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etc, including Ball Grinding Mill, Spray granulation tower, CNC automotive pressing machine, low pressure vacum sintering
furnace, CNC Grinding Machines, CNC forming Tool Grinding Machine, Automatic Chamfering machine, CVD and PVD coating
furnace, high-speed milling machine, EDM machine, WEDM-LS, Linear detector, Sigma meter ,Coercive force machine,
Metalloscope ,etc., with annual output twenty million pieces, and has passed the ISO 9001 international quality system
certification.

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

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

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

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

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

Tenacious state, widely benefit the world! We will always provide you our best products and service!
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ISO Turning Inserts

CDBP FW\MD\RA\RB

indexable inserts geometry-MD

enhanced main cutting edge

MD
-general geometry for semi-finishing machining on steel
—-enhanced main cutting edge
. inserts can be used in semi-finishing machining with bigger
cutting depth and bigger feed rate
. apmax: 8mm, fmax: 0.6mm
-C type cutting geometry
. perfect working under small cutting depth and unstable
allowance machining
. without any problem in contour machining
.apmin: 0. 4mm, fmin: 0. 1mm
—basic type CNMG, DNMG,SNMG,TNMG,WNMG

application

—with better working range

—high performance under unstable allowance machining
—typical work piece: steel wheel and hub,gear

advantage:

-perfect chip breaking performance with C type geometry, chips will be easily peel off

-larger working range makes fewer geometry types

=sharp tool nose ,enhanced main cutting edge, providing best work performance bombine with
good wear resistance coat grade



CDBP Newest steel processing inserts
Better performance for steel processing

Processing conditions

wear resistance

new products

2015

perfect chip break performance with double chip breaker/

A
Good
BPS051
BPS101
BPS251
BPS371
» strength
Good
C type geometry
[

cutting depth 3lm ml ) )
CDBP BPS‘?IO1 Proc%ssing 240 pecs

0 160 260 360
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ISO Turning Inserts

RA geometry
heavy cutting machining

Indexable inserts high strength widen cutting edge

—Suitable for heavy interrupted cutting and for workpiece with scale due to str
=Smooth chip control by wide and shallow chipbreaker design
—Prevents crater wear by positive land on insert corner

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

RA chipbreaker

Advantages:

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

—Strong Grade BPS 371 can be used in bad conditions,Blade won't broken,can save your machining cost.

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



RA chip breaker application Cutting Condition

—RA chip breaker is better use for forgings hard rough cutting. ap[mm]Cutting Depth
=RA cover all the cutting area below RB chip breaker,RB is the interchangeable chip breaker A
for rough machining,so the RAand RB can meet all the requirments of rough cutting.

20

16

10

4.0 RB

1.0 RA

0.25

0.16

f{mm]
P Feed Rate

0.1
0.025 0.063 | 0.16 0.4 1.0

Roll use in steel industry

Rough cutting
Working materials: 42CrMod4
CNC carbide inserts: SNMG190624-RA
Grade: BPS251
Entering Angle: 75°
Cutting Data
Competitors RACDBPRA

Ve 80m/min 80m/min

f 1.0mm 1.0mm
ap 6-8mm 6-8mm

Every cutting edge life time compare [ min]:

Competitdrs ﬁprocessinjg 60 minutes

CDBP BRS251 processing 72 minutes
0 20 40 60 70 [min]

Remarks:

CNC carbide inserts life time can be more than 1 hours without split.
BPS251 make the cutting edge have better life time and security,
can obtain best production efficiency.



ISO Turning Inserts

CDBP RB chip breaker
Heavy machining roughing cutting applications

Curved cutting edge

CNC carbide inserts chip breaker-RB

RB chip breaker Applications:
—Compare with before rough cutting inserts,it have a widely applications,not

—Heavy machining single face rough cutting CNC carbide inserts only use for heavy machining roug cutting,but also better use for turning
—Stabiliy cutting edge design,negative chamfer with steps contour finishing.
—Reduce friction cutting design —Forgings rough cutting,such as the bearing's inner and outer rings of Wind

low cutting force turbine or generator shaft.

. high feed rate with perfect chip break performance -ltalso can achieve high efficient processing,when cutting depth have big

. Low power requirements,can be used in low power lathe fluctuations

—-Basic Type; C,Sand T
—CDBP Grade recommend:BPS101,BPS251 and BPS371
better use for Steel and Cast Iron cutting.

Advantages:

Low cutting force by curved cutting edge design

Prevents crater wear by positive land on insert corner
Prevents adhesion by 2-steps dots and reduces load on dots



CDBP heavy cutting
To improve the steel turning production efficiency

Cutting Condition

wear resistance

A
Good
BPS101
BPS251
BPS371

pETU. U= 1LV
Feed Rate 0.9~1.1mm/rev
Cutting Depth: 7-14mm

Remarks:perfect chip break performance,long life time.

Each inserts processing workpiece quantity compare

processing 4 pc

CDBP BPS251 processihg 6 pes

0 4 8

ap: 10mm, f:1.0mm

new products

2015




ISO Turning Inserts
CDBP SL ~ LHC and SN chip breaker
New chip breaker specifically for heat-res

Applications :

LHC/SN chip breaker

—Cutting heat-resistant alloys(such as Incone1718 ,Waspalloy)

—Used in aviation and aerospace industry(such as turbo body, turbine disc).

—0Oil and Gas Industry Measuring instruments

=Chemical industry valves and pumps parts

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

SL/LH chip braker

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

—Perfect chip break performance

—Avoid cutting damage

—Basic Type:C,D,T,V,W

SN chip breaker

=Semi-finishing

—Sharp cutting edge with strong cutting edge, suitable for cutting high strength
ISO S type materials

Perfect performance for Intermittent processing cast superalloy.

—Basic Type:C,D,S,W

Advantages:
—Low cutting force,can be reliably processing unstable parts(such as
turbine housing),.fewer calories when cutting heat-resistant alloys.

—BPG118 and BPG3318 use the newest technical PVD coated materials(Al203),

With high temperature resistance coating,can be used for high cutting speed.
—LH and SN chip breaker will extend inserts 150% lifetime compare with before.

Cutting condition:

16
10
6.3
4.0
2,5
1.6
1.0
0,63
0.4
0.25
0.16
0.1

ap[mm]
A
SN
LHC
SL
flmm]
P Feed Rate
0,025 0,063 0.16 0.4 1.0 i 2.5
0.04 0.1 0,25 0. 63 1.6



ISO Turning Inserts
CDBP BPG118,BP(G218,BPG318 Stable,Reliable,Unique

Using the world's latest technology, Successful combine Al203 with CNC carbide inserts. | Stability Cutting edge ~ Sharp Cutting edge |

Inserts Materials

-Use PVD Al20s coating,compare with before PVD coating,the inserts's wear
and heat resistance improved.

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

-Use advanced technology, The blade has a smooth rake face and sharp cutti
-Perfect strength and better wear resistance.

PVD coating materials:Al20s

Advantages:

-Use ultrafine particle substrates combine with Al203 coating,leads the reliable crafts.
-Use heat-resistance Alz03 coating has best hot hardness,so it has better wear resistance.
-Sharp cutting edge with PVD coating,to ensure the workpiece don't have glitches,also reduce the built-up edge.

Cutting Condition CDBP BPG118/BPG218/BPG318 Chip Breaker: SN
Wear Resistance Wear Resistance
A

Old PVD coating materials

»  Strength
Good

Cutting tools engineering and technology research center for difficult machining metals in Mechanical Industry(preparatory)



Face milling and shoulder milling

Face milling inserts

Universal Milling inserts-economical and efficient

W auiliGve IHAANIuI UdG.

-Design with wiper ae

ap
CDBP BPS411 ~ processing 35 pcs
0 50 50

)



Face milling inserts
Universal Milling inserts-economical and efficient

Material recommended
Jimension (mm)
CVD coating grade PVD coating grade Uncoating grade
8| o |=s|8 |8 8| 8|8 =
S d r o8| 6| 5|3 ||| 8|2 =
5 & | 5|5 |&5| & |&5 | 5|5 | &
6.00| 53 | 0.8 w | X
6.00 53 | 08 | % * | k
ann E?2 na <A e <A <A B
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Grooving series.
Better performance in Grooving and parting.

*h tool

off inserts




Grooving series.
Better performance in Grooving and parting.

new products

2015

—Better Geometry.
—Good Substrate.

—More Efficiency. Abrasion resistance
—=Higher cost performance 4
9 P ) Good
LH
LH-For Supperfinishing also for nonferrous metals. L
L-Sharp cutting edge reducing the resistance in machining.For finishing.
H-With strong cutting edge good for medium to roughing machining. H
» Strength
Good g
Semi
Belt
workg
Our i
Our ¢
Cutting
VGC:
Vf:
Abrasion resistance
A Remai ns ver y guvu wisanc:
Competitofs jprocessingﬁoo pcs
CDBP BPGZ(;B E proceésing 220 pcs
Original PVD cutting material . 3
» Strength 0 100 200 300
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A1 Coating grades properties overview
A1-1 TURNING K
Grade IS0 classification Colour Recommend for application
BPCOA2 KOS(KO1-05) Black CVD coated carbide is exlremely.f hard. substrate and.exlremely thick, smooth, wear-resistant coating.
Recommended for nodular cast iron high-speed tuming.
BPCO5? KI0(K05K15) Black CVD coated carbide is exiremeh.( hardl substrate andlexlremely thick, smooth, wear-resistant coating.
Recommended for nodular cast iron high-speed tuming.
CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
BPC102 K15(K10-K25) % can bear harsh intermittent cutting conditions.
Universal grade for all cast iron roughing cutting at low to medium speed.
Black/yellow CVD-coated cemented carbide grades, thick abrasion resistant coating on the high
BPS101 K15(K10-K25) intensity gradient sintered base.Machining of gray and ductile iron at low to medium
. cutting speed. Security in wet and dry machining.

—»TiN layer

—» a =AL:O; wear resistant layer

—3p Special transition layer, strengthen the binding force

— Column TiCN layer

_w The substrate surface cobalt rich-in processing



A1 Coating grades properties overview
A1-2  TURNING P
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Grade IS0 classification Colour Recommend for application
Blacklyellow CVD coated grade: stable conditions for steel finishing can obtain high metal removal rate.
BPS051 P05(P01-P10) Excellent resistance to crater wear and plastic deformation resistance, Recommended for stable conditions,
L Wet and dry processing.
CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both
- P15(P10-P20) Black/yellow good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
K15(K10-K20) . Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.
For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.
CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both
EPS153 P15(P10-P20) Yellow good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
K15(K10-K20) Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.
For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.
i P20(P15-P30) Black/yellow CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
M15(M10-M20) . finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.
P20(P15-P30) Yellow CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
BPS253 MA15(M10-M20) finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.
. PAP25PA0) Blacklyellow CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
I cast steel in bad conditions, Edge line security for interrupted cutting high metal removal rate,
BPS373 PAO(P25-PA0) Yellow CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and

cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate,

Y



A1 Coating grades properties overview

A1-3  TURNING M
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Grade IS0 classification Colour Recommend for application
Cyan-blue gray dark With high hot hardness and good resistanceto plastic deformation. Suitable for high speed cutting and
BPGO3B MI0(MOS-M15) [ ] finishing process of austenitic stainless steel, quenched steel and carbon steel
PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
BPG20B M25(M10-M30) Cyanwdark speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
Cyan-blue gray dark PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
BPG30B M35(M25-M40) . at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.
Purple yellow PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
BPG30A M35{M25-M40) I at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

Coating materials: Ti

Coating microhardness: HV3

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

Coating failure temperature: 900°C, high heat resistan

Guarantee the sharp cutting edge after coati

&, o
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A1 Coating grades properties overview

A15  MILLING K
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Grade IS0 classification Colour Recommend for application
BPGOSB K10(K05-K15) Cyan-blue gray dark W|.th hlgh hot hardness anq .good.remstanceto plastic deformation. Suitable for high speed cutting and
[ ] finishing process of austenitic stainless steel, quenched steel and carbon steel
BPG108 K05.K15 Purple yellow PVD coated carbide grade for gray cast iron and ductile iron medium to rough milling in wet
conditions. In the medium to high cutting speeds,can predictor the tooHlife.
CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
BPC122 K15(K10-K25) % can bear harsh inermilent cutting conditons.
Universal grade for all cast iron roughing cutting at low to medium speed.
Blackiyellow Coated carbide grade for toughness demanding operating conditions to work at low speed,
BPS321 K30(K25-K35) S - ettt bl L
. medium load and reload processing.




A1 Coating grades properties overview
A1-6  MILLING P

Grade IS0 classification Colour Recommend for application

s[eusie >

Cyan-blue gray dark With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and

BPGUSE POS(PO1-P15) finishing process of austenitic stainless steel, quenched steel and carbon steel

PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
BPG20B P15(P10-P20) Cyanw dark speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.

PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,

BPG308 P20(P15-P30) Purple yellow long overhang, milling processes. or an altemative of toughness processes.
Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.
BPG217 P2(P15-P30) Yellow Using high strength, high wear resistance and owe loss Phase Equilibrium ultrafine grain substrate with
PVD TIAIN coating, suitable for most of the material machining,can achieve a stable turning and milling.
Black/yellow
BPS321 P30(P25-P40) High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
]
BPS322 P30(P25-P40) Black High-strength matrix combined with AL203 coating suitable for steel and cast iron milling.
Toughness coated carbide grade for steel milling in demanding process.For vertical milling and
Black/yellow illi ing i i
BPS41Y PAO(P35-PS0) shoulder rTu'IIlng, the grade BPS411‘§houId be working in stable condltlon's. such as sho'rt overhangs,
E surface milling, shallow shoulder milling.For toughness process,BPS411 is the best choice.

suitable for mixed materials small batch production. Whether the coolant supply is excellent.

Toughness coated carbide grade for steel milling in demanding

process.For vertical milling and shoulder milling, the grade BPS412 should be working in stable
BPS412 P40(P35-P50) Black conditions, such as short overhangs, surface milling, shallow shoulder milling.For toughness process,
BPS412 is the best choice.suitable for mixed materials small batch production. Whether the coolant
supply is excellent.

Y



A1 Coating grades properties overview

A1-7  MILLING M
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Grade IS0 classification Colour Recommend for application
Cyan-blue gray dark With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
BPGOB M10(MOS-M15) [ ] finishing process of austenitic stainless steel, quenched steel and carbon steel
Cyan-blue gray dark PVD coated carbide grade for light milling of stainless steel. Combine grinding blade preferred for
BPG208 AR [ ] viscous and work hardening materials.
BPG30B M25(M15-M30) Cyan-blue gray dark PVD o.oaied ‘carhide.;.grade for medium to high—spegd stainless steel (gusien'rtic) n.liIIing. N
[ ] Combined with positive rake angle trough also applies to the heat-resistant materials and titanium alloys.
Cyan-blue gray dark Coated carbide grade for medium speed milling abrasive trends stainless steel, such as casting parts,
SR NP ) [ ] ferritic / martensitic stainless steel, and PH steel.
Blackiyellow ) ) ) »
BPS411 M40(M30-M40) Coated carbide grade for stainless steel castings heavy machining process.
]
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A1  Coating grades properties overview

A1-8  MILLING S

Grade IS0 classification Colour Recommend for application
BPU10B $10(S05-610) Cyan-blue gray dark PVD coated Sa_%.manm” for the ea.m__m_.: io;__._m conditions »._ﬁ:_ca q_____:m. -
[ ] Has excellent abrasion resistance at high cutting speeds. Instability and vibration sensitive.
BPG31S $15(515-530) Purple yellow 20 coated mm&_n_m m_.m.qm ?.: medium-speed z_______._m.n:ﬁ heat ﬂmm_ﬂmq.; alloys. . .
I With good ability to avoid built-up edge and good resistance to plastic deformation capacity.
BPG40A 530(530-540) Yelow Coated carbide grade for heat-resistant aluminum castings milling.
Guarantee the sharp cutting edge after coating.
£y

2
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Coating grades properties overview

ISO packet turning
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Substrate properties
IS0 packet [Pocesig celeon) Coafing gradel Surface Colour| ez 1 s Coating type| Coating descrption |Thickness| Recommended cting speed
ged) | Ry |l (mimin)
K5-K10 | Finishing | BPCOS2 | mlack | 149 | 9 | 2500 | MTcvD TICN-AL20s | Thick film| (20%?00)
[ |
Kio-0 (Semifiishing  BPCI02 | Back | 8 | @ | 200 | MEOVD | TOMALO: [Thickdm 2%
KIOK2) |semifinishing BPS10 [Black/yellow| 148 | 92 | 220 | MT-CVD TONALOY |1y o (18%?3%0)
|
N Cyanrolue gray dark
MOI-MI0 | Finishing | BPG0sB 149 | 925 | 3000 PVD TIALN Film (1010??50)
|
. Cyantblue gray dark ) 120
M10~M20 |Semi finishing| BPG20B 135 | 913 | 2500 PVD AN [Thickfim| (jooreny
|
» Cyanblue: gray dark
M20-M35 Roughmactinng  BPGaB 43 | ot6 | 300 | P TIALN Film s
|
POt-P15 | Finishing | BPSOS1 |Blacksyellow| ™9 | 925 | 2000 [MT-CVDICVD| TICN-AL20-TIN |Thick film (153?3900)
]
P10-p20 | Finishing | BPS101 (Blackiyellow| 137 | 914 | 2000 |MT-CVDICVD| TICN-ALZOsTIN |Thick film (13%5-53900)
| |
P20-P30 |Semifinishing| BPS251 |Blackiyellow| 136 | 915 | 2200 [MT-CVDICVD| TICN-AL2Os-TiN |Thick film| (18%:2;]80)
|
P25~p35 [Roughmachinind BPS371 |Blackiyellow| 135 | 91 | 2500 [MT-CVDICVD| TICN-AL20sTIN |Thick film (10103340)
] ’
o Purple el
P20-P30 [Semifinishing] BRGacs | T o | 143 | o916 | 3000 | PV TIALN Film -
|
L Purple yellow ) . 60
S01~810 Finishing BPG118 14.9 92.5 2800 PVD TIALN +TiN Film (40-90)
|
sto-s [Semifiishing| BPe2ts | PV | 4445 | ore | 3000 | PWD TAN+TIN | Film (35_9,0)
]
» Purple yellow ) ) 30
S20~830 [Roughmachining BPG318 14.5 90 2500 PVD TIALN +TiN Film (20-60)
]
No1~N10 | Finishing BPU109 | DLC Colour| 14.9 925 3000 PVD DLC Film
N1-N20 | Finishing | BPGose |Qabegaydek| 149 | 925 | 3000 PVD TIALN Film (1010%?50)
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A1  Coating grades properties overview
A1-10 ISO Coating Grade For MILLING

SIEUSIEN !

Substrate properties
18Oclassification ISO packet |Processing calegory| Coating gradef Surface Colour—pnq Coating type| Coating descrption |Thickness| Recommended cuting speed
o) | "o i (i)
(gond) | (HRY
o Purple yellow ) 300
K10-K20 | Finishing |  BPG108 149 93 2500 PVD TIALN Film (200-400)
I
! iinishi Black - 250
K10~K20 |Semifinishing BPC122 | _—8CC | 1438 92 2000 | MT-CVD TICN-ALZOs  [Thick fim| ;aranny
150
K20~K30 (Semifinishing Bps321 (Black/vellow] 445 | g0 | 2000 | MTCVD | TCN-ALZOs  [Thickfim|  (120~200)
- ini Black/yellow 3 1 120
K30~K40 [Roughmachining BPS411 [Black/V! 142 | 895 | 3500 [ MT-CVD TICN-ALz03 (100150
_— gy dark 150
MO5~M10 | Finishing BPGO5B o 14.9 92.5 3000 PVD TIALN Film (120~200)
I
Cyanthe gray dark
M20~M30 [Semifinishing  BPG20B 145 | 918 | 2900 PVD TIALN Film (1010%?5[))
I
M
A Cranthe gray dark . 120
M20~M35 |Semifinishing  BPG30B 14.2 89.5 2900 PVD TIALN Film (100-150)
|
M30~M40 [Roughmachinng BPs411 |Black/vellow| 149 895 2900 MT-CVD TCN-ALOs  |Thick film (1010??5[})
Cyanhe gray dark
Mo5-M10 | Finishing | BPGOSB = 149 | 925 | 3000 PVD TIALN Film (1835??00)
|
Cyantlie gray dark|
M20-M30 [Semifinishing  BPG20B 145 | 918 | 2900 PVD TIALN Film (18%?208[))
|
P20-P30 [Semifinshingd BPG2t7 | " | 45 | ot8 | 200 | PV | TANTIN | Fim 00
_ Cyarvbhe gray dak .
P25~P35  (Semifinishing  BPG25B “s | @ | 200 | Pw TIALN Film G
I
~ ini Black/ yellow| . L . 120
P30~P40  [Roughmachining  BPS321 &V 14.5 90 2000 MT-CVD TICN-AL203 | Thick film (100-150)
Pa0-P40 Roughmachininj BPs4t1 (Black/yelow 145 | 895 | 3500 | MTCVD | TICN-ALOs i




A2 Features overview of cemented carbide

o) | Density ||-|ardness|Bend|ng strength| Usage and performance

Nendn

sleusyep >

<cellent in red handness, anti-heat crak, anti xdformation Suitable for processing the structural
loy steel, alloy tool steel, high manganese steel and stainless steel

xcellention red hardness anti-thermal deformation . high strength. common grage.
uitable for the roughing of steel, castiron

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

ub-micro grain, suitable for the milling and drilling tools

ltra-fine grain alloy,good wear resistance and high strength. suitable for the semi-finishing.
1ishing of abrasive materials (like high-hard . chilled-hard castiron ,piled welding, spray welding
ird rubber. card board and non-ferrous metal.) hard rubber,cardoard and non- ferrous metal

ltra-fine grain alloy,good wear resistance and high strength. suitable for the semi-finishing.
rishing of abrasive materials (like high-hard . chilled-hard castiron ,piled welding, spray welding
ird rubber. card board and non-ferrous metal.) hard rubber,cardoard and non- ferrous metal

Itra-fine grain allo. good wear resistance and anti-shocking. suitable for processing the castion,
an-ferrous metal plastic wood, and etc.




A2 Features overview of cemented carbide

SHOIEN !

. IO Mmoo Density | Bending strength Hardness Usage and performance
12) HRA
High wear resistance, good resistance fo shock and vibration. Application
) 90.5~915 | of castiron, non-ferrous metals and alloys, non-metallic materials medium
cutting speed for semi-finishing and finishing.
The use of high strength, impact resistance, good shock
) 89.5-905 resistance, but wear resistance and allows the cutting speed is low.
e For cast iron, non-ferrous metals and alloys, non-metallic materials
low speed roughing.
High wear resistance, the use of high strength, suitable for machining
] 91.5~92.5 ) ) . ) ‘
of chilled alloy cast iron and steel, and ordinary cast iron processing.
) 85005 High strength, impact resistance and thermal shock resistance; suitable
R for carbon and alloy steel rough machining.
) 915625 The use of high strength, impact resistance, good shock resistance,
o suitable for carbon and alloy steel finishing, semi finishing.
Good wear resistance. Suitable for steel, cast steel, alloy steel finishing,
) 92~93.2 e
semi finishing.
Good red hardness, it can withstand
) 0-93 a certain degree of impact load, is general better alloy. Suitable for heat
3 resistant steel, high manganese steel, stainless steel and other hard
processing steel processing, applicable to ordinary steel and iron processing.
Good wear resistance, the
use of higher strength, can bear larger impact load. Suitable for heat
915~925 | resistant steel, high manganese steel, stainless steel and high alloy

steel roughing, semi-finishing, and is also suitable for ordinary steel
and cast iron.




A3 Features overview of cermet
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K05~K20  P10~P30  M10~M30

sleusyep H

6.1~7.2

>2000

Usage and performance

Suitable for the finishing ,semi-finishing of stainless steel

BN201
130 classification K01-K10  P01~P20  MO1~M20
6.5~7.2
>92
>1800
BN301 Usage and performance Suitable for the finishing ,semi-finishing of stainless steel

&, o I
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A4 Recommended grade overview for carbide insert

n Materials
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B Cutting tools
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B1-2 Description of chipbreaker

A Negative inserts

150

Chip breaker

Recommended cutting parameter

Cutting egde shape

Chipbreaker features

Corner radius

For steel finishing turning.
Cutting control ability is better than other chipbreakers in steel process
Iperations: longitudinal cutting, facing, back-turning and profiling.
dvantages: light cutting geometry, low cutting forces
uitable for slender Shafts, thin walled and unstably clamped components. This chipbreaker matches
ith wear-resisting.Grade will be better.
imitations: depth of cut and feed range.
'omponents typically: axles,
ears where good surface finish is a priority.

o H



B1-2 Description of chipbreaker

A Negative inserts

150

Chip breaker

Recommended cutting parameter

Cutting edge shape

Chipbreaker features

Corner radius

For semi-finishing machining;
For semi finishing turning Of steel.

or rough turning.

Vith high metal removal rate when process steel and stainless steel.

Jperations: longitudinal turning, facing and profiling

«dvantages: High universality, with high roughing process ability.

imitations: risk of overloading cutting edge, risk of insert movement in seat at high cutting data
then used with lever-type toolholder.

;ompanents typically: axles, hubs, gears, etc. in steel.



B1-2 Description of chipbreaker

A Negative inserts

coae
AN P

150

Chip breaker Recommended cuting parameler

Cutting edge shape

Chipbreaker features

Corner radius

0.10

For semi-finishing turning.
Widely used for Resistance alloy/titalium alloy.

Buiwing

or finish turning;

iray and nodular castiron,

Iperations:Longitudinal Turning,facing and profiling.

dvantages:Light cutting groove with lower cutting force.Have many advantages for the machining
f parts vibration sensitive and unstable clamping.When turning the through hole, can provide a
igher and more consistent quality of workpiece.

imitations: The depth of cutting and feed.

ypical parts:Ordinary parts of cast iron.
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B1-2 Description of chipbreaker

A Negative inserts

150 Chip breaker Recommended cutting paramefer

Cutting edge shape

Chipbreaker features

Corner radius

For rough turning.
For grey and nodular cast-iron.




B1-2 Description of chipbreaker

A Negative inserts

1S0 Chip breaker Recommended cutting parameter

Cutting edge shape

Chipbreaker features

Corner radius
0.6

VY e

For finish machining.

Apply to steel finish machining .

semi-finishing machining, finish machining .
1for semi-finishing and finishing of cast iron parts.

rations: turning, facing.

ng cutting edge, flat chip breaker with good chip space,
yoth chip removal, high adhesion-resisting. Make sure the cutting surface quality and precision.
tations : used for processing of cast iron parts.

cal parts : pieces of cast iron.



B1-2 Description of chipbreaker

B Positive inserts

150

Chip breaker

Recommended cutfing parameter

Cutting edge shape

Chipbreaker features

Corner radius

Apply to steel semi finish machining, finish machining
Overations: turning. facina.

VA A A I AL M s aen

UE dppiuduoinn ranyge wr vidinary Sieel dnu luw Garbun sieel,

erations: tuming, copying turning;

vantage: a sharp edge, small cutting resistance, smooth chip removal, with good chip control force,
s wide application range;

nitations: cutting edge has overload risk, cutting depth and feed rate restriction;

sical parts: ordinary steel, non-ferrous metal parts,



B1—2 Description of chipbreaker

B Positive inserts

150

Chip breaker

Recommended cuting parameler

Cutting edge shape Chipbreaker features

For finishing turning.
With good chip control above all in steel, stainless steel, grey and nodular cast-iron.

erations: turning, facing, profiling and back-facing.
vantages: Light cutting chip breaker with low cutting force. Suitable for processing slender shaft,

1-walled parts and unstable clamped parts.
ritations: depth of cut and feed.
sical parts: shaft, wheel and gear hub

~ v oow

mponents typically: axles, shafts, hubs, gears, etc.

o H
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B1—2 Description of chipbreaker
B Positive inserts

150 Chip breaker Recommended cuting parameler

Cutting edge shape

Chipbreaker features

Corner radius

Used for finish turning.
Aluminum alloy and other non-ferrous metals.

Typival pais. vidindry aiunimnuin gaits,
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cutting parameter CVD coating PVD coaing
. =0.0740.5 mm/r BPS051. BPS101
, 1=0.030.18 mm/r BU810, BPGOSB

. n=0.10.25 mmir BUB10, BPGOSB
+ 0=0.1-0.3 mmir BU810, BPGOSB
+ n=0.0540.2 mmir BUB10, BPGOSB
v f1=0.240.5 mm/r BPS101, BPS251 BPG308
v f1=0.1-0.65 mm/r BPS101, BPS251 BPG308

. 10=0.1-0.3 mmir BU810, BPGO5B
+ 10=0.1-0.3 mmir BU810. BPGOSB
+ 10=0.1-0.3 mmir BUB10, BPGOSB
v 11=0.05-0.2 mmir BUB10, BPGOD5B

W =021 mmir

BPS373

+ 11=0.03-0.18 mmir

BU810, BPGOSB

v 10=0.1-0.3 mmir BU810, BPGOSB
. 10=0.1-0.3 mmir BU810, BPGO5B
v 1=0.05-0.2 mmir BU810, BPGOSB
+ 10=0,01-0.3 mmir BPS051, BPS101
+ 1=0.030.18 mmir

fn=0.1-0.35 mmir BPS101, BPS251 BPG308
+12.8 mm BPS101. BPS251 BPG308
+ 1=0.1-0.35 mm/r BPS373

Buiwin] |eisusgy E



Buuang

Non-ferrous metals

cutting parameter CVD coating PVD coating
fn=0.1-0.4 mm/r BPG05B
fn=0,05-0.4 mm/r BPGO05B

fn=0.1-0.65 mmir

BPG20B. BPG30B

fn=0.12-0.65 mm/r

BPG20B. BPG30B

uy anebap

Processtype | Chipbreaker | Tolerance Chcij?abgrf::ler Recommended cutting parameter Carbide grade
nm, fn=0.1-0.4 mm/r BU810
imy f1=0.06-0.2 mm/r BUB10
fed cutting parameter Carbide grade
m, fn=0,03-0.5 mm/r BU810
imy fn=0.13-0.6 mm/r BUB10
imy 1=0.05-0.2 mm/r BUS10




)

nended cutting parameter CVD coating

1.7 mm. fn=0,03-0.3 mm/r BPC052

0mm, fr=0.1540.5 mm/r BPC102

Omm, fn=0.15-0.5 mmir BPC102 E

4mm, fn=0.19-0.85 mmir BPC102 o
@
2

2.0mm. fn=0,1-1,19 mm/r BPC102 =
=
3
3
(=]



B1-4 General turning inserts code key

Metric
Insert Shape/Code —— . ——
Code |WityWihou) Wil Without | Section plane of insert | Code Vi Wfihout  With fWithout | Section plane of insert
>65°
/‘\850 / /L\w / o0 B | win | without ﬁf—ﬂ N | Wihout| without | [T
A B Cl|--d4----- e e T H BB
ffffffffffffffffffffffffffffffff >65 i ) )
'z <:> H | With | Single-side @ R |Without| Single-side @
________________________;_653_ ___________________________________
,,,,,,,,, D Bl HI| ¢ | with | without F | Without| Double-side ©
/<55° ss" 777777777777777777777777 =65°
With | Double-side A | With Without
g K L m{| ¥ (N
e |~ o o~ T T
- w | With Without M | With | Single-side
g O 1O o) adD
%— _________ o, — P — R 17 "1 "7~ <65° |
@ T With | Single-side G | With | Double-side @
A ““““““““““““ P R e E
_________ S| T T T|| a| with | Without X | - Special
@ s | | T T S
) Others U | With |Double-side @S
v w
Insert shape Chipbreaker and clamping system
| | I
|
Clearance angle of main cutting edge Allowed tolorence
Code | Clearance angle| Code |Clearance angle m 3
m
Z_\__v// N
. I.C S
A B JgI.c
e ‘-'L’f’u Code tolerance Inscribed circle Thickness S (Reference) Details of M-class tolerance ( Identied by shape and size)
R I D range (m) Tolerance (mm) Y*FEFIDG("IIHJ Nose he|ght tolerance [mm)
| A | so0os | w0025 | soos gt A\ O, <8 | £ <= | O
¢ 5 e \.i o || F| 0005 | 20018 | 10025 635 | 2008 1008 | 2008 | 2011 | 2016 | - |
c +0.013 10025 | 0025 | 9525 | +0.08 | +0.08 | £0.08 | +0.11 | £0.16 | - |
o R P VPOV Bl Rl B 127 | 013 | £013 | 40.13 | 4015 | — | - |
| H | 008 H0013 | 20025 15875 | $0.15 | 40.15 | $0.15 | 4018 | — | - |
E F E +0.025 +0.025 +0.025 | 19.05 | +0.15 | £0.15 | £0.15 | +0.18 - -—
S Avrrea B N o | e s i il & e B e B R IELRe
G +0.025 +0.025 $0.13 : — | £0. — - -
7 " T 7 "7 i e Iy E Tolerance of inscribed circle
J +0.005 +0.05-+0.13| +0.025 -
E T Pt Lt e A O, <8 <= | O
G N K +0.013 +0.05-+0.13| +0.025 T u £
~vae =0 I R M St A 635 | 20.05)| £0.05 | 0.05 | 10.05 | 005 | - |
I ] | L | 0025 0052013 *0.025 | 9525 | £005| +0.05 | £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 |
Other I R B R 15.875| 010 | £0.10 | £0.10 | 010 | — | 20.10
P o | clearance N | #0.08-%0.18 |0.05-£0.13| #0.025 - -——--—-—-—f-—-——l——-—-——- - — -
11° angle P o s oo ogo oo o- o 19.05 | 2010 | £0.10 | £0.10 | £0.10 | - | +0.10 |
U | %0.13-20.38 |0.08-0.25| 013 | 254 — 14013 [ - . | +0.13

Y



B1-4 General turning inserts code key

Diameter of IC
(mm)

[ D R
H & 8
N
************** %
o o]
************** %
o T e
“““““““ o
“““““““ i

Insertshape

S T

A
0 ISR
e ]
o
oo 1]
|2 2]
IR T
e s ]
i ]

IR
16 [ o6
22 | 08 |

>

7

f

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

Length of cutting edge

Code Insert thickness (mm)
IS\ S IS 1
_______ o ____ .08 _______
IR D IS - A
IS SO I - S
o2 238
_______ T2 278 .
IS S IS 1 |- S
_______ LI S - - A
I 416 __
_______ T4 | 4%
L9586 .
,,,,,,, s |88
|6 ____|_ ______83% _______
_______ T6 | 875 .
IR S Y -, S
0o ___.8s2 __ ____
,,,,,,, L IR - Y S
M o

12 12.70
Insert thickness

04

Inscribed circle Thickness Nose radius
Code | et Code |Thickness Code | Nose radius
2 6.35 2 3.18 __9 _____ 0 ;2____
__________________________ 1 04
77?7777?'?%5,7, 3 476 | [~- 71 " 7777
7777777777777 2 0.8
4 127 | 1 -S4 ]
“““““““ 4 6.35 3 1.2
5 15875 | b-—----—-——--—4 77" """
7777777777777 4 1.6
5 704 | b --To |
6 1905 (| | | 5 20
8 25.4 6 9.52 6 24

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

Buiwin] |eisusgy E



B1-5 Inserts for processing steel

n Process steel

a Grade for coating

---------------------------------------------------------------- Grades

Grade IS0 classification Colour Recommend for application
Blackiyellow CVD coated grade: stable conditions for steel semi-finishing to roughing can obtain high metal removal rate.
BPS051 P05(P01-P10) Excellent resistance to crater wear and plastic deformation resistance. Recommended for stable conditions.
I Wet and dry processing.
@
a CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both
o E— P15(P10-P20) Black/yellow good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
z K15(K10-K20) I Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.
(g- For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.
CVD coated carbide grade, wear-resistance materials coated on the gradient sintered substrate which has both
BPS153 P15(P10-P20) Yellow good hardness, toughness. Can bear high temperatures. For steel and steel castings finishing to roughing processing,
K15(K10-K20) Continue cutting to light interrupted cutting. Machining of gray and ductile iron at low to medium cutting speed.
For hard materials continuous cutting and light interrupted cutting from finishing to roughing. Wet and dry processing.
P20(P15-P30) Blacklyellow CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
BPS251 finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted
M15(M10-M20) . .
cutting.
P20(P15-P30) CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
BPS253 Yelow finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted
M15(M10-M20) .
cutting.
e PAP25PA0) Black/yellow CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
I cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.
Yellow CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
BPS373 P30(P25-P40) ) " ) ) ) .
cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.
PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,
BPG308 P20(P15-P30) Purple yellow long overhang, milling processes. or an alternative of toughness processes.
Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.

Y



B1-5 Inserts for processing steel

ﬂ Process steel

b Cermet

......................................................................... Grades

Grade

1SO
classification

Density
(gfem3)

Hardness
HRA

Bending strength
(N/mm2)

Usage and performance

Suitable for the finishing ,semi-finishing of stainless steel

Suitable for the finishing ,semi-finishing of stainless steel

Buiwin] |eisusgy E

Usage and performance

High strength, impact resistance and thermal shock resistance; suitable
for carbon and alloy steel rough machining.

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

Good wear resistance. Suitable for steel, cast steel, alloy steel finishing, semi finishing.

xcellent in red hardness.anti-heat crack, anti -plastic deformatio. Suitablefor thefinishing
2mi finishing of steel castiron .

xcellent in red handness, anti-heat crak, anti xdformation.Suitable for processing the structural
loy steel, alloy tool steel, high manganese steel and stainless steel

xcellention red hardness anti-thermal deformation . high strength. common grage.
uitable for the roughing of steel, castiron




B1-5 Inserts for processing steel ---- - oo Finishing

Negative inserts

Grade recommended

Dimension (mm)
CVD coating grade | PVD cofing grade|  ceramic

olC S od R

BPS051
BPS3T
BPGOSB
BPG308
BN201
BN301

955 | 318 | 381 | 04
955 | 318 | 381 | 08
127 | 476 | 516 | 04
127 | 476 | 516 | 08
127 | 476 | 516 | 12
955 | 476 | 381 | 04
95%5 | 476 | 381 | 08
127 | 476 | 516 | 04
127 | 476 | 516 | 08
127 | 635 | 516 | 04
127 | 635 | 516 | 08
| | 150612FW 127 | 635 | 516 | 12

W 127 | 47 | 516 | 04

W 127 | 476 | 516 | 08

W 127 | 476 | 516 | 12

= = = £ = == = £ £ =

* 2 (% 3 2 % % % %% ¥ % X |BPSI01
¥ 3 x| = % % o 3% 3 |3 3 3 = = |BPSH!

W 9525 | 476 | 381 04 * | %
w 952 | 476 | 381 08 * | %
w 9525 | 476 | 381 12 LU
w 127 | 476 | 516 04 * | K
W 127 | 476 | 516 08 * | K
w 9525 | 476 | 3.81 04 * | %
W 9525 | 476 | 381 08 * | %
W 9525 | 476 | 3.8 04 * |
w 9525 | 476 | 381 08 * | %
W 9525 | 476 | 381 1.2 * | %
w 127 | 476 | 516 04 * | %
w 127 | 476 | 516 08 * | K
W 127 | 476 | 516 1.2 * | %




B1-5 Inserts for processing steel - - oo Finishing
Positive inserts
Grade recommended
Dimension (mm)
CVD coating grade | PDooclinggrade| ~ ceramic

B35 | 238 | 28 | 02 | " [ & | % m
635 | 238 | 28 | 04 | T % | % )
B35 | 238 | 28 | 08 | T° | % | % %
9525 | 397 | 44 | 02 | T | % | % E_i'
9525 | 397 | 44 | 04 | T | % | % 5
9525 | 397 | 44 | 08 | T | % | % a
27 | 476 | 55 | 04 | T | & | K

127 | 476 | 55 | 08 | T° | & | %

B35 | 238 | 28 | 02 | T | % | %

635 | 238 | 28 04 || x

9525 | 397 | 44 0.2 ™ % %

9525 | 397 | 44 | 04 | T | K| K

9525 | 397 | 44 | 08 | T° % | Kk

9525 | 397 | 44 | 04 | T K| %k

9525 | 397 | 44 | 08 | T | % | %

55 | 238 | 25 | 04 | 7" || %

556 | 238 | 25 | 08 | T° | % | %

B35 | 348 | 28 | 04 | T | % | K

B35 | 348 | 28 | 08 | T° | % | %

635 | 318 | 28 1.2 ™ [ % | %

9525 | 397 | 44 | 04 | T | K| %

9525 | 397 | 44 | 08 | T & | %

9525 | 397 | 44 | 12 | T | % | %

B35 | 348 | 28 | 04 | 5 | % | &

635 | 318 | 28 0.8 5 || %

9525 | 476 | 44 | 04 | 5 [ % | %

90525 | 476 | 44 | 08 | 5° [ x| %

B35 | 348 | 28 | 04 | T | ¥ | %

B35 | 318 | 28 | 08 | T | & | %

9525 | 476 | 44 04 7 | | %

9525 | 476 | 44 | 08 | T° | & | %

P T T TR




B1-5 Inserts for processing steel------ - - Finishing

Negative inserts

Grade recommended

Dimension (mm)
CVD coating grade | PDooalinggrace |  Ceramic |Uncoated grade

9525 | 476 | 381 | 02 * *
9525 | 476 | 381 | 04 S *
9525 | 476 | 381 | 08 * *
9525 | 476 | 381 | 02 * *
9525 | 476 | 381 | 04 w *
9525 | 476 | 381 | 08 o *

635 | 476 | 24 | 02
635 | 476 | 24 | 04
635 | 476 | 24 | 08
9525 | 476 | 381 | 0.2
952 | 476 | 381 | 04
9525 | 476 | 381 | 08
9525 | 476 | 381 | 0.2
9525 | 476 | 381 | 04
9525 | 476 | 381 | 08

% % R | % % % % % R
* % % % X X A+ X%

* Recommended grade Y Optional grade
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B1-5 Inserts for processing steel - - oo Finishing
Positive inserts
Grade recommended
Dimension (mm)
CVD coating grade | PWDovalnggrade| Ceramic | Uncoaled grade
wels e R |BlglEBERBE|I5
3|23 | 28 02| T fo| k| % * m
3|28 28 | 04| T %o % | % * ®
55| 397 | 44 | 02| T *o k| % * 3
55| 397 | 44 | 04 | T % k| % * %
55| 397 | 44 | 08 | T Kk | % 5
27 |46 | 55 | 02 | 7 x| |* a
27 | 476 | 55 | 04 | T fo % | % *
27 | 476 | 55 | 08 | T % k| K *
3|23 | 28 |02| T % k| % *
35|28 28 | 04| T *o| k| % *
| | Do 2| 28 | o1 | 7 Yo | ¥ | % *
35|23 | 28 |02 | T * k| % *
35|23 | 28 |04 | T %o k| % *
55| 397 | 44 | 01| T ko k| K *
55| 397 | 44 | 02| T %o k| % *
55| 397 | 44 | 04 | T % k| % *




B1-5 Inserts for processing steel
Positive inserts

------------------------------------------------------------------- Finishing

Grade recommended
Dimension (mm)

CVD coating grade | PWouaingyace | Ceramic |Uncoaled grade
el s e R| Bl g 282|585
35 | 238 | 28 0.2 7 Y| k| *
51238 | 28 | 04 | T° % K| *
525 | 397 | 44 0.2 7 k| N *
525 | 397 | 44 04 7 W k| w *
35| 238 | 28 | 01 | 11° Yo % | *
35 | 238 | 28 0.2 11° Il b+ ¢ *
525 | 397 | 44 0.1 1° Al I ¢ *
525 | 397 | 44 | 02 | 1T° Y| k| X *
525 | 397 | 44 04 7 Al IR ¢ *
525 | 397 | 44 | 08 | T° W | T *

l 525 | 318 | 44 | 04 | 11° % k| r *
525 | 318 | 44 0.8 1° bl ¢ *
27 | 318 | 55 04 11 W k| w *
27 | 318 | 55 | 08 | 11° Y| & |k *
52 | 318 | 44 04 1° W k| w *
525 | 318 | 44 0.8 1° W Y| % *
27 | 318 | 55 | 04 | 1T Yo % |k *
27 | 318 | 85 0.8 1° W k[N *
35 | 318 | 28 0.2 7° Yo k| *
35| 318 | 28 | 04 | T % k| *
56 | 238 | 25 0.2 11° W k| w *
56 | 238 | 25 | 04 | 11° gl Ih+¢ *
35| 238 | 34 ) 02 | 110 % k| *
35 | 238 | 34 04 11° Al ¢ *
35 | 318 | 34 0.2 1° Al gl I ¢ *
35 | 318 | 34 04 1° | k| ok *
35 | 318 | 34 0.8 1° W k| w *
525 | 318 | 44 | 02 | 11° % k| T *
55 | 318 | 44 04 11° W k[N *
525 | 318 | 44 0.8 11 W k| % *

% Recommended grade

¥¢ Optional grade



o \L7
B1-5 Inserts for processing steel ----- oo Finishing
Positive inserts
Grade recommended
Dimension (mm)
CVD coating grade | PWDovalnggrade| Ceramic | Uncoaled grade
56 | 238 02 | 11 IR * m
56 | 238 04 1° ww|w * ®
56| 238 08 | 1 AR AR * 2
8
g
35| | 34 | 01| e k| k| * * 3
3
35 | 318 | 34 0.2 1° Wl |w * @«
56| 238 | 25 | 02 | 11° A *
B6 | 238 | 25 04 1° Wl | w *
b6 | 238 | 25 0.8 11° vo | | % *
35 | 318 | 34 | 02 | 11° I I *
35 318 | 34 04 1° Wl |w *
35| 318 | 34 0.8 1° Yo | k| K *
35318 28 | 04| 5 * | % | % *
35| 318 | 28 0.2 5° Yo k| K *
Fan



B1-5 Inserts for processing steel
Positive inserts

------------------------------------------------------------------ Finishing

Grade recommended
Dimension (mm)

CVD coating grade | PWouaingyace | Ceramic |Uncoaled grade
it I e I I A EIEIE
35 | 318 | 28 0.1 5° W k| % *
35 | 318 | 28 | 02 | §° W W *
35 | 318 | 28 04 5° Yo | k| & *
525 | 476 | 44 0.2 3 | k| % *
525 | 476 | 44 | 04 | 5° W k| R *
525 | 476 | 44 04 7 W k| W *
525 | 476 | 44 0.8 7 Wl k| % *
525 | 318 | 44 | 02 | 15° W | % *
55| 318 | 44 | 04 | 15° | vt | *
35 | 318 | 28 0.1 1° W k| K *
35 | 318 | 28 0.2 1" | k| % *
525 | 476 | 318 | 04 | 11° W Y| % *
55| 476 | 318 | 08 | 11° W k| % *
35 | 238 | 28 | 04 | T° vo | W[ *
525 | 397 | 44 0.2 7 W k| % *
525 | 397 | 44 | 04 | T° W k| A *
525 | 476 | 381 04 | ¥ | w *
525 | 476 | 381 | 08 o | % *

% Recommended grade

% Optional grade



CcnBaP
B1-5 Inserts for processing steel - oo Semi finishing
Negative inserts
Grade recommended
Dimension (mm)
The basic shape of inserts Type CVD coating grade | PVDcoelinggrade | - Ceramic
090304-MD 9525 | 3.18 3.81 04 * | k| K m
090308-MD 9525 | 318 | 381 08 * | k| ®
120404-MD 127 | 476 | 516 04 * | k| K %
120408-MD 127 | 476 | 516 08 * | k| K %
D | 127 | 47 | 516 | 12 * | k| % 5
D | 15875 | 635 | 635 | 08 * | x| % @
D 15875 | 6.35 | 635 1.2 * | k| K
D 1905 | 635 | 793 08 * | k| X
D 19.05 | 635 | 7.93 1.2 * | k| K
D 1905 | 635 | 793 | 16 * | k| K
D 9525 | 476 | 381 | 04 * | k|
| ‘ 10408MD | 9525 | 476 | 381 | 08 x| k| &
1D 127 | 476 | 5.16 04 * | k| K
D 127 | 476 | 516 08 * | k| K
D 127 | 476 | 516 1.2 * | k| &
D 127 | 635 | 516 04 * | k| X
D 127 635 | 516 08 * | k| K
D 12,7 635 | 516 1.2 * | k|
D 9525 | 318 | 381 04 * | k| o
D 127 476 5.16 04 * | k| K
D 127 | 476 | 5.16 08 * | k| X
] 127 | 476 | 516 | 12 * | k| W
D 15875 | 635 | 6.35 08 * | k| W
D 15875 | 635 | 635 1.2 LU I
D 1905 | 635 | 7.93 08 * | k| K
D 19.05 | 635 | T7.93 1.2 * | k| &
] 1905 | 635 | 793 | 16 * | k| K
D 9525 | 4.76 3.81 04 * | k| K
1D 9525 | 476 | 381 08 * | k| K
D 9525 | 476 | 3.81 12 * | k| X
D 127 | 476 | 516 04 * | k| K
] 127 | 476 | 516 | 08 * | k|
1D 127 | 476 | 516 12 * | k| K
% Recommended grade Y Optional grade



B1-5 Inserts for processing steel oo Semi finishing

Negative inserts

Grade recommended
Dimension (mm)
CVD coating grade | PVDcoelinggrade | - Ceramic
D 9525 | 4.76 381 04 * | k| %
D 9525 | 476 | 381 08 * | K|
D 9525 | 476 | 3.81 12 * | k| %
D 9525 | 476 | 381 04 * | k| X
() 9525 | 476 | 3.81 08 LAR. S
[ 9525 | 476 | 3.81 12 * | k| W
D 127 | 476 | 5.16 04 * | k| &
D 127 4.76 5.16 08 * | k| %
D 1.7 4.76 5.16 12 * | k| %




B1-5 Inserts for processing steel

Negative inserts

Semi finishing

Buiwin] |eisusgy E

Grade recommended
Dimension (mm)
CVD coafinggrade | PVDosalinggrade | - Ceeramic
oc| s || v |B|B|E|E|B|E|5]2
1A 121 4.76 5.16 04 * | k| &
JA 127 | 476 | 516 | 08 *x | k| %
IA 12.7 476 5.16 12 *x | k| &
1A 15.875 | 6.35 6.35 04 e | k| A
JA 15875 | 635 | 635 | 08 * | k| %
1A 127 4,76 516 04 LA AR
JA 127 | 476 | 516 | 08 *x | k| &
1A 127 6.35 5.16 04 * | k| %
JA 127 | 635 | 516 | 08 *x | k| %
1A 121 4.76 5.16 04 | % | A
JA 127 | 476 | 516 | 08 *x | k| %
JA 952 | 476 | 516 | 04 *x | k| &
1A 9.525 | 476 5.16 0.8 * | k| %
JA 9525 | 476 | 516 1.2 *x | k| %
1A 9525 | 4.76 5.16 04 * | k| &
JA 952 | 476 | 516 | 08 * | k| &
JA 127 | 476 | 516 | 04 *x | k| &
1A 127 4.76 5.16 08 * | k| %

% Recommended grade

¥ Optional grade



B1-5 Inserts for processing steel —------- oo Semi finishing

Negative inserts

Grade recommended
Dimension (mm)
CVD coating grade | PVDcoelinggrade | - Ceramic
oc| s o & |BIE|IBB|I2E|E|B
M 127 | 476 | 516 04 * | k| K
127 | 476 | 516 | 08 * | k|
M 127 | 476 | 516 12 * | k| K
M 127 | 476 | 516 | 04 * | k| %
M 127 | 476 | 516 | 08 * | k| K
M 127 | 476 | 5.16 1.2 * | k| K
M 127 | 635 | 516 | 04 * | k| &
L 127 635 | 516 08 * | k| K
M 127 | 635 | 516 | 12 * | k|
M 9525 | 476 | 381 | 04 * | k|
M 9525 | 4.76 3.81 08 * | k| K
M 952 | 476 | 381 12 * | k|
M 127 | 476 | 516 | 04 LI G
L 127 | 476 | 516 08 * | k| &
M 127 | 476 | 516 | 12 * | k| K
L 9525 | 4.76 3.81 04 * | k| K
M 9525 | 476 | 381 | 08 * | k| &
M 9525 | 476 | 381 12 * [ k| %
M 127 | 476 | 516 | 04 * | k| %
127 | 476 | 516 | 08 * | k| W
127 | 476 | 516 1.2 * | k| W
X 9525 | 4.76 3.81 08 * | k| K
X 9525 | 4.76 3.81 1.2 * | k| &
X 127 | 476 | 516 | 08 * | k| K
X 127 | 476 | 516 | 12 * | k| %




B1-5 Inserts for processing steel - oo Semi finishing

Negative inserts

Grade recommended
Dimension (mm)
Type CVD coating grade
olc | s | o4 | R § § § §
1204044 127 | 47 | 546 | 04 | % m
120408 127 | 47 | 546 | 08 * | % o
1204124 | e | st | 12 x| % 3
1606040 15875 | 635 | 635 | 04 * | * 5_1'
1606084 15875 | 635 | 635 | 08 % | * 5
1606124 5875 | 635 | 635 | 12 x| % a
150404-U 127 | 47 | 546 | 04 | &
1504084) 127 | 476 | 516 | 08 % | %
150604-U 127 | 635 | 546 | 04 % | ®
150608 127 | 63 | 516 | 08 * | *
| ‘ 1204040 127 | 476 | 516 | 04 | x
120408 127 | 47 | 546 | 08 % | *
1506084 15875 | 635 | 516 | 08 | *
1506120 1587 | 635 | 516 | 12 % | *
1604044 955 | 476 | 516 | 04 % | *
160408 955 | 476 | 516 | 08 * | *
1604124 955 | 476 | 516 | 12 % *
1604040 9525 | 476 | 516 | 04 *o| K
1604084) 955 | 476 | 516 | 08 % | %
1604120 955 | 476 | 516 | 12 x| x
080404 127 | 47 | 546 | 04 | ®
080408-U 127 | 476 | 516 | 08 % | *
080412 127 | 47 | 546 | 12 | %

% Recommended grade

¥ Optional grade



B1-5 Inserts for processing steel —-------oooooi Semi finishing

Negative inserts

Grade recommended
Dimension (mm)

CVD coating grade | PWDowainggrade | Ceramic | Unooated grade

sls|ls|=l8 8|=|=]|o
olC| § od R |8 | |8 | 8| 8|8 8|

S| 5|5 | 5|5 &|5| &=
1271 | 476 | 516 0.4 v | Y| % *
127 | 476 | 516 | 08 Wk K *

9525 | 318 | 381 | 04
9525 | 318 | 381 | 08
127 | 476 | 516 | 04
127 | 476 | 516 | 08
635 | 318 | 24 | 02
635 | 318 | 24 | 04
635 | 318 | 24 | 08
| ‘ 160304LRN | 9525 | 348 | 381 | 04
9525 | 476 | 381 | 02
9525 | 476 | 381 | 04
9525 | 476 | 381 | 08
9525 | 476 | 381 | 12
9525 | 476 | 381 | 16
127 | 476 | 516 | 04
127 | 476 | 516 | 08
127 | 476 | 516 | 12
635 | 318 | 24 | 02
635 | 318 | 24 | 04
9525 | 476 | 381 | 02
9525 | 476 | 381 | 04
9525 | 476 | 381 | 04
95%5 | 476 | 381 | 08

X ¥ | % o3 ox 3% X ¥ X 3 o3 o X% X X X X\ X% X XX
o3 % 3 x| X o % % % 3 o % % 3 o= |3 o % 2|3
o 3% % X% | % X% % % R % % % % % x| % % % %%
* % % o 3 3 (% % X ¥ % % X 3 % % A X 4 %

* Recommended grade Y Optional grade



B1-5 Inserts for processing steel

Negative inserts

Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade | PWDowingqrade | Ceramic | Unooated grade

oc) s (o0 | R 1R 2IEBIEE|EEIS

95% | 476 | 381 | 04 % | % | % * m
95% | 476 | 381 | 08 % % | % * o
127 | 476 | 5%6 | 04 kx| | % 3
127 | 47 | 5% | 08 % % | % * %
955 | 476 | 381 | 04 % % | % * 5
9525 | 476 | 381 | 08 x| w| [% a
127 | 47 | 5% | 04 * | % | % *

127 | 476 | 5% | 08 % % | % *

95% | 476 | 381 | 02 % | % | % *

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

95% | 476 | 381 | 08 % % | % *

|

% Recommended grade

¥¢ Optional grade

&, oes TN



B1-5 Inserts for processing steel ------o-oooii Semi finishing
Positive inserts

Grade recommended

Dimension (mm)
CVD coating grade

3
g
=
2

Ceramic

oIC | S od R a

BPS3T1
BPG05B

BPS051
¥ O Ok O o F |k O 3 o & [ % 3 2 % % % % % ¥ % % % |BPS101
* 3 3 % % % % % X % % % 3 ¥ % | ¥ % % ¥ 3 % ¥ ¥ X X% X ¥ > |BPSHI
¥ X X X > X X | X X X o X | X X - X x| % X X X X X - |BPG30B

BN201
BN301

635 | 238 | 28 04 7
635 | 238 | 28 0.8 7
9525 | 387 | 44 0.2 7
9525 | 397 | 44 04 7
9525 | 387 | 44 0.8 7
127 | 476 | 55 04 7
127 | 476 | 55 0.8 r
127 | 476 | 55 12 7
635 | 238 | 28 04 7
635 | 238 | 28 0.8 I
9525 | 397 | 44 0.2 r
9525 | 397 | 44 04 7
9525 | 387 | 44 0.8 7
9525 | 387 | 44 1.2 7
9525 | 397 | 44 0.2 7
9525 | 397 | 44 04 7
9525 | 397 | 44 0.8 7
9525 | 397 | 44 12 r
127 | 476 | 55 04 7
127 | 476 | 55 0.8 7
127 | 476 | 55 12 7
556 | 238 | 25 04 7
556 | 238 | 25 0.8 7
635 | 318 | 28 04 7
635 | 318 | 28 0.8 7
635 | 318 | 28 1.2 7
9525 | 387 | 44 04 7

16T308-MD 9525 | 397 | 44 0.8 7

167312-MD 9525 | 397 | 44 12 I

% Recommended grade Y Optional grade



B1-5 Inserts for processing steel
Positive inserts

------------------------------------------------------------- Semi finishing

| 2006MOE-R4

Grade recommended
Dimension (mm)

CVD coating grade | PDcodinggace | Ceramic
oc| s |es| n | o |BE B B2 E|E S
635 | 318 28 04 7 * | Kk ¢ m
635 | 318 | 28 0.8 7 L ¢ h'¢ ®
9525 | 476 | 44 | 04 | T’ * | * * 3
9525 | 476 44 08 7 * | X W %
63 | 318 | 28 | 04 | & % | % * 5
63 | 318 | 28 | 08 | & % | % % @
9525 | 476 | 44 04 5° * | % "
9525 | 476 | 44 08 5° * | K Y
8 2.38 33 7 * | * ¢
10 397 | 45 7 * | K W
12 476 44 7 * | * Y
16 635 | 55 7 * | * h<¢
2 635 | 65 7 * | Kk Y

* Recommended grade

¥ Optional grade

&, oo N



B1-5 Inserts for processing steel

Positive inserts

Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade | PWDovalingyrade| Ceramic | Uncoated grade

525 | 318 | 44 04 11° Y| k| *
525 | 318 | 44 | 08 | 11° % K| *

Yo ¥ | *

W | | W *
35|23 | 28 01| T Yo % | *
35 | 238 | 28 0.2 7 Il b+ ¢ *
525 | 397 | 44 0.1 7 W% % *
525|397 | 44 | 02 | T Y| k| X *
525 | 397 | 44 04 7 Al IR ¢ *
35 | 318 | 34 0.2 1° W | % *
35| 318 | 34 ) 04 | M7 Y| ¥ | o *
35 | 318 | 34 0.8 11° W k| w *
525 | 318 | 44 | 04 | 11° % k| r *
525 | 318 | 44 0.8 1° bl ¢ *
35 | 318 | 28 0.1 5° W k| w *
35| 318 | 28 | 02 | 5° Y| & |k *
35 | 318 | 28 04 5° Al b4 *
35| 318 | 28 | 08 | 5° | % | T *
525 | 476 | 44 | 02 | 5° Yo % |k *
525 | 476 | 44 04 5° W k[N *
525 | 476 | 44 | 08 | 5 Y| % | *
525 | 476 | 44 | 04 | 11° % k| *
525 | 476 | 44 0.8 1° Il I+ *




B1-5 Inserts for processing steel —--------ooi Semi finishing
Positive inserts

Grade recommended

Dimension (mm)
CVD coating grade

=
=4
=
&

Ceramic

IC| S od | R a

BPS051
BPS101
BPS251
BPS3T1
BN301

*******X—*********—meg
g

35|23 | 28 | o1 | T
35|28 28 | 02| T
35|23 | 28 | 04| T
55| 397 | 44 | 01 | T°
55| 397 | 44 | 02 | T
55| 397 | 44 | 04 | T°
3238 28 | 01| 7
3|23 | 28| 02| T
35|23 | 28 | 04| T
55| 397 | 44 | 01 | T°
55| 39T | 44 | 02 | T
| | oomoaRE |9525 | 39T | 44 | 04| T
o s | ats | 44 | 04 | 1°
55| 318 | 44 | 08 | 11°
27 | 348 | 55 | 04 | 11°
27 [ 348 | 55 | 08 | 1r°
35| 38| 28 | 02 | 1r°

Buiwin] |eisusgy E

%% % X | X% o= X% o3 X x| X% X =% x X% = (BPGOSB
% % % %R % o % % | % % X% % % = (BPGIB
X X X o | X X 3 e X | X X% X X - x [BN2O

35 | 318 | 28 | 02 | T Y| % | *

35 | 238 | 28 0.2 7 Al IR ¢ *
35 | 238 | 28 04 7 Yo kA *
526 | 397 | 44 | 02 | T° % k| *
(e
| ‘ 1T304LR-H | 9525 | 397 | 44 04 7 Al ¢ *
% Recommended grade ¥ Optional grade



B1-5 Inserts for processing steel -~ oo Rough machining

Negative inserts

Grade recommended

Dimension (mm)
CVD coating grade | PVDoueling grade | Uncoated grade

olC S od R

BPS051

127 | 476 | 5.16 08
127 | 476 | 5.16 12
127 | 476 | 516 16
15875 | 635 | 635 08
15875 | 635 | 635 12
15875 | 635 | 635 16
1905 | 635 | 7.93 12
127 | 476 | 516 08
127 | 476 | 5.16 1.2
127 | 476 | 5.16 16
127 | 635 | 516 038
127 | 635 | 5.16 1.2
127 | 635 | 516 18
127 | 476 | 516 08
127 | 476 | 5.16 1.2
127 | 476 | 516 16
15875 | 635 | 635 08
15875 | 635 | 635 12
15875 | 635 | 635 16
1905 | 635 | 7.93 08
1905 | 635 | 7.93 12
1906 | 635 | 7.93 16
1905 | 635 | 7.93 24
952 | 476 | 381 08
9525 | 476 | 3.81 12
127 | 476 | 516 08
127 | 476 | 516 12
127 | 476 | 5.16 16
952 | 476 | 381 08
9525 | 476 | 381 12
127 | 476 | 5.16 08
127 | 476 | 5.16 12
127 | 476 | 516 16

‘ 150612-

% X o X 2= o3 3% % 3|3 o3 3 3 3% X% o= o3 % |3 % % 2 % 3| X = X 2% X 3 =% (BPSI01
P X % o % (% % X o |3 % 3 % o3 3 o X % |3 X o2 % 3 % |3 = 3 X% % % % |BPSH
X o % o o X o % 3 X X X % % ¢ o % X 0 OF | X % % X % ok ¢ X % 3 - X - |BPSITI

FEEE EISEE SR SIS EE RS EEREE R FISEEEE FNEEESESEES




B1-5 Inserts for processing steel

Negative inserts

AN P

A

Rough machining

Grade recommended
Dimension (mm)
The basic shape of inserts Type CVD coating grade | PVDoueling grade | Uncoated grade
s|ls|s|l=|8|8|<|=
120408-RB 127 | 476 | 516 08 | K m
120412-RB 127 | 476 | 516 12 *x | % ®
120416-RB 127 | 476 | 516 16 Y| % %
160608-RB 15875 | 635 | 6.35 08 | K %
B 15875 | 635 | 6.35 12 O 5
B | 1575 | 635 | 635 | 16 % | * @
B 1906 | 635 | 793 1.2 % | %
B 1905 | 635 | 7.93 16 I ¢
B 19.05 | 635 | 7.93 24 | W
B 54 | 794 | 912 | 24 W | W
B 254 | 952 | 912 | 24 Y| %
‘ 120408-RB 127 | 476 | 516 08 W K
B 127 | 476 | 516 12 % |
B 127 | 476 | 516 16 w | R
B 15875 | 635 | 635 08 w |k
B 15875 | 635 | 6.35 12 I
B 15875 | 635 | 6.35 16 | W
B 1905 | 635 | 7.93 | 08 i ¢
B 1905 | 635 | 7.93 12 I
B 19.05 | 6.35 7.93 16 *| ok
B 1905 | 635 | 7.93 | 24 % |k
B 254 | 794 | 912 | 24 % |k
B 254 952 | 942 24 % | %
B 254 | 952 | 912 | 32 ¢
B 9525 | 476 3.81 08 * | W
B 9.525 | 4.76 3.81 1.2 * | X
B 127 | 476 | 516 | 08 % | *
B 127 | 476 | 516 12 | ok
B 127 | 476 | 516 16 | %

% Recommended grade

% Optional grade

&, o N



B1-5 Inserts for processing steel ----- oo Rough machining
Positive inserts

Grade recommended
Dimension (mm)
CVD coating grade | PD coaling yade | Uncoaled grade
9525 | 397 44 0.8 7 * | k| %
127 | 476 | 55 0.8 7 W k| K
127 | 476 | 55 1.2 7 * k| &
9525 | 397 | 44 0.8 7 * k| &
127 | 476 5.5 1.2 7 Y| k| %
' 955 | 397 | 44 | 08 | T % x| %
20 | 635 | 65 - 7 * | k| K
25 1.94 1.2 - 7 * | k| W
32 | 955 | 95 - 7 L OB ds
\ | |

% Recommended grade Y Optional grade



B1-6 Inserts for processing stainless Steel - ------oroer i Grades

M Process on stainless steel

a Grade for coating

Buiwin] |eisusgy E

Grade IS0 classffication Surface colour Applications Recommended
- PVD coated carbide grade for milling typical hardened steel and plastic mold steel,processing hardness above
M10(MO5-M15 Cyan-blue gray dark g g
BPGOSS MOSKIS) | ™ o HRC36.
PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cuttingspeed.
BPG20B M25(M10-M30) Cyanw dark When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
Cyan-blue gray dark PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing at low to
BPG30B | M30(M25-M35) . medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting,
- PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing at low to
M35(M30-Md Cyan-blue gray dark
e R | medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.
b Cermet
Grade Density | Hardness | Bending strength Usage and performance

ISO classification (gem3) | HRA (N/mm2)

>92 >1800 Suitable for the finishing ,semi-finishing of stainless steel

>91 >2000 Suitable for the finishing ,semi-finishing of stainless steel

&, o3



7\

\L/.

B1-6 Inserts for processing stainless steel -~ Finishing
Positive inserts
Grade recommended
Dimension (mm)

CVD coating grade PAD coafng e Uncoated grade
35|23 | 28 | 02| T k| %
5238 | 28 | 04| T Y| k| %
55| 397 | 44 | 02 | T Yok | %
55| 397 | 44 | 04 | T° | k| %
55| 397 | 44 | 08 | T Y|k | %
27 | 476 | 55 | 04 | T° | k| &
35|23 | 28| 02| T Y| k| %
35|23 | 28 | 04 | T Yok | %
55| 397 | 44 | 02 | T | k| %
525 | 397 | 44 | 04 | T° Y| k| &
525 | 397 | 44 0.8 7 Y| k|

| ‘ 09T304FW | 9525 | 318 | 44 | 04 | T° AR SR
525 | 318 | 44 0.8 7 k| W
27 | 476 | 55 | 04 | T° Y| k| %
27 | 476 | 55 | 08 | T° k| %
27 | 476 | 55 | 12 | T° Y|k | %
S6 | 23 | 25 | 02 | T | k| %
B6 | 238 | 25 | 04 | T° W k| W
35318 28 | 02| T Y|k | %
35| 318 | 28 | 04 | T Y| k| %
A5 (318 | 28 | 08 | T Yok | &
525 | 397 | 44 | 04 | T° Y| k| &
35| 318 | 28 | 02 | 5 Y| k| %
35| 318 | 28 | 04 | 5 | k| K
35| 318 | 28 | 08 | 5 | k| %
55 | 476 | 44 | 02 | 5° AR St
525 | 476 | 44 04 5° k| W
55 | 476 | 44 | 08 | 5° | k| &
J5 (31| 28| 02| T o % |k
35318 | 28 | 04 | T Y| k| %
35| 318 | 28 | 08 | T | k| %
525 | 476 | 44 0.2 7 W | W
55| 476 | 44 | 04 | T° Y| k| %
55 | 476 | 44 | 08 | T° fo| % | K

% Recommended grade

Y Optional grade




B1-6 Inserts for processing stainless steel -~ Finishing
Positive inserts
Grade recommended
Dimension (mm)
CVD coafinggrade | PVD coating grade | Uncoated grade
35| 28| 28 | 02 | T % | %k m

35238 28 | 04| T ¥ | k| % ®

35 | 238 | 28 0.8 7 W k| % %

525 | 397 | 44 | 02 | T % F| K %

55| 397 | 44 | 04 | T x| x| & 5

525 | 397 | 44 | 08 | T * | k| K a
27| 476 | 55 | 04 | 7° Yo | %%
35 | 238 | 28 0.2 7 W k| K
35| 238 | 28 | 04 | T | k| K
525 | 397 | 44 | 02 | 7 Y| %%
525 | 397 | 44 | 04 7 v k|
| MTI0MV | 9525 | 397 | 44 | 08 | T° k| %
' s | 23| 25 | 02 | 7 to | % | %
B6 | 238 | 25 04 7 Wk |w
35318 | 28 | 02| 7 % k| %
35 | 318 | 28 04 7° W k| K
35| 318 | 28 | 08 | T % | ¥ | %
55 | 397 | 44 | 04 | 7" | k| %
525 | 397 | 44 0.8 7 W k| %
35 | 318 | 28 | 02 | 5° ¥ K| H
35318 | 28 | 04 | 5 Yo | k| K
35 | 318 | 28 | 08 5° | k| %
55| 476 | 44 | 02 | 5° * | ¥ %
525 | 476 | 44 04 5° W k| R
55| 476 | 44 | 08 | 5° | k| K
(o]

* Recommended grade

*

ptional grade
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B1-6 Inserts for processing stainless steel -~ Finishing
Negative inserts
Grade recommended
Dimension (mm)
CVD coating grade | PVD coating grade | Uncoated grade

27 | 476 | 516 | 0.2 Yo k|

27 | 476 | 516 | 04 * | k|

27 | 476 | 516 | 08 * | V|

27 | 476 | 516 | 04 x| ¥ |k

27 | 476 | 516 | 08 * | % | %

27 | 635 | 516 | 04 * | k| W

27 | 635 | 516 | 08 * | % |k

27 | 476 | 516 | 04 * | k| W

27 | 476 | 516 | 08 * | K|

27 | 476 | 516 | 1.2 * | ¥ |

| 525 | 476 | 381 | 04 * | KK
525 | 476 | 381 | 08 x| % | K

525 | 476 | 3831 | 1.2 * | k| %

27 | 476 | 516 | 08 * | % |k

525 | 476 | 381 | 02 W % | %

525 | 476 | 381 | 04 * | ¥ |k

525 | 476 | 381 0.8 * | k|

525 | 476 | 381 | 04 * | K|k

525 | 476 | 381 | 08 * | k| K

27 | 476 | 516 | 04 * | % |k

27 | 476 | 516 | 08 * | k| W

27 | 476 | 516 | 1.2 * | k| &

R NMSUTTNNISTHUTGU Yilauo

HoOVpuvalr yrauo




B1-6 Inserts for processing stainless steel

Positive inserts

)

®

S

Semi finishing

BK10
Buiwin] |eisuag H

Grade recommended
Dimension (mm)

CVD coating grade | PVD coating grade | Uncoated grade
| s oo v | o |BIEBE|IEEIE DS
35 | 238 | 28 04 7 Yk | W
351238 | 28 | 08 | T° i S
525|397 | 44 | 02 | T Yo| k|
525 | 397 | 44 04 7 W k| w
525|397 | 44 | 08 | T Y| k|
27 | 476 | 55 04 7 | k| W
27 | 476 | 55 0.8 7 W k| W
27 | 476 | 55 | 12 | T Y| k| &
35 | 238 | 28 04 7 Y k| w
51238 | 28 | 08 | T° k|
525 | 397 | 44 | 02 | T° Yo| k| o
525 | 397 | 44 04 7 W k| w
525 | 397 | 44 | 08 | T° k| h
525 | 397 | 44 1.2 7 % k| %
525 | 397 | 44 0.2 7 Wk | w
525 | 397 | 44 | 04 | T Y| k| &
525 | 397 | 44 0.8 7 Yo k| W
525 | 397 | 44 1.2 7 W k| W
27 | 476 | 55 | 04 | T Y| k|
27 | 476 | 85 0.8 7 Wk | %
27 | 476 | 55 | 12 | T Y| k| %
56 | 238 | 25 | 04 | T ¥ ok |
b6 | 238 | 25 0.8 7 W k| W
35| 318 | 28 | 04 | T Y| k|
35 | 318 | 28 0.8 7 Y k| w
35 | 318 | 28 1.2 7 W k| K
526 | 397 | 44 | 04 | T° k| K
525 | 397 | 44 0.8 7 Y| k| W
525 | 397 | 44 |12 | T° % k| H
35| 318 | 28 | 04 | T Y| k|
35 | 318 | 28 0.8 7 Yok | w
525 | 476 | 44 | 04 | T° % k|
525 | 476 | 44 0.8 7 % k| %
35 | 318 | 28 04 § W k| %

110308-MD 635 | 318 | 28 | 08 | 5° I S
160404-MD 9525 | 476 | 44 04 5° % k| %
160408-MD | 9525 | 476 | 44 | 08 | 5° Y| k|

* Recommended grade

¥ Optional grade



7\

\L/.

B1-6 Inserts for processing stainless steel ~----------ooooe Semi finishing

Negative inserts

Grade recommended
Dimension (mm)
CVD coating grade | PVD coating grade | Uncoated grade
S|ls s =8 8|8 38|

27 | 476 | 516 | 04 Yk | W
27 | 476 | 516 | 08 i S
27 | 476 | 516 | 12 Yo| k|
B875| 635 | 635 | 04 W k| w
875| 635 | 635 | 08 Y| k|
27 | 476 | 516 | 04 | k| W
27 | 476 | 516 | 08 Y| k| %
27 | 635 | 516 | 04 Y| k| &
27 | 635 | 516 | 08 Y k| w
27 | 476 | 516 | 04 Yo| ¥e |
27 | 476 | 516 | 08 W k| w
525 | 476 | 516 | 04 Wk | w
525 | 476 | 516 | 08 Y| k| &
525 | 476 | 516 | 12 Yo k| W
525 | 476 | 516 | 04 Y| k|
525 | 476 | 516 | 08 Wk | %
27 | 476 | 516 | 04 W k| W
27 | 476 | 516 | 08 Y| k|
27 | 476 | 516 | 12 Yo k| W

% Recommended grade Y Optional grade



B1-6 Inserts for processing stainless steel ----------ooooom Finishing
Negative inserts
Grade recommended
Dimension (mm)
CVD coating grade | PVD coating grade | Uncoated grade
27 | 476 | 516 | 04 | k| % m
27 | 476 | 516 | 08 W k| W ®
27 | 476 | 516 | 12 % x| % 2
g
=
27 | 476 | 516 | 04 ol k| K 3
27 | 476 | 516 | 08 x| % | % a
27 | 476 | 516 | 04 Wk |w
27 | 476 | 516 | 08 W k| W
- |

% Recommended grade

¥r Optional grade

&, o
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B1-7 Inserts for Heat-resisting alloy .-

[} Heat-resisting alloy process

............................................................... Grades

Grade IS0 dlassification Colour

Recommend for application

BPG18 $05-815 Purple yelow

PVD coated carbide grade for medium-speed milling of heat resistant alloys.
With good ability to avoid built-up edge and good resistance to plastic deformation capacity.

Buiuing [elausg H

BPG218 §15(515-830) Purple yellow

PVD coated carbide grade have good ability to avoid built-up edge and good resistance to plastic deformation capacity.
For unstable conditions, such as long cutting edge, clogging, deep shoulder milling, long overhang, milling processes.
Light milling of stainless steel; combine grinding blade for viscous and hardening materials; moderate speed milling of
heat resistant alloys; hardened parts milling at low feed and medium-speed.

BPG318 $25(520-830) Purple yellow

PVD coated micro-grain carbide. Can provide a sharp cutting action and excellent toughness of the cutting edge,
agood anti-the grooves wear and thermal shock resistance. For carbon steel finishing at low feed rate or low cutting
speed. a variety of stainless steel finishing at low to medium cutting speed, but also suitable for light interrupted cutting.
Low-speed machining of heat resistant alloys, or light interrupted cuts. General short contact time processing step and
high strength requirements of sharp cutting edges processing step.

Y



B1-7 Inserts for Heat-resisting alloy

Positive inserts

AN P

A

------------------------------------------------------------------ Finishing

Grade recommended
Dimension (mm)
CVD coating grade | PVD coating grade | Uncoated grade
RS EEEEES
35 | 238 | 28 0.2 7 * | % m
3528 | 28 | 04| T * | % )
525 | 397 | 44 0.2 7 * | Kk %
525 | 397 | 44 04 7 * | v %
55| 397 | 44 | 08 | T x| % 5
27 | 476 | 55 04 7 * | % 8
27 | 476 | 55 0.8 7 * |
35 | 238 | 28 0.2 7 * | Kk
35| 238 | 28 04 7 * | %
525 | 397 | 44 02 7 * | K
525 | 397 | 44 | 04 7 * | %
| | tmsossL |95 | s9or | 44 | 08| T * | %
525 | 318 | 44 | 04 7 * | %
525 | 318 | 44 0.8 7 * [ %
27 | 476 | 55 04 7 * | %
27 | 476 | 55 0.8 7° * |k
27 | 476 | 55 1.2 7 * | %
B6 | 238 | 25 | 02 7 * | K
56 | 238 | 25 04 7 * | K
35 | 318 | 28 0.2 7 * | K
35 | 318 | 28 04 7 * | %
35 | 318 | 28 | 08 7 * | %
525 | 397 | 44 04 7 * | %
35 | 318 | 28 02 7° * | &
35 | 318 | 28 04 7 * | %
35 | 318 | 28 0.8 7 * |k
525 | 476 | 44 | 02 7 * | %
525 | 476 | 44 04 7 * | %
525 | 476 | 44 0.8 7 * | %
35 | 318 | 28 0.2 5° * |k
35 | 318 | 28 04 5° * | ¥
35 | 318 | 28 | 08 5° * | %
525 | 476 | 44 02 5° * | %
525 | 476 | 44 04 5 * | &
| | 160408-SL |9.525 476 | 44 | 08 5° * | %

% Recommended grade

Y Optional grade



B1-7 Inserts for Heat-resisting alloy -~~~ Semi finishing

Negative inserts

Grade recommended
Dimension (mm)
CVD coating grade PVD coating grade | Uncoated grade
R R EEEREEE
wa AR REHHE
127 | 476 | 516 | 0.2 ) SR 4
127 | 476 | 516 | 04 * | k| K
127 | 476 | 516 | 08 * [ k| K
127 | 476 | 516 | 04 * || K
127 | 476 | 516 | 08 * [ k| &
127 | 635 | 516 | 04 * | | K
127 | 635 | 516 | 08 * | k| K
127 | 476 | 516 | 04 * | k| %
127 | 476 | 516 | 08 * | k| K
127 | 476 | 516 | 12 * | | %
I ‘ 9525 | 476 | 381 | 04 * | k| %
9525 | 476 | 381 0.8 * [ k| K
9525 | 476 | 381 12 * | N K
127 | 476 | 516 | 08 * | k| K
9525 | 476 | 381 | 01 * | k| &
9525 | 476 | 381 | 02 * | % | K
9525 | 476 | 381 0.4 * | % | K
9525 | 476 | 381 08 * | K| K
9525 | 476 | 381 | 04 * | k| K
9525 | 476 | 381 08 x| o% | &
127 | 476 | 516 | 04 * || K
127 | 476 | 516 | 08 * | %W | %
127 | 476 | 516 | 12 * | k| w

% Recommended grade Y Optional grade

____C¥c



B1-7 Inserts for Heat-resisting alloy

Negative inserts

Rough machining

Grade recommended
Dimension (mm)
CVD coating grade PVD coating grade | Uncoated grade
R R EEEREEE
o || n |BIEEIRIEIRIBIEIS
127 | 476 | 516 | 08 W k| % m
127 | 476 | 516 | 1.2 W% | K ®
15875 | 6.35 | 635 | 08 Y| k| % %
15875 | 6.35 | 6.35 12 W ow | % %
1905 | 635 | 7% | 08 x| x| & 5
1905 | 635 | 7.93 12 Wk | K& 8
9525 | 476 | 381 08 Wk | K
9525 | 476 | 381 12 Wk | &
127 | 476 | 516 | 08 Wk | %
127 | 476 | 516 | 1.2 W% | K
127 | 635 | 516 | 08 Y| k| %
‘ 150612-SN 127 | 6.35 | 516 12 | % | %
‘ 127 | 476 | 51 | 08 x| k|
127 | 476 | 5.16 12 Wk | K
15875 | 6.35 | 635 12 W k| %k
9525 | 476 | 381 08 Wk | %
9525 | 476 | 381 12 W R | K
127 | 476 | 516 | 04 W k| &
127 | 476 | 516 0.8 W | K
127 | 476 | 516 | 12 W K| K
9525 | 476 | 381 | 08 Y| |k
9525 | 476 | 381 12 ww |k
9525 | 476 | 381 08 W k| %
9525 | 476 | 381 | 12 W n| K
127 | 476 | 516 | 08 Wk | %
127 | 476 | 516 | 1.2 W K| K

* Recommended grade

Y Optional grade

&, o= N



B1-8 Aluminum processing

Aluminum processing

@ Grade for coating

Grades

Grade 180 classification Surface colour

Applications Recommended

BPU109 N10(NO1-N15) DLC colour

Diamond coating grade, the coating can reduce BUE,abtain higher surface quality. Suitable for aluminum, magnesium, copper, brass, plastic

finishing to roughing processing.

ran.

Application and performance

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

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




B1-8 Aluminum proCessing -« ocve e

Positive inserts

AN P

A

High precision series

Dimension (mm)

Grade recommended

PVD coating grade [ Uncoated grade

BK10
Buiwin] |eisusgy E

olc| S | od | R | @ % % % g Lé
lHC | 635 | 238 | 28 | 02 | T % | *
IHC | 635 | 238 | 28 | 04 | T° % | *
e |63 | 238 28 08 | T * | %
IHC | 955 | 397 | 44 | 02 | T % | %
IHC | 9525 | 397 | 44 | 04 | T * | *
HC | 9525 | 397 | 44 | 08 | T * | *
lHC | 127 | 4% | 85 | 02 | T * | %
IC | 127 | 476 | 55 | 04 | T * | %
lHC | 127 | 476 | 55 | 08 | T % | %
IHC |63 | 28 | 28 | 02| T * | *
lHC | 6% | 238 | 28 | 04 | T * | *
lHC | 635 | 238 | 28 | 08 | T° % | %
e | 9525 | 397 | 44 | 02 | T | *
e | 9525 | 397 | 44 | 04 | T * | %
HC | 985 | 3g7 | 44 | 08 | T % | %
e | 955 | 397 | 44 | 12 | T * | %
e | 955 | 3 | 44 |02 | T ¥* | %
IHC | 955 | 397 | 44 | 04 | T % | %
e | 9525 | 397 | 44 | 08 | T * | *
IHC | 127 | 476 | 55 | 02 | T * | *
lHC | 127 | 476 | 55 | 04 | T° % | %
e | 127 | 476 | 55 | 08 | T° * | *
lHC | 127 | 476 | 85 | 12 | T * | %
IHC | 127 | 476 | 55 | 16 | T° * | *
e | 5% | 238 | 25 02 | T * | %
IHC | 5% | 238 | 25 | 04 | T * | %
e | 55 | 238 | 25 08 | T * | %
e | 635 | 238 | 28 | 02 | T * | %
LHC | 635 | 238 | 28 | 04 | T % | %
LHC | 635 | 238 | 28 | 08 | T° * | *
lHC | 955 | 37 | 44 02 | T * | %
HC | 955 | 397 | 44 | 04 | T * | *
HC | 955 | 397 | 44 | 08 | T % | *
e | 9525 | 397 | 44 | 12 | T * | %
*

% Recommended grade

Optional grade



B1-8 Aluminum proCessing -« ocve e High precision series
Positive inserts

Grade recommended

Dimension (mm)
The basic shape of inserts Type PVD coating grade [ Uncoated grade

olC S od R a

BPG05B
BPG308
BK20UF
BK10

10302-LHC 635 | 318 | 28 | 02 | &
1M0304-LHC 635 | 318 | 28 | 04 | 5
10308-LHC 635 | 318 | 28 | 08 | 5
16040HC | 9525 | 476 | 44 | 02 | 5°
LHC | 955 | 476 | 44 | 04 | 5
LHC [ 955 | 476 | 44 | 08 | &
LHC | 9525 | 476 | 44 | 12 | 5
LHC 127 | 59 | 55 | 16 | 5°
LHC 127 | 59% | 55 | 25 | 5°
LHC 127 | 5% | 55 3 5°
LHC 635 | 318 | 28 | 02 | T
| ‘ 110304-LHC 635 | 348 | 28 | 04 | T
LHC 635 | 318 | 28 | 08 | T
LHC 786 | 318 | 34 | 02 | T
LHC 786 | 318 | 34 | 04 | T
LHC | 955 | 476 | 44 | 02 | T
LHC | 955 | 476 | 44 | 04 | T
LHC [ 955 | 476 | 44 | 08 | T
LHC | 9525 | 476 | 44 | 12 | T
LHC 127 | 59% | 55 | 2 I
LHC 127 | 5% | 55 3 I

» o3 o % | o 3 3 % ¥ % o oz o3 3|3 o o 3 3 3 % = = =% |BPUI9
* 2 % % |3+ 3 % % % % 3 3k % % |3 R X % % 2 % % % > |BUSI0

L1HC 6 2.38 25 - 7
4HC 8 318 34 - 7
{HC 10 318 44 - 7
-LHC 10 397 44 - 7
4HC 12 4.76 55 - 7

% Recommended grade Y Optional grade



B1-8 Aluminum proCessing -« ocve e

Positive inserts

AN P

A

High precision series

Grade recommended
Dimension (mm)
PVD coating grade [ Uncoated grade
olc| s | od | R | ¢ [B|B|5|E|8]|¢e

H2C 9525 | 397 44 0.2 7 W K m

H2C 9525 | 397 44 04 7 W % ®
g
@
8
=

H2C 9525 | 397 44 0.2 7 ¥ K 3

HC | o5 | 39 | 44 | 04 | T % | * a

H2C 9525 | 397 44 0.8 7° w | K

H2C 9525 | 397 44 04 7 W K

H2C 9525 | 397 44 0.8 7 W x

60° | ‘

H2C 9525 | 476 44 04 7 o %

H2C 9525 | 476 44 0.8 7 | Kk

H2C 127 5.96 55 3 7 W K

H2C 127 5.96 55 3 1° W K

* Recommended grade

Y Optional grade



B1-8 Aluminum proCessing -« ocve e High precision series

Negative inserts

Grade recommended

Dimension (mm)
PVD coating grade | Uncoated grade

olC S 04 R

BPG05B
BPG308
BK20UF
BK10

0402-LHC 127 4.76 5.16 02
0404-LHC 127 4,76 516 04
0408-LHC 127 4.76 5.16 08
0412-LHC 127 4.76 5.16 12
0404-LHC 121 4.76 5.16 04
0408-LHC 127 4.76 5.16 0.8
0604-LHC 1.7 6.35 516 04
0608-LHC 121 6.35 5.16 08
0404-LHC 127 4.76 5.16 04
0408-LHC 12.7 4,76 516 08
0412-LHC 127 4.76 5.16 12

% ox (X X x| o= = x- (BPUI0Y
3 % | % % % % |3 % > % |BUSI0

0404-LHC 9526 | 476 381 04
0408-LHC 95256 | 476 381 08
0412-LHC 9525 | 476 381 12
0408-LHC 121 4.76 5.16 08
0412LHC 127 4.76 516 1.2
0401-LHC 9526 | 476 381 01
0402-LHC 9525 | 476 381 02
0404-LHC 9525 | 476 381 04
0408-LHC 9525 | 4786 381 08
0404-LHC 9525 | 476 381 0.4
0408-LHC 9525 | 476 381 08
0404-LHC 121 4.76 5.16 04
0408-LHC 127 4.76 5.16 0.8
0412-LHC 127 4,76 5,16 1.2

X ox o o o (x % X% X X o3 X% %
o A % % % % X 3| % 3 % %

% Recommended grade Y Optional grade



B1-8 Aluminum proCesSing -« -« -« vemeie

Positive inserts

AN P

A

Ordinary Precision Series

Dimension (mm)

Grade recommended

PVD coating grade [ Uncoated grade

BK10
Buiwin] |eisusgy E

oic| S | od | R | @ % % % g Lé
AH | 635 | 238 28 | 02 | T % | *
AH |63 | 238 | 28 | 04 | T * | *
AH |63 | 238 | 28 08 | T * | %
AH | 9s5 | 39T | 44 | 02 | T % | %
AH 955 | a4 04 | T * | %
AH | 9525 | 397 | 44 | 08 | T * | %
AH | 127 | 4t | 85 | 02 | T * | %
AH | 127 |4t | 55 | 04 | T * | %
AH | 27 | 4| 55 | 08 | T % | %
AH |63 | 28 | 28 |02 | T * | %
AH | 6% | 238 28 | 04 | T * | *
AH |63 | 238 | 28 | 08 | T % | %
AH |95 | agm | 44 02 | T * | *
AH 955 | 3 | 44 | 04 | T * | %
AH 955 | 3T | 44 08 | T % | %
AH O |ess | a4 12 | T * | %
AH | 8% | 238 | 25 | 02 | T % | %
AH | 5% | 238 | 25 | 04 | T * | %
AH | ss | 238 | 25 08 | T * | %
AH |63 | a8 28 02 | T * | *
AH | 6% | 3t | 28 | 04 | T * | *
AH |63 | 318 28 | 08 | T % | %
AH | 788 |t | 34 | 02 | T * | %
AH | 786 | M8 34 | 04 | T * | %
AH | oS5 | 4t6 | 44 | 02 | T % | *
AH |95 | 4t6 | 44 | 04 | T ¥ | *
AH | 9525 | 46 | 44 | 08 | T % | %
AH | 635 | 3. | 28 | 02 | 5 * | %
AH |63 | 318 28 | 04 | 5 % | %
AH | 635 | 3t | 28 | 08 | 5 % | %
AH | 955 | 4T6 | 44 | 02 | 5 % | *
AH |55 | 46 | 44 04 | 5 * | %
AH |95 | 416 | 44 | 08 | 5 * | %

% Recommended grade

¥ Optional grade



B1-8 Aluminum proCesSing -« -« -« vemeie Ordinary Precision Series

Negative inserts

Grade recommended
Dimension (mm)
PVD coating grade | Uncoated grade
B = | = e

oc| s | o | R |B|8B|5|8 8¢

& | & | &|@a| & | &
20402-LH 127 4.76 5.16 0.2 W k
20404-LH 127 | 476 | 516 04 % | *
20408-LH 127 | 476 | 516 0.8 | Kk
20412-LH 127 4.76 5.16 1.2 I ¢
30404-LH 127 | 476 | 516 04 Y| Kk
50408-LH 127 | 476 | 516 0.8 % |k
30604-LH 12.7 6.35 5,16 04 w | *
50608-LH 127 | 635 | 516 0.8 Y[ &
20404-LH 127 4.76 5.16 04 W[ *
20408-LH 127 | 476 | 516 0.8 * |k
0412-LH 127 | 476 | 516 12 | Kk
I ‘ 30404-LH 9525 | 476 | 381 04 % | *
30408-LH 9525 | 476 | 381 0.8 | Kk
30412-LH 9.525 4.76 381 12 W k
20408-LH 127 | 476 | 516 0.8 Y &
20412LH 127 476 5.16 1.2 W[ %
30404-LH 9525 | 476 | 381 04 % | Kk
30408-LH 9525 | 476 | 381 0.8 | Kk
50404-LH 9525 | 476 | 381 04 % |k
30408-LH 9.525 4.76 381 08 W *
30404-LH 127 | 476 | 516 04 | &
30408-LH 127 476 5.16 08 %[ *
30412-LH 127 4,76 5.16 12 w| ok

% Recommended grade Y Optional grade



B1-8 Aluminum milling

Material recommended

ension (mm)
VD oo gace PVD coating grade Uncoating grade
FRFIEEEEEEE ==
sjoet| r| 228|828 8|28 g2 e 8|8
36 | 28 | 08 || %] | % * ®
g
3
35 | 28 | 04 * % %* * 5
3.
3
35 | 28 | 08 * % % *
T6| 44 | 08 * Y Y *
18| 28 | 04 % ¥ ¥ *
ST ]
T6 | 44 | 02 % Y ¥ *
J6 | 44 | 04 * % % *
J6 | 44 | 08 * ¥ ¥ *
T6 | 44 | 16 w w W *
96| 44 | 08 % Y Y *
J6 | 44 | 32 * Y Y *
T6 | 44| 08 * Y Y *
a L
14 | 20° w w b *
14 | 2° w W W *
34 | 15° * % ¥ *
34| 15° % Y Y *
34 | 15° * Y Y *
34 | 15° W * b g *
35 20° | 16 % Y % *
35 | 15° | 15.76 * % ¥ *
35 20| 16 * Y Y *
' ! SDHTWQMAEFN{H2C| 12.7\4.7s| 55 | 15° [1576 * ¥ ¥ *

% Recommended grade

¥ Optional grade



B1-8 Inserts For Wheel Turning -~ - oo High precision series

Grade recommended
Dimension (mm)
The basic shape of inserts Type PVD coating grade| ~ Uncoated grade
30 8 56 8.2 4 Y| W | Kk
) 30 72 6 82 12 * | k| Kk
18 6 48 65 3 Y| % | Kk
1 4 33 48 2 Y| |
; 26 5 41 58 25 Yo | % | %
; 26 6 5 58 3 % | Kk
3 8 6 6.5 4 Yol % | %
B 9525 | 476 44 1.2 7 Y| % | Kk
S 127 | 5% 55 2 7 W] K
B 127 | 59 55 G 7 Y| | Kk
C 127 | 635 55 1.2 7 Yo | % | %
C 127 | 59 55 3 7 | % | Kk




B1-7 Inserts for processing Cast iron -« - ---vvvrmerer Grades

A Process on cast iron

a Grade for coating

Grade IS0 dlassification Colour Recommend for application
Black CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating.
KO5(K01-K05
BPCOA2 ( ) I Recommended for nodular cast iron high-speed turning. m
@
@
=
z
CVD coated carbide is extremely hard substrate and extremely thick, smooth, wear-resistant coating. =
BPCOS2 KIO(KOSK15) Bact e SEney ? g
Recommended for nodular cast iren high-speed tuming. 3
Ej
CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
BPC102 K15(K10-K25) % can bear harsh intermittent cutting conditions.
Universal grade for all cast iron roughing cutting at low to medium speed.
Blacklyellow CVD-coated cemented carbide grades, thick abrasion resistant coating on the high
BPS101 K15(K10-K25) intensity gradient sintered base.Machining of gray and ductile iron at low to medium
_— cutting speed. Security in wetand dry machining.
b Grade for uncoating
- Density Bending strength Hardness ot
Grade 1SQ classification (glem3) (Nimm2) HRA Applications Recommended
High wear resistance, good resistance to shock and vibration. Application
YG6 K15~K20 14.85~15.05 2050 90.5~91.5 of cast iron, non-ferrous metals and alloys, non-metallic materials medium
cutting speed for semi-finishing and finishing.
The use of high strength, impact resistance, good shock
resistance, but wear resistance and allows the cutting speed is low.
YG8 K30 1461485 2520 89.5-90.5 For cast iron, non-ferrous metals and alloys, non-metallic materials
low speed roughing.
High wear resistance, the use of high strength, suitable for machining
BK10 K10~K20 14.8~15 2000 91.5~92.5 ) . . . ‘
of chilled alloy cast iron and steel, and ordinary cast iron processing.




B1-7 Inserts for processing cast iron - ------oeveeeii Finishing

Grade recommended

Dimension (mm)
CVD coating grade Uncoated grade

e
(]
o
b4
=
BPCO42

BU810
BUS20

BPS051
BPS101

MLX 127 | 476 | 518 04
18-LX 127 | 476 | 516 0.8
[2CX 127 | 476 | 518 1.2
WLX 15875 | 635 | 6.35 04
18-CX 15875 | 635 | 6.35 08
[2CX 15875 | 635 | 635 1.2
4-CX 9525 | 476 | 381 04
18-CX 9525 | 476 | 381 08
MLX 127 | 476 | 518 04
18-CX 127 | 476 | 518 0.8
[2CX 127 | 476 | 516 12
150604-CX 127 | 635 | 516 04
18-LX 127 | 635 | 516 0.8
[2CX 127 | 635 | 516 1.2
14X 9525 | 318 | 381 04
18CX 9525 | 318 | 381 08
MLX 127 | 476 | 516 04
18-CX 127 | 476 | 518 0.8
[2CX 127 | 476 | 516 12
18CX 15875 | 635 | 6.35 08
[2CX 15875 | 635 | 6.35 1.2
HLCX 9525 | 476 | 381 04
18-CX 9526 | 476 | 381 08
[2CX 9525 | 476 | 381 1.2

%o (X X % o o x| = o2 X X X % % b X X % % x |BPCOS2
* o % |3+ 3 2 % 3k 3k % % X % % % 3¢ k|3 % 3 % % = (BPC102

WLCX 9525 | 476 | 516 04
18-CX 9.526 | 476 | 5.16 0.8
MLX 127 | 476 | 518 04
18-CX 127 | 476 | 516 0.8
[2CX 127 | 476 | 516 1.2

X % oxk o3 %
* % % % %




B1-7 Inserts for processing €ast irom --------ooeeoorrmriiieii

Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade Uncoated grade
oc| s | oo | v |2|3|5/E|5|8|8
o o o o o [==] o
4-CQ 1.7 4.76 5.16 04 I m
18-CQ 127 | 476 | 516 | 08 w |k )
2CQ 127 | 476 | 516 | 12 Y| * %
/6-CQ 1.7 4.76 5.16 16 Wk %
18-CQ 15875 | 635 | 635 | 08 Y| K 5
2-CQ 15875 | 6.35 6.35 12 w | % a
16-CQ 15875 | 6.35 6.35 16 WK
1BCQ 9525 | 476 | 381 08 W K
2LQ 9525 | 476 381 1.2 | %
“-cQ 127 | 476 | 516 | 04 |k
18-CQ 127 | 476 | 516 | 08 w | *
2-CQ 12.7 4.76 5.16 12 Wk
14CQ 127 | 635 | 516 | 04 Y| *
18-CQ 127 | 635 | 516 | 08 |k
2-¢Q 127 6.35 5.16 12 Wk
18-CQ 127 | 476 | 516 | 08 *o| K
2-CQ 127 4.76 5.16 1.2 w | %
l6-CQ 127 | 476 | 516 | 16 w | K
2CQ 15875 | 635 | 635 | 12 Y| %
|&-CQ 15875 | 6.35 6.35 16 w | K
18-CQ 9525 | 476 | 381 08 % | K
2-CQ 9525 | 476 | 381 12 % |k
18-CQ 127 4.76 5.16 08 W%
2-CQ 127 | 476 | 516 | 12 | K
“-CQ 9525 | 476 381 04 |k
18-CQ 9525 | 476 381 0.8 u |k
2CQ 9525 | 476 | 381 12 w | *
4-CQ 127 4.76 5.16 04 w |k
18-CQ 127 | 476 | 516 | 08 Wk
2-CQ 127 | 476 | 516 | 12 Yo | %
16-CQ 1.7 4.76 5.16 16 Wl %
14-CQ 9525 | 476 | 381 04 Y| %
18-CQ 9525 | 476 381 08 * |k
2CQ 9525 | 476 381 12 | K
| |

% Recommended grade

¥¢ Optional grade



B1-7 Inserts for processing Cast iron -------ooreomem Semi finishing
Grade recommended
Dimension (mm)

CVD coating grade Uncoated grade

oc| s | os v |3 8|5 88|58

o o o o o [==] o
04U 1.7 4.76 5.16 04 ¥ *
08-U 127 | 476 | 516 0.8 * w
12U 127 | 478 5.16 12 ¢ w
04U 15.875 | 6.35 6.35 04 ¥ W
08-U 15875 | 6.35 6.35 08 * *
12U 15875 | 6.35 6.35 12 W w
04U 127 476 516 04 * w
08-U 127 | 476 5.16 08 % *
04U 1.7 6.35 5.16 04 * b4
08-U 127 | 635 | 516 0.8 % W
04U 127 | 476 | 516 04 W *
08U 12.7 4.76 5.16 08 * w
08-U 15875 | 635 | 516 0.8 * ¥
12-U 15875 | 6.35 5.16 12 * w
04U 9525 | 476 5.16 04 ¥ w
08-U 9525 | 476 5.16 08 * *
12U 9525 | 476 5.16 1.2 * w
04-U 9525 | 476 5.16 04 ¢ *
08U 9525 | 476 5.16 0.8 * w
12U 9525 | 476 516 12 * *
04U 127 4.76 5.16 04 ¥ w
08-U 127 | 476 5.16 08 * *
12U 127 476 5.16 12 * w

% Recommended grade v¢ Optional grade



B1-7 Inserts for processing Cast irom «««---- o ooreomremr

Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade Uncoated grade
olc| s | o | R % % % AHEE
o o o o o [==] o
)8-GH 1.7 4.76 5.16 08 w | Kk m
[2-GH 127 | 476 | 516 1.2 w |k ®
6GH | 127 | 476 | 5% | 16 x| % 3
18-GH 15.875 | 6.35 6.35 08 wo| ¥ %
2GH | 15875 | 635 | 635 | 12 %o | % 5
BGH | 1905 | 635 | 793 | 08 % | % a
[2-GH 1905 | 6.35 793 12 WK
18-GH 9525 | 476 381 08 % | K
)8-GH 1.7 4.76 5.16 08 | K
18-GH 127 | 635 | 516 0.8 W K
18-GH 9525 | 476 381 08 | K
[2-GH 9525 | 476 38 1.2 Wk
18-GH 127 476 5.16 08 * |k
12-GH 127 4.76 5.16 12 w |k
18-GH 9525 | 476 381 08 w | K
|2-GH 9525 | 476 381 1.2 | %
18-GH 127 | 476 | 516 0.8 w |k
[2-GH 127 476 5.16 12 Wk
vous [6-GH 127 4.76 5.16 16 | K

% Recommended grade

Y¢ Optional grade



B1-7 Inserts for processing Cast iron «-----oooooeorem Semi finishing
Grade recommended
Dimension (mm)

The basic shape of inserts Type CVD coating grade Uncoated grade

oc| s | os v |3 8|5 88|58

o o o o o [==] o
n 120404 17 4.76 5.16 04 w | Kk
o) 120408 1271 | 476 516 0.8 Wk
3 120412 127 | 476 | 516 | 12 * | %
i. 120416 1.7 4.76 5.16 16 w | *
604 15875 | 6.35 6.35 04 % | %
608 15875 | 6.35 6.35 08 | K
612 15875 | 6.35 6.35 12 | K
616 15875 | 6.35 6.35 16 % | K
612 19.05 | 6.35 7.94 1.2 | K
616 1905 | 635 7.94 16 Wk
624 1905 | 6.35 7.94 24 Wk
| ‘ 110404 0525 | 476 | 381 | 04 % | *
408 9525 | 476 38 0.8 Wk
412 9525 | 476 381 12 * |k
404 127 4.76 5.16 04 w |k
408 127 476 5.16 08 % | K
M2 127 476 5.16 1.2 | K
604 12.7 6.35 516 04 w |k
608 127 6.35 5.16 08 Wk
10uB12 127 | 635 | 516 | 12 * | Kk
090304 9525 | 3.18 381 04 W %
090308 952 | 3.8 38 08 | K
120404 127 4.76 5.16 04 w | Kk
120408 127 476 5.16 08 % | K
120412 127 476 5.16 12 | K
120416 1.7 4,76 5.16 16 % | K
Y R 150608 15875 | 635 | 635 | 08 % | %
612 15875 | 6.35 6.35 1.2 |k
616 15875 | 6.35 6.35 16 Wk
608 1905 | 6.35 793 08 Wk
612 19.05 | 6.35 793 12 | Kk
616 1905 | 6.35 794 1.6 Wk
624 1905 | 6.35 7.94 24 * |k
724 254 7.94 9.12 24 % | K
| | | s B4 | 98 | | 24 * | *

% Recommended grade Y Optional grade



B1-7 Inserts for processing cast iron

Semi finishing

Grade recommended
Dimension (mm)
The basic shape of inserts Type CVD coating grade Uncoated grade
olc| s | o | R % % % AHEE
o o o =) o o o
160404 9525 | 476 | 381 | 04 % | * m
160408 9525 | 476 | 381 | 08 | * )
6042 | 9525 | 47 | 381 | 12 x| * 3
—_— - 160416 9525 | 476 | 381 | 16 | * %
404 127 | 476 | 516 | 04 % | * 5
48 17 | 476 | 516 | 08 x| % a
2 127 | 476 | 516 | 12 x| *
416 127 | 476 | 516 | 16 | *
616 15875 | 635 | 635 | 16 % | %
404 9525 | 476 | 381 | 04 % | *
408 0525 | 476 | 381 | 08 % | %
A . ‘ | ‘ 060412 955 | 476 | 381 | 12 % | %
404 127 | 476 | 516 | 04 % | *
408 127 | 476 | 516 | 08 x| *
2 127 | 476 | 516 | 12 % | %
416 127 | 476 | 516 | 16 | *

% Recommended grade

¥r Optional grade



Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade Uncoated grade
Slolal=
AR R HEEEHE
12 ki 75 17 1.5 * [ k| &
18 3 12 20 2 *x | k| ot
18 43 12 27 2 * | & | X
18 43 12 20 3 * [ k| &
18 47 12 2 3 * | & | &
12 3 1.5 17 1.5 * [ k| %
18 37 12 20 2 LAR. S
18 43 12 2 2 * [ & | X
18 43 12 20 3 * [ k| %
18 47 12 27 3 LA ¢
175 | 383 12 i * | K| %
Grade recommended
Dimension (mm)
CVD coaing grade Uncoated grade
S| n|la | =
Bl s vlglg|E8|8|e|s g
20 40 124 | 1215 * | x| %
12 30 7.5 175 * | K| &




B1-7 Turning inserts for profile

------------------------------------------------------------------- Semi finishing

Grade recommended
Dimension (mm)
CVD coating grade | PYD oling rade | Uncoaled grade
16 | 1615 | 9.525 | 4.76 05 | % | & | & * | k& m
16 | 1645 | 9.525 | 476 T | % | % | % x| K ®
16 | 1645 | 9525 | 476 | 05 [ % | % | K x| % %
16 | 16.15 | 9.525 | 4.76 1 W k| ok * | & %
1615 | 9525 | 338 | 476 | 05 [+ | & | % x| % 5
1615 | 95% | 338 | 476 | 1 | % | k| % * | % @
1615 | 9525 | 3.38 | 476 05 | % | % | % * | %
1615 | 9525 | 3.38 | 476 T | % | & | & x| %
Grade recommended
Dimension (mm)
CVD coating grade | PVD oaling g | Uncoaled grade
| s|ls|l=sl3 2 o
1615 | 9525 | 338 | 476 05 [ | % | * *x | %
1615 | 9.525 | 3.38 | 476 T | % | % | % x| %
1615 | 9525 | 338 | 476 | 05 [ | & | * * | K
1615 | 9525 | 3.38 | 476 1 W k| ok * | %

% Recommended grade

Y& Optional grade
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B2-1 Turning toolholders overview

External Turning tools

STFCRIL STGCRIL SVJOIR/L SVULCIR/L
Kr=90° Kr=90° Kr=93° Kr=93°
[ I =, 90° JON T | - I P
\b
LSy T—;-_‘ -, RNy
e T ' SCLCL/R SDQCL/R
Dmin Duin|
SSSCR/L STFCL/R
o e o e e S =1
Dmin Dmin Dmin
SVUCL/R
)& (#8) 71: Grooving tools
MGEHR/L MGIVR/L 2Q SPH
el ___;_ﬁ____ R R

uuuuu

o E



7\

\L/.

B2-2 External turning tools code key

Clamping system

Inserts shape

Inserts clearance angle

Cutting direction

i

P — Hole clamping

i

Top and hole
M- clamping

c

S — Screw clamping

i

N - Left hand

T

O

A

—
20° E N - Right hand
v
Lo N ?
e P N - Neutral
Tool holder style and approach angle
A Cc D E F G H
90° 90°
J L M N o P Q
75 95° 17°30" 107°30"
957
R U w X

i

T
GO‘D

\'/
60°
7230’

uuuuu




)

L/
Nose height (mm) Width of toolholder (mm) Length of toolholder (mm)
L
h! @ w
Code Height Code Width Code Length
12 12 12 12 E 70 E
16 16 16 16 F 80 o
20 20 20 20 H 100 2
K 125 g
25 25 25 25 M 150 g,
32 32 32 32 P 170 E
40 40 40 40 Q 180
50 50 50 50 R 200
S 250
T 300
Length of cutting edge
C D R S T Vv w
Inserts shape
I Q [jl I/éx %’I
Inscribed circle (mm) Length of cutting edge (mm)
556 - - — — 09 — —
6.35 06 07 — 11
9.525 09 1" 09 09 16 16 06
12.7 12 15 12 12 22 22 08
15.875 16 19 15 15 27
19.05 19 -—- 19 19 33 -— -
254 25 ——- 25 25 44 - —
320 32 —
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JS=ERERES
\ | ] ]
AN 7
B2-3 External turning tools
[JCLNR/L
Kr=95°
==} ; =
95° o N =
~l_95°
e L
M-T 6. P-T
-lype a -Type
R o
I I I
MCLNRIL| —1— '
| zems @O s[5 10 ] 35| 5]
MC1604 | CTM822 | HL2217 | MLOB30 | L3.0L4.0
0| 3 | 32 | 40
0| 36 | 32 | 40
MC1904 | CTM1022 | HL2217 | MLO830 L4.0
0| 36 | 40 | 50
pplication Parts
nina Canina
2525M12 CNLJLI204LL] 25 | 25 | 150 | 28 | 26 | 32 | MC1204B Lv4 VHX0821 SP4 L3.0
PCLNRIL 3225P12 2 |25 (170 28 | 32 | 32
3232P12 2| 3% [ 170 28|32 | 4
2525M16 25 | 25 [ 150 | 33 | 256 | 32
cNOO16060000 MC16048 Lv5 VHX0825 SP5 L3.0
3232P16 32 | 32 [ 170 33 | 32 | 40
3225P19 2|2 [ 170 38| 32| 3R
3232P19 CNOIO1906101 32 | 32 [ 170 | 38 | 32 | 40 | MC1904B Lv6 VHX1027 SP6 L4.0
4040819 40 | 40 | 250 | 38 | 40 | %0
[ ] stock item (@] be preparing for stock the others can be m~e to order

o E

& o7 I



B2-3 External turning tools

[JICBNR/L
Kr=75°
N . = i ; =
75°7 (€ o« A
- 757
€ L
2 M-Type oy P-Type
. 5 yp Q yp
T T T

3232P19 CNO[19060J00 32 | 32 [ 170] 36 | 32 | 27 | MC1904 | CTM1022 | HL2217 | MLOB30 L4.0

1616H12 16 | 16 | 100 | 27 | 16 | 20
2020K12 CNOIOM1204000 20 | 2 [125] 27 | 20 | 25 | MC1204B Lv4 VHX0821 SP4 L3.0

2525M12 25 | 25 [ 150 27| 25 | 32

PCBNRIL 2525M16 25 | 25 [ 150 | 33 | 25 | 32
CNOO16060J00 MC1604B Lv5 VHX0825 SP5 L3.0

3232P16 32 32 [ 170] 33| 32| 4

3225P19 2|25 [ 170] 38| 32| 32
cNO19060000 MC1904B Lv6 VHX1027 SP6 L4.0

3232P19 2| R |70 38| 32| 4

@  stockitem O be preparing for stock the others can be made to order



B2-3 External turning tools

[JDJNR/IL
Kr=93° B
R 1 777777777 1 = <
0
932 - o
L — o ©
937
e
- L
@
@
=)
[]
g
T T T T ;
o mees s U Lo [ s [ 55| 3
2525M15 25 1 25 1150 | 36 | 25 | 32
TR MC15048 Lv4B VHX0821 SP4 L3.0
ol 35 | 32| 3 | MD1506B
0| 3% | 32 | 32
== i -~
RN N
1616H11 [ BN 16 | 16 | 100 32 | 16 | 20
2020K11 | BN DNOO 10400 20| 2 | 125 32 | 20 | 25 | MDM03 | CTM513 | HL1814 | MLO625 | L2.L3.0
2525M11 e o 25 | 25 [ 150 | 32 | 26 | 32
MDJINRIL
2020K15 | BN 20 | 20 (125|368 | 20 | 25
DNOIO15040001 MD1504
2525M15 0|0 ONDIC1506000] 2% | 25 [ 150 | 38 | 25 | 32 MD1506 CTM619 | HL2114 | MLO625 | L2.5L3.0
3232P15 32 | 32 [ 170 | 38 | 32 | 40
[ ] stock item @] be preparing for stock the others can be made to order



B2-3 External turning tools
MTJINRIL

Kr=93° Ez_—;
JE U - == =

" AN | -l

= 1616H16 o e 16 16 | 100 | 28 16 | 20
g' 2020K16 o o 20 | 20 [ 125 28 | 20 | 25
@ TNOO160400 MT1603 | CTM513 HL1814 MLO625 | L2.0.,L3.0
2525M16 ® o 25 | 25 [ 150 | 28 | 25 | 32
MTINRL 3232P16 ® O 32 | 32 | 170 | 28 32 | 40
2525M22 O 25 | 25 [ 150 | 32 | 25 | 32
3232P22 TNOO220400 32 | 32 [ 170 | 32 | 32 | 32 | MT2204 | CTME17 | HL1917 ML0830 | L2.5L4.0
4040R22 40 | 40 | 200 | 32 | 40 | 50
[ISBNR/L
Kr=75
— ] =
=
MSBNRIL 3232P12 2 | 3% (170 )|3%25( 227
3232P19 32 | 32 | 170 | 4 227
SNCI019064300 MS1804 | CTM1022 | HL2217 MLO0830 L4.0
4040819 40 | 40 | 250 | 40 | 40 | 35
@® stockiem O be preparing for stock the others can be made to order



B2-3 External turning tools

MCGNR/L
Kr=90° ?;
j==1 =
- Lo N
2020K12 9| O 20 | 20 | 125] 32 | 20 | 25 b=
— 2525M12 ® O CNOO120400 2% | 25 | 150 | 32 | 25 | 32 | MC1204 | CTMB17 | HL1814 | MLO625 | L25L3.0 g
3232P12 23R [170] 32| 32| 4
3232P19 CNOO19060101 32 | 32 | 170 | 36 | 32 | 40 | MC1904 | CTM1022 | HL2217 ML0830 L4.0
MTBNR/L
Kr=75°
N S — - = : =
75° . .
%°
T L= 1~ el W Ikl Mt Ml Mtiell l l \
L stock item O be preparing for stock the others can be made to order



B2-3 External turning tools
CSKNRIL

Kr=75°

75

_ Jessusn)

3232P19 2 3% | 170 36 | 32 |4
SNOIO19060000 MS1904 | CTM1022 | HL2217 | MLO830 L4.0
4040519 40 | 40 | 250 | 40 | 40 | 50
3232P12 32 |32 |10 26 | 322 | 4 7 7 7

@®  stockitem @)

B 11z S

Cone

be preparing for stock

the others can be made to order
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i -
. ® o
5°
= L
W-Type
T T T
| | I I | |
ook e @] [ [ 20lm|s]|2]s
0| 25 | 25 | 32 | MWOB04 | CTM617 | HL1814 | ML0G625 | L25L30
0| 25| 32 | 4
pplication Parts
Tuming Shim ‘ Pin ‘ Clamp ‘ Screw ‘ Wrench
e T T e — - _ [ . L - . - e
J 2525M08 25| 25 [ 150 26 | 25| 3 ‘ ‘ ‘ ‘
[ ] stock item (@] be preparing for stock the others can be made fo order

ran.



B2-3 External turning tools

MVUNR/L
Kr=93°
i [93° | ?
==
_ 7
. 93?' @ o
e
L m
0]
]
=)
(]
g
I I I )
SCBCRIL a
Kr=75° 0
\ \—' ‘
I e =
&)
75N ® o
75°
& L
T T
- I - ) - l (I
[ ] stock item @] be preparing for stock the others can be made to order



B2-3 External turning tools

SCACRI/L
Kr=90°
o/
) T -
€]
AN I Al E
= 0808E06 8 8 70 | 10 8 8
%— 1010E06 O ccdoes020100 0 |10 | 70 | 10 | 10 | 10 M25X8 T8
© SCACRILL
1212F06 @) 12 |12 | 80 | 13 | 12 | 12
1212K09 O ccOCosT3n0 12 12 | 80 | 13 12 | 12 M3.5X9 T15
SCLCRIL o/
Kr=95° l\
N _ = =
©
95°
(., =]
© I
.| 50
e L
1616H09 | BN ) 16 | 16 [ 100 15 | 16 | 8
ccOdoeT30O M3.5X9 T-15
2020K09 | BN 20 | 20 | 125 15 | 20 | 10
SCLCRIL
2525M09 | BN 25 | 25 [ 150 | 15 | 25 | 125
2020K12 oo 20|20 [ 125 20| 20 | 10
2525M12 [ BN ccO2040101 25 | 25 | 150 | 20 | 25 | 125 M5Xx12 T-20
3232P12 O 32| 32 [ 170 20 | 32 | 40
@  stockitem (@] be preparing for stock the others can be made to order
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B2-3 External turning tools

cooe
o \L7

SVVBN
Kr=72° 30" 0’/
B e N = T -
&3
© o

1212F11 [ J 12 |12 | 80 | 24 | 12 6
1616H11 [ ] 16 | 16 | 100 | 24 | 16 | &

vBOO10300 M25X8 T8
2020K11 ® 20 | 20 [125] 24| 20 | 10
2525M11 @ 25 | 25 | 150 | 24 | 25 | 125

SVWBN

1616H16 [ ] 16 | 16 | 100 | 34 | 16 | &
2020K16 @ 20 | 20 [125 ] 34 | 20 | 10

VBOII1604100 M3.5X9 T15
2525M16 @ 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32 | 32 (170 34 | 32| 16
1212F11 @ 12 | 12 | 80 | 24 | 12 6
1616H11 @ 16 | 16 | 100 | 24 | 16 8

veooO1sdd M25X8 T8
2020K11 O 20 | 20 [ 125 24 | 20 | 10
2525M11 O 25 | 25 | 150 24 | 25 | 125

SWCN

1616H16 O 16 | 16 | 100 | 34 | 16 | &
2020K16 [ 20 | 20 [125] 34 | 20 | 10

veo1e04100 M3.5X9 T15
2525M16 @ 25 | 25 | 150 | 34 | 25 | 125
3232P16 O 32 | 3 [170 | 34 | 32| 16

@®  stockitem (@] be preparing for stock the others can be made to order
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B2-3 External turning tools

SSSCRI/L
Kr=45° 0%
\
I | = =
o
45°
v e /( =
SSSCRIL 1212F09 Q 12 12 | 8 16 12 16 b=
3
1616H09 ® o 16 | 16 | 100 | 16 | 16 | 20 5
scO00sT00 M35X9 15 a
2020K09 ® o 20 | 2 | 125 18 | 20 | 25
2525M09 ® O 25 | 25 | 150 | 256 | 25 | 32
2525M12 O ScO12040000 25 | 25 | 150 | 25 | 5 | 32 M5X12 T-20
SSBLIR/L
Kr=75 0"/
I e 1 j==1 \ i \ =]
B
75° o f@ R
- 7
UL ILIVI I L] Wi AT =1
1616H09 ] 16 | 16 | 100 | 14 | 16 | 12
SSBPRIL 2020K12 20 | 20 [ 125 32 | 20 | 17
SPOO1203010 M5X12 T-20
2525M12 25 | 25 | 150 | 32 | 25 | 22
@® stockiem O be preparing for stock the others can be made to order



B2-3 External turning tools
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2525M12 O scOmO120400 25 | 25 | 150 | 25 | 25 | 32 M5%12 T-20
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=) 2020K16 [ 20 | 2 | 125) 35 | 20 | 10
g‘ 2525M16 o 25 | 25 [ 150 | 36 | 25 | 125
@ TNOO1604000 MT1603 | CTM513 | HL1814 | ML0625 | L2.0.L30
3232P16 O 32 | 32 (170 3% | 32 | 16
MTENN
4040516 40 | 40 | 250 | 35 | 40 | 20
2525M22 25 | 25 [ 150 | 38 | 25 | 125
TNOO2204000 MT2204 | CTMB17 | HL1917 | ML0B30 | L25L40
3232P22 2 | 32 (170 38| 32 | 18
MVQNR/L
Kr=117° 30"
B ~ ﬁ -
117° 30/
e © a
2020K16 ® O 202 |1
MVONRIL 2525M16 ® O VNCIC6040000 2% |25 |
3232P16 O 232 |1
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B2-3 External turning tools
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B2-3 External turning tools
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Inserts clearance angle Cutting direction Manufacturers of options
L_/ D Increase offset
e B f size+1. 0mm
halal c E Increase offset

f size+2. Omm

L - Left hand

R Round shank

e H

20° E
W Wedge clamping
\‘./00 N

\P p R -Right hand X Back boring
11°

|
R 07

_

Length of cutting edge

Cc D R S T \"/ w

Inserts shape

Inscribed circle (mm) Length of cutting edge (mm)
5.56 —_ —_ — — 09 — —_
6.35 06 07 - — 1 — -
9.525 09 11 09 09 16 16 06
127 12 15 12 12 22 22 08
15.875 16 19 15 15 27 — —
19.05 19 - 19 19 33 — -
254 25 - 25 25 44 — -
Y




= $20Q [ @ 25 20 | 13 | 180 | 19 | 15 HL1810 | ML0620
S X CTMB13
g‘ §25R o ® 32 25 | 17 | 200 | 24 | 12
8328 o ] 40 32 | 225|250 | 30 | 17
S40T o O CNOO120400 50 40 | 27 | 300 | 38 | 15 L25L3.0
— 1 -MCLNRIL12 HL1814 | ML0625
S45U O 55 45 [ 295350 | 43 | 15 MC1204 | CTMB17
S50U 60 50 | 31 | 350 48 | 12
Seov 70 60 | 36 | 400 | 58 | 10
S50 -MCLNRIL19 CNOIC19060100 60 50 | 31 | 350 | 48 | 12 MC1904 |CTM1022| HL2217 | ML0803 | L4.0
] stock item @] be preparing for stock the others can be made to order
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B2-5 Internal tuming tools
MDUNR/L
¥ A eee——— 8
93°
VA ,
S25R ) R 25 (17 (200 24 | 12 X | CTM613 =
S35 o o PRI R 3
—— 1 _MDUNRLLI5 @
S40T O 50 4 | 27 |30 38 | 15 MD1504 | CTMB17
S50 ) 50 | 32 350 | 48 | 12
DNOO5040001 HL2114 | MLOG25 | L2530
*HO5R ) % |17 | 200 24 | 12 X | CTvets
*H328 40 2 25|20 | 30 |17
-MDUNRIL15B
*HAOT 50 4 | 2% | 300 38 | 15 MD1504 | CTMB17
*H50U 80 50 | 33| 350 | 48 | 12
MSKNR/L
7
5200 ® | O % 20 (13 (180 | 19 | 15 HL1810 | MLOG20
— X | CTvets
S25R ® O ) % |17 | 200 24 | 12
8328 ® O 40 32 | 22 | 250 30 | 17
—— 1 .MSKNRL12 SNOO1204000 125130
S40T O 50 4 | 27 | 30| 38 | 15 HL1814 | MLOG2S
— MC1204 | CTMB17
S45U 5 45 | 30 | 350 | 43 | 15
S50U 63 50 | 34 | 350 | 48 | 12

[ ] stock item (@] be preparing for stock
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B2-5 Internal tuming tools

MVUNR/L
BO= .
o
=) S25R [ ] Q 36 25 | 20 | 200 | 24 | 12 X CTM510
%— 8328 [ ] O 2 2002 | 20| 30 |17
@ ——  -MVUNRLL16
S40T (@] 50 40 | 27 | 300 38|15 MV1603 | CTM513
S50U 63 50 | 32 | 30| 48 | 12
YNOO1604000 HL2414 | ML0620 (L2.5L3.0
*H25R 36 25 120 | 200 20 | 12 X CTM510
*H328 2 2|2 | 250 30|17
-MVUNRIL16B
*HAO0T 50 40 | 27 | 300 38 | 16 MV1603 | CTM513
*H50U 63 50 | 32 | 350 | 48 | 12
SZOK v W] R D U || 4| 12 A
520Q ® o 25 20 | 13 180 19 | 15 HL1810 | ML0620 | L25
—] CTM613
S25R [ ] o 32 25 | 17 | 200 24 | 12
§328 -MWLNR/L08 [ ] ® WNCIOJ08040000 4 2|2 | 20|30 |17
HL1814 | MLOG25 |L2.5L3.0
S40T ® O 50 40 | 27 | 300 38 | 15 MW0804 | CTME1T
S50U (@] 60 5 | 3 | 350 48 | 12
[ ] stock item (@] be preparing for stock the others can be made fo order
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B2-5 Internal tuming tools

SCLCL/R
0
dg7 4 = 957
4y /1
= SO07K [ [ ] 9 7 5 | 126 7 15
3 —  -SCLCRIL06
g’ S08K o ® 10 8 |55 (|15 7 13
S08K ® [ ] 12 8 5 | 12515 | 13
—— -SCLCR/L06-A16
S09K [ ] o ccOCos020001 12 9 5 [ 125 ] 15 | 13 M2.5X6 T-8
S10K -SCLCRIL06 @ ® 13 0] 7 |16 9 | 12
S10K | -SCLCRIL06-A16 | @ [ ] 13 0] 6 |125] 15 | 12
S12M -SCLCR/L06 [ ] o 16 12 | 55 | 150 | 11 10
S12M -SCLCR/L09 ® ] 16 12 150 | 11| 12
S14M | -SCLCR/L09-A16 [ ] o 17 14 9 | 180 | 19 | 12
S16N [ ] o 20 16 | 11160 | 15 | 10
—_— ccOfoemscd M3.5X9 T-15
520Q ® O 25 20 | 13| 180 | 19 | 8
—  -SCLCR/L09
S25R ® ® A 25 | 17 | 200 | 24 | 6
5328 @ ] 39 32 | 22 | 250 30 | 4
§20Q ® o 25 20| 13 |18 (19 | 8
S25R ® o 32 25 | 17 | 200 | 24 8
—  -SCLCRIL12 ccOd20400 M5X 12 T20
8328 @ 39 32 | 22 2503 | 6
S40T O 50 40 | 27 | 300 | 38 | 4
@® sockiem O be preparing for stock the others can be made to order



B2-5 Internal tuming tools

SDQCL/R
dg7 . =
Fs ’
T f
S10K L L 19 107 |125] 9| 10 V25X
S12M -SDQCRILO7 o ® DCOIO0702000 23 1219|150 11] 8 ' T8
S16N ® [ ] 27 6| 11 |160] 15| 6 M25X8
S20Q o ® 25 20 | 13 | 180 19 | 6
S25R -SDQCRIL11 o ® peOOnTao 32 25 | 17 | 200 | 24 | 4 M3.5X9 T15
8328 o O 40 32| 2 |20 30 | 4
*H10K 13 107 |125] 9 | 10
*H12M | -SDQCR/LO7B pcO0e702000 16 1219|150 11] 8 M25X8 T8
*H16N 20 16 (105|160 | 15 | 6
*H20Q 25 20 | 13 | 180 19 | B
*H25R | -SDQCRIL11B pcOOnT00O 32 25 | 16 | 200 | 24 | 4 M35X9 T-15
*H328 39 32| 2 | 250 | 30 | 4
] stock item O be preparing for stock the others can be made fo order
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B2-5 Internal tuming tools

SDUCL/R
dg7 woy
&
(ED/
= S10K T 5 [ 10| 8 [15] 9|10
S StM| SDUCRLY | @ | @ | DcOoro0C 7 |19 [50|#]| s M25X6 T4
° SN | o @ 2 || 1 |160] 15 6
s200 o | 0 % | 20|13 |180] 196
SR | oo 2| 5|17 || % 4
suS | SDUGRLH | @ | O | peOOmmOO ¥ | % | 2|20 0] 4 M35X9 T5
40T | 50 |40 |27 [300] 38| 2
S50 | B0 | 50 | 31|30 48 | 0
HI0K 5 | 10| 8 |125] 910
H12M|  -SDUCRILOTB pcOIT0702000] 7 ]9 [m|n|s M25X6 T8
“H16N | 26| 11| 160] 15| 6
"H20Q % | 20| 13|18 196
H25R | 2 | 5| 16|00 24 4
H328 | -SDUCRILITB DCOONTsO0 ¥ R| 0|20 0] 4 M35X9 T5
HAOT 50 | 40| 24 |30 3 | 2
“Hs0U | 60 | 50 | 29 | 30| 48 | 0
*C10H 3 |10 7 [10]95] 8
AC12K|  -SDUCRLOT peIC0702000] 6 | 12| 9 |15 1] 8 M25X6 T8
KC16M 0 | 16| 1| 15015 6
*C200 % | 20|13 |18 196
| SOVORL peOONH™O0 PP e e pres v M35X9 115
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B2-5 Internal tuming tools
SDZCL/R

5h h
NI S I N S| 710 | —— |
S10K L J [ 15 0|85 (12530 | 9 |12
S12Mm -SDZCRILO7 o o bcdoer02010 18 12 110 | 150 | 30 | 11| 10 M25X8 T8
516N o o 24 16 | 13 | 160 | 30 | 15 | &
s20Q o ® 28 20 |15 |180| 40 | 19 | 8
S25R -SDZCRIL1! o o peOONTsOO 34 25 | 18 | 200 | 45 | 4 | 6 M3.5X9 T-15
8325 ® | O 3B 32|22 (250 | 50 | 30| 4
*H10K 15 10 | 85| 12530 | 9 | 12
*H12M | -SDZCR/LO7B pelclero200 18 12 195|150 | 30 | 11 | 10 M25X8 T8
*H16N 24 16 | 115|160 | 30 | 15 | &
*H20Q 28 20 (145|180 | 40 | 19 | 8
-SDZCRIL11B peOONT3OO M3.5X9 T-15
*H25R 4 25 | 17 | 200 | 45 | 24 | 6
SSKCL/R
0° _:H _________________ — __;L
_..h
\ e
[ ) | /
L
Application SpareParts
S16N‘ | | | 20 ‘ 16 | " |150| 15 ‘ 6 ‘
[ ] stock item O be preparing for stock the others can be made to order
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B2-5 Internal tuming tools

SSSCR/L
0
dg7 —]_
= _
@ .
= S12M TR 16 | 1285|150 11| 12
§- sten | o e 2 | 16| 15| 160 15| 10
suQ| SsscR9 | @ | O % | 2 |135]180] 19 8
SR | oo w5 7| 4l e
35 | o]0 B | 2| 2|50 4
oo scom0eTa00 S PP e B RPTR s M35X9 T45
HIBN 2 | 16 [ 15| 160 | 15| 10
H200 | -SSSCRILOSB % | 20 135|180 19 8
H25R M| 2516|220 24 6
H325 B | 2 [195| 20| 30 | 4
S12M 6 | 12] 9 [w0| 1|8
ST6N | 0 | 16| 11| 160] 15 6
S0 | -SSSPRILOY sPOC0ST300 u | 0| 1a]wo| 19 4 M35X9 T45
SR | 25| 17|00 % 4
5325 | EREIEIEIE R
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B2-5 Internal tuming tools

Buiwing

SVUOL/R
0° T, — S—
j\_ﬁ"‘/ L i
dg7 - = 93° h
'?__ | —
ri 4 P /i
S16N o o 2 16 | 15160 | 15 | 10
———  -SVUBRIL1 VOO0 M2.5%8 T8
s20Q L ] 27 20 (14 | 18019 | 8
820Q o L kil 20 (19 | 18019 | 8
S25R L O 35 25 | 20 {200 24 | 6
S32§ -SVUBRIL16 O | O VBLIC6040101 42 32 | 25| 250 | 30 | 8 M3.5x9 T15
S40T 51 40 | 27 | 300 | 38 | 6
S50U 60 50 | 32 | 350 | 48 | 4
*H16N 2 16 | 15160 | 15 | 10
-SVUBR/L11B vt M25X8 T8
*H20Q i 201014 110119 | 8
S16N o ] 2 16 | 15160 | 15 | 10
——  -SVUCRILN veOonoesod M25X8 T8
S20Q o L i 20 | 1418019 8
s20Q L ] kil 20 |14 | 180 19 | 8
S25R ® o 35 25 [ 17 | 200 24 | 6
$328 -SVUCRIL16 o o veaO1e04100 42 32 225|250 30 | 8
S40T @) 51 40 | 21 | 300 38 | 6
S50U 60 50 | 32 | 30| 48 | 4
M3.5%9 T15
*H20Q kil 20 (19 | 180 19 | 8
*H25R 35 25 |20 | 200 24 | 6
*H325 |  -SVUCRIL16B ve[1e04100 42 32 (225|250 | 30 | 8
*H40T 5 40 | 27 | 300 | 38 | 6
*H50U 60 50 | 32 | 350 | 48 | 4
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B2-5 Internal tuming tools
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S12M o | 0 6 | 1285|150 11| 10
S10K o | 0 0|7 15| 9| 02 M25X6 T8
St | oo 16 | 12|85 150 11| 10
| ST g g| ToOOnen P e T re T
520 | o0 % | 2| 13|10 19 6
$200 o | o %5 | 20| 13|10 19 8
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C1 Parting and grooving blade material

Cz Parting and grooving tools 746

C3 Grooving tools 757



C1 Parting and grooving blade materials
I3 Process on steel

Grade IS0 classification Surface colour Applications Recommended
BPS253 P20[P15-P30) Yellow CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

CVD coated carbide grade, high-strength alloy substrate with thick wear-resistant coating. Machining steel and
Yellow
BPS3T3 Pa(P2s-PA0) cast steel in bad conditions. Edge line security for interrupted cutting high metal removal rate.

PVD coated micro=grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
BPG20B M25(M10-M30) Cyan%dark speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.

Buiaools Buiped H

BPGA0B | M35(M25-M40) Cyan-blue gray dark PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
| at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.
M Process on stainless steel
Grade IS0 classification Surface colour Applications Recommended
BPGOSB | M10(MO5-M15) Cyan-blue gray dark With high hot hardness and good resistance fo plastic deformation. Suitable for high speed cutting and
[ ] finishing process of austenitic stainless steel, quenched steel and carbon steel

PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
BPG20B | M25(M10-M30) Waﬂw dark speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
Ahigh thermal shock resistance. Suitable for light interrupted cuts.

BPG30B M35(M25-M40) Cyan-blue gray dark PVD coated carbide.For austenitic stainless steels and duplex stainless steel semi-finishing to roughing
[ | at low to medium cutting speed.High thermal shock resistance. Ideal for quickly interrupted cutting.

Y



)

€

C1 Parting and grooving blade materials
IE3 Process on cast iron

Grade

130 classification

Surface colour

Applications Recommended

BPS253

K25 (K10-K30

Yellow

CVD coated carbide grade, Universal grade, suitable for steel and cast steel continuous cutting and interrupted cutting
finishing to roughing. Grades with a wide range of applications. Stainless steel continuous cutting and interrupted cutting.

Process on Non-ferrous metals

9 Bunied N ap]

Buinool

Grade 1S0 classification Surface colour Applications Recommended
BU810 N10 (NO5-N15) Uncoated carbde grade, with good sharpness , best used for aluminum cutting process and aluminum interruped cutting process.
BK10 N10 (N10-N20) High wear resistance, the use of high strength, suitable for machining of chilled alloy cast iron and steel, and ordinary cast iron processing.
BPG05B NO5 (NO5-N10) Q»:E%; PVD coated carbide grade for milling typical hardened steel and plastic mold steel,processing hardness above HRC36.
Heat Resistant alloys
Grade IS0 classification Surface colour Applications Recommended
CVD coated carbide grade for gray cast iron and ductile cast iron semi-finishing to roughing milling, mainly used
BPG118 505515 Purple yellow incry condtons.
Under low to medium cutting speed the cutting tools can have a long tool life.
PVD coated carbide grade have good ability to avoid built-up edge and good resistance to plastic deformation capacity.
For unstable conditions, such as long cutting edge, clogging, deep shoulder milling, long overhang, milling processes.
BPG21B $15(315-530) Purple yellow g g edge, clogging, ceep g, long 9 g p

Light milling of stainless steel; combine grinding blade for viscous and hardening materials; moderate speed milling of
heat resistant alloys; hardened parts milling at low feed and medium-speed.




C2 Parting and grooving tools

Grade recommended
Dimension (mm)
CVD ooefing rede | PVD coating grade | Uncoated grade

2 02 16 1.5 35 * *
3 0.2 21 | 235 | 48 * *
4 0.3 21 33 | 48 * *
5 03 | 2586 | 412 58 * *
6 04 % 5 58 * *
2 0.2 16 12 | 35 [ % *
25 02 16 16 35 [ * *
3 03 20 | 235 | 48 | & *
4 03 21 33 48 | % *
5 03 26 4.1 58 [ * *
2 0.2 16 12 | 35 [ % *
25 0.2 18.5 2 385 | % *
3 0.3 20 | 235 | 48 | & *
4 03 21 33 | 48 | K *
5 03 26 4.1 58 | *
2 0.2 16 6 35 | * *
25 0.2 185 6° 385 | % *
3 04 2 6° 48 | % *
4 04 21 6" | 48 | X *
5 04 26 6° 58 | % *
2 0.2 16 | 30° | 35 | & x
25 | 02 | 185 | 30° | 385 | % *
3 04 2 30° 48 | % *
4 04 21 | 30° | 48 | % *
5 04 26 30° 58 [ & *

- 146 @ * Recommended grade ¥ Optional grade



R
\ | ] /i
AN //
C2 Parting and grooving tools
Material recommended
limension (mm)
CVD coating grade PVD coating grade Uncoated grade
S s|l=s=|8|8 | 8|83 =
viLjols |5 225|888 8|8
[==] [==] [==] [==] [==] oo [==) [==] [==) o
30|19 | 21| 54 W Kk
40 |18.93| 2.85 | 585 | * | * | k| k| k| K
40 19 | 34 | 575 * |k * |k |
| 1 1
Provide modular tool bar system for details: P152
T
]
Grade recommended 5
(o]
Dimension (mm) o
The basic shape of inserts Type CVD ooefing grede | PVD coating grade | Uncoated grade 3
<]
glzl8lglgl=]xa 5
B IR LD | S |8 823 25 588 @
[==) o0 o o0 oo o o0 [==]
2 0.2 20 1.7 39 | * *
3 0.2 20 24 4 | % *
4 03 | 1976 | 3 405 | % *
g 03 25 4 489 | % %
2 0.2 20 17 ] 384 | % *
3 0.2 2 24 4 | % *
4 03 2 3 403 | % *
5 03 25 4 489 | * *
2 0.2 20 1.7 39 [ * *
3 0.2 2 24 4 | % *
4 03 | 1976 | 3 405 | % *
g 03 25 4 489 | 5% %

Recommended grade %

Optional grade

&



C2 Parting and grooving tools

Grade recommended
Dimension (mm)
OVD coaing grade | PVD coafing grade | Uncoated grade
22 9.3 0.2 * *
3| M3 | 02 * *
41 13 | 025 * *
51 14 03 * *
2 0.2 16 12 | 35 [ % *
25 0.2 185 2 385 | % *
3 04 21 2.35 48 | K *
4 04 21 33 | 48 | % *
5 08 26 4.1 58 | & *
6 0.3 26 5 58 [ % *
15 | 015 | 16 12 | 35 [ % *
2 02 16 1.6 KET I ¢ *
3 04 2 | 235 | 48 | K *
4 04 21 33 | 48 | K *
2 1 16 1.5 KET I ¢ *
3 15 M| 235 | 48 | K *
4 2 21 33 48 | % *
5 25 | 2586 | 412 58 | & *
6 3 2% 5 58 | & *
2 02 16 1.5 KET I *
3 04 M| 235 | 48 | K *
4 04 21 33 48 | * *
5 08 | 2586 | 412 58 | & *
6 08 2 5 58 | % *
15 | 015 | 16 12 | 35 [ % *
2 0.2 16 16 | 35 [ & *
3 04 21 2.35 48 | * *
L1 _ 7 400-6 4|04 | 2 33| 48 |k *
- Recommended grade ¥ Optional grade
LS



C2 Parting and grooving tools

CcChEse
\ | ] /i
o N //
Grade recommended
Dimension (mm)
(VD coating grade | PVD coating grade | Uncoated grade
B =88 8|la|a
o~ [3r] o~ o~ 132 —4 =
PRt B ElEEE|5|8 8
2 04 206 163 | 444 | % *
26 0.8 2.7 2 452 | % *
318 08 07 | 231 | 452 | % *
5 04 252 43 46 | * *
22 02 19.8 19 - * *
22 0.2 208 | 184 - * *
22 | 02 | 06 | 18| 6 | % * C
22 002 | 203 | 184 ] * *
20 0 | 23| 18| 5 | x| | K S
M 02| 0 | 24| - % * a
9]
5]
o
<
=
«
4 02 | 2635 | 323 | 571 | % *

Recommended grade %

Optional grade
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C2 Parting and grooving tools

The basic shape of inserts

Tye

Dimension (mm)

Grade recommended

(VD coafg grace

PVD coating grade | Uncoated grade

ol.C

o4

RIC

BPS253

BPS3T

BPU206
BPG308
BUB20
BP35

T»

-033-005
-050-005
065010
0754010

‘ -100-C010

9.525
9.525
9.525
9.525
9.525
9.525
9,525
9.525
9.525
9.525

3.18
3.8
3.18
3.18
318
3.18
3.18
3.18
3.8
3.8

44
44
44
44
44
44
44
44
44
44

0.8
12
20
2.0
20
20
20
20
20
20

0.33
0.50
0.65
0.75
1.00
1.20
1.25
150
1.75
200

0.05
0.0
0.10
0.10
0.10
0.10
0.10
0.10
0.10
0.10

9.525
9.525
9.525
9.525
9.525
9.525
9.525

318
3.18
3.8
3.18
3.18
3.18
3.18

44
44
44
44
44
44
44

20
2.0
20
20
20
20
20

0.75
1.00
1.20
1.25
1.50
1.75
2.00

o1
co.1
o1
co.1
€01
co.1
co1

¥ % % % % % | % % % X % % > >  BPGB

¥ o % % % ¥ | % % % X ¥ ¥ > 3 x (BUSI0

Dimension (mm)

Grade recommended

3

(gt

8
=
2
s
i
|
(i

HIE®

S

w

BPS253

BPS3T1
BPU206
BPG308

30
3.0
30
3.0
30
3.0
3.0

0.50
0.70
1.00
1.25
1.50
1.75
200

44
44
44
44
44
44
44

8.0
8.0
8.0
8.0
80
8.0
80

0.05
0.05
0.05
0.05
0.05
0.05
0.0

30
3.0
3.0
30
3.0
30
30

050
0.70
1.00
1.25
1.50
1.75
200

44
44
44
44
44
44
44

80
8.0
8.0
8.0
8.0
80
8.0

0.05
0.05
0.05
0.05
0.05
0.05
0.05

¥ % 2 % % % X% % ¥ X > > |BPG2B

3 % % =% X% 3% % | X% % % X % % 3% |BUSIO

)ptional grade



Dimension (mm)

Material recommended

Insert shape Type CVD coating grade PVD coating grade Uncoating grade
GR/LIP300-M 030 19 | 21 | 54 w | K
40 |18.93) 2.85 | 585 | * | % * | k| k| k| K
40 19 | 34 | 575 | K *
BPS411 BPGO5B BPG20B BPG30A BUB10
* * * W
* * * *
left hand Tmax L Dmin~Dmax F Inserts T
GDIR/L300025-12BG 12 48 25~30
GDIR/L300030-12BG 12 48 30~40
GDIR/L300040-12BG 12 48 40~65 103 GRIP300++ GDXLR
’ GDYLR
GDIR/L300065-20BG 20 56 65~115
GDIR/L300115-20BG 20 56 115~400
GDIR/L400025-12BG 12 48 25~31
GDIR/L400031-12BG 12 48 31~44
GDIR/L400044-16BG 16 52 44~58
10.4 GRIP400-+ GEADR
GDIR/L400058-16BG 16 52 58~88 GDYLIR
GDIR/L400088-16BG 16 52 88~175
GDIR/L400175-22BG 22 58 175~800
GDIR/L500040-16BG 16 52 40~50
GDIR/L500050-16BG 16 52 50~75
GDIR/L500075-16BG 16 52 75~110 10.5 GRIP500-- GDXLR
’ GDYLR
GDIR/L500110-16BG 16 52 110~-200
GDIR/L500200-22BG 22 58 200~800
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C3 Grooving tools
ZQ
| =
t
@
=
Application Parts
Stock Item Recommended inserts
Tuna . Fxternal Granvina. Parfing nff Wranch
SPH
_ =P -
dd
t I
@
- R -
420RIL BP400,400R1L 20 20 120 50 204
SPH 520RIL BP500,500R/L 20 20 120 60 205 L5.0
325RIL BP300,300R/IL 25 % 150 50 253
425RIL BP400,400R/IL 25 25 150 60 254
525RIL BP500,500R/L 25 25 150 70 255
o stock item (@] be preparing for stock the others can be made fo order

Buiaoc



C3 Grooving tools

T-max

1616-15 @) 1 | 16 | 100 | 1625 | 145
2020-15 O MGMN150-G 0 | 0 | 125 | 025 | #5 LTX0512 120

252515 @) % | B | 150 | 2525 | 145

121220 12| 12 | 100 | 1425 | 145
5] 1616-2.0 OO VNG 16 | 16 | 100 | 1625 | 145 A S 50

=t 2020-20 OO 00| 1 | 125 | 025 | #5

‘i 252520 OO0 B | B | 150 | 525 | 145

S 1616-2.5 O |0 % | 16 | 100 | 163 | 165
s 2020-25 O | O MGMN250-G 0 | 0 | 125 | 203 | 165 MHAO512 140

@ 22525 OO0 % | 25 | 150 | 253 | 165

1616-3.0 e o 16 | 16 | 100 | 1635 | 185

2020-3.0 e o 0 | 0 | 15 | 204 | 18

2020-30-T10 ® 20 | 2 | 125 | 04 | 10

22530 o @ | o % | 25 | 150 | 24 | 18

MGEHRIL 2525:30-T10 ® B | B | 150 | B4 | 10

3232-30 e o 2| 32 | 170 | 4| 18

3233-3.0-T10 20| 3% | 170 | R4 | 10

2020-4.0 ) 0 | 0 | 125 | 204 | 18

2020-4.0-T10 () 0 | 0 | 125 | 05| 10
252540 e o MGMNAGOM % | B | 150 | 54 | 18 BHAOG16 150

25054.0-T10 e o MRMN400-M % | 25 | 150 | 254 | 10

323240 e o R | % | 70 | 24| 18

32324.0-T10 2| 32 | 170 | 24| 10

20205 OO 20 20 15 | 205 | 23

2020-5-T15 20 | 0 | 150 | 205 | 15

2525-5 O O MGMN500-M 25 25 150 255 23

25255-T15 MRMNS00-M % | 25 | 150 | 255 | 15

32325 OO 2 32 170 | 325 | 3

32325715 2 | 32 | 170 | 325 | 15

@  stockiem O be preparing for stock the others can be made to order



Parting Grooving
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C3 Grooving tools

&D Minimum diameter for machining

®d
)
[ _
i '
‘ ===
202015 O 20 | 16 [ 125 35| 4 | 15 | 13 MHBU310 125
252515 O MGMN150-G 25 | 20 | 150 | 45 | 4 | 18 | 131
MHA512 L40
392515 29 | 25 | 200 45 | 4 | 23 | 162
2016-20 O 20|16 |125] 35| 5 | 15 | 124 MHBU310 125
= 2520-2.0 @) MGMN200-G 25 | 2 [ 150 | 45 | 5 | 18 | 14
® MHA512 L40
=1 292520 O 29 | 25 | 200 45 | 5 | 23 | 172
3
‘; 201625 20| 16 |125] 35| 6 | 15 | 125 MHBU310 125
3 252025 O MGMN250-G 25 | 20 | 150 | 45 | 6 | 18 | 154
S MHA512 L40
s 292525 O 29 | 25 | 200 45 | 6 | 23 | 182
@ 252030 o o 25 | 20 [150| 45 | 6 | 18 | 1586
MGMN300-M
312530 [ ) MRUNOOM 31| 25 |200| 45| 6 | 25 | 189
373230 [ ) 37| 32 | 250 | 65| 6 | 30 | 215
MGIVRIL 25204.0 ) 25 | 20 | 150 | 45 | 6 | 18 | 156
MGMN400-M
312540 o NRMNAOCM 31| 25 |200| 45| 6 | 23 | 189
373240 ® 37 | 32 | 250 | 65| 6 | 30 | 215
31255 O MGMN500-M 3| 25 [200| 45| 8 | 25195
37325 O MRMN500-M 37|32 (250 | 65| 8 | 30| 215
MHAO512 L40
31256 MGMNBOO-M 3| 25 [200| 45| 8 | 23 | 194
37326 MRMNG00-M W 32| 20|65 8 | 30|25
37328 37 | 32 | 250 | 65 | 10 | 30 | 234
MRMNS00-M
35408 45 | 40 | 300 70 | 10 | 37 | 272
3125-6A 3| 25| 200| 45| 8 | 23 | 194
MRGNG00-A
3732-6A 37 | 32 | 250 | 65| 8 | 30 | 215
3732-8A a7 | 32 | 250 | 65 | 10 | 30 | 234
MNGN8O0-A
4540-8A 45 | 40 | 300 70 | 10| 37 | 272
[ ] stock item (@] be preparing for stock the others can be made fo order
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D2  Grade for milling inserts
I3 Process steel

Grade 180 classification Surface colour Applications Recommended
— POS(POT-P15) Cyan-blue gray dark With high hot hardness and good resistance to plastic deformation. Suitable for high speed cutting and
I finishing process of austenitic stainless steel, quenched steel and carbon steel
Cranth daik PVD coated micro-grain carbide.Use for a variety of stainless steel finishing at medium to low cutting
BPG20B P15(P10-P20) qmg o speed. When need excellent edge strength and high surface quality, provide the perfect ride cutting.
A high thermal shock resistance. Suitable for light interrupted cuts.
Burle vel PVD coated carbide grade , for example, the long cutting edge, clogging, deep shoulder milling,
BPG308 P20(P15-P30) urple yelow long overhang, milling processes. or an alternative of toughness processes.
Combining the peripheral-edge grinding blade, preferred for viscous material, such as low carbon steel.
T POO(PI5-P30) Yellow Using high w:m_ﬁzr z_.oz wear resistance and ns.m loss _uﬁmm mnc___%.:a ultrafine ma_:. w:um:ms. _..,_;:
PVD TiAIN coating, suitable for most of the material machining,can achieve a stable turning and milling.
Black/yellow
BPS321 P30(P25-P40) High-strength matrix combined with AL203 coating suitable for steel and cast iren milling.
I
BPS322 P30(P25-P40) E High-strength matrix combined with ALz03 coating suitable for steel and cast iron milling.
Toughness coated carbide grade for steel milling in demanding process.For vertical milling and
Blacklyellow shoulder milling, the grade BPS411 should be working in stable conditions, such as short overhangs,
BPS411 P40(P35-P50) - . ) )
I surface milling, shallow shoulder milling.For toughness process,BPS411 is the best choice.
suitable for mixed materials small batch production. Whether the coolant supply is excellent.
Toughness coated carbide grade for steel milling in demanding
process.For vertical milling and shoulder milling, the grade BPS413 should be working in stable
BPS412 P40(P35-P50) E conditions, such as short overhangs, surface milling, shallow shoulder milling.For toughness process,
BPS413 is the best choice.suitable for mixed materials small batch production. Whether the coolant
supply is excellent.
162 57
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D2  Grade for milling inserts

IE4 Process on cast iron

)

A
\\

Grade 180 classification Surface colour Applications Recommended
P05(P01-P15)
—— M10(M05-M15) Cyan-blue gray dark '\n'\l"l.th high hot hardness anc.l .good.resistance to plastic deformation. Suitable for high speed cutting and
[ ] finishing process of austenitic stainless steel, quenched steel and carbon steel
K10(K05-K15)
BPG108 KO5K15 Purple yellow PVD coated carbide grade for gray cast iron and ductile iron medium to rough milling in wet
: conditions. In the medium to high cutting speeds,can predictor the tookife.
CVD-coated cemented carbide, the hard substrate coated with a smooth and wear-resistant coating,
BPCIZ2 | KI5(KICK25) ﬂ can bear harsh intermitent cuting conditons,
Universal grade for all cast iron roughing cutting at low to medium speed.
Blackiyellow Coated carbide grade for toughness demanding operating conditions to work at low speed,
BPS321 K30(K25-K35) ) _
. medium load and reload processing.
M Process on stainless steel
Grade 180 classification Surface colour Applications Recommended
—— PO5(P01-P15) Cyan-blue gray dark PVD coated carbide grade for milling typical hardened steel and plastic mold steel,
M10(MO5-M15) [ ] processing hardness above HRC36.
BPG20B M15(VH10-M25) Cyan-blue gray dark EVD coated carbide grad'e for Iight‘ milling of stainless steel. Combine grinding blade preferred for
I viscous and work hardening materials.
BPG313 M25(M15-M30) Purple yellow PVD c.oated .carbid&.a.grade for medium to high-spee.d stainless steel (a.auslenitic) n'.liIIing. o
Combined with positive rake angle trough also applies to the heat-resistant materials and titanium alloys.
BPGA0B M35(M25-M40) Cyan-blue gray dark Coa{ttf.d carbide g‘rfade f?r medium speed milling abrasive trends stainless steel, such as casting parts,
[ ] ferritic / martensitic stainless steel, and PH steel.
Black/yellow
BPS411 M40(M30-M40) Coated carbide grade for stainless steel castings heavy machining process.
I

ﬁuuqu



D3  Code key for indexable milling inserts

Metric
Insert Shape / Code Wi Wi
ith/Without : ith/Without "
Code [Nt ol eor | Secton plne of et | Code Wi Wirout CHiEhreaker | - Secton plane of
>65°
’—\85" /\32" / 80° B | with | Without N |without| Without E
_________ _A__________E-________q " _""""""""':;_6__5__"_:"' N I N A
'E <:> H | with | Single-side R |Without| Single-side @
D E wll L ] & =65 | ]
-------------------------------- C | With | Without F | Without| Double-side| 3
/<55° SLG R e N N N I
K L mll 9| with [Double-side @ A | with | Without Djj
I T e D
O Q O W | with | Without M | with | Single-side (1T Iy
] . .1 s By et =00 s S I Ry
T | with | Single-side G | with | Double—side| L] |7
@V """"""""""""Egs'o"""" """"""""""""""
IS A . 4 Q | with | without @ X[ - Special
a0° A =Y I N
Q) W Others U | With |Double-side
Insert shape Chipbreaker and clamping system
| |
|
=
[{=]
|
Clearance angle of Allowed tolorence
main cutting edge
Cm i
Clearance J Clearance m
Code| ~"angle Cod angle N\ L
7 @D1 @Dy
A B m (mm) Inscribed circlel Thickness St . Hanf .
- g Code| gerance ran g Tui:am(mm Toloranca(mm| (Reference) cetals of M-class'mlerance (dentifed by shape and size)
[] Nose height tolerance (mm)
A | 0005 10025 | 20025 |necrbed Ar O s e OR
¢l | D} - F| <0005 +0013 | #0025 | 6.35 | 0.08 | 20.08 [ £0.08 | ¥0.11 | 0.6 | —
- . | F | 20005 | 20013 | 20025 _6.35 | 20.08 | 2008 | #0.08 | +0.11 | 218 ) -
c| =0013 +0025 | 0025 |2325 ] #008 | =0.08 | £008 | £0.11 | #0.16 | -—
T T F-=f--mmm--of-oo--mqm------) 127 | #0413 2013 | #0413 [ 2015 - | -
| A 20018 | 20018 | 205 1sers| s015] 015 [ s015 [ 2018 | — | — |
E F E| :0025 0025 | 20025 | 19.05 | #015| 2015 [ 2045 | x0.18 | — | — |
%AA’ 20° “—3(25" r---fF---------p----—-==q------- 254 o +0.18 - — . .
G| 20025 +0.025 013 |21 e e e Py R gy
e S R oo b LTt fel T Toerance of Insorbed Cirle @01 _
J £0.005 |+0.05-:0.13| +0.025 .
B e s Mo meed A 00| ©2 |7 |5 | O
G N K| 20013 |:005:0.13| 20025 T|_==s _Y R
~ e
P 0
~H=11°
U | 20.13-20.38 (20084025 2013 [ e 1" 275 = 1 = 1" =T33

Fan
N e+




Milling
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Indexable aluminum alloy face milling insterts

Material recommended
Dimension (mm)
Inserts shape Type CVD coating grade PVD coating grade Uncoating grade
SIS 8 8 383|883
&S x| 8|8 B o |lw|lo | 28
'-C‘S\da§§§§§§§§§§g§§
* | k| % | K
* ¢ *
1 BPS411 BPG05B BPG20B BPG30A BUB10
* * * w
* * * *
nocast iron x bAe *
N:non-ferrous metal *
% Recommended grade and always stock available ¥¢ Recommended grade and produce according to order
Type [ Type 11
Kr=90" Dm Dm
]
n
[ L
o 2
() 0 — [«] 45°
de

SA90-200R12TE16-T60AL |200| 60 |25.7| 63 | 12
SA90-250R16TE16-T60AL |250| 60 |25.7| 63 | 16
SA90-315R20TE16-UB0AL |315| 60 |25.7 | 63 | 20

SA45-63R4SE12-P22AL | 63 | 22 | 104 | 50
SA45-80R4SE12-P27AL | 80 | 27 [12. 4) 50 4
SA45-100R6SE12-S32AL  100| 32 |14. 4| 50 6
SA45-125R8SE12-S40AL  [125| 40 |16. 4| 50 8
SA45-160R10SE12-T40AL (160 40 16. 4| 50 [ 10
7
7
7

SE..1204AZ.. |SIC035080| FT15 | SSSDR14CA-09 |SCC060250| S5 |SAC080145 I

SA45-200R12SE12 -T60AL (200| 60 25. 7| 63 | 12
SA45-250R16SE12-T60AL |250( 60 [25.7/ 63 | 16
SA45-315R20SE12UB0AL (315| 60 25.7| 63 [ 20

- 166 @ * Recommended grade ¥ Optional grade



R
\ | ] ]
o N //
Material recommended
Dimension (mm)
Inserts shape Type CVD coating grade PVD coating grade Uncoating grade
S =8 8 8|8\ 8 3
&S x| 8|8 B o |lw|lo | 28
'°M“§§§§§§§§§§g§§
4 | 20° w | K
4| 20° * *
41200 % | % *
4120°| % *
BPS411 BPGO5B BPG208 BPG30A BU810
* * * *
MMV WL NSO 2ITTI * * * *
K:cast iron * w *
N:non-ferrous metal *
% Recommended grade and always stock available v Recommended grade and produce according to order
Indexable face milling insterts
Kr=45°
Dm
N
T ‘ [~
B **T?*”‘] =
I 3 I
45° \: | - | ©
{ de W
| d |
Size (mm)
Type
dc Dm d B
SA45-50R3SE13-P22 50 22 | 63.4 | 104
SA45-63R4SE13-P22 63 2 | 764 | 104
SA45-80R4SE13-P27 80 27 | 93.4 | 124
SA45-100R5SE13-532 100 32 |113.4| 144
SA45-125R6SE13-S40 125 40 |138.4| 164
SA45-160R7SE13-T40 160 40 |173.4| 164 63 7 3.97
SA45-200R8SE13-T60 200 60 |213.4| 257 63 8 5.33
SA45-250R10SE13-T60 250 60 |263.4| 257 63 10 8.29
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Material recommended
Dimension (mm)
Insert shape Type CVD coating grade PVD coating grade Uncoating grade
Nl |(=|8|8 8|88 =
IC| S| d| T |5 | 8| 3| |38 8|8 | 3|2
5 | & | |5 | &5 | 5|85 &5 =2
S, | ONGX080808-L | 202 | 6.00 | 53 | 0.8 k| %
6.00| 53 | 08 | % * | %
6.00| 53| 0.8 * | x| & | N
6.00 | 53 | 0.8 wo| ok W%
BPS411 BPGO5B BPG208 BPG30A BU810
* * * *
* * * *
* w *
*
nded grade and produce according to order
I Dm 1
| B |
| L] |
) L ]
SA45-80R60N08-P27 80 27 124 50 6
SA45-100R70ON08-S32 100 32 144 63 7
SA45-125R80N08-S40 125 40 164 63 8
ONGX080608.. SIC050140 WT20
SA45-160R100N08-T40 160 40 16.4 63 10
SA45-200R120N08-T60 200 60 25.7 63 12
SA45-250R140N08-T60 250 60 25.7 63 14
SA45-315R160N08-UB0 315 60 25.7 80 16
Size(mm) Teeth
Type Inserts Screw Wrench Wedge
de Dm B H z
WA45-80R100N08-P27 80 27 124 50 10
WA45-100R140N08-S32 100 32 14.4 63 14
WA45-125R180N08-S40 125 40 16.4 63 18
WA45-160R220N08-T40 160 40 16.4 63 22 ONGX080608.. SEC060200 83 W1008Y
WA45-200R280N08-T60 200 60 257 63 28
WA45-250R360N08-T60 250 60 257 63 36
WA45-315R460N08-UB0 315 60 257 80 46




Material recommended
Dimension (mm)
CAD coatng gade PVD coating grade Uncoating grade
B)B|B|IS| 8 8|83 ==
i 282|282 2228|8858
4| L % % Y
44 | 11° * | % w ¢ w
44 | 11° *x | % ® * %*
34 | 117 b Y| k| K
44 | 11° w Wl k| K
44 | 11° w | k| K
BPS321 BPS411 BPGO5B BPG20B BPG30A BUS10
P:steel * * * * *
Application M:stainless steel e * * *
K:cast iron * * *
N:non-ferrous metal *
S:High temperature alloy *
% Recommended grade and always stock available ¥ Recommended grade and produce according to order
| DU DU Y DR o T SDIIDR | | DU SR R
Dm
n
]
R
S — =
[ ! |
S ()
ar |
DAUU-OURAREF | £-F4T 4 V.00
80 27 12.4 50
SA00-80R6RP12-P27 6 0.89
SAQ0-100R4RP12-832 4 1.39
100 32 14.4 50
SAQ0-100R6RP12-S32 6 1.37
SA00-63R3RP16-P22 3 0.38
63 22 10.4 40
SA00-63R4RP16-P22 4 0.37
SA00-80R4RP16-P27 4 0.87
80 27 12.4 50
SA00-80R5RP16-P27 > RP.1605. | SID040110 | FTi5 0.8
SAQ0-100R4RP16-S32 4 1.27
100 32 14.4 50
SA00-100R6RP16-S32 6 1.30
SA00-125R5RP16-S40 5 2.59
125 40 16.4 63 E—
T SA00-125R6RP16-540 6 2.52




R
\ | ] ]
®\\,f //
Material recommended
Dimension (mm)
Insert shape Type CVD coaling grade | PVD coating grade | Uncoating grade
S |l =8| 8|2 = | =
L W S d R &8 | 3| ool |3|le|l=|
5 | 5|5 &5 | &5|l&s | 23|32
R LNKG1206EN-1 127 | 113 | 635 | 44 *
M| 113 | 635 | 44 *
7| 113|635 44 *
M| 113 | 635 | 44 ¥* | k
Material recommended
Dimension (mm)
CVD coating grade |  PVD coating grade Uncoating grade
LI w|s | d |8 3|5 8|8|lc|2|8
5 | 5| &5 | &§ | 5§ 5|2 | =
15 139 6 46 *
15 139 6 48 *
BPS411 BPG0SB BPG20B BPG30A BUS10
P:steel * * * * yie
Application M:stainless steel 4 * * *
K:cast iron * % *
N:non-ferrous metal *
% Recommended grade and always stock available ¥¢ Recommended grade and produce according to order
Material recommended
Jimension (mm)
D oo g PVD coating grade Uncoating grade
AREIBEEE =g
"M TEEEREEE 5|EEE B8

45|495| 46 |1.52
4.5/495| 46 |2.29
45/4.95| 46 |3.05
45|495| 46 | 3.5
45(4.95| 4.6 |4.83
45|495| 4.6 |6.35

* % X% % % > |BPGI08
% X X% X% X x+|BPG308
¥ X X% X% X x-|BPG3I0B
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Inserts for face milling

D4

Material recommended

Uncoating grade

0z8nd

orend

0IM

G€dd

(¢dd

PVD coating grade

§0e9dd

86¢0dd

80944

802944

8010d4

850044

CVD coating grade

LivSdd

£675d4

£615dd

Material recommended

Uncoating grade

0z8nd

Milling

orend

0IM

G€dd

o 'K

T

(¢dd

PVD coating grade

§0e9dd

R R < - G - G =4

RO -G <G = G = G~

86¢9dd

80944

80944

X X K ¥ ¥ X

X X ¥ ¥ ¥ %

8010d4

850044

CVD coating grade

LivSdd

£675dd

£615dd

sion (mm)

o

2

bs

Dimension (mm)

Type

Inserts shape

173

(¥

Optional grade

Recommended grade ¥
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D4 Inserts for face milling

_ _ Material recommended

fon (mm)
CVD coating grade PVD coafing grade Uncoating grade

g
BPS153
BPS253
BPS411
BPG05B
BPG108
BPG25B
BP20
BK10
BU810
BU820

* - (BPG20B
3% - |BPG308
3+ - |BPG30B

=% 3+ (BP3S

1151

Material recommended
Dimension (mm)
Inserts shape Type CVD coating grade PVD coating grade Uncoating grade

B |=(B|8 88 B3 = | =

s w5 8285888 8|z8 2 5|8
o | o0 oo |loo (oo o | oo o0 | o0 0D |00 | o0 | oo | o0

"4 1 * | % ¥ W

1|14 1 x| W h*¢ W

el 141 * | % * w

Material recommended

Dimension (mm)

Inserts shape Type CVD coafing grade PVD coating grade Uncoating grade
= zlzz|82/8[8[8[8|.[.l]2]g
ok 22 2822 EEIEEEE RS
o o0 o0 o0 oo o o0 o0 o o ==} o0 o0 o0
20° | 285 x| % * w

I 176 @ * Recommended grade ¥ Optional grade
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D4 Inserts for face milling

_ _ Material recommended

fon (mm)
CVD coating grade PVD coafing grade Uncoating grade
BB =|B|8| 8323 oo
: 222522888888 52
157 * * | % % ¢

Material recommended
Dimension (mm)
Inserts shape Type CVD coating grade PVD coating grade Uncoating grade

AREEBEREE o[g

bs | be g zlEgggggEE g8
Mmoo ol (o o ol om0 | o[ |m

16 | 08 * * | % ¥ w

16 | 08 * * | % w w

16 | 08 * * | w w W

16 | 08 * * | % % W

Material recommended
Dimension (mm)
Inserts shape Type CVD coating grade PVD coating grade Uncoating grade

R | L H 8| P O 0B || 8 S =R
5 &5 &5 |55 &5 &5 &5 55 S5 52 =

500 | 15 * | % ¢ w

500 | 19.37 x| W h'¢ W

IAmM ﬁ:./ * Recommended grade ¥ Optional grade



Inserts for face milling

D4

Material recommended

Uncoating grade

0c8nd

Milling

oleng

038

Gedd

0zd8

PVD coating grade

40¢94d

85¢948

80€9dd

402948

801048

850944

CVD coating grade
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£525d8

£51Sd8

02809
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2 | owe
| ool =
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02dd
g 0¢9da| < 3=
1=
8 (85294
= g &)
S | = [s089d8| % &
S | 8 [a0codal % x
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& (80198
850949
£ |Wisdd| ¢
5 |esesdd
S |esisde
=N = =
E
£ - |23

Dimension (mm)

Type

Inserts shape
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Optional grade

Recommended grade ¥



D4

Inserts for face milling

jion (mm)

Material recommended

CVD coating grade

PVD coafing grade

Uncoating grade

od | r a

BPS153
BPS253
BPS411

BPG05B

BPG108
BPG25B
BP20

BK10

BU810
BU820

44 | 05 | 25°

* - (BPG20B
3% - |BPG308
3+ - |BPG30B

=% 3+ (BP3S

Inserts shape

Type

Dimension (mm)

Material recommended

CVD coating grade

PVD coating grade

Uncoating grade

BPS153
BPS253
BPS411

BPG0SB

BPG108
BPG25B
BP20

BK10

BU810
BUB20

% % % > > > BPG20B
¥ 3 X% % 3% X (BPG308
% X =% % % = |BPG30B

% % % % % X BRI

EEEEE

Incearte shane

Tune

Recommended grade ¥

Dimension (mm)

Material recommended

CVD coating grade

PVD coating grade

Uncoating grade

BPS253
BPS321

BPG0SB

BPG30B

BPG25B
BP20

BP35

BK10

BU810
BUB20

3% (BPS411

-

= (BPG118
»* (BPG218
3 |BPG318

¥
*
¥

Optional grade
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D5 Inserts for heavy-cutting milling

Material recommended

ension (mm)
CVD coating grade | PVD coating grade Uncoating grade
§ | d|CR H @B B D B3| |8 IS =S
S| &5 &5 5| F5S SS&S S S| a =
35| 54 | C0S % x| * * ¥
76 | 43 | C05 o x| * * %
35| 55 | €05 ¥ * |k * %
_ _ , 35| 55 |R10 w x| * * ¥
Materia| recommended
Dimension (mm)
fmmnctabmne T CVD coating grade | PVD coating grade Uncoating grade
2 3|5 (B8 8|S ol g
Wis )¢ |Rrip\2 B 3238388288
[==] o0 [==} [==] o0 [==] [==] [==] [==] ==} [==] [==] [==]
525|476 | 45 | C1.0 * * | * * k¢
525| 476 | 45 | C1.0 4 * |k * W
Material recommended
Dimension (mm)
Inart chana Tuna CVD coating grade | PVD coating grade Uncoating grade
$ | d|CR H @B B BB 3| |8 ISx| S
& |&| & | &G|m|o6| G| &|a|&|a|a =
J6 | 41 | C05 w *x | * * w

Recommended grade ¥

Optional grade



HMilling
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D5

Inserts for heavy-cutting milling

Material recommended

EEEEE

ension (mm)
CVD coating grade | PVD coating grade Uncoating grade
2|B|la|=8 8 8|S oo
S |odl| R H| P8 d| S| o3 de 8 elxlS
S| &5 &5 5| F5S SS&S S S| a =
35 6 |20 % x| * * ¥
941 55| 20 ¥ * |k * %
1 1 |
Materia| recommended
Dimension (mm)
Toeme CVD coating grade | PVD coating grade Uncoating grade
BBz =|B|E2 8|S = | =
§|d|CR 222222828 8|2 38
[==] o0 [==} [==] o0 [==] [==] [==] [==] ==} [==] [==] [==]
94| 55 | R3O0 ¥ x| % * %
15| 55 | RSO * *x | * * ¥
Material recommended
Dimension (mm)
Tuna CVD coating grade | PVD coating grade Uncoating grade
™ | = | — w o o | =C ol o
s |d|R HEIEH R E R R REREEE
& |&| & | &G|m|o6| G| &|a|&|a|a =
T6 | 44| 2 w *x | * * w
35 6 | 280 % x|k * *

Recommended grade ¥

Optional grade



D5 Inserts for heavy-cutting milling

Material recommended

ension (mm)
CVD coating grade | PVD coating grade Uncoating grade
s alr| (58|28 2288258288
oo o (==} [==] m [==] [==] om [==] oo [==] o o
94| 65| 10 % x| * * ¥
941 55| 8 o *x |k * %
1 1 |
Materia| recommended
Dimension (mm)
fmmnctabmne Toemn CVD coating grade | PVD coating grade Uncoating grade
BBz =|B|E2 8|S oo
S| d|R 222222828 8|2 38
[==] o0 [==} [==] o0 [==] [==] [==] [==] ==} [==] [==] [==]
94| 55| 65 * L * b ¢
941 55 | 40 4 * |k * W
Material recommended
Dimension (mm)
Inart chana Tuna CVD coating grade | PVD coating grade Uncoating grade
$ | d|R H @B B BB 3| |8 ISx| S
& |&| & | &G|m|o6| G| &|a|&|a|a =
94| 54150 * *x | * * ¥
941 55| 50 % x|k * *
A5 65 | 47 % LR * Y
34 | 44 | 65 w x| * * ¥
33 | 56 | 63 % * |k * *
* Recommended grade ¥ Optional grade oy
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D5 Inserts for heavy-cutting milling

| | Material recommended
ension (mm)
CVD coating grade | PVD coating grade Uncoating grade
BB =|=|B S 8 3 oo
§d|R » 2 2\3 23538828
[==] [==] o0 [==] [==} [==] [==] (==} [==] o0 [==] [==] o0
93| 65 | 127 % * | % * ¥
93 55| 15 W * | * * "
| 1 1 |
Material recommended
Dimension (mm)
lannsd ahnna Toma CVD coating grade | PVD coating grade Uncoating grade
5| d 2 2122|1822 2|8 88 58
[==] o [==] [==] o [==] oo (==} [==] o [==] oo m
35| 53 % * | * * *
35 | 55 ¢ * | % * w
Material recommended
Dimension (mm)
Incart chana Tuna CVD coating grade | PVD coating grade Uncoating grade
@ | | = | — % m | oo | <C o | o
5| ¢ 2222888 8%slgces8l8
[==] o0 o0 [==] ==} [==] [==] (==} [==] o0 [==] [==] o0
35| 45 ¢ * | * * "
75 | 44 ¢ * | % * w
35| 44 W * | * * *
35| 44 * * | % * ¥
6 | 46 W * | * * *

- 190 @ * Recommended grade ¥ Optional grade
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D6 Inserts for square shoulder milling

_ _ Material recommended
ension (mm)
VD coating g PVD coating grade Uncoating grade
B BB S S|I8 B3 oo
o o | BEBRIEIRE R 8lsE
35 | 28 | 038 * | % ¥
J6 | 44 | 08 * | % w
J6 | 44 | 32 * | w w
35 | 28 | 08 * | % %
J6 | 44 | 08 * | % w
L[]

5U!II!WE

Material recommended
Dimension (mm)
Insert shape Type OV ooatng race PVD coating grade Uncoating grade
BB\ 8|3 2|3 ols
IW | L | S§ |od|r H 8B DS B BB |28 S| =&
& | &5 & 5|F| s s |&|s | &|ls|=2 R
35 | 28 | 08 * | % *
28| 44 | 08 * | ¥ w
5 | 44 | 08 * | % *
56| 44 | 16 * | % W
Material recommended
ension (mm)
VD coeng race PVD coating grade Uncoating grade
BB S| SIS B|S ols
S | od| r A AR AR TR AR C AR AR R RS A=A R -l
B | & & | &6 6| 6|5 & | s|SH|ala
18| 38|05 Y| k| K * *
I | ,

I 192 @ * Recommended grade ¥ Optional grade
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D6 Inserts for square shoulder milling

_ _ Material recommended
ension (mm)
VD coating g PVD coating grade Uncoating grade
T R|B|ISE|S3|8
Pl mslal®e Ne|los = | 2|8
S gElg2gs S5 EEBE
76 | 44| 02 W w Y *
76 | 44 | 04 ¢ w * *
T6 | 44 | 08 W e * *
76 | 44 | 16 W W w *
96 | 44 | 08
76 | 44 | 32 W w w *
Material recommended
gnsion (mm)
R -~ VD e race PVD coating grade Uncoating grade
| [ I A m [ m i
slod| | |28|22|3|23|2|5|2|2|5|8
[==] oo [==) oo oo [==] o oo [==] o o [==] o
76| 44 | 08 ¢ w Y *
v/ INSerts 1or snalow noie ariing
Material recommended
Dimension (mm)
Insert shape Type CVD coating grade | PVD coating grade| ~ Uncoating grade
=3 = =
olC| § | od | R a = B8 =
= &S| & B
WCGX030204-ZS | 556 | 238 | 28 | 04 | T°

238 | 28 | 08 | T°
2% | 3 |04 | T
28 3 (08 | T°
38 | 34 |04 | T
38| 34 08| T
397 | 44 | 04 | T
397 | 44 | 08 | T°
WULAUOUHUH-LD er | 476 | 85 | 04 | T°
WCGX080408-ZS | 127 | 476 | 55 | 08 | T°
WCGX080412-2S | 127 | 476 | 85 | 12 | T°

* % % % % 3 % % % > > |BPS251
* % % % % X % % * X > |BPSZ53
* % % % % ¥ > X % > > |BPG2B
R - R i i |- 1]

= o o X% =% % % % = = [BUBIO0

IS& - * Recommended grade ¥ Optional grade
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Inserts for profile milling

D8

Material recommended

Uncoating grade

0z8nd

oleng

0ivg

Gedd

0¢dd

PVD coating grade

a0e0dd

g85¢0d8

80948

8029d8

v010dd

CVD coating grade

HiSda

Lgesdd

£52Sdd

£51Sd8

Material recommended

Uncoating grade

0eend

oleng

0ing

Sedd

0¢d8

PVD coating grade

406949

85294

80€9dd

4029dd

V01948

CVD coating grade

1pSdg

12€5dd

£575d8

£515d8

sion (mm)

15°

1

Dimension (mm)

0eeng

"

"°

25

Type

Insert shape

@
B | g
g | e
E | wdilk & x & &k &
0zd8
- g0£9dg| 4x X 2 & &% *
o £ |8od8
E {=>]
8 | = [B069df| &k & &k & K K
2 § q9dal ®k *k ¥k Kk x X
= | & |voode
850949
g |W00dE & & & K kX
= (606SdE| K X Kk K K X
§ £525d8
S |£518d8
- 3 L g & g
E
E Sz gz ge
g |3
(=1
w
Q
£
=
z
2

Optional grade

Recommended grade ¥

X
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D10 Others

Dimension (mm)

C § a d

8 .38 14 34

12 476 11° 55

Dimension (mm)

L § a’ r
9.5 318 14 08
121 478 1l 08
121 476 1l 08
6.35 318 1 04
9.52 318 14 08
127 478 1l 08
9.52 3.18 1l 08
15.88 476 11 12
127 476 1l o7

Dimension (mm)

L S a’ b
121 478 2 2
15.88 476 20 21
121 476 1 14
127 476 1l 14
12 476 1l 14

B 15s |

T

Cone

N/



D10 Others

FLB401=0

RANIAT A

14

Dimension (mm)

Bunnn

L S a £’ r
6.45 238 7 80 04
9.67 391 7 80 04
6.45 238 7 80 02
9525 397 7 80 02

Dimension (mm)

) 2’ £’
2.38 ) 90
318 14 90
397 1 %
397 1 %
476 1 %
478 fl %
5.56 1 %
2.38 4 1]
318 14 %0
397 1 %
397 1 %
476 1l %
476 1 %
5.56 1" %

Dimension (mm)

W S a CR b
83 318 1 R0S
952 318 14 R0.8
9.52 318 14 R08
952 318 14 14
127 476 11 15
127 476 i C11
127 476 fl c08
127 476 11 c08
127 476 i C11
127 476 1l C0.8
127 476 1 c08
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D10 Others

Bumiw

Dimension (mm)

52

476
476

12
12




D12 Milling Technical information

a Common problems and solutions for milling

)

€

Main points of solution and inspection

Failure descniption

jpeloctign of Cutting condition Tool shape Machine tool clamping
= =
2 E &l 8| _| 8
@ = @ @
M > | & S| .@
£ | =2 2| = £ 5| 2|lg|
=| & = 2| B| £ s =]
Tl 2 8| 2| 8| = 3| ¢ 2|l =8| s| 25 8|g|é
8| = =% ®| © gl 2 &l | | %] =5 & Z| s o
S| g & =) W = 5 = | E © [ 5| = 5 1] o S
= & | 2| B|lE| | 2|l o| |3 5|8 8| B 2|2 2
2/ 8 | &| 5|5 5 5| 8|s|€|2 2| L | 8|88
£ £ 3 S| 52| 3| 2| s|c|E5|5| 8 8| &|2|&| 3
- = £ nnm. | = @ = @ @ n = o
5| = e < £ 8| £| z| 2| °
= ) £ = 2 = < m. ‘B
@ o Y o © = 3 E =
| = 2 o £l = = ©
=2 L) < o = S ]
= = S = = ©

Fracture of tool nose

Improper cutting condition

Improper geometry shape of
cutting edge

Severe abrasion
ofclearance face Improper geometry shape of
n_._m_:m edge /\ % *
Improper cutting condition & & ﬁ I\
Severe abrasion
of rake face
_am.a_uﬁ geometry shape of
cutting edge )\
Improper cutting condition 4 ﬂ
Fracture of
cutting edge
Improper geometry shape of
e e ey Shepe v ot vViVIVIVIVIV
Improper cutting condition % % *
Thermal prope! 9 )\
cracking

Improper cutting condition

Build-up edge

_am.auﬂ mmoamim:mumoﬁ
cutting edge

Machining precision

Coarse surface

Abrasion of tool produces great
vibration of milling tool

Wiper

Improper cutting condition

Causing burr

_sm_ouﬂ @moami%mvma
cutting edge

Side collapse

Improper cutting condition

Improper geometry shape of
cutting edge

Eoﬁmmmzmmm
and _umm_mm ism

_sm_o_u& @moamﬂéwsm_xoﬂ
cutting edge

N

Others

Great vibration

Cutting condition Improper
technology

IChippings are

Improper cutting condition

twisting and
jamming

_am.auﬁ mmoszemsmﬁa
cutting edge

i, 20

Bunnn



D12 Milling Technical information

b Questions and solutions

The problem of representation

Blade wear

A boundary wear

Crater wear

Plastic deformation

Wear damage

Bulw

Surface roughness

Sticking to the knife and buili-up
edge cause chipping

Mechanical abrasion

Thermal cracking damage

Chipping

Phenomenon

Reason

Solutions

reduction of surface roughness and
size for finishing

The cutting speed is too high
The service life of the cutter end

Lower cutting speed
The use of abrasion resistance and better material

Burrs
Cutting resistance

The amount of feed is too large and
the cutting speed is too high

Improve the edge sharpness

Lower cutting speed
The use of thermal shock resistance of materials

Chip control deterioration
Finishing the surface deterioration(Terry)

Cutting speed is too high

Improve the edge sharpness
Lower cutting speed
The use of thermal shock resistance of materials

Workpiece size change
Blade damage

Cutting load is too high
Cutter material mismatch

The use of high hardness material
Reduce the amount of feed and cutting depth

The rapid deterioration of processing|
surface,Workpiece size tolerance

The cutting speed is too high

Reduce the preset tool life
The use of abrasion resistance and better material

Cutting resistance

| Surface deterioration

The amount of feed is too large
Cutting vibration knife
Blade low toughness.

Reduce the amount of feed and cutting depth
The use of rigid and better tools
The use of higher material toughness

Surface deterioration
Cutting resistance

The cutting speed is too low

Increasing the cutting speed
Enhance the sharpness (anterior horn, chamfer )

Accidental damage

The amount of feed and depth of

The use of higher material toughness
Increase chamfer

o . cut is too large ’ )
Tool life instabil Increas the radius of the cutter tip
ool e nstabilty Cutting vibration knife The use of rigid and better tools
By the thermal cycle and damage | The amount of feed is foo large and Reduce the amqunt of feed
Occurting n intermi ing and milingl th ) edi hich Reduce the cutting speed
ccurring in infermittent cutting and milling| the cutting speed is too higl The use of dry cuting

Appearing for high hardness material machining
Appearing in vibration knife cutting

Blade low toughness.
Tool less rigid

The use of high hardness material ( TiC ceramics and CBN )
The use of rigid and better tools
Change the blade tip.

)



D12 Milling Technical information

¢ Difference and selection between down milling and up milling

X Y Enlarge
Enlarge

Up milling Down milling

Down milling (also called down milling): the feed direction of workpiece is the same as the milling rotation at the connecting position.
Up milling (also called up milling): the feed direction of workpiece is opposite fo the milling rotation at the connecting position.

In down milling, the major force of cutting edge is compressive stress; in up milling, cutting edge bears the tensile stress. The compressive strength of
cemented carbide material is larger than its tensile strength. In down milling, chip becomes thin from thick gradually , cutting edge and workpiece
press each other. The friction between edge and workpiece is small, thus can reduce the abrasion of edge , the hardening of workpiece surface and
the surface roughness (Ra). In up milling, chip becomes thick from thin gradually. When insert cutting into the workpiece, it generates strong friction

and more heat than down milling, and make workpiece surface harden.
In up milling, because horizontal direction of cutting force that milling cutter conducting on workpiece is opposite to the feed direction of workpiece,

therefore the lead screw of work table joints closely with one side of screw nut. In down milling,the direction of cutting force is same as the feed
direction. When edge’s radial force on workpiece is big enough to some extend , the work table will bounce left and right, thus make the gap fall
behind. The gap will return to front side along with the continuing rotation of lead screw. At this moment the work table stops motion, however it will
bounce left and right again when the radial cutting force is big enough to some extend again. The periodical bounce of work table will cause poor

surface quality of workpiece and tool breakage.
When use end mills for down milling, every time the edges begin the cutting at workpiece surface, therefore end mills are not suitable for machining

the workpiece with hardened surface.
Up milling is recommended for milling the thin-wall components or square milling with the demand of high precision.

ﬁuuqu



D12 Milling Technical information

d Pitch selection

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

Stability of operation

Selection of approach angle

Eu!II!I’\IE

The approach angle is composed by insert and tool body, Chip Approach angle | Feed rate per tooth Real maximum cutting depth
thickness, cutting forces and tooHife are affected especially by
the approach thickness and spreads the cutting area between
cutting edge and workpiece for a given feed rate. 90°

fz hex=fzxsinkr

A smaller approach angle also guarantee that it is stable 75° £ hex=0.96xf;
entrying into or exiting workpiece,to protect the cutting edge ’
and extend tool life.However this will increase higher axial
cutting forces on the workpiece, thus is not suitable for 60° £ hex=0.86%Ls
machining thin workpiece such as thin plate.

45° fz hex=0.707xfz

Round insert fz hex= IC™(iC-2a7)’ wf,
iC

ran.
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D12 Milling Technical information

e General formula

Ve cutting speed(m/min) Vf: feed rate of worktable ( feed speed)(mm/min) Q : metal removal rate(cm3/min)

Dc: nominal diameter of milling tool(mm) fz : feed rate per tooth(mm/z) fn : feed rate per revolution (mm/rev)
n: spindle speed(rev/min) TC :  circumference ratio=~=3. 14 L : Real cutting distance(mm)

Zn :  number of teeth Te :  machining time(min)

@ Cutting speed

n
nXDeXn (o Ay

1000 —1

Ve =

[ ] Spindle speed

_ 1000 Xve X
n= -----*¥+<
X Do (rev/min)

—_—

@ Feed rate of worktable ( feed speed) (mm/min)

Vf=fzXnXzn

ﬁuuqu

@ Feed rate per tooth

_vf
fz= nXZn (/2 feed djrection

@ Feed rate per revolution

Tool minor cutting

fn= % (mm/rev) edge angele ghape of tooth
Feed rate per tooth

@ Machining time

Te= (min)
@Dc
@ Metal removal rate
a, Xa. X Ve !
Q= 71 000 (cm*/min) L
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D12 Milling Technical information

f  Function of each part in face milling

L
I
” rf
| Axial rake angle
| O Kr
! R W Approach angle
i |
Main angles of face mills Rake angle \/A V
Diameter of cutter 2 \
s
p g i i
Radial rake angle T Inclined angle of cutting edge
Main angles of face mills
Designation Function Effect
rf - L .
Axial rake angle rf Determining the chip direction negative angle, excellent capability of chip removal
e P :
Radial rake angle rp Wﬂ_m_ﬂ: m_wﬁ_m m,“"_%:_ﬂnﬁm cutting Pasitive angle, good cutting performance
Kr
Approach angle Kr Determining the chip direction thickness Krt, chip thicknesst; Kr|, chip thickness|
Poor cutting performance, Good cutting performance,
R Determining whether the cutting s_*@_._ m:»:oﬁg fighstrength | (=) €0 () | ¢ in edge
Rake angle R is light and fast or not of cutting edge
Poor cutting performance, "
As . o high strength of high sirength | (=) 0= (+) Good Sz_ﬂm wmnogm:%m_
Inclined angle of cutting edge Determining the chip direction of cutting edge low strength of cutting edge
Characteristics of different rake angles combined
- Double positive Double negative One positive, one negative
il
Negative rake angle
rf() rfe=) Ff(+)
B I e s
o
£ \ ‘
0° rake angle
= l lfq fJ
’ [P10] e (e}
Positive rake angle
rf —
Axial rake angle rf + +
) e + — —
Radial rake angle rp
p J J
M J J
Applicable material machined K N N
N v
S N J
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E1 C*A
Shim shape Type D S d r d1 d2 e | applicative inserts
C12A n7 3.18 6.1 08 73 85 05 CNMMIG12
C16A 14.88 4.76 74 1.2 85 10 0.5 CNMM/G16
C19A 18.06 6.35 8.7 1.6 10.3 15 0.5 CNMMIG19
C16BP 15.6 4.76 79 1.6 9.58 13 0.5 CNMMIG16
C19BP 188 476 10 1.6 12 121 05 CNMMIG19
E2 C*B
Shim shape Type D S r d1 d2 S1 e applicative inserts

C128 n7 3.18 08 6.6 8 15 05 CNMMIG12
C16B 14.88 4.76 1.2 76 9 2 0.5 CNMMIG16
C198 18.05 4.76 1.6 8.6 10 2 0.5 CNMMIG19
MC0903 93 3.18 08 5.8 6.5 187 0.2 CNMM/G09
MC1204 125 4,76 1.2 74 8.1 217 0.2 CNMMIG12
MC1604 155 4.76 2 98 108 22 03 CNMMIG16
MC1904 18,65 4.76 1.25 8 12.25 25 05 CNMMIG19

ICSN-332 9.14 4.76 08 5.94 6.63 343 0.5 CNMM/G09™08

ICSN-432 12.32 4.76 08 7.52 8.2 259 0.5 CNMM/G12*08
SM-303 12.32 4.76 0.79 6.76 9.14 249 0.5 CNMM/G12™08

ICSN-433 12.32 4.76 127 7.52 82 259 05 CNMMIG12+12

ICSN-443 12.32 53 1.27 7.52 82 3.05 05 CNMM/G12+12

ICSN-533 1549 4,76 127 9.86 10.97 259 0.5 CNMM/G16*12 2]
SM-304 18,67 4.76 127 8.48 1.1 249 0.5 CNMM/G19™12 3

ICSN-633 1867 476 127 1143 12.29 259 05 CNMM/G19*12
€09038 9.13 9.13 08 5.85 6.7 1.75 0.5 CNMMIG09
§C1203 122 3.18 08 6.95 8.05 1.75 0.2

SC1204 122 4.76 08 74 78 225 05

C12038 123 3.18 1.27 7.35 83 1.75 05

C12038 123 123 1.27 7.35 83 1.75 0.5 CNMMIG12

SMC-432 124 48 08 7.35 8.1 23 05

MSC-432 124 48 1.2 7.25 8 26 05

C1204 125 4.76 1.2 74 8.25 3.25 08

M-C168 14,88 4,76 1.2 78 9 28 0.5

SC1604 152 4.76 1.2 7.95 9.05 2.05 0.2 CNMMIG16
C1604B 1548 4.76 1.27 9.85 10.9 265 0.5

SCN-64 18.7 4,76 1.6 94 10.8 24 0.5
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E6 S*B
Shim shape Type D S r d1 d2 $1 e applicative inserts
5098 853 3.18 04 56 7 1.5 0.2 SNMM/G09
$12B ni 318 08 6.6 8 15 0.2 SNMM/G12
§15B 14.88 476 1.2 76 9 2 0.2 SNMM/G15
$19B 18.05 6.35 1.6 86 10 2 0.2 SNMM/G19
S228 21.23 793 1.6 96 11 25 0.2 SNMM/G22
5258 244 793 24 96 11 25 0.2 SNMMIG25
MS0903 93 318 08 58 6.5 1.87 0.2 SNMM/GO09
s MS1204 125 476 08 74 8.1 217 0.2 SNMMIG12
- %, s
gy — =7 ISSN-322 9.14 3.18 08 594 6.63 1.85 05
= \\ ~ - SNMM/G09*08
'y g{ é} ISSN-332 9.14 4,76 0.8 594 6,63 343 05
. S );1\ | ISSN-432 12.32 476 0.79 7.52 8.2 2.59 05 SNMM/IG12*08
é45° -
ISSN-433 12.32 4.76 1.27 7.52 8.2 2.59 05
SNMMIG12*12
ISSN-443 12.32 5.3 1.27 7.52 8.2 259 05
ISSN-533 1549 4.76 1.27 9.86 1097 2.59 0.5 SNMM/G15*12
ISSN-633 1867 4,76 1.27 1143 12,29 2.59 05 SNMM/G19*12
ISSN-846 25.02 6.35 24 14.66 15.88 212 05 SNMM/G25™24
509038 9.13 3.18 08 585 6.7 1.75 05 SNMM/G09
§51203 12.2 318 1.2 6.85 8,05 1.75 0.2
512038 12.32 318 1.27 7.35 83 1.75 05
M-S15B 14.88 4.76 1.2 78 9 28 05
SNMM/G15
$1504B 1548 4,76 08 9.85 10.9 2.65 05
*
E7 SE -
=
3
Shim shape Type D S r d1 d2 S1 a applicative inserts
S SEF12 10.5 3 2X45° 54 6.7 1.2 SEKT12
= SE445 10.3 318 | 2.5x45° 5.1 66 1.68 16° SEKT12
S
|S1
E8 T*A
Shim shape Type D S d r d1 d2 e applicative inserts
T16A 8.53 318 46 0.4 56 6.6 0.2 TNMM/G16
T22A 17 3.18 6.1 08 73 85 0.2 TNMMIG22
T2TA 14.88 4.76 7.1 1.2 8.5 10 0.2 TNMMIG27
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E9 T*B
Shim shape Type D S r di d2 S1 ¢ |applicative inserts
T168 8.53 3.18 04 56 7 15 0.2 TNMM/G16
T228 n7 3.18 08 6.6 8 1.5 0.2 TNMM/G22
T278 14,88 476 1.2 76 9 2 02 TNMMIG27
MT1603 92 3.18 08 58 6.5 1.87 02 TNMMIG16
MT2204 125 4.76 1.2 73 8 27 04 TNMM/G22
ITSN-322 9.14 3.18 08 5.94 6.63 1.85 0.5 TNMM/G16*08
ITSN-323 9.14 3.18 127 5.94 6.63 1.85 0.5 TNMM/G16*12
ITSN-333 9.14 4.76 127 5.94 6.63 343 05 TNMM/G16™12
ITSN-432 12.32 4.76 0.79 7.52 8.2 259 05 TNMM/G22*08
ITSN433 12.32 4.76 127 7.52 82 259 05 TNMM/G22*12
ITSN-534 15.49 4,76 157 9.86 10.72 259 05 TNMM/G27+16
ITSN-538 1549 4.76 318 9.86 10.72 259 0.5 TNMM/G27+32
ITSN-636 1867 476 239 1143 12.29 259 05 TNMM/G33*24
ST1603 9 3.18 08 5.95 7.05 1.75 0.2
§T16038 9.13 3.18 127 5.85 6.7 1.75 0.5
T1603B 9.13 3.18 1.27 5.85 6.7 1.75 0.5
T1603 94 33 1 58 6.9 2 05
T2204B 123 3.18 1.27 7.35 83 1.75 0.5
T2203B 123 3.18 127 7.35 83 1.75 05
E10 V*B
Shim shape Type D S r d1 d2 S1 e applicative inserts
[VSN-322 9.14 3.18 079 5.94 6.63 1.85 05 VNMM/G16*08
[VSN-433 12.32 4.76 1.57 752 8.2 259 05 VNMM/G22+12
s SMv-321 83 32 0.8/0.2 54 6.5 1.7 05
g s MSV-321 86 32 | 0802 | 56 65 15 05
%y@: g §V1603 9 3.18 08 5.95 7.05 1.75 05
* g45° SMV-322 9.1 32 0.8/0.2 5.8 6.6 1.7 05 VNMM/G16
V16038 9.14 3.18 0.79 5,85 6.7 1.75 0.5
SM-310 9.14 3.18 0.79 5.4 .1 1.78 0.5
MSV-322 93 32 0.8/0.2 5.8 64 1.9 05
E11 WkA
Shim shape Type D S d r d1 d2 e applicative inserts
WO8A n7 3.18 6.1 08 73 85 0.2 WNMM/G08
W10A 14.88 4.76 74 12 85 10 0.2 WNMM/G10
W13A 18.05 6.35 8.7 1.6 10.3 1.5 0.2 WNMM/G13
SW317 9.35 27 5 08 6.3 6.6 05
TW0803 11.65 3.18 6.9 08 79 8.6 0.5
Sw42 125 3.18 6.9 12 85 8 05 HNIGOS
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E12 W*B
Shim shape Type D S r d1 d2 1 e applicative inserts
W8B 1.7 3.18 08 6.6 8 15 0.2 WNMM/GOS
W10B 14,88 4,76 12 76 9 2 0.2 WNMM/G10
W13B 18.05 6.35 1.6 8.6 10 2 0.2 WNMMIG13
MWO6B03 9.3 3.18 06 5.75 6.45 1.85 0.2 WNMM/G06
K\B/O\ S MWO0804 126 4.76 08 74 8.1 217 0.2 WNMM/G08
% f [WSN-322 9.14 3.18 0.8 5.94 6.63 1.85 0.5 WNMM/G06
g}: g [WSN-432 12,32 4,76 08 7.52 8.2 2.59 0.5 WNMM/GO8**08
~ t_ a5° [WSN-433 12.32 4.76 119 7.52 82 259 05 WNMM/G08*12
— —81 W0603B 9.13 3.18 08 5.85 6.7 1.75 0.3 WNMM/G06
SW0803 122 3.18 08 6.95 8.05 1.75 0.5
SMW-432 123 48 1.2 74 8.2 26 05
W0803B 12.32 3.18 1.19 7.35 8.3 1.75 0.3 N8
WWos 124 4.76 08 6.6 84 2.25 05
MSW-432 12.8 48 0.8 73 8.1 26 0.5
W1004B 1548 4,76 0.8 9.85 109 2.65 0.3 WNMM/G10
E13 R*A
Shim shape Type D S d dt d2 e applicative inserts
R10A 9 3.18 46 56 6.6 0.2 RNMM/G10
&, R12A 1 3.18 6.1 7.3 85 0.2 RNMM/G12
R16A 15 4.76 11 8.5 10 0.2 RNMM/G16 )
R20A 19 6.35 8.7 10.3 1.5 0.2 RNMM/G20 g
R22A 21 6.35 8.7 103 1.5 0.2 RNMM/G22
R25A 24 6.35 101 12 13 0.2 RNMM/G25
E14 R*B
Shim shape Type D ) d1 d2 $1 e applicative inserts
R09B 94 4.76 46 58 2 0.2 RNMM/G10
% R12B 125 476 6.1 74 2 0.2
IRSN-43 1247 41 7.34 8 224 0.76 RNMM/G12
IRSN-44 1247 6.41 1.34 8 224 0.76
IRSN-62 18.77 3.18 11.25 13.03 1.53 0.76 RNMM/G19
R1003B 96 3.18 5.85 6.7 1.75 0.3 RNMMIG10
R1203B 116 3.18 7.35 8.3 1.75 0.3
R1604B 1586 476 9.85 10.9 265 03 RNMM/G16




E15 KT*
Shim shape Type D S S1 d d1 applicative inserts
S KTS20 13 5 | 25 | 45 6
S S1 KTS25 15 5 25 | 55 7
KTS32 2 5 2 65 | 10
8 R KTS40 % | 8 | 0 | 65 | 15
KTS50 30 8 0 65 | 145
E16 STM* (L*)
Shim shape Type D S e d d1 R1 R2 L1
60° LW-16LT LW-6RT | 95 | 348 | 05 | 44 61 | 05 | 125 | 10
N S LT16R-3.0 LT16L30 | 943 | 318 | 05 | 55 | 66 | O1 | o8 | 7
o
_W,W.nu o S STM16 94 | 318 | 05 4 04 2 | 485
E“Ac AN el MT16-M 925 | 318 | 05 | 56 05 | 05
L ex45° STMI6L STMIBR | 94 | 318 | 05 | 4 04 2 | 485
STM22L STM2R | 125 | 397 | 05 | 52 05 | 18 | 53
w
=
3
o
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F1 Cemented Carbide products safety standard

1. Features of cemented carbide materials

Cemented carbide cutting tools are mainly comprised by W, C,Co, N, Ti, Si, Al, O etc elements and other
chemical compound,and come into shape after sintering and a series of subsequent machining. Cemented
carbide tool possesses good chemical stability and high strength, it is the ideal tool to cut most of metals and
high strength nonmetals.

2, Cautions for safty use cemented carbide tools

1) Cemented carbide is hard and frangible material, it is easy to generate brittle rupture and breakage
because of larger force or partial stress, which causing sharp cutting edge.

2) Most of cemented carbide are mainly comprised of W and Co, which with high density. In the process of
transport and storage, special treatment should be done for great heavy goods and handle them with care.

3) Cemented carbide and steel have different thermal expansion coefficients. In order to avoid breakage
caused by concentrated stress, the welding should be made in suitable temperature.

4) Cemented carbide tools should be stored in the dry environment where is far away from the corrosive
atmosphere.

5) Inthe cutting process, it is unavoidable to generate chips and brittle discs etc, please make sure the labor
protection articles are prepared before machining.

6) Ifcoolantis used in the cutting process, please select correct coolant to prolong the machine and tool lives.
7) Please stop using the tool when it’s generating crackle in the machining process.

8) The long use of cemented carbide tool will lead to cutting edge passivation and lower strength,
however,please make sure to regrind by professional person

9) Please collect the broken tools and chips properly,in case hurting other people.



F2 Cautions for safty use cutting tools
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Danger

Protective measure

Direct touch with the sharp cutting edges may cause injuries.

Please use gloves etc labor protection articles when assemble or disassemble cutting
tools on machine,

Improper use of tools may cause the tool breakage and be expelled from machine, thus
will generate injuries

Please read catalogue and safety standard before operating.
Please wear safeguard glasses and protective clothes.

Rapid increase of cutting resistance due to excessive abrasion and severe impact may
lead to breakage of tool and spatter of chips, thus cause injuries to operator.

Change the tool with excessive abrasion without delay
Please wear safeguard glasses and protective clothes.

In cutting process, hot chips may generate risk of scald and scuffing.
In cutting process, sparks and hot chips may cause risks of fire and explosion.

Please use tools such as plier to clear away the chips in time.
Please wear safeguard glasses and protective clothes

At high speed, the machine will vibrate severely because of poor balance of holder etc.,
And may cause tool breakage.

Clear away the inflammable and explosive materials in the cutting area.
Please make sure the fire extinguishers are prepared.

Burrs on workpiece are very sharp and easy to cause injuries.
If directly machine the workpiece held un-firmly, it will cause tool breakage and splash
of workpiece.

Check whether the machine is loose or has any abnormal noise before cutting.
Please wear safeguard glasses and protective clothes.

If inserts or spare parts are not clamped properly, they may become loose and fly out
,which cause risk of injuries.

Don't touch the burrs on the workpiece with bare hand.

If inserts and toel are clamped too tightly by screw and clamp, it may have the risk of
breakage and splash.

Please wear protective gloves and clothes.
Make sure the workpiece is clamped firmly.

Inserts or spare parts may be expelled due to inertial centrifugal force at high cutting
speed.

Please wear safeguard glasses and protective clothes.
Use the suitable tools to set inserts, and make sure the inserts and spare parts are
clamped firmly before machining.

Milling cutters have sharp cutting edges. Direct touch with them may cause injuries.

Please not clamp tools too tightly by sleeve

In rotating cutting, clothes, gloves etc are easy to be wringed to the machine at high
speed, thus cause casualties

Use the tools within recommended cutting conditions,
Please wear safeguard glasses and protective clothes.

For your safety, please wear protective gloves if need to touch inserts.

Off-center or poor balance of tools in rotating machining will cause vibration, breakage
and splash of tool, thus will cause injuries.

Please use the tools within the range of recommended rotating speed.
Check and adjust machine balance periodically.

When cutting at high speed, the chips flying out rapidly may cause injuries.

Please use protective cover, screen etc safeguard goods.
Please wear safeguard glasses ,protective clothes and gloves.

Using the extremely small drill is easy to cause tool breakage and splash, and hard to
take out the broken part.

Reduce tool vibration and conduct machining at suitable speed.
Please wear safeguard glasses ,protective clothes and gloves.

UOIJEWIO)UI [BDIUYDD] -|'|

Machine and tools may be damaged if they are used out of specified purposes, thus
may cause other risks.

Please use them strictly according to instructions and specified purposes.




F3 Surface roughness

Type Code Calculate method Calculate Example
a > s . ’ ) . ) ]
=1 Within sampling length 1, the arithmetic average absolute value of profile ¥y
53 deviation is In the formula, the profile deviation y is the distance between
§ % Ra profile points and reference line in the measuring direction.Reference line is Ra 7 if’zi'//zjiii’/
-0 the profile least-square average line O. This line divide the profile and make |'l [/ =
g 5 the sum of squares of profile deviation to be the minimum within the sampling
;% length. Arithmetic average deviation of profi le
53 Within sampling length I, the sum of the average value of heights of five highest
§ profile peak and the depths of five deepest profile valleys In the formula, ypi ¥ I
E means the height of 'i',the highest profile peak. In the formula,yvi means the W m
ipi| ,l 71 3 4 F \}’ 3]
§ Rz depth of 'i'the deepest profile Valley.Maximum height of profile Ry: the distance TS I jyp ,wlv'%'; /] ]y;u z %
.3 between the top profile peak line and the bottom profile valley line in the ¥4 ] 7
i longitudinal direction within the sampling length |, Irregularity ten-point high
=
=
g(g, The distance between the inner profile peak line and the bottom profile valley i
g' line in the longitudinal direction within the samplinglength . ¥ —
g_ Top profile peak line is the line that parallels to the reference line and passes / E B M A f\
2 Ry through the highest point of profile peak. Bottom profile line is the line that EIRY/ \/ N/ W ! / x
g parallels to the reference line and passes through the lowest paint of profile -
— valley
3 Maximum height of profile
=
@
3
5
=3 The value Of Sampling leng 1 and rvaiuation length 1n
o
o
5 Ra/um Rz/um 1/mm 1n=51/mm
c
3 >0.008~0.02 =0.,025~0.10 0.08 0.4
o
g' >0.02~0.1 [10.1~0.50 0.25 1.25
>0.1~0.2 [10.50~10.0 0.8 4.0
>0.2~10.0 >10.1~0.50 2.5 12.5
>10.0~80.0 >50~320 8.0 40.0

Y



F4 Comparison table of metal materials from different countries

| B Technical information
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@ Tumning materails comparison table
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Use classification
code CDBP | SANDVIK | ISCAR | KENNAMETAL | TaeguTec WALTER | MTSUBISHi SUMITOMO TUNGALOY KYOCERA KORLOY SECO zce. et
classification| code
Ko1 GC3205 | 1C5005 KCKO05 TT1300 WAK10 UC5105 AC405K T5105 CA4505 NC6105 TK1000 YBD052
BPC052 |C4028 KC9315 AC410K T5010 CA4010 NC305K YBD102
K10 | BPC102 | GC3210 | IC5010 KCK15 TT7310 WAK20 ucs115 AC420K T5115 CA4515 NC6110 TK2000 YBD252
BPS101 IC5100 KC9325 T5125 CA4115 NC6010 YBC252
K20 CA4120
P01 | BPSO51| GC4205 | 1C8150 KCPO5 TT8115 WPP05 UEB105 AC700G T9005 CA5505 NC3010 TP0500 YBC151
P10 | BPS101| GC4215 | 1C9150 KCP10 WPP10 UE6B110 AC810P T9115 CA5515 TP1500 YBC152
P20 | BPS251| GC4225 | 1C8250 KCcP25 TT8125 WPP20 UEG020 ACB820P T9125 CA5525 NC3015 TP2000 YBC251
GC4025 | 1C9250 KG9125 75100 WAP20 PAC2000 CR7025 NC3120 TP2500 YBC252
NC3020
P30 | BPS371| GC4235 | 1C8350 KCP30 TT8135 WPP30 UEG035 AC830P T9135 CAB535 NC3030 TP3000 YBC351
GC4035 | 1C9350 KCP40 TT7100 WAP30 UHB400 AC3000 CR9025 NC500H TP3500 YBM351
KC9140

BPGO5B | GC2015 | 1C907 KCM15 TT9215 WAM10 US7020 AC610M T6020 CAB515 PC8110 TM2000 YBG201

M10 VPO5RT AC510U NC9020 TP200
BPG20B | C2025 | 1C9300 KCM25 TT9225 WAM20 US735 ACB30M T6030 CAB525 NC9025 CP500 YBG202

M | M20 AC520U

30 BPG30B | GC2035 | 1C3028 KCM35 179235 WAM30 UH6400 ACB30M PR630 NCS330 TM4000 YBG203

TT8020 AC530U PC9030 TP400

GC3215 AC2000 KCK20

8§05 | BPG118 | GCSO5F | 1C907 KC5510 TT5080 WSM10 VPO5SRT AC510U AH110 PR1005 PC8110 TH1000

GC1105 VP10RT PR930 TH1500

§15 | BPG218 | GC1115 TS2000

TS2500

$25 | BPG318 | GC1125 | IC908 KC5525 TT9080 WSM20 VP15TF AC520U AH120 PR1025 PC5300 CP500

WSM30 VP20RT PR1125 PC9530

PR1225
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Use classification
code CDBP | SANDVIK | ISCAR | KENNAMETAL | Taegec | WALTER | MTSUBISHi SUMITOMO TUNGALOY | KYOCERA | KORWOY | SECO | zoc.cT
classification | code
K01 |BPG108| GC3220 | IC410 KC915M TT6800 MP8010 T150M
GC3020 | 1C810 TT6080 | Wkk2s | VP10TF ACZ310 PR510 | PC6510 | MK2000 | YBG102
K10 | BPC122| GC1020 | 1C910 ACK200 PR610 | PC215K YBD152
K20 | BPS321 ACK300 PR905 YBD152
P10 |BPGO5B| GC4220 | 1C950 TT6800 | WAM10 F7030 ACP100 PR830 PC3500 | MP2500 | YBG252
P20 | BPG20B| GC4020 TT7080 | WAM20 PR1025 | PC3535 | T250M
TT7030 | WKP25 PR1225 | PC3525
AH725 PC130
GC4230 | 1C808 KC522M TT9080 | WAM30 | VP15TF ACP200 GH330 | PR1225 | PC9530 | F30M | YBG202
P30 [BPG25B| GC4030 | 1C908 KC635M TT9030 YBM251
BPS321) GC4240 | 1C830 KC725M TT8020 | WKP35 | VP30RT ACP300 PR1225 | NCM325 | F40M
P40 | BPS411| GC4040 | 1C928 KC735M TT8080 | WSP45 F7030 ACZ350 AH730 | PR1230 | NCM335 | T350M | YBM351
KC935M TT7800 AH140 PC3545
M10 | BPGO5B| GC1010 | 1C808 KC522M TT9080 | WAM30 | VP15TF ACP200 AH120 | PR1025 F30M | YBG202
M20 | BPG20B| GC1030 | 1C908 KC525M TT9030 | WQM35 PR1225 YBG205
M25 | BPG30B| GC2030 PRY05
M | M30|BPG25B TT8020 YBG302
M40 |BPG40A| GC2040 | 1C830 KC725M TT8020 | WXM35 | VP30RF ACP300 AH130 | PR1535 F40M
Ic928 TT8080 | WSM35
WSP45
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F5 Comparison table of Grade

B Carbide materials
ISO Classificaton| CDBP | SANDVIK | ISCAR |KENNAMETAL| TaeguTec | WALTER | MiTSUBISHi | SUMITOMO |TUNGALOY |KYOCERA| DIJET HITACHI |KORLOY | SECO |ZCC.CT
P10| BP10 S1P SRT YC10
IC50M SRT
P20 | BP20 1o28 K125 P10 UTi20T AN TX25 x50 EX35 ST20
P30 | BP35 ICS0M | .x  keo0| P20 UTi20T A30N UX30 PW30 SR30 1 exss5  Exdo| ST30A
Ic28 DX30
P40 Ic28 P30 PW30 SR30 EX45 ST40 YC40
M10 K110M M10 UMN u10 YC10
m20| EM15A K313 M20 UTi20T A3ON DX25 EX35 u20
= M BM25A UMS
a KFM DX25
M30 Ic28 K600 UTi20T A30N UX30 s EX40 EX45 YC40
M40 IC28 M40 TU40 EX45 u40
Ko1 UTiO5T KG03 HO1 YDO051
BUS10 K110M HO5
K10 | oo H1P Ic20 K313 K10 WK10 HTI10 G10E TH10 KW10 KG10 WH10 1o YD101
Ic20 KT9
K20 | BU820 (o1 KFM K20 UTi20T G10E CR1 WH20 G10 HX YD201
KG20
Ic10
K30| BU820 1028 UTi20T KG30
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Concentrate on CNC inserts, accomplish international brands!
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6 / High speed milling machine

our advanced equipments




BEIJING
)

Chengdu Bangpu Cutting Tools Co., Ltd

Add:No.998 ,Baicao Road,Western Zone of Hi-Tech District,Chengdu,Sichuan,P.R.C.
P.C :611731

Domestic Tel: 86-28-66337598

International Tel: 86-28-66337597

Fax :86-28-66337580

E-mail : cdbp@bpcarbide.com

(3])];1] (:ljrl"l‘IN(; rl'l("}l"s http : //www.bpcarbide.com




