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@ COMPANY PROFILES:

Guass Special Metal Co., Ltd. was established in 1990, engaged in tungsten carbide

forming and sintering work. In 1993, we began to produce the carbide inserts and offer high

& stable quality milling carbide inserts for CNC milling machines, during this period, we e
received many excellent feedback and has won the trust and praise of the customer. g
Therefore, we throw in the development of carbide inserts positively and continually to suit

for every industries demand, such as aviation, plastics, machinery, food, automobiles,

electronics, etc.... many of them are our partners. In the past few decades, in addition to get

the 1SO system quality assurance (AFAQ- certification of 9001 2000 Bell of France), we also

have never stopped investing in each new equipment, all for the purpose is to supply high &

stable quality carbide inserts to the industry, supporting customers the smooth and stable

production, and built a long-term and stable cooperative relations. Be ahead of the generation

changed.

Therefore, Guass factory can provide all kinds of “turning inserts, milling inserts, drilling

inserts, boring inserts, grooving, cutting inserts” and every kinds of special shapes of

tungsten carbide products. We uphold “quality, technology, service" as our main business

policy, believes that as long as we cooperates with customer requirements and creates

industry profits together, it will be able to achieve a win-win direction for all three, and expand

to the business to all worldwide.

QUALITY
TECHNOLOGY
SERVICE

1215 - eoE ° ARFS
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Inspection
Measurement
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Multi axis grinding
technology
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Metallurgy molding
technology
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Automatic grinding
technology

Surface grinding
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ORNER RADILS
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Index S(mm) Index S(mm)

01 1.59 02 0.2
T1 1.98 04 0.4
02 2.38 08 0.8
03 3.18 12 1.2
T3 3.97 16 16
04 4.76 24 24
05 5.56 00 0
06 6.35 00: Round insert
o 55 MO:(III;‘;:Ld insert
09 9.52 (meter)
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ol iF 7 B4R 8- GUASS Grade Overview

I8 (Hardness) HRA92.7 » #5841 (Grain size) 0.5 p~0.6 u * HIFF/ITRS 320kg/mm? (450ksi) °

WHBMAIE - B9 0 BB ISR - B
RBURINISVESEH  BESHERT
e

Ulira fine submicron grain size grade carbide,

Materials

micron chrome carbide distributes in matrix, excels
in sharpening cutting edge and machining high
strength Alloyed Steel.

[#E (Hardness) HRA92 * #&&HIE (Grain size) 0.7 p~0.8 p * FIIT/ITRS 290kg/mm2 (410ksi) °

BN E » SRAIRRIED - Biti3208ER

structure, micron chrome carbide in matrix, able to
retain a sharp cutting edge during the machining of
high strength Ni-base alloy and aerospace dlloy,
also longer tool life for alloyed steel and high
strength cast iron.

L B R AT L S

{EESHHNL - LA ESEBEEAZRREMARSE % PR A -‘ %ﬁ&%? B

BEESNTIESREMASERSHRERESSE * 1IN f-‘=‘_ o IR J." G

EESNITASERMREAEHS - SRS é‘ Sy

Submicron grain size grade carbide, unique grain . ARSI, \ ’-;.'_- - ;.‘ i
i

A
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A ER P M R E Tic + Tac £20% 0 1SO #8
BTEM15~M20 ~ P20~P40 » BRRESEHRILE
(Tac)MZIEEE - BSRILHE - F"ERNREE
0 -

This carbide grade is equivalent to ISO grade M15
~M20, P20~P40, high Tantalum carbide content,
Tic + Tac tofal content 20%, high heat-resistance.
Used in cufling carbon steel, stainless steel and
alloyed steel.




E ol g A B4R BH- GUASS Grade Overview

I#E (Hardness) HRA90.5 * #&SHIE (Grain size)1u~2p * FLHTITRS 180kg/mm? (255ksi) °

LA ER PM R E - SSHEBR Tic+Tac SE
21% * ISOMIBTEM20~M30 ~ P20~P30 > BHRR
BHESERTacSE » )M ERMEMEIME » B
58 - #ikfl - SERMR N - HEE -

This carbide grade is equivalent to ISO grade
M20~M30, P20~P30 with high cobalt content
and high Tantalum carbide content, Tic + Tac total
content 21%, good toughness and heat-resistance.
Used in machining carbon steel, alloyed steel and
stainless steel, cast iron.

LA BIEISOMABTEM3I0~M40 » BRI -
ICIBRALI DD HERK L - BREIER
BENIHRESTE -

This carbide grade is equivalent to ISO grade
M30~M40. It contains unique Tantalum carbide
particle and Niobium carbide particle in matrix.
With high temperature resistance and wear
resistance.

Used in turning and milling high Ni-base alloy.

I#E (Hardness) HRA89.5 » &SR (Grain size) 1.5 u * FIT/ITRS 250kg/mm:2 (360ksi) °

M EmRILIRHB R R/NEL - ISORBE
K20~K30 * BR#ESENILL - MEERMEE -~ 8)
ME BEETDEBXRITI @ #TIN ~ TICN
TIALNSEERSES I T8 - %58 - JJDRNBEEH »
ESNIHEE - SF# -

This carbide grade is equivalent to ISO grade
K20~K30. lts conglomerate of coarse and fine
grain sizes carbide particle, makes its resist high
impact with its high toughness and strength. o o VRS TUIS Sy
After coated with TIN, TICN or TIALN, it is good BRSO ”i’:.g, g
for heavy machining such as milling, furning, At Ll sl s
and drilling carbon steel and alloyed steel.
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REE - =T - RIS Quality, Technology, Service

| G10KTA

{8 (Hardness) HRA92.5 » {&&HIE (Grain size) 1.3 w * HHTTITRS 160kg/mm?2 (230ksi) °

-
L ERISOMRIBKI0 - BRSHEIMABILEBA SRR 5
3 - MEEEEE - WS TS - RS - 58 AT ._ 2
EEE . ; s

This carbide grade is equivalent to ISO grade K10.
It contains Tantalum carbide with high wear
resistance.

Used in milling and turning cast iron, non-ferrous
metal, copper and aluminum alloy.

I8 (Hardness) HRA92 » #E&HIE (Grain size) 0.8 u » HIT/ITRS 240kg/mm? (340ksi)

BRI E » ISORIBARKI0O~K20 BES - §)
MHE » IRBM RS - BESEFREED ~ 8 - 2
ERB])  BSIHNE - S8 - W - 5
B IBeERALIOA -

Submicron grain carbide, equivalent to SO
grade K10~K20, high tension strength, good
toughness and good for brazing with steel bar.
Used in grinding solid carbide endmill, solid
carbide chamfer cutter and solid carbide reamer
cutter, also in machining carbon steel, stainless
steel, alloyed steel, cast iron, copper, aluminum
alloy and wood working tool.

I8 (Hardness) HRA93 * #EEHIE (Grain size) 0.6 u~0.8 u * FIT/ITRS 211kg/mm? (300ksi)

LA ERISO KOS5 » BREBRHILINEBRILEBS
REHIRBENRMWEFE - BSINISER - 5&
SEHENRBHINMASETR - -

This carbide grade is equivalent to 1ISO grade KO5.
With Vanadium carbide and Chromium carbide
content.

High temperature resistance and wear resistance.
Used to machine alloy steel, cast iron, alloyed cast
iron and aerospace alloy.

http://zh-tw.gs-carbide.com



H A o IR -IEREITE SR8 Carbide Coating Guide

* FTEHEREES /RPVD  All of our coating layers are implemented by means of PVD technology.

w B B H
EEER BEE pe mauEE P 5 fE F 50 B
Coating Layer = dﬁgss Coating ~ Max. Working ~ Thickness Key Characteristics Application
HV(500) Color Temperature
RIFZAM - BBt BEEE - SikilR-~NR
. ) : = -
TiN 2000 Gold 600°C 31 Good general cutting used,  Turning, milling carbon steel,
good lubrication. stainless steel.
BEs - MEFE -8 ESHEHE - 5% -
THE - Turning, carbon steel,
TiCN 3000 m@ 400°C 3u High hardness, alloyed steel.
Gray goodwear resistance,
enhanced toughness.
E{CIREEEA - BF | ERAMEEE - BSIT
BT EETE - 0T - 8] | W - IS T AR
T~ R0 - | - BT -
GSS+ oF Advanced TiSiN coated, Wide application and universal
(TiSiN) 3800 ?ﬁﬁlé 1000°C 4u improved hardness, use.
ronze toughness, adhesionand  Used in machining stesl such
inertness. as carbon steel, stainless steel,
Improved fracture alloyed steel.
resistance and chipping
resistance .
BESKIAZEE  Sasmuntniu0Rmss -
S - SNAEIL Mg - sss
BREASZENHR
GSU+ 3700 W@ 1100°C 4 Eﬁﬁib Heliat?lg perfqmance in
(TiSIN) Violet-Gray u Multilayer, nanolayer Low ' machining stainless steel,
friction coefficient Reduce | free-cutting steel,
built-up edge Improved chromium-vanadium steel, etc.
resistance to thermal

9 http://zh-tw.gs-carbide.com
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o[ R -Y)IEFE B Carbide Coating Guide

* TEIREESARPVD « All of our coating layers are implemented by means of PVD technology.

W E M "

BESH REE pe weuiE =& s
Coating Layer 0" ' Coating = Max Working  Thickness Key Characteristics

hardness
HV(500) Color Temperature

MARES * NE|
{BI1%E5 - TS
GSA+ oIl High heat resistamt
: 4 0 gh heat resistam
(TiSiN) 208 Bornze 120036 Rl temperature, high
antioxidant, for most
kinds of material.

AMS =S58
* AES
800°C 3n Universal purposes
With higher Al content
and heat resistance.

RRE

ATIN+ 3300\

BGRIE - S8E -
SNtk - S
EFE

S+ SENEe . Suit for heat treatment
(AITIN) 3400 Anthracite 0°C 3B and high hardness
materid, high
antioxidation and strong

wear resistance.

PURIE - SIKIBE
SNSELE - S8
E - EREERE

E+ wE ° Suit for heat treatment,

(AITIN) =300 k Biiae 2 most kinds of material,
high antioxidation, high
hardness, and low heat
conduction coefficient.

& B &
Application

ESEIVRFZIVIH :
20-40E 0L -

Suit for wet & dry machining
and hardness is around 20~40
hre.

Coating

S AERZYD - TARIIL
BEE

Dry high-performance
machining. Used in machining
cast iron, etc.

B R AR L B0 T 20 2 T 5
tt SESHINIE - 52
TERFTHIER (K]
SAHRC2 5%, ) SEE A2
MERSHEEEHMR -

Machining under extreme
conditions, with outstanding
thermal and mechanical loading
capacity. High-performance
machining of very abrasive or
hard materials (steel hardness >
54 HRC) in dry high-speed
machining application, dry
machining would be better
performance.

ESITE#EI2 R
i@l - Bl -
EERIR F2IVH - 2
§ZIR -

Used in hard cutting and in the
high-performance machining.
Processing of hardened steel
and abrasive material.
Semi-dry (MMS) or dry
processing.

http://zh-tw.gs-carbide.com 10




ARGTE Aiifs £k 7J Shoulder End Miller ARGT Inserts

palay: £ ST RN TS R Dimension
Insert shape | Ordering Code Insert ISO Code D S d E W L
° GW1871-NC RTH070204-NC 4.3 2.38 2.20 1.50 1.30 8.05

AEPRE| & #%7) Radius End Miller AEPR Inserts

s ™
h =]
B ®
‘ - -
g = _Z
. -
vy
T g ETRBHRAR TR R4S R Dimension
Insert shape Ordering Code Insert ISO Code A B s d
& GW1554-1 EPMWO060308-MO 10.0 6.35 3.18 2.9
Q GW1554 EPMT060308-MP 10.0 6.35 3.18 2.9
Q GW1555 EPMT060308-FT 10.0 6.35 3.18 2.9

ENHUS E#E %% 7) High Feed Milling cutter

. * RYBES=BAcPREAR] Dimention refer to AEPR Inser Above.
DE1ER EIFBIRSR VA) oyt R Dimension
Insert shape Ordering Code Insert ISO Code A B s d R1
- GW1863-1 LNMU030312-TU 11.6 6.0 4.30 2.90 =
= GW1936 LOGU030310-KY 11.9 6.2 4.88 3.44 0.9
u GW1946 ENMU100412-DJ | 10.0 6.0 4.00 3.04 1.2
GW1946-NC ENHU100412-DJ 10.0 6.0 4.00 3.04 1.2
GW1948 ENMU060318-HI . 10.0 | 6.0 4.20 2.80 1.8
n GW1948-NC ENHU060318-HI 10.0 6.0 4.20 2.80 1.8




QPWR IRE§% 77 F Ball End Miller Inserts (QPWR Type)

JIA1ER SIFEIRSR T8 R Dimension
Insert shape Ordering Code Insert ISO Code D g d R r
GW1135 6R QPMTO0903-6R-FW 9.62 3.18 3.40 5.796 0.40
v GW1069 8R QPMT12T3-8R-FW 12.70 3.97 4.40 7.720 0.40 E
o)
=
GW1134 10R | QPMT1504-10R-FW 15.87 4.76 4.40 9.660 0.40 =

M 0T #&H Machining Condition Guide

DITHH Machined Matera e e R B s
B Carbon steel 180~280 180~310 0.1~0.15
Bl Alloyed steel 180~280 180~310 0.1~0.15
B5&E8 High alloyed steel 200~300 130~230 0.05~0.15
F§838 Stainless steel 260LAF 180~310 0.05~0.15
RO&H# Gray cast iron :gzzz%’ﬁ{flq 180~310 0.1~0.2

H;%%ST 140~240 0.1~0.2
BREB&HE Ductile cast iron CEHEE

HB210DLF 100~200 0.05~0.15

http://zh-tw.gs-carbide.com



EA iiifa 8% /) FrInserts For End Milling

| EAmSDR(EEESNI;EHNI)
Inserts for Shoulder Cutter and Long Edge Cutter

3 ™
] - h|-o

. )

sl

5
IA1ER SIBRSR ya)ay it =Y Dimension
Insert shape | Ordering Code Insert ISO Code ' L D [ S 4 r d
v GW1317-1 APMT1604-MS 16.5 9.5 4.76 11 0.8 4.5
Q GW713 APMT1604-HS 16.5 9.5 4.76 11° 0.8 4.5
’ GW1738 APMT160408-T2 16.5 9.5 4.76 11° 0.8 4.5
V GW1271 APMT1135-MS 11.0 6.3 3.50 T 0.8 27
~ GW1699 APMT1135-HS 11.0 6.3 3.50 1° 0.8 i
. GW1607 APMT11T308-8V | 110 | 68 359 | 11° 0.8 2.8
GW1387 APHT1003-AL 11.3 6.6 3.60 11° 0.4 T
GW1369-1 APHT1604-AL 16.5 9.5 4.76 il 0.8 4.4
GW2008 XOMT060204 6.4 4.0 2.40 45 0.4 1.9
% GW2009 XOMT060208 6.4 4.0 2.40 15° 0.8 1.9
M 5i7& R Technical Information M DI Machining Condition Guide
1. EDHIGEREE (R ) 82 T {FEARH6REGR EDHIRE Ve HEHS Feed
MIHE Cutting Speed mm/&5
Relationship between cutting speed (RPM) Machined Material e miﬁ) (manfiooth)
and working table speed. B
Carbon steel 120 ~ 250 0.06 ~0.12
R (RPM) x 888 (Tooth) x 0.3~0.5 Sl
110 ~ 160 0.06 ~0.10
= TYEBGEASER (mm/min) pligyad sies)
RPM x Number of tooth x 0.3~0.5 A5 110 ~ 160 0.06 ~ 0.10

Stainless steel
= Work table feed speed (mm/min)

PH i858
PH Stainless steel |~ 95~ 150 gt Ll
2. D0I5EREE Ve (m/min) » JJEHAE D (mm) = |
Gastor 115 ~ 220 0.06 ~0.13
_ Vex 100 B85E
RPM = E#H#85E Spi e N ~
. pindle speed Hardened steel 30 ~60 0.04 ~0.10




iita 8% 73 B Inserts For End Milling

@ 5 2 IR e B ik &80 A

R ! Insert for Helical End Miller and
7 ) - Heavy Duty Helical Slop Rough Milling

- T
III
L - ‘m

Sy

ls-
A 2
JFER ST iRSE TIFHRA8 R Y Dimension
Insert shape | Ordering Code Insert ISO Code L W s R 3] d =
@ GW727 SDMT090308-SP 9.52 ” 320 | 0.80 15° | 4.50 o
e GW206 SPMT120408-TP 12.70 - 4.76 0.80 1 5.60 =
@ GW734 ADMT150308-SAP 1500 | 952 | 320 | 080 | 15° | 450
% GW724 APMT150422R-SAP 15.84 12.70 476 1.20 1 5.60
echnical Information achining Condition Guide
B BT8R Tech | Inf t B DI &4 Machining Condition Guid
Heuns SREVe a,/ as =1
i WTHE i 16 s
fz = fs X Kap X Kae Machined Feed
Kep = @5 / Lc Material 240 | 250 ©63 | 280 | @100 mMm/tooth
kaa = as I’ Dc
_ T
a,= IR Carbon steel | 70-150 | 70-150 | 70-150 | 70~150 | 70-150 | 0.015-0.2
depth of cut =
a.= EE Allo?£§99| 60~100 | 60~120 | 60~120 | 60~120 | 60~120 @ 0.10~0.15
width of cut 3p/Le | Kap |3e/Dc| Keo R
6 10| 11 1.0 Stainless steol 60~100 | 60~120 | 60~120 | 60~120 | 60~120 @ 0.06~0.1
Lec =Rk 9 | 10| 12 | 10
length of flute 12 | 10 | 15 | 11 Cﬁtﬁm 60~150 | 60~150 = 60~150 | 60~120 | 60~120 = 0.15~0.25
D —JJIJE]E U.SXDc_ 1.0 110 12
e 1XDg | 0.7 | 1/20 | 13 e
diameter of cutter |- o Aluminam alloy. | 200-500 | 200-500 | 200-500  200-500 | 200-500 | 0.06-0.12

http://zh-tw.gs-carbide.com [14]



EA g 85 JJ Fr Inserts For End Milling

3 Bik#xD
Contour Milling Cutter Inserts
4 0
.]. )
d
s
. 7
aley il SIFEIRSR AISY R Dimension
Insert shape Ordering Code Insert ISO Code D d S i}
GW1597A 2.5R RDMW0501-MO 5.00 2.20 1.50 15°
GW1382 3.5R RDMW0702-MO 7.00 2.72 2.38 15°
GW1149-1 4R RDMW0802-MO 8.00 3.40 248 152
GW1638 5R RDMW1003-MO 10.00 4.60 3.18 15°
GW690-1  5R RDMW10T3-MO 10.00 4.55 3.97 15°
e GW1066 6R RDMW1204-MO 12.00 4.40 476 15°
GW717-1  8R RDGW1604-MO 16.00 5.50 4.76 15°
GW1610-1 8R RDMW1604-MO 16.00 5.50 4.76 15°
GW546 5R RPMW1003-MO 10.00 4.60 3.18 1°
GW1502-1 6R RPMW1204-MO 12.00 4.40 476 11°
GW1149 4R RDMT0802-MS 8.00 3.40 248 15°
GW690 5R RDMT10T3-MS 10.00 4.55 3.97 15°
9 GW1066-1 6R RDMT1204-MS 12.00 4.40 476 15°
GW717 8R RDGT1604-MS 16.00 5.50 4.76 15°
GW1610 8R RDMT1604-MS 16.00 5.50 4.76 15°
e GW1336 6R RPGW1204-MT 12.00 440 4.76 1°
° GW1502 6R RPMT1204-MS 12.00 4.40 476 11°
. GW1063 7R RCMT14T3-MS 14.00 3.50 4.00 7°




iita #% 7J B Inserts For End Milling

00 29 =€

AJSE: Eitl S1FEmaR PR) Y. R Dimension
Insert shape Ordering Code Insert ISO Code D d S (i)
GW1382A 3.5R RDHTO702-AL 7.00 2.80 2.38 162 =
D
2
GW1149-1INC 4R RDHTO0802-AL 8.00 3.40 3.20 15° ©
=
GW1577 5R RDHT1003-AL 10.00 4.55 3.18 15° =
e GW1651 5R RCHT1003-AL 10.00 440 3.18 T2
GW1650 5R RCHT10T3-AL 10.00 4.40 3.97 T2
GW1650-1 5R RPHT10T3-AL 10.00 4.40 3.97 11°
GW1066-NC  6R RDHT1204-AL 12.00 - 4.76 15°
GW1578 8R RDHT1604-AL 16.00 5.50 4.76 15°
M 5i&% Technical Information M H0I & Machining Condition Guide
NTHE #HEt Semi-Finish $58% Finish
Machined NIEE  E #6 IT®EER | & #H
Material Speed Feed Speed Feed
Ve m/min | f mmitooth | Ve m/min | f mm/tooth
B ®
L B 5 180~260 0.15~0.25 | 200~300 | 0.10~0.15
D, Carbon steel g : ] :
D, - Dw=D2+2x/r2-(r-ap)
ngﬁﬁeel 100~160 0.10~0.20 | 100~200 | 0.08~0.10
Dw: TYEFIITRELE b 1
Working diameter Stainless steel 120~180 0.10~0.15| 150~220 | 0.08~0.10
D2 : @& RERE & ﬁ 180~260 |0.12~0.25 | 200~350 | 0.08~0.15
Diameter of cutting inserts Cast iron
center to center EEE
Aluminum alloy 400~750 |0.05~0.10 | 700~1000 | 0.04~0.08
DR Insert radi
i CLle {5 - - 50~100 |0.03~0.08
ap: DIILtD#E Axial depth of cut Hardened steel ; :




EA R B3 48 8% 7J Radius Precision Inserts for End Miller {Outer radius and Inner radius)

PAJaR E:d STRBIRSR RS R Dimension
Insert shape Ordering Code Insert ISO Code D s d L r
GW1397-OR-FNOBR | WPOV12-FNOS8R | 12.0 2.5 5.0 14.0 0.8
GW1397-OR-FN10R | WPOV12-FN1OR | 12.0 25 5.0 14.0 1.0
GW1397-OR-FN20R | WPOV12-FN20R | 12.0 25 5.0 14.0 2.0
GW1397-OR-FN30R | WPOV12-FN30R | 12.0 25 5.0 14.0 3.0
GW1478-OR-FN10R | WPOV16-FN1OR | 16.0 3.0 5.0 16.0 1.0
GW1478-OR-FN20R | WPOV16-FN20R | 16.0 3.0 5.0 16.0 2.0

i

Q_’ GW1478-OR-FN30R | WPOV16-FN30R 16.0 3.0 5.0 16.0 3.0
GW1478-OR-FN4OR | WPOV16-FN4OR | 16.0 3.0 5.0 16.0 4.0
GW1479-OR-FN10R | WPOV20-FN10R | 20.0 3.0 5.0 18.0 1.0
GW1479-OR-FN20R | WPOV20-FN20R | 20.0 3.0 5.0 18.0 2.0
GW1479-OR-FN30R | WPOV20-FN30R | 20.0 3.0 5.0 18.0 3.0
GW1479-OR-FN4OR | WPOV20-FN4OR | 20.0 3.0 5.0 18.0 4.0
GW1479-OR-FNSOR | WPOV20-FNSOR | 20.0 3.0 5.0 18.0 5.0
GW1397-OR-FS08R | WPOV12-FSO08R 12.0 25 5.0 14.0 0.8
| 6 \/ GW1397-OR-FS10R | WPOV12-FS10R 12,0 25 5.0 14.0 1.0
: GW1397-OR-FS20R | WPOV12-FS20R 12,0 25 5.0 14.0 2.0
GW1397-OR-FS30R | WPOV12-FS30R 12,0 2.5 5.0 14.0 3.0
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R E5 %8 ©% 7J Radius Precision Inserts for End Miller

D s D E { g Pg
\ , A Shdid
PAlay £l 5] fBimeR Al ay s RT Dimension
Insert shape Ordering Code Insert ISO Code D d L r
GW1397-IR-FNO8R WPIV12-FNO8R 12.0 2.5 5.0 14.0 0.8
GW1397-IR-FN10R WPIV12-FN10R 12.0 25 5.0 14.0 1.0
GW1397-IR-FN20R WPIV12-FN20R 12.0 2.5 5.0 14.0 2.0
GW1397-IR-FN30R WPIV12-FN30R 12.0 25 5.0 14.0 3.0
GW1478-IR-FN10R WPIV16-FN10R 16.0 3.0 5.0 16.0 1.0
GW1478-IR-FN20R WPIV16-FN20R 16.0 3.0 5.0 16.0 2.0
GW1478-IR-FN30R WPIV16-FN30R 16.0 3.0 5.0 16.0 3.0
GW1478-IR-FN40R WPIV16-FN40OR 16.0 3.0 5.0 16.0 4.0
GW1479-IR-FN10R WPIV20-FN10R 20.0 3.0 5.0 18.0 1.0
GW1479-IR-FN20R WPIV20-FN20R 20.0 3.0 5.0 18.0 2.0
GW1479-IR-FN30R WPIV20-FN30R 20.0 3.0 5.0 18.0 3.0
GW1479-IR-FN40R WPIV20-FN40R 20.0 3.0 5.0 18.0 4.0
GW1479-IR-FN50R WPIV20-FNSOR 20.0 3.0 5.0 18.0 5.0
M H0T{&# Machining Condition Guide
NTHE #E&E Semi-Finish ¥&#% Finish
Machined Material DTiEEE E #5 DR E 5
Vc Speed Fz Feed Vc Speed Fz Feed
Carb%riﬂsteel 170~230 0.1~0.3 170~230 0.10~0.15
All:z;eﬁ;:l?eel 110~200 0.1~0.3 170~250 0.10~0.15
Staijesgileel 110~200 0.1~0.3 180~235 0.08~0.12
C;ﬁ;t%n 150~270 0.1~0.3 265~275 0.08~0.12
Har E:E;mst cel = = 45~90 0.03~0.06

Milling Insert



EA WGR ERBY¥E 8% 7] Inserts WGR Type Ball Nose End Mills

.

pa)ax i il STMEHRER TIFrisAs R Dimension
Insert shape Ordering Code Insert ISO Code D [ d L
GW1295-FS 4R WGRO04-FS 8.0 2.0 3.0 9.5
GW1294-FS 5R WGRO05-FS 10.0 2.5 4.0 1.5
GW1293-FS 6R WGRO06-FS 12.0 2.5 5.0 12.0
GW648-FS 8R WGRO08-FS 16.0 3.0 5.0 14.0
C GW1299-FS  10R WGR10-FS 20.0 3.0 5.0 16.0
GW1337-FS 12.5R WGR12.5-FS 25.0 4.0 6.0 21.5
GW1504-FS 15R WGR15-FS 30.0 5.0 8.0 25.0
GW1476-FS 16R WGR16-FS 32.0 6.0 8.0 26.0
GW1295-F 4R WGRO04-F 8.0 2.0 3.0 9.5
GW1294-F 5R WGRO05-F 10.0 2.5 4.0 11.5
GW1293-F 6R WGRO06-F 12.0 2.5 5.0 12.0
E) GW648-F 8R WGRO08-F 16.0 3.0 5.0 14.0
= / GW1299-F 10R WGR10-F 20.0 3.0 5.0 16.0
GW1337-F 12.5R WGR12.5-F 25.0 4.0 6.0 21.5
GW1504-F 15R WGR15-F 30.0 5.0 8.0 25.0
GW1476-F 16R WGR16-F 32.0 6.0 8.0 26.0
B E4ii&R Technical Information B D& Machining Condition Guide
bes Sl o— BRE(Semi-Finish) ¥&E&% (Finish)
Dw: TR THES Machined MIEE | & 8 | NLEE | & &
Working diamater Material Vc Speed | FzFeed | Vo Speed | FzFeed
r: JE$E Insert radius
| lepy BER SRR c e 150~250 | 0.1~0.3 | 180~300 | 0.10~0.15
arbon steel
FEE 8 (Feed) f, mm/tooth EFENEEE (hm) mm e
O
Fhss hm e 110~200 | 0.1~0.3 | 140~240 | 0.10~0.15
Vre--app Y r-(-app B
; X ; Staimloss steel | 1107200 | 0.1~0.3 | 120~200 | 0.08~0.12
hpe VP-€-oF  Ve-f-aF 5 @ 90~140 | 0.1~0.3 | 100~160 |0.08~0.12
= X F Cast iron
fz :S5HEHS Feed pertooth A : FWEIMINLNZE Radial depth of cut it ) 50~100 | 0.03~0.06
hpm : EEIE)ERE Average clip thickness Hardened steel




{8 $5% 70 & Inserts For Side Milling Cutter

@
- \ﬂ‘
x J =) ;
ey fidl BIFBImSR AIaY R Dimension
Insert shape Ordering Code Insert ISO Code D d s
GW1034A T3.2 SNFX-1203 12.7 5.0 3.20
GW1034B T4.0 SNFX-1204 12.7 5.0 4.00
. GW1034B T4.5 SNFX-12045 12.7 5.0 4.50 £
GW1034B T5.4 SNFX-1205 12.7 5.0 5.40 é,
GW1034B T7.0 SNFX-1207 257 5.0 7.00 é
GW1035T2.3 SNFX-1102 11.0 3.7 2.30
° GW1035T3.2 SNFX-1103 11.0 3.7 3.20

B E4i5EHR Technical Information M 0T #H Machining Condition Guide

ITHE DITEER Ve SEHS hen
h : ,.-—ar Machined Material Speed (m/min) Feed (mm)
m = W
i o o
D x f: CamoH atEel 180~220 0.10~0.14
(=)
f. = HENENS Feed per tooth Alloyed steel 70~110 0.10~0.12
D = JJEE{X (Cutter diameter) Nk 5 =
. ; Stainless steel 1208 0.10~0.12
ar= Depth of cut <
EP— PH ggiﬂggteel 55~70 0.12~0.20
hm = EBEE Effective clip thickness
=3 " =
Cast iron 140~280 0.10~0.12
Gl o =
Aluminum alloy 275~450 0.04~0.12
A
MRS 25~30 0.05~0.10

High temp alloys
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PALE: it STRBHRSR W) ag ki R Dimension
Insert shape Ordering Code Insert ISO Code D S E r ]
GW175-445 SEKN1203-AFTN 12.70 3.18 1.40 - 20°
GW145-545 SEKN1504-AFTN 15.87 4.76 1.40 - 20°
. GW1270 SECN1904-AFN 19.04 4.76 3.80 - 20°
GW116-525 SPKN1504-PPTR 15.87 4.76 1.40 - 11°
GW258-425 SPKN1203-PPTR 12.70 3.18 1.40 - 11°
’ GW258-42508 SPUN120308 12.70 3.18 1.40 0.8 11°
. GW176-435 SPKN1204-PPTR 12.70 4.76 1.40 - =
Y cwses SFKN1504-AFTN | 15.87 476 | 1.70 - 25°
GW257-322 TPKN1603-PPTR 9.52 3.18 1.40 - 11°
v
GW182-433 TPKN2204-PPTR 12.70 4.76 1.40 & 11°
GW257-32208 | TPUN160308 9.52 3.18 ] 08 11°
‘ GW182-43312 | TPUN220412 12.70 4.76 - 19 11°
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EiEgE S5 Face Milling

2 B 8 &% ) ;r OE/OD/ON/SE/WD High Speed Feed Rate Inserts

i ~N
|- -\-;a
d
L
/
S
- Y
JIA1EE ETREHRSR TR R Dimension
Insert shape Ordering Code Insert ISO Code D s F r 8
@ GW784 OEMX12T3-PAT 12.70 4.00 6.00 0.8 208
. GWT784A OEHW12T3-MO 12.70 4.00 6.00 0.8 20°
ﬁ GW1188 ODMX1204-PAT 12.70 4.76 6.00 0.8 15°
° GW1188-1 ODMW1204-MO 12.70 476 6.00 0.8 15°
g GW1549N ONMU1305-SW 13.00 5.50 5.00 0.4 0°
g GW1644 ONGU1305-SWT 13.00 5.50 5.00 0.8 0°
i GW1370-1 SEGW1204ADTR-MO 12.70 4.76 i g 20°
GW859 SEMW1204ADTR-MO 12.70 4.76 . . 20°
GW859B-A SEMT1204ADTR 12.70 4.76 - = 20°
GW8598 SEMT1204-B 12,70 4.76 . - 20°
0 GW1802 SEHT13T3-AL 13.40 3.97 2.1 0.8 20°
P GW1643 SEMT13T3ADR-SWU 13.40 3.97 1.8 0.8 20°
GW1643-NC SEHT13T3-AL 13.40 3.97 2.1 0.8 20°
© | owress WDNW120420-MO 1200 | 476 - 2.0 15°
B #5158 % Technical Information B NI Machining Condition Guide
ITAER ¥H8t Semi-Finish ¥&8t Finish
Machined ?J[ISISEC;HE i% eﬁﬁ‘ IJDSIE? ?;E: ﬁ;ﬁ
Material Varrinil i ot Ve muminB i maidcot
CartPd8  1180~220 | 0.3~0.7 | 220~300 |0.08~0.15
a8 0 E . ”
Al ol | 70~110 | 0.2~05 | 100~200 |0.08~0.15
TS 90~130 | 0.2~0.5 | 170~220 | 0.05~0.10
CNCEREE#S CNC programmed feed rate Stalnless steel
Cﬁ ) 150~290 | 0.2~0.5 | 200~350 | 0.05~0.15
ast iron
hm e fhm s 0.08 - i
sinb - 0707 - o707 - 0-113mm Alumingm alloy | 270~450 | 0.2~0.35 | 700~1000 | 0.05~0.15
(L3 2 e
s 2 = 50~100 |0.03~0.06

Milling Insert



EA TR SRERIERIA ) solid Carbide Head Chamfer Cutter-Brazed Alloyed Steel Shank

STREImSR ME-EE 7 & R+ Dimension
Ordering Code Grade-Coating Flute No. D1 D2 L1 L2 d
CKEM-6 G20H-TIN 3 Flute 6 1.50 3.50 50 6
CKEM-12 G20H-TIN 3 Flute 12 2.80 4.60 60 10
CKEM-16 G20H-TIN 3 Flute 16 3.20 6.40 64 10
CKEM-20 G20H-TIN 3 Flute 20 3.50 8.25 56 12
CKEM-25 G20H-TIN 3 Flute 25 3.80 10.60 74 12
CKEM-30 G20H-TIN 3 Flute 30 3.80 13.10 80 12
ERmLiRFEEDPINER

Solid Carbide Head Center Driller-brazed Alloyed Steel Shank

/<\.
&
N

SIRBIRSR
Ordering Code

CBCM-12
CBCM-16
CBCM-20

CBCM-25

HHE-SEE
Grade-Coating

G20H-TIN
G20H-TIN
G20H-TIN
G20H-TIN

7] &
Flute No.

2 Flute
2 Flute
2 Flute

2 Flute

12
16
20
25

R Dimension
L

94

99

103

105

12
16
20
25
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SRR ISR et T e o W

SIRENRSR ME-EE 7 # R Dimension
Ordering Code Grade-Coating Flute No. D1 D2 R L d
FEM -12xR1 G20H-TIN 3 Flute 12 8 10 85 12
FEM -12xR1.5 G20H-TIN 3 Flute 12 i 1.5 85 12
FEM -12xR2 G20H-TIN 3 Flute 12 6 2.0 85 12 t
FEM -12xR2.5 G20H-TIN 3 Flute 12 5 2.5 85 12 i
£
FEM -12xR3 G20H-TIN 3 Flute 12 4 3.0 85 12 g
FEM -16xR3.5 G20H-TIN 3 Flute 16 7 3.5 89 16
FEM -16xR4 G20H-TIN 3 Flute 16 6 4.0 89 16
FEM -16xR5 G20H-TIN 3 Flute 16 4 5.0 89 16
FEM -20xR6 G20H-TIN 3 Flute 20 6 6.0 93 20
FEM -25xR8 G20H-TIN 3 Flute 25 7 8.0 100 25
B NI & Machining Condition Guide
53 2 nm T ## # WO ¥ #6
Cutter and driller Machined Material VC m/min FS mm/rev
A§HiM Stainless steel 20m~25m 0.1
=My 3] 85 Aluminum alloy 100m~120m 0.3
Chamfer Cutter ST Alloyed steel 25m~30m 0.2
& & castiron 30m~40m 0.2
5 Stainless steel 25m~30m 0.08~0.12
) §B 853 Aluminum alloy 150m~200m 0.5~0.6
Center Driller S Alloyed steel 40m~50m 0.15~0.2
§% &8 castiron 50m~60m 0.15~0.2
iR Stainless steel 30m~35m 0.1~0.15
RAE3®E./J $85sE Aluminum alloy 150m~200m 0.5~0.6
Corner Radius
End Miller 53 Alloyed steel 50m~60m 0.2~0.3
#&= §8 castiron 55m~65m 0.2~0.3




NI R LD¥E 7J 5 inserts for External and Internal Face Grooving

PA) oK -fit] ETREIRSR DERE RY Dimension
Insert shape Ordering Code Insert ISO Code d S t a r
GW1584 T4.0 MGTR22-400 12.70 4.76 4,00 5.0 0.3
GW1584 T3.5 MGTR22-350 12.70 4.76 3.50 5.0 0.3
GW1584-1 T3.0 MGTR22-300 12.70 4.76 3.00 4.0 0.3
GW1584-1T2.5 MGTR22-250 12.70 4.76 2,50 4.0 0.3
g GW1584-1 T2.0 MGTR22-200 12.70 4.76 2.00 3.0 0.2
GW1596 T1.75 MGTR22-175 12.70 4.76 1.75 3.0 0.2
GW1596 T1.5 MGTR22-150 12.70 4.76 1.50 3.0 0.2
GW1596 T1.25 MGTR22-125 12.70 4.76 1.25 2.5 0.2
GW1596 T1.0 MGTR22-100 12.70 4.76 1.00 2.5 0.2
GW1277 T4.0 MGTL22-400 12.70 476 4,00 5.0 0.3
GW1277 T3.5 MGTL22-350 12.70 4.76 3.50 5.0 0.3
GW1277-1 T3.0 MGTL22-300 12.70 476 3.00 4.0 0.3
GW1277-1T2.5 MGTL22-250 12.70 4.76 2.50 4.0 0.3
P GW1277-1T2.0 MGTL22-200 12.70 4.76 2.00 3.0 0.2
q GW1277-1 T1.75 MGTL22-175 12.70 4.76 1.75 3.0 0.2
GW1277-1 T1.5 MGTL22-150 12.70 4.76 1.50 3.0 0.2
GW1277-1 T1.25 MGTL22-125 12.70 4.76 1.25 2.5 0.2
GW1277-1 T1.0 MGTL22-100 12.70 4.76 1.00 25 0.2
GW874 T3.0 MGTR16-300 9.52 4.76 3.00 3.0 0.3
S GW874 T2.0 MGTR16-200 9.52 4.76 2.00 3.0 0.2
y GW874T1.5 MGTR16-150 9.52 4.76 1.50 3.0 0.2
GW874T1.0 MGTR16-100 9.52 4.76 1.00 1.5 0.2
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MTIR #R% A7)k & UBRZ A

Inserts for-External Threading (MTTR-Type Threading)

& Insert for Inner Threading (U Type)

g ™ 7
(i VRIS IR
. ‘(:;' Insert for Inner U Type q
@y &
bd— S b \ 3
MTTR BUAF I UBRINH TR
MTTR-Type Threading Insert for Inner U Type MTTR AT :
K s N J MTTR-Type Threading
JA1ER STRBIRSR T8 /RY Dimension
Insert shape Ordering Code Insert ISO Code d S 0 I t w
GW873-6002 MTTR22-6002 12.70 4.76 60° 0.20 - -
GW873-6004 MTTR22-6004 12,70 4.76 60° 0.40 - -
é} GWB873-5502 MTTR22-5502 12.70 4.76 55° 0.20 - -
GW874-6002 MTTR16-6002 9.52 4.76 60° 0.20 - -
GW874-5502 MTTR16-5502 9.52 4.76 565° 0.20 - -
GW1713 SAGE-22UIR5.0 12.70 4.76 33° 0.50 1.55 3.65
GW1713-1 SAGE-22UIR6.0 12.70 4.76 33° 0.50 1.83 4.40

F ik B E SR E] SRS ( We accept order of changing the radius of cutting edge)

B NEFILDHIRE R EDHIZRE

P 075 100 125 150 175 200 250 300 350 400 4.50
H1 046 061 077 092 107 123 153 184 215 245 276 P
60°
r 011 014 018 022 025 029 036 043 050 058 0.65 \4—;/
i A
1 018 020 020 025 025 025 030 030 035 035 040 \\ / r l
2 013 015 018 020 020 025 025 025 030 030 035 jf\_\}‘f\ =
3 010 010 012 015 020 020 020 025 025 025 030 T Y _T
4 0.05 010 012 015 015 015 020 020 0.20 025 025 A + i T *
5 006 010 010 012 0415 015 020 020 025 025 % -11)-—
6 0.05 0.07 010 010 010 015 0.20 020 0.20
7 0.05 008 010 015 015 020 0.20
8 0.05 010 010 015 015  0.15 b E%ﬂ
2] 0.08 010 010 0415 0.15
10 0.05 009 010 010 015
" 0.05 0.10 010 0.10
12 0.05 0.10 0.10
13 0.05 0.10
14 oos M NI Machining Condition Guide
NI+ DE#H#E tDHIESR Speed | #HE Feed MIHE A EDHIER Ve
Machined Material Insert Material m/min sf mm/rev Machined Material Cutting speed
Material Hardness (m/min}
B f Carbon steel G12XF 100~130 0.03~0.1 ®
HB180LL T 100~180
Sl Alloyed steel G12XF 135~270 0.03~0.1 Low carbide steel
T§M3M Stainless steel G12XF / G20P 50~100 0.05~0.15 Ca,“fon?;ee. HB180~280 100~150
ERESE Ductile cast iron G12XF 115~230 0.05~0.15 S s -
Alloyed steel HB180~280 100~150
OEBE Gray cast iron G12XF 135~270 0.05~0.15 TR
Stainl | HB200LL T 80~150
#8535 Aluminum alloy G11C 245~610 0.05~0.15 tainless steel
R E® High temp alloy G12XF 20~55 0.03~0.1 Cast iron HB220LLT fu=ane

Milling Insert



auy 7 ] for E I-Grooving,
AT A smom- wEom- AmaEe Lok i,

AT
~fs— >
. h'._.-'
v ™ ; 4 /
a 5 . - e
[ = " p"
L— v g v
J_ ; ,9-\ — . == \
o= —— \ © g
i
pB) x4 ETFE#RST TR RS R Dimension
Insert shape Ordering Code Insert ISO Code L ] T r
" GW1667 GFN3-MT 9.50 2.50 3.0 0.20
‘ GW1088A GTN3-MT 10.70 2.50 3.0 0.20
GW1553 DGM3020CT 20.00 5.00 3.0 0.40
’ GW404 DGM4020CT 20.00 5.00 4.0 0.40
GW1656 DGM5025CT 25.00 6.00 5.0 0.40
GW1609 DGM3020CTF 20.00 3.00 3.0 0.40
’ GW1598 DGM4020CTF 20.00 3.00 4.0 0.40
GW1657 DGM5025CTF 25.00 5.00 5.0 0.40
GW1669 DGM3025CE 25.00 5.00 3.0 0.40
GW1793 DGN3102MT 20.00 6.20 3.08 0.25
GW1828 DGN2202MT 20.00 6.10 2.18 0.20
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EEEMIARTIRA

Inserts for Turning and

Profile Turning Aluminum Alloys

' B A o ™
A T
¢ [ Gar)
O [ —
AL
S
/o ¥y
VALY - kil EIfEHmSR TR R Dimension
Blade shape Ordering Code Insert ISO Code D L S d r
J Gwas29 GPX-4R.30-AL - 30.0 7.90 8.00 4.00
= GWass GPGT190640-DP | 15.87 - 687 | 690 | 400
M 0T #&EH Machining Condition Guide =
-
o
E
=
MNELDHEI Turning tD# Grooving S
AL IITEE ##6 ITEE b o
el AT Ve (min) fs(mm}rev) Ve (min) |fs (mm:-‘rev)
RIHREGE CREMEEL)
Malleable alloyed Aluminum (Non-age-harden) | 1900~2000/ 0.1~0.3 | 800~1000 = 0.05~0.1
EiEeE (RFREEL)
Malleable alloyed Aluminum (Age-harden) 600~900 | 0.1~0.3 | 600~700 | 0.05~0.1
BEiRtE (CREFEL) HE<12%
Aluminum cast alloy (Non-age-harden), Si<12% 700~1000 | 0.1~03 | 300~600 | 0.05~0.1
SIREE (g HWE<12%
Aluminum cast alloy (Age-harden), Si<12% 4T076008 S D08 1 ReBU=ai0s | 0,00

http://zh-tw.gs-carbide.com (28]



EA N E BB J) /= Negative Inserts for Turning Ovtside Dimension

JREE | STRERRSR TR RS R Dimension
Insert shape | Ordering Code Insert ISO Code D s 5 d NE Type
‘ GW1608 TNMW110302-MO 6.36 3.18 0.2 3.2
GW742-1 TNMG160404-P 9.52 476 0.4 3.8
w GW939 TNMG160406-P 9.52 476 0.6 3.8
GW821 TNMG160408-P 9.52 476 0.8 38
GW742-2 = TNMG160404-SP 9.52 476 0.4 38 /r\ 1
g | ows211 | TNMG160408-SP | 9.52 | 476 0.8 3.8 /;@\ 3 [
GW739 TNMG220408-SP 1270 | 4.76 0.8 5.1 5 e
@ GW821-2 = TNMG160408-MAT = 9.52 476 0.8 38
‘ GW821-3 = TNMG160408-MUT = 9.52 476 0.8 38
N GW821-4 = TNMG160408-MUP = 9.52 476 0.8 3.8
GW938 CNMG120404-SP . 12.70 476 0.4 5.1
@ GWB882N CNMG120408-SP 12.70 476 0.8 5.1 N—— —
. GW882-1 CNMW120408-MO = 12.70 476 0.8 5.1 r!j ld
o GW882-2 = CNMG120408L-UP | 12.70 476 0.8 5.1 a0
@ GW882-3 = CNMG120408-MUP = 12.70 476 0.8 5.1
‘ GW1383 SNMG150412-SE | 1584 4.76 1.2 6.2
@ GW1160-1 = SNMG120408-SP 12.70 476 0.8 5.1
GW1846 SNMG190608-SP 19.05 6.35 0.8 7.9
GW1278 WNMG080404-SP  12.70 476 0.4 5.1
g GW880-1 WNMG080408-SP = 12.70 476 0.8 5.1
w GW880H WNMG080408-MUP | 12.70 476 0.8 5.1
L GW740 DNMG150404-SP 12.70 4.76 0.4 5.1
- GW974-1 VNMG160404-FP 9.52 476 0.4 38
GW1009 VNMG160408-FP 9.52 5.76 0.8 38




N8 1E B8 B8 J] F Positive Inserts for Turning Outside Dimension

-2

|73)—*| faay SIfEMRSR PAlay ] R Dimension AE Type
nsert shape | Ordering Code | Insert 1ISO Code D S r d (¢]
GW1651 RCGT1003-MS 10.00 | 3.18 - 4.4 7°
e GW1650 RCGT10T3-MS 10.00 | 3.97 - 4.4 7° B
GW1650-1 RPGT10T3-MS 10.00 | 3.97 - 4.4 4
‘ GwW1027 DCMWO070204-MO | 6.35 2.38 04 28 T
GW1026 DCMW11T302-MO | 9.52 3.97 0.2 4.4 7°
GW1027-1NC | DCGT070204-FY 6.35 | 2.38 04 2.8 7°
GW1026-1INC | DCGT11T302-FY 9.52 3.97 0.2 4.4 7° ﬂ&‘%{\:;v T_Ld
_ Fv | es2 397 | 02 4 s?zxﬂ/ N
‘ GW1026A DCHT11T308-ST 9.52 4.00 0.8 4.5 7 P ~S. ‘
% GwW1859 DCGT11T302 9.59 4.00 0.2 4.5 T
GW1859-1 DCGT11T304 9.59 4.00 0.4 4.5 T
© | owiwr2  ccetosozossp | 635 | 238 04 | 28 T @ E i
8o/ —0— |s
GW766 VCGW160404-MO 9.52 4.76 0.4 4.4 TA
& | GW766-2 VCMW160404-MO | 9.52 4.76 04 4.4 T
GW1256 VCEW110304-MO 6.35 3.18 04 28 7°
“ GW1256-1 VCGT110304-FP 6.35 3.18 0.4 28 7°
‘ GW766-1 VCMT16T404-FP 9.52 4.76 0.4 4.4 7°
q GW1389 TCMT16T304-ST 9.52 3.97 04 4.4 e
w Gws802 TCGT16T304-ST 9.52 4.00 0.4 4.4 7
GW1155 TCMWO090204-MO 5.56 2.38 04 26 7°
v GW1389-1 TCMW16T304-MO | 9.52 3.97 04 4.4 7°
GW1431 TCMT16T304-SP 9.52 3.97 0.4 4.4 7
v GW1432 TCMT16T308-SP 9.52 3.97 0.8 4.4 7

&Y W

Turning Insert



EA NEE DN TR 3R Cutting & Turning Data Suggestion

B AEII#EHR Cutting & Turning Data Suggestion

MIHE Machined Material BAJF Negative Insert IEAJIF Positive Insert
vc m/min fn mm/min vc m/min fn mm/min
Bl Carbon steel 100~425 0.1~0.5 135~450 0.025~0.25
S5 Alloyed steel 70~250 0.1~0.3 60~200 0.025~0.25
4§85 Stainless steel 110~300 0.1~0.3 130~300 0.025~0.25
PH-~§38 PH stainless steel 125~450 0.1~0.4 95~175 0.025~0.25
2 & Castiron 350~1000 0.25~0.35 180~800 0.05~0.20
#85% Aluminum alloy 25~90 0.1~0.3 25~90 0.025~0.2
iE{ktl Hardened steel 45~65 0.1~0.3 20~90 0.025~0.2
B JDRERSTREBRGE
IR% Result [RA Reason of cause fi#3R 7528 Problem solution
o 1.ERASHHLIBHE « 1BIIFEN
na ETJHHE@‘A'(E P BERR D Choose grade with higher Tac content.
Thermal SRS _ 2{EAEADS - BEDHEEERRR
Cracking Ve is higher or cooling too fast. Use positive insert, slow down cutting speed
and feed or depth of cut.
1ERSEHEWSYE  RIEHE
[ieE2d TR AR Choose grade with higher cobalt content.
Chipping Insert grade is too brittle. 2. ERARISENIRER
Use negative insert and increase cutting speed.
1.{85 FR TR SN i A A B
BEERE T EARI TEE AR Insert grade select hardness is higher or wear
Excess Insert grade is too soft or resistance is higher.
speed too high. 2 [FELDHIEREERS
Wear Decrease cutting speed and feed.
IITHEEENTE EMmEE 1380070 CDHIBERE
ISz EEFEPTISRL Incrase cutting rake angle.
Notching Cut material hardened wears 2 S HIE R R ERD
the insert. Decrease the cutting speed and feed.
z i 1IREDHEESE
b= Iéﬂiitﬂﬁﬂ:i$3fﬂnglﬁf4iﬁ Increase cutting speed.
Built-up il 2 BRRIEER ) EEUITIN
Edge b e Choose coating with lower friction such as TIN.
: . 1.{85 F SR T At B S A B
B EOHISR IR R RAK Use insert grade with higher heat resistance or
Dabsraion Cutting speed too high or choose grade with higher hardness.
feed too larg. 2 RBHELDHIGE R S
Decrease cutting speed and feed.
%ay DHIEESRERSTEIRE 1.ERSEMEDA
ML Cutting case too high temp Choose grade with higher hardness.
Cracking 2 BEDHRERER

chip welded on insert.

Decrease cutting speed and feed.




NEE DM R #IZE R Turning Insert Technical Information

B 54578 $ Technical Information

(—) tDHIEE Cutting Speed (Vc)

nxDxS .
Ve= —000  M/min Ve = JHIERE (Cutting speed) m/min
D = #0THEEHR (Cut material outer dimension) mm
_ 1000 x Ve S = F#ER (Spindle speed) r.p.m
- axD ok

(Z) DI SEEMRIREEERR-BISERAXRENBIE Land W(>A)
The relationship between feed and chipbreak-Feed per turn larger than that of the
land of the chip breaker

Land A Feed fn
A mm mm/rev
0.0635 0.08~0.13
0.0762 0.10~0.25
0.2547 0.27~0.40
0.1524 0.17~0.25
0.2667 0.28~0.40
=
@
s
(=) tDEIERBRZR Metal removal (cm/min) o
=
3
0z=Vcxfnxap fn = HEELS (Feed per turning) mm/rev L=

ap = iR (Depth of cut) mm

(P9) H*¥E87] Power demand (KW) Ks = YHIHER (Specific cutting force) kg/m?
Ae = Y& (Width of cut) mm

Ks x Ae x Ap x F Ap = YR (Depth of cut) mm
Pkw = F = T{EQEHS (Table feed) mm/min

60 x 1000 x n n =#E5WEK (Efficiency of machine=0.7~0.8)
e B’ Value of Ks
{ET%3# Low carbon steel 190
th§%s@ Carbon steel 210
S5 High carbon steel 240
{ESE# Low alloyed steel 190
=5 High alloyed steel 245
@ Castiron 93
IR#ESEH Ductile iron 120
#&+= Copper alloy 70




EA WREEJIR ~ B3LAJIR Inserts for Inner Hole Boring

TIRFHE IR
Solid carbide shank

\
22
TFEE | TR TR R Dimension [ e
Insert shape | Ordering Code Insert ISO Code D s r d 0 | yP

GW1320-1 TCGT110204-FY 16.35 | 2.38 0.4 2.80 7°
GW1368-1-2 | TPGTO080202-FY 4.76 2.38 0.2 2.34 11°
GW1368-1-4 | TPGT080204-FY 4.76 2.38 0.4 2.34 11°
GW1368-1-8 | TPGTO080208-FY 4.76 2.38 0.8 2.34 11°
GW1649-1-2 | TPGT090202-FY 5.56 2.38 0.2 2.65 11°

q GW1649-1-4 | TPGT090204-FY 5.56 2.38 0.4 2.65 11°

GW1649-1-8 | TPGT090208-FY 5.56 2.38 0.8 2.65 11°

GW1028 TPGT09T204-FY 5.56 2.78 0.4 2.80 118

GW1608 TPMW110302-FY | 6.35 3.18 0.2 3.40 11°

GW1612-1-2 | TPGT110302-FY 6.35 3.18 0.2 3.40 11°

GW1612-1-4 | TPGT110304-FY 6.35 3.18 0.4 3.40 11°

GW1612-1-8 | TPGT110308-FY 6.35 @ 3.18 0.8 3.40 (=

33| http://zh-tw.gs-carbide.com



RESE D BT RIER L e o

B RENIEEE Surface Quality

(—) JJ7IRAEE J)E Relationship between insert radius and feed to the surface quality

DIRE EfEE Ra
Insert radius nda ‘ L ‘ e el
SERS mm / &
0.2R 0.05 0.08 0.13 _
0.4R 0.07 0.11 0.17 0.22

(Z) DidERER Surface quality affected by material of tooling shank

L
D - 4 DU §i4® Steel Bar L = J0ILZRE Depth of cut
D = JI L3 Diameter of cutting hole
Lo 5~7 £#8#M4A Solid carbide Bar
D

B DNIE&EH Machining Condition Guide

Tumning Insert

L L L L

NI#Eg DIR:RE D =3RF S -0 Dl 40 =n T
Machined Machining fs
Material Condition e fs e fs e fs e
m/min | mm/rev | m/min | mm/rev | m/min | mm/rev | m/min | mm/rev
140
Carﬁfsteel Finish 90~150 |0.05~0.15| 80~140 |0.05~0.15| 80~120 |0.05~0.15| 100~180 |0.05~0.15
= v
Allggfdﬁ;teel Ser?nji-}zl]nish 60~120 |0.15~0.30| 50~110 |0.15~0.25| 40~90 |0.15~0.25| 80~130 |0.15~0.30
147
REBSH Finish 100~180 | 0.05~0.15| 100~180 | 0.05~0.15| 80~160 |0.05~0.15| 100~180 |0.05~0.15
Stainless steel i)
Semi-finish 50-90 |0.15~0.25| 40-~80 |0.15~0.25| 40~80 |0.15~0.25| 70~130 |0.15~0.25
147
YOS Finish 200~400 |0.05~0.15 | 200~400 | 0.05~0.15| 200~300 | 0.05~0.15 | 200~400 | 0.05~0.15
O
Aluminum alloy tht]
Semi-finish 150~250 |0.05~0.15| 150~250 | 0.05~0.15| 150~250 | 0.05~0.15| 150~250 | 0.05~0.15
[ 14v)
& o Finish 80~140 |0.05~0.15| 80~130 |0.05~0.15| 80~120 |0.05~0.15| 80~150 |0.05~0.15
Cast iron i)
Sarm ich 60~100 | 0.1~04 | 60~100 | 0.1~04 | 50~90 | 0.1~0.3 | 60~110 | 0.1~0.3




CNCEINSENEEFRE IR Inserts for Auto-Lathe Turning

MKGRED#E (FT) - LDETD R (PT) ~ &R (BT) ~ F7] (TH)

MKGR Type Inserts for Grooving (FT) & Parting (PT)
& Turning (BT) & Threading (TH)

GW1449 6=40°
GW1624 6=150°

o

/
e ~ : ’
Gw1624 d
Ao
ey
TSRS T84 R Dimension

Ordering Code Insert ISO Code L w S d A b R
GW1449-PT100 GW1449-PT100 25.0 8.0 3.18 4.8 12,7 27 0.10
GW1449-PT150 GW1449-PT150 250 8.0 3.18 4.8 Si7 37 0.10
GW1449-PT200 GW1449-PT200 250 8.0 3.18 4.8 3.7 37 0.10
GW1624-PT050 GW1624-PT050 20.0 8.0 2.50 4.5 1.3 1.3 0.15
GW1624-PT075 GW1624-PT075 20.0 8.0 2.50 4.5 1.8 1.8 0.05
GW1624-PT100 GW1624-PT100 20.0 8.0 2.50 4.5 25 25 0.05
GW1624-PT150 GW1624-PT150 20.0 8.0 2.50 4.5 35 35 0.05
GW1624-PT200 GW1624-PT200 20.0 8.0 2.50 4.5 5.0 5.0 0.05
GW1624-FT100 GW1624-FT100 20.0 8.0 2.50 4.5 25 2.5 0.05
GW1624-FT150 GW1624-FT150 20.0 8.0 2.50 4.5 3.5 3.5 0.05
GW1624-FT200 GW1624-FT200 20.0 8.0 2.50 4.5 5.0 5.0 0.05
GW1624-BT2802 GW1624-BT2802 20.0 8.0 2.50 4.5 7.5 7.5 0.10
GW1624-BT3502 GW1624-BT3502 20.0 8.0 2.50 4.5 7.5 7.5 0.10
GW1624-TH60.20.02 GW1624-TH60.20.02 20.0 8.0 2.50 4.5 6.0 6.0 0.20
GW1624-TH55.20.02 GW1624-TH55.20.02 20.0 8.0 2.50 4.5 6.0 6.0 0.20

35| http://zh-tw.gs-carbide.com



CNCEINSEERTIF Inserts for Auto-Lathe Turning

BB I IRFHE R TR - Small Sige Single Screw Lock Type

Left / Right handed threading

16 A/ERFTIR
pu

STRBIRSR
Ordering Code

GW1668-55°THED-R

GW1668-60°THED-R

GW1661-55°THED-L

GW1661-60°THED-L

GW1668-PG-100R

GW1668-PG-150R

GW1668-PG-200R

GW1661-PG-100L

GW1661-PG-150L

GW1661-PG-200L

GW1668-BT-35°-R

GW1661-BT-35°-L

GW1668-BT-20°-R

GW1661-BT-20°-L

GW1668-FG-100R

GW1668-FG-150R

GW1668-FG-200R

GW1661-FG-100L

GW1661-FG-150L

GW1661-FG-200L

Left / Right handed parting

PG B/ a5
~

TR
Insert ISO Code

TG2863-5501-R
TG2863-6001-R
TG2863-5501-L
TG2863-6001-L
PG2863-100R
PG2863-150R
PG2863-200R
PG2863-100L
PG2863-150L
PG2863-200L
BT2863-35°-R
BT2863-35°-L
BT2863-20°-R
BT2863-20°-L
FG2863-100R
FG2863-150R
FG2863-200R
FG2863-100L
FG2863-150L

FG2863-200L

B/ EO&RIA

Left / Right back turning

BT

Left / Right grooving turning

FG B/ EOERIIA
-

T [ -

TN
Wt

HON

L1
T ; BN J
Rf

ot

R Dimension

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

28.0

5.0

5.0

5.0

5.0

4.0

5.0

5.0

4.0

5.0

5.0

3.0

3.0

3.0

3.0

1.7

3.0

4.0

1.7

3.0

4.0

7 0
2.0 55°
20 60°
2.0 55°
20 60°
1.0 15°
1.5 15°
2.0 16°
1.0 16°
1.5 16°
2.0 16°
3.0 35°
3.0 35°
3.0 20°
3.0 20°
1.0 -
1.5 -
2.0 :
1.0 -
1.5 -
20 -

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.05

0.1

0.1

0.1

0.1

0.2

0.2

0.1

0.2

0.2

Tuming Insert

http://zh-tw.gs-carbide.com [3¢]




CNCEINBEIERIIF Inserts for Auto-Lathe Turning

2 BIRMERE I F - Single Screw Lock Type

16 Eﬁﬁm—ﬁ . RG EQE@IS PG BAvE A BT IRk
ight handed threading Right radius grooving Right parting Right back turning

e ™ g 2.

|4l- I-ﬁ- L w -]3[- L1 ‘ —[ T‘ LL—L\ ‘ w
: T 2 T = = 1
ANTeln 3 @) E L Q1
L1 L1 5R |4
ok I ﬁt[; TN =4
- J \ / J \ y,
JIA1ER EIEmeR T84S R Dimension

Blade shape Ordering Code Insert ISO Code L L1 T 0 R
GW1359-55°THED-R | TG35.843.5501-R 35.0 6.0 20 55° 0.1
\ GW1359-60°THED-R | TG35.843.6001-R 35.0 6.0 20 60° 0.1
GW1359-RG-100R RG35844-050R 35.0 22 1.0 - 0.5
GW1359-RG-200R RG35844-100R 35.0 357 20 - 1.0
\ GW1359-RG-300R RG35844-150R 35.0 42 3.0 - 1.5
GW1359-RG-400R RG35844-200R 35.0 40 4.0 - 20
GW1359-PG-100R PG35843-100R 35.0 6.5 1.0 152 0.05
GW1359-PG-150R PG35843-150R 35.0 8.5 1.5 15° 0.1
Q‘ GW1359-PG-200R PG35843-200R 35.0 8.5 20 152 0.1
GW1359-PG-250R PG35843-250R 35.0 8.5 25 15° 0.1
GW1359-PG-300R PG35843-300R 35.0 8.5 3.0 15° 0.1
GW1359-BT35-310R BT35843-010-35°-R 35.0 3.5 3.0 35° 0.1
GW1359-BT35-410R BT35844-010-35°-R 35.0 5.0 4.0 35° 0.1
GW1359-BT35-420R BT35844-020-35°-R 35.0 5.0 4.0 35° 0.2
\ GW1359-BT20-210R BT35842-010-20°-R 35.0 35 20 20° 0.1
GW1359-BT20-310R BT35843-010-20°-R 35.0 6.0 3.0 20° 0.1
GW1359-BT20-320R BT35843-020-20°-R 35.0 6.0 3.0 20° 0.2

B JJADNIREE Inserts machining figure

=

|

re 0

PG BT FGRG TG CM




CNCEINSENEEKREJIF Inserts for Auto-Lathe Turning

2 B3 IRFE R F - Single Screw Lock Type

FG LaiEREIR FT ImEHET) A CM fEl)=s

Right grooving turning Face grooving Chamfer

= r ™) e ' >
U T ‘ T
e Slrie =
o 8 APRB= L1jmiﬂ oI TS \\jT
ke i E, % B P,
PAJSE it SIFEHmaR AR E v R Dimension
Blade shape Ordering Code Insert ISO Code B L1 T [ R
GW1359-FG-100R FG35844-100R 35.0 25 1.0 - 0.1
GW1359-FG-150R FG35844-150R 35.0 3.0 15 - 0.1
GW1359-FG-200R FG35844-200R 35.0 4.0 20 - 0.1
GW1359-FG-250R FG35844-250R 35.0 6.0 25 - 0.1
\ GW1359-FG-300R FG35844-300R 35.0 8.0 3.0 - 0.1
GW1359-FG-350R FG35844-350R 35.0 8.0 35 - 0.1
GW1359-FG-400R FG35844-400R 35.0 8.0 4.0 - 0.1 5
GW1359-FT-050R FT35844-050R 35.0 6.0 0.5 s=1.5 0.1 TE;
\ GW1359-FT-100R FT35844-100R 35.0 6.0 1.0 s=1.8 0.1 5
GW1359-FT-150R FT35844-150R 35.0 6.0 15 s=1.8 0.1
\ GW1359-90°-CM CM35844-90° 35.0 6.0 40 90° 0.2
M NI Machining Condition Guide
NIME ESHID0T Turning YDBTIT Parting
Macnes:Matori V%%ﬁﬁ EIJ” Irfign fsﬁmm ﬁv \%ﬂiﬁ iDP Imﬁ fsﬁmm friv
HRHIS Free cutting steel | 100~200 0.05~40 | 0.01~0.25 75~150 0.05~3.0 = 0.01~0.15
{3 Low carbon steel 70~160 0.05~4.0 0.01~0.25 60~120 0.05~3.0 | 0.01~0.12
8 Carbon steel 55~120 0.05~4.0 | 0.01~0.20 50~100 0.05~3.0 = 0.01~0.00
Gl Alloyed steel 45~100 0.05~4.0 | 0.01~0.15 35~80 0.05~3.0 | 0.01~0.08
il Stainless steel 50~120 0.05~4.0 0.01~0.15 50~100 0.05~3.0 | 0.01~0.08
i85 Aluminum alloy 200~1000 | 0.05~4.0 | 0.01~0.20 150~400 05~30 | 0.01~0.10
§85%= Copper alloy 90~500 0.05~4.0 | 0.01~0.30 90~300 05~30 | 0.01~0.20
$i&= Titanium alloy 25~70 0.05~4.0 | 0.01~0.08 25~50 05~3.0 | 0.01~0.06




£TA

3 B3 IRWME E T F - Double Screw Lock Type
A/ BT8R

CNCEINSENEER IR Inserts for Auto-Lathe Turning

e B/ERFTIR GE!ZEI‘I‘J]LEHE?JH !

Left / Right handed threading

Left / Right radius grooving

BT A/ERgRRIR
Left / Right handed parting Left / Right back turning

1

L1

Lt

&

u s
Ea\n)\\'\ __18_
1l |@

f —TT T T
gl R PR A Y

N

~

4

4.6

S
W
— '\‘.:.'5’ | \

@46

S e J
PALLE il STREHRSR DRRRAS R Dimension

Blade shape Ordering Code Insert ISO Code L L1 T (3] R
GW1335P-55°THED-R TG37.844.5501-R 375 6.0 3.0 55° 0.1
\ GW1335P-60°THED-R TG37.844.6001-R 37.5 6.0 3.0 60° 0.1
- GW1335P-55°THED-L TG37.844.5501-L /o) 6.0 3.0 55° 0.1
GW1335P-60°THED-L TG37.844.6001-L 37.5 6.0 3.0 60° 0.1
GW1335P-RG-100R RG37844-050R 37.5 22 1.0 = 0.5
GW1335P-RG-200R RG37844-100R 375 3.7 20 2 1.0
GW1335P-RG-300R RG37844-150R 375 42 3.0 = 1.5
GW1335P-RG-400R RG37844-200R 35 5.0 4.0 Z 20

\ GW1335P-RG-100L RG37844-050L 375 22 1.0 = 0.5
GW1335P-RG-200L RG37844-100L 37.5 3.7 2.0 - 1.0
GW1335P-RG-300L RG37844-150L 375 42 3.0 - 1.5
GW1335P-RG-400L RG37844-200L 37.5 5.0 4.0 - 2.0

GW1335P-PG-100R PG37844-100R 37.5 6.5 1.0 20° 0.05
GW1335P-PG-150R PG37844-150R 375 8.5 15 20° 0.1
GW1335P-PG-200R PG37844-200R 37.5 8.5 2.0 20° 0.1
GW1335P-PG-250R PG37844-250R 375 8.5 25 20° 0.1
GW1335P-PG-300R PG37844-300R 37.5 8.5 3.0 20° 0.1

\ GW1335P-PG-100L PG37844-100L 37.5 6.5 1.0 20° 0.05
GW1335P-PG-150L PG37844-150L 37.5 8.5 1.5 20° 0.1
GW1335P-PG-200L PG37844-200L 3715 8.5 2.0 20° 0.1
GW1335P-PG-250L PG37844-250L 75 8.5 25 20° 0.1
GW1335P-PG-300L PG37844-300L 37.5 8.5 3.0 20° 0.1
GW1335P-BT35-310R BT37843-010-35°R 37.5 3.5 3.0 35° 0.1
GW1335P-BT35-410R BT37844-010-35°R 375 5.0 4.0 35° 0.1
GW1335P-BT35-420R BT37844-020-35°R 37.5 5.0 4.0 35° 0.2
GW1335P-BT20-210R BT37842-010-20°R 37.5 35 20 20° 0.1
GW1335P-BT20-310R BT37843-010-20°R 37.5 6.0 3.0 20° 0.1

\ GW1335P-BT20-320R BT37843-020-20°R 37.5 6.0 3.0 20° 0.2
GW1335P-BT35-310L BT37843-010-35°L 375 3.5 3.0 35° 0.1
GW1335P-BT35-410L BT37844-010-35°L 37.5 5.0 4.0 35° 0.1
GW1335P-BT35-420L BT37844-020-35°L 37.5 5.0 4.0 35° 0.2
GW1335P-BT20-210L BT37842-010-20°L 37.5 35 20 20° 0.1
GW1335P-BT20-310L BT37843-010-20°L 375 6.0 3.0 20° 0.1
GW1335P-BT20-320L BT37843-020-20°L 37.5 6.0 3.0 20° 0.2




CNCEINSENEEKRE IR Inserts for Auto-Lathe Turning

3 &3 IR MEBEE T F - Double Screw Lock Type

FG Eé?ﬂ@ﬁﬁﬂﬁ ‘ FT imE A CM i) =]
ght grooving turning Face grooving Chamfer
(o V(e e |
Hgon | | Bl oor H e go T
~ e FSTOO N PNIOO T
= : | [m4s L2468
— T R
T",Hr,j : oI T T3 Ir
. ~ S A
- i J pN 85
TR SIREHRSR TIEHRAE J/RY Dimension
Blade shape Ordering Code Insert ISO Code I L1 T 0 R
GW1335P-FG-100R FG37844-100R 37.5 25 1.0 - 0.1
GW1335P-FG-150R FG37844-150R 375 3.0 1.5 - 0.1
GW1335P-FG-200R FG37844-200R 375 4.0 20 - 0.1
GW1335P-FG-250R FG37844-250R 37.5 6.0 2.5 - 0.1
GW1335P-FG-300R FG37844-300R 375 8.0 3.0 - 0.1
GW1335P-FG-350R FG37844-350R 375 8.0 3.5 - 0.1
GW1335P-FG-400R FG37844-400R 375 8.0 4.0 - 0.1
\ GW1335P-FG-100L FG37844-100L 375 25 1.0 - 0.1
GW1335P-FG-150L FG37844-150L 375 3.0 1.5 - 0.1
GW1335P-FG-200L FG37844-200L 375 4.0 20 - 0.1
GW1335P-FG-250L FG37844-250L 375 6.0 25 - 0.1
GW1335P-FG-300L FG37844-300L 37.5 8.0 3.0 - 0.1
GW1335P-FG-350L FG37844-350L 375 8.0 35 - 0.1
GW1335P-FG-400L FG37844-400L 37.5 8.0 4.0 - 0.1
GW1335P-FT-050R FT37844-050R 375 6.0 0.5 S=15 0.1
\ GW1335P-FT-100R FT37844-100R 375 6.0 1.0 S=1.8 0.1
GW1335P-FT-150R FT37844-150R 37.5 6.0 1.5 S=18 0.1
\ GW1335P-90°-CM CM37844-90° 375 | 60 40 00° | 02
GW1335P-MG-085R MG37844-085R 37.5 20 0.85 - 0.05
GW1335P-MG-100R MG37844-100R 375 25 1.00 - 0.1
GW1335P-MG-125R MG37844-125R 375 3.0 1.25 - 0.1
GW1335P-MG-150R MG37844-150R 375 3.7 1.50 - 0.1
GW1335P-MG-175R MG37844-175R 375 4.0 1.75 - 0.1
\ GW1335P-MG-200R MG37844-200R 37.5 5.0 2.00 - 0.1
GW1335P-MG-250R MG37844-250R 375 6.0 2.50 - 0.1
GW1335P-MG-300R MG37844-300R 37.5 8.0 3.00 - 0.1
GW1335P-MG-350R MG37844-350R 375 8.0 4.00 - 0.1
GW1335P-MG-400R MG37844-400R 375 9.0 4.50 - 0.1
GW1335P-MG-450R MG37844-450R 37.5 9.0 4.50 - 0.1
GW1335P-MG-500R MG37844-500R 375 9.0 5.00 - 0.1
2"
<1?? ) 5L L

Tuming Insert




EA % fiL B8 5 JJ 5 Inserts for Spot Drill Cutter

PALaE) it SIREIRSR PALay k] R Dimension
Insert shape Ordering Code Insert ISO Code D s [ 4 [ r 0
GW1439N TCEX16T308 9.52 3.97 4.4 0.8 7°
é GW1489A 0.2R TPEX13T302 7.94 3.97 3.7 0.2 il
GW1489A 0.4R TPEX13T304 7.94 3.97 3.7 0.4 11°

B 5355808 Features:

1. ERRIEIA COVEIE  WE - 3, - B8 - g -

2. INOEmER ~ B0 TIE

3. BEZEMHIEA -

1. Suit for most kinds of shape in chamfer process, ex: central hole, taper hole, grooving , outer side.
2. Also could do the engraving, positioning mark work.

3. Suit for most kinds of material machining application.

41| http://zh-tw.gs-carbide.com



R 3K 58 88 JJ 1 Inserts for High Speed Drilling

TR ETRBIRSR T84S R Dimension
Insert shape Ordering Code Insert ISO Code D d s r
GW1130 WCMT-0302 5.56 2.78 2.38 0.80
GW1129 WCMT-0402 6.36 297 2.38 0.80
e Gw1128 WCMT-0503 7.96 3.40 3.18 0.80
GW1127-1 WCMT-06T3 9.52 3.80 3.97 0.80
GW1126 WCMT-0804 12.70 4.40 476 1.20
GW2505N SPMT-050204 5.00 2.25 2.38 0.40
‘ GW2469N SPMT-060204 6.00 2.58 2.38 0.40
GW2464N SPMT-07T308 7.94 2.85 3.97 0.80
GW2468N SPMT-09T308 9.78 4.05 3.97 0.80
3
B 51i5E¥ Technical Information B 0T Machining Condition Guide =t
£
1./5807# M (Coolant Flow) 2743 (/min) a
Eg: NIT#HE Dggﬁ YR I8 Feed mm/rev(El)
L s Machined Material | "€ | m/min sfs
® e material @200 F | ©20-024 | @20-@24 | @454
A coating
T n unwm:no(m?m:“ 100 ﬁﬁﬁ G12XF

100~200 | 0.04~0.01 | 0.06~0.15 | 0.08~0.17 | 0.1~0.2
: Low carbon steel TIN
2./ 5807 B 1 (Coolant Pressure) kg/cmz

Coolant Prassure - kgiem? (BAR) by cametsr ﬁ ﬁ G12%F

' ! Gt sl Ty | 100-200 | 0.04-0.010.06-0.15 | 0.08-0.17  0.1-0.2
$E -
: = — =) G12XF ) } } i )
: - Alloyed steel Ty | 100~200 | 004-001 006-0.12| 008-0.17 | 0.1-02
a 17 om ] 40 50 75 00
Diarmater Ranga (mm)
12XF
Staﬁgﬁeel GTIN 100~200 | 0.04~0.01 | 0.06~0.12 | 0.08~0.15 | 0.1-0.2
3.0 THEFI(Power Consumption)kw
IO iy s ) . 1
s el W B85 GUC | 150-250 | 0.05-0.1 | 0.1-02 |0.12-023| 02-03
= e bl Aluminum alloy TIN
j o = 1ic
! == Aluminum Vc
s 1 % & 70~120 | 0.06-01 | 0.08-0.15| 0.08-0.2 | 0.1-0.3
=0 Castiron TIN

T s
.8 Dimatar (mm)



AT A mrmmmmmemn e focm sie diing rzer

( ; ) I NITHESE - :VEREEIH Inserts for milling H-Bean and rails

a

- S -
fle
.o s
J
YAy til SIFEIRSR T E#AE RY Dimension
Insert shape | Ordering Code Insert ISO Code D w S | d R-Face rlc
. GW102 QNAC150608-ZC 16.3 = 6.35 54 - 0.8
. GW109 SNHW1306-ZC 13.5 135 | 6.35 5.4 - 0.3C
° GW1245 SNHW130710-10R 13.5 13.5 | 8.00 5.4 10.0 1.0
. GW654-7 RNHC1206 12.0 - 6.35 54 - -
. GW275 RPKN2004-MO 20.0 - 476 - - 21z
GW1444-1 SNGT1508-13R 1588 | 15.88 | 7.93 53 13.0 =
GW1444 SNGT1508-19R 1588 | 1588 | 7.93 53 19.0 -
. GW1465 SNGQ1206-MO-1C 2.7 12.7 6.35 4.4 - 1.0C
. GW1465-1 SNGQ1206-MO-10R 1 2:7 127 | 6.35 44 |oOne ?‘Odlg -
. GW1465-2 SNGQ120604-MO 12.7. 127 | 6.35 44 - 0.40
0 GW1465-3 SNGQ120620-MO 12.7 127 | 6.35 4.4 = 2.00
é GW1466 SNGQ1507-UG 1588 | 1588 | 7.94 | 53 | UJ -




Special Face and Side Milling Insert

TSSN, TSCN, TSLN %587 Tssw, rscn, Tsin

( Y @ TSSN, TSCN, TSLN
{50__30,, &
— ® TSSN-ZC Type Precision Face
w \ O\ o I Milling Inserts [—
e 1 m TSCN-ZC Type Precision Side
D s Milling and Face Milling Inserts 4-(
® TSLN-ZC Type Precision Side
\ J Milling and Face Milling Inserts §\ ‘ /
i ™ ' ™ '
_15°~30°
LA w O
w| O |
e D
D e - .
\ / J/
Palay i £t 5] fBiRSR TR R Dimension
Insert shape Ordering Code Insert ISO Code D W [ S d
’ GW1197-6ZC SNHU1606-2C 16.0 16.0 6.50 5.30
’ GW1517-5ZC SNHU1205-2C 12.7 12.7 5.50 5.00
. GW1420 SNHU120610 12.7 12.7 6.50 4.60
Q GwW1422 LWHX2807R8 28.0 12.7 7.50 4.60
% Gw1421 LNHX3006R2 30.0 12.7 6.50 4.60
GW919-ZC LNHU1606-ZC 16.0 12.0 6.40 5.80
GW1481-ZC LNHU1205-ZC 12.7 10.0 5.40 4.80 8
&
GW1482-ZC CNHU1205-ZC 10.5 10.0 5.40 4.80 é
3
. GW2456-ZC CNHU1508-ZC 16.0 15.0 8.00 5.50
GW2457-Z2C CNHU1206-ZC 12.7 127 6.35 4.40

http://zh-tw.gs-carbide.com ’IHI



EA EEIBICIBAR T IR Indexable T.C.T. Inserts for Wood Working

AIET] Planner Cu
AIEJJR Turnin
ERATH Shape

&) o) 6 6 6 | .| o

o o & 6 6 . >
| ' - gy p—

&S o o o o
BEABILIBARILIIFA Indexable T.C.T. Inserts for Wood Working

]R8 T~ Customized products




SRauBIEE R Solid Carbide Circular Saw Blade

‘e - ™
5 R R N
> " AN 4
s / 4 P Mg

JIF#EE) Blade shape — - R Dimension < .

TCT@125x @1"x Sx T 125 25.4 1.0~3.0 1Z1

TCT @100 x @1"x Sx T 100 254 0.8~4.0 £ZL

TCT @90 x @1"x S x T 90 25.4 0.8~4.0 Izl

TCT @85 x @1"x S x T 85 25.4 0.8~4.0 A

TCT@80x @1"x Sx T 80 25.4 0.6~4.0 56T

TCT@75x @1"x Sx T 75 25.4 0.5~4.0 56T

TCT@70x 21X Sx T 70 254 0.5~4.0 oL

TCT@65x @1"x S T 65 25.4 0.5~4.0 Ll

TCT @60 x @1 S x T 60 254 0.5~4.0 ol

TCT @55 x @1"x Sx T 55 254 0.5~4.0 40T

TCT@50 x @1"x S x T 50 254 0.5~4.0 40T

TCT@45x @1"x Sx T 45 25.4 0.5~4.0 40T

TCT @40 x @10 x Sx T 40 10.0 0.5~4.0 40T

TCT@40x @8xSxT 40 8.0 0.5~4.0 40T

TCT@32x@12xSxT 32 12.0 0.5~4.0 30T

TCT@30x @10xSx T 30 10.0 0.5~4.0 30T g

TCT@25x @10 xS x T 25 10.0 0.5~4.0 30T ;
§
g

M #1178 % Technical Information

R (mm) =N +~ BF#x0.045
Depth of tooth(mm) =OD + Nembers of toothx0.045



LATA rezmwie-=7 57 57

Tungsten Carbide for Tools & Cutters,

Such as Turning Tools,

Milling Cutters,

Reamers etc.

T HERmIR/1SOHR
Material/ ISO No.

G10H / KO5~K10
G20H / K20~K30
G10CF /K10
G20P / P20~P30
G15M / M15~M25
G20KS / K30
G10KS / K20
G10KTA/K10
G6F / KO5~K10
G12XF/ K10~K20
G20M / M20

G11C / K30~K40

2 &
Density
g/ml

14.75

14.5

14.4

12.48

12.4

14.8

14.85

14.85

14.8

14.1

12.6

14.2

B =
Hardness
HRA

92.7
91.4
92

91.1
914
89.5
90.5
92.5
93.0
92.7
89.5

89.5

m AN
AVETR.S
kg/mm:

303
289
290
208
190
200
190
180
280
320
210

290

BENIHEH
Applications

PRIBAT - Gl - S - TN - Sl
Hard steel, Carbon steel, Alloyed steel,
Stainless steel, Cast iron .

eEE - S - e - W - 30 - 88
Carbon ste:el Alloyed steel, Stainless steel,
Cast iron, Copper, Aluminum.

FLERIESHAY - B - S - TiEE
Hardened steel, Carbon steel, Alloyed steel,
Stainless steel.

WEE - Sl - imeE

Carbon steel, Alloyed steel, Stainless steel.

el - Sl - T
Carbon steel, Alloyed steel, Stainless steel.

ARID - A
Wooden cutter, Abrasive part.

=6 - i
Tile, Abrasive part.

o, - G - 86 -
Cast iron, Carbon steel, Copper, Aluminum.

BRERFEE - el - 5R
Ductile iron, Carbon steel, Copper.

#EEFA - S - ST
Hardened steel, Alloyed steel, Titanium alloy.

Tl -~ S
Carbon steel, Alloyed steel.

i - S=H - S
Carbon steel, Alloyed steel, Cast iron.

& &
Remarks

EBfL

Sub-micron

BT

Sub-micron

E7] - #%70
Turning tool,
Milling cutter.

B - 880
Turning tool,
Milling cutter.

VAR - VIRE P
Turning tool, Milling
cutter, Reamers.

I
Wooden cutter.

=0
Tile cutter.

]| - #0
Turning tool,
Milling cutter.

E7]) - #%0
Turning tool,
Milling cutter.

Ui 0

End milling
cutter.
#L.0 - R
Milling cutter,
Drilling tool.

7] - #@m
Turning cutter,
Drilling tool.

47| http://zh-tw.gs-carbide.com



BLUAREE-T A SRR

Tungsten Carbide for
Mining-earth Drill Tips

pemwisow | 2B (BB | IR ES NI MR LI
Material/ ISO No. a/ml HRA ka/mm? Applications Remarks
G11C 14.5 88.6 250 HhESSEEE Earth Drill Tips
G13C 14.0 88.0 289 #bESEBE Earth Drill Tips -
G16C 13.6 86.0 295 HbEI$EBR Earth Drill Tips

Quality, Technology, Service

iy S B ~ T B AR e L 88 — IRAR SRR
inim AL IR — fFREL iR

Corrosion Resistant Tungsten Carbide
for Sealring

Tungsten Carbide for
Finish Rodmill Roller

2

(=

O

72 E E E m A PPN =

HMEIRSR/1SOSR : BEENIHHK B = [
Materiall ISONo. | Do | Hepgpess | AYETRS Applications Remarks
_— ——— - LBmE - NERE - RERIR

Pump & Valve, Nozzle liners Ni-base carbide




LTA ezmEwisaw oEE BRREREIPEHE

Tungsten Carbide for Header Nibs, Drawing Core Nibs,

Lead-Frame Punch & Die

M EHRSR/ISOSR
Material/ ISO No.

G10K
G13C
G16C
G20C
G25C
G50H
G11C

G12XF

z E
Density

g/ml

14.9

14.0

13.9

13.4

13.1

13.9

14.2

141

' E
Hardness
HRA

92.4
88.0
86.0
85.0
84.0
90.0
89.5

92.7

I IA
AVETR.S
kg/mmz

175

289

295

253

264

282

290

310

BENIHHE
Applications

JHERIRAE - B

Drawing die nibs, Sandblasting nozzle

FIEAR -~ @R
Head nibs, Punch & die

FIoER - E
Head nibs, Punch & die

FJoER ~ @R
Head nibs, Punch & die

FIoRE ~ @18
Head nibs, Punch & die

FIGEAR -~ @R
Head nibs, Punch & die

HHIRERIE

Drawing die nibs

BFHFR - FTRE

Lead-frame punch & die, Head nibs

HBHIAL

Submicron

sk e Tl
Ultra fine




ERAREB-NRAZHER  BiRE  BiEE  REE 8RR ooy Serice

Tungsten Carbide for Tools & Cutters.
Such as Powder Metallurgy Impacting Mold, Wire Drawing Die,
Press Mold, Hot Forging Mold, Cold Forging Mold, etc.

wemwsom | B 8 B OB A EEWIHN i
Material/ ISO No. g/ml HRA kg/mmz Applications Remarks
BSEER - iER - RUWT A MR eEREE
G13C/C13 14.0 97.0 289 Press mlild, Hot forging mold, Mining tool. Pof,;;;"ﬁg”m
MFEA - DEER
G20C /C14 13.4 86.0 253 Hot forging mold, CEId forging mold. -
AEHER - ISRIER
G25C/C17 13.1 83.0 264 Hot forging mold, éEId forging mold. =

Blank




LG/

Line QR Code www.gs-carbide.com

TS S E TR/ T 429008 SPMHBMEWINEE716B675

Dist., Taichung City, Taiwan, R.O.C.

TEL:886-4-25617518 FAX:886-4-25616980
E-mail:guass.special@msa.hinet.net
http://zh-tw.gs-carbide.com

Line ID:@nse3416t
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