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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 .
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

5215 « GoEs © ARFS

[1] http://zh-tw.gs-carbide.com
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HA MBS IESREB GUASS Grade Overview

G12XF

G10CF

G15M

G20P

G40M

fE8E (Hardness ) HRA92.7 - #&&%i1E (Grain size) 0.5u~0.6u * FIHT/ITRS 320kg/mm? (450ksi)

BBHAIME - G DEEILEMAL - ERBERNISBESEHE - TNESTHER DA

Ultra fine submicron grain size grade carbide,micron chrome carbide distributes in matrix,
excels in sharpening cutting edge andmachining high strength Alloyed Steel.

1®Z (Hardness)HRA92 » {55 #1E (Grain size) 0.7u~0.8 * HHT/ITRS 290kg/mm? (410ksi)

BUAIME @ BEARRET - B3I DBBILEBHNL - W EREXEAERBEMAEE
BSNISHEMASERSHERESE  MESNHIIASEHRSHESSE -

Submicron grain size grade carbide, unique grain structure micron chrome carbide in matrix,
able to retain a sharp cutting edgeduring the machining of high strength Ni-base alloy and
aerospace alloy, also longer tool life for alloyed steel and high strengthcast iron.

i#/Z (Hardness) HRA91.4 » #58%ifE (Grain size)1u~2p » HHT/ITRS 170kg/mm? (240ksi)

b ERP.MIEH ETic+ Tac £20% @ ISOMIBTEM15~M20 ~ P20~P40 ' BBIRE&E B/ i8(Tac)
MIEEEE - BSIRILHREE - ARl RSEH -

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

i#/Z (Hardness) HRA90.5 - #5&RHIE (Grain size)1p~2u * FIHTITRS 180kg/mm? (255kKsi)

Ik ERP. MR ETic + Tac £21% * ISOMRIEAEM20~M30 ~ P20~P30 * (BIRSHEE R (Tac)
S8 FHERMBENE - BEE - Bl - SRR B - FEE -

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.

f8E (Hardness) HRA89 - #&&¥4ifE (Grain size)1u~2u » IT/ITRS 260kg/mm? (370ksi)

A7 BT ISOMRIEM30~M40 » B8R TRILIE ~ BRICIRFENII D D MHEEM L - BRIFRIRT - BS
TRESTE -
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 high Ni-base alloy.



7 BIF IR BB GUASS Grade Overview

G11C

G10KTA

G20H

G6CF

{8 (Hardness ) HRA89.5 » #&&%i1fE (Grain size)1.5u » H1#T/ITRS 250kg/mm? (360ksi)

A B isfE SR A/ELL » ISOMRIBTIEK20~K30 » HRIESFEFIELL » MIEERILE ~ TIME
ESERADNL - #TIN ~ TICNXTIALN BEESNTHE - #% - 2 - DIOAZHE - BSHL
s - S -

This carbide grade is ISO grade K20~K30 range.lts conglomerate of coarse and fine grain sizes
makes its in high impact and toughness strengths. After coated with TIN, TICN or TIALN, it is
good for heavy machining such as milling, turning and drilling carbon steel and alloy steel.

Materials

i®E (Hardness) HRA92.5 » #5&41i/Z (Grain size)1.3u * IT/ITRS 160kg/mm? (230ksi)

BRI E - BRAERIZE - Bt EBICIEMAL - M EEBREEATREMARE
BENISRENMASERSXNEREST  MEASNIIAGSEHRBVESH -
Submicron grain size grade carbide, unique grain structure micron chrome carbide in matrix,

able to retain a sharp cutting edgeduring the machining of high strength Ni-base alloy and
aerospace alloy, also longer tool life for alloyed steel and high strengthcast iron.

1$E (Hardness) HRA92  #& &4 (Grain size) 0.8y * #13T/DTRS 240kg/mm?2 (340ksi)

BRI E - ISOMBRKI10~K20 » BES - §IMEHE @ IFBUERE - BSR{FRED - &)
IFEEE) B IKRE - Sl - ~H# - 58 - S SERATIIA -

Submicron grain carbide, equivalent to ISO grade K10~K20, high tension strength, good
toughness and good for braze with steel bar, Used in grinding solid carbdie 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.

i®E (Hardness) HRA93 - #55#41E (Grain size)0.6u~0.8y » FIHT/ITRS 211kg/mm? (300ksi)

1 ERISO K05 » BIREBHILINR I LB ERBOMENRMWESR - BSNIESER - HF -
CEFARBHMASER -

This carbide grade is ISO grade K05, few parts of Vanadium carbide and Chromum carbide
content is good for high temp resistance and good wear resistance is suit for turning and
milling alloy steel, cast iron, cast iron alloy and turning aerospace alloy.
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GA0120

MurESERE (PVD) TEOINEER » BTSN &L » BRRATNONSENR - Bl - Al - ®ASENFEBRBENI
DT P EEETE1700E » TRIVUHIRIZ TRIFES - BRTHEEHRCA5~55ELH » A EATEEZIVTHIBIRE -

The brown-gold coating (PVD), also known as bronze coating, is a high-silicon titanium TiSiN coating. It is suitable for
semifinishing and finishing of most alloy steels, carbon steels, stainless steels, and high-temperature alloys. The coating
can withstand temperatures of up to 1700°C during processing and performs exceptionally well in wet cutting environments.
It is ideal for workpieces with a hardness of approximately 45-55 HRC and can also be used effectively in dry cutting conditions.

GA0124

DBEERZERE (PVD) SAGHEERE - BTiISIN W93 - BRRASSNGEE - B - Al - SRSEEEITRERBEN
T DT Pi#vREaE 1400 » ERIVUHINRIZE TRRES » @A THIEREHRC20~45%F » TN {EAERZIILIHIBNRIER -

The brown-gold coating (PVD), also known as the bronze coating, is a high-silicon titanium TiSiN coating. It is suitable for roughing
and semi-finishing of stainless steel, low-carbon alloy steel, and high-temperature alloys. This coating can withstandmachining
temperatures of up to 1600°C and delivers excellent performance in wet cutting, while also being suitable for dry cutting. It is

recommended for workpieces with hardness levels of approximately HRC 20-45.

GA0128

MEEEEERE (PVD) WHGHEER - ETiISIN B - EARASONGER - Bl - ~Eil - SRSEEEBRBN
I - DIdiEEE SE2000E @ ERIVIHIBIRE THRIBES - BAITHEEHRCS5ELILE - MUBAELZIHNERIE -
The brown-gold coating (PVD), also known as a bronze coating, is an ultra-high silicon titanium TiSiN coating. It is suitable for
semi-finishing and finishing of most alloy steels, carbon steels, stainless steels, and high-temperature alloys. This coating can
withstand machining temperatures of up to 2000°C and performs exceptionally well in wet cutting environments. It is ideal for

workpieces with a hardness of HRC 55 or higher and can also be used effectively in dry cutting conditions.



#hEl D R =F B —8 5% Milling Insert Grades List

GA0129

NMEFE2EE (PVD) FETHEERE » ETISIN RENI  BRRASDERSEHN - AEEOFEBRENT > T
PMEREE1300E @ ERIVDHNBIR TRRRE » @RTHIEEHRC25ELLT » INAEATERIVIHINERE -

The brown-gold coating (PVD), also known as the bronze coating, is a standard-silicon titanium TiSiN coating. It is suitable for
semi-finishing and finishing of most low-carbon alloy steels and stainless steels. This coating can withstand machining
temperatures of up to 1300°C and performs well in wet cutting environments. It is ideal for workpieces with a hardness below
HRC 30 and can also be used effectively in dry cutting conditions.GA0129

GA0145

Coating

REBERE ) NBENBERE iN ZEEFREN - EAN TR ERR - A - TERE - & il
REBERE (PVD) @ BENEERE - BAITIN Z5851  BANTEASOHIEHNE - ~#E - L2t - SEvE
VERRENHINERR - FROPBRAERNME » BRTHIEEHRCHIA25ELUT » MUERAER A DHINERE -
The gray-black coating (PVD), also known as the purple-gray coating, is a standard aluminum-titanium AITIN coating. It is
suitable for machining most mild steels, stainless steels, ordinary steels, and cast irons. This coating performs well in wet
cuttingenvironments and is commonly used for end mills. It is ideal for workpieces with a hardness of approximately HRC
25 and canalso be used effectively in dry cutting conditions.

Milling Insert

GA0147

REREZERE (PVD) - HBRXEER + BAITIN B8 - ERNIEASIOHKE - i+ - SERSBSEOVE B
FNVABAFERZOVE - JHTENDEIER - @B THEEHRC25~35E L » MAERELZIVHIBIRSE -
The gray-black coating (PVD), also known as the purple-gray coating, is a high-aluminum titanium AITiN coating suitable for
machining most carbon steels, general steels, cast irons, and high-temperature alloys. It is one of the most widely used coatings
for carbide inserts and performs exceptionally well in wet cutting environments. Recommended for workpieces with a hardness
of approximately HRC 25-35, it can also be used effectively in dry cutting conditions.

GA0148

ERBERE (PVD) -~ WIBKNEER - BAITIN BSieil - BRENTEAS 0N - B4  SERSRSEUHNE - LREE
AEFBEANTHNT LNENSRE - IBRTENDHNERE - @R THEEHRCI0E~S0ELS » MAEAERIIHIERE -

The gray-black coating (PVD), also known as the purple-gray coating, is an ultra-high aluminum titanium AITIiN coating suitable
for rough machining of most carbon steels and high-temperature alloys. It is especially effective for machining large or oversized
workpieces, such as those used in wind power generation. This coating performs well in wet cutting environments and is
recommended for workpieces with a hardness of approximately HRC 30-50. It can also be used effectively in dry cutting

conditions.

GA0157

REZERF (PVD) - BARKGSE - 8 - FENEEEESE (FH)  tREBNEENITHEERENRERR Il
E#IDLCRIEIPCOFEANENNE - WHEBERTEH -

The silver coating (PVD) is suitable for non-ferrous alloys, such as titanium and aluminum. It delivers excellent performance
under long-term continuous machining, approaching the quality of DLC (diamond-like carbon) or PCD (polycrystalline diamond)
tools. This coating is available by custom order only.
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EPEERRER A

@ :Epnr B spEs B setE

P i
EP High Feed Milling Cutter M A
K 5l 3
4 \ FEFS Applicable N JEEER
EP. wmanc s @Bmes s
i Rough machining H e
s BFERMUFET 5 See attached table 1
JIF 80N Insert Shape TIF#RAE & Coating 2 Dimension (mm)
Insert ISO Code | GAQ120| GAO124 GA0128‘GA0129 GAO145 | GAO14T| A B s ‘ d R
. Q EPIVIWOGOSOS—MO‘ 2 a B B 1000 635 | 3.18 ‘ 290 0.80
MO MP EPMTOGOSOB-MP‘ | B ‘ = B B 1000 | 635 | 3.18 | 2.90 = 0.80
. EPMT0B03TN ‘ B 8 8 Aa B 1000 635 ‘ 318 | - | 8.00
EPNWOB03TN-8 ‘ B O o B ‘ﬁ 10.00 6.35‘3.18 - 800
-
ErGit IR P i
LN High Feed Milling Cutter M s
K #=iE
N JEBER
S BHREE
LJ TIHE Insert shape H BME
RS Applicable TIE R4S Z /e Coating FR0 Dimension (mm)
Insert IO Code | GAO120| GAO124| GAD128 | GAD129 | GAO145 | GAO147, A | B | s | d | R
RSB T Semifine machining | LNMU030312-TU ‘ a8 a ‘ || 1160 ‘ 6.00 | 430 ‘2.90 .
L
Efait A P i
LO High Feed Milling Cutter M s
. K B8
( . L& N IEHEm
ILOI V s @EeE
) TIHE Insert shape H BME
JEFR Applicable TIE R4S #EfE Coating R Dimension (mm)_
Insert ISO Code | GAO120 | GAO124 | GAO128| GAO129 | GAO145 | GAO147| A | B | s | d R
|
HFBIT Semi-fine machining Locuososto-cs | B | B ﬁ‘ B B | 119 620 ‘ 4.88 ‘3.44 0.90
= - P g
ENSERREE IR P i
EN High Feed Milling Cutter M AsEs
K &3 -
- . ATTIH &
o FEF Applicable N IFSiEm ;. i im
EN YR T S Bi#S= R~ i
Semi-fine machining H @48
TJFHERL Insert Shape TIF#RAE I Coating JR Dimension (mm)
Insert ISO Code | GAD120| GAO124 | GAO128 | GAD129 | GAD145 | GAO147 | A B s d R
Q Enmutons2D) | B (BN B | B B 1000 | 6.00 | 400 | 3.04 | 1.20
eniuioos2Dy | B B B B 1000 | 6.00 | 400 | 3.04 120
Q enmuososte-Hl | B | B B | BB B 1000 | 6.00 ‘ 420 | 2.80  1.80
ENHU060318-HI ‘ﬁ =2 B ‘ ‘ﬁ 10.00 6.00‘4_20 280  1.80




kDR 3 End Miller Inserts Series

\P : Adaptable processing n: In stock a: customized order

QPWRE &G #E T A e[ e e ]
QPWR High Feed Milling Cutter | J ! ! !
T B nsert shape
# RERMUER1 3 See attach
FEFR Applicable JIRIRAS Z[E Coating F2 i Dimension (mm)
Insert IS0 Code | GAO220 GA0224 GAO228| GAD229|GAO245|GA0247| D | S | d R | r
SYEFEN0T Semifine machining |QPMT0903-6R-FW BE 8 8 | B | | B | 952 | 3.18 | 340 | 580 | 0.40
HABEIIT Semidne machining | QPMT12T3-8RFW B a a2 B | & 1270 | 3.97 | 440 7.72 | 040
4SBT Semi-fne machining | QPMT1504-10R-FW B & 8 B | B |15.87 | 476 | 440 | 966 | 040
IDEERI IR P I I
JD High Feed Milling Cutter M g : ! . |
K &% e | ¥ e ﬁ[
e N SR « I | 5
DI AL T | B
\ J = - o
e TIE#H Insert shape H ﬂ@ H’E'“ =
=
&R Applicable TR 5 Z = Coating [ Dimension (mm)
' Insert ISO Code | GAD120 GAO124 GAO128| GAO129| GAO145|GAOt47| d | s | & F | R
45380 T Semi-fine machining | JDMWO9T320SR-FT E o e | B | | B | 952 | 3.97 | 15° | 1.80 | 2.00
H4EBD0L Semi-fine machining | JDMW120420SRFT B A a8 | B | | = | 1200 | 476 | 15° 250 | 2,00
HEFEI0T Semi-fine machining |JDMW14U52{)SR.FT E n n | E | | n 14.00 | 5.56 | 15° | 2.80 | 2.00
éﬁ
ERREE IR/ P i |
WD High Feed Milling Cutter M | |
. KB ; [ '
_ = PN !
| . L
W & |
|. ]
QY emE insert shape i ﬁfqﬁ
FEFS Applicable JIFTHRAS Z[E Coating = Dimension (mm)
Insert ISO Code | GAO120 GAO124 GAQ128| GAO129| GAO145/GADI47| d | s | o | F | R
AN Semiine machining | WOMWOBTI20ZTR BE O | B | | a2 10.00 | 397 | 15° | 120 | 2.00
MWsTANI T Semifine machining | WDMWO80520ZTR BE O o | B | | = 1300 550  15° 150 | 2.00
4SBT Semifine machining | WDMW10X620ZTR =] | B | | = 16.00 | 6.00 | 15° | 200 | 200
r b
e MTHE ME®BE (HB) IHIEE (V 48 Feed
| EN%‘ ‘h:ui?E?JH‘IHﬁ% Machined Material Material Hardness ),ﬁ;ﬁ',rg & mm/tooth
[ i Carbon steel 180~280 180~310 0.1~0.15
Giikdi  Alloyed steel 180~280 180~310 0.1~0.15
& High alloyed steel 200~300 130~230 0.05~0.15
B Stainless steel 26084 180~310 0.05~0.15
O#E Gray castiron FC25LLF, HB220LL T 180~310 0.1~0.2
FCD45, HB160A F 140~240 0.1~0.2
i R il FCD55, HB210LATF 0.05~0.15
QPWREEfEER I H DI LTI » » : il e ot




L.

sOEEREBH IR

kD EH 3RS End Miller Inserts Series

@ :mmEnT B :spEs B :zute

P i L "
S0 High Feed Milling Cutter M A —
K & t'—' b
N FHEE *—u
s BReE i
JIE R Insert shape H EHE L
# BFRMUFE2 ¢ See attached table 2
FEFR Applicable A RE ZEf@ Coating o<t Dimension (mm)
InsertISO Code | GAQ120| GAO124| GAO128| GAO129 | GAO145 [GAOt4T| L | S o | r | d
MREBN0T Semi-fine machining | SOMT100420ER-GM ‘ B 8 ‘ = ‘ ‘ = 10.30| 458 16° |2.00 | 4.60
M40 T Semifine machining | SOMT140520ER-GM ‘ 2 8 ‘ B ‘ | = 14.14i 556 | 16° | 2.00 ‘ 5.80
IPKTEERE IR [ p =
3PKT High Feed Milling Cutter M R
K &8
N FFEETHE
3PKE s BRSE
JIE#E Insert shape H EHE e (] = =
FEFR Applicable TIE- 188 = [E Coating J2 5 Dimension (mm)
InsertISO Code | GAD120 | GAO124| GAO128| GAO129| GAO145|GAOI47| S | ap | F | r [ d
2N T Semi-fine machining 3PKT060304R-M ‘ o 8 ‘ B ‘ ‘ B | 280 ‘ 470  1.00 ‘ 0.40 ‘ 5.30
Y450 T Semi-fine machining 3PKT100408R-M | o o ‘ B ‘ ‘ B | 400 ‘ 7.00 120 ‘ 0.80 ‘ 6.90
MeyEEN0 T Semi-fine machining 3PKT150508R-M ‘ o 8 ‘ B ‘ ‘ 8 500 ‘11.00 1.80 ‘ 0.80 ‘10.70
S4EED0 L Semi-fine machining 3PKT190608R-M ‘ a a ‘ B ‘ ‘ B | 6.00 ‘15_00 2.00 ‘ 0.80 ‘13.50
BLEERR# DA P & o
BL High Feed Milling Cutter M i i ;-{::3 o
K i | {H
f N FEEE %_,
s B J sl
JIE AN Insert shape H BEHE
TR Zif Coating 't Dimension (mm)

ffEFD Applicable

HEZN0T Semi-fine machining

H5ZEN0 T Semi-fine machining

=ERREE A

SD High Feed Milling Cutter

i =] F&F3 Applicable
FpE@ LT

Semi-fine machining

T 188Y Insert shape

SDGTO9T308

Insert 150 Code

GAD120 | GAO124| GAO128 GA0129! GAO145 | GAO147

D|L |ap|r

BLMPOG03R-M ‘ 2 0B ‘ = ‘ ‘ B | 640 ‘ 9.00 3.73 ‘ 1.00 ‘ 6.00
BLMP0904R-MM | B a | B ‘ ‘ B | 918 | 1190 480 ‘ 1.50 | 8.00
P i

M A

K &

N IFEEE

S BRsE

H BHE

TIEI8K2 ZXE Coating 1 Dimension (mm)
InsertISO Code | GA0120| GAD124 | GAD128 | GAO129| GAO145| GAO147| L S R r d
SDGT09T308 E ﬁ ‘n‘ E ‘n 9.53 | 3.98 0.80 | 4.40
somTi2os12GH | B | BY | BX | BB Y | 1270 556 [15.00 | 1.20 | 4.40
somTis0512GH | B | BN | B | B B | 1588 556 1500 | 1.20 | 550




DB AR5 End Miller Inserts Series

G‘: Adaptable processing ﬁ: In stock E: customized order

ARGTE Bim £t /)

Radius End Miller ARGT Inserts

RT/

E ~

Ll

W =]
T 8El Insert shape _.J_q_ L—-l
See altached lable 2
Z/& Coati S Dimensi
FEFE Applicable TR #RAE DL f=<F Dimension (mm)
Insert IS0 Code | GAO120 GAQ124 GAD128 | GAO129 | GAO145|GAOT47| D S  d | E | W |
250 L Finish machining | RTHO70204-NC | B 8 o | = BY | 430|238 220 1.50 | 1.30 | 8.05

EEE%DHI | [ [ ]
%Jﬂ‘ﬁﬁ (ERmT § | ! — —
LNquI, for Shoulder Cutter and Long ElIg,ELII_ | ;
» . —
P D 1 ?
s | . o —
\Q{ '
\. Y 2
< e _
TR 83 Insert shape o
=
2
EE Coatin v | i =
FEFE Applicable TR #R48 9 [= < Dimension (mm) =
Insert IS0 Code | GAO120 GAO124 GAD128 | GAO129 |GAO145|GAO147| L | s | w [ r | D
NEEEIDT Semifine machining | LNGU110408-PR | BE O O B | | B 1216 | 483 | 1.00 | 0.80 | 6.60
| | | | |
24EEE T Semi-fine machining | LNGU15T608-PR | E o ﬁl B | ) (1701 | 696 | 1.80 | 0.80 | 10.00

EEE%DI]I 1
DEAIm#K(E5T" )| r ® [ e ] . N
BD Inserts for Shoulder Cutter and Long Edge ELII_ M | |
K i
N
10°
BD s
Y TF#E# Insert shape H #HME
FEFA Applicable TIE R4S Z[Z Coating ‘ 2T Dimension (mm)
Insert ISO Code | GAD120 | GAO124 | GAO128 |GAO129 |GAO145 GAO147| L D | S | r | d
AEEFNNT Semifine machining | BDMT11T308ERT | B | = | | a8 B 1| |11.00 6.70 | 3.80 | 0.80 | 2.80
| | | | | |
e EE&AINT
DEAIR#L/ Eaxr™ )| P r
JD Inserts for Shoulder Cutter and Long Edge Cutter M : ' f._._.ﬁ.,;
: K i D | ¢
: b =
D : ]
. Y DFmE Insert shape H
ZfE Coai imensi
FEFR Applicable T894 oating = Dimension (mm}
Insert ISO Code | GA120 GAO124 GAO128|GAO129 | GAO145 GAOM47| L | D | s | r | d
SN0 T Semifine machining JOMTO70204R E ﬁ ﬁ B | B | 640 | 430 | 2.45 | 0.40 | 2.15
| | | |
24NN T Semifine machining | JDMT070208R E ﬁ n E B | 640 430 | 2.45 | 0.80 | 2.15
| | |




HA #E D /=3 End Miller Inserts Series

@ :Epnr B spss B setE

BEARHED (munr )

WN Inserts for Shoulder Cutter and Long Edge Cutter

WN s mmet
V' rmm insert shape H T@HE |
# FERIBZR2 ¢ See altached table 2

F&FH Applicable palay.ti Z[E Coating J 3 Dimension (mm)
Insert ISO Code | GAO120 | GAO124 | GAO128 | GRO129 [GAO145 /GAO147| L | s | D | F r

BB Fishmachining | WhMuodosenk | B | RN R B B 675 318 | 318 | 060 | 040
&SN T Finish machining | WNMUDBO4OBEN-PM | = | 1 | | =2 | B | 1" | 10.14 | 4.36 | 420 | - | 0.0
¥ED0T Finish machining | WNMUOBOBOBENR | B | a2 | | B | 1 | 1402 | 665 | 620 | 1.30  0.80
¥8ZEN0T Finish machining | VWNMUOBOGOBEN-GH | B | = | = | B | = 1402 665 | 620 | 130 0.80
FEZBD0T Finish machining | WNEU0B0G08N-GH | B | 2 | | | B | | |14.02 | 665 | 620 | 1.30 | 0.80
¥BZN0 L Finish machining | WNEuosososN-GL | B | 2 | 2 | B | 2 1402 6.65 | 620 | 1.30 | 0.80
ALl EEEAMT ] T T T
LPE AR (BEnT") P | ! | | | I |
LP Inserts for Shoulder Cutter and Long Edge Cutter M B | | I I | | | -
K & (T3
' N FREE | T T axly L
LP s@mes || e [ o | | [ [ ]| ¥ .
¥ P nsert shape H B
FEFS Applicable VAR LI #2f& Coating ‘ f25 Dimension (mm)
Insert SO Code | GAD120 | GAD124 GAO128| GAD120 GAO145/GA0147| L | D | 8§ | R | d
#8EN0L Finish machining LPGT010210 | B | 2 a | B | [~ | | 620 | 4.19 | 219 | 1.00 | 2.10
& EESEMNT) | =
JOEAIREE Jren: ) | P iE
J0 Inserts for Shoulder Cutter ond Long Edge Cutter | sghon
K =
[ N RS
JO s BReR
Y om0 shape H BHE
FEFE Applicable TR #tE /& Coating f2 < Dimension (mm)
Insert IS0 Code | GAO120 GAD124 | GAO128 GAO120|GAO145 GAO147| d | S | o  F R
ABTIT Semifine machining | JOMW080320 B fa | a B | B | 800 | 318 | 13 | 140 | 200
E@E&BmIT) | = [ [ [ [
CNESin#t ] (Zum: ) | P i | | | |
CN Inserts for Shoulder Cutter ond Long Edge Cutter | M Z;fﬁﬂﬂ | | | I
= | K B '
o 'S, N SR
CN ' s BReR
W VW kmE insert shape H @BHE
FEFR Applicable T iRAE ‘ /& Coating F2TF Dimension (mm)
Insert ISO Code | GAD120 | GAO124| GAO128| GAO129 | GAO145 GAO147| L | D | S  r d
HIEFDIL Semi-fine machining | CNGU050208 B O | 1~ Bl =) | B8 | 500 | 5.00 | 260 080 230
HAEBML Semifne machinng | CNGUOS0210 BE O | a2 B | 2 | 5.00 | 500 260 100 230




DB AR5 End Miller Inserts Series

@ : Adaptable processing TR : In stock [ : customized order

IEE%%DI]I
APE B i §% 70 (REnT P i@ d R
AP Inserts for Sll ||r|r| Cutter and Long rfJ_Jr'[uI]r M s \\_ i —-| h |«—
E : =
| o ISCREEN
[ . FEFd Applicable N 3E . . . . n'. I‘,,Jj
AP | AT s BRaE _ ; | : | | g
& ~ Semi-fine machining H B ' ' ' B
3 RFRMIZR? 2 See atlached table 2
JIE 85 Insert Shape TR IRAE Zi& Coating A Dimension (mm)
Insert ISO Code | GAD120 GAO124 GA0128|GAO129|GA0145(GA047| L D S | 6 | R | d
- APMT1604-MS 16.50 9.50 4.76| 11° | 0.80 | 4.50
V | APMTI135MS | BE O | = | B 0630 3.50| 11° |0.80|2.70
Q APMT1804-HS 16.50 9.50 4.76| 11° | 0.80 | 4.50
| APMT1135HS | B O | = | | L) 11.00/6.30 | 3.50| 11° |0.80 | 2.70
Q |APMT1BG4DER-R2 | =T - . | | B | | B 1714 9.46 4.95i 11° |2.oo|4_4o
Q:- |APMT1135DER-R1.6| BE o o | =i | | B (1134620 3.45I i |1.60I2.80
% |APMT1604DER-GZ3 | BE o | B | | B 1730 930 47| 11° 080 450 -
/1]
’ |APMT160408—T2 | =1 - . | | B | B 1650 9.50 4.76| 11° |0.80|4.50 fn
| | £
. IAPMTHTSG&S\I | BE o e | B | | B | 11.00 6.80 3.59| 11° |0.BO|2.80 =
~ IAPHT1604»AL | BE 8 | B | | B | 1650 9.50 4.?6i 12 |0.30|4.40
EEE%DI]I
ERAixR#t/) (E8nt P i |
u)(lls. ts for Shoulder Cutter and Long Edge Cutter M | .
N JEHER o A
- ?" TIFHEAY Insert shape H @#E8
FEFH Applicable JIF 5 Zf& Coating F2<F Dimension (mm)
Insert ISO Code | GAQ120 GAO124 GAO128| GAO129 | GAO145 |GAOM47T| L | D | S | 6 | r | d
JAEEEI0 T Semi-fine machining | AXHT060204R | BE O O | = | | 2 6_70|4_15i2.60| it |0_40I1.90
4BZFN0 T Semifine machining | AXHT080208R | E O O | B | = 5_?o|4_15|2.50| 112 |0.30|1.90
F h
B &l5EH Technical Information B NIT1EHF Machining Condition Guide
1@&”%&(%&)@31{1&&%@{% MITHE EDEIESE Ve SEHRS Feed
Relationship between cutting speed (RPM) Machined Material CL“(‘L’_"?mS”E)EEd (mm"o Eé’th)
Sndiworking fableispecd. i i Carbon steel 120 ~ 250 0.06 ~0.12
& (RPM) x EF2I (Tooth) x 0.3~0.5 N
= TYFAE4EER (mm/min) S Alloyed steel 110 ~ 160 ‘ 0.06 ~ 0.10
RPM x Number of tooth x 0.3~0.5 A3 Stainless steel 110 ~ 160 0.06 ~ 0.10
= Work table feed speed (mm/min) PH R§E# PH Stainless steel 95~ 150 ‘ 0.06 ~0.10
2.0 T5EE Ve (m/min) » JJENE D (mm) & 5 Castiron 115 ~ 220 0.06~0.13
o Ve x 100 I o iBS3E Aluminum alloy 300 ~ 1000 ‘ 0.04 ~ 0.20
Dxmn Spindle speed i Hardened steel 30 ~ 60 0.04 ~0.10



HA #E D /=3 End Miller Inserts Series

@ :mEnT B :zpms B susE

oy EESENI) |
XOBE ARk /) (Eant )| P @
X0 Inserts for Shoulder Cutter and Long Edge Cutter M TiEiE
N JF#ER
XO! s @wes
L 5 TIFHE4Y Insert shape H e _ _
# BRRMIFES - See attached table 3
Z® Coai e
[ Applicable T #iE i Coating 23 Dimension (mm)
Insert IS0 Code | GAO120 | GA124 | GAD128 GAO129 | GAO145/GAO147| L | D | S | 8 | R | d
ApEaET0 T Semi-fine machining xomTo60204 | B B B | B B |6.40(4.00 240 | 15° | 0.40|1.90
[ | | | | | | | | |
N0 Semi-fine machining xomTo60208 | B B B | B B |6.40(4.00 (240 15° |0.80(1.90
I I | I I I I I I I
g EESANI) |
XOEAIm# /) (ZEnz"") | ¢ = "
X0 Inserts for Shoulder Cutter and Long Edge Cutter M Bl
. K & L
i o
. : N FEEER 1
XO s B#EE
\ > TIFHEAY Insert shape H fF#E
& Coati i i
[ Applicable JIRFHE i, 23 Dimension (mm)
Insert IS0 Code | GAO120 | GAO124 | GAD128 GAO129 |GAO145 |GAO147| L | D | s | & | r | d
#8007 Rough machining xomxio408RMECS | B | B BN B B (1160820 |5.07| 15° | 0.80 | 3.85
i | | | | | | | |
800 Rough machining xomxizo420RMECS| B BN B B B |11.60/8.20 | 5.07 | 15° | 2.00|3.85
| | | | | | | | | |
F h
B &ZMTEX Technical Information B JIIT1&H Machining Condition Guide
1. EDHIR 3 (F8R) B T VEEASHERAMR NIAtE EDBIREE Ve JEAD Feed
: ) . : ) Cutting Speed mm/&s
Relationship between cutting speed (RPM) Machined Material (mimin) (mmitooth)
and working table speed. : .
i - o
Carbon steel 120 ~ 250 0.06 ~0.12
LR = g
LSS (RFTIVI) x €l (Tooth) x 0.3~0.5 Auogeﬁd%ea b e 0BG
= T{EAERGIREE (mm/min) Y
RPM x Number of tooth x 0.3~0.5 . 110 ~ 160 0.06 ~ 0.10
) Stainless steel
= Work table feed speed (mm/min) PH 75850 STy LTt
PH Stainless steel ' '
203 E Ve (m/min) » JENE D (mm) = m
e 115 ~ 220 0.06 ~0.13
_ Ve x 100 e
RPM = D x Aluminum alloy 300 ~ 1000 Chat
RPM = X##;& Spindle speed bR 30 ~ 60 0.04 ~0.10

Hardened steel



DB RS End Miller Inserts Series

@ : Adaptable processing TG : In stock B : customized order

SD/SPim#% /] A P [ o [ o] .
SD/SP Inserts for End Milling M iR N
K i
'] FEA N Sl
SDI[(SPI == < s
1 ¥800T —
A > Rough machining H [##E
# BFRNUTRS ¢ See alfached table 4
ZF Coati imensi
JIF 88 Insert Shape TR #A f& Coating [2 3 Dimension (mm)
Insert ISO Code | GA220 GAD224 GA0228 | GAO229 | GAO245 | GA047| L | W | S | R | & | d
SD @ SDMT090308-SP | E O & B | B 9.52| - [320 o.4o| 15° | 4.50
| | | | | | |
sp e | SPMT120408-TP | BE O o | B | | a 12.07l - 4_?6|0.BO| 11° | 5.60
| |
SPMT120408R-D51 4.76 | 0.80
o 0 | SPMT120606R-D51 | BE @ | B | | a T T L i
AD/APimER /) A P i ‘
AD/AP Inserts for End Milling M ;Fsﬁﬁ
Y , mE N FHEE
ADJ AR S | c Eeee
% A ' Rough machining H f@#E8
ZF Coati imensi
JIE 83 Insert Shape TR #AS f& Coating [2 3 Dimension (mm)
Insert ISO Code | GA120 GAD124 GAO128 | GAO129 | GAO145 GAOM47| L | W | S | R | 6 | d
AD@ | ADMT150308-SAP | BE O o B 1" | 15.00i9.52 3.20|0.80| 15° |4.50
| | | | | | | |
AP @ _ APMT150422R—SAP| =T W - | | B | | | 15.84;12.?0|4_?6|1.20 die |5.60
| |
ALl A - [
ZPiEEE DA P [ o [ o [ |
IP Inserts for End Milling ] =5 o -
| | N 3F§%$E L I.-. )l :'I.IJ: 3
7P s Bas _ N
L W TIEBE Insert shape H B8
Z[Z Coatin < Di i
HEFA Applicable TIE$848 ing 2 Dimension (mm}
Insert ISO Code | GA320 GAO324 GA0328|GA0320 | GAO345 GAO47| L | W | s | R | 8 | d
80T Rough machining ZPHT160408R BE O o B | 16.1?_9_36|4.?6i0.80 11° | 4.55
| | | | | | | |
) ; DT
ERCTRERE Eﬁtﬂmfﬁ% t};g:tﬁjf}ﬂme MIEEV: a/a. =1  Speed mimin (JEd) | 45 fs
ke T NI Feed
koo = @,/ Lc Machined Material 240 @50 @63 @80 | @100 | mmitooth
Kae = @, / Dc
‘ ap/L. | Kap [8e/Dc] Kee B 8 Carbonsteel | 70~150 | 70~150 | 70~150 | 70~150 | 70~150 | 0.015~0.2
2 4] TR TR &4 Alloyed steel | 60-100 | 60~120 | 60~120 | 60~120 | 60~120 | 0.10~0.15
- b 2 | 10| 15 | 14 58 Stainless steel | 60~100 | 60~120 | 60~120 | 60~120 | 60~120 | 0.06~0.1
p= L 2|
depth of cut J’%Llc e L # 4 Castiron 60~150 | 60~150 | 60~150 | 60~120 | 60~120 | 0.15~0.25
° 1xDe | 0.7 1120 1.3
aed= F?E = P T 85 Aluminum alloy | 200~500 | 200~500 | 200~500 | 200~500  200~500 | 0.06~0.12
width of cut - .

Milling Insert



HA #E DB 3R=3 End Miller Inserts Series

@ @EnT B eEEs B suts

RDE Dim#t /)~ P B
RD Contour Milling Cutter Inserts M ;me _||
{ FEFS Applicable N FEEE .
SREBNT s BRes o] sl
Semi-fine machining H B
4 B#RMUTRS ¢ See attached table 5
TS 1ERY Insert shape JIRFRAE Insert 1SO Code M GOl ST DA sOn M),
GA0120 | GAO124 | GAD128 | GAD129 | GAO145 [ GAD147 | D d S )
RDMWO0501-MO B O a B B | 500 | 220 | 150 15°
RDMW0702-MO BE & a B B | 700 | 272 | 238 15°
RDMW0802-MO BE o a B B | s00 | 340 | 238 15°
RDMW1003-MO B o a B B | 1000 | 460 | 318 15¢
e RDMW10T3-MO E o o B B | 1000 | 455 | 397 15°
RDMW1204-MO E o B B | 1200 | 440 | 476 15°
RDGW1604-MO BE O o B B | 600 | 550 | 478 15¢
RDMW1604-MO E o o B B | 1600 | 550 | 476 15°
RDMT0802-MS BE o o B B | 800 | 340 | 238 15°
RDMT10T3-MS B 8 a B B | 1000 | 455 | 397 15°
e RDMT1204-MS B & a B B | 1200 | 440 | 476 16°
RDGT1604-MS BE a o B B | 1600 | 550 | 476 15°
RDMT1604-MS BE O o B B | 1600 | 550 | 476 15°
RDMTO0802MOE-TN E o o B B | 800 | 340 | 258 15°
s RDMT10T3MOE-TN B O O B B | 1000 | 440 | 3.97 15°
@ RDMT1204MOE-TN B O a B B | 1200 | 440 | 476 15°
RDMT1604MOE-TN B & a B B | 1600 | 550 | 476 15°
RDGT10T3MOTN-CN BE O O B B | 1000 | 440 | 3.97 15°
RDGT1204MOTN-CN BE & o B B | 1200 | 440 | 476 15°
RDGT1604MOTN-CN BE O o B B | 1600 | 550 | 476 15°
RCE Jim#t ) 7 P i
RC Contour Milling Cutter Inserts M AR
P e N HEE
iRC I s BRsS
' TIF-HBE Insert shape H B8
RE e Ins?ﬂizﬁ(ﬁde GA0120 | GAO124 eiiczmg GA0145 [GAOT47| D va? lmensnog(mm) )
*ETEN0T Semifine machining rectoszms | B B B | B B | 600 | 280 | 238 7°
H4EEAN0T Semi-fine machining revTaams | B B (B | B B | 1400 | 350 | 4.00 &




kDR 3 End Miller Inserts Series

(@) : Adaptable processing ﬁ: In stock [ : customized order

RPE Dim#t /)~ P i
RP Contour Milling Cutter Inserts M RslsB __”
PR K &% i.
| FEFR Applicable N FFEEE
RP YRTIT S BRSH sl
Semi-fine machining H E#HE
i RERMIZRS ¢ See atlached table 5
. Zf& Coating f=< Dimension (mm)
2O e e il sl T GAO124|GAO128 | GAD129| GAOt45 (GAO14T| D | d | s | 6d
RPMWOST2MOE-P | B & ‘ 1 | ‘ =] ‘ ‘ B ‘ 8.00 ‘ 3.40 ‘ 278 ‘ 11°
RPMW/1003MOE-P | B @ ‘ =2 ‘ B ‘ | 2 | 10.00 ‘ 460 ‘ 318 | Ar°
e RPMWIOT3MOE-P | B & | a2 | B ‘ | 1§ | 1000 | 460 ‘ 397 | v
RPMW1003-MO ‘ B O ‘ [ | ‘ B ‘ ‘ =B ‘10.00 ‘ 460 | 318 | 1°
RPMW1204-MO ‘ BE O | 1" | ‘ B | ‘ 2 ‘12.00 | 4.40 ‘ 476 ‘ e .
| | : | | | | 5
9 RPMT1204-MS ‘ B o ‘ =2 ‘ B ‘ ‘ a ‘ 12.00 ‘ 4.40 ‘ 4.76 ‘ 11° =
T T T T T T T T T £
. RPGT1204-MT B 0 | 1] =N | a | 12.00 ‘ 440 | 476 | 11° =
s RPMT1204-MT | =T | ‘ = ‘ =] | ‘ 1 | ‘ 12.00 | 4.40 ‘ 476 | 11°
RPGW1003MOE-CN ‘ B o ‘ i ‘ B ‘ ‘ [ ‘ 10,00‘ 4.40 ‘ 318 ‘ 17°
ﬁ RPMT10T3MOE-BJS ‘ B A ‘ a8 ‘ = ‘ ‘ [ | ‘ 10.00] 4.40 ‘ 3.97 ‘ 11°
ROBJEERE R | p =
RD Contour Aluminum Milling Cutter Inserts M e
- K #&
9 N EEEE
iRDI s Bk
\ TIFHE Insert shape H BHE
A Applicable RIS ZfF Coating F2 < Dimension (mm)

Insert ISO Code | GAD120 GA0124|GA0128|GA0129 GA0145|GA014? D | d | s | ed
$47EN0 T finish machining RDHT0702-AL ‘ E B ‘ B ‘ B ‘ 1= | ‘ 7.00 ‘ 2.80 ‘ 2.38 ‘ 15°
FEZED0T finish machining RDHTOS02-AL | B o | =2 | B ‘ | =2 ‘ 8.00 ‘ 3.40 ‘ 238 | 15°
¥STED0 T finish machining RDHT1003AL | B & ‘ = ‘ B ‘ | = ‘ 10.00 i 455 ‘ 3.18 | 15°
$5Z 00T finish machining RDHT10T3-AL ‘ B 2 ‘ a ‘ B ‘ ‘ 0 ‘ 10.00 ‘ 4.40 ‘ 3.97 ‘ 15°
AL finish machining romT2o4al | B @ @ B - ‘ 12.00 ‘ 440 | 476 | 15°
¥EZRN0T finish machining RDHT1604-AL | B & | =2 ‘ B ‘ | 1 | | 16.00 | 5.50 ‘ 4.76 ‘ 15°




H #£0 /3R 3 End Miller Inserts Series

@ :mmnT B xnEs B :pssE

RPE ) EEl im0/

P
RP Contour Aluminum Milling Cutter Inserts M
K &5&
N FEER | [ E——
RP s Bmas || o | o | ] 5
TIF 8R! Insert shape H B+E . |
# BFRMUFES # See atfached table 5
FEFR Applicable TP #AE Zf& Coating 23T Dimension (mm)
Insert ISO Code | GAQ120 | GAO124 | GAO128 |GAO129 |GAO145 [GAO147| D | d | s | 8
$EZED0T Finish machining reHT1003-AL | B & B | B B | 1000 | 440 | 3.18 11°
| | | | | | | | | |
52200 Finish machining rRrHTIOT3 AL | B B B B B | 1000 | 440 | 3.97 g4z
| ] ] ] ] ] | ] ] ]
RCEITERiR#K DR [ p
RC Contour Aluminum Milling Cutter Inserts M
K $
N BT
RC s BRas || o | o | ] ;
TIFHEE Insert shape H B#8
[ R Applicable T R4S Z = Coating f=1 Dimension (mm)
Insert ISO Code | GAQ120 | GAO124 | GAO128 |GAO129 |GAO145 [GAO147| D | d | s | 8
¥EZN0T Finish machining rReHTio3AL | B B & | B Y | 1000 | 440 | 3.18 7
| | | | | | | | | |
#5710 Finish machining rRehmioT3AL | B B & | B B | 1000 | 440 | 397 2
A X
M XlT&EH Technical Information B NIT1EH Machining Condition Guide
¥8#% Semi-Finish $EfE Finish
NI+HE
Machined DTSR # DT k== E OB
Material Speed Feed Speedl Feed
Ve m/min f mm/tooth Ve m/min f mm/tooth
T -
iz - - i e
LD, - i 180~260  0.15~0.25 | 200~300 | 0.10~0.15

- Do/ DW=D2+2x%/r:-(r-ap ) S
Alloyad steel | 100~160 | 0.10~0.20 | 100~200 | 0.08~0.10

Dw : T{FHFIITRELE AR
Working diameter Stainless steel 120~180 | 0.10~0.15 | 150~220 | 0.08~0.10
D2 : BETIH A6 - 180~260 | 0.12~0.25 | 200~350 | 0.08~0.15
Diameter of cutting inserts AR
center to center e

Aluminum alloy 400~750  0.05~0.10 | 700~1000 | 0.04~0.08
rs 4T Insert radius
pa) =y iu —

ap: I0TH0Z Axial depth of cut Hardened steel . - 50~100 | 0.03~0.08




DB RS End Miller Inserts Series

P

@ : Adaptable processing TER': In stock | : customized order

2 EEEBAINT =
PN:FEﬁﬂ[EmuI ) P i -5
PN Inserts for Shoulder Cutter and Long Edge Cutter M EE S|
SB[ o e e S ) =
[ , M N JEEER ||
PN e s @mes || . =
L | xAnNT s | ,
“_ ' Roughmachining H @8 | | | e
TIH#8E Insert Shape T8 _ Zf& Coating =T Dimension (mm)
Insert ISO Code GAO120 GAD124 GAD128|GAO129 | GAO145|GAM4T| D S  F | 6 | R | d
PNMUOS05GNEN-MJ =T | ‘ B ‘ ‘ B |8.90 6.00 1.40‘ 0° ‘0.80;12.20
. PNMUT20SANER-GH | B a o | B | | || - |70 - | 0" |3.00/17.00
PNMU1205ANER~GHXT4.95| E o 8 | = | | B | - 600 - | 07 3.00 17.00
B
=
2
ks FEEAEINT =
SquEﬁﬂ[E#muI P i =
SN Inserts for Shoulder Cutter and Long Edge Cutter M iR o Ii
. | | o
- - 1 1 d
;S N; ¥anmT S BEE || | ® | : | R Ls-
%ﬁ. 0" Roughmachining H B8
JIE#88Y  Insert Shape AR Z/& Coating [ Dimension (mm)
Insert ISO Code GA0120 | GAO124 GAO128|GAO129[GAOM45/GAOI47| L D S | F | R | d
SNMU1206ANEN-GM ‘ B 8 9 ‘ =) ‘ ‘ B |12.70 5.70 6.40‘2.20‘0.80.5.90
SNMU1305ANR-MT ‘ E o ‘ B ‘ ‘ B 13.00 6.00 6.50‘3.00‘0.80‘ -
: él\ b1 .
WNIR & #5 #1 I 7 P i
WN Inserts for Shoulder Cutter and Long Edge Cutter M EE
— LS . .
’ N JEHER || |
WN] s @es -
Iﬁﬁ_ 0 DR Insert shape H f#+E
HEFR Applicable AR Zf& Coating 25 Dimension (mm)
Insert1SO Code | GAO120 | GAO124 | GAO128|GAO129 [GAO145(GAO14T| D | S | W | R | d
S4BT Semiine machining | WNMUOTOB20ZER-PM | BE oo | B | | =2 1060 | 6.35 | 1.94 | 2.00 | 460
M T Semfne machining | WNMUOSO720ZER-PM | E g g | B | | = 14.00 | 766 | 194 | 200 | 550




H #% 70 B 325 End Miller Inserts Series

@ mEnT B spsn B sate

RBEEEH7] P if ' '
Radius Precision Inserts for End Miller M RS
(Outer radius and Inner radius) K f“ﬂ :[d
R N FEEE
FN Applicable S HBisE
WPOV- ) o H BME | | s
# FERMIFES ¢ See attached table 6
JIFA8ES  insert Shape T 3848 Insert ISO Code Z[E Coating 29 Dimension (mm)
GA0120| GAO124| GAD128 | GAO129 [GAOt45 (GAOt47| D | s [ d | L | r
WPOV12-FNO8R | | 12:04e2:5 50 | 140 | 08
| | | | | |
WPOV12-FN10R I i I 12.0 I 25 I 5.0 i 14.0 I 1.0
WPOV12-FN20R I I I 12.0 I 2.5 5.0 I 14.0 | 2.0
| |
I WPOV12-FN30R I I I I 12.0 I 2.5 I 50 I 14.0 I 3.0
| WPOVIG-FN1OR | | , | 160 | 30 | 50 | 160 | 1.0
| |
WPOV16-FN20R E I 16.0 I 3.0 I 5.0 I 16.0 I 2.0
WPOV16-FN30R EL EARABES R 16.0 | 3.0 50 | 160 | 3.0
tEes | | | | |
WPOV16-FN40R Al are customized order 16.0 | 3.0 5.0 | 16.0 | 4.0
| | | | |
WPOV20-FN10R I 20.0 I 3.0 | 5.0 | 18.0 I 1.0
| WPOV20-FN20R | | | | | | 200 | 30 | 50 | 180 | 20
|
WPOV20-FN30R | | | | | 200 | 30 | 50 | 180 | 3.0
WPOV20-FN40R . | | . | 200 30 | 50 | 180 | 40
| WPOV20-FN50R | | I | | 20.0 | 3.0 | 50 | 18.0 | 50
R E*s#t /) p@®  |[ [el[elel T ] o
Radius Pr»:icision Iniscns for EHEI Miller M REEsE
Outer radius and Inner radius e
(Oute ) K &3 © id
i N JEEEE 5
Applicable s BRsE
weov- B S | e .
ZEfZ Coatin o Di i
JIFEEL Insert Shape JJFH8AE Insert 1SO Code ? fRT Dimension (mm)
GA120| GAO124| GAO128| GRO129 | GAO145 [GA0147 | D | s | o | L r
WPOV12-FS08R | | | | | |12.0| 25 I 5.0 I 140 | 0.8
| | |
WPOV12-FS10R E | 12.0 25 5.0 140 1.0
LU FiBtEE R ' ' ' ' '
BELE
WPOV12-FS20R PR e e I12.0 | 25 i 5.0 | 140 | 2.0
WPOV12-FS30R ' ' ! 120 | 25 | 50 | 140 3.0




DB AR5 End Miller Inserts Series

{_?' : Adaptable processing n: In stock E: customized order

R B¥sd#k /)

P i
Radius Precision Inserts for End Miller M FiEiE
(Outer radius and Inner radius) e
K #5s It
FN Ba N SFEEE —
i e S BHiS:
WPIV- L R H #HE |
# 5ERMITR6 # See attached table 6
ZE[E Coatin < Di [
JI 8B Insert Shape TIF #54& Insert 1SO Code i ‘ R Dimension (mm)
GA0120| GAD124| GAO128| GAO129| GAO145 GAOT4T| D S d | L | r
WPIV12-FNOSR 120 | 25 | 50 (140 | 0.8
WPIV12-FN10R 12.0 | 2.5 50 | 140 | 1.0
WPIV12-FN20R 120 | 2.5 50 | 140 | 2.0
WPIV12-FN30R 120 | 25 | 5.0 | 140 | 3.0
WPIV16-FN10R 16.0 | 3.0 | 50 | 160 | 1.0
| | | | | | 'S
WPIV16-FN20R E 16.0 | 3.0 | 50 | 16.0 | 2.0 =
| | | | o)
WPIV16-FN30R LA EARISES 3 16.0 3.0 50 | 16.0 | 3.0 E
WPIV16-FN40R All are customized order 16.0 3.0 5.0 16.0 4.0
| | | | |
WPIV20-FN10R 200 | 3.0 50 | 18.0 | 1.0
WPIV20-FN20R 200 | 30 | 50 | 180 | 20
WPIV20-FN30R 200 | 30 | 50 | 180 | 3.0
WPIV20-FN40R 200 3.0 50 | 18.0 | 4.0
WPIV20-FN50R _ _ |200 | 30 | 50 | 180 | 50
{
J ‘ E,,/-_“ %J Z ‘
f 1 )
F | h

B L&A Machining Condition Guide

_ ; FHEE Semi-Finish &%t Finish
MTHE I oo AN | SIS _q__.r_ b e

Machined Material | DO &SR | ¥ 8 DO &ESR | ¥ &
| V¢ Speed Fz Feed Vc Speed | Fz Feed

fz#fl Carbon steel 170~230 0.1~0.3 170~230 0.10~0.15

I8 Alloyed seel 110~200 I 0.1~0.3 170~250 | 0.10~0.15

|

i Stainless steel 110~200 0.1~0.3 180~235 0.08~0.12
| | |

i 33 Castiron 150~270 i 0.1~0.3 265~275 : 0.08~0.12
| |

f8/# Hardened steel : = 45~90 0.03~0.06



HA #E DB 3=3 End Miller Inserts Series

@ E@EnT B xEEn B satE

WGRERBY £t T) P
Inserts WGR Type Ball Nose End Mills M
K :1'1 L
%a?cable s T
WGR- B | 222 | s mmes o | sl
= Y Semi-fine machining H B8

3 FFRMIZRT ¢ See attached tabla 7

ol e s GA012[]|GAUIZ4|G%OiBTZ?:$gZQ|GA0145|GA014T| D Rﬂ“zimensiond{mm) i
WGR04-F | =2 | | 2 | | =2 | | 80 20 3.0 9.5

WGRO5-F | 1= | | | 1 | | | 1 | | | 10.0 | 25 4.0 11.5

WGRO6-F | [~ | | | [ | | | = | | 120 25 5.0 12.0

WGR08-F | =2 | | 1 | | | =2 | | 160 30 5.0 14.0

:__@ WGR10-F | [~ | | | [ | | | 1 | | | 200 | 30 5.0 16.0
WGR12.5-F | =2 | | 1 | | | a | | 250 | 40 | 60 21.5

WGR15-F | 1" | | | 1" | | | 1| | | 300 50 8.0 25.0

WGR16-F | =2 | = | | =B | | 320 | 60 | 80 26.0

WGRIERBY§7 7] P |
Inserts WGR Type Ball Nose End Mills M
K d L
,;EﬁP bl - | [ [ | | | | |
pplicable tpa s
WGR- FS qgEann T 2 ﬂiﬁ':- 1 [ [ | | | L > 'J =B
< Y Semi-fine machining H #ME
JIFTH8EL Insert Shape TIF 54 Insert 1SO Code SRy T Dimension (mm)
GAD120] GAO124| GAO128| GAO129 | GAD145 | GAO147| D s d i
WGR04-FS | = | | = | | 1 | | | 80 20 30 95
|
WGR05-FS | 1= | 1 | | [ | 100 | 25 4.0 11.5
| | | | |
WGRO06-FS | [ | | | [ ] | ™ | | | 120 25 5.0 12.0
|
@ WGRO8-FS | = | =2 | | a | 160 | 30 | 50 | 14.0
| | |
e WGR10-FS B8 RN B-8 200 | 30 | 50 | 160
| |
WGR12.5-FS | [~} | | 1| | | | 250 40 | 6.0 215
| |
WGR15-FS | B | | 1" | | | 1| | 300 5.0 8.0 25.0
|
WGR16-FS | = | | =a | | [ | | 320 | 60 | 80 26.0
|




DB RS End Miller Inserts Series

B #4588 Technical Information

Dw= 2x A/ rz-(r-ap)?

HEREYS(Feed) f; mm/tooth FEIFUIBEE (hm) mm

Dw : TR IITRER

Working diameter

Am

fy = r: A Insert radius ‘é
1= (r - app A1 (r - apy ap : DITHI#E Axial depth of cut —;
r & r f; : TEEEHS Feed per tooth é
hen = A= (- ap)? Afr-(r-app e : HEOENETZ Radial depth of cut
r X r hm: SELDUDBEEE Average clip thickness

B N0 TEH Machining Condition Guide

1Bk (Semi-Finish) ¥Fi% (Finish)

JIT#E Machined Material ML - T S

V¢ Speed Fz Feed Ve Speed Fz Feed
i%3# Carbon steel 150~250 0.1~0.3 180~300 0.10~0.15
&3kl Alloyed steel 110~200 0.1~0.3 140~240 0.10~0.15
i Stainless steel 110~200 0.1~0.3 120~200 0.08~0.12
#5 Bl Castiron 90~140 0.1~0.3 100~160 0.08~0.12
i#{#) Hardened steel = 2 50~100 0.03~0.06



EA #& 7D B %5 End Miller Inserts Series

SNFXEIEt A

Inserts For Side Milling Cutter

SNFX .

TIFr#8#E Insert shape

@ :mmnT B xnms B msiE

P i
M
K g )
) 2
N EBEE N
B
s @hes Lo sl
H BME
# B EMTT=E 5 See altached table 8

E Coating

= Dimension (mm)

HEFS Applicable JIE #5348 Insert 1SO Code
GA0220| GAD224 | GAD228 | GA229 | GAD245 | GAO24T %20 -
FHEEI0 T Semi-fine machining SNFX-1203 BE @& B 12.7 5.0 3.20
| | | | | | |
SABRN0T Semifine machining SNFX-1204 B a | 127 5.0 4.00
S 4EEI0 T Semi-fine machining SNFX-12045 B o a | 127 5.0 4.50
| | | | | | |
HEBNN T Semi-fine machining SNFX-1205 B a 0| 127 5.0 5.40
{ { | | | { |
*4E22N) T Semiine machining SNFX-1207 BE o =2 12.7 50 7.00
45ZN0T Semi-fine machining SNFX-1102 B & =2 1.0 37 2.30
| | | | | |
44 a5 )T Semi-fine machining SNFX-1103 B o [ ] 1.0 37 3.20
A h
B L&A Machining Condition Guide
nI+eE DDIEREE Ve SEHRE hn
h ar Machined Material Speed (m/min) Feed (mm)
mim o N
D x f. ERIES T STaR] 180~220 0.10~0.14
S
3 70~110 0.10~0.12
f. = S5 Feed per tooth Alloyed steel
,, : i 120~140 0.10~0.12
D = ;U%E s (Cutter dlameler) Stainless steel o :
ar = tJi% Depth of cut PH ggii:ﬁ;mﬁteei 55~70 0.12~0.20
hm = #/EEE Effective clip thickness =
e 140~280 0.10~0.12
T a7 - -
Aluminum alloy 275~450 0.04~0.12
SESE 25~30 0.05~0.10

High temp alloys



7D B RS End Miller Inserts Series

(@) : Adaptable processing ﬁ: In stock |5 : customized order

SEEEStIH

L rorE
Face Milling M —
K L
SE e 1| =
TIF#E4Y Insert shape H B8

# FFRMITRO 3 See attached table 9

£[E Coatin 2T Dimension (mm
FEFE Applicable TR 848 Insert ISO Code 9 ! ion (mm)
GA0120 GAO124 GAO128| GAO129[GAO145(GA47| D | L S F [ r | 8
¥STBN0T Finish machining SEKN1203-AFTN | | 1270 - |3.18|140| - | 20°
, ' B EIRBER ' R
¥SZ270 L Finish machining SEKN1504-AF TN BEYE 1587| - |4.76[140| - | 20°
All are customized order | | |
JSEEN0L Finish machining SECN1904-AFN ' ' 19.04| - |476|380 - |20°
| | | | |

£
SPEESET] F X E
Face Milling M R g
N JEEEE
SP s @hes
TIFHE Insert shape H B8
Z = Coatin f<<F Dimension (mm
HEFD Appicabe TIEFARAS Insert 150 Code : )
GA0120| GAO124 GAO128| GAO129|Gaot4s|Gaole7| D | L | s  F | r | 8
F&Z300 1T Finish machining SPKN1504-PPTR 1587 - 476 140| - 142
| | | | | | |
¥5T2N0T Finish machining SPKN1203-PPTR B iR 1270| - |3.18|140] - | 11°
BELE | | |
¥EZ570 T Finish machining SPUN120308 All are customized order 1270| - 318 1.40| 0.8 | 11°
| | | | | |
¥EZEN0T Finish machining SPKN1204-PPTR 1270| - |4.76|140] - | 11°
| | | | | | |
SFEE#H:IIH P
Face Milling M
K |
o
SE s @mes
T H8E Insert shape H ##E
3 Coatin =5 Dimension (mm
FEFD Applicable JTIF##S Insert 1SO Code 9 Mk
GAO120 GAO124 GAO128| GAO129|GAO145(GA04T| D | L S F | r | 8

FEEEI0TL Finish machining SFKN1504-AFTN BE B B BE | B B |1587 - |478|170] - | 25°
| | | | | | | |




H #% 70 B =5 End Miller Inserts Series

TPEESD A

TP Face Milling

. TP i J]s\_ﬁ[:;}jiacable
#2700 T

Rough machining

@ :EmnT B suEs B swiE

# FERMIRI o See

attached table 3

JIFHEEY Insert Shape JIF#RAE Insert 1ISO Code R Covidg ‘ itk o
GA0120] GAO124 | GAO128 [ GAO120 (GAO145 GAD47| D | L | S [ F [ r | ®
| TPKN1603-PPTR | | | |9.52 | - |3.’18| 1.4U| - | 1
' | TPKN2204-PPTR | B iR RE IR .. s
- EEEE
| TPUN160308 | All are customized order | 9.52 . 3.18 —-— O.SOl il
' 1 TPUN220412 | l12.7D| - 476| - |1.20 i
OE¥E#® I H LA I | o | o s —
OE Face Milling M g
. ) JER N JFEER ‘
OE Applicable s BEES
AED0T =2 S
5 ' Rough machining H EHE -
Zf& Coating ‘ [ Dimension (mm})

JIE {88 Insert Shape ‘

e

T #8485 Insert 1SO Code

OEMX12T3-PAT

OEHW12T3-MO

GA0120 | GAO124 | GAO128| GAO129 |GAO145 GAO147| D | s | F | r | 0 | d

) : 12.70| 4.00 | 6.00 | 0.80 | 20° | 4.00
| o i [ I R I
EESE
All are customized order
| | 12.70| 4.00 | 6.00 | 0.80 | 20° | 4.00

OD¥m|it /I~

0D Face Milling
[ | FEFR
O D Applicable
#2700 T

Rough machining

TIE#ER! Insert Shape

i

FHEE

EE

JIF 3848 Insert ISO Code

ODMX1204-PAT

ODMW1204-MO

HEReE

#[Z Coating ‘ =T Dimension (mm

)
GA0120 | GAO124 |GAO128 |GAO129 [GAD145 GAO147 | D | s [ F [ r | 8 | d
R 12.70| 4.76 | 6.00 | 0.80 | 15° | 4.76
| EEE [ R R

All are customized order &
| | 12.70| 476 | 6.00 | 0.80 | 15° | 4.76




gD/ AR5 End Miller Inserts Series

@ : Adaptable processing n: In stock a: customized order

ON¥mEEH /I~ P )
ON Face Milling M g T
K il V. ol [[[d
P Vgt g
ke N SR /¢
ON Applicable s BHES S
$800T LR ls|
Rough machining H B8
# FEEMIFES ¢ See aftached table
ZEfZ Coatin F Dimension (mm
TIFME nsertShape | JDFTFRUAS Insert ISO Code . ulo
GA0220 | GAO224 GA0228 GAO229|GA0245/GA0247| D | s | F | r | 8 d
ONMU050504-TN o B &a B B [13.00] 550 500|040 | 0° 550
| | | [ R
g ONHU050508-TN 2 B a B B (1300 550|500 |080| 0° | 550
| | | | | | |
SEXmEEIA P
SE Face Milling M A -
K d
fodis N FEEE |
S E pplicable T
\ Rough machining H BHE&E
ZfZ Coatin f<F Dimension (mm
T Insert Shape | JJFAEAS Insert 1SO Code - L
GAO120 | GAD124 | GAO128 | GAO129[GAO145[GAD14T | D | s | F [ r | 08 | d
e SEGW1204ADTR-MO = | 125700 aiTe s e - 20° | 550
| | | |
SEMW1204ADTR-MO 0 1270 | 476 | - - | 20° | 550
| | | | |
@ SEMT1204ADTR 1} 42704 L d TR .| 20° 550
| | | |
SEMT1204-B 0 1270 | 476 | - - | 20° | 550
1 I 1 I I I
A > SEKT1204AF TN-BXM =] 1340 | 397 | 210 | 0.80 | 20° | 550
e |
| | | ! | |
’ SEHT13T3-AL o 13.40 | 3.97 | 210 | 080 | 20° | 4.20
J | | | : . | |
@ SEMT13T3ADR-SWU =) 1340 | 3.97 | 210 | 0.80 | 20° | 4.20
| | | | |
SEHT13T3ADR-SWU 2 1340 | 397 | 210 | 0.80  20° | 420
1 1 1 1
> SEMT13T3AGSN-GM =2 13.40 | 397 | 210 | 0.80 | 20° | 4.20
é | | | |
\ SEMT13T3AGSN-JM =2 13.40 | 3.97 | 210 | 0.80 | 20° | 4.20
| | I I I

Milling Insert



HA &% 0 =33 End Miller Inserts Series

TPEESD A

@ :EmnT B swuEs B swis

TP Face Milling M i
K &l
FER N FFEEE
TRl e —
T S EWSE
s ' Rough machining H E#HE
SERMUFRD = See attached fable 9
TIFTHEEL Insert Shape JIEFIAS Insert 1SO Code SR RO ‘ T Dimension
GAO120| GAO124| GAD128| GAD129 GAD145 GAO147| D | L | s [ F [ r [ ©
' TPKN1603-PPTR I |9.52 I - |3.18_ 1.40 - | i
| | |
TPKN2204-PPTR Bl FrREE R 12.70) - | 476|140 - 11°
}‘_EEF):FE | | | | | |
TPUN160308 All are customized order 9.52 - | 3.18 - 1080 11°
v | | | | | | | | |
TPUN220412 | | |12.70 - 4.?’6| = 1.20 | 11°
| | I | | | |
T
OEFE#H: DA P 3
OE Face Milling M i
. K &l p|[lld
, &M N FERER ‘
O E Applicable s BRES
$R00T hual=l s
% _ Rough machining H #H+E R
Zf& Coating ‘ = Dimension (mm}

JIE{8EY  Insert Shape ‘

@

TP #8485 Insert I1SO Code

OEMX12T3-PAT

OEHW12T3-MO

GA0120 | GAO124 | GAO128| GAO129 |GAO145 GAO147| D | s | F | r | 0 | d

i 12.70| 4.00 | 6.00 | 0.80 | 20° | 4.00
LI EFRIBEER | | | | | |

| e E
All are customized order

| | 12.70| 4.00 | 6.00 | 0.80 | 20° | 4.00

| | | N R SO N S—

OD¥m|it/I A

0D Face Milling

O D ,F[:ﬁiacable
_ | AT

Rough machining

TIE#ER! Insert Shape

BN
g
FEEEE
BEeE

EvE

I wZ X =7

JIF 848 Insert ISO Code

ODMX1204-PAT

ODMW1204-MO

#Z Coating ‘ =T Dimension (mm)
GA0120 | GAO124 [GAO128 |GAO129 [GAD145 GA0147 | D | s [ F [ r | 8 | d

' ' - 12.70| 4.76 | 6.00 | 0.80 | 15° | 4.76
| LIRS R | | |

SRS SN R N—
All are customized order
| | 12.70| 476 | 6.00 | 0.80 | 15° | 4.76




kD /3RS End Miller Inserts Series

@ : Adaptable processing n: In stock a: customized order

ON¥ E#:xIH EE
ON Face Milling M i
K i3
ON| e e
#8200 Lk
__ y Rough machining H B8

# 5ERMIFEY : See attached table 9

ZEfZ Coatin 2T Dimension (mm
TIFHBE insedShape | J)RTHRAS InsertISO Code J L)
GA0220 | GAO224 | GA0228 GA0229|GA0245|GA0247| D | s | F | r | 8 d
ONMU050504-TN 2 B a B B |[13.00( 550|500 (040 0° 550
| | | [
e ONHU050508-TN 2 B a B B (1300 550|500 080 | 0° | 550
| | | [P S —
3
=
o
£
=
SE PESETIH ; |
SE Face Milling M -
_ i d
PR N i
SE fpphcatls T
BT S BRSw £
: ; Rough machining H BHE&E
ZfF Coatin f<<F Dimension (mm
TOFTHEL Insert Shape | 7)FARAS Insert1SO Code s L)
GAO120 | GAD124 | GAO128 | GAO129[GAO145[GAD147 | D | s | F [ r | 08 | d
0 SEGW1204ADTR-MO B 12.70 | 476 | - - 20° | 550
| | | | | |
SEMW1204ADTR-MO 0 | 1270 | 476 | - - | 20° | 550
| | | | | |
@ SEMT1204ADTR 2 | 1270 | 476 | - - 20° 550
| | | | | |
SEMT1204-B 0 1270 | 476 | - - | 20° | 550
I I | I I I I I
> SEKT1204AF TN-BXM =] 13.40 | 397 | 210 | 0.80 | 20° | 550
ool | | | | | | |
° SEHT13T3-AL a 13.40 | 397 | 210 | 0.80 & 20° | 4.20
L | L | | _ | | |
@ SEMT13T3ADR-SWU [ ] 1340 | 3.97 | 210 | 0.80 | 20° | 4.20
| | | |
SEHT13T3ADR-SWU 1§ 1340 | 397 | 210 | 0.80 & 20° | 420
| | | | | | |
. SEMT13T3AGSN-GM =5 1340 | 397 | 210 | 0.80 & 20° | 420
=3 | | | | | | |
\ SEMT13T3AGSN-JM = 13.40 | 397 | 210 | 0.80 | 20° | 4.20
| | | | | |




H #£D / R 3 End Miller Inserts Series

@ E@EnT B xEsn B satE

B LiRiFEAA) [ r a
Solid Carbide Head Chamfer C < iR
_Eijl'lr:zn:ilﬁJlllnynrl gilnnl gl??ll?li e = T?ﬁﬂf
K 5
N JFEEm
D e
CKEM Futeno. s @mes
3 Flute H #HE

5 FFERMTZR10 2 See attached table 10

[ F3 Applicable STHEYREE TIE 348 ZE[E Coating ‘ J=5 Dimension (mm)
#8001 madinng | Ordering Code Insert ISO Code G20H-TIN |pt [ D2 | L1 | 2] d
CKEM-6 6x90°x3TxdBx50L _ | 6 | 150 | 350 | 50 | 6
| | | | | | | | |
! . CKEM-12 12x90°%3Txd10x60L | | 12 | 280 | 460 | 60 10
Y | | | | | | |
CKEM-16 16%90°x3T=d 10x65L E 16 3.20 | 6.40 65 10
' LU EIRRER | | | | |
o HELE
| CKEM-20 20x80°x3Txd 12x65L | All are customized order | 20 | 3.50 | g2 | 65 | i3
CKEM-25 25x90°x3Txd12=751 ' ' 25 | 380 | 1060| 75 | 12
| |
CKEM-30 30%x90°x3T*d12x80L 30 3.80 | 1310 | 80 12
L L | | | | | |
= -
HiEk{LiBiREEABTD | r 3
Solid Carbide Head Chamfer Cutter M REmsE
-Brazed Alloyed Steel Shank ff}_ﬂflﬁ'
K &5
N TR
T }th i
C BCM Flute No. S ERSE
2 Flute H BHME
[f&F8 Applicable SIS TIE 84 Z[E Coating J= 5 Dimension (mm)
FENDT F0S%wne | Ordering Code Insert ISO Code G20H-TIN o | L | 4
CBCM-12 12x90°%2Txd12x94L | | 12 94 12
| | | |
CBCM-16 16%90°x2Txd16x99L E 16 99 16
. | L AR EE A | I
CBCM-20 20%90°%2Txd20x103L y -«E.ch-%um 20 103 20
| | e LS LT U | |
CBCM-25 25x90°%2Txd25x105L | 25 105 25
| | | | | | |




DB RS End Miller Inserts Series

(1) : Adaptable processing n: In stock [= = customized order

EESLIRIFERE L)

P
Solid Carbide Head Corner Radius End Miller M
-Brazed Alloyed Steel Shank R
K { 1)
N e BN I [
T L
F E Flute No. S
3 Flute H
i FFRMTZR10 3 See attached table 10
HEFA Applicable STREIESR TIE3E48 ZE[E Coating [ Dimension (mm)
#ENL 75&ine |  Ordering Code Insert 1SO Code G20H-TIN D1 |[p2 | R | L | d
FEM -12xR1 12xR1,0x3T=85L 12 8 1.0 85 12
FEM -12xR1.5 12xR1.5x3T=85L 12 7 15 85 12
FEM -12xR2 12xR2.0x3T*x85L 12 6 2.0 85 12
FEM -12xR2.5 12xR2.5%x3Tx85L % 12 5 25 85 12
FEM -12xR3 12xR3.0x3T=85L LA j;;:h*ﬁ%«’?.«‘.% 12 4 3.0 85 12 =
' - o JEBEE ' - - g
FEM -16xR3.5 16%R3.5%3T*80L I.-\I a c-..unt[;-nz.;d cr.j.,-rI 16 7 35 89 16 =
. | = - - | . | | o)
|=
FEM -16xR4 16xR4,0x3Tx89L 16 6 | 40 | 8 | 16 =
FEM -16xR5 16xR5.0x3Tx89L 16 4 5.0 89 16
FEM -20xR6 20xR6.0x3Tx93L 20 B 6.0 93 20
FEM -25xR8 25%RB.0x3T=100L 25 T 8.0 100 25
F h
M NI Machining Condition Guide
&8 = nm T &= H Moo= E 5
Cutter and driller Machined Material VC m/min FS mm/rev
§5i#d Stainless steel | 20m~25m . 0.1
LR=a #8553  Aluminum alloy 100m~120m 0.3
Chamfer Cutter &8 Alloyed steel 25m~30m 0.2
i% & Castiron 30m~40m 0.2
388 Stainless steel : 25m~30m . 0.08~0.12
oy i i85 Aluminum alloy ' 150m~200m 0.5~0.6
Center Driller &%38 Alloyed steel ' 40m~50m ' 0.15~0.2
% # Ccastiron ' 50m~60m ' 0.15~0.2
4§83 Stainless steel | 30m~35m | 0.1~0.15
RE#ET] $85%  Aluminum alloy 150m~200m 0.5~0.6
Corner Radius T T
End Miller %ﬁiﬁ] Alloyed steel 50m~60m 0.2~0.3
i f## Castiron 55m~65m 0.2~0.3




H S HI /BB R ¥ &SR Turning , Drilling for Material

Ik P M K S N H

&

3 8 AiEsH e S e SEEIR
‘H'_EE Steel Steel Castiron Hi-temp Alloy Non-Ferrous Metals |High Hardness Materials

ISO |01 /10|20 30|(40(01 10 20 30|40 01|10 |20,30|01|10|20|30(01|10 |20 |30|01|10 20|30

GSC33-2 GSC33 GSC33-2
cvD
GSC33-5 GSC33-5

PVD

GA0157

F> O 5 =

Supgrhard materials | Cemented carbie

= [=al
X

;E ﬁlj; \:&E iﬁu/f 7R ZEB—E 3R Turning / Drilling Insert Grades List

GSC33

EEHEE (CVD) - BARAIDEME - SeIE  AEE - IRZTHEANETEDH NENEEEH MR -
Yellow coating (CVD), suitable for most cast iron and ferrous materials. Offers greater impact resistance and durability,
enabling it to handle heavier interrupted cutting as well as harder grades of cast iron.

GSC33-5

FREEE (CVD) BERRASOEHHE - # - REHE - IMER - CEEUHNECHRRG - MURAZERTEHELIHE » T
HERERRSEE - BBt - IkMBEREELENER -

Black coating (CVD), suitable for most cast iron, iron, and carbon steel materials. Provides light impact resistance, with
excellentperformance in continuous cutting and stable capability under slight interrupted cutting. An excellent choice when
machiningrequires both continuous and interrupted operations.

GSC33-2

E0-REZE (CVD) BREEECERE - BRAKMBELSHME - ARREHE - 3 - B - 808 - HsSIhEREUHIZE (PH)
WEEMSOV LA » BBDHINMRIERER - NEREIRUHE - BATHELEHRC40ELLE -

Yellow-black coating (CVD), commonly known as a two-color coating, is suitable for a wide range of materials, especially carbon
steel, steel, cast iron, forging blanks, HSS punches, difficult-to-cut materials (P-type), and workpieces with extremely high
hardness. It delivers excellent performance in continuous cutting but is not suitable for interrupted cutting. Recommended for
machining hardness above 40 HRC.



SHl/BRITD R ZE—83 Turning / Drilling Insert Grades List

GSC33-6

HE-REERE (CVD) BRECER  BBRMEBLBARINME - Bkl - 6 - SE - BEK - EEEHSSHPE
RYETER  AEEREERRENTHNAREN TREFHRCERIENTH - AREBIHINMR EBERR » —
8 A IR ETE YD

Yellow-black coating (CVD), commonly known as a two-color coating, is suitable for most materials on the market,
includingcarbon steel, steel, cast iron, forging stock, and even HSS punches. It is particularly effective for non-heat-

treated workpieces or those with a hardness below HRC 39 after heat treatment, offering excellent performance in

continuous cutting.

GA0120

NUEEEERE (PVD) WBGHBER - BTSN 981 - BEARARLHSEA - il - AHE - S RSENEBEBRENT
NIPMEERTE1700E  ERIDHIRIZR TRRBS  ERTIHFEREHRCA45~5E LG » MO EAERIHIBIRE -
The brown-gold coating (PVD), also known as bronze coating, is a high-silicon titanium TiSiN coating. It is suitable for
semifinishing and finishing of most alloy steels, carbon steels, stainless steels, and high-temperature alloys. The coating
can withstandtemperatures of up to 1700°C during processing and performs exceptionally well in wet cutting environments.
It is ideal forworkpieces with a hardness of approximately 45-55 HRC and can also be used effectively in dry cutting conditions.

Coating
i v o

GA0124

NEEREE (PVD) FWBGMEER - BTiSIN R0 BARA#T - EREER - SRSEOEBTBREHEENI » NI
PHFRETE1600E @ ERNDHBRETREES  BETHEEHHRC20~40E » MAFEMERZIVIHIEERE -

The brown-gold coating (PVD), also known as the bronze coating, is a TiSiN high-silicon titanium coating. It is suitable for
roughing and semi-finishing stainless steel, low-carbon alloy steel, and high-temperature alloys. This coating can withstand
machining temperatures up to 1600°C and delivers excellent performance in wet cutting, while also being applicable to dry
cutting. It is recommended for workpieces with hardness levels of approximately HRC 20-40.

bl e

Tuming Insert

GA0147

WEREZEE (PVD) NBEMNBERE - BAITINSIZH » BARKH - F - SRSZOIEUHE XA BWOEIEH - T8
BN TE F UM ERAZER - BRNEENEZBAYE - BRENHORRNTEETH - BR¥EBBRBENT -

The brown-gold coating (PVD), also known as the bronze coating, is a TiSiN high-silicon titanium coating. It is suitable for
roughing and semi-finishing stainless steel, low-carbon alloy steel, and high-temperature alloys. This coating can withstand
machining temperatures up to 1600°C and delivers excellent performance in wet cutting, while also being applicable to dry
cutting. It is recommended for workpieces with hardness levels of approximately HRC 20-40.

GA0157

REOZEE (PVD) @ BRRINGE - 18 - IEENEEEEGE M)  tREGNEENIT  SHEERNRERE » I
EEIDLCHREBEHPCORBOIRNMER » WFEE %%EEJ&-
The silver coating (PVD) is designed for non-ferrous alloys such as titanium, aluminum, and copper. It delivers outstanding

performance in long-term continuous machining, with results comparable to DLC (diamond-like carbon) or PCD
(polycrystallinediamond) tools. This coating is available only by custom order.



HA B )5 Tuning Inserts Series

@ :mmnT B xeEs B sssE

£
NEEDED A P &
Inserts for External Intermail M R
Face Grooving === =
. N FFEER || 5
MGTR s #@Fes || o |
G ¥ JIF 4R Insert shape H B8
# FERMIER1T 5 See attached table 11
ZEfZ Coatin 2 Dimension (mm
&R Applicable JIF 7848 Insert 1SO Code e )
GA0220 | GA0224 | GAD228 | GAO229 GAO245|GA0247| D | S | t | a | r | d
#E00°T Rough machining MGTR22-400 | B | 2 | | 1270/ 476 400 | 50 | 03 | 52
B0 Rough machining MGTR22-350 | B | [ | | | 12.?0| 476|350 | 50 | 03 | 52
#B10T Rough machining MGTR22-300 | B | 1 | | | 1270 476 300 | 40 | 03 | 52
JE10T Rough machining MGTR22-250 | = | [ | | | 1270| 476 250 | 40 | 03 | 52
A0 Rough machining MGTR22-200 | =] | 1" | | | 12_m| 4.76 | 2_00i 30 | 02 | 5.2
B80T Rough machining MGTR22-175 | = | [ | | | 1270| 476 | 1.75| 30 | 02 | 52
JAN0T Rough machining MGTR22-150 | B | 2 | | 1270 476 150 | 30 | 02 | 52
B80T Rough machining MGTR22-125 | =l | [ | | | 1270| 476 | 1.25| 25 | 02 | 52
JAN0T Rough machining MGTR22-100 | B | 2 | | 1270/ 476 100 | 25 | 02 | 52
$E10C Rough machining MGTR16-300 | =] | 1 | | | 952 476|300 30 | 03 | 40
#8007 Rough machining MGTR16-200 | =] | 1 | | | 9.52| 476|200 | 30 | 02 | 40
B0 Rough machining MGTR16-150 | =l | 1" | | | 952|476 150 30 | 02 | 40
#B10T Rough machining MGTR16-100 B | 1 | | | 952 | 476|100 | 1.5 | 02 | 4.0
NECDE A P i |
Inserts for External Intermail M i '
Face Grooving T?ﬁ%ﬁﬁj | ! |
LS S | O A B I | —
: N ul N FEEE ||
MGTL s BgaE ||
H EME
- = II}#F!:_& Insert shape
Z[E Coatin Dimension (mm
JIFHERL Insert Shape JIF#548 Insert ISO Code ing 23 Dimension (mm)
GA0220| GAO224 | GAD228 | GAD229 GA0245/GA0247| D | S | t | a | r | d
JE0T Rough machining MGTL22-400 i B | | | moi 4.76 | 4.ooi 50 | 0.3 | 52
#8100 Rough machining MGTL22-350 | B | | | 1270 476|350 | 50 | 03 | 52
JEH0T Rough machining MGTL22-300 | B | | | 1270/ 476300 | 40 | 03 | 52
#8700 Rough machining MGTL22-250 | B | | | 1270 476|250 | 40 | 03 | 52
80T Rough machining MGTL22-200 | B | | | 1270] 476 | 200 | 30 | 02 | 52
#8700 Rough machining MGTL22-175 | B | | | 1270/ 476 | 1.75 | 30 | 0.2 | 52
800 Rough machining MGTL22-150 | B | | | 1270 476|150 | 30 | 02 | 52
JEN0T Rough machining MGTL22-125 | B | | | 1270|476 1.25 | 25 | 02 | 52
#8200 Rough machining MGTL22-100 I E | | I 12.?U| 476 I 1.UG| 2.5 | 0.2 I 52




& )3 Tuning Inserts Series

GERANEUHETIH

(1) : Adaptable processing B In stock & - customized order

P & 6
GTR-Type for Intermail Grooving Insert M AR —if— e T =
) N FHEE =
lGElg s Bmes PR

, ; T8R! Insert shape H e t
# ¥ RMIZR11 5 See altached table 11
) Z[F Coating J< < Dimension (mm)
¥ S0 C . : _ :

i !ﬂﬁ s GA0220 | GAD224 | GAO228 | GAO229 | GAO245 GAO4T| t | W T | r | 8
seyEanN) T Semi-fine machining | GER100-005B | =T | | =2 | 100 | 220 318 | 0.05 ‘ 2
H¥ESNN T Semifine machining i GER150-010B | B | = | =] | 150 | 220 | 318 | 0.10 | z
EBNI T Semi-fine machining | GER200-010B | =T | | [ | | 200 220 318 010 2
SEREBIT Semifine machining | GER250-0208 | B | 2 | 250 220 318 020 | 2°

MTTRIUIRFIA [ r & 0
MTTR-Type Threading Insert M il (Y,
K #&iE .
aw b N FEEE
MTTR s BfRcE
. 5 E:
\ I - S =
k J TR Insert shape £ EM% E 7.]
o
£ E3
JIFEE Insert Shape TIEFRAE Insert 1O Code R F>1 Dimengion {mm) 2 K
GA0220 | GA0224| GAO228| GAD229 | GAO245 GA0247| d | 8§ | B | r | t | w
SABEEINT Semifine machining | MTTR22:6002 | = ‘ o 1~ | 1270 476 | 60° ' 0.20| |
HHEEN0 L Semifine machining | MTTR22-6004 | B | =2 | 1 | |12.70‘ 4.76| 60° | 0.40| |
NN T Semi-rinemachiningi MTTR22-5502 | = i o | o i12_7o| 476 | 55 i a.2oi . |
EREEEN0 L Semi-fine machining | MTTR16-6002 | B | ﬁ | ﬁ | 9.52| 4.76 | 60° ‘ 0.20 | |
REBNT Semifine machining | MTTR16-5502 | B | =2 | 1~ | | 952 | 476 | 55° | 0.0 | |
SAGEIIRFTIA [+ = .
SAGE-Type Threading Insert M RiEIR
K i
B ) N FEEE
ﬁAGg s Efas
NH#A Insert shape H @8 =,
ZfF Coating f25 Dimension (mm}
JIFHET Insert Sh soc
e ‘Bﬁﬁ% g Goce GA0220 | GA0224| GAO228 | GAO229 GAO245 GAO247| d | S | 0 | r [ t | w
HEFN0LT Semi-fine machining ‘ SAGE-22UIR5.0 | B | 1~ | | [~ | |12.?0| 4.76 | 33° | 0.50 | 1.55 |3.65
graEN0 T Semifine machining ‘ SAGE-22UIR6.0 | B | [~ | | ) |12.70| 476 | —— | 183 i4-40

FNNHrBTREFERITHE ( We accept order of changing the radius of cutting edge)



HA & IS Tuning Inserts Series

@ :EmnT B xpee B mesE

NAZHE 60°F I/ P
60°-Type External Threading Insert M iREE
ne K &
Yy @ N SEEER
iER-éOﬂ L s mmez
JIA 18l Insert shape H EHME
# FERMUFR11 % See attached table 11
Ff= Coatin 2= Dimension (mm
fEF Applicable TIE 7848 Insert1SO Code 9 il o)

GAD120| GAD124| GAD128| GAO129] GAO145 GAO147| d | S | L | X | f | RE
seyEann] T Semidine machining | 16ER-AB0 (TPI 0.5-1.5) | BE B ‘ ) |9525 3.00|1600| 080 | 0.90 | 0.05
g2 T Semifine machining | 16ER-G60 (TPI 1.75-3.0) B = ‘ B |9525 3.00(16.00| 1.20 | 1.70 | 0.27
e T Semifine machining | 16ER-AGB0 (TP 0.5-3.0) B o ‘ ) |9525 3001600 120 | 1.70 | 0.08

o
RIFR 60°F D P @
60°-Type Internal Threading Insert M R
\ K 5 7
€ R\ N FEEE 1
i| R_6(ﬁ W s BEe: ]
TIF 18R Insert shape H ﬁﬁﬂ%
ZR= Coatin F21 Dimension (mm
FERT Applicable JIFI848 Insert 1ISO Code ‘ )

GAO120| GAD124| GAO128| GAD128| GAO145/ GAO147| d | § [ L | X | f | RE
2p=am0 T Semifine machining | 16IR-AB0 (TPI 0.5-1.5) B & BY [9525 3.0016.00] 080 0.90|0.03
HAEWIT Semifine machining | 16IR-G60 (TPI 1.75-3.0) B A BY [9525 3.0016.00| 1.20 1.?0‘0.12
sepzasn) T Semidfine machining | 16IR-AG60 (TPI 0.5-3.0) B B B |9525 300 |16.00| 1.20 1.?0‘0.03

N 55°F T A/ P il
55°-Type External Threading Insert M i
= K R
g T By N FEEE
iER-55j i s m@mes
' T Inserl shape H BEHE
@ Coatin < Dimension {mm
f&E Applicable T #8748 Insert ISO Code 9 i oo,

GAO120| GAOT24 GAO128[ GAD129[ GAOtas | Grot47| d | 8 [ L | X | f | RE
seyEan] T Semidine machining | 16ER-A55 (TPI 0.5-1.5) B B | B |9525 3.00 1600 080 0.90|o.05
g=TEN0 T Semifine machining | 16ER-G55 (TP 1.75-3.0) BE B ‘ B |9525 3.00 1600 1.20 1.?0‘0.21
4TI T Semidfine machining | 16ER-AG55 (TPI 0.5-3.0) B & ‘ B |9525 3.00(16.00| 1.20 1.?0‘0.0?

[+] o
PIIZER 55°F T P
55°Type Internal Threading Insert M iR )
ey K & 7
iﬁ—s . N SR L
il R-SSi S s  @hes |
J J1F Al Insert shape H EHME
= Coatin =1 Dimension (mm
FER Applicable TIE 7545 Insert 1SO Code = L L

GAO120| GAO124| GAO128| GAO128| GAO145/ GAO147| d | § | L | X | f | RE
#4=NNT Semifine machining | 16IR-A55 (TPI 0.5-1.5) B 2 B |9525) 300 |16.0D 080 | 0.90 | 008
A T Semidfine machining | 16IR-G55 (TPI 1.75-3.0) B @ B 9525 3.00|1s.00 1.20‘ 1.70 | 0.12
2g=am) T Semifine machining | 161R-AGS55 (TPI 0.5-3.0) B @ B |9s525 3.00‘16_130 1_20‘ 1.70 | 0.08




& JJR3 Tuning Inserts Series

g Quality, Technolog_y Service

@ : Adaptable processing TE': In stock B customized order

ISO NIZAEE T P i o | o
1SO Metric External Threading Insert M i ™ ™
K &
) N RS
ERISG] WP [ mmes |
J)E3l Insert shape H EHE bt
i FFRMTZR1 5 See attached table 11
FfZ Coatin R Dimension (mm
FEFE Applicable TIFTHEAE Insert 1ISO Code 4 )
GA0120| GAO124| GAD128| GAO128| GAO145[GA0147| d | S | L | X f | RE
4Em0 T Semi-fine machining 16ER-1001SO (TPI 1) B o B |9525| 3.00 [16.00| 0.70 | 0.70 | 0.61
H SN0 Semi-fine machining 16ER-1501SO (TPI 1.5) B =B Y |9525| 3.00 [16.00| 0.80 | 1.00 | 0.93
HPEZI0T Semi-fine machining 16ER-2001S0 (TPI 2) B B B |9525| 3.00 [1600| 1.00 | 1.30 | 1.25
M40 T Semi-fine machining 16ER-3001S0 (TPI 3) (= - | BY |9525 3001600 120 160 | 1.87
ISO NEEAIEE D P e [ o
1SO Metric Internal Threading Insert M iR ® ®
K =i
= N FEEIEE
IR-ISO] & s mmes |[ e
J)E 3l Insert shape H EHE hos
FfE Coatin 2 Dimension (mm
FEF Applicable TIFT AR Insert 1ISO Code 4 Sl
GA0120| GAO124| GAD128| GAO128| GAO145[GA0147| d | S | L | X f | RE
gm0 T Semi-fine machining 16IR-1001S0 (TPI 1) B o X |9525| 3.00 |16.00| 050 | 0.70 | 0.58 §
E
H SN Semi-fine machining 161R-1501S0 (TPI 1.5) B =B B |9525| 3.00 [16.00| 0.80 | 1.00 | 0.85 >
£
H4ETENIT Semi-fine machining 16IR-2001S0 (TPI 2) B B B |9525| 3.00|16.00| 1.00 130 1.12 =
=
M4m0 T Semi-fine machining 161R-3001S0 (TPI 3) B o BY |9525 3001600 1.0 150 | 1.69
o
HENENSF I H P e | o
NPT-Type External Threading Insert M iR ® ®
K g
: N RS
E.R-NPITi s mmaz || e
JEr#mEl Insert shape H EHE s
#Ef= Coatin T Dimension (mm
FERS Applicable T RS Insert ISO Code : UL
GA0120| GAO124| GAD128| GAO128| GAO145[GA0147| d | S | L | X f | RE
$4ETNIT Semifine machinng | 16ER-11.5NPT (TPI 11.5) B o B |9525| 3.00 |16.00| 1.10 | 1.50 | 1.64
44EEN0 T Semidfine machining | 16ER-14NPT (TPI 14) BE o BY (9525 3.00 16,00 0.80 1.00 | 1.33
o
HERNIZENSF I H P e | o
NPT-Type Internal Threading Insert S Y ® R
Y g M iiﬁiﬂ :|
L K  iEiE = X
3 = N RIS 1 L
RNP @ o meee |l '
JE-#mEl Insert shape H EHE -
#Ef= Coatin T Dimension (mm
FEFE Applicable TR RS Insert ISO Code : i)
GA0120| GAO124| GAD128| GAO128| GAO145[GA0147| d | S | L | X f | RE
4EFNIT Semifine machining | 16IR-11.5NPT (TPI 11.5) B B |9525| 3.00 |16.00| 1.10 | 1.50 | 1.64
YpEN0T Semifine machining | 16IR-14NPT (TPI 14) B B BY |9525| 300 (16.00| 0.80 | 1.00 | 1.33




A B33 Tuning Inserts Series

@ :mmnT B :xnEs B sesE

BEMNMENEDH

Whitworth External

Threading Insert

(ER-W-

BiRaE

B+ E

I\ Z RIS D

JIFEE Insert shape

% RERMTEE1T # See attachad table 11

ZEfE Coatin /= Dimension {mm
HEEE Applicadle TOEARAE Insert 1SO Code : ming
GAO120| GAO124| GAO128| GAD129| GAot4s|Gaot47| o | s | L | X | f | RE
H4EaEN0 T Semi-fine machining 16ER-11W (TPI 11) | B | 1 | 1~} 9525 3001600 110 | 150 148
| | | |
H4EFTNIT Semi-fine machining 16ER-14W (TPI 14) B & [~} 9.525| 3.00 [16.00| 1.00 | 1.20 1.1
| I I I | I I I
BRRZENEH P @ ‘
Whitworth Internal M TiE )
hreading Insert ¥
K
_ N FESE L
RWE @& s mse !
y JIFER |nsert shape n ErH
ZERE Coatin /1 Dimension {mm
§EEE Applicadle TIRARAE Insert 1SO Code : [
GAO120| GAO124| GAO128| GAD129| GAot45|GAot47| o | s | L | X | f | RE
#¥STN0L Semifine machining | 16IR-11.5NPT (TPI 11.5) BE & | 1~} | 9525 300 | 1600 1.10 | 150 | 164
| | | | |
4SRN Semifine machining | 16IR-14NPT (TP 14) | =T -} B [9525] 3.00 16.00| 0.80 | 1.00 | 133
| L | | | | |
—_—t - _— o
RN IRIE T A = e |
weading Insert
K -
N SEEEE
ER_BSPT s #Res
4 JIAER Inserl shape H #18
“f@ Coatin ‘ [T Dimension (mm
FEF Applicable TIHHAE Insert 1O Code g DenSion (i)
GAO120[ GAD124| GAO128| GAD129| GAOt4s|GAO147| d | s | L | x | f | RE
S0 T Semifine machining | 16ER-11BSPT (TPI11) | | B = B |9525| 3.00|16.00| 110 150 148
| | | | | | | |
Hy=mE0T Semifine machining | 16ER-14BSPT (TPI 14) B | = B |9525| 3.00|16.00| 0.90 | 1.00 | 1.16
| | | | | | | | | |
HEIMMRME D B l |
BSPT Internal M
Threading Insert -
K 5
g N SFEER
: s BmeE
IR-BSPT] & e
4 JEEE Insert shape Lol m
#f@ Coatin ‘ [T Dimension (mm
FEFS Applicable TIFHRAS Insert 1O Code 9 Do (i)
GAO120[ GAO124| GAO128| GAD129| GAOt45|GA0147| d | s | L | x | f | RE
MUSTENT Semifine machining | 16IR-11BSPT (TPI 11) B a £ | 9525 3.00 | 16.00| 1.10| 1.50 | 1.48
| | | | | | | | |
Hy=mE0 T Semidine machining | 16IR-14BSPT (TPI 14) B = =2 9525|300 | 16.00| 090 | 1.00 1.16
| | | | | | | | |




& JJR3 Tuning Inserts Series

W AEFTILDHIRE R EDEIZRE

- P -l P 0.75 1.00 il iata 1.50 s 200 2.50 3.00 3.50 400 4.50
. H1 | 046 061 | 077 | 092 | 107 123 153 184 215 245 | 276
I
v r 0n 0.14 0.18 022 0.25 0.29 0.36 0.43 0.50 0.58 0.65
| Y
- — 1 018 0.20 0.20 0.25 0.25 0.25 0.30 0.30 0.35 0.35 0.40
Y :E 2 0.13 0.15 0.18 0.20 0.20 0.25 0.25 0.25 0.30 0.30 0.35
r ’;ﬁ_ 3 010 0.10 012 0.15 0.20 0.20 0.20 0.25 0.25 0.25 0.30
4 0.05 0.10 0.12 0.15 0.15 0.15 0.20 0.20 0.20 0.25 0.25
= 5 0.08 0.10 0.10 012 0.15 0.15 0.20 0.20 0.25 0.25
s ﬁﬁﬁ%ﬁ& 6 0.05 0.07 0.10 0.10 0.10 0.15 0.20 0.20 0.20
7 0.05 0.08 0.10 0.15 0.15 0.20 0.20
60° ) 8 0.05 0.10 0.10 0.15 0.15 015
4 = ) 9 0.08 0.10 0.10 0.15 0.15
N A D 10 005 | 009 010 | 010 015

0.05 010 | 010 | 0.10
0.05 | 0.10 | 0.10

H
- =
> -
L |
;’
» H1 =
o =

13 0.05 0.10
s gl el 14 0.06
- [ZIERY B 0I#EH Machining Condition Guide
o |k e o E i
MI#E Machined Material !ns?fl’jl‘;frial 2 ;;iﬂs;afeed ’_r;"Dm'::;d E =
#  # Carbon steel G12XF 100~130 0.03~0.1 5 3l
& & @ Alloyed steel ‘ G12XF ‘ 135~270 ‘ 0.03~0.1
T & i Stainless steel G12XF / G20P 50~100 0.05~0.15
DREFZE  Ductile castiron ‘ G12XF ‘ 115~230 ‘ 0.05~0.15
[K$E8  Gray castiron G12XF 135~270 0.05~0.15
8 & ®& Aluminum alloy ‘ G11C ‘ 245~610 ‘ 0.05~0.15
SiR5S%E High temp alloy G12XF _ 20~55 | 0.03~0.1

NIHE ‘ HEEE LHIERE Ve
MachinedMaterial Material Hardness Cutting speed (m/min)
# #i Low carbide steel HB180LL 100~180
W% &8 Carbon steel ‘ HB180~280 ‘ 100~150
Sl Alloyed steel HB180~280 | 100~150
A3EH Stainless steel ‘ HB200LL T ‘ 80~150

i= & Castiron HB2204 F 60~100



Tuning Inserts-Series

@ :@mEnT B srEs B sutE

SEEDHE - InELDHE

P ifi
Inner !|f_1 ; _‘.r_JtJin;I_ End Foce K &E
Grooving and Parting N 3:ﬁ$E
: S BhEE
GFE H WME

T R8A Insert shape

F&FE Applicable JIF#R48 Insert 1SO Code

AT

# FFRMIERI2 =

See attached table 12

#£/= Coating

-T|-

HT
1

—fs|—

2 Dimension (mm)

GA0220 GAO224 GA0228| GAD229 | GAO245 | GAO247

Lt GFN3-MT R B | 950 | 250 | 30 | 0.20 | 140°
| | | | |
NAEUDHE ~ IREUDHE - P i

nserts for External Grooging — s
nnui'rllru - :nr_]iu;_ [ ||:[|J --:.||r.5! K &iE T
Grooving and Parting N aiﬁ%E L
S BhE® 45|‘_i

GT H @

TIFr#8#R Insert shape

FEFRI Applicable J)E R4S Insert ISO Code

HEBIT

#ZE[E Coating

F25F Dimension (mmy}

GA0220 GA224 GA0228| GAD229 | GAO245 | GA247

Semi-fine machining GTN3-MT a = 1070 | 250 | 30 | 0.20 | 140°
| | | | | |
NELDE ~ InEEDE P 3E ;
PREEEDHE - NECIER) A ETT s 4
L M g I
nserts for External Grooging T 15
g, K & B .
g and Parting o
N 3 el
) s BReE oo — 7
DGV == [wm -
| \ ENT itk
2 . Rough machining
Z[@ Coatin = Dimension (mm
TR TERY  Insert Shape TR #5848 Insert 1SO Code i (Y
GAO220 GAO224 GAD228| GAO229 | GAO245(GA0247| L | S | T | r | ®
DGM3020CT [} B | 2000 | 500 | 30 | 040 | 90
| | | | |
DGM4020CT [~ ] B | 2000| 500 | 40 | 040 | 120°
| | | | | |
DGM5025CT 1 | B 2500 600 | 50 | 040 | 120
| | | | |
DGM3020CTF a2 B 2000 300 | 30 | 040 | 90°
| | | | | | |
DGM4020CTF 2 B 20.00 | 3.00 | 4.0 | 0.40 | 120°
| | | | | | |
DGM5025CTF | [ | B | 2500 500 | 50 | 040 | 120°
| |
DGM3025CE | B B | 2500| 500 | 30 | 040 | 90°
| I I I I I




& JJFR3 Tuning Inserts Series

EEDHE - IREILDHE -
EEDHE ~ SMECETO A

Inserts for E
Inne
End Face Grooving and Parting

DGN|

Gro

s

[ 8 Applicable

A8 Insert shape

() : Adaptable processing n: In stock E: customized order

i
IR
i)
FESE
;Eﬁfmh—‘—(—
EME

# FERMIEI2

I wZ X =70

T #EAS Insert ISO Code

See attached table 12

Z & Coating

= Dimension (mm}

GA0220| GA224| GAO228 | GA0229 | GAO245|GA0247| L | S | T | r | 8
H4EBN0 T Semi-fine machining DGN3102MT 1" | | | B | 2000 620 | 310 | 025 | 130°
YHEEENIT Semi-fine machining DGN2202MT 1" | | : B | 20.00 | 6.05 | 220 | 0.20 | 139°
SMELDHE - ImELDAE [ P i@ ' i
mt mt = — .
IFEI.:I'. nlﬂ.ﬁu.ll ﬁ‘fjuu:ﬂﬁﬂ}# M jy:i 1EJ | I'\l:D:L[]:_{—_
LS -
End Face Grooving and Parting :
s mies B 17
s @Bmas f’_ﬁ
D GJ H @HE 0
¥ TFHE Insert shape
Z[E Coatin o Dimension (mm
I Applicable JJETHRAE Insert 1SO Code i /ST Dimension (mm) 4=
GA0220| GAD224| GAO228  GAO229 GAO245|GAO47T| L | S | T | r | 8 2
FEEINT Finsh mechining | DGJ3020CTM | | | 2000 500 | 300 | 040 | 90° o
=
¥EZBN0 L Finish machining DGJ4020CTM I 20.00| 500 | 400 | 040 | 120° =]
| | G | | | | |
FEZI0T Finish machining DGJ5025CTM , mELE 25.00 | 6.00 | 5.00 | 0.40 | 120°
| ' All are customized order ' ' ' |
¥EZN0L Finish machining DGJ4025CE | ! | 2000/ 620 | 400 | 020 | 120°
| | |
FEZED0T Finish machining DGJ3025CE 25.00| 500 | 3.00 | 0.40 | 90°




Tuning Inserts Series

@ mEnT B zpes B suts

NIBEDHE ~ imE LD P W L
EEDHE ~ NZEIERTI A =7 e
— tpe—
se X I][I|[_Ifm[|l][j - T Yy
: K B
N
'=I=¢ i
J S :i\ S
MGMN H i B
: W AR nsert shape ) )
% FERMIZR12 #+ See atfached table 12
Z & Coatin X1 Dimension (mm
&M Applicable JIF#54% Insert 1SO Code g ()
GA1820 | GA1824 | GA1828 | GA1829 [GA1845 [GA1847 | L | T | S | r | b
AP0 Rough machining MGMN200-M a2 &Y | 16.00 | 200 | 350 | 0.20 | 1.60
| | | | | | | | |
#200T Rough machining MGMN300-M = B 2100 300 | 480 | 040 | 2.35
| | | | | | | |
%80T Rough machining MGMN400-M =2 BY |21.00| 400 | 480 | 040 | 330
| | | | | | | | |
NAELDIE ~ iELDHE - P ; i SE——
PEH“‘@JE NECE DA ™ 1 5 T
hr*-nul Grooging, B b iy
& K 8
qa Parti et 1 1 1 1 e
( and Par ing N -;l-:mﬁﬁ% | | | | | |
2 s BRSE | ] ] | C == N
MRMN] n NS G,
: W kR Insert shaps
Z & Coatin R Dimension (mm
MEFR Applicable JIF 4848 Insert ISO Code = : Ll
GA1820 | GA1824 | GA1828 |GA1829 |GA1845 [GA1847| L T | S  r | b | 0
N0 Rough machining MRMN300-M 1™ | BY |21.00/ 300 480 150|235 7°
| i | | | i | |
¥200T Rough machining MRMN400-M = L |21.00] 400|480 200|330| 7°

l | | | | | | | |




& )R Tuning Inserts Series

@ : Adaptable processing Gl : In stock |E=J : customized order

ﬂ?%@*g N ﬁﬁﬂ]@ N P [ ]
REOVE - NEORR  woam | e e T_ _W
Inserts .-_‘.- }-';‘d-c.n'.[f Grooging, e | L A A Il i |
:_Illllrl[[t—t. '..)I[-J:Jll'::-:lj:: I|nEJ||| Parting A [ a ’n__l*iAA | |

2 4% sawae || e | | [ 1| T+ @D@
TGMFE H BV

T Insert shape P N
¢ BERFITR12 ¢ See attached table 12

. ZEE Coatin ‘ 17 Dimension (mm
&M Applicable JIE 384 Insert1SO Code g i
GA1820| GA1824 | GA1G28 | GA1820 [GA1845 GAt847| L [ T | R |
#8200 Rough machining TGMF-304 | B | 1~ | 13.50 3.00 0.4 |
| | |
#2001 Rough machining TGMF-404 B = 1770 4.00 04
| | | | | | | |
Y210 Rough machining TGMF-508 _ | B | | 1§ | 1780 | 500 | 08 |
| |
SNTEDHE ~ IHE I - e T T .
Wf‘“ﬂ]*ﬁ ﬂimwﬁﬂﬁ M | I L L 1 f‘; (e L
Inserts f htﬂll[lL ooging, I I
Inner He ging, K # U
End Face Grooving and Par I - 1 1 1 1 1 1 1
1d Face Grooving and Parting N -Jf-ﬁﬁ,ﬂ;; . =7 ~|B -§ ¥
| 1 | | | t 1 "
s Bfics RE@E:]@ £ yi]
! = = i ! ! ! { 1 \ m
HFPR H BoE | 2
. TIE AL Insert shape =2 5l
Z[E Coatin f<L 5 Dimension (mm
fii& A Applicable JIE 384 Insert ISO Code g i
GA1820| GA1824 | GA1828 | GA1829 | GA1845 GA1847| L  CW RE | BW | 0
#80C Rough machining HFPR3003 E B (1900 300 | 03 | 210 | 7
| | | | |
¥2/0T Rough machining HFPR4004 E _ B [ 1900 400 | 04 | 280 | 7°
| | | | |
#3710 Rough machining HFPR5004 B B [1900| 500 04 | 340 | 7°
| | | | | | | |




HA B8BTS Tuning Inserts Series

@ EEnT B xEEn B sutE

GPXEBESMIEIN 5 = :
Turoing Alomimum Aloys M RS (@9
K & )
N R | _ | _ | _ .
GPX e T
= { | i | 44
TIE A Insert shape H 48

# BFRMUTR12 5 See atfached table 12

2@ Coatin 25 Dimension (mm
FEM Applicable JIF#8 Insert 1ISO Code 9 {mm)
GA0620 | GAOB24 | GA628| GAOG29| GAOG45 [GAOB47| D | L | S | d | r
¥5EBO0T Finish machining GPX-4R.30-AL E B B B B B - 8.00 | 7.90 | 8.00 | 4.00
<
Inserts for Turning and Profile .
Turning Aluminum Alloys M 4‘5%\*%%
K &@ 'd
N JEBEE -
GPGl s ines SHE
TE#El Insert shape H EEFZ%‘
ZE [ Coatin 1 Dimension (mm
FEF Applicable JIFT I8 Insert 1SO Code . B (mem)
GA0120| GAO124| GAO128| GAD120| GAO145|GRO147| D | L | S | d | r
#5200 Finish machining GPGT1906840-DP E B B B | B | B |58 - 6.87 | 6.90 | 4.00
| | | | ! ! | | | | |
A h
M 10T {&H Machining Condition Guide
MNELDEI Turning ‘ tD## Grooving
s DIT&EER E 16 | DII5®EER b
: : I ?L“-w = 3 o 0 i“ < 3 o
bl b Ve (min) fs (mm/rev) V¢ (min) fs (mmi/rev)

EBMIReE CREME L)
Malleable alloyed Aluminum (Non-age-harden)

EMieSE: (FFRGEE(L)
Malleable alloyed Aluminum (Age-harden)

1500~2000 0.1~0.3 800~1000 0.05~0.1

600~900 0.1~0.3 600~700 0.05~0.1
sieeE (RIFHEEL) BHE<12%
Aluminum cast alloy (Non-age-harden), Si<12%

Fhoteow (RFAEL) PE<12%
Aluminum cast alloy (Age-harden), Si<12%

700~1000 0.1~0.3 300~600 0.05~0.1

400~600 0.1~0.3 250~400 0.05~0.1




L7 ¥ ¥ - " _
)R Tuning Inserts Series i Toareity s

(1) : Adaptable processing B In stock & : customized order

TNEBAER P & e e b~
Negative Inserts for Turning M TR ! . . ]
K 5 e ® @ el °
| A N SR
TN Appicable s B®EE &
=T
ﬁiﬁ\}ﬂ‘lachining H EHE ®

# BFRMUIFR13 # See attached fable 13

it te caaisn i B G;ff; césﬂl? GAO148 g:c?sf%sggiimm D Rz Dimensrsion d
TNMG160404-BTM BE & & |95 476 04 | 38
TNMG160408-BTM E & & |95 |47 08 | 38
TNMG160412-BTM B & & |95 |47 12 | 38
TNMG160404-MF3 952 | 476 @ 04 | 38
TNMG160408-MF3 952 | 476 & 08 | 38
TNMG160412-MF3 952 | 476 | 12 | 38
TNMG160404-MR 952 | 476 | 04 | 38
TNMG160408-MR 952 | 476 | 08 | 38
TNMG160412-MR 952 | 476 | 12 | 38

TNMG160404-TMA 9.52 | 4.76 0.4 38

TNMG160408-TMA 9.52 | 4.76 08 3.8
TNMG160412-TMA 952 | 476 42, 38

TNMG160404-MM 952 | 476 | 04 38

Turning Insert

TNMG160408-MM 952 | 476 0.8 3.8

TNMG160412-MM 9.52 | 4.76 {2, 38

TNMG160404-MS 952 | 476 0.4 3.8

TNMG160408-MS 9.52 | 4.76 08 38
TNMG160412-MS 952 | 476 12 38
TNMG160404-BMA 9.52 | 4.76 0.4 38
TNMG160408-BMA 476 0.8 38

TNMG160412-BMA 9.52 | 4.76 1.2 38

TNMG160404-BM 952 | 476 | 04 3.8

TNMG160408-BM 9.52 | 4.76 0.8 38
TNMG160412-BM 952 | 476 a2 3.8
TNMG160404R-S 9.52 | 4.76 0.4 3.8

TNMG160408R-S 952 | 476 | 08 38

YyPbhbbhbetevyvYb

TNMG160412R-S 952 | 476 12 3.8

TNMG160404L-S 952 | 476 | 04 38

TNMG160408L-S 952 | 476 0.8 3.8

w
o
[

TNMG160412L-S 9.52 | 4.76 12, 38




H B3 Tuning Inserts Series

@ E@EnT B xEEn B sutE

CNERHJIR P &
Negative Inserts for Turning M FES N .
e (O] [T
a N EMA N FEEERE .Li.! /| |
lC NI e L s @Bes o
i 2T -
ﬁish?ﬂachining H #M8

% FERMIZE13 = See attached table 13

Z[&E Coating CVDZ =/ CVD Coating J= Dimension (mm)
GAU124|GA0128 GA0147 | GAD148| GSC33 |GSC3-13E|6SC3246| D S ‘ r d

CNMG120404-BTM ‘ B | & & 1270 47 | 04 | 5t
\ B o ‘ 2 | 1270 | 478 ‘ 08 | 5.1
‘ B & = ‘12.70 476 \ 12 | 51
|

JIF#EEY Insert shape JIF 3848 Insert 1SO Code

CNMG120408-BTM

CNMG120412-BTM |
CNMG120404-MF3 ‘

| }12-70 4.76| 0.4 5.1

CNMG120408-MF3 ' i 1270 | 476 | 08 | 51
CNMG120412-MF3 | 1270 | 476 | 12 | 51
CNMG120404-MR ' 1270 | 476 | 04 | 5.1
CNMG120408-MR 1270 | 476 | 08 | 5.1

CNMG120412-MR 1270 | 476 1.2 5.1

CNMG120404-TMA 1270 | 4.76 0.4 5.1

CNMG120408-TMA ‘ ‘ ‘ 1270 | 476 | 08 | 5.1

CNMG120412-TMA 12.70 4.?6I 1.2 5.1

CNMG120404-MM |
6 CNMG120408-MM '

1270 | 476 0.4 5.1
1270 | 476 0.8 5.1

CNMG120412-MM 1270 | 476 1.2 5.1

1270 | 476 0.4 5.1

CNMG120404-MS ‘

CNMG120408-MS ‘ 1270 | 4.76 0.8 5.1

CNMG120412-MS ‘ ‘ ‘ 1270 | 476 | 12 | 51
CNMG120404-BMA | ‘ | 12.70 | 4.76 | 04 | 5.1
12.70 | 476 | 0.8 54

CNMG120408-BMA ‘
CNMG120412-BMA '

|
|
| o2 |
1270 | 476 | 1.2 | 5.1
|
|
|
|

CNMG120404-BM | 1270 | 4.76 0.4 5.1
CNMG120408-BM 1270 | 476 0.8 51l
CNMG120412-BM 1270 | 4.76 1.2 5.1

CNMG120404R-S 1270 | 476 0.4 | 5.1

CNMG120408R-S 1270 | 476 | 08 | 5.1

CNMG120412R-S | | 1270 | 476 | 1.2 5.1

CNMG120404L-S 1270 | 476 0.4 | 5.1

CNMG120408L-S 1270 | 476 0.8 5

CNMG120412L-S ‘ 12.70 4.75| 1.2 | 5.1




& )3 Tuning Inserts Series

Quiality, Technology, Service

(1) : Adaptable processing B In stock & : customized order

SN EEEDH— P iH @ @ o @ @
Negative Inserts for Turning M iR | @ ° |
K & @ @] ®
: et achiing H_#HE °
s FERMUFE13 2 See attached table 13
J)RHBAL Insert shape T8 Insert1SO Gode ZfF Coating CVDZEE / CVD Coating F2 5 Dimension (mm)

GAD124 | GAO128 GAO147 | GAO148 | GSC33/GSC3-135 6SC31248| D S r d

SNMG120404-BTM B & | & 1270 476 04 | 51

SNMG120408-BTM BE & & 1270|476 08 | 51

’ SNMG120412-BTM B & | & 1270|476 12 | 51

SNMG150612-BTM B B | B 158763 | 12 | 635

SNMG190612-BTM BE B | B |1905]63 | 12 | 7.94

SNMG190616-BTM BE B | B 190563 | 16 | 7.94

SNMG120404-MF3 B & - a - 12.70 | 4.76 - 04 | 541

‘ SNMG120408-MF3 B ol O 1270 | 476 @ 08 | 5.1

SNMG120412-MF3 E O a 1270 | 476 @ 1.2 | 51

SNMG120404-MR B & O 1270 | 476 = 04 | 51
é SNMG120408-MR BE a g 1270 | 476 = 08 | 5.1 E i
SNMG120412-MR B o o 1270 | 476 | 12 | 51 2 %
SNMG120404-TMA B B | B 1270 | 476 = 04 | 5.1 5 il

SNMG120408-TMA B B B 1270 | 476 @ 08 | 5.1

SNMG120412-TMA B B | B 1270 | 476 @ 1.2 | 5.1

SNMG120404-MM B B | B 1270 | 476 @ 04 5.1

SNMG120408-MM B B B 1270 | 476 = 08 | 5.1

SNMG120412-MM B B | B 127047 | 12 | 51

SNMG120404-BMA B - B | B |1270] 476 - 04 | 5.1

SNMG120408-BMA B B | B |12270| 47 | 08 | 51

SNMG120412-BMA B | B | B |1270]| 476 | 12 | 51

SNMG120404-BM B Bl B 1270 | 476 | 04 | 51

SNMG120408-BM B B B 1270 | 476 = 08 | 5.1

SNMG120412-BM B B B 1270 | 476 | 12 | 5.1

SNMG120404R-S B B - B 12.70 | 476 - 04 | 51

SNMG120408R-S B B B 1270 | 476 @ 08 | 51

SNMG120412R-S B Bl B 1270 | 476 | 1.2 | 51

SNMG120404L-S B B B 1270 | 476 @ 04 | 5.1

SNMG120408L-S B B B 1270 | 476 = 08 | 51

SNMG120412L-S B Bl B 1270 | 476 | 1.2 | 541




& )3 Tuning Inserts Series

WN E%Eﬂ#—l P i @ @ @ @ @ @
Negative Inserts for Turning M AiE ® ] 1
K i5s @ o ® ® ° :
£ ) &M N FFEER
WN Applicable S BihexE @ 5
BEIT
' Finish machining H M8 e
# s¥RMIZ=13 = See atlached table 13
ZF Coati FE i SR Dimension (mm
JIF1EEY Insert shape TIE3848 Insert ISO Code f& Coating CVDZ [/ CVD Coating (mm)
GAD124 | GAD128 | GAD147 | GAD148 | GSC33 |GSC3H-145 |GSCI3-2ME| D S r d
" WNMG080404-BTM o | & | 1270 | 476 | 04 | 54
4 WNMG080408-BTM B | & 1270 | 476 | 08 | 5.1

WNMG080412-BTM B B |1270]|47 | 12 | 5.1

1270 | 476 0.4 5.1

WNMG080404-MF3
WNMG080408-MF3 12.70 | 4.76 0.8 5.1
WNMGO080412-MF3 12.70 | 4.76 1.2 5.1
WNMG080404-MR 12.70 | 4.76 0.4 5.1
WNMG080408-MR 12.70 | 4.76 0.8 5.1

WNMG080412-MR 12.70 | 4.76 154 5.1

WNMG080404-TMA 1270 | 4.76 0.4 5.1

WNMG080408-TMA 12.70 | 4.76 0.8 5.1

D DDDIDIDIDIDD
DB BPDBEBDEB BDDMD

WNMGO080412-TMA 1270 | 4.76 1.2 5.1

WNMG080404-MM 12.70 | 4.76 0.4 5.1
WNMGO080408-MM 12.70 | 476 0.8 5.1

WNMG080412-MM 12.70 | 4.76 1.2 541

WNMGO080404-MS 12.70 | 476 0.4 5.1

WNMG080408-MS 12.70 | 4.76 0.8 5.1
WNMG080412-MS 12.70 | 476 1 5.1
WNMG080404-BMA 12.70 | 4.76 0.4 5.1
WNMG080408-BMA 12.70 | 4.76 0.8 5.1

WNMGO080412-BMA 12.70 | 4.76 1.2 5

WNMG080404-BM 1270 | 4.76 0.4 5.1

WNMG080408-BM 12.70 | 4.76 0.8 5.1
WNMG080412-BM 12.70 | 4.76 12 5.1
WNMGO080404R-S 1270 | 476 0.4 5:1
WNMG080408R-S 12.70 | 4.76 0.8 5.1

WNMGO080412R-S 12.70 | 4.76 2 il

WNMG080404L-S 12.70 | 4.76 0.4 5.1

WNMGO080408L-S 12.70 | 4.76 0.8 5

WNMG080412L-S 12.70 | 4.76 1.2 5.1




8 73R Tuning Inserts Series Quality, Technology, Service

(0 : Adaptable processing B In stock & : customized order

DN 888K P i | @[ e o e e o
Negative Inserts for Turning M i ® o
K i o e ® @ ® _
N FEF N FEEERm 55'._2_ B
DN/ &5 s sz | e T
Finish machining H M8 o
# FERMUZE13  See attached table 13
TIF-HEEY Insert shape TIE-4EA8 Insert 1SO Code ZE[E Coating CVDEERE / CVD Coating J2 5 Dimension (mm)

GAO124 | GAD128 | GAD147 | GAD148 | GSC33 |GSC33435|65C245| D S r d

DNMG110404-BTM B B B B |95 |47 | 04 | 38

DNMG110408-BTM = B B B |95 |47 08 | 38

DNMG150404-BTM B B B | B |1270| 476 | 04 5.1

‘ DNMG150408-BTM B B B B |[1270| 476 | 08 | 51

DNMG150412-BTM = B B B |1270| 476 | 12 5.1

DNMG150604-BTM B B B B | 1270 | 635 | 04 5.1

DNMG150608-BTM B B B | B 127|635 | 08 | 51

DNMG150612-BTM B B B | B 12763 | 12 | 51

DNMG150404-MM = B B | B 12747 | 04 | 51

DNMG150408-MM B B B | B 270|447 | 08 | 51
DNMG150412-MM = B B | B |24 | 12 | 51 g
’ DNMG150604-MM B B B | B 1227063 | 04 | 51 é
DNMG150608-MM B B B B |[1270|63 | 08 | 51 5

DNMG150612-MM B B B | B [127)63 | 12 | 51

DNMG150404-BMA B B B B |12 47 | 04 | 51

DNMG150408-BMA B B B B |[1270)| 47 | 08 | 51

DNMG150412-BMA = B B B |[1270|47 | 12 | 51

DNMG150604-BMA B B B B |[1270]|63 | 04 | 51

DNMG 150608-BMA B B| B | B [127)635 | 08 | 51

DNMG150612-BMA B B B | B |[127)635 | 12 | 51




E B33 Tuning Inserts Series

@ @EnT B zEEn B sate

VN BBE/R P
Negative Inserts for Turning M iR . ,
K & 1/._/&’3? d
i T N FEHER % oo
VN e s @Hes o0
L EED
Finish nqihining H #18 R R S S

s SERMIFE13 5 See attached table 13

JJ B2 Insert shape ‘ TIE 3848 Insert ISO Code ZfE Coating \ CVDZfE CVD Coating 25+ Dimension (mm)

GA0124 | GAD128 | GAO147 | GAD148 | GSC33 [oscmeloscnzss| D | & | r | d

| VNMG160404-BTM | | B | | B | B | B 952 |47 | 04 | 38

W | VNMG160408-BTM | | B | | B | B | B 952 |47 | 08 | 38

| UNMG160412-BTM | =N | B | B | B |95 |47 | 12 | 38

| VNMG160404-MF3 | | B | | B | B | B |95 476 | 04 | 38

‘ | VNMG160408-MF3 | =N | | B | B | B |95 476 | 08 | 38
| UNMG160412-MF3 | | B | | | B | B | B | 962 | 476 | 12 | 38

| VNMG160404-BM | | B | | | B | B | B | 952 | 476 | 04 | 38

| VNMG160408-BM | | B | | | B | B | B | 952 | 476 | 08 | 38

| VNMG160412-BM | | B | | | B B | B |95 |47 | 12 | 38

| VNMG160404-MM | | B | | | B | B | B | 952 | 476 | 04 | 338

% | VNMG160408-MM | | B | | | B | B | B | 952 | 476 | 08 | 38
IR R — W W BRI

| VNMG160404-BMA | B | | B | B | B |95 4 | 04 | 38

% | VNMG160408-BMA | B | | B | B | B |95 |47 | 08 | 38

I VNMG160412-BMA | | B | | | B | B | B | 12 | 38

‘ 9.52 | 4.76




&8OR35 Tuning Inserts Series

(0 : Adaptable processing B In stock & : customized order

CCIERETR P # ,
Positive Inserts for Turning M RiEiR ;mf e
< [O]f I
1 | &M N FEHEH e B,
CC Applicable s BEaS soef—D Ls.
\ FEE0T
Finish machining H M8
4 S EIMIFE13 3 See attachad table 13
J)F#87 Insert shape JIFT384& Insert ISO Code 2/l Coating CVDZZf& / CVD Coating S5 Dimension (mm)
GAD124 | GAO128 | GAO147 | GAO148 | GSCa3 [esenmslescnass| D | S | r | d | @
CCMT060204-BHMP 1~ | B B ‘ B |635(/238| 04 |28/ 7
CCMT060208-BHMP 1} B o \ B (635(233|08 |28 7°
CCMTO09T304-BHMP = B B ‘ B |9525/397| 04 | 44 | T
CCMT09T308-BHMP = B O | B |955/397|08 |44 | 7
CCMT120404-BHMP [~ | B O | B |1270047|04 |56 7
CCMT120408-BHMP 1 | B & | B |1270/635]08 |56 7
CCMT09T304-MF3 B 2 9525|397 | 04 | 44 | 7°
CCMT09T308-MF3 B a 9525397 08 | 44  T°
‘ CCGT060204-SP = B 635238 | 04 |28 | 7°
=
[
=
2
DCEBEIN [+ = g
Positive Inserts for Turning M g - =
= @\l
K 55° ']..\"\g__.);': J__J:J[d
{ ) ER N JE#Em r,e.| % m
DC Applicable s s o D — .._SJ
| BT
Finish machining H B#H8
Z[E Coatin CVD3E | CVD Coati <t Dimens|
TIFHBE Insert shape i b s e ek ing E/E | CVD Coating =< Dimension (mm)

GAD124 | GAD128 | GAD147 | GAO148 | GSC33 |GSC33-1/35 |GSC3-246| D S r d 5}

DCMT070204-BHMP B | B B | B | B (6352380428 7
: DCMT070208-BHMP B B B | B | & (6352380828 7
‘ DCMT11T304-BHMP =T | BE | B | & |953(397 04|44 T
DCMT11T308-BHMP B | B B B | B [953]397/08 |44 T
DCMW070204-MO B 635|238 04 | 28 7°
‘ DCMW11T302-MO B 952|397| 02 | 44 | T°
DCGTO070204-FY B 6.35(238 04 | 28 7°
‘ DCGT11T302-FY B 952|397| 02 | 44 | 7°
‘ DCMT11T304-ST B 952|397 04 | 44 T°
DCHT11T308-ST =] 1 952|397/ 08 |45 | T°
DCGT11T302 | 1§ 959|397 02|45 7°
Q DCGT11T304 a = 959|397 04 |45 | T
DCGT11T308 B B 959 397 08 |45 7°




/G/

& )3 Tuning Inserts Series

VC EBEJIR

Positive Inserts for Turning

II/-__-_ 1 .;.Eﬁlﬁ bl
pplicable

;VC] e
Finish machining

@ :EEnT B :zEss B pusE

]
T

i

IFEERE

BheE

|0z X =0

e

# FERMIZR13 5 See allag

hed table 13

TJF-#85 Insert shape TIEHEAR Insert 1SO Code Z[= Coating CVDZEfE/ CVD Coating 25 Dimension (mm)
GAO124| GAD128| GAO147 | GAO148| GSC33 [escamsiescsass| D | S | r | d | @
VCEW110304-MO B B 635|318 04 | 28 | 7°
E VCMW160404-MO = B 952|476| 04 | 44 | 7°
VCGW160404-MO B B 952|476 04 | 44 | 7°
‘ VCMT160404-GV E E 952|476 04 | 44 | 7°
VCMT160408-V B B 952|476 08 | 44 | T°
- VCEX110301R-SV = = 635318 04 | 28 | 7°
‘ VCGT110304-FP B B 635318 04 | 28 | 7°
— 5
RN veeTios0t-prc | B B 635/3.18| 0.1 | 28 | 7
‘\ VCMT110308-PC E = 635|318 08| 28| 7°
‘ VCMT160404-FP B =] 952476 04| 44| T°
VBIEBE/IH P i
Positive Inserts for Turning M ilEE T
-‘I . 'H
K 5% . 0 P E
@ me N JEEE | s % H
. VB Applicable s BEes = — — : S
| o .
k:. d Finish machining H EME
ZE[E Coating CVDZERE/ CVD Coating 2 Dimension (mm)

JIF 48 InsertI1SO Code

VBMT110304-Q

GAO124 | GAO128 | GAD147 | GAO148

GSC33 |6SCI13E GSCI246

Dls|[r[d] e

6.35 3.13‘ 0.4 ‘ 28 ‘ g°




& )3 Tuning Inserts Series

e

@ : Adaptable processing TEB: In stock |5 : customized order

RC IEBE/IR P i
Positive Inserts for Turning M RiEiE
K_ il
o ) EA N FFEEE
| RC ~ Applicable s BHES
HIEN0 T T
. Finish machining H E¥E

# 5ERMIFE13 # See attached table 13

Ve

i

o

kT

JTIH¥E8Y Insert shape ‘ JIF #8483 Insert ISO Code

TIE 188 Insert shape TIE-4848 seit 150 Cods #[E Coating ‘ CVDZERE / CVD Coating 2 Dimension (mm)
GAO124| GAO128| GAD147| GAD148| GSC33 Gscasmsloscsaus| D | S | r [ d | ©
e i RCGT1003-MS B i B | i 100318 - |44 | T
| RCGT10T3-MS B | B | | 100397 | - |44 | 7°
RPEBE/H P i
Pasitive Inserts for Turning M AR | | //-—-\\ ~ i
— £ _ — — _ I —N d
K - II. . III I]}
( \ FER N FEZE =
| R P Applicable s BEReE 0o | sl
| FEEEIIL ———
i " finish machining H M8
i VD5 i imensi
TIE-HEE Insert shape TIEA848 Insett 1SO Code # & Coating ‘ CVDZERE / CVD Coating 2T Dimensicn (mm)
GAO124| GAO128| GAO147| GAO148| GSC33 [escma6scisaes| D | S | r | d | 6
g RPGT10T3-MS B | B | 10.0 [ 3.97 | - |4_4 11°
Positive Inserts for Turning l i i i
ay ) ER
; T C | Applicable
| EBIIL
k8 ' Finish machining
/@ Coating | CVDIEE/ CVD Coating F2 5 Dimension (mm)

GAO124| GAO128 | GAD147 | GAD148| GSC33 |GSCHIAS GSCa2LE

D S r|d (2]

TCMT090204-N

556|238 04 | 26 T

‘ | TCMW090204-MO B | B | | 556 | 238 | 04 | 26 | T°
| CMW16T304-MO B | B i | 9.52 | 3.97 04 i 44 | 7°
q | TCMT16T304-SK = | = | | 9.52 | 3.97 04 | 44  7°
v | TCGT16T305-ST B | B | | 9.52 | 3.97 05 | 44 | 1
q | TCMT16T304-SP = i = | | 9.52|3.9? 04 |44 | T
| TCMT16T308-SP B | B | | 9.52|3.97 0.8 | 44 T
v | TCMT16T304-BHMP B | B | | 9.52|3.9? 0.4 | a4 | 7
v TCMT110204-EM B B 635|238| 04 | 28| 7
v B =

Turning Insert




/G/

)R Tuning Inserts Series

B ENTIEER Cutting & Turning Data Suggestion

MTHE Machined Material 27 JJF Negative Insert 1IEAJJA Positive Insert
vc m/min ‘ fn mm/min vc m/min ‘ fn mm/min
fi%if Carbon steel 100~425 0.1~0.5 135~450 0.025~0.25
Sl Alloyed steel | 70~250 ‘ 0.1~0.3 60~200 ‘ 0.025~0.25
Tl Stainless steel 110~300 0.1~0.3 130~300 0.025~0.25
PHiEH PH stainless steel | 125~450 ‘ 0.1~0.4 95~175 ‘ 0.025~0.25
i # Cast iron 350~1000 0.25~0.35 180~800 0.05~0.20
f25 Aluminum alloy | 25~90 ‘ 0.1~0.3 25~90 ‘ 0.025~0.2
@3 Hardened steel 45~65 0.1~0.3 20~90 0.025~0.2

B DR BRI TRERLE

BT Pictures "5 Result

ke

Thermal
Cracking

=
Chipping

Excess
Wear

[l [U%]
Notching

H5E
Built-up
Edge

B

Deformation

nE
Cracking

[R[*] Reason of cause

CDHIREAE » EEAM B
EIE

Ve is higher or cooling too fast.

DR ERERE

Insert grade is too brittle.

DR EABRNTERE AR
Insert grade is too soft or
speed too high.

DITHEEE N TIEEmEE
BT
Cut material hardened wears
the insert.

S

DT EDH S A SIS E
Cutting speed too slow
causes built-up edge.

YR E IR TGE SRR
Cutting speed too high or
feed too larg.

UHIEESRERSTEIRL
Cutting case too high temp
chip welded on insert.

AR F9Z Problem solution

1.{ERETEILETE - BIIFEN
Choose grade with higher Tac content.
2EFEEATDR - EELHREERS R R
Use positive insert, slow down cutting speed
and feed or depth of cut.

1 ERETLEFSEE - BT
Choose grade with higher cobalt content.
2 EEADRIBIWHEERE
Use negative insert and increase cutting speed.

1 (B AP A4 B
Insert grade select hardness is higher or wear
resistance is higher.

2. [FHELDHI= B G

Decrease cutting speed and feed.

138000 R B H
Incrase cutting rake angle.
2 [FHELDHIERE RS
Decrease the cutting speed and feed.

1R IHREE
Increase cutting speed.
2 EREREFEEDZERBIWTIN
Choose coating with lower friction such as TIN.

1 {EFEEMA B EEHRE
Use insert grade with higher heat resistance or
cheoose grade with higher hardness.

2. [EHE D R S
Decrease cutting speed and feed.

1. {ERETEE DR

Choose grade with higher hardness.
2. [EHE D R S

Decrease cutting speed and feed.



& )3 Tuning Inserts Series

A h
B ZiliEH Technical Information
(1) tDHIERE Cutting Speed (Vc)
_ axDxS .
Ve = 1000 m/min Ve = t)EIEE (Cutting speed) m/min
D = NI THHIEE (Cut material outer dimension) mm
1000 x Ve S = FENEE (Spindle speed) r.p.m
= r.p.m.
nxD P

(2) NI EEAE BN BIERAR- BEERAKRRENEE Land B(>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 I 0.28~0.40
ips
ZES
(3) LDHISBEERE Metal removal (cm?/min) 5 5|
bz =Vcxfnxap fn = & EIEHG (Feed per turning) mmirev

ap = UiF (Depth of cut) mm

(4) HFEE Power demand (KW) Ks = ENHIHEH (Specific cutting force) kg/m?
Ae = EJFE (Width of cut) mm
Ks x Ae xAp x F Ap = EiE (Depth of cut) mm
Pkw = F = T{FS#5 (Table feed) mm/min

60 x 1000 x 7 N = EMEE (Efficiency of machine=0.7~0.8)

& 1B Value of Ks
{E 1% Low carbon steel . 190
R Carbon steel ' 210
=20 High carbon steel 240
{K53f Low alloyed steel [ 190
&S%& High alloyed steel | 245
758 Castiron 93

. BEEESHE Ductile iron 120
i85 Copper alloy 70



HA & IS Tuning Inserts Series

@ :Epnr B spes B setE

TCHEARDN  [ufes | ..

Inserts for Inner Hole Boring

- N EA | '
TCl e | s @BRe®
FEED L I o
I Finish machining L H EEH;

# BFRMUFE14 ¢ See attached table 14

#E[Z Coating 2 Dimension (mm)
GA0120 GAO124 | GAD128 | GAD129|GAO145 |GAO14T| D | S r ] a | @

q TCGT110204-FY B B B 635 | 238 | 04 | 28 | 7°
| | i —
E TCMT110208-B ‘B B B | | . 6.35 | 238 | 08 | 28 | 7°

I I | | | I | |

JIF#8AL Insert Shape ‘ TIF#R#& Insert ISO Code

TP FESLA IR | | |
Inserts for Inner Hole Boring [ M B B r=C e __ I -
| K
' 1 ;Eﬂla bl |~
' Finish machining H EHE
#4 See attached table13
ZE[E Coatin 25 Dimension (mm
JIFHEEY  Insert Shape JIF 7848 Insert 1SO Code £ (e
GAO120 GAO124 | GAO128 | GAO129|GAD145 |GAO14T| D S r ] a | e
TPGT080202-FY | B B | B | | | | 476 | 238 | 02 | 23 | 11°
TPGT080204-FY | B B | B | | | |4.?5 238 04 | 973 | 11°
TPGT080208-FY | B B | B | | | |4.?5 238 0.8 | 2.3 | s
TPGT090202-FY | B B | B | | | |5.56 238 0.2 | Ok | 12
TPGT090204-FY | B | B | B | | | |5.56 238 | 0.4 | 2.7 | 112
q TPGT090208-FY | B B | B | | | ls.sa 238 08 | 2.7 | 11°
TPGT08T204-FY | B B | B | |555 278 | 04 | 2.8 | 11°
| |
TPGT110302-FY | B | B | B | | | I5.35 3.18 | 0.2 | 3.4 | iz
TPGT110302-FY | B B | B | | | |6.35 318 | 0.2 | 3.4 | 11°
TPGT110304-FY | B B | = | | | |6.35 3.18 | 0.4 | 3.4 | 1°
TPGT110308-FY B B | = | | | J5.35 3.18 0.8 | 3.4 | {12
B e, i 1= | L  — N[ T P =
eTiosoamuT | B B | B ' ' | 635 | 318 | 04 | 34 | 11
| | | | | | |




& )RS Tuning Inserts Series

B RAENIEHEE Surface Quality

(1) JJ7IREELET)E Relationship between insert radius and feed to the surface quality

B*EE Ra
Z7IRA 0.4 1.6 [ a2 6.3
Insert radius S
ERE mm / 8
0.2R | 0.05 _ 0.08 | 0.13 _
0.4R 0.07 0.11 0.17 0.22

(2) TR+ BRHEMER Surface quality affected by material of tooling shank

=4 PUT #§if Steel Bar L = NI 3= Depth of cut
D = 0T 3L Diameter of cutting hole
= 5~7 £i5##1A Solid carbide Bar

A h
=
B 0T Machining Condition Guide g i
o
L L L L o
NI#+8E DITHRE | 5 =3RTF 5 o =T i T
Machined Machining e fs = & = s - fs
q o v vV Vv Vv
NEkta Gondition m/min  mm/rev | m/min  mm/rev | m/min  mm/rev| m/min mm/rev
sm 10v) 3 3 3 _ )
Sabonsiedl 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
S ]
Allc‘):;edﬁgteel Semi-finish | 60~120 |0.15-0.30| 50~110 | 0.15-0.25| 40~80 | 0.15-0.25| 80~130 |0.15~0.30
L))
RSB 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 )
Semi-finish | 90-90 |0.15-0.25| 40-80 |0.15-0.25| 40~80 |0.15-0.25| 70~130 |0.15~0.25
EFt])
N Einish 200~400 | 0.05~0.15| 200~400 ' 0.05~0.15| 200~300 | 0.05~0.15| 200~400 0.05~0.15
i fum}
Aluminum alloy at] . . . e . . c .
Semi-finish | 190-250 | 0.05-0.15 | 150~250 | 0.05~0.15| 150~250 | 0.05~0.15| 150~250 | 0.05~0.15
L)
= B 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 s8]
Semi-finish | §0-100 | 01-04 | 60~100 | 0.1-04 | 50~00 | 01-03 | 60-110 | 0.1-0.3




HA BB JJFRY Tuning Inserts Series

@ :Epnr B spes B petE

OCELSHEREDS [ pw | e e [ ] ——
Inserts for Auto-Lathe Turning PN gi

eme® || | | [ | | : »
BRES | 1£-.EE
wrE | e | | | | | Aak |l

4 FFRMIZRTS 5 See atlached table 15

I Z X =0

M K g%ﬁ?cable
EEIT

Finish machining

#[Z Coatin 2T Dimension (mm
JIEAEEY Insert Shape JIF 3848 Insert ISO Code . ; o )
GAO220 | GAO224 | GAD228 | GA229 |GAO245[GA024T| L [ W [ s d | A [ b | R
MKGR25-PT100 . 25.0| 8.0 [318| 48 | 3.7 |27 |0.10
| . | | | | |
; DU 3G R B
a | MKGR25PTIS0 = s | 250/ 80 |318) 48 | 37 |37 010
MKGR25-PT200 250 8.0 [318| 48 | 37 | 3.7 |0.10
| | | | | | | | | |
C(NEILESERETDR | P @ 11 | [ )
Inserts for Auto-Lathe Turning M gl . . . . . %’;rj
AT | e b
K 55 . | _ | | | o
L FEA N SFESE AR
Finish machining e E _ . | . . .
ZEiZ Coatin J25f Dimension (mm
JJFHBEY Insert Shape | JJF#54E Insert 1SO Code g (mm)
GAD220| GA0224 | GA0228 | GAO229| GAO245|GAO47| L | W | S d | Al b | R
MKGR20-PT050 _ 200 80 [250| 45 | 13|13 |0.15
| | | | | | | | | |
MKGR20-PT075 20.0| 80 [250| 45 | 18|18 |0.05
| | | | | |
MKGR20-PT100 200 | 80 [250| 45 | 25 | 25 |0.05
| | | | | |
MKGR20-PT150 200 | 8.0 [250| 45 | 35| 35 |0.05
| | | | | | |
MKGR20-PT200 | | 200| 80 [250 45 | 50 | 5.0 |0.05
| | | | |
MKGR20-FT100 B 200| 80 [250 45 | 25|25 [0.05
2 | | Bl RS | | | | |
MKGR20-FT150 mEBL 20.0| 8.0 | 250 45 | 35| 3.5 |0.05
| | All are customized order | | | | | |
MKGR20-FT200 ! ! 200 | 80 |250| 45 | 50 | 5.0 |0.05
| | | | |
MKGR20-BT2802 200| 80 [250| 45 | 75| - |0.10
| | | | | | |
MKGR20-BT3502 200 80 [250| 45 | 75| - |0.10
| | | | | | | | |
MKGR20-THB02002 200 | 8.0 [250| 45 | 6.0 | 6.0 |0.20
| | | | | | |
MKGR20-TH552002 200 | 8.0 [250| 45 | 6.0 | 6.0 |0.20
| | | | | | | | |




& )3 Tuning Inserts Series

D) oNCENBEERE DA -)\E B gsBE A B/ERF I /R
Inserts for Auto-Lathe Turning - Single Screw Lock Type e Boi b lleraze e
CNCEILEEERE R P i
Inserts for Auto-Lathe Turning M iR
K &8
N FEEE
Apphcable —
TG BENL B
';-;:" Finish machining H B8

# FERMUFR15 # See attached table 15

Z5fE Coating =1 Dimension (mm)
GA0228 | GA0229 | GAD245 | GAO247 | L L1 T f R
TG2863-5501-R 280 | 50 | 20 | 55° | 0.1
TG2863-6001-R B 280 | 50 | 20 | 60° | 0.1

B E R
TG2863-5501-L BB E 280 | 50 | 20 | 55° | 0.1

All are customized order

JIF#8AY Insert Shape JIF #8548 Insert ISO Code

GAD220 | GAD224

TG2863-6001-L ‘ ‘ 280 | 50 | 20 | 60° | 0.1
"é ==}
= /]
NCEVEBEREDS [ 5w 2 [
Inserts for Auto-Lathe Turning M FEH g gj
K 5l -
o B N FBER
. Finish machining H EHE

ZE[E Coating =1 Dimension (mm)
GAD220 | GAO224 | GAD228 | GAD229 | GAO245 | GAO247 | L Ll il 5] R

TIF#83U Insert Shape TIF 3848 Insert ISO Code

PG2863-100R 280 | 40 | 1.0 | 15° | 0.1
PG2863-150R 280 | 50 | 1.5 | 15° | 0.1
e PG2863-200R E 280| 50 | 20 | 15° | 0.1
utﬁﬁmﬁ
PG2863-100L =& 280 | 50 | 1.0 | 15° | 0.1
Al are cus I[:n ize |(|Idr3r

PG2863-150L 280 | 50 1.5 | 15° | 041

PG2863-200L 28.0 | 5.0 2.0 15° | 0.1




HA & 7Y Tuning Inserts Series

D onc eSS ERENA - R EIEN esEE0A — —
Inserts for Auto-Lathe Turning - Single Screw Lock Type Left / Right back turning Left / Right grooving turning

CNCENEEERETH P i

Inserts for Auto-Lathe Turning M B

K &3

] 3 »ﬁ[fl'iacable N JEEEE

BTN w5 5 Buoe

' Finish machining H BME

s BFRNYFER1S 5 See altached lable 15

2@ Coating 21 Dimension (mm)
GAD228 | GAD229 | GAD245 | GAD247| L 1561 T 5 R
28.0 | 3.0 30 | 35° | 01
BT2863-35°-L E 280 | 3.0 3.0 35° 01

Bl EIRTBER

()%= BEEE o

BT2863-20°-R All are customized order 28.0 3.0 3.0 20 0.1

‘ 280 | 30 | 30 | 20° | 0.1

JIFAHSEL Insert Shape JIF #8148 Insert 1SO Code

GAD220  GAD224

BT2863-35°-R

BT2863-20°-L ‘

8 R

CNCEINEEIERE A P i [ [ FPR—
Inserts for Auto-Lathe Turning M R o ,
| K @ 2 K@ T
d ;\Eﬁlﬁ . N JEEER b
= s BHcE e
F G | BEBIIT e | ] T h

Finish machining

JIEHEEY Insert Shape TR Insert 1SO Code #E[E Coating = Dimension (mm)

GAD220 GAD224 | GAD228 | GAD229 | GAD245 | GAD247 L Ll T 5 R
FG2863-100R 28.0 | 1.7 1.0 - 0.1
FG2863-150R 28.0 | 3.0 1.5 - 0.2
FG2863-200R E 28.0 | 4.0 2.0 - 0.2

Dlti\?ﬁﬁﬁ_ﬁ%
FG2863-100L  EBEE 28017 | 10 | - | 01
All are customized order

FG2863-150L 28.0 | 3.0 1) - 0.2
FG2863-200L 28.0 | 4.0 2.0 - 0.2




& )RS Tuning Inserts Series

2 (NCENSSERE DA -EEl RsEE DS BASIH BB
Inserts for Auto-Lathe Turning - Single Screw Lock Type el el b Sl el el
CNCEILNEEEREH P i 4
Inserts for Auto-Lathe Turning M FiEiE T r L
K 55 ERIN H ™
:!!; Fﬁﬂab,e N IEEE ) N
TG == s @mas AT
| BENT oA S5 51T
L ™ J Finish machining H B8 \
% FERIZE15 5 Ses attached table 15
TR #ERY Insert Shape TIE- 4848 Insert ISO Code ZE[E Coating J T Dimension (mm)
GA0220 GADZEd‘GAUZZB‘GAU?_?_Q GAD245|GA0247| L | L1 | T i R
\ TG35.844.5501-R T ——— 350 | 6.0 2.0 55° | 041
All are customized order
> TG35.844.6001-R | | 350 | 6.0 2.0 60° | 0.1

o E:
2
CNC EINEBERETH P =7
Inserts for Auto-Lathe Turning M RiEiR g ;E
=
K ## 2 Kl
N EH N JF#EER
o -
%_,_ _:;} Finish machining H EHE

TIFA8EY Inset Shape | TIF#RAS Insert ISO Code S ot R Dimension (mm)
GAD220 | GAD224 | GAD228 | GAD229  GAD245 | GAD247 L L1 T 3] R
RG35844-050R 350 2.2 1.0 - 0.5
\ S [ o rmmn sus B R e —
RG35844-150R 350 4.2 3.0 - 1.5

»p» JDENIREEB Inserts machining figure

' «rf
PG BT FGRG TG CM



H BRS) Tuning Inserts Series

2 CNCEINBEERE DA -EIE g BTN

Inserts for Auto-Lathe Turning - Single Screw Lock Type
CNCEINEEERET P 3
Inserts for Auto-Lathe Turning M g
K &5
& N SFE#EER
Soplcable s BRE®
RG] =i E
Finish machining H @HE

JIF18EL Insert Shape ‘ JIE#84% Insert ISO Code

PG35844-100R
| PG35844-150R

& | PG35844-200R
PG35844-250R

PG35844-300R

BEIEIR
Right parting

aEERDR

Right back turning

@45

ZE[Z Coating

GA0220| GA0224| GAD228 GA0229 GA0245| GAD247| L

2 EFRAEEERS
EETLE

All are customized order

35.0

35.0

35.0

35.0

35.0

J< i Dimension (mm)

| L1
| 65
8.0
85
8.5

8.5

T |8 | R

10 | 15° | 005

1.5 | 15° | 0.10
.

20 | 15" | 0.10

25 | 15° | 0.10

30 | 15° | 0.10

CNCEINSEERE R P i
Inserts for Auto-Lathe Turning M FiEiE
K 5
gEEF i N FEHER
pplicable =
BIR & = i
Finish machining H #18

JIF T8B! Insert Shape ‘ T #5348 Insert ISO Code

BT35844-010-35°-R

BT35844-010-35°-R
\ . BT35844-020-35°-R
BT35844-010-20°-R
BT35844-010-20°-R

BT35844-020-20°-R

=
#E = Coating J2 < Dimension (mm)
GA0220| GAO224| GAO228 | GA0229 GAO245|GAO247| L | L1 T | 8 | R
350 | 5.0 | 40 | 35° | 0.1
| |
350 | 50 | 40 | 35° | 0.1
| | | |
B 350 | 5.0 | 40 | 35° | 0.2
B ARAEER I I I
HELEE .
Al are customized order 35.0 | 3.5 4.0 20 | 0.1
350 | 6.0 | 40 | 20° | 0.1
| |
350 | 6.0 @ 40 | 20° | 02




)RS Tuning Inserts Series

2 (NCENSEERETF- RHEEDA GEIGERT HEI DA T
Inserts for Auto-Lathe Turning - Single Screw Lock Type Right grooving turning Face grooving

CNCENEEEREDR [ pa || | 4 -t
Inserts for Auto-Lathe Turning M il [ [ ;

| . G T 1T 1 H—Afl_ |

F G il s BRES 7 I3

*—E}JDI = | | | L L —
: ' Finish machining H B8 5

i SFEMATE15 4 See atfached table 15

BFEE i T Di i
JIFr#EHEL Insert Shape TIF4E#3 Insert 1SO Code E[& Coating R Dimension (mm)
GA0220| GAO224| GAD228 | GAO229 GAO245]GA0247| L | L1 | T | 8 | R
| FG35844-100R | 350 25 [ 10 | | 0.1
FG35844-150R ' : 3503100 15 0.1
| | E | | | |
\ FG35844-200R = 350 | 40 | 20 0.1
2 FIRFEEE R | | | |
EEEE
| FG35844-250R | All are customized order | 35.0 6.0 | 2.5 | | 0.1
| FG35844-300R _ | ' | 350 80 | 30 | | 01
FG35844-350R . 350 | 80 | 35 0.1

CNCEILNEZIERET A P i , , f j
Inserts for Auto-Lathe Turning M R | '
K #H# =
' i N SR 2
FTY o c s :
" Finish machining H #E#E g

#: See altached table14

ZE Coatin JRT Dimension (mm
JIF1EBY Insert Shape JIF 848 Insert 1SO Code : I L
GA0220 GAD224| GAO228| GA0229| GA0245|GA047| L | L1 | T 8 | R

FT35844-050R | | 35.0I 6.0 | 05 S=1.5I 0.1

| | |
D iREE R B E S
\ FT35844-100R | All are c.l[st:'rizec arder | 35.0 | 6.0 | R RER | X

FT35844-150R | f : . 350 | 60 | 15 |$=15| 0.1

A h
B ZER Technical Information M NI L&A Machining Condition Guide

NIHSG HHIPIT Turing | tIEFIT Parting
RHI# Free cutting steel 100~200 0.05~4.0 0.01~0.25 75~150 0.05~3.0 0.01~0.15
{Ef%## Low carbon steel 70~160 0.05~4.0 ‘ 0.01~0.25 ‘ 60~120 ‘ 0.05~3.0 ‘ 0.01~0.12
hi# Carbon steel 55~120 0.05~4.0 0.01~0.20 50~100 0.05~3.0 0.01~0.00
& Alloyed steel 45~100 0.05~4.0 ‘ 0.01~0.15 ‘ 35~80 ‘ 0.05~3.0 ‘ 0.01~0.08
Wi Stainless steel 50~120 0.05~4.0 0.01~0.15 50~100 0.05~3.0 0.01~0.08
i35 Aluminum alloy 200~1000 0.05~4.0 ‘ 0.01~0.20 ‘ 150~400 ‘ 0.5~3.0 ‘ 0.01~0.10
#5% Copper alloy 90~500 0.05~4.0 0.01~0.30 90~300 0.5~3.0 0.01~0.20

&< Titanium alloy 25~70 0.05~4.0 ‘ 0.01~0.08 ‘ 25~50 ‘ 0.5~3.0 ‘ 0.01~0.06



H BJ)3R3 Tuning Inserts Series

3) NCENBEERSEDF-/)E EEIBHEEDR BIEBFTIA B/ D

T Left / Right handed threading Left / Right radius grooving

Inserts |L_r Auto L._J'I‘F‘ |L,"'|]'II J- Der,uF‘ Screw Lock -Ir:jw"lfj'.'—'.‘

CNCEINEEERETH

B
Inserts for Auto-Lathe Turning M
K
i N FEEEE
TG Applicable s Bas
| G H BHME

Finish machining

ZEfE Coatin ‘ =3 Dimension (mm
JIRH#EEY Insert Shape TR #5745 Insert 1SO Code ° = Ll
GAD220 | GAD224 | GAO228 | GAO220 GAO245 GAO247| L L1 | T | 8 | R
TG37.844.5501-R | 375 60 | 30 | 55° | 0.1

TG37.844.6001-R B 375 60 | 3.0 | 60° | 0.1
' i A sRAEE i ' ' i
5. TG37.844.5501-L - EBEE 375 60 | 30 | 55° | 0.1
All are customized order | |

TG37.844.6001-L 375 | 6.0 3.0 | 60° | 0.1
I I I I I I I I

ONCENEBIEREDS [ o i e s s s I L
Inserts for Auto-Lathe Turning M iR LL1,

I = N FFEER L1 i

plca e BReS

RG MO0 SR E R — T /EEES
Finish machining H #HE8 R
Z/E Coating ‘ = Dimension (mm)

JIRTEEL Insert Shape IR 548 Insert 1SO Code
GAD220 | GAD224 | GAO228|GAD229 GAO245 GAG24T| L L1 | T | 8 | R

RG37844-050R 375 | 2.2 1.0 - 0.5

RG37844-100R 37.5 | 3.7 20— 150

RG37844-150R E 375 | 42 3.0 - 15

| D/ll 15'1‘3'3\‘_7_'1 | | | |
RG37844-050L EEBEE B it st O e

| All are customized orde |

RG37844-100L 37.54|e 3.7 2.0 - 1.0
| | | | | |

RG37844-150L 375 42 3.0 - 1.5




)R Tuning Inserts Series

3 (NCENBSERE T H-NE IRMEE DA

. . P L LR
Inserts tor Auto-Lathe Turning-Double Screw Lock Type

A/ EaERIR

Left / Right back furning

CNC EINEENERET A P i ' o | L .
Inserts for Auto-Lathe Turning 5 [ T I | L1
K fﬁﬁj 1 iL 1 1 I_J_ @46 .
& N FEEE | | | _ _ R L1
PE] o s Emas T
=T T | | | | | e
b ' Finish machining H BMHE | | | | | i)
TS 8B Insert Shape T35 #AS Insert 1ISO Code Gl =" Dimension (mm)
GA0220| GAD224| GA0228| GA220| GA0245 GA0247| L L1 | T | 0 | R
PG37844-100R I | 37 Sl 65 i 1 D] 5 0.1
| | | |
PG37844-150R I I I 375 | 85 I 1.5 I 15° | 0.1
{
PG37844-200R 375 | 85 | 20 152100.4
| | | |
PG37844-250R I I 375 | 85 2:5 18 | 0.4

PG37844-300R , B 375 | 85 | 30 | 15° | 0.1
| B FiEtEEEA | | |
PG37844-100L HEBYE 375 | 6.5 1.0 15° 0.1

| All are customized order | | |

PG37844-150L I | : 375 | 85 I 1e5 I 152 0.1
| |
PG37844-200L 375 | 85 20 | 158 | 04 t E]
| | | | o
PG37844-250L | | 375 85 | 25 | 15" | O i
c
PG37844-300L 375 | 85 3.0 152 0.1 = A
I I I I =2 5l
CNCEIMNEEERE)H P [ e e ] [ T
Inserts for Auto-Lathe Turning M RiE i i | I
K il
' AHE!TJ . N IES=R
pplicable =
BT | &t SRR
% Finish machining H @8

i PVIRIS st 80 Coce GA0220| GA0224 | Giiaﬁza;:zie GA0245 GAO24T| L RL? D|imET”5i°'|1 (mem} | R
BT37844-010-35°R I I 375 | 3.5 I 4.0 I 35° I 0.1
BT37844-010-20°R | | 375 | 35 | 4.0 | 20° | 0.1
BT37844-010-20°R | i i 375 | 6.0 4.0 20° | 01

E | | |

\ BT37844-020-20°R - 375 6.0 | 40 | 20° | 02
| SRt | | |

BT37844-010-35°L EELEE 375 | 35 | 40 | 35° | 01

All are customized order

BT37844-010-20°L 37.5| 3.5 | 4.0 207 | 0.1
| | |

BT37844-010-20°L . 375 | 60 | 40 | 20° | 01
| | | |

BT37844-020-20°L 375 | 6.0 40 | 20° | 0.2




H B33 Tuning Inserts Series

3) CNCREMNSENERE ) H-E RHMEE DA BRI HELDRT)E
Inserts for Auto-Lathe Turning-Double Screw Lock Type Left / Right grooving turning Face grooving
INCEVEBEREDN [ 5 @ e [ o] (o _
Inserts for Auto-Lathe Turning M CRIEHE T L1 ‘
S, | | | | V= [
K G FNI00 ™
i N FHER - e
F Applicable BRS T I I I T R.
BT S o . . . Tfm
Finish machining H B#HE _ . | | =
EE i -+ Di i
JJR &8 Insert Shape T 3848 Insert 1SO Code ZEf& Coating ‘ J=5 Dimension (m.m)
GA0220| GAO224| GAO228 | GAD229 GAO245 GAO247| L L1 | T | 8 | R
FG37844-100R 37.5 | 25 1.0 = 0.1
| | | | |
FG37844-150R 375 | 3.0 1:5 - 0.1
| | | | | |
FG37844-200R 375 4.0 2.0 - 0.1
| | | |
FG37844-250R _ _ | 375| 60 | 25 | - | 04
{ { | | { { {
FG37844-300R | | 37.5 | 8.0 3.0 - 0.1

FG37844-350R E 375 80 | 35 2 0.1
[ LA E#RAEE | | [ [
FG37844-100L EETE 375 25 | 10 = 0.1

All are customized order | | | |

FG37844-150L 375 3.0 15 e 0.1
| | | | |
FG37844-200L 375 | 40 2.0 - 0.1
| | | | |
FG37844-250L 375 6.0 25, - 0.1
| | | | | | |
FG37844-300L | 375 8.0 3.0 - 0.1
| | | | | |
FG37844-350L 375 | 80 245 - 0.1
L L L 1 L L L
OCENEBEREDS | » @ B s | o —
Inserts for Auto-Lathe Turning M RiREE LL1 ‘
it i |1k L ] 1 1 1 P
K @8 ] H ENOO N
o N FEEE P R
plicable num= I I I 1 | Vs
Pl B o N S S — T CAPAUAEE
| Finish machining H BHME
#£[E Coating ‘ J2 T Dimension (mm)

JJEE8L Insert Shape JIF#48 Insert 1SO Code
GA0220| GAD224| GAO228| GAO229 GAO245 GAO247| L L1 | T [ 8 | R

FT37844-050R 375 60 | 05 | 8=15| 0.1
| ! " | | | |

\ FT37844-100R ek 375| 60 | 1.0 | s=15| 0.1
| o T : | | | |

FT37844-150R | 375 | 6.0 | 1.5 | 5=1.5| 041




B )R 5 Tuning Inserts Series

O ENSMEFETS  [pw | (e[ [ | | (o o
Inserts for Auto-Lathe Turning M FimiR | . L1 _
K & _ . { { E ! @9
iSﬁF - N JF#E® o
pplicable BRES i i f I
MGl #wt SRR S S oS
- ! Finish machining H @8 R’
& Coating 2 Dimension (mm)

JJFHEBL Insert Shape JTIFr#84E Insert ISO Code
GAD220| GA0224 | GA0228 | GAO229 GAO245 GAG247| L L1 | T | 8 | R

| MG37844-085R | | | 375 20 | 09 | - | of
MG37844-100R , , | 375 |25 | 10 | - |04
|
MG37844-125R ; , 375 30 13 | - | 01
MG37844-150R B 375 |37 |15 | - | 041
LIRS | | |
MG37844-175R AL 375 |40 |18 | - | 01
| are customized order | | |
MG37844-200R | ' 37550 | 20 | - | of
| |
MG37844-250R | | | 375 |60 | 25 | - |04
|
MG37844-300R . 375 (80 |30 | - |01

B JJRFDNIREE Inserts machining figure

FHE&H@W

«rr vy
PG BT FGRG TG CM

Turning Insert




Drilling Inserts Series

@ EEnT B xpns B satE

—
TC EfBIE _—
Inserts for Spot Drill Cutter ET T - s T
K
ar N FEEEE .
. TC s B 0
}\ i TIHH8E Insert shape H #HME
# SERMIFRI6 # See attached table 16
= Coating = Dimension (mm)
licabl JIF #8348 Insert 1SO Code
i e GA0220 | GA0224] GA0228| GA0229 [ GAO245(GAO247| D | S | d | r | 8
424EFAN0 T Serifine machining TCEX16T308 B B 9.52 | 397 | 440 | 080 | 7
[—]
TP EAIEIE T _—
Inserts for Spot Drill Cutter T
K &
N EEER
- TP s BREE
- s/ TR Insert shape H BEME
FEFE Applicable JIE#848 Insert 1ISO Code . it )
GA0220 | GA0224 | GAD228 | GAD229 | GAD245 | GAD247| D S d r ]
242310 T Semi-fine machining TPEX13T302 B B 7.94 | 397 | 370 | 0.20 | 11°
AR N)0 T Semi-fine machining TPEX13T304 B B 794 | 397 | 370 | 040 | 11°
CC gL x
eaming Inser M Zimﬁ ; _’-:\\.\.U '_\_:-_
K B _ i."':j/“( \j:{,':-l.""HH [ [u
: ' N FEEER ) ?*-:/z-'41 il B0
@c s BRes Lo Lsd
,. ”{::_- TIH 188! Insert shape H B7E
R Applicable TIEHEAS Insert 1SO Code Z[E Coating = Dimension (mm)
GA0220  GAD224 | GAO228 | GAD229 | GAD245 | GA0247| D s d r ]
E TR0 Semi-fine machining CCGT060204-MUT B =2 635 | 238 | 220 | 040 | T°
22422500 T Semifine machining CCGT060204-TM B 1™ | 6.35 | 238 | 220 | 040 | T7°




8RB Drilling Inserts Series

G\: Adaptable processing n: In stock E : customized order

XC %E%EIIZJHL Il L .
Inserts for Drilling and Millimg - d- A g_"
i . i T\T* L
N JFREE & |
XC s BRas I
: T8R! Insert shape H ﬁ@ﬁ%

# ¥ RMUITR16 3 See attached table 16

ZEE Coating = Dimension (mm)
licabl JIF#848 Insert 1SO Code
s GAD220 | GAD224 | GAD228 | GAD229  GA0245  GAD247 D S d r L
48250 T Semi-fine machining XCGT080304-EN B [ | 8.40 | 318 | 340 | 040 | 840
SHEBAN0 T Semiine machining XCGT10T304-EN B ] 1044 | 397 | 454 | 040 | 10.44
EERD0 T Semi-fine machining XCGT130404-EN B =) 1320 | 476 | 531 | 040 | 13.20

B 15355808 Features:

1. ERRIZERA COAIS  WES, - s#3, - B - NE -

2. INSIEuEER) ~ EAIBVI0 IS -

3. AESZEIRIBIESR -

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.

Drilling Insert



EA $BJIFRY Drilling Inserts Series

WCIRRIRER A

Inserts for High Speed Drill

o

T8R! Insert shape

i

T

i

FEEE
BRes®
BEHE

I ZXI=S|0

# FEEMITRI6 2 See atlached table 16

#Ef&E Coati o Di i
FEFA Applicable TIF 3848 Insert 1SO Code gonng R+ Dimension (mm)
GA0220 | GAD224 | GAD228 | GAD229 | GAO245 | GAO247| D d s r
#8700 Rough machining WCMT-0302 5.56 2.78 2.38 0.80
#HD0T Rough machining WCMT-0402 E 6.36 2.97 2.38 0.80
#2700 Rough machining WCMT-0503 B EFRISEE R 7.96 3.40 3.18 0.80
RELE
Y200 Rough machining WCMT-06T3 All are customized orde 9.52 3.80 3.97 0.80
#2100 Rough machining WCMT-0804 ‘ ‘ 1270 | 4.40 476 1.20
SPiREMIEIF s
Inserts for High Speed Drill e
K EiE d
| N JEER
S P s Bles 15|
":1'. JIFA 18R Insert shape H EHE
& Coati < Di i
FEFS Applicable JIF #R15 Insert ISO Code T e B enSOe)
GA0120 | GAO124 | GAO128 | GAO129 | GAD145 [GAD147 | D d s r
%80T Rough machining SPMT-050204 5.00 2.25 2.38 0.40
#2100 T Rough machining SPMT-060204 B 6.00 2.58 2.38 0.40
N it
80T Rough machining SPMT-07T308 mﬁﬁjﬁw 794 | 285 | 397 | 080
¥A10T Rough machining SPMT-09T308 ‘ ‘ ‘ 978 | 405 | 397 | 080




& D3R 3 Drilling Inserts Series

('_?' : Adaptable processing n: In stock E: customized order

WP IR&IREI R~

Inserts for High Speed Drill - ﬁl =
M i

K &g
e N FESE
WP s BREE
TE A nsert shape H B¥E8

# B RMTT=16 3 See attached table 16

#[E Coatin R Dimension (mm
&M Applicable JIF#R48 Insert 1SO Code 9 : o {miy
GAD120 | GAD124 | GAO128 |GAD129 GAO145|GAO147T| D | d | s r
$A10T Rough machining WPXT042004-G o | 420 1.80 200 | 040
1 | 1 | 1 1
#8700 Rough machining WPXT052504-G n 5.00 2.30 2.50 0.40
¥E10T Rough machining WPXT063006-G B | 600 | 240 300 | 060
| | | | | |
F800T Rough machining WPXT073506-G ﬁ 7.50 2.80 3.50 0.60
| | | | |
¥EI0T Rough machining WPXT094008-G 1 | 9.60 4.00 4.00 0.80

A b
W EMER Technical Information M NIIL{EHF Machining Condition Guide
1. /260t 8 (Coolant Flow) 23743 (1/min)
s Coclaﬂ_‘. Flow = Litres per mir'.ulc iLE\‘) by qiamclc.r
5 ® T ]
; NIHE sEE | LuEE HETIE Feed mm/rev(EH)
- Machined Material | 'S | m/min sfs
ol material @20C0F | P20-@24 | @20-024 | @45LLE =
27 20 25 40 50 b oD Cﬂﬂtl ng u}
Diametler Range (mm) g
{EC i G12XI : : - . e
g i 100~200 | 0.04~0.01 | 0.06~0.15 | 0.08~0.17 | 0.1-~0.2 O
2 HElfEEE ] (Coolant Pressure) kg/cm? Low carbon steel TIN 7 =
- Coolant Pressure - kg/em? {BAR) by diameter =
b — . . B 5B G12XF o
:(: : i i i i i : Garbon steel I 100~200 | 0.04~0.01 | 0.06~0.15 | 0.08~0.17 | 0.1-~0.2
‘nl’; 10 Py 5
<tz i G12XF
: Sl 100~200 | 0.04~0.01 | 0.06~0.12 | 0.08~017  0.1-~0.2
‘ . i : Alloyed steel TIN
7 = w0 = s i o
Daic st Pairias o Nt G12XF
Diameter Range (mm) | s ke e a
Stainless steel TIN 100~200 | 0.04~0.01 | 0.06~0.12 | 0.08~0.15 | 0.1~0.2
3.0 LhE7](Power Consumption)kw ot G11C g
el Power Consumption Guidelines Alumli_ln?m 3”0\,1' TIN 150~250 | 0.05~0.1 0.1-0.2 |0.12-0.23 0.2-0.3
Cutting Sppeds
— Steel Ve 150 m/min b
! =8 G11C
E— I‘_"n‘uf.c.21lnrj1.-'m|n Cast iron ‘ TIN 70~120 0.06~0.1 | 0.08~0.15 | 0.08~0.2 0.1~0.3
Stainless Stee |
Ve 135 m/min
— Aluminum

e 300 m/min




Customized products

@ :mpnT B xnEs B sssE

Mﬁﬂaﬁyﬁﬁﬂﬁ M ;ﬁmm ) /I’J’C
S|Jeci0I{F0(e clllnd Side Milling :nserr / K EH
Inserts for Milling H-Bean, rails i
: ] ] W
N JEBEE ©
Q ‘l Appncable s BHRsE S
Ey | w=mT H BHE
,' Finish machining
TIEHEE Insert Shape I35 Insert 1SO Code 5@ Coating R Dimension (mm)
GADB20 | GAOB24 | GADB28 | GADG29 | GADB45 | GAOB4T | D W S d ric
. QNAC150608-ZC B B B B B | B | 6| - |63 5408
SN MITHEE/ =%
8 AR ) s G
Special Face and Side Milling Insert / :
Inserts for Milling H-Bean, rails K & w @ d
! o N EEEE
: SN'] Applicable S BiREE D s
k J BB T H BME
. iy finish machining
JIF#EE Insert Shape TIE#848 Insert 1SO Gode Z[& Coating R Dimension (mm)
GAD620 | GADG24 | GADB28 | GADB29 | GAOB45 | GADB4T | D = W ) d |RrFace| rc
. SNGQ1206-M0O-1C 127011270 | 6.35 | 440 | - 1.0C
one
SNGQ1206-MO-10R 1270 11270 | 6.35 | 4.40| side | -
10R
. SNGQ120604-MO 12701270 | 6.35 | 440| - | 0.40
0 SNGQ120620-MO E 127011270 | 6.35 | 440 - |200
Ll CHREER
EREE
. SNHW1306-2C S — 13501350 | 6.35 | 540 - |03C
° SNHW130710-10R 13.50 | 1350 | 8.00 | 5.40|10.00| 1.00
é SNGQ1507-UG 1688 1688 794 | 5.30| L | -
0 SNGT1508-13R 1588 | 1588 | 7.93 | 530| 1.70 | -
SNGT1508-19R 1588 | 1588 | 7.93 | 5.30 | 1.70 -




B 5TRFRYI Customized products

@ : Adaptable processing n: In stock E: customized order

RN IITHE#/ -~ ——
Special Face and Side Milling Insert / e : . - - - - -
Inserts for Milling H-Bean, rails K #FiE . . . d
N L
RN Applicable S BfREcE | | | | | _ H 8 |
FEIEN0T H B8
. Finish machining
JJFT#SEY Insert Shape TIESFEHE Insert 1SO Code Z[& Coating J2 T Dimension (mm)
GAOB20 | GADB24 | GAOB28 | GAOB29 GADB45|GAOB4T| D | W | s d
. RNHC 1206 B BE| B B B | B | 20| - 635 | 540
| | | | | |
RP DNTHAH/ =5
LIBEEES 737 YA o) —
: G e g M i
Special Face and Side Milling Insert / =
Inserts for Milling H-Bean, rails K &g
- N FEEE ¢
R P Applicable S BfigE | | | | . . =k
$BEEN T H B8
: Finish machining
TR 8 Insert Shape TIE$848 Insert 1SO Code ZfE Coating f2F Dimension (mm)
GA620 | GA624 | GADG28 | GAOG29 GAOG45 | GAOB4T| D | W | s 0
. RPKN2004-MO B B B B B B | 2w : 4.76 113
i | | |
| | | | | |

I AEDITHALER - 8n8R8k )R Inserts for milling H-Bean and rails

Customized products



Customized products

@ :mmnT B seEs B :sssE

TSSN ~ TSCN ~ TSLN P B
ﬁyﬁﬁmﬁ s P | dl 3 -.15°~30
: ) - ) M i
Special Face and Side Milling Insert e =
TISSN,SICN, TSLN K =& | ; . . ; q |
o N FHEE el “"19) |
SN Applicable S BRES® == 5
BB LT H B8
Finish machining
JJFHEEY Insert Shape TIE38AS Insert 1SO Code 2@ Coating f27J Dimension (mm)
GAO120| GAOT24 GA0128]GAO129[GAOT45[GA0147| D | w | s | d
’ SNHU1205-ZC 12.70 12.70 5.50 5.00
| E ' | | |
. SNHU120610 LLEIRASEER 12.70 12.70 6.50 4.60
EEEE
All are customized order | | |
. SNHU1606-ZC 1600 | 1600 | 650 | 5.30
' ' | i | |

TSSN ~ TSCN ~ TSLN
etz vl

Special Face and Side Milling Insert
TISSN,SICN,TSLN

D :
LW Applicable
BN

Finish machining

A
it || O]|E
EBSE _ _ .
BRE% D
EHE

Ilwlz|x|z|v
o [11]

JIF#E8Y Insert Shape TIE$842 Insert 1SO Code Zf8 Coating fRT Dimension (mm)
GAD120 | GAD124 | GAD128 | GAD129 | GAD145 | GAD147 D W S d
Q LWHX2807R8 E 28.00 12.70 7.50 4.60
LM
BELE
LWHX3006R2 All are customized order 30.00 12.70 6.50 460




BR3P Customized products

G' : Adaptable processing n: In stock E: customized order

TSSN ~ TSCN ~ TSLN po=

P | /
d : S | L { : .
aﬁﬁﬁﬂ#—' - . M il i
Special Face and Side Milling Insert = i i i 1 1 N
TISSN,SICN,TSLN K & . . . w @ d
o N FEEE | | | _ _ 384
LN Applicable S BfS= | | | _ _ 2 J Ji‘»
¥EaBI0T H B8
Finish machining
JIF A5 Insert Shape TIE 3848 Insert 1SO Code Z g Coating f23F Dimension (mm)
GAD120| GAO124 | GAD128 | GAO129 GAO145|GA0147| D | W | s d

LNHU16086-ZC 16.00 | 12.00 6.40 5.80

e J_E

<

LNHU1205-ZC Al are customized arder 12.70 10.00 5.40 4.80
ey | ! |
TSSN ~ TSCN ~ TSLN pos
P i ,
pecial Face and Side Milling Insert — | I | | 1 | : i
TISSN,SICN,TSLN K & | | | | | w @ d
. N SR [P — ' '
C N Applicable S BRSE | | | _ _ . D s |
FEIBI0L H B8
Finish machining
JIF A5 Insert Shape TIE 3848 Insert ISO Code ZfE Coating 23T Dimension (mm)
GA0120| GAO124| GADI28 | GAD129 GAO145/GAO14T| D | W | s d
CNHU1205-ZC 10.50 10.00 5.40 4.80
' ‘ E | i
CNHU1508-ZC LA EHMIRER 16.00 15.00 8.00 5.50
All are customized order | | o
3]
1 1 §
CNHU1206-ZC 12.70 12.70 6.35 4.40 g-
EE
] | | ! E
S
=
O

2 TSSN, TSCN, TSLN
B TSSN-ZC Type Precision Face Milling Inserts
B TSCN-ZC Type Precision Side Milling and Face Milling Inserts
m TSLN-ZC Type Precision Side Milling and Face Milling Inserts



81]

HA BENRICISATIIR Indexable T.C.T. Inserts for Wood Working

AIET] Planner Cutter Inserts for Wood Working
ARIEJIR Turning Inserts for Wood Working
EFARTT)HE  Shaper cutter Inserts for Wood Working

BEABILI/BATIFA Indexable T.C.T. Inserts for Wood Working

] ®IR18 JJ 7 Customized products




8B’ Solid Carbide Circular Saw Blade

F
ID. oD P, & . :_* /"‘“\ , 5‘ ' j
.S h——/ AT ‘*\.\,\W,.-’;
A v

T)}-#8%) Blade shape } — = ) Dirinension - | -

TCT@125x @1"x Sx T | 125 | 254 | 1.0~3.0 | ;g
TCT @100 x Z1"x Sx T 100 | 25.4 0.8~4.0 | 21
TCT @90 x @1"x S x T 90 254 | 0.8~4.0 | AN
TCT @85 x @1"x Sx T | 85 | 25.4 | 0.8~4.0 4l
TCT @80 x @1"x S x T | 80 | 254 | 0.6~4.0 | 56T
TCT @75 x @1"x S x T 75 254 0.5~4.0 56T
TCT@70x Z1"x Sx T | 70 254 | 0.5~4.0 | oL
TCT @65 x Z1"x Sx T 65 25.4 | 0.5~4.0 | ioT
TCT @60 x @1"x S x T | 60 | 25.4 | 0.5~4.0 | el
TCT @55 x @1"x S x T | 55 | 25.4 | 0.5~4.0 | 40T
TCT @50 x @1"x S x T | 50 | 25.4 | 0.5~4.0 | 40T
TCT @45 x @1"x Sx T 45 25.4 0.5~4.0 40T
TCT @40 x 210X S X T | 40 10.0 | 0.5~4.0 | 40T
TCT @40 x @8 X S X T | 40 8.0 0.5~4.0 | 40T
TCT@32x @12xSx T | 32 | 12.0 | 0.5~4.0 | 30T
TCT@30x @10XxSx T | 30 | 10.0 | 0.5~4.0 | 30T
TCT @25x 210X SX T | 25 | 10.0 | 0.5~4.0 | 30T

Customized products

B 788 Technical Information

IR (mm) =94E + E5#(x0.045
Depth of tooth(mm) =0OD +~ Nembers of toothx0.045



EA DESRRILE -5 #1087

Tungsten Carbide for Tools & Cutters,

Such as Turning Tools,

Milling Cutters,

Reamers etc.

HME#RR/1SO%
Material/ 1SO No.

G20H / K20~K30
G10CF /K10
G20P / P20~P30
G15M / M15~M25
G20KS / K30
G10KS / K20
G10KTA/ K10
G12XF/ K10~K20

G11C / K30~K40

Bﬁ i1
ensi
g!mify

14.5

144

12.48

12.4

14.8

14.85

14.85

14.1

14.2

B E
Hardness
HRA

91.4
92

91.1
91.4
89.5
90.5
92.5
92.7

89.5

NETRS
kg/mm2
289
290
208
190
200
190
180

320

290

BAEMNIHMHE
Applications

e - SEE - I - B - 90 - 18
Carbon steel, Alloyed steel, Stainless steel,
Cast iron, Copper, Aluminum.

RIS - B - S5 - TR
Hardened steel, Carbon steel, Alloyed steel,
Stainless steel.

Wil - W - TiRE

Carbon steel, Alloyed steel, Stainless steel.

il - S5 - T EE
Carbon steel, Alloyed steel, Stainless steel.

ARITT] - M

Wooden cutter, Abrasive part.

= - s
Tile, Abrasive part.

= - Tedll - 59 - 68
Cast iron, Carbon steel, Copper, Aluminum.

HERIRIR - SEW - E%
Hardened steel, Alloyed steel, Titanium alloy.

sl - S - Sl
Carbon steel, Alloyed steel, Cast iron.

B &
Remarks

iz
Sub-micron

VRS VA
Turning tool,
Milling cutter.
B~ #0
Turning tool,
Milling cutter.
VAR ' VARE YA
Turning tool, Milling
cutter, Reamers.

RI]
Wooden cutter.

=g
Tile cutter.
=]~ #%0

Tumning tool,
Milling cutter.

Ui #%.0
End milling
cutter.

EVARE -}
Turning cutter,
Drilling tool.




iR AR b - T A SRR

Tungsten Carbide for
Mining-earth Drill Tips

Quality, Technology, Service

wmeeson | 2.8 | 2 2 | nunl  memzun " e
Material/ ISO No. g/ml HRA kg/mm? Applications Remarks
G11C 14.5 88.6 250 HbESEEE Earth Drill Tips
G13C 14.0 88.0 289 HbESEEE Earth Drill Tips =
G16C 13.6 86.0 295 HoESEBE Earth Drill Tips

My FEER ~ ) B8 A BB 88 — IR AR S5

iR A LS — B ELIEER

Corrosion Resistant Tungsten Carbide
for Sealring

Tungsten Carbide for

Finish Rodmill Roller

=

=

o

72 E g E N A N . =

HEIRIR/ISO® | pengity | Hardness | AVE TR.S BEMINR m & =
Material/ 1ISO No. a/ml HRA kg/mmz Applications Remarks

5~ FEJ S b i
o - . o LBEE - RS - REBLR
Pump & Valve, Nozzle liners Ni-base carbide




HA EERRLE- R TEE BREERETWEE

Tungsten Carbide for Header Nibs, Drawing Core Nibs,

Lead-Frame Punch & Die

M EIRIR/ISOR
Material/ ISO No.

G10K

G13C

G16C

G20C

G25C

G1C

G12XF

5 E
Density
g/ml

14.9

14.0

139

13.4

13.1

14.2

141

g E

Hardness
HRA
92.4
88.0
86.0
85.0
84.0
89.5

92.7

i,
AVE TR.S
kg/mm?

175

289

295

253

264

290

310

BENDI#E
Applications

HERIBAE - 1B

Drawing die nibs, Sandblasting nozzle

FIEER - @8
Head nibs, Punch & die

FIEEEE - e
Head nibs, Punch & die

FI5ER - @8
Head nibs, Punch & die

FISEIE - @8
Head nibs, Punch & die

HHRIRE

Drawing die nibs

EFEEE - FI5EE
Lead-frame punch & die, Head nibs

w &
Remarks

frch g BT
Ultra fine




RERBCIK- MR OEARE  HiRE - SR - AR - s

Tungsten Carbide for Tools & Cutters.

Such as Powder Metallurgy Impacting Mold, Wire Drawing Die,
Press Mold, Hot Forging Mold, Cold Forging Mold, etc.

Mamsmison | 2 B | B O | AN

i BENIHER & =
Material ISONo. | "’ | " HRAS A‘,ﬁ'g,mas Applications Remarks
EEEEEA - MEEE BUTA e ot a7
G13crets e e 288 Press mJ:Id, Hot forging mold, Mining tool. Povvé?zei:‘;):‘tglléurgy
G20C /C14 13.4 86.0 253 MERE - BIRIRE

Hot forging mold, Cold forging mold.

AEHER - SRR
G25C/C17 131 83.0 264 Hot forging mold, CEId forging mold. .

Blank




Line GR Code www.gs-carbide.com

TS S SE SR/ T 429016 SMMEEEBMME7165675

GUASS SPECIAL METAL PRODUCTS CORp N0-67 Lane 716, Shen Zhou Road, Shen Gang
Dist., Taichung City, Taiwan, R.0.C. 42948

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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