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AN Ll

TURNING INSERT

HOWT

) } %§~1 0°
01 03 05 fjmmim) W

d=0.8~3.5mm Z
f =0.1~ 0.4 mmirev

Layer coating carbide alloy

= CvD

Cﬁtting '.I.'c;ol

- i g
CNMG120404-GM2 ® o 12.7 12.9 476 04
CNMG120408-GM2 e o 12.7 12.9 476 08
CNMG120408-GR2 ® 12.7 12.9 476 08

d(om)
L {=§~1 0°
01 03 I 0.5 fimmire) W

d=0.8~35mm /
f =0.1 ~ 0.4 mmfrev

Layer éoatihg carbide alloy

Ba78 2o
Cutting Tool .
=
g |=
TNMG160404-GM2 [ N 9.525 165 476 04
TNMG160408-GM2 L N 9.525 16.5 476 0.8
; | 8~10° @
01 03 05 1 {mmirev) /
d=0.8~35mm / JAL
f =0.1 ~ 04 mmirev

e S
Layer coating carbide alloy
CVvD

WNMG080404-GM2
WNMG080408-GM2

12.7 8.7 476 04

MWLNR

L 2N B RM315
L AR B RM425

12.7 8.7 476 0.8




AN EEhl

TURNING INSERT

1
5 {i"‘ 0°
0.1 o.aJn.s 1 {mmie) W

d=0.8~35mm
f =0.1 ~0.4 mm/frev

HOWT

EEEESE
Layer coating carbide alloy
S CVD
LEr=plI=!
Cutting Tool -
o
<t
>
(a'
MCLNR CNMG120404-GS2 ® 12.7 12.9 476 0.4
CNMG120408-GS2 ® 12.7 12.9 476 0.8

"

{
01 03 05 f (mmirev) \ /
d=08~3.5mm “/

f =0.1~0.4 mm/rev

EEEESE
Layer coating carbide alloy
CvD

EEr=pa=!
Cutting Tool

MTUNR TNMG160404-GS2 9.525 16.5 476 04
TNMG160408-GS2 9.525 16,5 476 0.8

d )
—/
amny

01 03 05 f(mmirav) Y /
d=0.8~3.5mm /

f =0.1 ~ 0.4 mm/rev
EEEEST

Layer coating carbide alloy
CVD

pE=pAl=!

Cutting Tool

MWLNR WNMG080404-GS2
WNMG080408-GS2

12.7 8.7 476 04
12.7 8.7 476 0.8

L 2R N RM425

=
=
=
=
o

B504 &> CHAIN
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>
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TURNING INSERT

HOWT

L !4" J

] =
01 03 05 T {mmire \_W
d=1~-4mm

f =0.2~0.5 mmfrev

HEEEHST
Layer coating carbide alloy
#Ea/]E A CVD

Cutting Tool o

32] <

s s

(' o
DDM - ATB CCMT060204-HM o o 6.35 6.4 2.38 0.4
ggEC\RATSCLCL CCMT060208-HM o o 6.35 64 2.38 0.8
CCiSREd CCMTO09T304-HM o e 9.525 9.7 3.97 04
RBH-LA CCMT09T308-HM Y 9.525 9.7 3.97 0.8
CCMT120404-HM o e 12.7 129 476 0.4
CCMT120408-HM oo 12.7 129 476 0.8

d =
L

EREHSE

Layer coating carbide alloy
=gl ; cvD
Cutting Tool

DCMT070204-HM
DCMT070208-HM
DCMT11T304-HM
DCMT11T308-HM

LIE AE AL JRM425

g
|-
01 03 05 1 jmmirav) 7"
d=1-4mm !
T =0.2 ~ 0.5 mmirev
EEEESE
Layer coating carbide alloy
S r=pA)=! ; cvD
Cutting Tool w
-
o
MDLNR DNMG150604-GS2 [ ] 15.875 155 6.35 04
DNMG150608-GS2 [ ] 15.875 155 6.35 0.8
- : 16°30° L i
. 5 £
c.:.a-J 05 dmmew | B l\ L I i .5 .
d=08~35mm
f =0.1~0.4 mmirev
EEEESE
Layer coating carbide alloy <
Er=Al=! ; CcVD =
Cutting Tool & 5
g
o
MVINR VNMG160404-GM2 ] 16.6 9.525 476 0.4
VNMG160408-GM2 [ ] 16.6 9.525 476 0.8

E 2N B505



2 ELhr

TURNING INSERT

HOWT

a;mr:r | i
|
s ! /
T - JISE
01 03 05 fpmy k_ / LR . .";?7'-
d=08~35mm 14? 80° i s

f=01~04mmirev

#% B #84K Layer coating ultra-micro
CHF

#BS/IR

w
Cutting Tool S
<
=
[
CSBJ - SCLCR CCGT035102L-F [ ] 3.57 - 1.39 0.2
CCGTO035104L-F ® 357 - 1.39 04
CCGTO4TO02L-F ® 4.37 - 1.79 0.2
CCGTO4TO04L-F ® 437 - 1.79 04
d{mm), —
jlem
a1 -’1 6°
| 1
1 \L
01 03 05 Himrmirey)
d=0.1~8mm 7 5|

f =0.05~0.4 mmirev
#BIE M Ultra-hard microprogram
o= l=! HF

Cutting Tool -

=

(U]
DDM - ATB CCGT060202 ® 6.35 6.5 2.38 0.2
CBS - ATS CCGT060204 [ 6.35 6.5 2.38 04
SCLCR - SCLCL CCGT060208 ® 6.35 6.5 2.38 0.8
SCK - RBH CCGT09T304 @] 9.525 9.7 3.97 04
RBH-LA CCGT09T308 [ 9525 9.7 3.97 0.8
CCGT120404 @ 12.7 12.9 476 04
CCGT120408 @] 12.7 12.9 476 0.8

dimmy
s--J|
01 04 05 T {memirey) J W
d=01~8mm

f =0.05 ~ 0.4 mm/frev
HEEHN Ultra-hard microprogram
HF

#Ba /B

L

Cutting Tool §

e
DDM - ATB CCGT060202-NK [ ] 6.35 6.5 2.38 0.2
CBS - ATS CCGT060204-NK [ ] 6.35 6.5 2.38 0.4
SCLCR - SCLCL CCGT060208-NK [ ] 6.35 6.5 2.38 0.8
SCK - RBH CCGTO9T304-NK [ ] 9.525 9.7 3.97 0.4
RBH-LA CCGTO9T308-NK [ ] 9.525 9.7 3.97 0.8
CCGT120404-NK [ ] 12.7 12.9 476 04
CCGT120408-NK [ ] 12.7 12.9 476 0.8

B506 &> CHAIN



@ =07k

TURNING INSERT

3

) ]  8~10°

01 0.3 05 Fimmirev} A
d=0.8~3.5mm

f =0.1~0.4 mmfrev

HOWT

BB R
Ultra-hard microprogram
Ea )8 i HF
Cutting Tool
[Ty}
o
e
(U
MCLNR CNMG120404 ® 12.7 12.9 476 04
CNMG120408 ® 12.7 12.9 476 0.8
a )
Z 20°
16°
0.0 03 0.5 fimmied \
d=0.1~8mm

f =0.05~ 0.4 mm/rev

B REGRI
Ultra-hard microprogram

Ba 718 a1 bt
Cutting Tool

u
Qo
=
O
SDUCR - SDQCR  |DCGT070202 ° 6.35 7.8 2.38 0.2
SDZCR - SDNCR
SDJCR - SDUCL DCGT070204 ° 6.35 7.8 2.38 0.4
SDJ2CR - SDNCN  |pcGT11T302 e} 9.525 116 3.97 0.2
DCGT11T304 ° 9.525 116 3.97 04
DCGT11T308 @ 9.525 11.6 3.97 0.8

E 2R B507




2 ELhr

TURNING INSERT

HOWT

01 03 05 f{mmirev)

d=0.1~8mm
f =0.05~ 0.4 mm/rev

ek - g
Ultra-hard microprogram
@Es/12 HF
Cutting Tool

SDUCR - SDQCR  |DCGT070208-NK 6.35 78 2.38 08
SDZCR - SDNCR
SDJCR - SDUCL  |DCGT070204-NK 6.35 78 2.38 0.4

9525 11.6 3.97 0.2
9.525 11.6 3.97 04
9525 11.6 3.97 0.8

SDJ2CR - SDNCN | DCGT11T302-NK
DCGT11T304-NK
DCGT11T308-NK

L BN 2N 2N AR BIRM5005

dfimm), 60°

: | 25° -~
: 22° ‘/\

=

01 03 05 Timmire) W
d=0.1~8mm /
f =0.05 ~ 0.4 mmfrev

.._..l e

HEE G
Ultra-hard microprogram
o=l HF
Cutting Tool

T}
o
I
G}
STUCR - STUCL TCGT090204 [ ] 5.56 9.6 3.38 0.4
RBH - RBH-LA
TCGT110204 [ 6.35 11 2.38 0.4
TCGT16T304 [ 9.525 16.5 3.97 04
TCGT16T308 [ J 9525 16.5 3.97 0.8

B508 {& RHaN



@ =07k

TURNING INSERT

HOWT

d{ml;l P

 22°

01 03 05 Fimmiran

/]

d=01~8mm
f =0.05~ 0.4 mm/rev

BT G

Ultra-hard microprogram

ma7a HF
Cutting Tool

STUCR - STUCL TCGT090204-NK
RBH - RBH-LA

60°

L AKX AR B RM5005

556 9.6 3.38 04
TCGT110204-NK 6.35 11 2.38 04
TCGT16T304-NK 9525 16.5 3.97 04
TCGT16T308-NK 9525 16.5 3.97 0.8

d{mm),
—
ANTHK B

]
J

01 0.3 05 f{menirev]
d=0.8~3.5mm

f =0.1~0.4 mmirev

BB R
Ultra-hard microprogram
ma/]8 S HE
Cutting Tool
Ty}
=}
SE
0O
TNMG160404 ® 9.525 16.5 476 04
TNMG160408 ® 9.525 16.5 476 0.8

E 2R B509




2 ELhr

TURNING INSERT

HOWT

: dimm) '
16°30'

)

J

01 03 05 f{mmires)

d=0.8~3.5mm
f =0.1~ 0.4 mm/frev

T

Ultra-hard microprogram

ma/I8 1% HiE
Cutting Tool

L 3 RM5005

SVICR - SVVCN VNMG160408-NA

. — d
16°30 T

10°40'

01 03 05  fimmbay

d=0.1~8mm
f =0,05~ 0.4 mm/rev

HatE Gk
Ultra-hard microprogram

ma7a ik

Cutting Tool

L
=
I
O
SVICR - SVVCN VCGT160402 ® 9.525 16.5 476 0.2
VCGT160404 o 9.525 16.5 476 0.4
VCGT160408 1) 9.525 16.5 476 0.8
VCGT160412 1) 9.525 16,5 476 12

m 16°30" =

1 10°40° 1__ &3}7‘
Al A Ll

f=0.05~ 0.4 mmirev

A B R
Ultra-hard microprogram
HF

#ma/]
Cutting Tool

LK 2R BR B RM5005

SVICR - SVVCN VCGT160402-NK 9.525 16.5 476 0.2
VCGT160404-NK 9.525 16.5 476 0.4
VCGT160408-NK 9.525 16.5 476 0.8
VCGT160412-NK 9.525 16.5 476 12

B510 {& RraN



@ =07k

TURNING INSERT

HOWT

i
|/

=3 s 2
.l J

_ 01 03 05 fmie) \

Ty d=08~35mm /

f =01 ~0.4 mm/frev

ek
Ultra-hard microprogram
— HF
=gl =!
Cutting Tool
Ty
=}
T
O
MWLNR WNMG080404 [ ] 12.7 8.7 476 04
WNMG080408 ® 12.7 8.7 476 0.8

{
|

01 03 05 F{mmirev) /
d=0.8~3.5mm i

f =0.1 ~ 0.4 mmfrev

BRI
Ultra-hard microprogram

Ba7a -

Cutting Tool

L3 RM5005

MWLNR WNMG080408-NA 12.7 8.7 476 0.8

B L




@ |En

BORING INSERT

HOWT

14°

i
—r

o1 03 05 i) /
d=0.05~25mm %

f =0.03 ~ 0.25 mmirev

BB A B BRI

Layer coating ultra-micro Cermet Ultra-hard microprogram
CHF HT HF

#Ba/IE

Cutting Tool 2 Y 0

2 2 =

b3 S s

= (a4 B
BYSEL\BSBééSCBH TBGT060102L-FO1 | @ ) Y 397 | 64 | 159 | 02
) ) TBGT060104L-FO1 | @ @ ® 397 | 64 | 159 | 04

i
) | /14°
—H L

01 03 05 Himmirey)
d=1.0~40mm

f=0.1~0.4 mmirev

HE BB
Layer coating ultra-micro Ultra-hard microprogram
fo=pAl=! A& CHF HF

Cutting Tool Spec. = Y o
g = a
= = =
(=4 o (=
CBH - SMB - SEB | TPGT080202L-FO1 | @ o © 476 8.2 2.38 0.2
TPGT080204L-F01 | @ @ ® 476 8.2 2.38 04
TPGT090202L-F01 | @ o © 5.56 9.6 2.38 0.2
TPGT090204L-F01 | @ o © 5.56 9.6 2.38 04
TPGT110202L-F01 | @ o © 6.35 11 2.38 0.2
TPGT110204L-F01 | @ o ® 6.35 11 2.38 04

B512 &> CHAIN



@ |nanr

POLYCRYSTALLINE DIAMOND INSERTS

20 = <2 3fF Alloyed Steels
m #E3#8 Stainless Steels tIIEIRREE Cutting Condition:
1SO (@ 55 Castlron @ :EE T Continuous Cutting
P! V55 R 2R S AluminumBAl o] O —H&LTE General Cutting
3| S/E & 5% Refractory Alloys m & TE Interrupted Cutting
= | S8 E 1 Hard Material
ZamiEa
Polycrystalline diamond
oF B
Drawing
]
|9}
o
APKT160404 o 9525| 165 | 476 | - i
- APKT1604PDER @ 9525| 165 | 476 | - @
SEHT120404 ° 127 | - |476| - £
e SEHT1204APAN 2 127 | - | 476 | - @ E
) "‘.-azf:'
L KX
CCGT060202 ° 635 | 65 | 238 | 02 =
CCGT060204 o 635 | 65 | 238 | 04 _ \ ﬂ
. CCGT09T304 ) 9525| 97 [397 | 04 | T T
CCGT120404 ° 127 | 129 | 476 | 04 H
CNMG120404 ° 127 | 129 | 476 | 04 =
DCGT070202 9 635 | 78 | 238 | 02 R
DCGT070204 2 635 | 78 | 238 | 04 _.
ﬂ DCGT11T302 2 9.525| 11.6 | 397 | 02 e oS8
DCGT11T304 o 9.525| 116 | 397 | 04 £y .
TCGT110202 @ 635 | 11 | 238 | 02
R B
-~ TCGT110204 2 635 | 11 | 238 | 04 BB B
TCGT16T304 ° 9.525| 165 | 397 | 04 @ i
VCGT160402 ° 9.525| 165 | 476 | 02
- VCGT160404 ° 9.525| 165 | 476 | 04 &t
y : =
VCGT160408 ° 9.525| 165 | 476 | 08 | Cr
TNMG160402 @ 9.525| 165 | 476 | 02 o e
ff: TNMG160404 o 9525|165 | 476 | 04 | A W
'O\
I T
TBGT060102 o 397 | 64 | 159 | 02 _
TBGT060104 @ 397 | 64 | 159 | 04 o/
=
P L |

(g AN B513




N
=

HOWT

E4O /R

POLYCRYSTALLINE DIAMOND INSERTS

ISO

PAN:
JI AR

2l = 3 Alloyed Steels

m “f~§5#8 Stainless Steels

|[@] =45 Castlron

N fg&ﬁgé‘ﬁ Aluminum&Al

| &2 & % Refractory Alloys

H %Eﬁfﬁﬁﬁ Hard Material

TIHIAAEE Cutting Condition :

@ iE4ETH Continuous Cutting

O —F&t1EI General Cutting

m [if4ETH Interrupted Cutting

RRilh
Polycrystalline diamond .
DP B
Drawing
a
)
(s
TPGT090202 ° 556 | 96 | 238 | 02 -
TPGT090204 © 556 | 96 | 238 | 04 %
d —
TPGT110302 o 635 | 11 | 318 | 02 Z 5
TPGT110304 © 635 | 11 | 318 | 04 |,
] Ll
TPGH080202 o 476 | 82 | 238 | 02 W
TPGH080204 ° 476 | 82 | 238 | 04 | o A '
o h
I TN B I

ISO

par

=< Alloyed Steels

m i # Stainless Steels

@ =83 Cast Iron

W N2 EEEES4 Aluminum&Al

| R &% Refractory Alloys

SN EEE T Hard Material

Railh
Polycrystalline diamond

tIHI 4% EE Cutting Condition :

@ ;#1715 Continuous Cutting

O —#&tTIH General Cutting

m [ LTH Interrupted Cutting

R~F (mm)

Size

=

A
52

S Drawing
(=]
O
o
o
APEW160404 ° 9525 | 165 | 476 | - s
- APEW1604PDER ° 9525 | 165 | 476 | - [0O)] Ei
- PN | LaJ
SEEW120404 ° 1227 | - [a76| - %
SEEW1204APAN ° 1227 | - |a76| - 0O
A sz
| ]
CCEW060202 ° 635 | 65 | 238 | 02
CCEW060204 ° 635 | 65 | 238 | 04 g 4
a CCEW09T304 ° 9525 97 | 397 | o4 .
CCEW120404 ° 127 | 129 | 476 | 04 | s P
CNEW120404 ° 127 | 129 | 476 | o4 -
=i O]+ &
w i |

® - iZEETF Standard stock

B514 {g RHaN




2 ELpl

POLYCRYSTALLINE DIAMOND INSERTS

HOWT

= 25 Alloyed Steels
m TR Stainless Steels tIHEI##EE Cutting Condition::
ISO Ul i8] Cast Iron @ EETTH| Continuous Cutting
PAY:i] Wl 5 RS S Aluminum&All @ ] & ® O —#&tT# General Cutting
Ll = B E S Refractory Alloys m U Interrupted Cutting
SN SREEAT Hard Material

Henill f R~ (mm)

Polycrystalline diamond

Size

o
o™
=)
Q
)
o
DCEW070202 ° 635 | 78 | 238 | 02
DCEW070204 o 635 | 78 | 238 | 04 Ak
' DCEW11T302 ° 9525 | 116 | 397 | 02 /(4 E
DCEW11T304 ° 9525 | 116 | 397 | 04 | = -
TCEW110202 ® 635 | 11 | 238 | 02 W .
/A TCEW110204 ° 635 | 11 | 238 | 04 o A P
-~ TCEW16T304 e} 9525 | 165 | 397 | 04 @A ;

VCEW160402 ® 9525 | 165 | 476 | 0.2
VCEW160404 ® 9525 | 165 | 476 | 04 (/\ ]
VCEW160408 ® 9525 | 165 | 476 | 08 ,,-iz‘l ="

TNEW160402 [ ] 9525 | 165 | 476 | 0.2 A w
TNEW160404 ® 9525 | 165 | 476 | 04 :f:

TBEWO060102
TBEW060104

397 | 64 | 159 | 02 /j y
397 | 64 | 159 | 04 ! £
“LON

TPEW090202
TPEW020204
TPEW110302
TPEW110304

556 9.6 238 | 02

556 | 96 | 238 | 04 . of
635 | 11 | 318 | 02 /A
A E.

6.35 11 318 | 04 " | e

TPEW080202 476 8.2 238 | 02 i

TPEW080204 ® 476 8.2 2.38 04 %\ j
\A Vi

@ - iZ#E7F Standard stock

G

B




@ |atmr

CUBIC BORON NITRIDE INSERTS

= 3 3 Alloyed Steels @
m 4 Stainless Steels tIEI % EE Cutting Condition :
ISO QY i 5 Castlron - @ EFTHI Continuous Cutting
N Ol 55 % 555 & Aluminuméal O —#&tTHI General Cutting
| =R S = Refractory Alloys m & tTH Interrupted Cutting
H E‘—]EEE*Z Hard Material @ O

=] T
ﬁ’,

R 3 Drawing
S Z
o na]
) ()
CCGT060202 o | o 635 | 65 | 238 | 02
CCGT060204 o | o 635 | 65 | 238 | 04
CCGT060208 ° 635 | 65 | 238 | 08
CCGT09T302 o | o 9525| 97 | 397 | 02
° CCGTO9T304 o | o 9525| 97 | 397 | 04
CCGT09T308 ° 9525| 97 | 397 | 08
CCGT120404 o | o 127 | 129 | 476 | 04
CNGG120404 o | o 127 | 129 | 476 | 04 Z
o CNGG120408 ® 127 | 129 | 476 | 08 //737 1“
w1 |2
DCGT070202 o | o 635 | 78 | 238 | 02
DCGT070204 ° 635 | 78 | 238 | 04
DCGT070208 o 635] 78 [238] 08 | o~ .
o DCGT11T302 o o 9525| 116 | 397 | 02 " .
DCGT11T304 o | o 9525] 116 | 397 | 04 bV 7
TBGT060104 o 397 | 64 | 159 | 04
of 1
T
TPGT110202 o | o 635 | 11 | 238 | 02
TPGT110204 o | o 635 | 11 | 238 | 04
TPGT110208 ® 635 | 11 |238| 08 | %
é TPGT16T302 o | o 9525] 165 | 397 | 02 f{ B\,
TPGT16T304 o | o 9525|165 | 397 | 04 | . . L

B516 &> CHAIN



AN EA b

CUBIC BORON NITRIDE INSERTS

HOWT

38 = <4 Alloyed Steels ®
m 38 #f Stainless Steels tTEIAAEE Cutting Condition:
1ISO [\ @ §5 3] CastIron ® @ :2&FtTH| Continuous Cutting
R O 55 R S5 5 S Aluminum&Al O —#217H| General Cutting
=1 SR 5 Refractory Alloys m & A Interrupted Cutting
SN SEEH HardMaterial | ® | O

#15% BN

BN

=] T
ﬁ’,

Drawing

TNGG160402
TNGG160404
TNGG160408

9525 | 165 | 476 | 02

9525 | 165 | 476 | 04 Yy

ey
9525 | 165 | 476 0.8 “

L 2K AK 3 CBN250
L 2K BK 3 CBNS500

P

I

TPGH080202 o | o 476 | 82 | 238 | 02
TPGH080204 o | o 476 | 82 | 238 | 04
TPGH090202 ° 556 | 96 | 238 | 02
TPGH090204 o | o 556 | 96 | 238 | 04 2
é TPGH110302 o | o 635 | 11 [ 318 | 02 y g_\
TPGH110304 o | o 635 | 11 | 318 | 04 | OSSN [y,
TPGH110308 ° 635 | 11 | 318 | 08
TPGH16T304 ° 9525 | 165 | 397 | 04
VCGT110302 ° 635 | 11 | 318 | 02
VCGT110304 ® 635 | 11 | 318 | 04 =
VCGT160402 o | o 9525 | 165 | 476 | 02 O
VCGT160404 o | o 9525 | 165 | 476 | 04 ss-ér- =
VCGT160408 ® 9525 | 165 | 476 | 08

VNGG160404 9525 | 165 | 476 | 04 N
VNGG160408 [ ] 9525 | 165 | 476 | 08 10) E

APMT1604PDER [ ] 9525 | 165 | 476 B P

@E ¢ ¢
P

N
SEHT1204APAN o o 12.7 s 476 = ©
= ET% 20
d .."..| .

(g AN B517




@ |atmr

CUBIC BORON NITRIDE INSERTS

HOWT

N =< Alloyed Steels
m A8 #8 Stainless Steels tIHEI##EE Cutting Condition:
ISO (g 5785l Cast Iron @ :3EtH| Continuous Cutting
4348 (N2 B 4584 Aluminum&Al O —fatTHl General Cutting
N SR &% Refractory Alloys m HT4ELTH| Interrupted Cutting
SN = EEH Hard Material o ® 8]
@AW BN
BN B
= = Drawing
> >
[an] [an]
) Q
CCEWO060202 ® 6.35 6.5 2.38 0.2
CCEWO060204 ® 6.35 6.5 2.38 04
CCEWO060208 ® 6.35 6.5 2.38 0.8
CCEWO09T302 ® 9.525 9.7 397 0.2
CCEWO09T304 ® 9.525 9.7 397 04
CCEWO09T308 ® 9.525 9.7 397 0.8
CCEW120404 ® 12.7 129 | 476 04
CNEW120404 ® 12.7 129 | 476 04
’ CNEW120408 ® 12.7 129 | 476 0.8
DCEW070202 ® 6.35 7.8 2.38 0.2
DCEW070204 ® 6.35 7.8 2.38 04
DCEWO070208 ® 6.35 7.8 2.38 0.8 F \/ |
' DCEW11T302 © 9525 | 116 397 0.2 55\7 |@i£‘r
DCEW11T304 ® 9525 | 116 397 04
TBEWO060104 o 397 6.4 1.59 04 ) g3
A A B,
TPEW080202 ® 476 8.2 2.38 0.2
TPEW080204 ® 476 8.2 2.38 04
TPEW090202 ® 556 9.6 2.38 0.2
TPEW090204 8] 556 9.6 2.38 04 o
TPEW110302 ® 6.35 11 3.18 0.2 d-'f\
TPEW110304 © 6.35 11 3.18 04 r’ _r__:!l‘__
TPEW110308 ® 635 | 11 | 318 | 08 hitel B
TPEW16T302 ® 9525 | 165 397 0.2
TPEW16T304 [ 9525 | 165 397 04
TNEW160402 ® 9525 | 165 | 476 0.2 i:'?-\
TNEW160404 ® 9525 | 165 | 476 04 V\
TNEW160408 ® 9525 | 165 | 476 0.8 \‘ E
Y

® - iZXEETF Standard stock

B518 {& RHaN



AN EA b

CUBIC BORON NITRIDE INSERTS

HOWT

N =< Alloyed Steels
m F5%#8 Stainless Steels tIEIRAEE Cutting Condition:
1SO 0§ i 51 Cast Iron @ :2E17)H| Continuous Cutting
Fax! VN iR S S Aluminum&al O — & t7H General Cutting
L =R &< Refractory Alloys m HFE T Interrupted Cutting
SN EtEEH Hard Material o ® 8]
R{EW BN
BN 2
= = Drawing
N 5
pd d
o o
@] @]
VCEW110302 © 6.35 11 3.18 0.2
VCEW110304 [ ] 6.35 11 3.18 0.4 N .
VCEW160402 ° 9525 | 165 | 476 | 02 _%‘ B,
VCEW160404 & 9525 | 165 | 476 | 04 =
VCEW160408 ® 9525 | 165 476 0.8
VNEW160404 [ ) 9525 | 165 476 0.4 ‘V\ P
\ T
VNEW160408 © 9525 | 165 476 0.8 p E\O !J
® ’5’!‘Ll_i_| s
APEW1604PDER o] 9525 | 165 476 - T &
5 i l - J LL—- "
SEEW1204APAN ® 12.7 - 476 - =)
o £
B |20
@ s | L

@ - 2% E7= Standard stock

B L




@ ERETR

BLANK INSERTS

HOWT

[ = 53 Alloyed Steels
m A7 #8 Stainless Steels 7Bk 8 Cutting Condition :
ISO UG 5% i8] Cast Iron @ :E4ETTH| Continuous Cutting
EE Y2 B2 e % Aluminum&aAl O —# 1l General Cutting
S =5 0E & & Refractory Alloys m BT Interruptad Cutting
=N STEEF Hard Material

& 5+ Carbide R~ (mm)
HC Size

APEW1003 6.68 10.5 3.18 Fal

=
m
®
®

TBEWO0601 ® 3.97 6.4 159 .

TPEW0802
TPEW0902
TPEW1103
TPEW16T3

476 8.2 2.38 - &
e

5.56 9.6 2.38 = Z‘.

6.35 11 3.18 % 0 : A

9.525 16.5 3.97 -

- APEW1604 9.525 16.5 476 l Ei
15\! F [ . —
SEEW1204 ® 12.7 . 476 E
= O B
d | |_£.
CCEW0602 © 6.35 6.5 2.38 - i
CCEWO09T3 o 9.525 9.7 3.97 . . E
CCEW1204 1) 12.7 12.9 476 - . J SEW
B0 L L1,
CNEW1204 ® 12.7 12.9 476 - P
ol i [}
DCEWO0702 ® 6.35 7.8 2.38 -
d, \ r
DCEW11T3 ® 9.525 11.6 3.97 = ’
o/
’ P L.:[:‘l,
TCEWO0902 ® 5.56 9.6 2.38 -
TCEW1102 ® 6.35 11 2.38 - o
TCEW16T3 © 9.525 16.5 3.97 - “:AO =i
) i =]
VCEW1103 ° 6.35 11.2 378 - A
",
’ VCEW1604 ® 9.525 16.5 476 - i ) e 4 E%
WX ]
TNEW1604 ° 9,525 16.5 476 - T
o\
H

B520 {& RHaN



@ | e

PARTING-OFF INSERTS

HOWT

.‘- | .

28 BB AR BB R
Layer coating ultra-micro Ultra-hard microprogram
ma/e 118 Gt HE
Cutting Tool Spec.

TDC - SGTHR  |TGTN3
* SGIH TGTN4

- 113 31 |02

LK 1 OM4010
LK ] OM4025
LR} OMS5005

- 113 | 41 [025

% /& H84nI Layer coating ultra-micro
CHF

@ms/12
Cutting Tool

o
=
Q
=
[
KGBR/WGHR TGAR4200 [ ] 2 39 | 127 | 197 | 476 | 0.2
TGAR4250 [ ] 25 | 54 | 127 | 197 | 476 | 0.3
TGAR4300 ® 3 54 1127 | 197 | 476 | 03
TGAR4350 [ ] 35 | 54 | 127 | 197 | 476 | 0.3
TGAR4400 ® 4 54 1127 | 197 | 476 | 04

B LY




& =77k

THREADING INSERTS

SMRSL External Threading

HOWT

5 BB

Layer coating ultra-micro

CHF i
Drawing

-
2
16ERAG0D ® 9.525| 16 0.8 0.9
16ERAG60 ® 9.525| 16 11 15
16ERG60 ® 9.525| 16 12 1.7
22ERN60 [ ] 9525 | 16 17 25
16ERAS55 [ ] 9.525| 16 0.8 0.9
16ERAGS55 ® 9.525| 16 11 15
16ERG55 ® 9.525| 16 12 1.7
22ERN55 [ ] 12.7 22 17 25
16ER1.01SO [ ] 9525 | 16 0.8 0.7
16ER1.251SO L 9.525| 16 0.8 0.9
16ER1.51SO ® 9.525| 16 0.8 1.0
16ER1.751SO [ ] 9525 | 16 12 12
16ER2.01SO ® 9.525| 16 12 13
16ER2.51SO [ ] 9.525| 16 12 15
16ER3.01SO ® 9.525| 16 12 15
22ER3.51SO ® 12.7 22 16 23
22ER4.01SO [ ] 12.7 22 16 23
22ER4.51SO [ ] 12.7 22 157 24
22ER5.01SO [ ] 12.7 22 17 25
16ER24UN ® 9.525| 16 0.8 08
16ER20UN [ ] 9.525| 16 0.8 0.9
16ER18UN ® 9.525| 16 0.8 1.0
16ER16UN [ ] 9.525| 16 0.9 11
16ER14UN [ ] 9525 | 16 12 15
16ER12UN ® 9.525| 16 12 15
16ER10UN [ ] 9.525| 16 12 15
16ER8UN ® 9.525| 16 13 1.7

B522 &> CHAIN



& |E5F 1R

THREADING INSERTS

AIRA! Internal Threading

HOWT

KB

Layer coating ultra-micro

CHF

Drawing

:
z
11IRA60 [ ] 6.35 11 0.8 0.9
16IRA60 ® 9525 | 16 0.8 0.9
16IRAG60 ® 9.525| 16 11 15
16IRG60 ® 9525 | 16 12 1/
22IRN60 [ ] 12.7 22 17 25
11IRAS55 ® 6.35 11 0.8 0.9
16IRA55 ® 9525 | 16 0.8 0.9
16IRAG55 ® 9.525| 16 11 15
16IRG55 ® 9.525| 16 12 17
22IRN55 ® 12.7 22 17 25
11IR1.01SO ® 6.35 11 0.8 07
11IR1.251SO [ ] 6.35 11 0.8 0.9
111R1.51SO ® 6.35 11 0.8 1.0
11IR1.751SO ® 6.35 11 0.9 11
11IR2.01SO ® 6.35 11 0.9 11
16IR1.01SO [ ] 9.525| 16 08 07
16IR1.251SO ® 9525 | 16 0.8 0.9
16IR1.51SO ® 9.525| 16 08 10
16IR1.751SO ® 9525 | 16 12 12
16IR2.01SO ® 9.525| 16 1.2 13
16IR2.51SO ® 9525 | 16 12 15
16IR3.01SO ® 9.525| 16 1.2 15
22IR3.51S0O ® 12.7 22 16 23
221R4.01SO ® 12.7 22 16 23
221R4.51S0O ® 12.7 22 16 24
22IR5.01SO ® 12.7 22 16 23
11IR20UN [ ] 6.35 11 0.8 0.9
11IR18UN [ ] 6.35 11 0.8 10
16IR24UN ® 9525 | 16 0.8 0.8
16IR20UN ® 9.525| 16 08 0.9
16IR18UN ® 9525 | 16 0.8 1.0
16IR16UN ® 9.525| 16 0.9 11
16IR14UN ® 9525 | 16 12 15
16IR12UN ® 9525 | 16 1.2 15
16IR10UN ® 9525 | 16 12 15
16IRBUN ® 9.525| 16 13 17

g AN B523
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DRILLING INSERTS

HOWT

8 =< & Alloyed Steels ® | OO0 |0 | O
m 88 Stainless Steels HIEIAAEE Cutting Condition :
ISO Ay MR Cast Iron s °|©° @ 3EETH Continuous Cutting
75 EEEEES AuminumsAl | O —#&tTIE General Cutting
| =R &% Refractory Alloys m W& tE Interrupted Cutting
| |BEE# Hard Material o)

+

Layer coating Ultra-hard
ultra-micro microprogram
HF i B

Drawin g

)M4010

WCKT030208 ] 556 | 38 | 238 | 08
WCKT040208 o 635| 43 | 238 | 08
WCKT050308 o 7941 54 | 318 | 08
WCKT06T308 L ] 9525 65 (397 | 08 =T
WCKT080408 ® 127 | 87 | 476 | 08

WCMX030208-M01
WCMX080412-M01

é WCMT040208-M01
= WCMT050308-M01

WCMT06T308-M01

556 | 38 | 238 | 08
127 | 87 | 476 | 12
635| 43 | 238 | 08
7941 54 | 318 | 08
9525 65 (397 | 08

WCMX030208R-PG
WCMX040208R-PG
WCMX050308R-PG
WCMXO06T308R-PG
WCMX080412R-PG

556 | 38 | 238 | 08
635| 43 | 238 | 08
7941 54 | 318 | 08
9525 65 (397 | 08
127 | 87 | 476 | 12

B524 &g SHAN




2 Bl

MILLING INSERTS

HOWT

28 = 3 Alloyed Steels Oo|O o]
m il #@ Stainless Steels tIHIAA#E Cutting Condition :
ISO R A Cotran g o @ :Z{EtHI Continuous Cutting
ek NN S8 EEa S Aluminum&Al | BN NEeRN | O —#&t71Hl General Cutting
| &i8&% Refractory Alloys (0] m i 7H] Interrupted Cutting
|| B EE# Hard Material

Ultra-hard =T (mm)
microprogram

CHF Size

Layer coating ultra-micro

i
e
=
-
i
L ]

APKT060204-M02

645| 37 |238| 04 @T %
W] * i
APKT100304PDER-M04 ® 668|105 |238| 04 V@I %

APKT1003PDER-MO05 [ ] 6.68 | 105 | 347 | - @I %_‘
APEX100304PDFR-FO1 L AN 6.68 | 105|238 | 04 %—‘

HEAaE

m‘ APHT1003PDFR-FO3 ] 6.68 | 104 | 347 | 08 Q@T %_,
‘#) APGT100304PDFR-FO4 o 668 | 105|238 | 04 T

&= =8,

APKT1604PDER-MO05 [ ] 9525|164 | 476 | 04 V@I E_‘

" ' | . +

|

APEX1604PDFR-701 L ] 9525|164 | 476 | 0.2 @ ﬁ!‘

APEX1604PDFR-FO1 9525|164 | 476 | -

APEX160400PDFR-FO1 9.525| 164 | 476 | - ;
Br

APEX160404PDFR-FO1 9.525| 164 | 476 | 04 |
APEX160408PDFR-FO1 9525|164 | 476 | 08

APKT160408-M01 L BN 9525|166 | 4.76 | 0.8 @I ﬁ_‘
APGT1604PDFR-G2 [ ] 9525|165 | 476 0.8 @T %—,

APGT160408PDFR-F02 ® 9.525| 164 | 476 | 0.8 i
B 8
APKT160408PDER-M02 L BN 9.525| 164 | 476 | 0.8
.N_ i _II %ﬂ.
APMT1604PDER-M04 L 9.525| 165 | 476 | 0.8

APMT1135PDER-M04 L 635| 11 | 35 | 04

| B ALEE [

2
lz_i';:'?; .

& 2/ B525




= ELr;

MILLING INSERTS

HOWT

8 =3 Alloyed Steels OO
m “Fidi#E Stainless Steels tIAI#EE Cutting Condition::
1SO by S @ iF4ELTHI Continuous Cutting
E (N iEEiE &S Aluminum&Al O —H A8 General Cutting
-1 &R &% Refractory Alloys W [ & tTH Interrupted Cutting
|| S EEEH Hard Material @]

B BR

Ultra-hard microprogram

CHF Size

Rt (mm)

| } OM4010
L} OM4025

APMT1503-R01 15 | 952 | 318 | 08
) | (P27215-3R)
APMT160408-R01 ® 9525|165 | 476 | 08
— 1]
REY
CNEX120612-M01 N 127 - [635] 12

CNEX150812-M01 o o0 15 | - 8 | 12 @
: -'... =k Lel

LPMT1504-R01 [ ] 127 11588 | 476 | -
(P27275-3R)

LC1210 [ ] 120 | 140 | 250 | 10
LC1220 ® 120 | 140 | 250 | 20 I @ t H
LC1230 [ ] 120 | 140 | 250 | 30 | -L

LC1210-F ® 120 | 140 | 250 | 10

LC1220-F [ ] 120 | 140 | 250 | 20 :ﬂLa' D
LC1230-F ® 120 | 140 | 250 | 30 | - ]

LC1210-RE ® 120 | 140 | 250 | 10

LC1220-RE ® 120 | 140 | 250 | 20 I'@ H
LC1230-RE [ ] 120 | 140 | 250 | 30 |

=
T
%
1
12

LC1245-CH e o 120 | 140 | 250 | - , %
LC1260-CH ® o 120 | 140 | 250 | - ' B [

B526 &> CHAIN
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MILLING INSERTS

HOWT

8 = Alloyed Steels o0 0|0|0|0O
m Fi## Stainless Steels tIHEIAAEE Cutting Condition:
1SO Y| i Cast Iron °|© @ 24 7H| Continuous Cutting
ZE (N8 FEES T Aluminum&Al | | O — & t7H| General Cutting
i =3B & Refractory Alloys m U E A Interruptad Cutting
- || & EE A Hard Material (@)
EEEHGS BRI
Layer coating Layer coating Ultra-hard R~ (mm)
carbide alloy ultra-micro microprogram
HC CHF HF Size 72
Drawing
sles S
5 8 g
53 3
ODMT040408 Q 127 | 46 | 476 | 0.8 pa
BR10(P3200-D10) L BN J [ 10 4 | 25 -

) BR12(P3200-D12) L AN J [ ] 12 5 25 - —
BR16(P3200-D16) L AN J [ ] 16 5 3 - H
BR20(P3200-D20) L AN J [ ] 20 5 3 Z [ Lal : A

' BR25(P3200-D25) L AN J [ ] 25 6 4 - ——
BR0O8S(P3204-D08) L AN J [ ] 8 3 2 -
BR10S(P3204-D10) L AN J [ ] 10 4 | 25 -
BR12S(P3204-D12) L AN J [ ] 12 5 25 Z
BR16S(P3204-D16) L AN J [ ] 16 5 3 -

n BR20S(P3204-D20) L BN J [ 20 5 3 . I@ a
BR255(P3204-D25) [ BN ° 2516 4| - | =17
BR30S(P3204-D30) L AN J [ ] 30 8 5 -
BR325(P3204-D32) L AN J [ ] 32 8 5 Z

.\ RDHX0501MOE L AN J 5 - | 151 25 T
RDHWO0702MOT [ ] 7 - 1238 35 T

e RDHW1003MOT ® 10 - |1347] 5 E ,

L] LI
RDMT0802MOT L AN J 8 - 1238 4 i

@- RDMT10T3MOT [ ] 10 - | 397 E"‘Ha
RDKWO0702MO [ BN ] 7 - 1238 35 P

e RDKW1003MO L AN J 10 - |1318] 5 E—’m

3 L

(g AN B527



@ |#ank

MILLING INSERTS

HOWT

2l = < ] Alloyed Steels

m 4§/ Stainless Steels

1so  [IL8iEE Castlron

i $2 528 % AuminumsAl

Eﬁﬂé‘ﬁ Refractory Alloys

SOl (tnN Z

B E#4 Hard Material

T e
Form

JEE 4T 4
Ultra-hard
microprogram

HF

tTIEI#R & Cutting Condition :

@ E{ELTHI Continuous Cutting
O —#& 18l General Cutting
m W& D8 Interrupted Cutting

RPMW1003MO 10| - [318] 5 ,
g RPMW1003MON ® 10| - [318] 5 @P
RPMT10T3MON ° 10 | - |397 P
RPMT1204MON ° 12 | - |a76] 6 %
|
e RPET1204MOE-MO1 ° 12 | - |476| 6 ' %
g RPEX1204MOEX8 ° 12| - |476| 6 ' %
e RDMX0802MOTN-X8 8 | - |238] 4 ' 3
“ = ik
RDET1003MOF-FO1 oo 10| - |318] 5 ,
o RDET1604MOF-FO1 oo 16| - |a76] 8 &
= sl
RDMT0802MOTN ° 8 | - |238| 4
@ RDMT10T3MOTN © 10 | - [397] 5 '
& | ROMT1204MOTN ° 12 | - |476| 6 = Eﬂ
RDMT1604MOTN ° 16 | - |476| 8
. | soMT090308-RO1 952| - |318] o8 ’
- B,
’ SEKT1204AFTN 127 - |a76] - E‘H
[} 2, .
SEMT13T3AGEN-M02 134] - [397]255] (@) Eq
& o8,
.| SEET13T3AGFN-FO1 ° 134] - [397[255| ()
- O b.
SEHT1204AFEN-MO1 127] - [ 476 |Facet| (@) Eﬁ-
- LR
= E
SEHT1204AFEN-M02 ° 127] - [a76|Facet| (5
8 9 &
=

B528 €E; SHAN




#t Hll 7] R

MILLING INSERTS

28l =< §ff] Alloyed Steels oflo|o o]
$ﬁgﬂ Stainless Steels
IS0 (@ 75 88 Castlron OO (o]
AW OISR RGBS S Auminmsal iy ey
M SRS T Refractory Alloys
= | B TEE 1 Hard Material o

545 &8 Cutting Condition :

@ ## 115 Continuous Cutting
O —#& 114l General Cutting

m Wit Interrupted Cutting

Lay;s‘_r"c_()afi;g L =T (mm}
ultra-micro e b ol
HF Size B
& Draw'ing
5
o
SEHT1204AFFN @ [ ] 12.7 - 476 - | =
\j E:\’w
d
SEKW1204AFN L ] 12.7 B 476 -
d
SNFX1102 [ BN ] [ ] 11 - 2.3 :
SNFX1103 [ BN ] [ ] 11 - 2.7 -
SNFX1203 [ BN ] ® 12.7 B 3.2 . 1 %
SNFX1205 [ BN ] ® 12.7 - 54 s - > e
SNFX1207 [ BN ] @ 12.7 - 7 -
SNFX120516 L ] 12.7 - 54 | 16 r
O B
e J |
SPGT050204-M02 L ] [ ] 5 - 238 | 04
SPGT060204-M02 [ ] ® 6 - 238 | 04
SPGT07/T308-M02 L ] @ 7.94 - 397 | 08
SPGT090408-M02 [ ] [ ] 98 B 43 | 08
SPGT110408-M02 L ] [ ] 115 - 476 | 08
SPGT140512-M02 L ] [ ] 14.3 - 52 | 12
SPET120408-M02 [ BN ] © 127 - 476 | 08 .
u @ Ejn.
d 0
SPMT050204-M01 [ BN J 5 - 238 | 04
SPMT060204-M01 [ BN J 6 - 238 | 04
SPMTO7T308-M01 [ BN ] 7.94 - 397 | 08 B @
SPMT090408-M01 [ BN J 9.8 - 43 | 08 : "‘l Eﬁ,"'
SPMT110408-M01 [ BN J 115 B 476 | 08
SPMT140512-M01 [ BN J 14.3 - 52 | 12
- SPMT120408-R01 @ 12.7 - 476 | 08 .

e HAIN B529




= ELr;

MILLING INSERTS

W = 5 5 Alloyed Steels olo ololo
m 0 Stainless Steels tIAI#EE Cutting Condition :
IS0 i 5 Cestiron i 9 e @ FiELHI Continuous Cutting
ke WM iR RS E AluminumSAl | O — #1718 General Cutting
=32 &< Refractory Alloys m 8 H Interrupted Cutting
| S TE E 1 Hard Material o

HEE BRI I~ BRI
Layer coating BRSE Ultra-hard

: Hard alloy Z
ultra-micro microprogram

CHF HF B

Drawing

L B OM4010
( B OM4025
RM3240
RM4025

SPMW090304 9525 | - | 318 | 04

7=
SPMT090308-M01 ® 9.8 - 1318 | 08 EA
=

SPETO60308ER-M0O1 e 0 ® 7 7 | 318 | 08

SDET120508ER-M0O1 e o 127 | 127|556 | 0.8

(@)
]

SDETO90408EDER-MO1 L BN [ ] 952 | 952|476 | 08
SDMTO%0408EDER-MO1 | BN | 952 | 952|476 | 08 oo W
o Lsl
SEKN1203AFR L BN 12.7 e 3.18 -
SEKN1504AFR L BN BN 15875 - | 476 - B
)'30
— L J =7
SPK43C25R ® ® 12.7 - 476 -
i SPK53C25R L BN BN 15.88 - | 476 - '
\ / .)'11'
Lo | LI
SPKN1203EDR L BN 12.7 - 3.18 -

fe

B530 &> CHAIN



ot Hl 7] R

MILLING INSERTS

B = 5 Alloyed Steels o|0 O
m T #ff Stainless Steels ENHIHRAS Cutting Condition :
IS0 L) 5 3] Castlron o|0 o @ :EETHI Continuous Cutting
7R N 22 £35S Aluminum&Al o O —#BtIEl General Cutting
| =38 &< Refractory Alloys m [i£EH] Interrupted Cutting
| S8 = #1 Hard Material @)
g = E‘"u ﬁﬁ‘é‘fﬁ ﬁﬁﬁ*ﬂ
Layer coa.tmg ultra- Fiaedd 2l !Jltra-hard =1 (mm)
micro microprogram
CHF HW HF Size
i
Drawing
8
S
wy
=
(@]
TCEX100302E-FR Q 58 10 | 318 | 0.2 -
N TCEX100304E-FR Q 58 10 | 318 | 04 }’A %—'
- Em
e J L
TCEX100302E-AR [ 2N 58 10 | 318 | 0.2 =
o
TCEX100304E-AR [ BN ] 58 10 | 318 | 04 (A E
A
T PR
TCEX13T302E-FR @ 794 | 134 | 397 | 0.2 A
\ o
;’\] TCEX13T304E-FR ® 794 | 134 | 397 | 04 |/ @ %,
TCEX13T302E-AR [ 2N 7.94 1134|397 | 02 | =
é TCEX13T304E-AR [ 2N 794 | 134 | 397 | 04 ;A a’
TCEX16T304E-FR Q 952 | 165 | 3.97 | 04 _
TCEX16T308E-FR j¢] 952 | 165 | 3.97 | 0.8 ,_,_r-\ﬁ
i PO R R
TCMX16T304E-AR e 0 952 | 165 | 3.97 | 04 _
a TCMX16T308E-AR [ 2N 952 | 165 | 3.97 | 08 | ,~
3 3
"L._' .t].l
TPKN1603PDR [ BN ] 9525 - 3.18 -
TPKN2204PDR [ BN ] 12.7 - 476 - j@ﬁ E
"..J".Jr.'
TPMN160308 [ BN ] 9525 - 318 | 0.8
TPMN220412 [ BN ] 12.7 - 476 | 1.2 A
o/ E
£ :
’.J--?]‘“.

g AN B531




