Contents

General turning tools A21-A246

Parting and grooving tools | A247-A290
Threading tools | A291-A325

& Millingsiss0

Indexable milling tools B1-B240
Solid carbide end mills | B241-B592

Boring tools ci1-cis4

Drills C1-C143
Reamers | C144-C155
Thread cutters | C156-C184

General technical

information p1-p30

General technical D1-D30
information




CE N N EENNENENENENSENERESNNESRSESHEHSR-SESEJSEJBR
EEEENEEENNEENENESNNEEHNSENRIEH:RZSEHEJEJINF.
 EE R R E TR

NN EENNERENNENRERENERSERSNSESRHEH;NRH;E.

N N N NN NN NN NNENRENENNENNEHRS;SN}N.

NN ENENNENNERNRHENRSEHSEHSRSNEHSES:SRHE.

N NN NN NN NN NN NN N NN NN

EE N ENERENNNENERESEHSEZSE:RSEH;R.

N E NN NN NENENENZSNEJENNEN
EEEEEREBENENEENRERNRESHE.
A N N NN N NN NN NNENEN
EEREEENEEEEEERENRNEN
 EE NN E N NENENNHNHNE
EEEERENEEEENR RN

B N B N B N N N

S RN EEENENE.
EEE NN NN

X E R ENENE

NN RN

TER R

e s




Turning Tools

General turning tools
Parting and grooving tools
Threading tools






© Turning

Guide to selecting turning tools ¢ A2-As
Turning inserts overview ¢ Ae6-A11
Turning tool holders overview ¢ A12-a14

p

ﬁ Recommended grade overview ¢ A19
for turning insert

General turning tools ¢ A21-A246

General turning inserts overview | A22-A26

Application instruction of general | A27-A49
turning tools

General turning inserts | A50-A152
Cemented carbide and cermet inserts | A54-A114
PCBN&PCD inserts | A115-A149
Ceramic inserts | A150-A152
General turning tools | A153-A240

Tool holders for external turning A156-A205
Tool holders for internal turning A206-A240

Application reference for general | A241-A246
turning machining

Parting and grooving tools ¢ A247-A290
Parting and grooving tools overview | A250-A252
Parting and grooving inserts | A253-A269

Parting and grooving tools | A270-A288
Application reference for parting | A289-A290

and grooving

Threading tools ¢ A291-A325

Threading tools overview | A294-A295
Threading inserts | A296-A311

Threading tools | A312-A314

Application reference for threading | A315-A325

General technical information ® A326-A333
for turning



Guide to selecting turning tools /

Guide to selecting general turning tools
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Guide to selecting parting and grooving tools
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External thread Internal thread External thread Internal thread External thread Internal thread
Numbar ot pitch 8~24 8~24 11~28 11~28 8~27 8~27
Page A302 A302 A303 A303 A304 A304
Right hand type shownISO metric thread(Thin type) General pitch thread(Thin type) Whitworth thread(Thin type)
fihin threading
inserts series|
External thread Internal thread External thread Internal thread External thread Internal thread
Pitch/
Nugéiiehr of 0.5~3.0 0.5~3.0 0.5~5.0(5~48) 0.5~5.0(5~48) 8~16 8~16
Page A306 A306 A307 A307 A308 A308
Right hand type shown Unified thread(Thin type) British Standard pipe thread(Thin type) American stapdard pipe thread
(Thin type)
External thread Internal thread External thread Internal thread External thread Internal thread
NUEEQ(of 8~20 8~20 11~28 11~28 8~27 8~27
Page A309 A309 A310 A310 A311 A311
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Turning Tools Overview /

( Tool holders for external turning )

D-type clamping system
DDJNR/L

DCLNR/L DSBNR/L DTGNR/L DVVNN DVJNR/L DWLNR/L

Aoproach - 95° 93° 75° 91° 72°30' 93° 95°
Page  A166 A167 A168 A169 A170 A170 A171

—
<
=
3.
=
«Q
-
o
=X
[
]
<
(]
2
9]
=

P-type clamping system

PCBNR/L PCLNRI/L I PDJNR/L

Aoproach 750 95° 93° 62°30" 75° 45° 75°
Page A172 A173 A174 A175 A176 A177 A178

PSBNR/L PSKNR/L

PSSNR/L PTFNR/L PTTNR/L PTGNRI/L PWLNR/L

Aot 45° 90° 60° 90° 95°
Page  A179 A180 A181 A182 A183

S-type clamping system

SCACRI/L W SCLCR/L ' SDACR/L

Aeproach - 9Q° 90° 62°30' 90°
Page A184 A185 A186 A187 A188 A189 A190

SVABR/L

SVVBN SVVCN SVJCR/L SSDCN SSKCRI/L

heproech 72°30° 72°30° 93° 75° 45° 75° 45°
Page  A191 A192 A193 A194 A195 A196 A197

STACR/L STFCR/L STGCR/L STECR/L SWACR/L

Ahee" 90° 90° 91° 60° 90°
Page A198 A198 A199 A200 A201 A202 A203

A12



\ Turning Tools Overview

C-type clamping system

CKJNR/L CKNNR/L

Apa%rggch 93° 63°
Page A204 A204
z
2
=
(]
>
(]
i)
. . . (o]
Turning tool holders for ceramic inserts £
(o]
CRDCR/L CRDPR/L E
2
Approach
angle
Page A205 A205

( Turning tool holders for internal machining )

P-type clamping system

PCLNR/L PDPNR/L PDUNR/L PSKNR/L PTFNR/L PWLNR/L

&
N

foproech  95° 62°30' 93° 75° 90° 95°
Page A212 A213 A214 A215 A216 A217

S-type clamping system

SCLCR/L SDQCR/L SDUCR/L SDZCR/L

SVQCRIL _

SSKCRI/L STFCR/L

Approach  95° 107°30' 93° 95° 75° 90° 107°30'
Page A218 A219 A220 A221 A222 A223 A224

SVUCRIL SVQBR/L SVUBR/L SCLPRIL STUPRIL
Approach  93° 107°30" 93° 95° 107°30" 93° 93°
Page A225 A226 A227 A228 A229 A230 A231

A13



Turning Tools Overview /

SCFCR SCLCR I

Approach
papngle 90°

Page A232 A233

— .
g Damping tool holders
“E SCLPR/L SDQPR/L SDUPR/L sf% s% sg%
8 /
w A
@ /
<
[0}
2
2 Ahoa™ 95° 107°30' 93° 107°30°
Page A235 A236 A237 A238 A239 A240

( Parting and grooving tools )

QECDR/L QXODR/L QELCISR/L QECISOCN QzsO N QFCOOR/L
Page A272-A273 A273 A274 A274 A275 A275 A276-A277

(QFOCRR/LL QFCIDR/L C40X-QODR/ SO00-eCO000RIL
-
Page A278-A281 A282-A283 A284 A284 A288 A286 A286

Threading tools )

Page A313 A314

A14






New Generation of
Roughing Chipbreaker
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Recommended Grade Overview for Turning Inserts \

Parting and
grooving

Threading

General turning

Buiuiny

|esaudg

Spasul BuluINy 10} MBIAIBAO PEPUSILIOISY

I ,
omsmi& lu (U297 L0ZaA L0LAA L0LAA
carbide 0LOA 7
20298A Z1Z9EA
W 20£D8A 208084 20£984A ) C0EDEA
o S0LOGA
S0Z99A S0Z99A ,
£la ( S0ZO8A z01L98A
3 7 €01SEA
© W 15208A |
O 15108A
()]
= W |  €0298A | £0z98A ) 0 no,uo_;J £0298A ) €0298A )
m o (zozogA 20z99A 20z99A 20Z99A 20z99A 20z98A
PCD Ve1ONa 1Z0ENT
LZ0LNG
[ lLIseHE
(—nsexa ) roesg
PCBN 120IMa | ivsevd ) Lrozse _tioghg |
, Tiorsa [ ozotHE || tLSZHE |
1o , [ 1Z10HE |
Cemented
. 1L0ZAA
carbide ( ] L0LOA L0LOA
Ceramic ([ ooiend ) 00LEND [ 00LEND |
Coated
DLSIONA OLSLONA
cermet DLE1ONA
f f
Cermet E SB_,; LSLONA
L|_ 20z99A 71Z99A
o NoNOmD S0299A lj.nwm
> SLZINEA )
o Z0L98A S 201984
CO €0TSaA
252agA)
€SZINEA
VSZINEA AR
SSLINEA )
LSLINGA
ol o|lo|lold o 0o oldHlololodH 0o 0olo|Hd| o0 | o |©
o N | &M |0 H N/ MmO H N MmO H N M| O |H N | ™
) Heat resistant Super hard
Stainless steel Non ferrous metal alloy & Ti alloy et
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~———— How to select general turning inserts

A20

/ How to select general turning inserts \

Bl Turning inserts list

@ Turning inserts listed according to shape

@ Sequence of listed inserts
»Negative inserts (with hole — without hole)

»Positive inserts (with hole — without hole)

@ Sequence of listed chipbreaker
For finishing — For semi-finishing — For roughing — For heavy cutting — Without chipbreaker—

Through chipbreaker — Selecting grade according to workpiece material and working
condition
Prior to select grade for insert according to working condition that is suitable for
workpiece material
() Good working condition: machine works well and stably. There are high
requirements for dimensional precision of components and quality surface.

Main category of ) .Normal worklrlg cor?dltlon: ma?clhme works normally. There are certz-:\m
requirements for dimensional precision of components and surface quality.
products (0 Bad working condition: machine works with bad stability. There are high

requirements for metal evacuation rate.

Positive or negative
inserts

m\ Negative inserts) —

od working condition (£ Normal working condition (4 Bad working condition

50 = [Fsteel ® e
oic 2 V] Stainless steel YOLLY OO
o = 8
oo11 [B [Rcastion eeee @
3
£ Non-ferrous metal 2
r- s| B
= B Tialoy S - & S
o ) HE
. . [ —— (e T £ [E2onned
Shape and dimensions || - e
. ; shape Pe YRR BSOS EReE RN YE5|, -
L: cutting edge length Lo s fed| r 5588885555882 822586 8— Grade
A h . . 888885828 288832222225888(212588
@1.C: diameter of inscribed circle ERR S S SRR EE S E R SRR
. . CNMG120404-NM |12.9| 12.7 |4.76 [5.16 | 0.4 O * [ ] o
S: Thickness NM
. — CNMG120408-NM [12.9| 12.7 |4.76 5.16| 0.8 ® x o o
@d: Hole diameter e
. = CNMG120412-NM [12.9| 12.7 |4.76(5.16 | 1.2 O * o o
r: Nose radius
For semi-
finishing
CNMM120408-LR [12.9| 12.7 |4.76|5.16 | 0.8 *
Type CNMM120412-LR |12.9| 12.7 |4.76|5.16| 1.2 J * S|Ze
CNMM120416-LR [12.9| 12.7 |4.76|5.16| 1.6 *
CNMM160608-LR |16.1|15.875/6.35|6.35 | 0.8 *
LR
CNMM160612-LR |16.1|15.875/6.35|6.35| 1.2 [ * ]
LR [16.1(15.875|6.35|6.35| 1.6 l * J- Stock
Light-load CNMM160624-LR |16.1|15.875/6.35|6.35 | 2.4 *
roushing. | oNMM190612-LR [19.:3] 1905 |6.35| 7.04| 12 *
CNMM190616-LR [19.3| 19.05 |6.35(7.94 | 1.6 *
CNMM190624-LR [19.3(19.05(6.35(7.94| 2.4 *
CNMM250924-LR P5.79| 25.4 (9.5259.12| 2.4 *
[*Recommended grade (aways stock available) _ @ Avaiable grade (aways stock available) _ Omakeo-ori—— |[|ustration of stock
Applicable tool
DCLNR/L PCBNR/L PCLNR/L PCLNR/L
Kr:95° Kr.75° Kr:95° Kr:95°
Page  A166 A172 A173 A212

AS0-AS1 A19/A36-A48 A22-A35 A241-A244

[ Insert cm Grade se\em@ Chipbreaker se\emm@ Recommended cumng@

——— Reference page of

tool holders L Recommended cutting parameters
Application of inserts Chipbreaker selection reference
Grade selection reference

Insert code key

L—— = Shape

——— = Insert chipbreaker
Chipbreaker code



A

General turning inserts >

General turning inserts overview

Application instruction of general
turning inserts

General turning inserts
General turning inserts code key

Metric-Inch comparison table for general
turning inserts

Cemented carbide and cermet inserts
Negative inserts

Positive inserts

PCBN&PCD inserts

PCBN&PCD inserts code key
PCBN&PCD inserts

Ceramic inserts

Ceramic inserts code key

Ceramic inserts

A22-A26
A27-A49

A50-A152
A50-A51
A52-A53

A54-Al14
A54-A88

A89-Al14
Al115-A149
All6-A117
Al18-A149
A150-A152
Al150-A151
Al152

A21
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~————— General turning inserts overview

Neg_jative inserts with hole

J

Appli-

o Chipbreaker

Preci-
sion

Recommended cutting parameters

Chipbreaker
profile

Feature/Shape of insert

ap(mm)2.0

o

o

Recommended chipbreaker for finishing of P-type
materials
Double-sided chipbreaker with M-level tolerance has outstanding

-
_or

——

)

15 F-—r--1 +
M Lo ! 2%’:‘:-/~\N; performance in finishing, achieving good surface quality.
1.0 |- R 4
ot /5] 4 I
ror—— V(1)) ! @
0 0.1 0.2 0.3 0.4 0.5 Cutting edge
Recommended chipbreaker for finishing of P- type
ap(mm) 4.0 —— 0.07 materials
30 F--potoageaa-- 12° Double-sided chipbreaker with M-level tolerance has sharp edges,
— which can effectively cut off stainless steel and avoid adhering and
20F-tr-csocafa--4 Nose . . . .
M R 14 surface hardening, achieving high surface quality.
PI 3 T O RS 17° ]
0 D ———— (1) Cutting edge
0.1 0.2 0.3 0.4 0.5
Recommended chipbreaker for finishing of M-type
ap(mm)4. 0 T 0.059 materials
3.0 f--r-- J Double-sided chipbreaker with M-level tolerance can prevent wear

T T
' '

' '
T
' '

' '
4-md-=d
' '

' '
PO,
' i

' '

L L

f(mm/r)
0.1 0.2 0.3 0.4 0.5

f

o

Nose

0.059

Cutting edge

and hardening to achieve high machining precision and good surface
quality.

&7 B A=A

Buiysiuy 104

rAwl

e o
3 3

[e]

f=4

E

=1

«Q

KQD_ z

«Q 8

[} [}

Recommended chipbreaker for finishing of S-type

n f(mm/r)

33

ap(mm)2. 0 T T T T y materials
15kccrocroctoca--1 Double-sided chipbreaker with E-level tolerance can prevent wear
. and hardening to achieve high machining precision and good surface
E “’E:[ quality.
0.5 - - -t 1"
o H H H H f(mm/r)
0.05 0.1 0.15 0.2 0.25 #
Recommended chipbreaker for finishing of S- materials
p(mm)2. 0 —— 15°. E-class double side chip breaker with excellent sharp edge.High
is bt ] positioning accuracy, light cutting force.-NGF is recommended chip
E ' ! I ! Nose  preaker for S series material general finishing.
1.0fF--+--4--+--4--4
N B R , _s
® 005 0.1 0.150.2 0.25 Blitting edge
Recommended chipbreaker for finishing of S- materials
ap(mm)4.0 T 0.1 E-class double side chip breaker with excellent sharp edge.High
30 o 5" positioning accuracy, light cutting force.-NGF is recommended chip
breaker for S series material general finishing.
M 2.0 B k| Nose
1.0 --t--4 0.1

0.1 0.2 0.3 0.4 0.5

Cutting edge

LI

~

~

o
=2
=4
N}
[e]
c
=
5
@
@
o
<@
®©

0.12

f

Nose

Recommended chipbreaker for semi-finishing of P-type
materials

Double-sided chipbreaker with M-level tolerance produces small
cutting forces and has large chip breaking range, which ensures
good performance for machining highly adhesive alloy steel.

Bulysiuy-1was 104

. 54

L L L L f(mm/r)
5
Recommended chipbreaer for semi-finishing of P-type
0% materials
6 0.08 Double-sided chipbreaker with M-level tolerance has higher strength
Nose | Of cutting edge than chipbreaker DM. It is suitable for semi-finishing
under unstable working conditions as well as machining cast iron
0.5 with small cutting forces. ) R
6° 0.08 T Por—w "] A
R S S ) P B oo @ J___‘Q/ -~ e e [\
0.1 0.2 0.3 0.4 0.5 ) ™

A22



General turning inserts overview ———~

Negative inserts with hole

J
cAartﬂln Chipbreaker Psr;(:: Recommended cutting parameters Chg)rl:)rftiel:ker Feature/Shape of insert
Recommended chipbreaker for semi-finishing of S-type
ap(mm)2. 0 0.14 materials

a
g
o
173
@

Double-sided chipbreaker with M-class tolerance keeps high
precision after inserts are turned, with good capability to prevent
wear and hardening to achieve higher machining efficiency than

Buiysiuy-1was 104

0.5 5 0.14 chipbreaker NF.
0 f(mm/r) Cutting edge 4
0.1 0.2 0.3 0.4 0.5
Recommended chipbreaker for semi-finishing of M-type
(mm)4. 0 —— 0.203 materials
R AP B B{;ij‘\_/./_ Double-sided chipbreaker with M-level tolerance can solve the
. - Nose i processing problems such as chip breaking and adhering of stainless
LN s A B 0.203 steel, achieving higher machining efficiency than chipbreaker EF.
1.0 fomtm s S 8"
[
o Ly femm Cutting edge
0.1 0.2 0.3 0.4 0.5
=5
ap(mm)5. 0 Wiper chipbreaker for semi-finishing

4.0

3.0

2.0

f(mm/r)

o
=3

Nose

Double-sided chipbreaker with M-level tolerance, semi-finishing
chipbreaker with wiper designed, perfect combination of good wiper
result and sturdy cutting edge structure, which perfectly meet the
requirement of high efficiently and good surface quality.

B&h b

ap(mm)5. 0
4.0
3.0
2.0

1.0

f(mm/r)

0

0.1 0.2 0.3 0.4 0.5

N
X

3 d

o o <
) o
53

o

=

=

=}

@

@

=%

Q

]

Nose

o
N}
o

)
~

o
=
=
5

@
@
o

Q
@

From semi-finishing to roughing of P-type, M-type,
K-type materials

Double-sided chipbreaker with M-level tolerance has good cutting
edge strength and wide application.

SJdolA<

Recommended chipbreaker for light roughing of P-type

Buiybnou peoj-yybig

Single/

Buiybnou 104
~
4

ap(mm)15. 0 0.35
120 19 0.1 and K-type materials
Double-sided chipbreaker with M-level tolerance is the first choice
9.0 Nose | for light roughing, can achieve high evacuation rate and efficiency of
M 6.0 035 cutting edge.
3.0 19 0.1 /“rﬁ-_'{ -
rQ | o
0 o Cutting edge | ey g
227 0.3 Recommend_ed chipbreaker for light-load roughing of
P-type materials
Single-sided general chipbreaker with M-level tolerance, has wide
chip breaking range and sharp cutting edge is designed with inclined
Nose ! angle, which enables it to cut lightly and easily and control the
22°/ 0.3 chipping flow direction. Chip-leaded-stages can reduces the contact
area with chips, so that heat can easily be dissipated.
£ P
ap(mm)10.0 Double sided
0.1

8.0

6.0

4.0

2.0

0

f(mm/r)

o
. a
e

o
s
5
«Q
1\ 7
«Q 173
[} @

ap(mm)20. 0
16.0

12.0

8.0

4.0

f(mm/r)
0.3 0.6 0.9 1.2 1.5

Single sided
0.34

o
w
®

3
=4
w
4
o
@
o

)
4
@

o
<
=
5
@
@
=%
@
@

Recommended chipbreaker for roughing of M-type
materials

Single / double-sided chipbreaker with M-level tolerance has good
capacity of impact-resistance. It is designed to achieve balance
between security and sharpness of the cutting edge, and it can
achieve high efficiency by preventing the problems of adhering and
high cutting heat when roughing stainless steel.

A23
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~———— General turning inserts overview

Negative inserts with hole

J
Appli- : Preci- ; Chipbreaker :
o Chipbreaker & Recommended cutting parameters profile Feature/Shape of insert
Single- ap(mm)15.0 0.1 Recommended chipbreaker for roughing of P-type
DR side 120 5 materials
’ Single-sided chipbreaker with M-level tolerance has high security of
9.0 Nose | cutting edge, which can achieve high feed rate and low cutting forces
‘ ";:L M 00 o1 at great cutting depth and high feed rate.
[ ] 5° J—
m
¢
3 Cutting edge
[= . . -
«Q 155 0.23 Recommended chipbreaker for S-material high
= ap(mm) 4.0 efficiency roughing
(g 3.0 M-level double-sided chipbreaker perfectly combines sharpness
Nose : and strength of the cutting edge, with small cutting resistance and
M 2.0 high edge strength can effectively reduce groove wear. SNR is
o g, 0.23 recommended chipbreaker for high depth roughing of S- materials.
o f(mm/r)
25 Cutting edge -
Single- Recommended chipbreaker for heavy lad machining of
HDR side apmm1e. 0 s 3.48 P materials
12.0 os | M level single-sided chip breaker with strengthen cutting edges, high
00 safety and excellent plastic deformation resistance under high metal
- : Nose | removal rate.
: M 6.0 2.15
< o |
< o L L L L (mm/r) Cutting edge
3 0.2 0.4 0.6 0.8 1.0
=3
?’3, HPRSingle- s o » Recommended chipbreaker for heavy-load machining
S side 2 of P-type materials
=) 12.0 - " 0.24 Single-sided chipbreaker with M-level tolerance, strong cutting
= edge. Multi-stages chipbreaker ensures the flowing of chip and heat
9.0 7 Nose | dissipation of insert. It is suitable for machining under unstable and
M 6.0 _-d relatively bad working condition, especially for external roughing of
%46 work piece with a rough oxidized surfaces.
3.0 - 11%%0.24
o f(mmy/r) Cutting edge
0.3 0.6 0.9 1.2 1.5
Without For cast iron machining
o chipbreaker ap(mm) 8.0 — Double-sided chipbreaker with M-level tolerance has high cutting
% 6o boot o o ] edge strength. It can overcome inferior factors such as intettruption
S ' ' and vibration, etc. when machining cast iron.
= : |
S 20 pom ity
: wm ] P’Q/..I
=. 1 1 L L (mm/r)
a 0.2 0.4 0.6 0.8 e —
Without For machining of non-ferrous metal and high-hardness
_t‘é’ chipbreaker pmm)2.0 metal
@ 1.5 --r--p--a--1--1 G-level tolerance is the best choice for machining non-ferrous metals
= A and high-hardness material by welding PCBN and PCD material to
s G LN I cemented carbide substrate.
5 0.5»7m~4‘~~ - - e
w '
@ L fmm/m) Ea - @ i - -
= h ® 0102030405 JJ _..' .VH
Without For roughing of K-, H- high-temperature alloy roughing
9 chipbreaker ap(mm)4. 0 0.2 Sialon Ceramics, V-positioning, solution for high-speed machining of
o 30 o] fi cast iron, hardened steel and superalloy.
g .
6' 2.0 -1
% f(mm/r)
0
7 0.1 0.2 0.3 0.4 0.5

A24



\ General Turning Inserts A\

General turning inserts overview ———~

__ Positive inserts with hole

mended cutting parameters

Chipbreaker

profile Feature/Shape of insert

ap(mm) 4.0

Precision turning chipbreaker

With G-level tolerance, large rake angle, sharp cutting edge, for
Nose | soft cutting action, this is the first choice for precision turning of
small shaft parts.

i

—
C
L

30 f--pomp--
-

|
.
|

" '77877 BN
f(mm/r)

0.05 0.1 0.15 0.2 0.25

ap(mm) 4.0

Nose

;

Recommended chipbreaker for precise boring inserts
With G-level tolerance, sharp cutting edge and small nose radius, it
can effectively reduce the vibration in machining and is suitable for

boring and external turning.

.5

First choice for finishing with high requirements on
chipbreaker

Nose | With G-level tolerance, it is the first choice for precise finishing due
to its excellent performance on chip breaking.

B &7 A <=

2
(o]
=
£
S
@
@
=%
Q
]

Buiysiuly eaxs 104
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i
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'
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'
'
L
5
=3
=)
o

2
k]
2
[
>
o
(2]
=
[
(2]
£
(o]
£
c
S
>
E]
©
o
[
c
[
0]

o T L f(mm/r) Cutting edge
0.1 0.2 0.3 0.4 0.5
B e 0.112 Chipbreaker for finishing with wide application
I A S 6 With M-level tolerance, it is suitable for internal and external
Lo Nose | finishing of various materials such as steel and cast iron.
' M ”[: ey
o i = = X A
LA i (i i & plii f‘ﬁ;/} _I-a‘f ‘“—-' /O ‘o
) s s S 7 B oo | I % — ——
0.1 02 03 04 05 dledo
P40 Recommended chipbreaker for finishing of M-type
EX O B 5 materials
Vo With M-level tolerance, it has sharp cutting edges and is suitable for
M 20 P cutting adhesive materials such as stainless steel, soft steel, etc.
m N e e e S T G40
° I 1 : 5
= L L L L f(mm/r) A
=
() . - R
= ap(mm) 2.0 12 Recommended chipbreaker for finishing S-type
=l 15[ materials
«Q

Nose | With E and G-level tolerance and sharp cutting edges, it is suitable
for internal and external finishing of high-temperature alloy
materials.

-

Recommended chipobreaker for S-material general
finishing
E, G grade accuracy, for inner hole finishing of S materials.

-

om

T
I
i
1
I
v '77CI:177777<
0.5 F--+ B
]
'
0 L f(mm/r)

0.05 0.1 0.15 0.2 0.25

k=

> > 3 ; g
|
)
~ I
=
o (@]
c =4
= =
3 3
@ @ z
Q Q. o
«Q «Q 17
] ] @

Nose

=)

f(mm/r)
.25

Chipbreaker for semi-finishing with wide application
With M-level tolerance, it is suitable for internal and external semi-
Nose | finishing of materials like steel, cast iron, etc.

E{ -—_J’A'.r'ﬁ g é =R

i STV 4-LE:L

hd
°
N

4
S

o
o
o
~
o
w
o
)
%
o
=
g
@
@
a
@
[

.

f(mm/r)

0.4

ap(mm) 4.0 0.1 Recommended chipbreaker for semi-finishing of
P A S 3 M-Type materials
i N Nose | With M-level tolerance, it has higher hardness of cutting edge than
M 2.0 R L”?”Ti EF and can achieve higher efficiency.
1.0 p--t-- 7
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Without
chipbreaker

Special
chipbreaker

o

Chipbreaker -
profile Feature/Shape of insert
Recommended chipbreaker for semi-finishing of
16’ o3 M-type materials
0.2 With M-level tolerance, it is suitable for profile machining materials
M 2.0 like steel, cast iron, etc.
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Voo Chipbreaker for machining of cast iron
S R A With M- and G- level tolerance, it has high cutting edge strength
M 6.0 F--) : - «: -1 and is suitable for internal and external machining of cast iron.
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sobo bl General chipbreaker for roughing
S A 15 0.17 With M-level tolerance, it is suitable for both internal and external
M 6.0 F-- :» -- :' - : : Moce roughing of materials such as steel, stainless steel, cast iron, etc.
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Recommended chipbreaker for heavy machining of
P-type materials

Single-sided with M-level tolerance, it has good cutting edge
strength with high security. It is the first choice for profile roughing.
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Recommended chipobreaker for S-material high-
efficiency roughing
M-level accuracy, for inner hole roughing of S materials.
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Chipbreaker for machining of Al alloy

With G-level tolerance, large rake angle and clearance angle make
the cutting edge sharper, ensuring easy and fast cutting while
remaining effective chip breaking.

f(mm/r)

5

o

Special chipbreaker for machining of Al alloy

With G-level tolerance, large rake angle and polishing treatment on
surface, it can effectively prevent built-up edge and achieve high
workpiece surface quality while maintaining long life.
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Special chipbreaker for non-ferrous metals and
materials with high hardness

With G-level tolerance, it is the best choice for machining of non-
ferrous metals and materials with high-hardness by welding PCBN
and PCD material to cemented carbide substrate.
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