606MO-SM =
=+ [ e [ e [ e Y i [-V:]
£ £
3 3
hen APKT113604PEER-FM ODKT0605ADN SDMT1205ZTN-FM SNGX1005ZNN—-GM hen
'g APKT1136PEER-FM ODMT060508-R SDMT1505ZTN-FM SNMX100512-GM '§
2 APKT113612PEER-FM B14 B59 B29 &
S | [ TapkriisezopeEmem | | | TR T =
& | _APKTTISS20PEER-FM .\ | | b L ] &
) APKT1605PDER-FM B37 ]
"'§ APKT160512PDER-FM RCKT10T3MO-FM SDMW1205ZTN SZMX1206ANR-GM "'Eg
L7 [ e N e Y et I ittt (7]
£ APKT160520PDER-FM RCKT1204MO-FM SDMW1505ZTN <
ER |00 el eeeintieadideiENIN— | e R ————— =
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, R R - - .| B0
RCKT2006MO-FM B47
0.0 [ [ [T}
£ SPMT120408-MM SEET13T3-GM XNMX070508-M =
£ APMT150412-MM SEMT13T3AGTN-FM XNMX0705ANN-M £
(7 | [ T eeeeeYS®T” <@ —_____,,LLLLL 1 bt e e e e @
= SPHX120408T21 RDMWO0602MO B18 XNGX0705ANN-R =
> [ I o N I I it [ E I SR I N [ R AEGRLO L EEEEEEEEEEEEEEREEE x
§ APHX1504 RDMWO0802MO §
= RDMW10T3MO XNMX090612-M =
= | e B63 | | b e b B26 =
£ RDMW1204MO B53 SEKR1203AFTN XNGX0906-W £
= 2 e I e}
= RDMW1605MO SEMR1203AFTN S
L [ e [ e ()
S B22 =]
b N e I e I B [ [ I e N SRR EEE TR R PP LR ELPREEEr )
A P
© ©
L [ e O O [ v
2 RDKW10T3MO 2
ol [ aaaa—— | R 3
AOKT060202PEER-VM RDKW1204MO SEEN1203AFTN ZNMU040308PNR-GM
AOKT060204PEER-VM RDKW1604MO ZNMU080608PNR-GM
AOKT060208PEER-VM B53 B22
= AOKT113504PEER-VM ZNMU080608PNR-GL =
£ | [APRIIISSAERRAYM o e AR e =
b AOKT113508PEER-VM S
=1 it B33 | |  [TTTTTTThToTooToTTTToTToToTTRYTTTTCTYLLO o400 T epkNiEoaFmATL | ——t+ o T B42 °
; AOKT113512PEER-VM SPKN1504EDTL -;
g AOKT113516PEER-VM RPMT08T2MO-HM SPKN1504EDTR ZNMU080608PNR-GR %
AOKT160408PEER-VM RPMW1003MO ZNMU080616PNR-GR
= | e b B50 | e b =
= AOKT160412PEER-VM RPMT1204MO-HM S
L [ e e [ e [ O Y (]
o _ o
2 AOKT160416PEER-VM 2
S S
© ©
%] o
= =
) °
(72 w
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Face milling Applicable inserts Vs
opOO

IC

) / )
= o =
£ CFM143 series \}& £
= =
E L
= oy =
© BS o
% KAPR=43° %
© Working condition: @ Stable & Average # Tough o
] DCSF, 8
g © Q Steel o o 09 W g o u ° g
o o
£ oo = Stainless steel o £
8 g M ainless stee ° LR -4 0 e 8
g Applicable inserts g Castiron g n e ev e} &
o Q o
[-Y:) o oo
= g =
‘E g Non-ferrous metal ° E
[T
® - Heat resistant super alloys Titanium alloy o e ®
g — 73 g
= Dimension (mm) CcvD PVD §§ § &
=] =]
o o
APMX
> o0 < Type g2z 888o8880e  §
£ DCX 5 Ic S b1 | BS | RE RBREEEEREEE R L £
P I/T T T IT|TT T|IT|T|T|T P
0o 0o
S i
° Dmension (mm) TS e sttt piieioiel Ittt It et Mttt e S R T R e e A e e °
$ Tool specification |2 1ventory APMX | Interface | Applicable screw | Wrench ODKT0605ADN 15875 | 556 | 55 | 1.2 | 08 4 x| ||| k| x| S
£ of edges DC |DCB |DCSF, DCX | LF | (mm) | form INSerts | | | £
- ] ODMT060508-R | 15.875 | 556 | 55 | 12 | 0.8 | G o8 TN Rl ol Il ol O N U O N O =
CFM143-040A1603-0D06 | 3 A 40 | 16 | 35 | 50 | 40 4
| GFM143-05042204-0D06| 4 | A |50]22 |47 |60 40| * * Recommended grade - Available grade

— CFM143-063A2205-0D06 | 5 A 63 | 22 | 47 | 72 | 40 4 A =
eSO P G A et R S RS R HTT20IP £
= CFM143-080A2706-0D06 6 A 80 27 | 62 90 50 4 =
E e e B ] B N e B obOd | M50130 Recommended cutting parameters £
= CFM143-100A3207-0D06 | 7 A 100 32 | 77 110 50 4 2
C I et R R R AREEEEl EEEEEE EEEEEE iREEEE EEREES EEEEEEEE] REEEEEEEEE : ©
X Cutting data X
§ | CFM143-125B4008-0D06 | 8 | A |125] 40 | 90 [135] 63 | 4 | Bl Workpiece material Hardness (HB) Insert grade - . §
— CEM143-160C4010-0D06 | 10 A 160 40 | 92 | 170 | 63 4 Cutting speed vc (m/min) Feed rate fz(mm/z) =
= e s s s ke i e Sa aaes Cc HAT20IP =
E CFM143-200C6012-0D06 | 12 | A | 200 60 175 210| 63 | 4 owcarbon sl o HRe0 270220-380) E
E ow-c§akrj onslee, <180 HR5220 240(200-320) 0.3(0.1-0.5) 2
g AStandinginventory  /AMake-to-order mildsteel ) g
] HR5130 220(200-320) -]
2 2
S HR5110 240(200-320) &
. e T
3 High-carbon steel, HR5120 200(160-280) 3
@ B o e 1B0-280 |- 0.2(0.1-0.4) @

Q 2 OVSIEE HR5220 200(160-280)

HR5130 200(160-260)

HR5110 220(170-340)
5 HR5210 200(150-280) s
2 Alloy tool steel 280-350  [r--moooom e 0.15(0.1-0.3) 2
2 HR5120 180(150-250) <
e I e T T =
2 HR5220 180(150-250) 2
(V2] (7]
= HR5120 180(120-240) _
= M Stainless steel <270 [ 0.2(0.1-0.3) =
3 HR5130 150(120-180) E
h= 8
-g HR6130 280(180-320) -g
e " o U e [ (%]
b=} G Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) =
S T L e 3

HR5120 200(150-250)

B13
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L] L] [ ] [ ]
Face milling Applicable inserts TS )
h-» P
SNOO o L) 5
téo S \.J = N: téb
E CFM145 series e o g
5 N =
= —
s ¥ g
g KAPR=45° %
O DCSF, Working condition: @ Stable & Average @ Tough o
2 2
5] DCE Q Steel e o 09V g o ° g
=3 = =3
g % M  Stainlesssteel ° o 9 : 9 e 8
| : : £ =
g Applicable inserts g Castiron ® heowv oo ? 3
B pp g 3 Y &
2 £ 3
E w § Non-ferrous metal ° 5
® Heat resistant super alloys Titanium alloy o e ‘E"’
>
o B = o
beo Dimension (mm) CVD PVD §§ § hgo
k] =}
S APMX &
= DC g Type (mm)8$9§8§888$§oo go
o o | | — — - | - NP £
£ DCX < IC s D1 BS RE AR €
P I/T T T IT|TT T|IT|T|T|T P
" #
.'E Dmension(mm) T 1 s s [ B o T T T T T :E
e Number APMX
Toolspecifcation | (%< inventory oy | orace Applcble | scew | Wrench SMEPSROANTIRGI | 100 | 50 | 40 | 12 | 08 | 47 |*| |=x|x|x\x|x] | | || ||
= g el o il o i N o Y e SNGX1005ANR-GE | - 100 | 50 | 40 | 12 | 08 | 47 % wwxkx | F
CFM145-050A2204-SN10 | 4 A 50 | 22 | 47 | 605 40 | 4.7
| CFM145-050A2205-SN10 | 5 | A |50 | 22 | 47 | 605/ 40 | 47 * Recommended grade v Available grade
— CFM145-063A2205-SN10 | 5 A | 63| 22| 47 |735| 40 | 47 %
T RS e e i ns s st et o—
= CFM145-063A2206-SN10 | 6 A 63 | 22 | 47 | 735 40 | 4.7 . =
E I A Recommended cutting parameters 5
2 CFM145-080A2706-SN10 | 6 A | 80 | 27 | 62 905 50 @ 4.7 =
S [ Niol 8 T L Tao 29 e Toosl 50 e Cutting data %
[ |crc-osoaziva-swio| e | u Jeo [ 2] e [sos| s | 47 Workpecemateral | Wachess ) | msetgade o SIS
= utting speed vc (m/min eed rate mm/z, =
CFM145-100A3206-SN10 | 6 A 100 32 | 77 1105 50 @ 4.7 Esp
= sl et Bl Bl i il BRSS! RN (i HR5120 270(220-350 =
= CFM145-100A3208-SN10 | 8 A 100 32 | 77 1105 50 @ 4.7 SNGXOO | M35100 lowcabongteel | e (220-350) £
T T T T e T w- b <1 HR5220 240(200-320 0.3(0.1-0.5 e
= CFM145-100A3210-SN10 | 10 A 1100 32 | 77 1105 50 | 4.7 mild steel so |  HRsez0 | 240 (200-820) ( ) §
D el DA R Wil Dl AU Rt Bt ISR EURUR
HR5130 220(200-320 o
= CFM145-125B4008-SN10 | 8 A 125 40 | 90 1355 63 | 4.7 ( ) s
S e
S HR5110 240(200-320 s
s CFM145-125B4010-SN10 | 10 A 125 40 | 90 1355 63 | 4.7 B | e e (200-320) -
=2 Pt it e NS S B ; HR5120 200(160-280 3
S CFM145-125B4012-SN10 | 12 A |125| 40 | 90 1355 63 | 4.7 ngh;ﬁi;,b;;jeel’ 180280 oo ST (160-280) 0.2(0.1-0.4) &
”””””””””””””””””””””””””””””””””””””””””””””””””””””””” HR5220 200(160-280
CFM145-160C4008-SN10 | 8 A 1160 | 40 | 92 1705 63 | 4.7 Q ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, (160-280)
””””””””””””””””””””””””””””””””””””””””””””” HR5130 200(160-260
CFM145-160C4012-SN10 | 12 A 160 40 | 92 1705 63 @ 4.7 c HAT10IP ( )
””””””””””””””””””””””””””””””””””””””””””””” HR5110 220(170-340
— CFM145-160C4014-SN10 | 14 A 1160 40 | 92 1705 63 | 4.7 . Hnmsiio o 20 (170-340) =
5 HR5210 200(150-280) S
K} Astandinginventory  /A\Make-to-order Alloy tool steel 280-850  |rmomomomemmmmomemoom oo 0.15(0.1-0.3) <
2 HR5120 180(150-250) 2
t ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,
= HR5220 180(150-250) 2
= HR5120 180(120-240) _
= M Stainless steel <270 | 0.2(0.1-0.3) =
o HR5130 150(120-180) °
s =)
8 HR6130 280(180-320) 2
325 O s
%]
z ‘3 Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) B
2 e e e i3
HR5120 200(150-250)

B15




HIHUAREAL

M i ll.i n g ﬁndexable milling

Face milling Applicable inserts
SECO

{-1) (-1)
= - =
g CFM245series £
= =
= fud
S .
g KAPR=45° s
o Working condition: @ Stable & Average # Tough o
8 8
5] DCSFue Q Steel e o 09V : o u ° g
o
g DCB = , £
8 % M  Stainlesssteel ° o 9 : 9 0 e 8
E L £ . E
g Applicable inserts g G Castiron Sneev e K2
s 9 =]
[-Y:) o oo
-£ E Non-ferrous metal ° =
= Y = 2
& Heat resistant super alloys Titanium alloy o e tg"’
s =
g S _ By ® S
=y Dimension (mm) CVD PVD g% £ 5
=] 3 o -
S 3 APMX &
&b e £ Type (mm)8$9§8§8883§oo gn
P < | | = — - | NEPR £
£ DCX IC S D1 B = AEEFEEEEEEREHEE =
P I/T T T IT|TT T|IT|T|T|T P
-] Dmension(mm) cable | T T T T T e T T A T T T e T AT N N e T T
e Number APMX
Toolspecification (%% iventory : oy | orace Applcable | scew| wrench SEETISTS-GM_ . e | wer et e e G Rl e o B I
= DC | DCB |DCSFys| DCX | LF SEMT13T3AGTN-FM 13.4 | 3.97 4.1 1.4 1.5 6 * o | % * | * =
CFM245-050A2203-SE13 | 3 A | 50 | 22| 47 | 61 | 40 6 | e ey e T T
CFM245-050A2204-SE13 4 A 50 22 47 61 40 6 % Recommended grade +% Available grade
= CFM245-063A2204-SE13 | 4 A 63 | 22 | 47 | 74 | 40 6 =
S [ N NN N £
= CFM245-063A2205-SE13 | 5 A 63 | 22 | 47 | 74 | 40 6 A . =
E I Recommended cutting parameters E
2 CFM245-080A2704-SE13 | 4 A 80 | 27 | 62 | 91 | 50 6 =
S [ S ISS VAU WA RIS W FEIPS U, PR PR HTT10IP : ]
X Cutting data X
z [Wczzsememsan] o o ey @ e el o Workpiecematerol | Hodness(HB) | nsertgade et g
= CFM245-100A3205-SE13 | 5 A |100| 32 | 77 107 | 50 | 6 SR L) S (BB AT =
e T e A e s R SEETOO | M35100 _ =
£ CFM245-100A3207-SE13 7 A 100 | 32 77 | 111 | 50 6 L b . 0 - HR5120 ,,,,,,,,,,,,,,,,, 270(220350) ,,,,,,,,,, €
o | (eSSt S it i e i e e —— ow-carbon steel, _ 0.3(0.1-0.5 ©
& CFM245-125B4006-SE13 6 A 125| 40 | 90 | 136 | 63 6 mild steel <180 | HR5220 ,,,,,,,,,,,,,,,,, 240(200 320) ,,,,,,,,,, ( ) ]
B e R R S R R R R R B _ ]
E CFM245-125B4008-SE13 8 A 125| 40 | 90 | 136 | 63 6 HRS130 220(200-320) 3
e Y S
© _ ©
; CFM245-160C4010-SE13 10 A 160 | 40 | 92 | 171 | 63 6 HR5110 ,,,,,,,,,,,,,,,,, 240(200320) ,,,,,,,,,, ;
3 CFM245-160C4012-SE13 | 12 A |160| 40 | 92 | 171 | 63 | 6 High-carbon steel, 180-280  |-ooov HRS120 | 200(160-280) 0.2(0.1-0.4) &
”””””””””””””””””””””””””””””””””””””””””””” IS Q alloy steel HR5220 200(160-280)
CFM245-200C6014-SE13 14 A 200 | 60 | 175 | 211 | 63 6 c | N T
CFM245-200C6018-SE13 18 A 200 | 60 | 175 | 211 | 63 6 HR5130 200(160-260)
HR5110 220(170-340)
= Astandinginventory  AMake-to-order L e =
S HR5210 200(150-280) S
K Alloy tool steel 280-350 o e 0.15(0.1-0.3) <
2 HR5120 180(150-250) 2
e e e t
2 HR5220 180(150-250) 2
(V2] (7]
= HR5120 180(120-240) _
= M Stainless steel <270 | 0.2(0.1-0.3) =
o HR5130 150(120-180) °
(]
h= 8
= HR6130 280(180-320) 2
S g S
) ‘3 Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) B
25 A e e S
HR5120 200(150-250)




HIHUAREAL

M i ll.i n g ﬁndexable milling

Face milling Applicable inserts
SZMX OO

{-1) (-1)
= o =
g CFM345series g
= =
= fund
g . -
g KAPR=45 c
(T} DCSF Working condition: @ Stable & Average # Tough o
g : 1 N g
g DCB QStee eneeveNen . 2
g e . ° £
8 % M  Stainlesssteel ° LR -4 0 e 8
E , . = . g
g Applicable inserts g G Castiron Sneev e K2
s 9 =]
&b g 2
E W § Non-ferrous metal ° 5
& Heat resistant super alloys Titanium alloy o e ®
= £
S S . . gg ! S
=y Dimension (mm) CVvD PVD ge & 5
I x APMX = -
= DC = Type (mm)8$9§8§888$§oo g"
= < | | — — - | - NEPR £
£ DCX IC s D1 BS RE eRReRRReRRRER =
P I/T T T IT|TT T|IT|T|T|T P
£ g
© Dmension(mm) bl | T T T T T T T T T T T T T T T T . ©
e Number APMX

o Tool specification Inventory Lz Appllcable Screw Wrench SZMX1206ANR-GM | 134 777777 60 777777 46 7777777 1 4 777777 08 7777777 6* ** *** S O O O I §
= of edges DC |DCB |DCSF, DCX | LF | (mm) | form inserts | T | T T £
=

CFM345-050A2204-SZ12 | 4 A 50 | 22 | 47 |63.7]| 40 6 |

CFM345-050A2205-SZ12 | 5 A 50 | 22 | 47 | 63.7| 40 6 % Recommended grade ¢ Available grade
— CFM345-063A2205-SZ12 | 5 A 63 | 22 | 47 | 76.7| 40 6 =
S | SN S S RS S N T S ———— £
= CFM345-063A2206-SZ12 | 6 A 63 | 22 | 47 | 76.7| 40 6 ) =
E I A Recommended cutting parameters E
2 CFM345-080A2706-SZ12 | 6 A 80 | 27 | 62 |93.7| 50 6 2
S [ e I I I R R I R B LIl Cutting data g
x
Ll |creesoeonreeszie| T8 | s Ten (27 [ez [sar| s ] e Worpece material | Hardness (98] | sertgrade et £
= CFM345-100A3206-SZ12 | 6 A |100| 32 | 77 11137 50 | 6 SR L) S (BB AT =
T S T B e e (e M40100 _ =
= CFM345-100A3208-SZ12 | 8 A 100 32 | 77 |113.7) 50 6 SZMXOO ] bonsteel | HRS120 | 270(220-350) £
= e i e e e Al bl Sl i M40110 Ow-carbon steel, _ 0.3(0.1-0.5 ]
S CFM345-100A3210-SZ12 | 10 A 100 32 | 77 1137 50 6 mild steel =180 | HRS220 | . 240(200-320) ( ) t
L T B e T ) T I B EREEEER )
= CFM345-125B4008-SZ12 | 8 A | 125| 40 | 90 |138.7 63 6 HRS130 220(200-320) 3
S e
© _ ©
s CFM345-125B4010-SZ12 | 10 A 125 40 | 90 |138.7 63 6 B | HRST10 | . 240(200-320) s
S CFM345-125B4012-SZ12 | 12 A 125 40 | 90 [138.7| 63 @ 6 High'ﬁarbmslteel» 180-280 |- HRS120 | 200(160-280) 0.2(0.1-0.4) a

””””””””””””””””””””””””””””””””””””””””””””””””””””””” a oystee _

CFM345-160C4008-5212| 8 | & | 160 40 | o2 1737 63 | 6 @ o= HRsz20 200(160-280)

CFM345-160C4012-SZ12 | 12 A 160 40 | 92 |1737 63 | 6 c HAT151P HR5130 200(160-260)
— CFM345-160C4014-Sz12 | 14 A 1160 | 40 | 92 (1737 63 6 | HRS110 | ... 220(170-340) =
: S
S . HR5210 200(150-280 S
< AStandinginventory  AAMake-to-order Alloy tool steel 280-350 | oo (150-280) 0.15(0.1-0.3) 2
2 HR5120 180(150-250) 2
= | . =
2 HR5220 180(150-250) 2
(72 w
= HR5120 180(120-240) _
= M Stainless steel <270 | 0.2(0.1-0.3) =
o HR5130 150(120-180) °
(]
e e
= HR6130 280(180-320) £
S e S
) G Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) B
250 e e S

HR5120 200(150-250)




HIHUAREAL

M i ll.i n g ﬁndexable milling

Face milling Applicable inserts
SEOO

{-1) (-1)
= . =
g CFM445series g
= =
L o L o
s s
g KAPR=45° g
© Working condition: @ Stable & Average # Tough o
8 8
g Q Steel e o 09V g o u ° g
: : :
8 DCSF, 5 M  stainlesssteel ° o v Yo T e s
T'é, DCB 5 g g E
g Applicable inserts g Castiron ®neeov e 5
5 ] 9 8 ‘5
2 £ 3
‘=E-, § Non-ferrous metal ° E
[T
® - Heat resistant super alloys Titanium alloy T e &
g 5, sl 8 g
= . Dimension (mm) CVvD PVD §§ § &
E g APMX E
E‘J e < Type (mm)8$9§8§8883§oo gb
£ DCX = S [ = = =) = TS £
1= = = = B = AR 1=
P I/T T T IT|TT T|IT|T|T|T P
2 SEEN1203AFTN 127 | 318 | 25 | 12 | 08 | 55 &
© Dmension (mm T et il eieiuieiuiets il (et Enbebihin: bl Rt S e e e vt et e e e o
s Tool specification Nf”"(;ber Inventory fon (mm) ?PM))( ln’;erface Applicable SEKR1203AFTN 12.7 | 318 | 25 1.3 1.6 5.5 k| |tk K| Kk s
£ of edges DC | DCB DCX | LF mm orm iNserts | S e S R S e O O I e R £
= DCSFus SEMR1203AFTN 12.7 | 3.18 2.5 1.3 1.6 55 | k| ||t k| k| * =
CFM445-080A2704-SE12 4 A 80 27 62 | 103 | 50 55 | | [ A Y I
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A
| OFM445-100A3205-SE12 | S |10 8 Tt 80 ) 5 * Recommended grade ¢ Available grade
= CFM445-125B4006-SE12 6 A 125 | 40 | 90 | 147 | 63 5.5 B 0
= L c
= CFM445-160C4008-SE12 8 A 160 | 40 | 92 | 181 | 63 5.5 SECIR12030] =
E T e e B e e RECEE Recommended cutting parameters £
2 CFM445-200C6010-SE12 10 A 200 | 60 | 175 | 221 | 63 5.5 c 2
R i s e e e e e e e e : ©
X Cutting data X
§ | CFM445-25006012-SE12 | 12 1.2 | 250 | 60 | 210 ) 270 | 63 | | 5 Workpiece material Hardness (HB) Insert grade - - é
= CFM445-315D6015-SE12 15 A 315 | 60 | 250 | 353 | 63 5.5 D s e ) Feed rate fz(mmyz) -
"=E HR5120 270(220-350) E
AStandinginventory  AMake-to-order —carbonsteel. | T Tommmoooooooooooooooooooooooenooees
= Low-carbon steel, ST, HR5220 240(200-320) 0.3(0.1-0.5) 2
[ mildsteel | [}
° HR5130 220(200-320) o
2 2
S HR5110 240(200-320) S
=2 Insert Toolholder Brale Screw Clamping screw Wrench | HR51 20 ””””””””” 200 (1 ’6’6 - 28 0) ””””” =
= High- - 3
@ HTo0T 's aﬁi;b;:jeel’ 180-280 |- 0.2(0.1-0.4) @
e HSERRIL HoSR L Hex21 HOMS 154 ot @ | o= | HRs220 | 200(160-280)

HR5130 200(160-260)

HR5110 220(170-340)
3 HR5210 200(150-280) 5
i Alloy tool steel 280-850  |eemoomommommoomeee oo 0.15(0.1-0.3) 2
2 HR5120 180(150-250) 2
7= | . B =
2 HR5220 180(150-250) 2
(72 w
= HR5120 180(120-240) _
= M Stainless steel <270 | 0.2(0.1-0.3) =
5 HR5130 150(120-180) e
=) b=
-g HR6130 280(180-320) -g
e " o U e [ (%]
= ‘3 Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) 3
e N et B &

HR5120 200(150-250)

B21
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Milling femin A

IC S
L] L] [ ] [ ]
Face milling Applicable inserts —~
HNMX OO ) 5| B
g : C L) LB &
€ CFM645series _/ ) €
=1 =1
L o L o
g N E
% KAPR=45° %
© DCSF,¢ Working condition: @ Stable & Average # Tough o
= =
g DCB Q Steel e o 09V g o o ° g
[=3 [=3
g = . 3 g
g 5 M  Stainlesssteel ° LR -4 e =
= . . £ =
5 Applicable inserts g G Castiron Sneev e K2
1= Q o
2 s oo
5 " § Non-ferrous metal ° 5
® Heat resistant super alloys Titanium alloy o e ®
= >
8 kN _ EPE 8
= ° Dimension (mm) CVvD PVD é% £ &
£ Sl ) £
2 < APMX s
& oo 2 Type N lsgecsg8.8¢2 5. =
£ DCX < IC S D1 e RE eRReRRReRRRER iz
o Ir r r r* r r | r r r T©T| T T o
1] [T}
= £
© Dmension (mm) P N ettt Kot Rt el ity il R S R R e R e e e e i ]
- Numb APMX

5 Tool specification fuerz e 1 ventory o Interface | Applicable | ¢ HNMX0906ANSN-M 16.5 | 6.34 | 4.9 1.0 1.2 5 k| | #|%|k|*|* g
= of edges DC | DCB DCSF, DCX | LF | (Mm) | form inserts | T | T L ~-- SRR - AR - B - EE - T -~ B =
= HNMX0906ANSN-R 16.5 | 6.34 | 4.9 1.0 1.2 5 % o | % | * =

CFM645-050A2204-HN09 | 4 A 150 | 22 | 47 (817 40 | 5 ||l

_ _ 5

| CFM645-063A2206-HNOS| 6 | A |63 |22 47 |747] 40| S * Recommended grade ¢ Available grade
- CFM645-080A2706-HNO9 | 6 A | 80| 27 62|917 50| 5 =
S [ T U S R T I N — 5
= CFM645-080A2708-HN09 | 8 A 80 |27 62917 50| 5 A =
I e e e Rt CEEEEE NEEEN) BEERES SERPEEES Recommended cutting parameters =
2 CFM645-100A3206-HN09 | 6 A 100 32 | 77 [1117 50 | 5 2
CEE i e i i ks s e s e . ©
X Cutting data X

CFM645-100A3208-HN09 | 8 . 5 . .
§ ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A |Joo) 82| 77 |1117) 50 | = HTT15IP Workpiece material Hardness (HB) Insert grade : : é
= CFM645-100A3210-HN0O9 | 10 A 100 32 | 77 1117 50 | 5 Cutting speed vc (m/min) Feed rate fz(mm/2) =
T CFM645-125B4006-HN09 | 6 A |125| 40 | 90 [136.7) 63 | 5 owebonseel | | HR5120 | 270(220-350) T
= 2 e et E it it En I E ) Ay W- 5 °
£ CFM645-125B4008-HNO9 | 8 A 125 40 | 90 1367 63 5 HNMX090601C1| M45110 mild steel <180 | HRs220 | 240(200-820) 0.3(0.1-0.5) <
L e e e e e el eE R Rb EEEEEE EE Rl R Ebl EEEEEE EE e LR B ()
2 CFM645-125B4010-HNO9| 10 | A | 125| 40 | 90 136.7] 63 @ 5 HRS5130 220(200-320) 2
£ ) S G AP D F-
S CFM645-125B4012-HNO9 | 12 | A 125 40 | 90 1367 63 | 5 | | | L OISR S
3 CFM645-160C4008-HN09 | 8 A 160 40 | 92 1717/ 63 | 5 High-carbon steel, R HRS120 | 200(160-280) 0.2(0.1-0.4) 3

””””””””””””””””””””””””””””””””””””””””””””””””” alloy steel R ’

CFM645-160C4012-HNO9 | 12 A 160 40 92 1717 63 5 Q 7777777 ARBEED ) 200(1502280)1 7

CFM645-160C4014-HNO9 | 14 A |160| 40 | 92 [171.7] 63 | 5 HR5130 200(160-260)

””””””””””””””””””””””””””””””””””””””””””””””””” c HAT15IP HR5110 220(170-340
= CFM645-200C6010-HN0O9 | 10 A 200 60 (1752117 63 5 | | | | .. | HRs1i0 220 N -
= I e e et ETTE [OPERE] EEEEES EETTTS) FELTEY PEREEY FERT e <
5 HR5210 200(150-280) s
< | CFM645-250C6014-HNOS| 14 | 4 | 250 60 |210|261.7) 63 | 5 Alloy tool steel T B s 0.15(0.1-0.3) 2
£ CFM645-315D6016-HN09| 16 | A | 315 60 | 250 3267 80 | 5 | | | Aiizy 180(150-250) £
2 HR5220 180(150-250) 2
«n AStandinginventory  /AMake-to-order n
= HR5120 180(120-240) _
= M Stainless steel <270 | 0.2(0.1-0.3) =
5 HR5130 150(120-180) e
s b=t
-g HR6130 280(180-320) -g
L R = U T (%)
= ‘3 Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4) 3
2 et B 3

HR5120 200(150-250)
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Milling femin A

Face milling Applicable inserts K
C

XN OO0

\/
D1,

{-1) (-1)
= . A3 =
g CFM745series £
= : E
= BS g
g KAPR=45° £
o Working condition: @ Stable & Average # Tough o
@ DCSF, 2
S Q Steel e o 09V : o u ° g
g DCB _ s
§ g M  Stainlesssteel ° o 9 : 9 o e §
= . . £ : g
g Applicable inserts g G Castiron Sneev e K2
s 9 =]
2 £ g
= S Non-ferrous metal ° =
= L = =
® Heat resistant super alloys Titanium alloy o e ®
3 35 g
5 Dimension (mm) CcvD PVD §§ § =
=} ) =}
S APMX &
5 o0 Type .y 8222888 88802 &
£ px lc | s | b1 | BS | RE |\ TMWIBBIDIBESEEEEEEE £
P I/T T T IT|TT T|IT|T|T|T P
oo
Il XNMX070508-M 145 | 5.02 4.0 1.0 0.8 4.4 | vl v k| x| K * £
-] Dmension(mm) APMX iahle | [T e T T T T T T T T T T T T T T T T T T ©
Toolspecication | L0 mventory "5 (U nterace | APBICAble | screw | wrench L SOLTORERTEN 145 | 502 [ 40 | 10 | 08 | a4 k| lmlaiwxiw] Ll L] 8
£ DC DCSF,s XNGX0705ANN-R 145 | 502 | 4.0 1.0 0.8 4.4 k| ¥ x|k K|k =
| OFM745-040A1603-XNO7| 3 | A |40 | 16 | 35 1496 40 | 44 XNMX090612-M 19.05 | 622 | 55 | 10 | 12 | 60 |* x| x| %] *
CFM745-050A2204-XN07 | 4 A | 50 | 22 | 47 596 40 | 4.4 XNGX0906-W 19.05 | 6.28 2.8 2.0 1.2 6.0 |* *
| CFM745-050A2205-XNO7 | 5 | A | 50 | 22 47 506 40 | - 44
g’ ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A ,,,,,, 50 2247596 40 ,,,,,,,,,, % Recommended grade vy Available grade §°
= CFM745-063A2205-XN07 | 5 A | 63 | 22 | 47 |726 40 | 4.4 . =
B e e S e e e e A Recommended cutting parameters £
2 CFM745-063A2206-XN07 | 6 A | 63 | 22 | 47 |726 40 | 4.4 2
[ it e e e e e T e o T e in (L]
3 CFM745-080A2706-XNO7 | 6 A | 80| 27| 62 |896| 50 | 4.4 HTT15IP Workpiece material Hardness (HB) Insert grade Cutting data boj
T | S S I o SRS I I S I . - 2
— CFM745-080A2707-XN0O7 | 7 A | 80 27| 62 896 50 4.4 XNOIX07050101| M35120 B2 i) A R AT
T CFM745-100A3207-XN07 | 7 A 100 | 32 | 77 |109.6 50 | 4.4 ] bongeel | HRS120 | 270(220-850) E
5 e U ow-carbon steel, _ 0.3(0.1-0.5 S
5 CFM745-100A3208-XN07 | 8 A | 100| 32 | 77 109.6 50 | 4.4 mild steel <180 ) HRS220 | ... 240(200-820) -3(0.1-0.5) ]
L T e e T T )
= CFM745-125B4008-XN07 | 8 A | 125| 40 | 90 1346 63 | 4.4 HR5130 220(200-320) 3
e e B
© _ ©
o CFM745-125B4010-XN07 | 10 A [125] 40 | 90 1346 63 | 4.4 | | HRS110 | 240(200-320) -
3 CFM745-160C4011-XNO7 | 11 A | 160| 40 | 92 |169.6) 63 | 4.4 High-carbon steel, 180-280  |-ooov HRS120 | 200(160-280) 0.2(0.1-0.4) &
”””””””””””””””””””””””””””””””””””””””””””””” ¢ HAT13IP Q alloy steel HR5220 200(160-280)
CFM745-160C4012-XN07 | 12 A |160| 40 | 92 1696/ 63 | 44 | | | | g | o Teeen ] SERREmERs
CFM745-063A2205-XN09 | 5 A | 63| 22| 47 | 79 | 50 | 50 HR5130 200(160-260)
— CFM745-080A2706-XN09 | 6 A8 |27 62|93 |50 | 50 | | HRS110 | 220(170-340) =
= [ e B aa T S B B A B  CE T A =
H CFM745-100A3207-XN09 | 7 A 100 32 | 77 | 113| 50 | 50 Alloy tool steel 280-350  |---eev- HRS210 | 200(150-280) 0.15(0.1-0.3) 2
=2 s IR IR R A R R R R A HR5120 180(150-250) 2
o CFM745-100A3208-XN09 | 8 A |100| 82 | 77 (11350 | 50 | | | el T T €
L= e e el ittt Al ettt St ittt Attt o
09060101 | M50130 180(150-250
7 CFM745-125B4008-XN09 | 8 A | 125] 40 | 90 | 138 | 63 | 63 PAILREEEEE o) HR5220 ( ) [
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, B
180(120-240
= CFM745-125B4010-XN09 | 10 A 125 40 | 90 | 138 63 63 M Stainless steel <270 |- HR5120 ,,,,,,,,,,,,,,,,,,,,, () ,,,,,,,,,, 0.2(0.1-0.3) =
= e e N _ ©
g CFM745-160C4009-XN09 | 9 A | 160| 40 | 92 | 173 | 63 | 63 HR5130 150(120-180) g
o i e i i i i i _ S
S CFM745-160C4010-XN09 | 10 A | 160 | 40 | 92 | 173 | 63 @ 63 c HAT20P | HRe1so | 280(180-320) S
- Ut H o ERiu Al Akt Rl Nl ARt R i 180-250 _ 0.2(0.1-0.4 e
= CFM745-200C6012-XN09 | 12 A | 200] 60 | 175|213 | 63 | 63 ‘3 Castion ==  180-250 | HRS110 | 200(150-250) ( ) 3
2 HR5120 200(150-250)

AStandinginventory  /AMake-to-order

B25




HIHUAREAL

Milling femin A

Square shoulder milling Square shoulder milling

CSM188 series SFM188 series

KAPR=88° KAPR=88°

DCSF,s
DCB

DCON

LF

LF

DC

APMX

DCX

Number Dimension (mm) APMX | |nterface|  Applicabl Nimben Dmension (mm) APMX | Aoplicabl
Invento pplicable Tool specification Inventory BRICADIC
of edges ™bc [pcs locsk, pex | LF | MM | form inserts | Screw | Wrench pecticat of edges DC |DCON| LF | LH | (mm) inserts

Screw Wrench

Tool specification and model

Threading Parting and grooving Turing of small components General turning
Threading Parting and grooving Turing of small components General turning

SSM188-032G3202-SN10 2 A 32 32 110 | 32.8 8

CSM188-050A2204-SN10

N
| 4
[$)]
o
n
n
N
~
[$)]
o
u
N
o
o)

—————————————————————————————————————————————————————————————————————— ek SNIXT0050] M35100 HTT10IP

CSM188-063A2206-SN10| 6 A | 63| 22 | 47 637 a0 8 SSM188-040G3204-SN10 | 4 A 40 | 32 | 110 | 40.8 | 8

CSM188-080A2706-SN10 6 A 80 | 27 | 62 | 80.7| 50 8 A Astandinginventory  AMake-to-order

—————————————————————————————————————————————————————————————————————— HTT10IP

oo [T
= =
£ £
@ 9
= =
< (]
x x
o} o)
° °
= =

CSM188-100A3208-SN10| 8 A 100 32 77 |1007 50 8 SNIIX10050] | M35100

Solid carbide end mill
@)
%)
<
oo
oo
1,
N
[6)}
w
~
o
o
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o
oo
>
o
[6;]
N
o
[(e]
o
=
N
[6;]
~N
D
w
oo

Solid carbide end mill

CSM188-160C4012-SN10 12 A 160 | 40 | 92 |1607 63 @ 8 c HTA10IP

CSM188-160C4014-SN10, 14

>
-
(2]
o
A
o
©
n
—
(2]
o
o
o]
w

@

ASstandinginventory  AMake-to-order

Short hole drill
Short hole drill
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Threading Parting and grooving Turing of small components General turning

[
=
£
@
=
<
x
o}
°
=

Solid carbide end mill

Short hole drill
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o
=}
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S
©
o
b=}
°
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M i ll.i n g ﬁndexable milling

Ic s
[ [ ]
Applicable inserts T
SN OO o Y s B
LT, B
A ,96\
A
Working condition: @ Stable & Average # Tough
QSteel eneevedun °
=
= i [
g M  Stainlesssteel ° TN -4 n e
q . =
Applicable inserts g ‘D Castiron Sneev o
é—
g Non-ferrous metal °
Heat resistant super alloys Titanium alloy T e
N gl ©
Dimension (mm) CVD PVD BE E
38 o
Type ?PM’)‘gseeaagogesoo
mm |- N~ N~ O~ | N
L TR EEEEE
I Tt T It T T T
"""" SNGX1005ZNN-GM | 10.0 | 50 | 40 | 1.0 | 08 | 8 | % |4 4« | * % | | | | | |
,,,,,,,, SNMX100512-GM | 100 | 5.0 | 40 | A\ | 1.2 | 8 |k |w|w|ki*ki x| | | | | |.]
% Recommended grade % Available grade
Recommended cutting parameters
Cutting data
Workpiece material Hardness (HB) Insert grade = =
Cutting speed vc (m/min) Feed rate fz(mm/z)
HR5120 270(220-350)
Low-carbon steel, <180 HR5220 240(200-320) 0.3(0.1-0.5)
mildsteel | |
HR5130 220(200-320)
HR5110 240(200-320)
High-carbon steel, HR5120 200(160-280)
O o el 180-280 |- 0.2(0.1-0.4)
Q ey si=d HR5220 200(160-280)
HR5130 200(160-260)
HR5110 220(170-340)
HR5210 200(150-280)
Alloy tool steel 280-850  |--cmmoooommommoomee e 0.15(0.1-0.3)
HR5120 180(150-250)
HR5220 180(150-250)
HR5120 180(120-240)
M Stainless steel <270 | 0.2(0.1-0.3)
HR5130 150(120-180)
HR6130 280(180-320)
‘3 Cast iron 180-250 HR5110 200(150-250) 0.2(0.1-0.4)
HR5120 200(150-250)

Square shoulder milling

CSM190 series

HIHUAREAL

KAPR=90°
DCB
[T
< —
=
o
<C
DC
Number Dimension (mm) APMX | Interface | Applicable
Tool specification Invento F.)p Screw Wrench
s of edges & DC DCB LF | (mm) | form inserts
CSM190-040A1605-A011 5 A 40 16 40 9.5
CSM190-050A2206-A011 6 A 50 22 40 9.5 AOKT110O| M25065 HFTO8IP
CSM190-063A2207-A011 7 A 63 22 40 9.5
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A
CSM190-050A2204-A016 4 A 50 22 40 14.5
CSM190-063A2205-A016 5 A 63 22 40 14.5 AOKT16[]]| M40100 HTT15IP
CSM190-080A2706-A016 6 A 80 27 50 14.5
AStandinginventory  AMake-to-order

Threading Parting and grooving Turing of small components General turning
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Solid carbide end mill

Short hole drill
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Milling femin A

Square shoulder milling Square shoulder milling

SSM190 series KH- series

KAPR=90° KAPR=90°

DC
DCON
DC
DCON
DCSFys

APMX
LH

LE APMX

LF

Number Dimension (mm) APMX | Applicable

i i Invento
Tool specification of edges ry oc loconl LF Ly | (mm) inserts

Dmension (mm i
Number Invenitory (mm) APMX | Applicable

of edges DC | DCSF, | LF | DCON (M) | inserts

Screw Wrench Tool specification

Screw Wrench

Threading Parting and grooving Turing of small components General turning
Threading Parting and grooving Turing of small components General turning

SSM190-016G1602-A011 2

>
-
(e}
~
o
-
W
o
IS
o
©
(¢

KH-1102-A0OKT06-M05

N
>
~
o
©
-
™
o
IN
o

*************************************************************************************************************************************************************************************** AOKTOBJC]|  M18036 | HFTOSIP

AOKT11[[] M25065 HFTOBIP |

*************************************************************************************************************************************************************************************** AOKT11CIC]  M25065 | HFTO8IP

(-1} -1
£ £
E E
o 2
= =
< (]
x x
< (V]
© -]
£ £

SSM190-021G2002-A011 2 A 21 20 130 50 9.5 KH-3304-A0OKT11-M16

N
>
w
w
N
©
N
o
-
[«2)
©
(6]

Astandinginventory  AMake-to-order

Solid carbide end mill
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Solid carbide end mill

——————————————————————————————————————————————————————————————————————————————————————— AOKT16][] M40090 HTT15IP

SSM190-032G3202L-A016

N
>
w
N
(&)
N
N
o
[S)
o)
o
-
IS
(&)1
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Short hole drill
Short hole drill

Solid carbide drill
Solid carbide drill
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M i ll.i n g ﬁndexable milling

Applicable inserts

e
L

T
T
<11
- L

HIHUAREAL

= ; .
= AO 00 \\JJ / <l Recommended cutting parameters 2
= - =
El L s - Cutting data =
© . - Workpiece material Hardness (HB Insert grade ©
E‘ Working condition: @ Stable & Average @ Tough 2 & Cutting speed vc (m/min) Feed rate fz(mm/z) g
=
[ (2
o 0 Steel en e e vV n VD ° Low-carbon steel . HRSf20 1 280(220-340) o
g = mild steel <180HE I N N 180(120-250) . 0.2(0.1-0.3) 8
2 5 M Stainless steel LN R R - o 9 HR530 180(120-250) ]
1<% o =3
£ n . = . _
S Applicable inserts g ‘3 Castiron et e 09V | HRS110 | ...2400180-300) %
= 2 High-carbon steel, HR5120 200(140-260) =
g g 180-280HD | e 0.2(0.1-0.3) g
= 5 Non-ferrous metal ° Q alloy steel | HR5220 200(140-260) =
2 Heat resistant llovs Titani " HR5130 160(100-220) 2
5 eat resistant super alloys Titanium allo 5
= uper atioys Titanium atloy v )0 HR5110 220(140-280) 2
oo imensi Izt . HRs210 | 160(100-220) oo
£ Dimension (mm) cvD PVD §§ 5 Alloy tool steel 280-350HB | Ro210 | 160(100-220 S 0.15(0.1-0.25) £
S HR5120 160(100-220) 3
= APMX | ololoclo ololo ololo| I~ L pT e e e e
2] Type ¥ - -lqdelola I el HR5220 120(80-180) oo
2 L w1 s D1 Re | MM 5ol 8|S 6 85 R|IR Lo <
< rocooc oo oo o oloc o lc HR5120 180(100-260) <
6o I I/ T T T T I T T T e o0
= M Stainless steel <270HB HR5130 140(80-200) 0.2(0.1-0.3) E
£ AOKTO060202PEER-VM | 761 | 420 | 288 | 210 | 020 | 45 | | | | |R[*|*RIFL L LE . HRs30 | 140(80-200) £
%0 AOKT060204PEER-VM 7.61 4.20 2.38 2.10 0.40 4.5 * | k| k| A HR6130 250(150-320) lén
.-": AOKT060208PEER-VM 7.61 4.20 2.38 2.10 0.80 4.5 * | k| k| hAd G Cast iron 180-250HB HR5210 180(150-250) 0.2(0.1-0.3) ."5“
U G R S S N A S e B e e Bl B Sl Eol (DS Rt S Rt SOk [N SN ) ottt At o
'_E AOKT113504PEER-VM 11.75 6.42 3.50 2.80 0.40 9.5 * Yo | Yo | k| K| K| bAd HR5220 180(150-250) £
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, (R R SRV A AR AVuyha My i AR PR ISR N S =
AOKT113508PEER-VM 11.75 | 6.42 | 350 | 2.80 | 0.80 & 95 |k |4 % k| K k| % # Hardened material | .. *5-5SHRC | HRs220 | 150(100-250) 0.2(0.1-0.3)
AOKT113512PEER-VM 1175 | 6.42 | 350 | 2.80 | 1.20 | 95 |*| |%|%|%|*|*|% * =55HRC HR5210 120(80-200)
AOKT113516PEER-VM 11.75 6.42 3.50 2.80 1.60 9.5 * Yo | Yo | k| k| K| Y Yo
e Rt e o Bt Bt e Ao S S Bl I Mot il Mol Miall Mol Ml IS NN O IO Ml
g AOKT1135120PEER-VM 11.75 6.42 3.50 2.80 2.00 9.5 * Yo| Yo | k| k| K| Y bAd téo
g AOKT113532PEER-VM 11.75 6.42 3.50 2.80 3.20 9.5 * Yo | Yo | k| k| K| hAd _E'
O | e I A e e I R Sttt 111 (']
ﬁ AOKT160408PEER-VM 17.65 9.64 4.76 4.40 0.80 145 | % Je | S| k| k| k| ad %
S [N Uil e i N Y I s o s Bl N Mot el Mol Biall Mol Bl AN AN OO IO
% AOKT160412PEER-VM 17.65 9.64 4.76 4.40 1.20 145 | % Yo | e k| k| k| e bAd é
| et e B ey Al B i i e e e e e e e e e e f=
- AOKT160416PEER-VM 17.65 9.64 4.76 4.40 1.60 145 | % Yo | Y| k| k| K| Y =
_E AStandinginventory  AMake-to-order £
2 2
(7 Q
2 2
° )
5 8
= 3
3 a
) o
2 2
E g
% &
s S
2 o
§ §
= 3
3 S
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Milling femin A

Square shoulder milling Square shoulder milling

{-1) (-1)
= ° ° o=
g CSM290 series SSM290 series =
= =
s s
§ KAPR=90° KAPR=90° g
(&) (&)
8 8
S 5]
s DCB 2
o — o
8 8
g S
= =
£ £
o2 z o2
> 2 8 >
S O =
z
.tEm < APMX ,tEm
> LH >
o (=]
S LF S
oo = oo
=} =}
o o
© ©
= DC =
£ £
S M2.5x6.5 HATO8IP S
1] [T}
£ £
o Dimension (mm) : Dmension (mm) : =
— Numb APMX o Numb APMX
S Tool specification UMOET | jnventory i Al Screw Wrench Tool specification UM inventory Gl Screw Wrench ]
= of edges DC DCB LE (mm) form inserts of edges DC |DCON| LF LH | (mm) inserts =
(= =
CSM290-050A2206-AP11 6 A 50 22 40 9.5 SSM290-016G1602-AP11 2 A 16 | 16 | 130 | 40 | 9.5
CSM290-063A2207-AP11 7 A 63 22 40 9.5 A HATO8IP SSM290-016G1602L-AP11 2 A 16 | 16 | 160 | 50 | 9.5
———————————————————————————————————————————————————————————————————————————————————————— APKT11 M25065
= CSM290-080A2708-AP11 8 A 80 27 50 9.5 HFTO8IP SSM290-020G2002-AP11 2 A 20 | 20 | 130 | 40 | 9.5 =
= [ O e O ) Nl ) S FUUUUUU IS FS =
% CSM290-100B3210-AP11 10 A 100 32 50 9.5 B SSM290-020G2002L-AP11 2 A 20 | 20 | 160 | 50 | 9.5 APKT11 M25065 HFTO8IP =-§'
< CSM290-050A2204-AP16 4 A 50 22 40 14.5 SSM290-025G2503-AP11 3 A 25 | 25 | 130 | 40 | 9.5 2
O I ] e e e s e e [ [ et b i R il e bl ERE Rt RS EEES REb i) bbb Rttt [}
é CSM290-063A2205-AP16 5 A 63 22 40 14.5 A SSM290-025G2503L-AP11 3 A 25 | 25 | 160 | 50 | 9.5 é
| et e e (I e A f=
— CSM290-080A2706-AP16 6 A 80 27 50 14.5 APKT16 M40100  |HTT15IP SSM290-032G3204-AP11 4 A 32 | 32 | 130 | 40 | 95 -
T CSM290-100B3208-AP16 8 A 100 32 50 14.5 SSM290-032G3204L-AP11 4 A 32 | 32 | 160 | 50 | 9.5 T
= S it Hieieiie ittt ittt Rttt il I inh It = T Y U it eiinieietet Sriieietetetel ittt ittt et °
S CSM290-125B4010-AP16 10 A 125 40 63 14.5 SSM290-025G2502-AP16 2 A 25 | 25 | 160 | 50 | 14.5 5
L T T e B S Y et EEEPEET] PEEEETE EEEPE )
2 Astandinginventory  AMake-to-order SSM290-025G2502L-AP16 | 2 A 25 | 25 | 200 | 75 | 14.5 =
3 A [ S P P
© ©
s SSM290-032G3202-AP16 2 A 32 | 32 | 160 | 50 | 14.5 s
= e Aot PN (AP RPRROMAFSON NSRS ROt APKT16 M40090 HTT15IP =
& SSM290-032G3202L-AP16 2 A 32 | 32 | 200 | 80 | 14.5 &
SSM290-040G3204-AP16 4 A 40 | 32 | 160 | 50 | 14.5
SSM290-040G3204L-AP16 | 4 A 40 | 32 | 200 | 80 | 14.5
= Astandinginventory  AMake-to-order =
o o
(] ()]
° °
= =
t t
o o
= L=
(72 w
= T
o ©
(] [}
b=} S
=] o
S =
S S
=} z
3 S
w (7]
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Milling femin A

Applicable inserts ﬂ/ Square shoulder milling
AP OO '

®
&)
—

{-1) 1 (-1)
S ! H =
€ ! S CSM390 series =
=1 L =1
L o L o
s s
b= KAPR=90° b=
S S
Working condition: @ Stable & Average & Tough DCSF,;s

) )
S DCB £
z Q Steel e e 0V en VR ° S
o o
& s . &
k 5 M  stainlesssteel e e v VvV ) =
[} © <
£ . . = . 5
< Applicable inserts g ‘E Castiron en e e v un w 5
) S - )
4= S 4=
= g Non-ferrous metal ) =
® Heat resistant super alloys Titanium alloy ol v ®
3 = 3
o . . Bgl © z e
bb Dimension (mm) CVD PVD g5 E DC < bb
B 539 B
< APMX <
6o Type (mm)839§8§888$§oo Dimension (mm) 2
£ 2l == = & 25 =| = o Numb imension (mm APMX i k=
E L wi S D1 RE g 8:0 E 2 EE) E g E E E E é %‘:) Tool specification o] Inventory Interface A;?pllcable Screw Wrench E
o Iz I of edges DC | DCB |DCSF, LF |(mm)| fom inserts o
1] [T}
£ APKT113604PEER-FM 11.30 | 6.25 | 3.60 | 2.80 | 0.40 9.5 | x| |tk |k K| * CSM390-040A1605-ZN04 5 A 40 | 16 | 35 | 40 | 4.2 £
o APKT1136PEER-FM 11.30 | 6.25 | 3.60 | 2.80 | 0.80 9.5 || ||t k| k| K| v CSM390-040A1607-ZN04 7 A 40 | 16 | 35 | 40 | 4.2 o
F I e e L s R E s s Le ey s e =ocf BB ===l B o= R == B == B == S == I SO ONCaSNSSAE! AESSACHAS IaEESEaS SANNE SeNSSES SRSl SEOSNEE AESatE =
= - Y _ _ =

APKT113612PEER-FM 11.30 | 6.25 | 3.60 | 2.80 | 1.20 9.5 | K| ||k |k|k | ] | CSM390-050A2206-ZN04 | | 6 | . £ 1. 50 |22 | 47 | 40 | 42 ZNMU04030LT | M25065 | HATO8IP

APKT113620PEER-FM 11.30 6.25 3.60 2.80 2.00 9.5 * Fo| Ao | k| k| k| ¥ CSM390-050A2208—ZN04 8 A 50 20 47 40 4.2

APKT1605PDER-FM 17.42 | 9.33 5.20 4.50 0.80 145 | % Yo | Pl k| k| K*| e | CSM390-063A2207-ZN04 | - 7 ’A’ ””” 63 | oo | a7 | 20 | 42
3 | APKT160512PDER-FM | ez ges st wel o don e Rl e ohaciad B CSM390-063A2210-ZN04 | 10 A | 63 22 | 47 | 40 | 42 =
= APKT160520PDER-FM 17.42 | 9.33 | 520 | 4.50 | 2.00 | 14.5 |k |¥% |k | k| Kk e CSM390-050A2204-ZN0S . A P R i P z
% % Recommended grade ¢ Available grade CSM390-050A2205-ZN08 5 A 50 | 22 | 47 | 40 | 7.3 %

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A
3 , CSM390-063A2205-ZN08 | 5 A | 63 22 | 47 40 | 73 3
= Recommended cutting parameters b <
= CSM390-063A2206-ZN08 6 A 63 | 22 | 47 | 40 | 7.3 =
= Cutting data | CSM390-080A2706-ZNO8 | ¢ 6 | A | 80 27 | 62 50 7.3 =
E Workpiece material Hardness (HB) Insert grade = = _E
£ Cutting speed vc (m/min) Feed rate fz(mm/z) CSM390-080A2707-ZN08 7 A 80 | 27 | 62 | 50 | 7.3 <
S Low-carbon sieel | HRs120 | 280(220-340) CSM390-080A2709-ZN08 9 A 80 | 27 | 62 50 | 7.3 HTT15IP S
o W- . T O (s A A o
S mild steel <180HB DL I (T eledy) 0.2(0.1-0.3) CSM390-100A3207-ZN08 7 A | 100 | 32 | 77 | 50 | 7.3 S
o HR530 180(120-250) o
= CSM390—100A3208-ZN08 8 A 100 | 32 | 77 | 50 | 7.3 =
& HR5110 240(180-300) 3
B N et te e Al = - A
Highcarbonsteel, || HRS120 | 200(140-260) 0.2(0.1-0.3) | GSMa0-100Asa11-ZNos | M LAl 100) 82 | 77 | %0 |78 |
Q alloy steel - HR5220 200(140-260) Y ’ CSM390-125B4008-ZN08 8 A 125 40 90 63 7.3 ZNMUO0S8O06[I[]| M40110
HR5130 160(100-220) CSM390-125B4011-ZN08 11 A 125 | 40 | 90 | 63 | 7.3 | B
E . HR5110 | 220(140-280) CSM390-125B4014-ZN08 14 A 125 | 40 | 90 | 63 | 7.3 =
1 e O O e SR o
< Al el 280-350HB |----..R%210 | 160(100-220) 0.15(0.1-0.25) CSM390-160C4010-ZN08 | 10 A | 160 | 40 | 92 | 63 | 73 e
2 HR5120 160(100-220) | 7 T 1 e 2
o I @00 [ e e CSM390—160C4012-ZN08 12 A 160 | 40 | 92 | 63 | 7.3 e
8 HR5220 120(80-180) | L T T T T T s
2 HR5120 180(100-260) | OSM390-160C4016-2N08 | 16 | A | 160 | 40 | 92 | 63 | 7.3 2
S M Stainless steel <270HB HR5130 140(80-200) 0.2(0.1-0.3) CSM390-200C6012-ZN08 12 A 200 60 175 63 7.3 HAT15IP =
E HR530 140(80-200) CSM390-200C6016-ZN08 16 A 200 | 60 | 175 | 63 | 7.3 | C E
£ | HRe130 | 250(150-820) | CSM390-250C6014-ZN08 | 14 | A | 250 | 60 | 210 | 63 | 7.3 £
%] . o W Y S et e B S s e S R (%)
= 0 Castiron 180-250HE | N s 0.2(0.1-0.3) CSM390-250C6018-ZN08 18 A | 250 | 60 | 210 | 63 | 7.3 S
3 HR5220 180(150-250) s
- 150(100-250
Hardened material 4555HRC 7777777777 HR5220 7777777777777777777 5 ( 7777777777 ) 0.2(0.1-0.3) Astandinginventory  AMake-to-order
=55HRC HR5210 120(80-200)
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Milling femin A

[ ] L] L] L]
Square shoulder milling Square shoulder milling
& . . o
g SSM390series SSM390series =
- -
2 2
© ©
S S
g KAPR=90° KAPR=90° g
(&) (&)
8 8
: 5 :
s Q o) =3
g e g
(=] (=]
= =
g APMX Z Z
s LH 9 Q s
= o i} ) £
=] =]
?:n APMX ?:n
§ Numb: Dmension (mm) APMX i - LF §
53 Tool specification UMOCT i ventory Applicable Screw Wrench 3
° of edges DC |DCON!| LF LH (mm) inserts =
© ©
&p SSM390-018G1602L~ZN04 2 A 18 | 16 | 150 @ 30 | 4.2 8o
=S Uittt cutiiooi s FUURU UNSBNY SO D0 Aol B Ml 5
S SSM390-020G2002L~ZN04 2 A 20 | 20 | 150 | 30 | 4.2 Number Dimension (mm) APMX Applicable £
S it R i R I R I Tool specification P Inventory pp Screw Wrench =
i SSM390-020G2003L~ZN04 3 A 20 | 20 | 150 | 30 | 4.2 of edges DC |DCON| LF | LH |(mm) inserts E
= N R L e e R A Y <
S SSM390-021G2002L~ZN04 2 A 21 | 20 | 150 | 30 | 4.2 SSM390-020X2002-ZN04 2 A 20 | 20 | 90 | 30 | 4.2 S
o ) L I (R R ERRR SES RS S A A S
= SSM390-021G2003L-ZN04 3 A 21 | 20 | 150 | 30 | 4.2 SSM390-020X2003-ZN04 3 A 20 | 20 | 90 | 30 | 4.2 =
SSM390-025G2502L-ZN04 2 A 25 | 25 | 170 | 30 | 4.2 SSM390-025X2502-ZN04 2 A 25 | 25 | 100 | 30 | 4.2
SSM390-025G2503L-ZN04 3 A 25 | 25 | 170 | 30 | 4.2 SSM390-025X2503-ZN04 3 A 25 | 25 | 100 | 30 | 4.2
& SSM390-025G2504L~ZN04 4 A 25 | 25 | 170 | 30 | 4.2 SSM390-025X2504-ZN04 4 A 25 | 25 | 100 | 30 | 4.2 15
g SSM390-025G2505L-ZN04 5 A 25 | 25 | 170 | 30 | 4.2 SSM390-025X2505-ZN04 5 A 25 | 25 | 100 | 30 | 4.2 | ZNMUO0403[IC] M25065 | HFTOSIP E
3 SSM390-026G2502L-ZN04 2 A 26 | 25 | 170 | 30 | 4.2 SSM390-032X3202-ZN04 2 A 32 | 32 | 110 | 30 | 4.2 ]
) | e e e e e e ittt tttiefietiefiefieiietie ittt theietitititd Ittt ttiefietiefiatied ittty ettt fietttte ettt (%}
S SSM390-026G2503L-ZN04 3 A 26 | 25 | 170 | 30 | 4.2 SSM390-032X3203-ZN04 3 A 32 | 32 | 110 | 30 | 4.2 e
= e S ot H ZNMU0403010] Mos065  [fbercsed) 000 (WS W i o S i M M| Mhad S =
— SSM390-032G3202L~ZN04 2 A 32 | 32 | 200 | 30 | 4.2 SSM390-032X3204-ZN04 4 A 32 | 32 | 110 | 30 | 4.2 =
=3 e e el et et e N ittt ttinl Attt ittt (nietuteiutel sty Ittt Heal it £
5 SSM390-032G3203L-ZN04 3 A 32 | 32 | 200 | 30 | 4.2 SSM390-032X3205-ZN04 5 A 32 | 32 | 110 | 30 | 4.2 T
2 e e s et sl Al (7]
o SSM390-032G3204L~ZN04 4 A 32 | 32 | 200 | 30 | 4.2 SSM390-032X3206-ZN04 6 A 32 | 32 | 110 | 30 | 4.2 g
£ SSM390-032G3205L-ZN04 | 5 A | 32 | 32 200 30 | 4.2 <
o AStandinginventory  /AMake-to-order O
= SSM390-032G3206L-ZN04 6 A 32 | 32 | 200 | 30 | 4.2 =
© oo T T °
@ SSM390-035G3202L~ZN04 2 A 35 | 32 | 200 | 30 | 4.2 @
SSM390-035G3203L~ZN04 3 A 35 | 32 | 200 | 30 | 4.2
SSM390-035G3204L~ZN04 4 A 35 | 32 | 200 | 30 | 4.2
E SSM390-040G3204L~ZN04 4 A 40 | 32 | 200 | 30 | 4.2 E
§ SSM390-040G3205L-ZN04 | 5 A 40 | 32 | 200 30 | 4.2 ﬁ
_’é SSM390-040G3206L-ZN04 6 A 40 | 32 | 200 | 30 | 4.2 _’é
(72 w
_ AStandinginventory  AMake-to-order _
: 5
(] [}
b=l b=l
=] o
S =
o (]
%] (%)
= =
) ©
w (7]
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Milling femin A

Applicable inserts
ZNOO o

Square shoulder milling

{-1) (-1)
= o =
E KH-series x E
= =
= == x
© [ ) 1 - o
(7] - o i) © (7]
5 KAPR 90 %] I,',i’l *l 5
IC) C)
=5
8 e s 8
2 2
=3 =3
g Working condition: @ Stable @ Average @ Tough g
£ & u Q Steel eneeveonen ° £
o O O o
&b e 9 s b
B Q T M  Stainlesssteel e eV V0w o9 £
= o =
& Applicable inserts g ‘3 Castiron en e e vuen 6o
3 APMX g 3
<] LF S Non-ferrous metal ) <]
) = 1)
=} =}
s Heat resistant super alloys Titanium alloy o 9 s
= : Dimension (mm) CVD PVD 28 £ =
o _— Number Dmension (mm) APMX Applicable She e
Tool specification Inventory! . Screw Wrench APMX
%0 of edges DC |DCSFws! LF |Dcon|(mm) inserts Type 8 322K 8828 oo tén
= (mm) ||| N |||~ ~-N| =T =
3 KH-2002-ZN04-M10 2 20 | 18 | 30 | 10 | 4.2 15 9 223 RE AEEEEEEE I B
N B e e I e A 777777777777777777777777777777777777777 I TI|I|T|T|T/TT I|T | g
= K~
[~ KH-2003-ZN04-M10 3 A 20 18 30 10 4.2 [
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ZNMUO040308PNR-GM 7.00 3.65 2.80 0.80 4.2 * Yo | Yol k| k| k| e w
77777 KH-2502-ZN04-M12 | 2 | A | 25 | 23 | 30 | 12 | 4.2 ZNMU080608PNR-GM 12.00 | 6.35 4.60 0.80 7.3 || |#|w|k| %[ x| *
KH-2503-ZN04-M12 3 A 25 | 23 | 30 | 12 | 4.2 ZNMU080608PNR-GL 12.00 6.35 4.60 0.80 7.3 k| || | k| k|| w e
g’ KH-2504-ZN04-M12 4 A 25 23 30 12 4.2 ZNMUO080608PNR-GR 12.00 6.35 4.60 0.80 7.3 * Yo | Yo | k| k| K| Y téb
E KH-2505-ZN04-M12 5 A | 25 | 23 | 80 | 12 | 42 | ZNMU0403CIC] M25065 | HFTO8IP ZNMU080616PNR-GR 12.00 6.35 4.60 1.60 7.3 K| [ Rk Kk & * §
g KH-3202-ZN04-M16 2 A 32 30 40 16 4.2 Y Recommended grade v Available grade E
) | el i I (el ey (el By (%}
= KH-3203-ZN04-M16 3 A 32 30 40 16 4.2 . 2
= st lo S SN S SNl I NS Sl IO Recommended cutting parameters =
= KH-3204-ZN04-M16 4 A 32 30 40 16 4.2 =
I et ieied ettty ieieteieiel Setetsutuiatel it eieiuiiuiel Mtttk R Cutting data €
T KH-3205-ZN04-M16 5 A 32 30 40 16 | 4.2 Workpiece material Hardness (HB) Insert grade B
7 U St Aeieieieseieietute el Attt it il En ity el Cutting speed vc (m/min) Feed rate fz(mm/z) 5]
[} KH-3206-ZN04-M16 6 A 32 30 40 16 4.2 [}
2 HR5120 280(220-340) =
E AStandinginventory  /AMake-to-order L°W§33b§2§ee" <180HB HR5130 180(120-250) 0.2(0.1-0.3) 5
-'_E HR530 180(120-250) %
2 HR5110 240(180-300) 2
High-carbon steel HR5120 200(140-260
'8 ’ 180-280HB | o oo = (140-260 LS 0.2(0.1-0.3)
Q alloy steel HR5220 200(140-260)
HR5130 160(100-220)
= HR5110 220(140-280) =
To [ T @3 0090900 e e o
< HR5210 160(100-220 <
jo Alloy tool steel 280-350HB  [---mmossssmoocsossceocloocooooooooos (100-220 A 0.15(0.1-0.25) L
= HR5120 160(100-220) v
© T e T T o
[ HR5220 120(80-180) 2
HR5120 180(100-260)
E M Stainless steel <270HB | HR5130 | 140(80-200) 0.2(0.1-0.3) E’
] 140(80-200) 3
=] o
5 HR6130 250(150-320) 5
= ‘3 Cast iron 180-250HB HR5210 180(150-250) 0.2(0.1-0.3) =
= s e et et (=]
o HR5220 180(150-250) L2
i 45-55HRC HR5220 150(100-250)
Hardened material |- - oo - ool 0.2(0.1-0.3)
=55HRC HR5210 120(80-200)
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Milling femin A

Square shoulder milling Square shoulder milling

CSMb590series SSMb590series

KAPR=90° KAPR=90°

DCB

DC
DCON

{-1) (-1)
= =

o o=

- -

= =
L o L o
< <
S S

[ [
{ =) =

[ (2
(O] (O]
8 8

= =

L L

= =

o o

o o
£ £

S S
“© “©

£ £

wv w
& &

o o

[=T:] oo
£ £

= S
(= (=

[-Y:] [-Y:]
£ £

= =

(=] (=]
<] <]
oo oo
=} =}
o o

© ©
[-T:] [-Y:]
£ £

= h =
(] (o]
o o

[=T1] oo
= £

o ©

M M

g o

<= <=

(= =

w APMX
x 4
z LH
<
LF
DC
I Numb Dmension (mm) APMX i o Numb: Dimension (mm) APMX i
Tool specification UMOEr | 1hventory Itz AQpllcable Screw | Wrench Tool specification MO jventory Appllcable Screw Wrench
of edges DC DCB LE (mm) form inserts of edges DC |DCON| LF LH | (mm) inserts
CSM590-050A2206-AP11 6 A 50 22 40 9.5 SSM590-016G1602-AP11 2 A 16 16 | 130 | 40 | 9.5
CSM590-063A2208-AP11 8 A 63 22 40 9.5 APMT1100J SSM590-016G1602L-AP11 2 A 16 16 | 160 | 50 | 9.5
ffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff M25065 | HATO8IP
= CSM590-080A2708—-AP11 8 A 80 27 50 9.5 APGT1100 SSM590-020G2002—-AP1 1 2 A 20 | 20 | 130 | 40 | 95 .
= [ O e ) SO UUUUUUPUUY IPUpUSUUUPUUUPN NUPUPUUUPUPURY SUUUPUPUUPS EPUPUUUPUIS! PUPUPUUPUPU) ISUUUPUPUPION FURI =
= CSM590-100B3210-AP11 10 A 100 32 50 9.5 A SSM590-020G2002L~AP11 2 A 20 | 20 | 160 | 50 | 9.5 APMT1100 =
S (Rt e e e et et e, 0 B 0 EEERER N  su  ntiny un Soounty Nt M—_ M25065 HFTO8IP E
2 CSM590-050A2205-AP16 5 A 50 22 40 14.5 SSM590-025G2503-AP11 3 A 25 | 25 | 130 | 40 | 9.5 APGT11010I 2
O I e e e e s e e [t e e RS Rl EEE Rt iR RS REE et IR REnit Rt [}
] CSM590-063A2206—-AP16 6 A 63 22 40 14.5 SSM590-025G2503L—-AP11 3 A 25 | 25 | 160 | 50 | 9.5 3
o o
I T T T LLrrT FERREEE RN APMT16[10] e
- CSM590-080A2707—-AP16 7 A 80 27 50 14.5 M40100 | HTT15IP SSM590-032G3204—-AP11 4 A 32 | 32 | 130 | 40 | 95 =
e e S R e S R e ARGIRCHNE @00 [ 00000000 e e =
'E CSM590-100B3208-AP16 8 A 100 32 50 14.5 SSM590-032G3204L-AP11 4 A 32 32 | 160 | 50 | 9.5 E
= A Hiieieietel Mt Rttt e INiuinh St 2 1 Ol Ay Riieinieh Srieieiel Rtk Rl Aty it °
S CSM590-125B4010-AP16 10 A 125 40 63 14.5 SSM590-025G2502-AP16 2 A 25 | 25 | 160 | 50 15 S
o -t r r b bbb )
2 Astandinginventory  AMake-to-order SSM590-025G2502L~AP16 2 A 25 | 25 | 200 | 75 15 =
e ) N P
© [
s SSM590-032G3202-AP16 2 A 32 | 32 | 160 | 50 15 APMT160] S
| | oo TS NS RSN WUmian Senv i i e M40090 HFT15IP =
& SSM590-032G3202L-AP16 2 A 32 32 | 200 | 80 15 APGT16[] 2
SSM590-040G3204-AP16 4 A 40 | 32 | 160 | 50 15
SSM590-040G3204L-AP16 4 A 40 | 32 | 200 | 80 15
= AStandinginventory  /AMake-to-order =
S S
() (]
° °
= =
2 2
o [=]
4= 5
(72 w
= T
o o
(] (]
=] S
=} ]
S =
S S
b=l z
° °
(72) (7]
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Milling femin A

Applicable inserts > Profile milling

’ AP OO U , o
£ . CPM100 series E
= L =
E E
= Working condition: @ Stable & Average # Tough =
C) C)
2 QSteel n o e e vvnennan 2
2 = . 2
é_ '§ M Stainless steel e o VO n W a0 DCB é.
8 . _ £ S
'=§ Applicable inserts g ‘3 Castiron n o e even E
= g =
oo B Non-ferrous metal o oo
£ = £
2 2
Heat resistant super alloys Titanium alloy w
= T - =
3 Dmension (mm) CVD PVD §§ £ 3
e 5 3 x o
oo = g oo
2 Type 88228882883 ¢ce < B
g L Wi 2 b1 RE HAHEEEEEEEEE R — g
B I T T T T B
(] (o]
= 2L AL AR 2R DCX =
an | APMT1135PDER-HM | 1130 ] 625 | 3850 | 280 | 0.80 | 95 |*| |= \*|*x x| *xI> | ||| a0
'-g APMT1605PDER-HM 17.25 9.25 5.22 4.40 0.80 145 | % * |k ¥ -g
5 5 e e e e e A I [ A e I M s il e A i Il Al M M
g APGT1135PDFR-AK 11.30 6.25 3.50 2.80 0.80 9.5 g
'_ 7777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 R . . l_
APGT1604PDFR-AK 17.25 9.25 4.76 4.40 0.80 14.5 Ve Dimension (mm) :
Tool specification :\)Ifu :;b:; Inventory ?PM); In;erface APpllcable Screw Wrench
% Recommended grade v Available grade 8 DCX | DCB LF AL i TERTE
CPM100-063A2204-RC12 4 A 63 22 40 6 A RCLI12 M40100 HTT15IP
g’ CPM100-080B2705-RC16 5 A 80 27 50 8 téo
= | el et LRt sEECER EE bt ERCECDEE EERE R RCOIJ16 | M50130  |HTT20IP =
qE, Recommended cutting parameters CPM100-100B3206-RC16 6 A 100 32 50 8 5 E
S T ey e e N L [ e e N <
g Cutting data | CPM100-125B4007-RC20 | 7 | A | 125 | 40 | 63 | 10 RoOLz0|  Meoiso | HITISIP e
o Workpiece material Hardness (HB) Insert grade _ _ HTT20IP -
= Cutting speed vc (m/min) Feed rate fz(mm/z) CPM100-160B4008-RC20 8 - 160 40 63 10 =
= HR5120 280(220-340 o . =
£ Low-carbon steel ( ) Astandinginventory  AMake-to-order =
-] X ? <180HB 0.2(0.1-0.3) o
< mild steel =
(] (1)
(/] (]
2 =l
=) ]
8 High-carbon steel 8
S igh-carbon steel, S
- 0.2(0.1-0.3

-% Q alloy steel 180-280HB ( ) %
@ HR5130 160(100-220) @

HR5110 220(140-280)

HR5210 160(100-220)

Alloy tool steel 280-350HB |- oo 0.15(0.1-0.25)

HR5120 160(100-220)
= HR5220 120(80-180) 5
2 HR5120 180(100-260) <
1 = 1 e =
g M Stainless steel <270HB |  HR5130 | ¢ 140(80-200) 0.2(0.1-0.3) £
& HR530 140(80-200) 2
— HR6130 250(150-320) _
= (K] Cast iron 180-250HB |  HRS210 | 180(150-250) 0.2(0.1-0.3) E
3 HR5220 180(150-250) 3
5 X 45-55HRC HR5220 150(100-250) E
= Hardened material |- - 0.2(0.1-0.3) =
= =55HRC HR5210 120(80-200) 2
w w
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Milling femin A

Profile milling Profile milling

{-1) (-1)
= . . =
E SPM100 series CPM200 series E
2 2
s s
[ [
{ =) =
& &
= DCB =
= =
7 7
s s
£ £
= % z =
gn APMX go
LF L
[-Y:] - [-Y:]
= =
= =
8 z 8
o
oo < oo
=} =}
o o
© ©
[-T:] [-Y:]
= =
€ . : €
s . Number Dimension (mm) APMX i s
(== Tool specification fu d Inventory A;?pllcable Screw Wrench e
o e DCX | DCON| LF | LH | (MM) | inserts DCX £
£ £
g SPM100-025G2502-RC10 2 A 25 25 100 30 5 g
e B B e ) RCOICI10 M40090 HTT15IP o
-E SPM100-032G3203-RC10 3 A 32 32 120 35 5) - ion ( ) l-E
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” L Number imension (mm APMX | Interface | Applicable
_ _ Tool specification Invento X Scre Wrench
SPM100-040G4003-RC12 3 A 40 40 120 40 6 RCO[12 M40090 HTT15IP P ofedges ry DX DCB T (mm) r— e W renc
Astandinginventory  AMake-to-order CPM200-050A2204—RP12 4 A 50 22 40 6
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, A
M )
é CPM200-063A2205-RP12 5 A 63 22 40 6 RPCI[C12 M40100 HTT15IP g
= ‘ ANT b =
£ 'q?' CPM200-080B2706-RP12 6 A 80 27 50 6 £
@ A I' bl M . B el K
S pplucabie Insert ﬂ ] CPM200-063A2204-RP16 4 A | 63 | 22 | 40 8 A ]
() i = | e e S H el P R Rl Rt S [
b=} ' o : °
! CPM200-080B2705-RP16 5 A 80 27 50 8
= RC a0 U < e T T e T T RPCIC]16| M50130  |HTT20IP =
Z ' —— | CPM200-100B3206-RP16 | 6 | A | Mo ) 32 | s0 | 8| B z
Ic

'g CPM200-125B4007-RP16 7 A 125 40 63 8 'g
(7 Q
% Working condition: @ Stable @ Average & Tough Astandinginventory  /AMake-to-order %
® H
2 QStEEI n o e evevnenasanan >
S = ) =
n 5 M  stainlesssteel e o0 VvV o n @

©

=

Applicableinserts ‘3 Castiron nneeven

o

§ Non-ferrous metal M)
z T
Z Heat resistant super alloys Titanium alloy E
£ " . 8 g 2
= Dimension (mm) CVD PVD g8 E £
2 558 2
(7 (7

Type p TR PN AT
- mm) |-~~~ |- ||| T —
T IC S D1 AN ololw b o L oV NNKX O =
5 rlolc o e oo oo e ccla 5
- I T I I I I S
h= 8
5 RCKT10T3MO-FM 10.00 3.97 4.40 7° 5 || %[ x| x| k| k| £
L e et e e e R etk EEEE EEE CEPE FER e EEE R RS e e o
5] RCKT1204MO-FM 12.00 4.76 4.40 7° bAS Se | de | | k| k| v 2
= e e ] e G S S Rl SRk EEEE EEE SRR EEE SRR PRt EEE SRRl BRI o o
2 RCKT1606MO-FM 16.00 6.35 5.50 7° bAd ol k| k| k| k| »
RCKT2006MO-FM 20.00 6.35 6.55 7° 10 PAd AR 4 dih i dibie
% Recommended grade +% Available grade
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Milling femin A

Profile milling

° (] !
2 Applicable inserts ’ . 2
= . s =
£ SPM200 series V PP N =
=] i 1 =]
= RPOO Y, £ =
S i S
2 | ~_| b3
clca I'C S clca
o o
Z 2
s s
g N g
£ Working condition: @ Stable & Average #. Tough £
(=] (=]
= QSteel T o e evenvennan =
I P =z wn
k= &) o w s
& a 9 g M stainlesssteel e e vuvno o n 2
5 : 5
. q Q i
e APMX Applicable inserts 8 c Castiron T o e e v v n o
8— o 8—
3 tH E Non-ferrous metal ) 3
S LF S 3
° : P -}
= Heat resistant super alloys Titanium alloy =
ED o © ED
£ Dimension (mm) CVD PVD gg E £
£ 37O £
APMX
0 Type 222 QQ8 8 2% oo o0
(= (mm) |- ||~ N[O~ N (=
=] I1C S D1 AN ©lolw bl b b ol oV~ KK X O S
o Cl ol oo ccoeoceccc o
S I Tz I P
£ =
= ; : o =
o Number Dimension (mm) APMX ; RPMT08T2MO-HM 8.00 2.78 3.40 11 4 A Yol de | | k| k|
Tool specification Inventory Ar?pllcable Screw Wrench | el ofeoooofioooooooooofoooooo- el otk EEEE EEE ST EEE B R R it
of edges DCX | DCON| LF | LH | (mm) inserts RPMW1003MO 10.00 3.18 4.50 11° 5 || || x|k x| %
SPM200-025G2503-RP08 3 A 25 | 25 | 100 | 30 4 RPMT1204MO-HM 12.00 4.76 4.40 11° 6 il Bl Rall Badl Bl
e i ST EE Tt LE T T FEE e S Ly Sl ST RREY PR RPLI108 M30075 HFTO9IP =
5 | SPM200-032G3204-RPO8 | 4 | A | %2 |8 |12 ) 8 | 4 | Astandinginventory  /\Make-to-order =
g SPM200-025G2502-RP10 2 A 25 25 100 30 5 RPICI10(SM) M40090 HTT15IP . S E
g SPM200-032G3203-RP10 3 A 32 32 120 B85 5 RPCICI10(MS) M40090 HTT15IP Turblne blade mllllng E
O i Haiieiuiiely it fuiestieiutl Hnsaiats Ruistutel Hnielststuiute Rttt (et Il A Working condition: @ Stable & Average & Tough (Y
-g SPM200-040G3203-RP12 3 A 40 32 120 40 6 RPJ[J12 M40090 HTT20IP 'E
_ QSteel T o e evenennan _
-TE' AStandinginventory  A\Make-to-order = E
< 5 M stainlesssteel e eV VoV oo °
g 5 5
[} . (]
g . . I} @ Castiron oo e e v e an S
3 Applicable inserts g 3
4

S 5 Non-ferrous metal 9 S
= = 3
= ) o °
2 Heat resistant super alloys Titanium alloy n

o ©

Dimension (mm) cVvD PVD gg E

3 o

Type Mgl elelglglslol8]3]8 e
g Ic s D1 av | ™S SIE S 5 S el 8R RIRED =
5 oo doedool oo S
& Sl e Bl i S i S o e &
2 2
€ RPKT10T3MO-MS 10.00 3.97 3.40 11° 5 * | Kk v
= S S - - - = - - == - - (=] (o S
7 RPKT1204MO-MS 12.00 4.76 4.40 11° 6 * | % &
= RPKT1606MO-MS 16.00 6.35 5.50 11° 8 * * | K =
7= e T e T E T T PRI e R i SEEE N IR EERY I SRS SR S =
3 RPMT08T2MO-SM 8.00 2.78 3.40 11° 4 * | X 3
= 2t e A [ At e i ey il Al i i A M| ©
'é RPMT10T3MO-SM 10.00 3.97 4.40 11° 5 * | K _§
4 e e e -1 [ B i ity Al e A B i | [0}
- RPMT1204MO-SM 12.00 4.76 4.40 11° 6 * | * >
3’; RPMT1606MO-SM 16.00 6.35 5.50 11° 8 * * | Kk 3’;

AStandinginventory  AMake-to-order
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Milling femin A

Profile milling Profile milling

[-T] oo
o ° ° o=
£ CPM300 series V SPM300 series NV £
2 2
© ©
S S
(] @
{ =) =
L3 L3
o o
8 8
= =
2 2
s DCB =3
£ £
8 == 8
= =
5 5
u°n x z Sn
£ 1) o £
= ° 8 =
oo w APMX oo
4= - LH E

>
§ x LF S
§ S
b g b
=] < =]
[— [—
< —_— <
oo [=T)
= I =
= h =
(] (o]
o o
o0 DCX o0
& &=
S : ion (mm) o
o . Numb Dimension (mm APMX i o
= Tool specification umoer Inventory Appllcable Screw Wrench k=
= Dimension (mm) A of edges DCX |DCON| LF | LH | (mm) inserts =

Tool specification Number Inventory APMX | Interface Appllcable Screw Wrench
of edges (mm) form inserts SPM300-020G2003-RD06 3 A 20 20 100 30 3 RDLCI[]06 M22065 HFTO7IP
DCX DCB LF
CPM300-050A2204—RD12 4 A 50 20 40 6 SPM300-020G2002-RD08 2 A 20 20 100 30 4 RD[1[]08 M30075 HFTO9IP

e B i SCETTEE BEEES SIS CERREEESS PRSI A RDOC2| M40100  [HTTISIP | bl -
= CPM300-063A2205-RD12 5 A 63 20 40 6 SPM300-025G2502-RD10 2 A 25 25 100 30 5 DL V40084 HET151P =
E CPM300-080B2705-RD16 5 A 80 27 50 8 SPM300-032G3203-RD10 3 A 32 | 32 | 120 | 35 | 5 §
S CPM300-100B3206-RD16 6 A 100 | 32 50 8 HTT20IP SPM300-040G3203-RD12 3 A 40 | 32 120 | 40 | 6 RDO12 M40090 HTT15IP ]
O s I I BN R R B RDCIO16 M50130 8
£ CPM300-125B4007-RD16 7 A 125 40 63 8 R0 AsStandinginventory  /AMake-to-order £
= CPM300-160B4008-RD16 8 A 160 40 63 8 =
£ £
o I ]
£ ASstandinginventory  AMake-to-order <
(/] (]
2 =l
£ 2
(v} ©
(%] v
2 3
° °
0 0
z B
© o
Q [}
© °
= =
€ b
o o
= -
7 v
- E
© ©
()] (Y]
3= 3=
2 2
© [0}
v (%]
= =
S °
w w

B51




HIHUAREAL

Milling femin A

Recommended cutting parameters

AN
. . 1(7 o

I . . . Tool specification I
= Appllca bl.e InsertS y Workpiece material Hardness (HB) | Insert grade Cutting data £
S fﬁ - | @20 @25 @32 S
= [=] i =
= RD 0O &/j ~L HR5120 ve(m/min) 100-200 100-200 100-200 =
S S
L o 0 e O L [
s - B Lemreen S HR5220 f2(mm/z) 0.2-0.3 0.25-0.35 | 0.25-0.35 s
) : ST180HB | e )
° mild steel HR5130 ap(mm) 1.25 1.5 2 8
== T o~ o Y =
2 HR530 ae(mm) 1.25 15 2 g
o o
g Working condition: @ Stable & Average # Tough HR5110 ve(m/min) 80-180 80-180 80-180 g
g Q Steel T o e evenenOn High-carbon steel, HR5210 f2(mm/z) 0.2-0.3 0.25-0.35 | 0.25-0.35 £
5 = alloy steel 180-280HB HR5120 | an(mm) | 408 | 485 | o s

oo
%D ;Cj M  Stainlesssteel e e vV an HR5220 | aetmm) ] 2 LS 2 £
= 5 5 ae(mm) 1.25 1.5 2 —
oo . . g ‘3 Castiron 8 8 e e v e n &
£ Applicable inserts &é HR5110 ve(m/min) 60-150 60-150 60-150 £
o X A e AR o
bgn § Non-ferrous metal 9 HR5210 fz(mm/z) 0.2-0.3 0.25-0.35 0.25-0.35 hgo
T Alloy tool steel 280-350HB | =[SO o mmmmmmmmmmaam mammm——————— T
s Heat resistant super alloys Titanium alloy HR5120 ap(mm) 1.25 1.5 2 8
= HR5220 | [ =
d= . K K1) ae(mm . . e
E Dimension (mm) CcVD PVD 58 E (mm) 1.25 1.5 2 E
oo APMX B Vve(m/min) 70-150 70-150 70-150 w0
< Type ( 822288828 elo HR5120 | [ <
£ mm) - = - |/d|=Q|l-a -~ Q== fz(mm/z) 0.1-0.25 0.2-0.3 0.2-0.3 S
o ©
S ke : b1 & AHEEEEEEEE Stainless steel <180HB HR5130 NGNS (Nt M sssdis M S
- I I r rr rrrrjr T T ap(mm) 1 1.25 1.5 P
= HR530 | - | et =

RDMW0602MO 6.00 2.38 2.50 15° 3 % Yol g | | k| K|k ae(mm) 1 1.25 1.5
,,,,,,,,,,, ADMWO8B02MO | 800 | 238 | 340 | U874 IR IE[RxRR L HRE130 ve(m/min) 160-300 | 160-300 | 160-300
10.00 3.97 4.50 15° 5 | S IR IR I 2 T O [ N et el I
R - RDMW10TSMO | 1000 | 897 | 450 | 15° | S5 00 N I FRa ol 1ol Ao NN SN N A HR5110 fz(mm/z) 0.25-0.35 0.3-0.4 0.3-0.4 =
£ RDMW1204MO 12.00 4.76 5.50 15° 6 | Tl k| k| k| k| Cast iron 180-250HB HRs120 | apmm | a1 | a1 as £
S [ e S e T AT I EEE! EEFEEIEEEEE EEERIEES T B e H R R S B 1.8 2 2.5 =
£ RDMW1605MO 16.00 5.56 5.50 15° 8 | Fo| k| k| k| k| HR5220  DAManamanssaniaishasanas 29man (asasaasanssaihanansamans £
K] S ae(mm) 1.8 2 2.5 K
3 RDKW10T3MO 10.00 3.97 4.50 15 5 | Yol k|| k| K| =
3 RDKW1204MO 12.00 4.76 4.40 15° 6 | f| |t k| k| k| k% o velm/min) 40-120 | 40-120 | 40-120 boj
| I [ e e I ! Al i At v e At e Al i it At M f=
- RDKW1604MO 16.00 4.76 5.50 15° 8 | Yo | de| | | K| K Heat resistant super alloy 40O HR7140 fz(mm/z) 0.25-0.35 0.3-0.5 0.3-0.5 =
= L S400HB | b =
T % Recommended grade ;¢ Available grade titanium alloy HR7240 ap(mm) 0.3 0.5 0.8 E
2 o ae(mm) g | 125 | 15 i
e ve(m/min) 80-160 80-160 80-160 2
) HR6130 | | SEmIeE o SEEIRE o SRR a
S HR5110 fz(mm/z) 0.2-0.5 0.3-0.6 0.4-0.8 S
S Hardened steel 50-65HRC | bl 3
: HR5120 ap(mm) 0.2 0.3 0.5 o
HR5220 ae(mm) 1 1.25 15
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© o
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Technical data of application of profile milling tools

@ Conversion factor for feed rate (based on the benchmark of cutting depth)

Maximum Conversion factor for feed rate
Model | cutting depth ap/(mm)

ap 0.5 1.0 1.5 2.0 2.5 3.0 4.0 5.0

ROO08OO 4 1.7 1.3 1.1 1(Benchmark) 0.9 0.8 0.7 0.7
‘Rootooo| s | 19 | 14 | 12| 1 i@enchmarky 09 | 08 | 07 |
ROOf200| 6 21 | 15 | 13 | 11 | 1 i@Benchmak) 09 | 08
‘ROOteOD| 8 | 24 | 17 | 14 | 13 | | 11 1Benchmar) 09 |
ROD2000| 10 | 25 | 18 | 15 | 14 | 12| oo 1 1(Benchmark)

Calculation example:
The recommended feed rate for RCKT10T3MO-FM to process 45# steel is 0.2mm/r. When ap=1mm, the corresponding
recommendation for feed rate is:

f=1.4*0.2mm/r=0.28mm/r

@ Recommended machining parameters for ramp milling, helical milling, drill-milling, etc.

Tool specification Ramp milling Helical milling Drill-milling
- . . Machined Machined Machining Machining
Tool diameter Cuttlng clpin SR i hole diameter | hole diameter depth diameter
Insert maximum angle length L . ; .
(mm) (k] 5 i) minimum maximum maximum minimum
maximum (mm) (mm) il (mm)
16 8° 28 20 30 0.7 9
R08 20 4 9° 25 26 38 1.4 18
25 5° 45 36 48 1.4 18
25 58 28 33 48 0.6 16
32 6° 47 47 62 1.9 23
R10  p---mmemomoooee T e T B! S B
40 4° 71 63 78 1.9 31
63 3° 95 109 124 1.9 54
40 5° 68 59 78 2.4 29
63 2° 171 105 124 2.4 52
S L e e B Rt EEEEERES PR
80 2° 171 139 158 2.4 69
100 1° 171 179 198 2.4 89
63 4° 114 97 124 3.4 48
80 3° 152 131 158 3.4 65
R16 £ 5 e et e e B
100 2° 229 171 198 3.4 85
125 1° 458 221 248 3.4 110

@ Precautions for drill-milling

Central core

When transverse feed machining after drill-milling:
(D The feed rate of the table should be reduced to that of half of the general horizontal machining until the
central section is completely removed.
@ The cutting length minimum X for flattening the bottom is shown in the table above.

@ Precautions for ramp milling

Please set the angle of machining below RMPX.

Set the feed rate below 70% of the standard.

@ Precautions for helical machining

HIHUAREAL

() Please set the feed rate per revolution of the helical machining below the cutting depth ap maximum.
(@ The axial angle created by the trajectory of the tool center should not exceed the inclination angle RMPX maximum for machining.
® Set the feed rate below 70% of the standard.

€ Recommended maximum cutting depth (ap) and applicable teeth number

Teeth number of

e el RO8 R10 R12 R16 R20
<3 ap=2.0-4.0mm ap=2.5-5.0mm ap=3.0-6.0 mm ap=4.0-8.0mm ap=5.0-10.0 mm
>3 ap<2.0mm ap<2.5mm ap<6.0mm ap<4.0 mm ap<5.0mm

Threading Parting and grooving Turing of small components General turning
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Millings with high feed Millings with high feed

CEM100 series V SEM100 series V

DCB

LF
DCX
DCON

APMX
LH

APMX

LF

DCX

Threading Parting and grooving Turing of small components General turning
Threading Parting and grooving Turing of small components General turning

Dimension (mm) . Dimension (mm) :
Number Inventory APMX | Interface | Applicable Screw Wrench Tool specification Number Inventory APMX |  Applicable

of edges DCX | DCB LF (mm) | form inserts of edges DCX | DCB | LF | LH | (mm) inserts

Tool specification Screw Wrench

CEM100-050A2204-SD12 4 A 50 22 40 | 23 SEM100-032G3202-SD12| 2 A 32 | 32 | 150 70 | 2.3
———————————————————————————————————————————————————————————————————————————————————————— sbOi2 M40090 HTT15IP
CEM100-063A2705-SD12 5 A 63 27 40 | 23 SDOIJ12 | M40100  |HTT15IP SEM100-040G4003-SD12| 3 A 40 | 40 | 150 70 | 2.3

CEM100-080A2706-SD12 6 A 80 27 50 2.3 SEM100-040G4002-SD15 2 A 40 40 200 70 2.9 SDLI15 M50130 HTT20IP

CEM100-063A2704-SD15 4 A 63 27 40 2.9 Astandinginventory  AMake-to-order

CEM100-080A3205-SD15 5 A 80 32 50 2.9 SDLI[15 M50130 HTT20IP

oo [T
= =
£ £
@ 9
= =
< (]
x x
o} o)
° °
= =

CEM100-100A3206-SD15 6 A 100 32 50 2.9

AStandinginventory  AMake-to-order

Solid carbide end mill
Solid carbide end mill

Short hole drill
Short hole drill
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3 3
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Technical information of application of high feed milling tools (C/SEM100)

Applicable inserts
SD 00 ﬁ b 4 Ramp milling angle and cutting length @ Precautions for helical machining

o 7 L cal machining o
‘g f\ T Please conduct helical machining within the range of ‘g
= ofE i maximum and minimum machining diameters. S
= \/ 1 Type |Tooldameter| 35 | 45 | 50 | 63 | 80 | 100 g 2
o i o
- e - -
5 IC Maxm"!um maximum minimum 5
@ sbOOl200  famping | 3.5° | 2.8° | 2.5° | 1.7° | 1° &
©w angle (RMPX) ©n
5 (e U et il ik (it Sl Bt s
2 Maximum s
g Working condition: @ Stable & Average # Tough sDOO1500 — ramping 2.5° 2.2° 1.5°| 0.8°| 0.5° g
S angle (RMPX) S
= Sizell e R R O e B O e I S et e T e e b bbb b Residual core at Interference for tool bar =
g Q o e e v onveunnan Cutting length ap/tanRMPX helical center from central cutting residue g
s & " L s
%D g M stainless steet i it i g il i . Machining diameter | Machining diameter %D
= GEJ Castiron Ul et * mini%nu?n - * max?mui”l e =
0o Applicable inserts e ‘3 W w0000 Please set the angle of ramping machining oo
§ o below RMPX C/SEM100**12 2*DC-16 2*DC-2 §
° S Non-ferrous metal L e [ °
gn = 9 Set the feed rate below 70% of the standard. C/SEMIOO**IS 2*DC-26 2*DC-2 go
= . . =
s FestrEsEnEspEre g e m ey Notes: @ The sinking depth (h) per circle is lower than the longitudinal s
20 . . By & ) . . cutting depth maximum (APMX); o0
‘g Dimension (mm) CvD PVD gt § Figure Illustration of ramp milling @ Set the table feed below 50% of the recommended value. 'E
%o Type (mm) eI - glegeg eSS o tén
£ c s o1 av | Re AN 3
S I I|T|T|T|T|T|T|T|T|T|T|T ) I S
£ @ Precautions for drill-milling £
S SOMT1205ZTN-FM 12700 586 | 46 | 15" | 300 | 23 |w & ok % ko | | | | rotmog | Drilingdepth Cutting length minimum for =
SDMT1505ZTN-FM 15.875  5.56 5.5 15° | 0.80 | 2.9 || |4 ||k k| k| maximum bottom flattening
SDMW1205ZTN 12.700 | 5.56 4.6 15° 3.00 23 | # T | e | e | K| x| C/SEM100**SD12 1.5mm Tool diameterDc-16
o SDMW1505ZTN 15.875 | 5.56 585 15° 0.80 2.9 | % Yo | e | k| k| ok C/SEM100**SD15 2mm Tool diameterDc-25 &o
= Recommended grade Available grade =
GE, lof & e & Notes: When transverse feed machining after drilling: E
% . (D The feed rate should be reduced to that of half of the general horizontal machining -]
© Recommended cutting parameters Central core ) ) o
8 until the core is completely removed. 8
£ (2 When drilling holes, set the axial feed rate per revolution below f=0.2 (mm/rev). £
Cutting speed @20/ @25 @30/ @35 @40
% Workpiece material Hardness Insert \%c P /gp d rat / Feed rat Feed rat ?_E:
f i eed rate | ayi ; eed rate |pyi f eed rate
o (HB) grade (m/min) gxmlhc utting per tooth gmalhc utting per tooth gxmlhc utting per tooth °
£ epth (mm) {mm) epth (mm) (mm) epth (mm) (mm) <
§ HR5120 | 200(120-220) | 0.3-1.5 | 0.6-1.2 | 0.3-1.2 | 0.5-1.4 | 0.3-1.5 | 0.8-1.5 §
T — e}
A P
I+ ~ HR5220 | 200(120-220) | 0.3-1.5 | 0.6-1.2 | 0.3-1.2 | 0.5-1.4 | 0.3-1.5 | 0.8-1.5 . . . ©
- R g0 |l T T T T T L T @ Sidewall drill-milling .
= mild steel HR5130 | 160(80-180) | 0.2-1.2 | 0.6-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.6-1.5 =
w ol 0
HR530 | 160(80-180) | 0.2-1.2 | 0.6-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.6-1.5 Setting approximate R angle--in writing program
Q HR5110 | 120(80-220) | 0.1-0.5 @ 0.3-0.7 | 0.1-0.5 | 0.4-0.8 | 0.15-0.6  0.5-1.0
High-carbonsteel,  foooooo oo ohee o e e e e Cutting | Approximate | Cutting residual | Inclination angle
= alloysteel | 1go-s0 | HR®120 | 120(80-220) | 0.1-0.5 | 0.3-0.7 | 0.1-0.5 | 0.4-0.8 | 0.15-0.6  0.5-1.0 Model edgeangle| Rangle | amount | maxmum during -
= Alloy tool steel HR5210 | 150(100-250) | 0.2-0.8 | 0.3-0.8 | 0.2-1.0 | 0.4-1.0 | 0.2-1.0 | 0.5-1.0 (K/mm) | contour machining 5
L e g A ()]
2 HR5220 | 150(100-250) | 0.2-0.8 | 0.3-0.8 | 0.2-1.0 | 0.4-1.0 | 0.2-1.0 | 0.5-1.0 L
g Notes: The recommended feed of sidewall milling -g
HR5120 150(80-190 0.3-1.0 | 0.6-1.0 | 0.3-1.2 | 0.6-1.2 | 0.3-1.2 | 0.5-1.6 ;
- I R A BNl ot (80-190; ) | 0.3-1.0 | 0.6-1.0 | 0.3-1.2 | 0.6-1.2 | 0.3-1.2 | 0.5-1.6 is below 0.2 mm/z. C/SEM100**SD12 | 10° 30 0.85 90° &
— M Stainless steel <180 HR5130 150(80-190) 0.3-1.0 | 0.6-1.0 | 0.3-1.2 | 0.6-1.2 | 0.3-1.2 | 0.5-1.6 _
= e I il He it el B i B e R R T Crosscuttingdepth | | =
E HR530 | 180(80-190) | 0.3-1.0 | 0.5-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.8-1.6 nsert mode maximum (ae) E
5 | HR6130 | 250(80-190) | 0.3-1.0 | 05-1.2 | 0.2-1.0 | 0.5-1.4 | 02-1.2] 0.6-16 | | sor12 | lomm C/SEM100*SD15  10° 35 137 90° g
= HR5110 | 180(80-190) | 0.3-1.0 | 0.5-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.8-1.6 SD**15 12mm =
S ‘B Cast iron LT i e el B e Bl e EeE R 3
HR5120 180(80-190) 0.3-1.0 | 0.5-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.8-1.6
HR5220 180(80-190) 0.3-1.0 | 0.5-1.2 | 0.2-1.0 | 0.5-1.4 | 0.2-1.2 | 0.8-1.6
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Technical information of application of high feed milling tools (C/SEM200)

Helical end milling

o0 Plunge . &
4= Square shoudler Slot Ram Plunge illi Drill- ) o £
= g milling milling millisg milling milling Boring CHM190 series =
= =
o o
b KAPR=90° b}
f = f =
3 Feed &3
8 8
= =
2 2
2 2
£ £
S S
= =
g 2
2 Inserttype | Tools diameter D=16mm D=20mm D=25mm D=32mm D=40mm | D=50mm D=63mm °
£ £
= Max ramping angle a 1.7° 1.3° 0.9° 0.7° 0.5° 0.4° 0.3° 8 =
& m?lﬁr?gegthofplunge 0.3mm 0.3mm 0.3mm 0.3mm 0.3mm 0.3mm 0.3mm &
s | LUTTE e ) O ) R S
I e O O T O T O L L g
E Min diamtetr of hole D1 23mm 31lmm 41mm 54mm 70mm 90mm 105mm LH 'g
1%_-0 Max diameter of hol D2 30mm 38mm 48mm 62mm 78mm 98mm 113mm g
IS LF IS
1] [T}
£ £
3 # The formula of cutting length L base on max inclination angle L=max.ap/tan (a) Dimension (mm) ) s
£ Tool specification Number Inventory AL Appllcable Screw Wrench £
= of slots DC LH LE (mm) inserts =
& Residual of face milling | CHM190-063JT5004-SP12 | 4 | A | 63 | 165 |266.75) 104

. CHM190-063JT50L04-SP12| 4 A 63 | 195 296.75 134
bn R 3T w
£ ; Inserttype | Feeqpertoothfz | Residual CHM190-080JT5004-SP12 | 4 A 80 | 165 266.75| 104 £
= i 0.5 0.014 CHM190-080JT50L04-SP12| 4 A 80 | 205 |306.75| 144 SPO12 =
= i T3] | esesssmsssesseses 0000 R T R M50130 HAT20IP 2
3 | 0.8 0.035 CHM190-063BT5004-SP12 | 4 A 63 | 165 266.75 104 APOO15 S
] il T e R e AR e R R ]
= i | Feed pertooth fz LNU0303010] 1.0 0.055 CHM190-063BT50L04-SP12 4 A 63 | 195 |296.75| 134 =

. AU U 7 2 2 ettt etttk [ ettt Heieinieieieieininh Rieiietels Eeieieieieieks it Rt S
Residualh | . 1.2 0.08 CHM190-080BT5004-SP12 | 4 A 80 | 165 |266.75| 104
ﬂ 1.5 0.125 CHM190-080BT50L04-SP12 4 A 80 205 |306.75 144

AStanding inventory  /AMake-to-order

& Tool geometry during programming

£ E
T T
[ [
(] (1)
(/] (]
2 =l
Qo =]
F P
(v} ©
(%] v
= =
S S
[%2] (%]

When programming, the corner radius should be setto R=1.5mm. If a largerR
setting, overcut may occur. The table below shows the residualamounttl and
the overcutamount t2.

z T
Z overcutamount E
2 2
© Programming| Residual Overcut 5
APMX RE H
% Rgsetmg tl t2 %
,,,,,,, Lomm Qo ramm o A0 [ oemm » @
= Y, =
= 1.0mm 1.2mm 1.5 0.035 y 2 S
Q[ e e : )
s 1.0mm 1.2mm 2.0 0.2mm 0.1mm residual - s
LT P S Sy S S SRS S S P S L S S ———————— =
S 1.0mm 1.2mm 2.5 0.08mm 0.29mm S
2 O 2
[=] (=]
w (7]
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Solid carbide end mill

Applicable inserts

% Recommended grade +% Available grade

. SP |:| |:| ES k = Recommended cutting parameters oo
= =
£ AP LI _ ) Cutting data £
2 Workpiece material Hardness (HB) Insert grade - - 2
K] Cutting speed vc (m/min) Feed rate f2(mm/z) ©
[} [}
= ) g o ) HR5110 130(60-150) 0.25(0.1-0.35) =
o Working condition: @ Stable & Average & Tougl e | et R el St e P L LR o
@ Lo C?l;bot" Slteel’ <180 HR5120 140(70-170) 0.3(0.15-0.4) @
g QSteel 8 0 e even e nn T | i R e R LEL LR, g
g HR5130 140(70-170) 0.3(0.15-0.4) g
£ i ) -
S g M  stainlesssteel ¢eveone ansn HR5110 120(60-150) 0.2(0.1-0.35) 5
= € High-carbon steel, | T =
g . . i Q ’ 180-280 HR5120 130(60-170 0.25(0.15-0.35 g
<z Applicable inserts ks ‘3 LEEEDT B8 66908 alloysteel | Cooeveoo o TTRTeR T (60-170; ) ] 0% (0.15-0.35 ) <z
a0 g HR5130 140(70-170 0.25(0.15-0.35 a0
§ _‘é‘ Non-ferrous metal 9 ( ) ( ) §
= HR5110 100(60-150) 0.15(0.08-0.25) =
20 Heat resistant super alloys Titaniumalloy oo 20
£ Alloy tool steel 280-350 HR5120 110(70-170) 0.2(0.1-0.35) s
Bl ©| Ll
o . . E == o
& Dimension (mm) CVD PVD 2 § HR5130 120(70-170) 0.2(0.1-0.35) o
=} L= =}
o f =4
< Type AN 822 E S § = o g e § olo HR5110 140(110-200) 0.2(0.1-0.3) <
o | —| — — | e~ ] e [ 0 [ TR~ c
£ L L BEL RE CRRERERRELE RS M Stainless steel <270 H