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More Stable & Reliable Quality BEBE, BREISE
High Precision & High Efficency S =R

Customization & Flexibitity JEAZHINE, THARET 8o
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The company has everything from powder raw material preparation, mold making, press forming, pressure sintering, grinding,
coating and A complete blade manufacturing process equipment line for post-coating treatment. The company mixes equipment
spray drying granulation system,Advanced processes and equipment ensure optimum physical properties and apparent forming
properties. Press molding is the most internationally.The advanced electric direct drive automatic press has high precision and
high performance to meet the requirements of product precision and high stability. For sintering, the most advanced pressure
sintering is applied to the intrinsic quality and apparent quality requirements of indexable inserts device. Grinding processing
uses CNC peripheral grinding machines to ensure product shape and accuracy requirements. Coating is also adopted.The most
advanced physical coatings and chemical coatings on the world. Advanced coating post-processing equipment to ensure better
product performance optimization. A full world-class production line ensures that each blade is of the same quality.




Special for stainless steel
FHAE M

o BEEE MR « German raw materials

CEHEFITZ +New pressing technology

mtEmmgELE + Swiss high-end coating technology
ERAGNERES + Formula of Special for high temperature stainless steel

Stainless steel turning insert features
AENERD RS
+ The specially designed chip breaker is excellent for rough, semi-finishing and finished processing of stainless steel.
+ DF type is used for finisehed ,semi-finishing for stainless steel and has a good machined surface. The specific chip breaker design solves the burr of machined surface.
+* DM type insert has both sharpness and strength, and is the preferred chip breaker type for general-purpose machining of stainless steel. Suitable for semi-finishing
and rough machining of stainless steel.
+ Effectively solve the processing difficulties of stainless steel, such as chip breaking, sticking and surface work hardening, obtaining a good surface quality.
* The ur}iglﬁ))/ designed chip breaker type effectively controls the flow of chip breaking, making the cutting process light and reducing the production of built-up
edge
. Dif?erent roughing, semi-finishing and finishing with different cutting edge designs. The finished and semi-finishing inserts focus on the sharpness of the cutting edge,
the roughing blade edge optimization design, balanced edge security and sharpness, and improved tool efficiency.
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Gravity follow-up cutting 7. b -
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» EE R AR +German raw material y S « B B
*HAEHITZ »Japanese pressing technology = — i
It SimiRE +Swiss high-end coating —

+EHYIHIAL S +Gravity cutting formula

Precise digital-controlled machine tool Dedicated
EONER

It R * Swiss raw materials
*IntEinRE + Swiss high-end coating
*HXEFILTZ + Japanese Sharpening technology

B 5 A B I + Special angle design
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Milling insert
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o B [F J& # &) + German raw materials

o3 %5 B IR T + Unique angle design
*BAEA#HEHIZ + Japanese passivation technology
*SREEFIEA * High precision pressing technology
oI T &R B + Swiss high-end coating
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Features of Milling insert
HEITI A4S

+The fine grained carbide special substrate is complemented by a unique control process and superb coating technology to achieve the perfect match of blade
hardness, toughness and thermal stability.

+Stable use of materials with different hardness, accurately predict tool life, realize unmanned automatic processing, and improve production efficiency.

+Suitable for all kinds of plane milling, square shoulder step milling, cavity milling, slope and copying and other machining forms..

+Solve the problem of tool selection and tool change in mold manufacturing enterprises, reduce tool inventory cost

+ Strong versatility, good stability and long service life, very cost-effective.
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/4 High speed drilling
7 128 4 H

oIt R AR + Swiss raw materials
453 fﬁ gt TZ * Special drilling design technology
‘ImtrmwmARLE

* Swiss high-end coating technology

A Shallow hole drill blade features
)
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+Center insert and the peripheral insert are same , making insert replacement easier.

+With a sharp cutting edge, the machining vibration is small, which is beneficial to obtain the machining surface with low roughness.

+The optimized chip breaker structure of the insert improves the cutting performance and control, making the cutting more brisk.

+The specific cemented carbide substrate is combined with the coating to well balance the different wear patterns of the central insert and the peripheral insert.
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High performance cut off (2 =
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+German raw materials

+*New pressing technology

+Swiss high-end coating technology
+Formula of Special for stainless steel

Features of cutting grooving turning inserts
BRI ERITI R

*QCMBoo7] RBetB AT HIRFZERINT, 2—XZEEAmITA.
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+“QCMBo0” inserts can be used for grooving and turning, and are a versatile general purpose machining insert.
+Optimized 3D chipbreaker for effective control of chips, minimizing cutting resistance and reducing machining vibration

+Groove machining is specially developed for the combination of cemented carbide matrix and coating,both wear resistance
+and toughness, which improves processing life and processing reliability.
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Thread Machining
L ]

ar o EEEMR + German raw materials ) - g
- <z *BAREHTZ + Japanese pressing technology ) / J > J
%’ @ ' ImtTEHiIREE + Swiss high-end coating - /
M & o TR T 2 + Special Cut-off Technology = /

Features of thread
BT HITI B

+ Precision Mold Compression Molding ,The high precision and perfect edge quality of the thread tooth type of the inserts are guaranteed.

+ Strict size control ensures that the range of size fluctuation rang between the pieces is small and Product be consistent from beginning to end

+ Unique edge processing technology, Small arc tip processing more professional, rationalization

+ The inserts is provided with a cutting groove, which Improve the ability of iron chip treatment when the insert is in process and has excellent
processing stability.

+ The DT7115 grade developed for thread turning ensures that the insert is effectively resistant to plastic deformation and wear during threading

More series of thread turning inserts are under development.....
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TURBO-SHAFT APPLICATION CASES
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SOLUTION OF GAS- & STEAMTURBINES
AND AERO-ENGINE FAN BLADES
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Negative inserts

Positive inserts

Negative inserts with hole
Positive inserts with hole
Special purpose inserts
Turning insert overview

Milling insert overview

Negative inserts with hole

Positive inserts with hole

General turning negative inserts
General turning positive inserts
Aluminum alloy turning inserts series

Application cases

Face milling cutters

45" face milling cutters
Molding milling cutter
75 face milling cutters
High feed milling

Application cases

C***-series
F***-series
LN***-series
SN***-series
ZN***-series
Application cases

TURNING INSERT
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PRECISION BREAKER SYSTEM
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GENERAL MILLING
ZELH!
Grades OVerview PHEMEE | .....ccooooioeereeeeeeeeeeees oo ees e see e nee e
GENERAL TURNING
ZEEH
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Grades overview 58

GENERAL TURNING INSERTS CODE KEY
EBEFEHTDREBENE 61

TURNING INSERT
EEI R

Inserts for processing steel (Finishing) $MITIAEEMI) oo en63

Inserts for processing steel (Semi finishing) $RINTIIEEEFEMI) oo 7 1
Inserts for processing steel (Rough machining) $RANT T EEEM ) .oovvvvvreeeveeeee e 78
Inserts for processing steel and cast iron(Rough machining) 5% $8INTTIEGEINT) cvooeeeeeeeeeeeeeeeeeeeeireseeenn 79
Inserts for processing stainless steel(Finishing) ZFREERINTIIFGEIII) oveeeeemeeeeeeeeee e seeee e .80
Inserts for processing cast iron(Finishing) S80I T TR EEMI) oo eeee e 86
Inserts for processing cast iron(Semi finishing) &N TR EERBIII) oo v vveeeeeee e e 90
Inserts for processing cast iron(Rough machining of cast iron) S#INT7]REEKAIEMI) oo 92

Inserts for processing cast iron(Rough machining) &I REEMNI).cccovovvevvivveeeeeeeer .93

Aluminum processing

Turning inserts for bearing

Inserts for face milling

Inserts for heavy-cutting milling
Inserts for shallow hole drilling

Inserts for square shoulder milling
Inserts for chamfer milling

Inserts for T-Slot milling

Inserts for high feed milling

Inserts for aluminum processing milling
Others

Clamping system inserts

FBRIINITIR o295

CODE KEY FOR INDEXABLE MILLING INSERTS
BETIBT BRI TI B RIRTTIE oo 101

MILLING INSERT
vl
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GENERAL TECHNICAL DATA
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Turning Blade
H=HITI A

Precision breaker system s#xmzzs

NEGATIVE INSERTS 7]  STANDARD OF INSERTS WITH HAND OF TOOL Unit : mm
Geometry Insert Number LBB LE GAN
DNGG150404R/L 2.8 - 15

@ LBB . AN DNGG150408R/L 2.8 - 15

Right hand insert shown.

SNGG090304R/L 1.8 1.6 15

] LBB ., gan SNGG090308R/L 1.8 1.6 15

N i'\—%h SNGG120404R/L 23 3.7 15

@ SNGG120408R/L 23 3.7 15
Right hand insert shown.

TNGG160402R/L-FS 1.3 - 15

68 TNGG160404R/L-FS 13 - 15
GAN & 30°
i—\_%h %S# TNGG160408R/L-FS 1.3 - 15

Right hand insert shown.

TNGG160402R/L-F 25 - 15

BB TNGG160404R/L-F 25 - 15
GAN § 30°
f-\_%h v%&# TNGG160408R/L-F 25 - 15

Right hand insert shown.

TNGG160402R/L-K 1.5 7.1 15

LBB. can TNGG160404R/L-K 1.5 5.4 15
LE

Right hand insert shown.

TNGG110302R/L 1.3 3.2 15

TNGG110304R/L 1.3 3.0 15

TNGG110308R/L 1.3 2.7 15

LBB_ AN TNGG160304R/L 2.3 5.4 15
TNGG160402R/L 1.3 8.7 15

- TNGG160404R/L 2.3 5.4 15
TNGG160408R/L 2.3 5.1 15

TNGG220404R/L 2.8 9.4 15

Right hand insert shown. TNGG220408R/L 2.8 9.1 15
VNGG160404R/L 1.8 - 15

BB VNGG160408R 1.8 - 15

Right hand insert shown.
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Turning Blade
H=HITI A

Precision breaker system s#xmzzs

POSITIVE INSERTS IEMAJIKF  STANDARD OF INSERTS WITH HAND OF TOOL Unit : mm
Geometry Insert Number LBB | LE Geometry Insert Number LBB | LE
CCET 0602V3R/L-SR | 2.2 | — CPMH080204R/L-F 10| —

CCET 060201R/L-SR | 2.2 | — BB, o CPMH090304R/L-F | 1.4 | —
Q
CCET 060202R/L-SR | 2.2 | — gg k\%ﬁ V/&#
;LBB . $4., |CCET0B0204RIL-SR |22 | - 5 o
50° T CCETO09T3V3R/L-SR | 3.2 | — Right hand insert shown.

CCET09T301R/L-SR | 3.2 | — DCET 0702V3R/L-SR | 2.5 | —
CCET09T302R/L-SR | 3.2 | — DCET 070201R/L-SR | 2.5 | —

Right hand insert shown. |CCET 09T304R/L-SR | 3.2 | — DCET 070202R/L-SR | 2.5 | —

CCET 060200R/L-SN | 1.0 | — @y -5 l S DCET 070204R/L-SR | 2.5 | —

02 CCET 0602V3R/L-SN | 1.0 | — AN 7. [DCET11T3VSR/L-SR | 37 | —
CCET 060201R/L-SN | 1.0 | — DCET 11T301R/L-SR | 3.7 | —

CCET 060202R/L-SN | 1.0 | — DCET 11T302R/L-SR | 3.7 | —

gg ﬂh CCET 060204R/L-SN | 1.0 | — Right hand insert shown. [DCET 11T304R/L-SR | 3.7 | —

. CCET 09T300R/L-SN | 1.5 | — DCET 070200R/L-SN | 1.0 | —

CCET09T3V3R/L-SN | 1.5 | — DCET 0702V3R/L-SN | 1.0 | —

CCET 09T301R/L-SN | 1.5 | — DCET 070201R/L-SN | 1.0 | —

CCET09T302R/L-SN | 1.5 | — DCET 070202R/L-SN | 1.0 | —

Right hand insert shown. |CCET 09T304R/L-SN | 1.5 | — @y -LBB. DCET 070204R/L-SN | 1.0 | —

CCET 0602V3R/LW-SN| 1.0 | — ‘ #200 DCET 11T300R/L-SN | 1.5 | —

CCET 09T3V3R/LW-SN| 1.5 | — DCET 11T3V3R/L-SN | 1.5 | —

LBB
gg k\‘%h DCET 11T301R/L-SN | 1.5 | —
20°

DCET 11T302R/L-SN | 1.5 | —

Right hand insert shown. Right hand insert shown. |DCET 11T304R/L-SN | 1.5 | —
CCGH 060202R/L-F 12| — DCET0702V3R/LW-SN| 1.0 | —
gg LBB CCGH 060204R/L-F 14| — ) .LBB DCET 11T3V3R/LW-SN| 1.5 | —
15° 2500 @2 20°
Right hand insert shown. Right hand insert shown.
CCGT03S1V3L-F 08| — DCGT070202R/L-F 1.0 —
CCGT03S101L-F 08| — BB @ DCGT070204R/L-F | 1.0 | —
35;, CCGT 03S102L-F 08| — . 170\/ DCGT11T302R/L-F 1.0 —
i 188 CCGT03S104L-F 08| — 20° |DCGT11T304R/L-F | 1.0 | —
17° 75 CCGT 04TOV3L-F 10| — *DCGT11T3pp type : 14°
CCGT 04T001L-F 10| — Right hand insert shown.
CCGT 04T002L-F 1.0 — DCGT0702V3R/L-SS | 1.0 | 3.5
Left hand insert shown. |CCGT 04T004L-F 1.0 | — ‘ DCGT070201R/L-SS | 1.0 | 3.5
CCGT0602V3R/L-SS | 1.0 | 3.0 k\% DCGT070202R/L-SS | 1.0 | 3.5
CCGT060201R/L-SS | 1.0 | 3.0 140 DCGT 11T3V3R-SS 1.0 | 6.5
- ﬁﬁ CCGT060202R/L-SS | 1.0 | 3.0 LE DCGT11T301R-SS | 1.0 | 6.5
140 CCGT09T3V3R/L-SS | 1.0 | 5.0 Right hand insert shown. [DCGT 11T302R-SS 1.0 | 6.5
LE CCGTO09T301R/L-SS | 1.0 | 5.0 DCGT0702V3R-SN 1.0| 3.5
Right hand insert shown. |CCGT 09T302R/L-SS | 1.0 | 5.0 DCGT070201R-SN 1.0 | 3.5

CCGT0602V3R-SN 1.0] 3.0
CCGT060201R/L-SN | 1.0 | 3.0

DCGT070202R/L-SN | 1.0 | 3.5
DCGT11T3V3R/L-SN| 1.5 | 6.5

88, CCGT060202R/L-SN | 1.0 | 3.0 DCGT11T301R/L-SN | 1.5 | 6.5

! ~h CCGTO09T3V3R/L-SN | 1.5 | 5.0 DCGT11T302R/L-SN | 1.5 | 6.5

= 20° CCGT09T301R/L-SN | 15 | 5.0 Right hand insert shown. |[DCGT 11T304R/L-SN | 1.5 | 6.5

CCGTO09T302R/L-SN | 1.5 | 5.0 DEGX150402R/L | 28| —

Right hand insert shown. [CCGT 09T304R/L-SN | 1.5 | 5.0 -LBB. DEGX150404R/L 28| —
CPGTO080204R/L-F | 06| — éy k\#}

)

LBB CPGT090302R/L-F | 0.8 | —
§ ~—h 3?&# CPGT090304R/L-F | 0.8 | - Right hand insert shown.
15° 20°

Right hand insert shown.
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Turning Blade
H=HITI A

Classification sz

POSITIVE INSERTS E&7IA Unit : mm
Insert Number |[LBB | LE Geometry Insert Number LBB | LE
DEGX150402R/L-F | 25| — VBGT110302R/L-F | 1.0 | —
LBB @ DEGX150404R/L-F | 2.5 | — BB @ VBGT110304R/L-F | 1.0 | —
% S 57 =< VBGT160402R/L-F | 15| —
@ 25° 20° 13° 20° [VBGT160404R/L-F | 1.5 | —
Right hand insert shown. Right hand insert shown.
SPGR090304R 1.8 1.6 VBET1103V3R/L-SR | 2.5 | —
LBB @ VBET110301R/L-SR | 2.5 | —
PO 5}5&# VBET110302R/L-SR | 2.5 | —
30° 20° | VBET110304R/L-SR | 2.5 | —
Right hand insert shown.
TCGT0601V3L-F 10| — VBET 110300R/L-SN | 1.0 | —
LBB TCGT060101L-F 10| — LBB VBET1103V3R/L-SN | 1.0 | —
: ~=h 3‘}%&# TCGTO060102R/L-F | 1.0 | — ﬁy ~—h VBET110301R/L-SN | 1.0 | —
14° 20° | TCGT060104R/L-F | 1.0 | — 20° VBET110302R/L-SN | 1.0 | —
Left hand insert shown. Right hand insert shown. | VBET 110304R/L-SN | 1.0
TEGX 160302R/L 2.0 | 6.0 VBET1103V3R/LW-SN| 1.0 | —
LBB TEGX160304R/L 20|6.0 y LBB
E 20° £ 20°
Right hand insert shown. Right hand insert shown.
TPGH080202R/L-FS | 0.9 | — VCGT080202R/L-F | 0.8 | —
TPGH080204R/L-FS | 0.9 | — LBB @ VCGT080204R/L-F | 0.8 | —
Q
TPGHO090202R/LFS | 1.0 | — ﬁ}? ~—h v/f&#
é% QLBB } 4 TPGH090204R/L-FS | 1.0 | — 13° .
& g . 20
<150 TPGH110302R/L-FS | 1.4 | — Right hand insert shown.
20°
TPGH110304R/L-FS | 1.4 | — VDGX160302R/L 20| —
*TPGH1603pp type : 14° | TPGH160304R/L-FS | 2.0 | — LBB @ VDGX160304R/L 20| —
Right hand insert shown. | TPGH 160308R/L-FS | 2.0 | — ﬁy k\%h g
TPGR 110304R/L 1.313.0 25° 20°
LBB TPGR 160304R/L 23|54 Right hand insert shown.
! ~—h TPGR160308R/L | 2.3 | 5.1 WBGT0201V3L-F | 1.0 | —
[E 15° WBGT020101L-F 10| —
Right hand insert shown. WBGT020102L-F 1.0 —
TPGX080202R/L | 1.3 | — -LBB, l Bk WBGT020104L-F [ 1.0 | —
TPGX080204R/L 13| — 130 L WBGTL302V3L-F 10| —
TPGX090202R/L 16| — WBGTL30201L-F 10| —
é%& E%ﬁ B4 TPGX090204R/L 16| — WBGTL30202R/L-F | 1.0 | —
10° I TPGX090208R/L 14| — Right hand insert shown. [ WBGTL30204R/L-F | 1.0 | —
TPGX110302L 18| — WCGT020102R/L 10| —
TPGX110304R/L 18| — LBB WCGT020104R/L 10| —
-LBB, o
) . @
Right hand insert shown. | TPGX110308R/L 18| — k\-%h \//&# WCGTL30202L 1.0 —
15° 30° | WCGTL30204L 10| —
Right hand insert shown.
WPGTO040204R/L-FS | 1.0 | —
@ - WPGTO0GO304R/L—FS | 1.0 | —
&
15° 500
Right hand insert shown.
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Turning Blade
H=HITI A

Classification sz

NEGATIVE INSERTS WITH HOLE %&7IA
5|8
RS Break;r:dName Features Cross Section
3|Q h Geometry
= B Picture
<|F
. . . ps Nose
D01 First recommendation for finishing carbon steel and ca:b°" Steel _Alloy Steel
alloy steel =3 zoew
@ Controls chip clogging during high-feed cutting and prevents chips of E2
soft work materials from running onto their surfaces. &1 Flank
Large rake angle controls vibrations and work deformation when 0701 03 05 20°7T~— —~
_ machining low-rigidity workpieces. f (mmirev)
. . . e s Nose
D02 First recommendation for finishing carbon steel, Carbon Steel  Alloy Steel
04 alloy steel and stainless steel - 3 12°3>|\f
Double sided chipbreaker. E?
Stable chip control even at small depth of cut. &1 Flank
0701020304 12°
f (mm/rev)
M
. . . s . i Nose
D03 Alternative chipbreaker for finishing mild steel M|I3d Steel 16
Double sided chipbreaker. ’E %\ﬁ
Stable chip control even at small depth of cut. S_ 2
Sharp edge gives best performance. @1 —~ Flank
f (mmirev)
. . . s . i Nose
D04 First recommendation for finishing mild steel M"ad Steel 150
Double sided chipbreaker. T
Effectively controls adhesive chips. \E_ 2 Flank
Suitable for mild steel finishing. 1 — a
o o 0.2
< 077010203 04 15
g f (mmirev)
(@]
. . . e . iffi i Nose
5 D05 First recommendation for finishing difficult-to-cut D'f§'°“'t‘t°‘c“t Materials .
s materials = 14 v
- Double sided chipbreaker. E?2
Ideal for heat-resistant alloy and titanium alloy. &1 Flank
The sharp edge produces good cutting surface. 0701020304 9°
The curved edge allows smooth chip discharge. f (mmirev)
. . . s Nose
D06 Alternative chipbreaker for finishing carbon steel Carbon Steel  Alloy Stee: 5
and alloy steel = 3 gl\f—g—
iy ===uN Double sided chipbreaker. E?2
i G class insert tolerance is suitable for workpieces requiring close &1 Flank
dimensional tolerances. 07070203 04 15°
Stable chip control even at small depth of cut. f (mm/rev)
G
: = rehi Carbon Steel Alloy Steel
D07 Precise finishing 5 Flank
Double sided chipbreaker. =
. A narrow lead chipbreaker for good chip control. g_ 2 14°
% The sharp edge produces a good surface finish. a1 o
_ 0701020304
f (mm/rev)
s ehi Carbon Steel  Alloy Steel
D08 Finishing 3 Flank
Double sided chipbreaker. <
L Lead chipbreaker controls chip flow. g_ 2 14°
A~ The sharp edge produces a good surface finish. o1 05 A'\/—
0701020304
f (mm/rev)
- . - . . Nose
o D09 First recommendation for light cutting of carbon steel ~ Ca7oon Steel - Alloy Steel g
< and alloy steel 23 15"5‘1 _
S YIEY = Double sided chipbreaker. £,
- Stable chip control at light cutting range. &1
= S [
= - The curved edge allows smooth chip discharge. 0 01 03 05 e 0.2
f (mm/rev)
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Turning Blade

BHH A
Classification =z
NEGATIVE INSERTS WITH HOLE &7k
S19
O [&]
o | 5| ErEsker leme Cross Section
Bl 5 and Features G t
S(o Picture eometry
< —
- . . . . i Nose
D10 First recommendation for light cutting of stainless Stainless Steel 15° 0.50
steel - SK]’/—
M class double sided chip breaker. E,
g—' Stable chip control at light cutting range. & 1 — B Flank
Breaker with high rake angle provides excellent burr control. 0 01 03 05 20
f (mm/rev)
: H H 7 H Cast Iron
D11 First recommendation for light cutting of cast iron T Flank
06 ;\il:li;rl?w positive land provides low cutting resistance and excellent E 3 [ 15° 0415
' g2 ]
! —— 6°
0 oJ 0305
(mm/rev)
D12 First recommendation for light cutting of Flank
difficult-to—cut materials ~
f Es 200 015
_ Enhanced chip disposal for depth of cut smaller than the corner R. a2 gFr/f
©
J 1
0 og 0305
(mm/rev)
Nose
D13 Alternative chipbreaker for light cutting of carbon steel Ca:bon Steel Alloy Steezso
and alloy steel 24 v
'} % Double sided chipbreaker. i 2 Flank
N Can be used at low depth of cuts and high feed rates. © 4 02
The curved edge allows smooth chip discharge. 0707 03 05 15° =~
Recommended for workpieces in the 160— 250HB range. f (mm/rev)
. . . . Nose
> D14 Alternative chipbreaker for light cutting of carbon stee] ~ Carbon Steel  Alloy Steel 03
c and alloy steel - 25 QQF\/_/
S 10°
. . £
S M Doublg S|d§d chipbreaker. z2 Flank
- Superior chip control at small depth of cuts. © 4
< . . . o 0.34
© Covers copying and back turning with wavy edge. 0 01 03 05 25
= Recommended for workpieces in the 200— 300HB range. f (mm/rev) 8°
. . . . Nose
D15 Wiper insert for light cutting of carbon steel and alloy steel ca;b°" Steel Alloy Stee:so 015
Double sided chipbreaker. 3 ‘ ‘ ‘ 7°
) ) . E
G The wiper allows up to two times higher feed. 22 4{
i Wiper design for increased productivity and improved surface finish. © 4 0F1Iznk
0701 03 05 18° [z
f (mm/rev) 7
. . . . . Nose
D16 First recommendation for light cutting of mild steel M|‘|1d Steel
Double sided chipbreaker. 23 10°M
Effectively controls adhesive chips. §_2 Flank
Suitable for mild steel light cutting. S e an
9 g 1 02
0701 03 05 10°J>El\/—
f (mm/rev)
. . . . Nose
D17 Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel  Alloy Steel )
and alloy steel - 12 W
I . Double sided chipbreaker. 52
| Zzsmmmmm, | Suitable for light cutting. @ 4 Flank
The curved edge allows smooth chip discharge. 0 01 03 o5 12°
f (mm/rev)
D18 Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel  Alloy Steel Flank
and alloy steel 3
IR Double sided chipbreaker. 52 15° %2
—— Parallel chipbreaker controls chip flow. S /1 b'q\ﬁ
Suitable for finish-light cutting. 0 01 03 05
Precision chipbreaker. f (mm/rev)
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Turning Blade

BHH A
Classification s
NEGATIVE INSERTS WITH HOLE %75
S19
9 o
gl & EIRELET NEE Cross Section
NN and Features Geometry
I ) Picture
<|F
. - Carbon Steel Alloy Steel
D19 Light cutting 4 Flank
Double sided chipbreaker. E3
R £ 0.25
@ Parallel chipbreaker. =2 14° ]
Excellent chip control at low to medium feed rates. @ 4 bﬁ\ﬁ
0 01 03 05
f (mmirev)
. . . . ifficult-to— i Nose
o First recommendation for light cutting of D'f:"’“'t to-Cut Materials
£ difficult-to-cut materials - w
3m Double sided chipbreaker. =
= Ideal for heat-resistant alloy and titanium alloy. @ 4 <‘ Flank
= .. o
k=) The sharp edge produces a good surface finish. 0 01 03 05 9
= The curved edge allows smooth chip discharge. f (mm/rev)
D21 First reccommendation for light cutting of D'T‘:"'t'to'cm Mate"alfy Nose
difficult-to-cut materials - w
G Double sided chipbreaker, Single sided chipbreaker (D type, V type). ?ELz —
The sharp edge produces a good surface finish. @ 4 Flank
Ideal for heat-resistant alloy and titanium alloy. 0 01 03 05 9°
The curved edge allows smooth chip discharge. f (mm/rev)
. . . . Nose
First recommendation for medium cutting of carbon steel ca';b°" Steel _ Alloy Steel 015
and alloy steel =4 1 15°7&F¥/_/—
Double sided chipbreaker. E3] ]
Suitable for medium to light cutting. %f L H Flank
Breaker geometry appropriate for copying and back turning. 0 1° 0.2
Cutting edge geometry for an optimum balance of sharpness and °'1f (n?ﬁf/rex?)'s M
fracture resistance.
First recommendation for medium cutting of stainless steel ~ Stainless Steel l(\:%se
5 .
M class double sided chip breaker. Yim — 6°
Optimized land geometry by simulation analysis technology controls E3[] 1
the plastic deformation of the corner and achieves the long tool life. g2 ] Flank
! L] 03
0 01 03 05 10°
f (mmirev)
First recommendation for medium cutting of cast iron Castlron Flank
5
Optimum balance between sharpness and high edge strength T4 15° 025
for general use. Es37 =
&2 ||
=
= 0 01 03 05
g f (mm/rev)
c M
= Al . . f . ina f . Cast Iron
= ternative chip breaker for medium cutting for cast iron e Flank
§ Brgakers are suitgble for 'a' wide range of applications. g 5 ‘ 15°  0.25
Maintenance of high stability by the flat-land. o3 H
©
(AEEREE
001030507
f (mm/rev)
D26 Alternative chip breaker for light to medium cutting of Stainless Steel . Nose
stainless steel 5[] 25 05
i ; E4 R 15°
M class double sided chip breaker. E3
Alternative chip breaker of main chip breaker LM and MM. g2 Flank
Excellent notch wear resistance for light to medium cutting. g) 25° 0.5
0.1 03 05
f (mm/rev) %R/
. . . . Nose
First recommendation for medium cutting of carbon steel ~ Carbon Steel  Alloy Stee;r 02
and alloy steel 4 ‘ h
Alternative chipbreaker for finishing and light cutting of E3[ T 6
cast iron a2 | o
. . 1] ] o7~0.2
Double sided chipbreaker. 057 03 05 22
Positive land provides sharp cutting action. f (mmirev) 6°
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Turning Blade
H=HITI A

Classification sz
NEGATIVE INSERTS WITH HOLE &&7lk

S| o
Ol o
= | c | Breaker Name ;
gle and Features Crgss Sei:tlon
I ) Picture cometry
< —
. . . . Nose
First recommendation for rough cutting of mild steel ca':m" Steel _ Alloy Steel 0.25
Alternative chipbreaker for medium cutting of 24 ‘ 16
carbon steel and alloy steel E3]
Double sided chipbreaker. %f T 0FI3a5nk
Flat land offers high edge strength. 091 03 03 16° '
f (mm/rev)
. . . . . Nose
First recommendation for medium cutting of cast iron ca;b"" Steel _Alloy Steel v 025
Alternative chipbreaker for medium cutting of carbon steel T4 15 Dﬁl\/—
10 and alloy steel E3T
Double sided chipbreaker. %f Flank
Flat land offers high edge strength. 001 0.‘3 ‘ 0.‘5 15“5’%5\/_
f (mm/rev)
) . ; . Nose
D30 Wiper insert for medium cutting carbon steel and Ca;bon Steel Alloy Stee1|9° 0.25
alloy steel 4 L] DF‘;/_
Double sided chipbreaker. §_3 L] Flank
The wiper allows up to two times higher feed. © f ‘ 0 gn
A wide chip pocket prevents chip jamming. 0 071 03 05 190%
f (mmirev)
M
i Nose
=2 First recommendation for medium cutting of stainless steel, Stainless Steel 250 0.5
= . egpr . 5 J_L ‘ .
£ mild steel and difficult-to-cut materials T4 15°
O Double sided chipbreaker. =30 ] Flank
g The sharp edge gives best performance. ® L H l: 250 05
g 0 01 03 05 =
= f (mm/rev) 15
Alternative chipbreaker for medium cutting of Stz'"less Steel Flank
stainless steel T4
Double sided chipbreaker. Es] E 1507~ 0,16
Good balance of edge strength and sharpness. © f T br\_/
Right- or left-hand breaker for unidirectional chip control. 0704 03 05
f (mmirev)
D33 Alternative chipbreaker for medium cutting of carbon steel ~ Carbon Steel _ Alloy Steel Flank
and alloy steel za
S Double sided chipbreaker. £3 120792
—_— Parallel chipbreaker controls chip flow. %f -
re ; Suitable for light to medium cutting. 0704 03 05
- ‘a& f (mmirev)
D34 Medium cutting Carbon Steel  Alloy Steel
5 Flank
Double sided chipbreaker. T4 0.25
@ Parallel chipbreaker. 2_2 14° :
Good chip control for medium feed rates. © 4
0701 03 05
f (mm/rev)
. . ; Nose
D35 First recommendation for rough cutting of carbon steel ~ ¢arPon sj""e" Alloy Steel 0.33
and alloy steel 2.0 ] 3°%i:‘;/_
Y/ / ~ Double sided chip breaker. FEL u ’z
[ G For interrupted cuts and removing scale. &[] OF:I))aSnk
g Good balance of cutting edge strength and low cutting resistance 0 01 0‘_3‘0‘_5 0.7 -
g because of suitable rake angle. f (mmirev) M
oM
< . . . . i Nose
= D36 First recommendation for rough cutting of stainless Sta'“'esiﬁ‘ee' 0.32
o steel = 3¢
2 = o 1 O g‘:g/
" M class double sided chip breaker. 53 ::EI:}:
‘/" 2 Excellent fracture resistance at interrupted cutting due to the © ) N
[ optimum land angle and honing geometry. 001 0‘.3‘0‘.5 0.7 6° 9.32
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Classification sz

NEGATIVE INSERTS WITH HOLE m&7lA
S| 9
ﬁ § Break:r:dName EEiES Cross Section
=|s ¢ Geometry
= B Picture
<|F
D37 For rough cutting of carbon steel, alloy steel and Cast Iron Flank
stainless steel = 7 [
Seating surface and wide land 3 or more times that of conventional E 5 N 157 035
products and provide high cutting stability for interrupted machining 8 HH_
and scale removal. (1) [T1
01030507
f (mm/rev)
D38 First recommendation for rough cutting of difficult- , Flank
to-cut materials - 02
Positive land increases welding resistance and suppresses chip E® H 25°/ T
welding and abrasion at low speed cutting. S | 10°
o ] 2
£ 001030507
g f (mm/rev)
©1M
= . Nose
=) For rough cutting of carbon steel, alloy steel and ca;b°" Steel _ Alloy Steel 032
2 stainless steel = TH 18°
s ]
Double sided chipbreaker. g_ 3 (] ] Flank
For interrupted cuts and removing scale. © 1] ,: 0 gg
A combination of wide land and a large chip pocket allows high feed rates. (1) X o‘.s‘o‘.s 0.7 18° —
f (mm/rev)
. . . . ifficult—to— i Nose
First recommendation for rough cutting of difficult— D'f;"’“" to-Cut Materials 015
to-cut materials = 18 Jﬁri/—
5
Double sided chipbreaker. E 5
Excellent balance of edge sharpness and strength. &N Y 0F1|2nk
Edge geometry with high face wear resistance. (1) 0_1—’;’_—3 0507 18° ~=r
f (mm/rev)
Nose

First recommendation for heavy cutting of mild steel
and stainless steel

Single sided chipbreaker.

Covers the lower end of the heavy cutting region.

Low cutting resistance due to positive land and curved edge.
Teardrop dots improve chip control without increasing cutting resistance.

Mild Steel

14 EEEEE 22° 0.42
= T 0
£ 6
E 10 [] []
Q
©

on o

1 Flank

TT1 22° 0.42
0.2 0.6 1.0 1.4 6°
f (mmirev)

First recommendation for mild steel and stainless steel

Low resistance due to narrow flat land.
Achieves high chip breaking ability.

Mild Steel
14 H
E ]
=T e
Q 6
© ]
00206101418

Heavy Cutting
<

f (mm/rev)
Assist breaker for mild steel and stainless steel 'V“:': Steel
Flat land provides outstanding balance between cutting edge T N
10 1]
strength and sharpness. E ,,Q,,, 16° 0.32mm
o 61— L
g o f |0 D]SR
3 [TT
0

0.?(%%“1'.0 1418

First recommendation for heavy cutting of carbon steel =~ Carbon Steel  Alloy Stee2I3° Noseo 43
and alloy steel o 1] :
Single sided chipbreaker. E \H
Covers the medium range of the heavy cutting region. s 6] Flank
Owing to the straight edge and chamfer, 2 21° 0.52
it gives a balance of sharpness and strength. 0020610 14
Variable land and a wavy chipbreaker for good chip control. f(mmirev)
D45 Assist breaker for general steel and alloy steel Carbon Steel  Alloy Steel
14 —
High cutting edge strength. T [
Excellent chip discharge even with high feed and high depth of cut. E 10+ | O.Sﬂwm
o 6 A 20"
2 11
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NEGATIVE INSERTS WITH HOLE &®&7lk

S| o
S| o
RS Breaker Name Cross Section
S5 and Features Geometry
S| o Picture
< —
. . . . Nose
o Alternative chipbreaker for heavy cutting of carbon steel Carbon Steelu A‘Hoy Steel 20° 0.68
£ and alloy steel 210 |
a3 M Single sided chipbreaker. £ | ﬁ
> Co i i a6 Flank
z vers the upper end of the heavy cutting region. © ) Ty—r‘ = 20° 0.68
S Wide land and large chamfer offer high edge strength. 0020610 14 -
= A wide chipbreaker prevents chip jamming. f (mmirev)
. . . . Cast Iron
D47 First recommendation for rough cutting of cast iron 7 :
Double sided flat insert. E 5 0%
M Most effective for unstable machining due to its high edge strength. g_ 3 [ ' ‘
© ]
5 (1) 0 0‘3‘0‘5 0.7
= '}(rﬁm/rév) ’
®
8 Cast Iron
5 D48 For cast iron S :
w Double sided flat insert. ’E\ 5 0°
G Most effective for unstable machining due to its high edge strength. > 3 ] '
Can be used on workpieces requiring close tolerances due to G class © y T
insert tolerance. 001 0‘_3‘0% 0.7
f (mm/rev)
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S| o
KN e}
T E Break:r:dName Feafues Cross Section
3|2 : Geometry
I ) Picture
< —
D49 First recommendation for finishing carbon steel and  Carbon Steel  Alloy Steel Nose
alloy steel 3 6°%‘-/k
€
Breaker protrusion at the corner tip controls chips even at small E?
‘ depth of cut. S Flank
Maintains the edge strength at the corner and prevents sudden fractures. 0 010203 04 6°
f (mm/rev)
D50 First recommendation for finishing stainless steel Stainless Steel Nose
Breaker protrusion at the corner tip controls chips even at small 7 8 6°%‘-/k
M depth of cut. E?
Maintains the edge strength at the corner and prevents sudden fractures. S Flank
2 070102 03 04 6°
"‘..g f (mm/rev)
(@]
. . . ps Nose
X D51 First recommendation for finishing carbon steel, Carbon Steel  Alloy Steel
= alloy steel, mild steel and stainless steel E 3 180M
P Suitable for low depths of cut and low feed rates. \E_ 2
\ Sharp cutting edge and low resistance design achieves excellent cutting 1 Flank
—— | performance. 07010203 04 8°
f (mm/rev)
D52 Finishing Carbon Steel  Alloy Steel
3
Lead chipbreaker controls chip flow. € ) Flank
@ Sharp cutting edge gives a good surface finish. \E_ 13°]>\\ﬁ
@ 1
é 070102 03 04
f (mm/rev)
D53 First recommendation for light cutting of carbon Carbon Steel  Alloy Steel Nose
steel and alloy steel 3 18~
Sharp cutting edge due to a large rake angle. E 2
‘ Prevents welding of the insert and controls white turbidity of the surface finish. & 1 Flank
Breaker prqtrusion suitable for depth of cut area achieves a wide 0 0102 0304 8
— range of chip control. f (mmirev)
D54 First recommendation for light cutting of stainless Stainless Steel Nose
2 steel 3 18°] ﬁ e
= €
5 M . Sharp cutting edge due to a large rake angle. E?
9 p ‘ Prevents welding of the insert and controls white turbidity of the surface finish. &1 Flank
_-5, = ! Breaker protrusion suitable for depth of cut area achieves a wide 0 01020304 8
= _ range of chip control. f (mmirev)
. . . N
D55 Light cutting of carbon steel, alloy steel, mild steel Carbon Steel  Alloy Steel ose
and stainless steel 28 18 Jﬁ‘/
> Large rake angle provides sharp cutting action. g_ 2
...--'—-""”‘ A peninsular dot ensures chip control at depths of cut under 1Tmm. 1 | Flank
_ 0 01020304 8°
f (mm/rev)
D56 First recommendation for medium cutting of cast iron Cast Iron Flank
Optimum balance between sharpness and high edge strength z 8 ‘ ‘ an
for general use. E?2 0.1
o, 18°] I~
o L
= I I
= 0 01020304
8 f (mm/rev)
M
S D57 First recommendation for medium cutting of carbon  Carbon Steel  Alloy Steel 0q ose
5 steel and alloy steel _3 ‘ ‘ 18°]§r\;L/_
€
= Good balance of wear resistance and fracture resistance because of £ 2
‘ the flat land cutting edge. g 1 Flank
A wide chip pocket controls increasing of the cutting resistance and 0 07020304 18° 0.1 an
== reduces vibration and chip jamming even at large depth of cut. f(mmirev) M
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S| o
Kol e}
TG i e Cross Section
Sl5 and Features e
ARG Picture Gl
Q
< =
D58 First recommendation for medium cutting of Stainless Steel o1 Nose
stainless steel 3 ‘ ‘ 1805\;L/
€
Good balance of wear resistance and fracture resistance because of £ 2
’ the flat land cutting edge. S —
A wide chip pocket controls increasing of the cutting resistance and 050702 03 04 18° 0.1
reduces vibration and chip jamming even at large depth of cut. f(mmirev) M
D59 Medium cutting of carbon steel, alloy steel and Carbon Steel  Alloy Steel 0 Nose
stainless steel 3 L ‘ 18°J§\;L/_
Balance of edge strength and sharpness due to a combination of a E 2
Q
flat land and large rake angle. g1 ’* 04 Flank
0701020304 18° C
f (mm/rev)
M N
Medium cutting of carbon steel, alloy steel, mild steel ~ Carbon Steel  Alloy Steel oq
and stainless steel = T 13°M
A positive insert with a large rake angle achieves sharp cutting edge E?2
performance. &1 | Flank
The double breakers and round-shaped dots in the rake face achieve 0 01020304 18° 01
a wide range of chip discharge. f (mmirev) 10°
Medium cutting of carbon steel, alloy steel, mild steel ~ Carbon Steel  Alloy Steel 016 Nose
and stainless steel =211 20°W
A positive insert with a large rake angle achieves sharp cutting edge E?
o performance. g1 || Flank
= The double breakers and round-shaped dots in the rake face achieve 0 01020304 20° 0.16
25)' a wide range of chip discharge. f (mm/rev)
(€
= Medium cutting of automatic lathe machining car;“" Steel  Alloy Steel Flank
g A wide lead chipbreaker. <
Insert designed for low resistance chip control. E? 30°
L=
0 01020304
f (mm/rev)
D63 Medium cutting of automatic lathe machining carsb°" Steel  Alloy Steel Flank
A parallel chipbreaker. E,
E Excellent chip control for low to medium feed rates. g_ ZOOV
o 2|\ ]
001 03
f (mm/rev)
D64 Medium cuttingof automatidathe machining Carbon Steel  Alloy Steel Flank
A parallel chipbreaker. Ty
Excellent chip control for low to medium feed rates. g_ 20°
The wiper produces good cutting surface. @ 2 S,,
00103
f (mmirev)
c D65 Heavy cuttingof castiron cas; Iron
= Flat top. € 0%
*g Most effective for unstable machining due to its high edge strength. E2 !
O &1
—_ T T
o 0 01020304
5 f (mm/rev)
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<|F
D66 First recommendation for finishing carbon steel and  Carbon Steel  Alloy Steel Nose
alloysteel 3 GQ%r/k
Breaker protrusion at the corner tip controls chips even at small depth E 2
of cut. S Flank
Maintains the edge strength at the corner and prevents sudden fractures. 1 6°
0 01020304
f (mm/rev)
Firstrecommendation for finishing stainlesssteel Stainless Steel Nose
Breaker protrusion at the corner tip controls chips even at small depth  ~ 8 GD%r/k
M of cut. EZ?
Maintains the edge strength at the corner and prevents sudden fractures. & 1 Flank
0 01020304 6
f (mm/rev)
First recommendation for finishing carbon steel, Carbon Steel  Alloy Steel Nose
alloysteel, mildsteel and stainlesssteel 3 180M
€
Suitable for low depths of cut and low feed rates. E?
Sharp cutting edge and low resistance design achieves excellent cutting g1 Flank
an
performance. 07010203 04 8°
f (mm/rev)
o First recommendation for finishing difficult-to-cut Difficult-to-Cut Materials Nose
£ materials 3 14°1ﬁ\ﬁ
= €
8 Ideal for heat-resistant alloy and titanium alloy. EZ?
= The sharp edge produces a good surface finish. S Flank
= The curved edge allows smooth chip discharge. 0 041020304 9° M
L= f (mm/rev)

For aluminiumalloy

The high rake angle and 3D curved cutting edge provides sharpness
at the cutting point.

Additionally the 3D shape of the rake face enables excellent chip control.
Lapping of the top surface gives a mirror finish for improved welding
resistance.

Aluminium Alloy

4
T3
£,
Q
G
0

1
0.1 0.3 0.5
f (mmirev)

Flank

30°T—

Finishing
Lead chipbreaker controls chip flow.
Sharp cutting edge gives a good surface finish.

Carbon Steel

3

E»
g1

0

0.1 02 0.3 04
f (mm/rev)

Alloy Steel

Flank

17°V

D72

Finishing
Lead chipbreaker.
Excellent chip control at low feed rates.

Carbon Steel

3
Ez
g1

0

0.1 0.2 0.3 0.4
f (mm/rev)

Alloy Steel

Flank

15°1j\f
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Turning Blade
H=HITI A

Classification sz

Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60°| Rhombic 35° | Trigon 80° | Rhombic 25° Round [ e e
O and
Cross Section
D66
D67
ceMmT_[O0| beMmT_[J0| scmT_[Od| TeMT_Of| vemT_ 0 D68
- J“ | [ N
5y e A
CCGT
_a0o D69
CCGT_[JJ| bcaT_[d TCGT_[JO| veeT_ (O RCGT_[[] D70
_W ~, Y N~ ‘-
_ ! [ ) "
CccGT_[J0 | beaT_dO TCGT_[OO | veaT_ OO
CCGH_[ D71

A

?

WCGT_[[]

D72

|

DOHRE'
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Turning Blade
H=HITI A

Classification sz
7° POSITIVE INSERTS WITH HOLE EA7JA

Sl o
Kol e}
=< Breaker Name Cross Section
S| 5 and Features Geomet
a3 Picture ry
Q.
<|F
D73 First recommendation for light cutting of carbon steel Carbon Steel Alloy Steel Nose
and alloy steel 3 18° 0~ -
Sharp cutting edge due to a large rake angle. E 2
Prevents welding of the insert and controls white turbidity of the surface finish. o 4 Flank
Breaker protrusion suitable for depth of cut area achieves a wide range 0 g°
of chip control. 0f.1 0.2 0.3 04 #AY—/
(mm/rev)
First recommendation for light cutting of stainless steel Stainless Steel Nose
29 Sharp cutting edge due to a large rake angle. 3 18 %_/
Prevents welding of the insert and controls white turbidity of the surface finish. E 2
Breaker protrusion suitable for depth of cut area achieves a wide range S — Flank
of chip control. o
070102 03 04 8
f (mm/rev)
D75 Light cutting of carbon steel and alloy steel Carbon Steel  Alloy Steel Nose
Chip control is improved by having a chip breaker geometry T 8 180%‘/
M suitable for copying. E2
g1
© Flank
E) 0 01020304 8° 7$Y—/
= f (mm/rev)
=)
b N
£ D76 Alternative chipbreaker for light cutting of carbon steel, ~ Carbon Steel  Alloy Steel ose
5 alloy steel, mild steel and stainless steel 3 18°
€ “—‘
Large rake angle provides sharp cutting action. E2
J A peninsular dot ensures chip control at depths of cut under Tmm. S | Flank
‘ 0701020304 8° JSV—/
f (mm/rev)
D77 Wiper insert for light cutting of carbon steel, Carbon Steel  Alloy Steel Nose
alloy steel, mild steel and stainless steel 3 20° =212
E °
i !ﬂ \ The wiper allows up to two times higher feed. E2 12
. ‘% Positive land improves sharpness. S 0142 Flank
f (mm/rev)
D78 Light cutting ofautomatic lathe machining Car(ls)on Steel  Alloy Steel Flank
an
A parallel chipbreaker. = 4
Excellent chip control at low feed rates. E 14°
g2
f (mm/rev)
o D79 First recommendation for medium cutting of carbon  Carbon Steel  Alloy Steel 0 Nose
= steeland alloysteel ST 13°S‘_’L/—
= —
(@) M - Good balance of wear resistance and fracture resistance because of E 2
€ / A the flat land cutting edge. oy — Flank
-.g A wide chip pocket controls increasing of the cutting resistance and o 18° 0.1
§ i reduces vibration and chip jamming even at large depth of cut. Of-1(m?1.'5re(\)/.)3 04

DOHRE'



Turning Blade

EHI TR

Classification sz

Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Rhombic 25° Round Beeler Ner
:*\Q J Crossa ré?ection
cCcMT_[J0 | DCMT_[JJ| scMmT_[OJ| TeMT_ OO | vemt [0 D73
5 & B A = -
cemT_[0 | pemt_[0 | semTt_0 | TemT [0 | vemT_ [0 =
xcemT_[O0 D75
ccvH_[O | pemT_[O0 vemT_[0 D76
_ﬂ — y \¥/—
ccemT_[0 D77
cceT_ 0 |beGT_ 0 D78
ceMT_[00 | peMmT_[00 | semTt_[00 | TemT 0 | vemT [0 D79
-~ ™
N & BN A o7

;

DOHRE'
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Turning Blade
H=HITI A

Classification sz
7° POSITIVE INSERTS WITH HOLE Fs&71E

24

S| o
ol o
= | € | Breaker Name ;
g g and Features Crgz%rieect:tlon
Q-5 Picture ry
a
< ol
D80 First recommendation for medium cutting of stainless Stainless Steel 0 Nose
steel 3 ‘ ‘ 180V
Good balance of wear resistance and fracture resistance because of E 2
the flat land cutting edge. 2y — o4 Flank
A wide chip pocket controls increasing of the cutting resistance and 0 18° :
reduces vibration and chip jamming even at large depth of cut. Of'1( 0.2 03 04
mm/rev)
D81 First recommendation for medium cutting of cast iron Cast Iron Flank
Optimum balance between sharpness and high edge strength - 3 ‘ ‘ an
for general use. E2 0.1
o | L 18°] SE* ~
o 1
077010203 04
f (mm/rev)
Carbon Steel  Alloy Steel 01 Nose
3 18° T~
= L ‘ STL/_
E 2
D82 &1 || . 0.4 Flank
First recommendation for medium cutting of carbon steel, 001020304
M alloy steel, mild steel, stainless steel and cast iron f (mmirev)
! Balance of edge strength and sharpness due to a combination of a
; 5 flat land and large rake angle. Flank
0.2
15°
. . . . Nose
o D83 Alternative chipbreaker for medium cutting of carbon steel, ~Carbon Steel  Alloy Steel
£ : - 3 077~ 018
£ alloy steel, mild steel and stainless steel - L ‘ 20 e
(@] , \ A positive insert and the large rake angle achieve sharp cutting edge £ 2
5 A performance. g1 1 Flank
= — The double breakers and round shape in the rake face achieve 007 02 03 04 20 0.18
§ a wide range of chip discharge. f e 12°
. . . . Nose
D84 Wiper insert for medium cutting of carbon steel, Carbon Steel  Alloy Steel
A B 3 o 0.2
alloy steel, mild steel and stainless steel - 18 =4
L 7
The wiper allows up to two times higher feed. E?
A wide chip pocket prevents chip jamming. &1 Flank
0701020304 18° 11—~ 92
f (mm/rev) 7°
Medium cutting of automatic lathe machining Carbon Steel  Alloy Steel Flank
3
A wide lead chipbreaker. t
Insert designed for low resistance chip control. S_ 2 30°
1
Al
001020304
f (mm/rev)
E
Medium cuttingof automatidathe machining ca'g”" Steel  Alloy Steel Flank
A parallel chipbreaker. € 4
Excellent chip control at low to medium feed rates. g_ 20°
Suitable for precise machining with E class tolerance. @ 2\[T]
0071 03
f (mmirev)
Medium cutting of automatic lathe machining ca'g”" Steel  Alloy Steel Flank
A parallel chipbreaker. E 4
G Excellent chip control at low to medium feed rates. § Zooﬁ\ﬁ
@ 2|\ 1]
001 03
f (mmirev)
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Turning Blade
H=HITI A

Classification sz

Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60°| Rhombic 35° | Trigon 80° | Rhombic 25° Round

Breaker Name
Cross Section

B D80

<
E @)
<
_|
O
O

vemT_ [0 D81

\

CCMT DCMT SCMT TCMT VCMT WCMT

D82

:

ccvH_[0 | bemt_[O0 vemt_d0 D83

|

D84

|

CCET_[O| bpcet_ OO D85

|

CCET_[J[]| DCET_[[]

D86

b
?

ccGT_[0| DbeaT_ [0

D87

:

:
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Turning Blade
H=HITI A

Classification sz
7° POSITIVE INSERTS WITH HOLE TF&E

Sl o
KN e}
TG Bl el es Cross Section
S| 5 and Features Geomet
215 Picture ry
< —
: : : e Carbon Steel « Alloy Steel
D88 Medium cutting of automatic lathe machining Flank
A parallel chipbreaker. E 4 5
E Excellent chip control at low to medium feed rates. g_ 20
o The wiper produces a good surface finish. @ 2|\l []
£ 00103
> f (mmirev)
(@]
S . . . - .
= Medium cutting of automatic lathe machining Ca;b"” Steel - Alloy Steel " Nose
g 3D moulded chipbreaker provides good chip control. t ) v
G G class insert gives sharp cutting action, g_
allowing high precision machining. a1 Flank
Breaker geometry appropriate for copying and back turning. 0 01020304 9°
f (mm/rev)
> D90 Heavy cutting of carbon steel and alloy steel Carbon Siee' * Alloy Steel
':; _ A wide groove chipbreaker prevents chips E g § ; 0.3
oM ‘L R 2 from jamming at large depths of cut. g_ - 28
2 ::f- e T Y Small dimples improve chip control at small depths of cut. o 4 M
3 > 070206 1.0 1.4
g f (mm/rev)
D91 Heavy cutting of cast iron Ca:t Iron
Flat top. E 0%
M Most effective for unstable machining due to its high edge strength. g_ 2 ! \
o 1]
c | —
o 0701020304
= f (mm/rev)
0
S
= D92 For cast iron Ca:t Iron
(g Flat top. E 0°
G Most effective for unstable machining due to its high edge strength. FEL 2 !
Can be used on workpieces requiring close tolerances o 1]
due to G class insert tolerance. 0 0.‘1 0.‘2 03 04
f (mm/rev)
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Turning Blade

EHI TR

Classification sz

Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60°| Rhombic 35° | Trigon 80° | Rhombic 25° Round el NE
= and
‘ | Cross Section
CCET_R/LW-SN |DCET_R/LW-SN
D88
CCGT_SMG | DCGT_SMG
D89
RCMX_RR
D90
CCMW DCMW SCMW TCMW VCMW
D91
CCGW DCGW

D92

W

DOHRE'
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Turning Blade
H=HITI A

Classification sz
11° POSITIVE INSERTS WITH HOLE F&iE

S| o
of o
sl licIEESheiihe Cross Section
S| 5 and Features Geomet
|3 Picture y
o
<|F
. . . s Nose
D93 First recommendation for finishing carbon steel, Carbon Steel  Alloy Steel
alloy steel, mild steel and stainless steel 2° 180M
M Suitable for low depths of cut and low feed rates. E?
Sharp cutting edge and low resistance design achieves excellent cutting &1 Flank
performance. 07010203 04 8°
f (mm/rev)
D94 Alternative chipbreaker for finishing carbon steel, Carbon Steel  Alloy Steel Flank
alloy steel, stainless steel, cast iron and 8
G aluminiumalloy £2 15°
Small wide lead chipbreaker. g1 §
Sharp cutting edge gives a good surface finish. 001020304
f (mm/rev)
D95 Finishing Carbon Steel Alloy Steel
3 Flank
Lead chipbreaker controls chip flow. €
M Sharp cutting edge gives a good surface finish. g_ 2 15°V
g1
0701020304
f (mm/rev)
Finishing Carbon Steel Alloy Steel
Flank
3
Lead chipbreaker controls chip flow. €
Sharp cutting edge gives a good surface finish. g_ 2 15“V
g1
0701020304
f (mm/rev)
o D97 Finishing Ca;bon Steel Alloy Steel Flank
= Lead chipbreaker controls chip flow. €
S G Good chip control for low to medium feed rates. E? 10“ﬁ\ﬁ
Q.
< g1
L
£ 0701020304
L f (mm/rev)
Finishing Aluminium Alloy
3 Flank
Lead chipbreaker controls chip flow. €
Good chip control for low to medium feed rates. FEL z 250]ﬁ\ﬁ
g1
001020304
f (mm/rev)
Finishing Carbon Steel Alloy Steel
3 Flank
Lead chipbreaker controls chip flow. =
M Good chip control for low to medium feed rates. ?EL 2 10°
g1
[
0 01020304
f (mm/rev)
D100 Finishing Carbon Steel Alloy Steel
3 Flank
Lead chipbreaker controls chip flow. €
E Sharp cutting edge gives a good surface finish. FEL 2 15°
g1
)]
0701020304
f (mm/rev)
- . . . Nose
D101 Medium cuttingof automatidathe machining ca;b°" Steel  Alloy Stee:1 .
3D moulded chipbreaker provides good chip control. T M
G G class insert gives sharp cutting action, ?EL 2 | | Flank
allowing high precision machining. S
Breaker geometry appropriate for copying and back turning. 070102 03 04 11°
f (mm/rev)
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Turning Blade

EHI TR

Classification sz

Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Erealer Neme
T
Cross Section
A
cPMH_[O

D93

;

D94

?

CPMH_[[]

D95

?

D96

?

TPGX_O0

D97

?

D98

?

TPMX_OO

D99

?

VPET_[][]

X

D100

?

VPGT_[][]

X

D101

\

DOHRE'
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Turning Blade
H=HITI A

Classification sz
11° POSITIVE INSERTS WITH HOLE TFaE

due to G class insert tolerance.

| |
077010203 04
f (mm/rev)

S| o
Kol e}
=l e Breaker Name Cross Section
S| 5 and Features Geometry
Q-5 Picture
Q
< —
o D102 First recommendation for light cutting of carbon steel, Carbon Steel  Alloy Steel Nose
k= alloy steel, mild steel, stainless steel and cast iron = 3 18°
g Large rake angle provides sharp cutting action. E?
- A peninsular dot ensures chip control at depths of cut under Tmm. g1 |
< Flank
g’ 07701020304 8°
f (mm/rev)
Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel  Alloy Stee: o Nose
alloy steel and stainless steel = 3 L ‘
Standard, general purpose chipbreaker. E?
- S . Flank
c 0 L 10°
= 0.1 0.2 0.3 0.4
S f (mm/rev)
S . . . .
= First recommendation for medium cutting of carbon steel, ~Carbon Steel Alloy Steel = Nose
3 alloy steel, mild steel, stainless steel and cast iron = T 2 %E\/_V_
A positive insert and large rake angle achieves sharp cutting edge £?2
performance. g ] ) Flank
Double breakers in the rake face achieve a wide range of chip discharge. 097020304 20° = =
f (mm/rev)
Heavy cutting of cast iron Ca:t Iron
Flat top. € 0%
Most effective for unstable machining due to its high edge strength. E? ! \
Q. 1M
c © T T
o 0701020304
= f (mm/rev)
(%]
S
< D106 For cast iron Ca:t Iron
[ Flat top. B 0°
G W Most effective for unstable machining due to its high edge strength. £? !
Can be used on workpieces requiring close tolerances &1

DOHRE'



Turning Blade

EHI TR

Classification sz

Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round et Nee
and
[ Cross Section
CPMH_[[] TPMH_[J[]
D102
) N N
CPMX SPMT TPMX
D103
(D]
4 I - h/_
CPMH TPMH WPMT
) _E.! -0 -0 D104
2 7N
p—)

i

D105

W

D106

:
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Turning Blade
H=HITI A

Classification sz
15° POSITIVE INSERTS WITH HOLE EsiE

Sl o

KN e}

Tl & Bl el Nes Cross Section
S| 5 and Features Geometry
Q-5 Picture

Q

< —

> ini 5 Aluminium Alloy

3 D107 For aluminium alloy cutting s Flank
é Lead chipbreaker. t ) )

2(G Sharp cutting edge gives a good surface finish. g_ 20

kS i 1

£ o 2

< - 077010203 04

Sl [F— £ (mmirev)

32

20° POSITIVE INSERTS WITH HOLE sk

S| o
Ll e
g|s Break:r:dName Eegiuies Cross Section
2o Picture Geometry
<|F
D108 For aluminium alloy cutting A";mi"i“m Alloy
Lead chipbreaker. T Flank
Sharp cutting edge gives a good surface finish. E? 20°
: N T
< i 07701020304
g f(mm/rev)
£|G —
5 D109 For aluminium alloy cutting A"zm'“'“‘m Alloy
<_£ A parallel chipbreaker. E3 Flank
2 Sharp cutting edge gives a good surface finish. g_ 2 25°
Good chip control for medium feed rates. © 1]
T T
0701 03 05
f (mm/rev)
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Turning Blade

BHHITI R
Classification s
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
i Breaker Name
0 1 and
' O } O Cross Section
N &
D107
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Ereerar Name
=
Cross Section
a
DEGX_[][]
D108

D109

K\\\_//__

‘\\\_//__

DOHRE'

33



34

Turning Blade
H=HITI A

Classification sz
NEGATIVE INSERTS WITHOUT HOLE ff&7ik

Can be used on workpieces requiring close tolerances due to G class

1
001030507

Sl o
(SN 3]
= | c | Breaker Name .
3 S and Features Crgz%r?gtstlon
a5 Picture 37
[}
< —
D110 Heavy cutting of cast iron Caft Iron :
Double sided flat insert. Ts 0°)
M Most effective for unstable machining due to high edge \E_ 3 [ t
strength and stable insert clamping. © W
c 1 [T1
o 00.1030507
= f (mm/rev)
8 |
5 D111 For cast iron Castlron :
T Double sided flat insert. T 5[ 0°,
G Most effective for unstable machining due to high edge \E_ 3HH f
strength and stable insert clamping. © } } }

insert tolerance.

f (mm/rev)

insert tolerance. f (mmirev)
o
7° POSITIVE INSERTS WITHOUT HOLE =sn4
S| 9
Q| o
7 | g | Breaker Name Cross Section
Sl and Features Geomet
3|5 Picture iy
<|F
c D112 For cast iron ga"'t Iron
S
= Double sided flat insert. =) 0°)
*@ G Most effective for unstable machining due to high edge g_ 1 f
O strength and stable insert clamping. © —
E _ Can be used on workpieces requiring close tolerances due to G class 0 01020304

Can be used on workpieces requiring close tolerances due to G class
insert tolerance.

| |
0770102 03 04
f (mmirev)

o
11° POSITIVE INSERTS WITHOUT HOLE Esns
S|
ol o
=l e Breaker Name Cross Section
S| 5 and Features Geomet
a3 Picture ry
aQ
< —
o D113 Finishing Ca;bon Steel Alloy Steel Flank
= A parallel chipbreaker. = )
S G Good chip control for low to medium feed rates. £ 15°
Q.
= — S
1]
= 001020304
o _ f (mm/rev)
= D114 |Lb htto mediumcutting of carbon steel,alloy steel ~ Carbon Steel Alloy Steel Nose
3 and stainless steel ~ N 0°
__§ M | Standard, general purpose chipbreaker. E? '
Q.
2 l N ] Flank
= w2 07701020304 0°
= f (mm/rev) t
D115 Heavy cutting of cast iron ca:" Iron
Flat top. T 0%,
. .. . €2
M Most effective for unstable machining due to high edge z f
strength and stable insert clamping. a1
h and stable i | i 1
T T
§ 0701020304
- | | - fomin
@
8 Cast |
= D116 For cast iron azt ron
L Flat top. T 0°,
G Most effective for unstable machining due to high edge E_ 2 f
strength and stable insert clamping. 1]
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Turning Blade

BHHITI R
Classification s
SPECIAL PURPOSE INSERTS &% kH
|
Rhombic 80° Square 90° Triangular 60° Breaker Name _5 §
D & and 3 g Tool Holder Type Inserts
Cross Section 2|5
0 g|e
CNMN SNMN TNMN D RTG
110 = -
B a | v | W
Q.
n
SNGN TNGN D111
Rhombic 80° Square 90° Triangular 60° Brealer Ve
T and
‘ ; Cross Section
TCGN D112
&
Vi : -\\.
€ i 9
Rhombic 80° Square 90° Triangular 60° Brealer Ve
T and
‘ ; Cross Section
SPGR_R TPGR_R/L

D113

?

TPMR

) D114
Y4121_/___
SPMN TPMN
D115
SPGN TPGN
B D116

W

DOHRE'
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Turning Blade

BHHITI R
CNMG _0O0O CNMG_0O0O CNMG _0O0O CNMG _0O0O CNMG_0O0O CNMG _0O0O
D120 D121 D122 D123 D124 D125
CNMG_0O0 CNMG _0O0 CNMM_O0O CNMG _0O0 CNMA _0O0 CNMG _0O0O
o e Tt |
'\-R‘J ’ u a
3 -
36 ~/
D126 D127 D128 D129 D130 D131
DNMG_[O0O DNMG_[0O DNMG_[0O DNMG_[0O DNMG_[0O0O DNMG_[O0O
L | & 4 £57
D132 D133 D134 D135 D136 D137
DNMG_[I0 DNMA_[O0O SNMG _0O0 SNMG _[0 SNMG _[0 SNMG _0O0
7
-
v }—'
D138 D139 D140 D141 D142 D143
SNMG _0O0 SNMG _[0 SNMG _[O0 SNMG _00 SNMG _[0 SNMA _[O0
\ =
5 /— — Y
NN
D144 D145 D136 D147 D149
TNMG _0O0 TNMG _0O0 TNMG _0O0 TNMG _0O0 TNMG _0O0 TNMG _O0
A\
/=
AR
Sl
D150 D151 D152 D153 D154 D155
TNMG _0O0 TNMG _0O0 TNMA _0O0 VNMG _[O0O VNMG _0O0O VNMG _0O0O
A g .
e
D156 D157 D158 D159 D160 D161
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Turning Blade
H=HITI A

cemT_0O0

DCMT_[0O

DCMT_[O0O

DCMT_[O0O

DeMT_0O0O

RCMX _0O0O

D152

L

D153

&

D154

V- 4

&

D155

D156

©

D157

37
RCMX _0O0O seMmT_0O0 seMT_0O0 SscMT_00 scMT_00 TcMT_0O0
D158 D159 D160 D161 D162 D163
TCMT_OO TcMT_ 00 TcMT_0O0 vemT_ OO vemT_ 0O vemT_ 0o

A

-

&

D164 D165 D166 D167 D168 D169
vemt_OOd VBMT_OO VBMT_[OO VBMT_[OO VBMT_[OO VBMT_OO
e ™ - G - - - -
L m—— 1
D164 D165 D166 D167 D168 D169

TBGH _O0O

TPGH _0O0O

KNUX_0O0

175.32

D170

&

D171

D172

D173
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Turning Blade

SR
VNMG_OO VNMG_0OO VNMG_OO VNMG_0OO VNMA _OO WNMG_OO
N
- &L L L
4 \u 2
D174 D175 D176 D177 D178 D179
WNMG_OO WNMG_OO WNMG_OO WNMG_0OO WNMG_OO WNMG_OO
. A
D180 D181 D182 D183 D184 D185
WNMG_OO WNMA_OO ccMT_0OO ccMT_OO ccMmT_0OO ccMT_O0O0
D186 D187 D188 D189 D190 D191
o e
SEMINR—iKEF%k
ccex_Oo plelcy@nn] SCGX_0OO0 TCGX OO veax_do
‘.j 4 O’ﬁ' <
A —
D192 D193 D194 D195 D196
1
ErtIE D F—a 3k
Q**w_[0 ZQmx_0O0 Q**D _[0

D197

D198

D199
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Turning Blade

EHI TR

BININR—8%

APKT_OO APKT_O0O cceT_00 ccaeT_00 CNMG -0 DCGT_OO
EZ 7 oo
5 | © | =
= 2> /| :@l\
D200 D201 D202 D203 D204 D205
DCGT_OO DCGT_OO DCGT_OO DNMG_O0O DNMG_O0O GIP_O0O
D206 D207 D208 D209 D210 D211
GIP_0O0O SCGT_0O0O SDGT_0O0 TCGT_ OO TCGT OO VCGT_[O0O
(e @ o) Ok
D212 D213 D214 D215 D216 D217
veaeT_Oo VCGT_ OO VCGT_OO WCGT_O0O WCGT_O0O WCGT_O0O
<> P | A | O
A - ey —
D218 D219 D220 D221 D222 D223
FOR EXTERNAL TURNING AND BORING
SEMIAB. AFMIA
D224 D225 D226 D227 D228 D229
D230 D231 D232 D233 D234 D235
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Turning Blade
H=HITI A

Outline of small tools »znams

TOOLS FOR GANG TYPE AUTOMATIC LATHES (FOR EXTERNAL TURNING AND BORING)
BEHERTIXTNELEREHTIE (SPEMIA, AFLMTIA)

40

PIIMITET REEMIET EMmTZET] RIBEMIZET] BT ZET] KFLIMTZET]

o O O 0

a ®=SMGHIBHEH 71 a JNREREZFEER
/AN

B 2 YTHI 7 5 5RER
HiEEREE, Wk
R IFRIVIE LI

TIREERFZERAGAE

HSMGHI B T1 E%R
BREATEERAAEMNBEERENT RE_Q 45 mm RE Q) 5 mm
BISHRIEHRA [M] RRAAE Me'ﬁn :

TR R M ERRIE T 2 ( = )
F1ZRE, B5IRG RE e 0.10 mm
PTBISERIMEAL S5 7] O
a YIETNT - T1% 0.7-3.0mm alEBEMI . a BgmT mTEmE
€
= £

A S & 3.5mm 2 €
f | &

W g ©

s Rt & W
o ' md i‘ﬁ

=R 3

0-20° = H

I ERE
&35

a HHEFENH a #EmLT a BIE®EIT
a3 T « ERIEEISOTI K

- #% 0.3 3.0mm
- AT AFEBEMNT

« INTTREIREER
- Bif8 30°

fERRE EE AT,
ATANE E# T R IR E

DOHRE'



Turning Blade
=TI B

Outline of small tools rznamax

EBRLVFRAEMNTHHMT

El m T | EEE. FRE. YIE. B, YT

B FL o T | R, FLAUIE. iR

$ L o I | shH

MO om T | HH

TIERREFAEH CNC BFhER. NEERE

72 % B | R, BEX ORX (B8R)

F714% : 8 ~ 16 mm

7w R Bl 7146 : 825.4 AT~

RE. KE®, BURMARLT R
E RifRE. NOEFR., SRE/NTIRER
FZ R, BEBNIERE

MIRACLE 2 E (VP15TF ), €EBHW%
(NX2525 ), TEHEAZ (HTi10)

a

B B R | UREENFREE, TRMEFE

NAMIANE
BRI L/ NEISE T)

s/NMMIER

7]
PP
pilzae))

B 714

75 714

NETLERE TIAF
BRI 850- /

NN TEZ&10.0-
PR fe $2 TI#F

OwmXEBEKRATA

a REATORXEHER (HETRTIZ)
a RiESMI&SMmMIL TENEH
a —/NImEEHHTRIBE. FEE. Vg, Y28, YIEinT,

BIBEMT EEEMT &ML

#BAMIT A

a BMERE &k
a B EIENEL

IHEMITTTE

a EMERAEEIHT]
a B EIENILEET]

BarmT YIWTn T

RINMIER &12.0-

$hk

DOHRE'
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Turning Blade
H=HITI A

List of slot processing mmr—sx

SMEIA
EFFAREIIESE (mm)
RFNSME 2 = N w
b by o s | tmml:mJ 5% |
a E*ﬁ’r’f’%i e 2.39 | 2.39 | 2:39 2.39
a BHRE, ARMERIE. SHE 25 |25 25 |25 |25 |28
(TRI-LOCK #1#4) 3 3 3 3 3 3
2 TAHES SEH RN R
P 4 2 4 4 1
— kB 424|424 | a24 4.24
bt 475|475 | 475 | 475 | 475 | 475
a BERAR 224|204 224a|° ° 224
6 6 6 6 6 6
6.31 | 6.31 | 6.31 6.31
42 635 | 635635 6.35 | 635 | 6.35
a EiERERX
a MMETNHXRES 22122 |22
a HMEE EERTIMERTIL 3.1(3.1] 31
a JAYIETER: 120mm 44 41|44
51151 (51
a EHRFERX
a RABERIF 1.5
a ERTIE, REF=%IRE, BERBRIFH ’
FERE |
6
a 125TRERX
a XABEZERNF 05
a ERTE, REF=EIRS, KRB REFN )
FERE |
1.3
a AIREHETLIINEXEHERL
a 8mm-16mmi/hEl T]4% 03
a ATNEEXRE )
a BRI TG |
a AIMEASN I, &EFFHEEF 3.0
a ATREETFINEXNEHERL
a 8mm-1emniy/hE IR 0710707
a VIRIZIEYIEIAE, THPOHMIEE | 10101 1.0
w
. Emssama 151515
a APIHER: 12mm : : :
a AIREETLINEXEHERL
a 10mm-16mntiy/NEY T1 4%
2 AREFEEEMIASYIMMIA=M |[15]|15]|15
] 20 (2020
a ERMEN TS ‘ ' '
a EAVIETER: 16mm
AN a AREEFHNERXEHERL
i) a 10mm, 12mmeEg/hE T147
Q a VIHITIER), HEBERE R &F 22 (22]22
- a mAVIETERE: 20mm 25|25|25
a AIREETEINEXEHERL
a 16mmpdg/hE 7] 4%
a VIHIZIER), HEBERER IF
a BAYBERZ: 23-35mm 25125125
a AIREETFFINEXEHERL
a 16mmiy/NEL TI4R
a WIHIZISER), HEEMAEREF
a BAYIMFER: 23-35mm 3.0 130 (3.0

DOHRE'



Turning Blade
H=HITI A

List of slot processing mmr—sx

NG
LIRS (mm)
7 P
LIRS TR 5N HH x|z | 8| &
& =1 yili] i i
I =
a FEEMBREHR IR EHERLE
a 7mm-12mm BJ/NEY T14F
Ih 2 THAHBEMIJSEEMI EMI. | 0.25 0.6
B 27 0 T 5 405 o0 T | |
7 o BIETMTERZSMmMENEE G 15 15
A a2 BRAMIMER: 0.3-2.5mm : :
a EAVIBTER: 3-5mm
mFLA
=3
N
EHRAIY T HE E L E A -
B
(nffn) (mm) (mm)
KBTS
a EHEER
a MEERE) WSTTIE R A R 2 4
(TRI-LOCK#L#4) 25 | |
H#
e 6.35 13
a iR
a BERER
a REBEENK
a AIMTHEL 1.2 1.0
a EAMIMER: 3mm 10 | |
4.0 3.0
a WEHERX
a RABEENE
a 715 T4, TSk A AT HE 1.25 12
40 | |
45 45
P ENE) a BEEREER
AL
a $#TI2RBEHINIET 10 1.0
— 3.0 | |
2.0 2.0
B g ) a BEERAER
= a AMTIREFNINEESRAREE
2.0 1.0
— 3.2 | |
3.0 2.0

DOHRE'
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Turning Blade

EHI TR

IRNTIR—ES

60° VFRAEKTIR | 55° VFRIEKTIR | 1ISO KB A UnsEfli2 R WERIZNTIH | BSPTEHEERATI A
60° general pitch threads 55° general pitch threads 1SO metric threads United threads Whitworth threads British standard taper pipe threads
D236 D237 D238 D239 D240 D241

NPT Zhisgegany | UNJ SERSRLTIA | RD DINAOSEE30 B4TIK A TR 4%30° #Rgunk | ACME =#29°
NPT American standard taper pipethreads ;J%Jggggﬁ?grsét:ggardaerospace 30° DIN405 round threads pﬁ,fgﬁﬁﬁﬂgds 30° 1SO metric threading insert | . Amﬁﬁgg Aﬁﬁmgas
D242 D243 D244 D245 D246 D247

STACME f&F=i#129°
BRBRI R

29° Americanstandard STACME threads

&

D248

Precise digital-controlled machine tool Dedicated

EFONER
APKT-KO APKT-KO CCGT-KO CCGT-KO CNMG-KO0 DCGT-KO
K. SRS NI . SR
D249 D250 D251 D252 D253 D254
APKT-KO APKT-KO CCGT-KO CCGT-KO CNMG-KO0 DCGT-KO
g L L A - | >
D255 D256 D257 D258 D259 D260
APKT-KO APKT-KO
> <>
D261 D262

DOHRE'



Milling Blade

HHEIT A
SEET_OOO SEET_O0O0 SEET_OOO SEET_OOO SEET_O0O0 SEET_OOO
D263 D264 D265 D266 D267 D268
SPKN_OO SPKR_OO APKT_0OO APKT_[OO SPMT_OO SPMT_OO
D269 D270 D271 D272 D273 D274
SPMT_0O0O SPMT_OO RCKT_OO RCKT_OO RDKW_O0O RDKX_00O
D275 D276 D277 D278 D279 D280
RPEW_OO WPGT_OO SDMT_0O0O APMT_OO APMT_OO APMT_O0O
il _
A e ]
® u
D281 D282 D283 D284 D285 D286

DOHRE'
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Turning Blade
H=HITI A

Trough type mmms

o HIAHAN A

=t TIRIMERAE R g TBE HEFTIHISE
MT
ST M ap: 1.00~ 5.00
fn: 0.20~ 0.5
M
I M ap: 1.00~ 4.00
- fn: 0.20~ 0.5
L]
46 GF
ap: 0.15~2.00
< WEIT M frF\): 0.08~0.18
GT
ap:1.00~5.0
’ WAEIIT M :0.20~0.50
BF
ap: 0.15~2.00
. REFMINT M fn: 0.08~0.18
BM
ap: 0.50~8.50
. AT M fn: 0.10~0.55
BR
TEERINT M ap: 1.50~11.00
fn: 0.15~1.00
bl
ap: 0.20~8.00
. FHERINT M fn: 0.15~0.60
FrE
ap: 0.20~12.00
‘ ST M fn: 0.10~1.20
® HIERTIK
=t TIRHMERAER g TBE HEFTIHISE
MP
TERINT M ap:0.10~ 3.6
fn: 0.03~ 0.4
AK
- ap: 0.10~ 8.00
& EESMT G fn: 010~ 0.50

DOHRE'



Turning Blade

EHI TR

Overview msgms sz z3)

® EEZHIGRATIF General turning negative inserts

CNMG_0O0 CNMG _0O0 CNMG _0O0 CNMG _0O0 CNMG _0O0 CNMG _0O0 CNMG_[O0 CNMA _O0
3 x/
D287 D28 D289 D290 D291 D292 D293 D2%4
DNMG_0O0O DNMG _0O0O DNMG _[OO0 DNMG _O DNMG _[OO DNMG _OO DNMA _[OO
D295 D296 D297 D298 D299 D300 D301
SNMG _00 SNMG _[0 SNMG _00O G_0O0 SNMG _[0 SNMG _[0 SNMA _[O0
D302 D303 D304 D306 D307 D308 D309
TNMG _0O0 TNMG _[O0 TNMG _[O0 TNMG _0O0 TNMG _O0 TNMG _O0 TNMG _O0 TNMG _[O0 TNMA _0O0O
D310 D311 D312 D313 D314 D315 D316 D317 D318
VNMG _[O0O VNMG _[O0O VNMG _[O0O VNMG _[O0 VNMG_0O0O VNMG _0O0O VNMG _0O0O
- == O == > O
D319 D320 D321 D322 D323 D324 D325
WNMG_OO | WNMG_OO | WNMG_OO | WNMG_OO | WNMG_OO | WNMG_OO | WNMG_OO = WNMG_OO | WNMG_0O0O
D326 D327 D328 D329 D330 D331 D332 D333 D334
©® ZIEZEHITER IR General turning positive inserts
ceMmT_ 00 DCMT _[O0 SCMT_0O0O TCcMT_0O0O TCMT _O0O RCMX _0O0O
D338 D339 D340

® EEEHFHITIFFSU(IEMATIE ) Aluminum alloy turning inserts series

DCGT

d»

<

D341

DCGT

<

D342

TCGT

Vo ¥

D343

VCGT

D344

DOHRE'
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Negative Blade

& REH

Application cases mm=si

REREPTTRIEEEEH

Automobile Hub unit continuous turning in high speed

T
mTs
ERNA
mIsH
PIEIERE

6SMNSEELLERERTT

IBENE. IREESRE T

WNMG080408-GF

Ve=330m/min, f=0.3mm/r, ap=0.8mm

BRI RF5t: 23~30¢4/7), ESTERRE: 13~2144/70.

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Automobile Hub unit steel 65Mn

Wet continuous/ intermittent semi-finish external turning
'WNMG080408-GF WS8115

Vc=330m/min , f=0.3mm/r , ap=0.8mm

DOHRE: 23~30pcs/cutting edge  Brand T:13-21pcs/cutting edge

FHEhSME]. SEREHEZE

Hinge pin external and taper roughing turning

48 P 42CrMOVAIEHRC38
mTA HIAROESEFHIAKIRE, SN
fERDRH 'WNMG080408-GF
MIEH Ve=125m/min, f=0.25mmyr, ap=1.0~2.5mm
AR BRIAA®: 134+45/7), ERLEKET6H/T.
Workpiece 42CrMo tempering to HRC38

Machining way
Inserts

Machining parameter

Result of cutting

SR EERREE LR H

Bearing pedestal intermittent turning

DOHRE : 134+pcs/cutting edge

Continuous turning with emulsion for facing A and external turning
WNMG080408-GF WS8115/WS8125
Ve=125m/min , f=0.25mm/r , ap=1.0~2.5mm

Brand L:76pcs/cutting edge

HEEEAL R A O AR
TRHBRRE. EXRA
GFERHBRRRTF, &
BEEIRAIRS.
Hardstone’ s GF chipbreaker
better than previous chipbreaker
which imported from other
country,the results show that the
life and stqability has increased.

ESMNHRIS LB EE

IBEUHNEIESE, SREMTERAEE

WNMG080408-GT

Vc=230m/min, f=0.22mm/r, ap=0.8mm

IBERT) % 55~65¢4/7), ESMTRRE: 50~60{4/7),

Workpiece

Machining way
Inserts

Machining parameter

Result of cutting

Automobile Hub bearing pedestal steel 65Mn

Wet continuous/ intermittent semi-finishing external turning
'WNMG080408-GT WS8125

Ve=230m/min , f=0.22mm/r , ap=0.8mm

DOHRE : 55~65pcs/cutting edge  Brand T:50~60pcs/cutting edge

SR EERTEE LR H
Bearing pedestal intermittent turning
3 IITHHE
nTA=R
fERN R

mIsH
PIHIERE

SSINITZEARER IR

IBIUHNEIELE. IREMTARREE. RINT
WNMG080408-GT

Vc=259m/min, f=0.18~0.275mm/r, ap=0.5~Tmm
BRI 7814/7), ESIDEME: 40~50{4/7).

Workpiece

Machining way
Inserts
Machining parameter

Result of cutting

Automobile Hub bearing pedestal steel 55#

Wet continuous/ intermittent semi-finishding and finishing external turning

WNMG080408-GT WS8125
Vc=259m/min , f=0.18~0.275mm/r , ap=0.5~1mm
DOHRE : 78pcs/cutting edge Brand D:40-50pcs/cutting edge

ERFIREREEEE
End fa

g of housing continuous roughing turning

T
InTAR
fERDA
mIsH
PIHIERE

55#0

IHEMTEEAELE

WNMG080408-GT

Vc=209m/min, f=0.25mm/r, ap=1.8mm

BRIIAE®: 100~1304/7), ESMTRRE: 110~1404/7).

Workpiece
Machining way
Inserts
Machining parameter

Result of cutting

steel 55#

Wet intermittent turning

'WNMG080408-GT WS8125

Vc=209m/min , f=0.25mm/r , ap=1.8mm

DOHRE: 100~130pcs/cutting edge Brand T:110~140pcs/cutting edge

RETTIEEPEREH]

Automobile Hub unit continuous turning in intermediate speed

RIERINFLESHE. BE

INTAARE
N wE
SERIA
MISEH
PIEIMRE

GSMNIRISEERETT

BIHNE. SREESIEE

WNMG080408-GF

Vc=190m/min, f=0.2mm/r, ap=0.5~0.6mm
BSTR%ED: 63~871H/7), ESMTERE: 40~65¢/7],

Workpiece
Machining way
Inserts
Machining parameter

Result of cutting

Cage steel continuous turning

HHiRE RS

Automobile Hub unit steel 65Mn

Wet continuous/ intermittent semi-finish external turning
WNMG080408-GF WS8115

Ve=190m/min , f=0.2mm/r , ap=0.5~0.6mm

DOHRE: 63~87pcs/cutting edge  Brand T:40-65pcs/cutting edge

BREME 5544
mITsR HEMIIFLESE, 1BE
ERNA TNMG160408-GF
mIs Vc=320m/min, f=0.24~0.27mm/r, ap=0.5~1.5mm
KRS BRORTFHISHERREET, Fi95H13004/7, EATRI: 12007,
Workpiece Cage steel 55#
Machining way Cage steel continuous semi-finishing and finishing external turning
Inserts TNMG160408-GF WS8115

Machining parameter
Result of cutting

Vc=320m/min , f=0.24~0.27mm/r , ap=0.5~1.5mm

DOHRE : 130pcs/cutting edge  Brand T:120pcs/cutting edge

End facing of hinge pin roughing turning

T
=
L
1

v
L A

IOERERTTHREE, IEEEH)

R 42CrMoiBRHRC38

mIA HIMBABLEHTE

ERIA WNMG080408-GT

MISE Vc=175m/min, f=0.2~0.25mm/r, ap=1.5~1.8mm

PIEIMRE BRI 152+14/7), ERORIET0#4/7].
Workpiece 42CrMo tempering to HRC38

Machining way
Inserts
Machining parameter
Result of cutting

Turning with emulsion for facing turning

WNMG080408-GT WS8115

Vc=175m/min , f=0.2~0.25mm/r , ap=1.5~1.8mm

DOHRE : 152+pcs/cutting edge Brand O:70pcs/cutting edge

Automobile Hub unit intermittent / continuous turning

- Ja

=R, &5

RPETRFLIESEEFH

Automobile Hub unit hole intermittent / continuous turning

DOHRE'

TR S5#4;

mITA=R BN, SREMTEEAEE

fERTIA WNMG080408-MT

IS Vc=220~300m/min, f=0.15~0.28mm/r, ap=0.8mm
MRS BRTI A7 80~100{F/7), ESMTERE: 70~90¢7.
Workpiece Automobile Hub unit steel 55#

Machining way
Inserts
Machining parameter
Result of cutting

Wet continuous/ intermittent semi-finish external turning
WNMG080408-MT WS8125

Vc=220~300m/min , f=0.15~0.28mm/r , ap=0.8mm

DOHRE: 80~100pcs/cutting edge Brand T:70-90pcs/cutting edge

Flange intermittent / continuous turning in high speed

InTAAk S5#RE=R

JlinwaEo RS A S R R BT A T

[:3zEnalay VNMG160408-MT

IS Vc=230~510m/min, f=0.167mm/r, ap=0.45mm
IHIERE BRI A& 20~2144/7), E5MTERAE: 15~16(4/70.
Workpiece Flange steel 55#

Machining way
Inserts
Machining parameter
Result of cutting

Wet journal shaft continuous/ intermittent finishing turning
VNMG160408-MT WS8115

Vc=230~510m/min , f=0.167mm/r , ap=045mm

DOHRE : 20~21pcs/cutting edge Brand T:15-16pcs/cutting edge

NTAAR 65MNiRSEELEETT
JlinwsEao IR ALIE
EREDA VNMG160408-MT
MILH Vc=300m/min, f=0.24mm/r, ap=0.5mm
HIRE BRJTIR%d: 160~180#+/7), EISNTEME: 160~180{4/70.
Workpiece Automobile Hub unit steel 65Mn
Machining way Wet intermittent semi-finishing turning
Inserts VNMG160408-MT WS8115

Machining parameter
Result of cutting

Vc=300m/min , f=0.24mm/r , ap=0.5mm
DOHRE : 160~180pcs/cutting edge Brand T:160~180pcs/cutting edge




Negative Blade

&y
Application cas
SHEIMEREEE

Housing intermittent roughing turning

€S mERRH

Machining way
Inserts

Machining parameter

Result of cutting

InTaAkt CF53=f+5%4!

iR waEe TSR

- =nl CNMG120408-MT

MIBH Vc=220m/min, f=02mm/r, ap=1.5mm

TIEIEEE BRIIRF: 40~50¢4/7), ESMTRME: 30~40¢4/70,
Workpiece Steel Cf53

Wet journal shaft intermittent finishing turning
CNMG120408-MT WS8125

Vc=220m/min , f=0.2mm/r , ap=1.5mm

DOHRE : 40~50pcs/cutting edge Brand T:30~40pcs/cutting edge

SHFEIMNEIREE, EEER

Housing intermittent / continuous roughi

ing turning

Machining way
Inserts

Machining parameter

Result of cutting

INTAEEE CF53M=HFTHNE

T IBIUINEIELS. MR

ERDA DNMG150408-MT

mIEH Vc=286m/min, f=0.33mm/r, ap=0.2mm

PIEIRE BRIIRER: 48~6314/7), ENTERME: 40~50{4/70.
Workpiece Cf53

Wet continuous/ intermittent semi-finish external turning
DNMG150408-MT WS8125
Ve=286m/min , f=0.33mm/r , ap=0.2mm

DOHRE: 46~63pcs/cutting edge Brand T:40~50pcs/cutting edge

SRR

Bearing turning

INTArEE
T
DA
mIsH
Pl

GCr1 547

1BIUBEBIRE. SMNE

WNMG080408-MT

Vc=260m/min, f=0.32mm/r, ap=2mm

BRI 130~150(4/7), ESMTERE: 130~150¢4/70,

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Bearing Gerls
Wet rough turning with facing B and external turning
WNMG080408-MT WS8125

Ve=260m/min , f=0.32mm/r , ap=2mm

DOHRE: 130~150pcs/cutting edge Brand T:130~150pcs/cutting edge

E=RIEE
Tkt TEEWSUS304
A ESEREEEONEL. SHE
RN WNMG080408-BF
MISH | Ve=220m/min, f=0.14mm/r, ap=0.1mm (Ra<0.8)
AIERE BRI 24204/7), ESNCERRE: 21214/70.
Workpiece | Stainless steel SUS304
Machining way | Continuous external finishing turning

Inserts
Machining parameter

Result of cutting

WNMG080408-BF WS7125

Ve=220m/min , f=0.14mm/r , ap=0.1mm ( Ra<0.8 )
Surface roughness: lower than RalL6 DOHRE, 242 pieces / cutting edge
Brand C: 212 pieces /cutting edge

FHEE

Flange finishing turning

Inserts
Machining parameter

Result of cutting

’ MIHE | FEESUS304
T BEHEEIREL SR
[EdzEnaley 'WNMG080408-BF
mIs Vc=210m/min, f=0.1mm/r, ap=0.Tmm (Ra<0.8)
TIEIEEE BRORFAREES, &H: 7404/7), ENZRHE: 45014/70.
Workpiece Stainless steel SUS304
Machining way | Continuous external finishing turning

WNMG080408-BF WS7125

Ve=210m/min , f=0.1mm/r , ap=0.1mm (Ra<0.8 )
Surface roughness: lower than Ra.6 DOHRE, 740 pieces / cutting edge
Brand Z: 450 pieces /cutting edge

S
Air cylinder

Inserts
Machining parameter

3 Result of cutting

pline o3 HT250

T FEESNERIRE

ERTIA WNMG080412

IS | Ve=415m/min, f=0.15mm/r, ap=0.4mm

TIHNERE BRIIAE: 60~7014/7), ESMMERME: 60~7014/7].
Workpiece | HT250
Machining way | External and end face rough turning

WNMG080412 WS6115
Vc=415m/min , f=0.15mm/r , ap=0.4mm

DOHRE : 60~70 pieces/cutting edge Brand M : 60~70 pieces/cutting edge

Inserts
Machining parameter

Result of cutting

piline o3
T FalEse, WRSREZESNEL SR
ERTIA WNMG080408
MIBE | Ve=563m/min, f=0.25mm/r, ap=Tmm
IEIEEE BHR R 70~80(4/7), ESMMERAET0~80{4/7].
Workpiece | D138 Flange HT250
Machining way | Dry continuous/intermittent rough turning external and end face

WNMG080408 WS6115
Vc=563m/min , f=0.25mm/r , ap=1mm

DOHRE :70~80pieces/cutting edge Brand M : 70~80 pieces/cutting edge

SR

Bearing turning

T
TR
fERDA
mIsH
PIHIRE

GCR1547%

BV, EEARE. B

WNMG080408-MT

Vc=369m/min, f=0.31Tmm/r, ap=Tmm

BRI R%t: 65~7214/7), ESMTERE: 60~70(+/7),

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Bearing Gcrl5
Wet rough turning with facing A and chamfer turning
'WNMG080408-MT WS8125

Ve=369m/min , f=0.31mm/r , ap=1mm

DOHRE: 65~72pcs/cutting edge Brand T:60~70pcs/cutting edge

EETHEE

Piston rod roughing turning

Machining way
Inserts.

Machining parameter

Result of cutting

nTAs 27SiMn

TR FalmE

RN R TNMG160408R-M

Iz Vc=100m/min, f=0.4mm/r, ap=2.5mm

TIHIERE BRIIRE: 50~6014/7), EINZRMEREANA, TEERTIE.
Workpiece 275iMn

Dry roughing turning
TNMG160408R-M WS8125
Ve=100m/min , f=0.4mm/r , ap=2.5mm

DOHRE : 50~60pcs/cutting edge Brand Z : its fail when machining cause vibration is too large.

FRFLER

Spherical shells hole turning

nTAAR
hnTAs=
ERNR
mIsH
PIRIERE

4545

BRI

CCMT09T308-TM

Vc=238m/min, f=0.14~0.26mm/r, ap=Tmm
WBRT)F%5tn: 882~908(4/7), EIPIZEAME: 600~850{4/7),

Workpiece
Machining way
Inserts
Machining parameter
Result of cutting

Steel 45#
Wet continuous semi-finishing turning

CCMT09T308-TM  WS8115

Vc=238m/min , £=0.14~0.26mm/r , ap=1mm

DOHRE: 882~908pcs/cutting edge Brand T:600~850pcs/cutting edge

E=EEE

Flange roughing turning

T 7 IITAE
T
AT
mIsH
HIMERE

FEFHSUS201

BRI, SNE

WNMG080408-BM

Ve=273m/min, f=0.3mm/r, ap=1.0mm
BERTAE: 37~4204/7), ESIMENE: 38~42(4/70.

Workpiece

Inserts.

Machining way

Machining parameter

Result of cutting

Stainless steel SUS201

The continuous turning for end face and excircle
'WNMG080408-BM  WS7125

Vc=273m/min , f=0.3mm/r , ap=1.0mm

DOHRE :37~42pcs/cutting edge Brand M:38~42pcs/cuttting edge

HRSHZEHY
Crankshaft

TR
nIs=
ERR
mIsH
TIIEEE

fhifl, QTS50

pezgi

WNMG080408

Vc=190m/min, f=0.4mm/r, ap=1mm

BRTIR%®: 170~176(4/7), ERARM: 120~140¢4/7.

Workpiece

Inserts

Machining way

Machining parameter

Result of cutting

Crankshaft Qt550
Continuous rough turning
WNMG080408 WS6115
Ve=190m/min , f=0.4mm/r , ap=1mm

DOHRE: 96~102 pieces/cutting edge Brand A:99~102 pieces/cutting edge|

BIFEESOME]. SREEH]

External and facing lathe machining for belt pulley

TR
NI
EREDA
MISEH
PIEIMRE

Ht200
FELHEES IHE
CNMG12408

Vc=438m/min, f=0.3mm/r, ap=1.2mm
BRI R 1404/7), ESMERIE130~140(4/70.

Workpiece

Inserts.

Machining way

Machining parameter

Result of cutting

Ht200

continuous cutting external and face with dry-type
CNMG12408 WS6115

Vc=438m/min , f=0.3mm/r , ap=1.2mm

DOHRE: 130~140 pieces/cutting edge Brand A:130~140pieces/cutting edge

DOHRE'
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Threading Blade
ELEL]

Application cases mmzs
PR S ZE H)
Valve rod internal thread turning
IR TEEPSUS304
JlinwsEao REELEERIM20
fERNR 16IR14W
MIEH | Ve=75m/min, ATIRE=12%
IHIERE BRIR%: 460470, FHIZ: 390¢/70.
Workpiece Stainless steel SUS 304

Internal thread turning M20
16IR14W WS5125

Ve=75m/min, EJVRE=12%

DOHRE: 460 pieces/cutting edge Brand Z: 390 pieces/cutting edge

K PR ZE HI

Pipe joint internal thread turning

A
iR wEo
fERNR
mIsH
PIHIERE

TEEISUS201

ZEPIEEMAS

16IRTTW

Ve=77.7m/min£7]: 168

YIHI7OMFERIEL : IBRTIR WS51 25 BIEEIR, ZEAET] R ESRELRA

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Stainless steel SUS201

Internal thread turning

16IR1IW WS5125

Vc=93.3m/min, Cutting times: 17 times

Comparison result of cutting 50 pcs parts: DOHRE:slight wear Brand Z: severe wear

(Bl

Valve deck internal thread turning

Machining way Internal thread turning M45
16IR11IW WS5125

Vc=98.9m/min, cutting times:16 times,

Inserts

Machining parameter

Result of cutting

piing i) FRERMSUS201

ISR ZEPIIZLIMAS

RN 16IR1TW

IRE= Vc=98.9m/min, EJIRE=16)%

TIEIERE FIBITOMHEERRIL: BRIIA WSS125RHIEIR, ZRMT) Rtk
Workpiece Stainless steel 201

Comparison result of cutting 50 pcs parts: DOHRE: slight wear Brand Z: severe wear

R E

Grooving seal groove end face

T
IR
fERDA
mIsH
PIHIRE

FEESUS304
LRI

QCMB3004-T

Ve=130m/min, f=0.05mm/r

BHRT) A% 130014/7), ESNCERME, 1100 4/70,

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

stainless steel SUS304

Continuous turning end face

QCMB3004-T WS7125

Vc=130m/min , f=0.05mm/r

DOHRE : 1300 pieces /cutting edge Brand C:1100 pieces/ cutting edge|

AE=RiRmEE

Grooving flange end face

T
mIsR
ERDA
mIsH
IHNERE

TREAEMSUS304

SIS

QCMB4004-M

Vc=147.2m/min, f=0.04mm/r

BRI 35214/7), EHNCERIE, 218¢4/70.

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Stainless steel SUS304

Continuous turning end face

QCMB4004-M WS7125

Vc=147.2m/min , £=0.04mm/r

DOHRE: 352 pieces/cutting edge Brand M:218 pieces/cutting edge

R PRIREEH

Valve body internal thread turning

Y

E=RinmEiE

Grooving end turning

DOHRE'

nTAE FEEMSUS201

N waE: ZERIREMS6

ERTA 16IR1TW

MISH Ve=120m/min, ETIRH=16}%

TIRIERE BRDRER: 120¢4/7), ESZ&EHE: 96(4/7.
Workpiece Stainless steel 201

Machining way
Inserts
Machining parameter

Result of cutting

Internal thread turning M56
16IR11W WS5125

Vc=120m/min, ETRE=16

DOHRE: 120 pieces/cutting edge Brand Z: 96 pieces/cutting edge

Ws5125

WS5125

Machining way
Inserts
Machining parameter,

Result of cutting

T BERHER (CF-3M)

T EEE, SNRER)

fERTIH QCMB3004-M

mIsH Vc=120m/min, f=0.1mm/r

TIRIERE BRDRF®: 1144/7, ESCRgE, 1044/7].
Workpiece Casting stainless steel

Continuous grooving, external turning

QCMB3004-M WS7125

Ve=120m/min , f=0.1mm/r

DOHRE: 11 pieces/cutting edge Brand C : 10 pieces/cutting edge
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® ﬁ)ﬁ%ﬁﬂ%ﬁﬂ Face milling cutters

APMT_OO APMT_0OO SPMT_OO SPHX SEMT_0OO TPKN
B 8 8 & A
| —
D345 D346 D347 D348 D349 D350
o
® 45 E%T’Jjgﬁu 45 face milling cutters
SEET OO SEET_0OO SEMT SEEN OFKR _OO ODMW ODKT
D351 D352 D353 D354 D355 D356 D357
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o 175%5%%7]/?\5” Molding milling cutter
RCKT _0O0O RCKT _0O0O RCKT_OO RDMW _O0O RPMT_OO RPMT_OO

Ve’

D358

D359

D361

)

D362

D363

® /5° E’%’Eﬂ%ﬁﬂ 75 face milling cutters

SPKR_0O0O

D364

SPKN

D365

L ki&géﬁgﬁu High feed milling

WDMW

()

-_—

D366

WPMT

-~
e

D367

SDMW

D368

SDMT

D369

DOHRE'
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Heavy Milling Blade

ENHEIT

)3

Application cases mm=si

ASHPFHE

738HTRTEINIE

738H clean-up machining

45# steel cavity milling

THER HHRAS#N

Jilinwaro D50-Z4-L1258F BTAORFRABHHEIE

A7 RPMT1003MO-FM

IS Vc=180m/min, fz=0.8mm/z, ap=0.4mm ae=32mm

TIHIMERE BHRIIAE: 240min/TIERER, ESMMERRE: 210min/7iHEE7).
Workpiece Steel 45#

Machining way | D50-Z4-L125 overhang BT40 dry rough cavity milling
RPMT1003MO-FM WS5130

Vc=180m/min , fz=0.8mm/z , ap=0.4mm ae=32mm

Inserts

! Machining parameter

Result of cutting |  bosRE: 240mincutting ecge normal wear, Foreign brand M : 210min/cutting edge light chipping.

Machining way
Inserts

Machining parameter

Result of cutting

NAK80fa%E
NAK80 Rough Milling

H13$5# 57 EE

BHEIR 738HATER (HRC30~35)

i wsEY D16-Z2-L658% BTAOETLEIR

fEFTIA APMT1135PDER-FM

IS Ve=150m/min, fz=0.4mm/z, ap=0.25mm ae=10mm
TIEIERE IBRDF%: 240+min/JIERER,

Workpiece pre-hardened steel 718H (HRC38~42)

D16-22-L65 overhang BT40 dry clean-up machining
APMT1135PDER-FM WS5130
Ve=150m/min , fz=0.4mm/z , ap=0.25mm ae=10mm

718HiH%
718H rough milling

TG SBRIYTIRRIAT18HTTE (HRC38~42)

I D17-Z2-L6585% BTAOWTFEUEYHRE

R APMT1135PDER-FM

TS Vc=160m/min, fz=0.8mm/z, ap=025mm ae=10mm

PIHIMRE BRDA%: 91min/ZJERER, ESDERIE: 80min/TJEFSER.
Workpiece Plastic bulbs female mould pre-hardened steel 718H ( HRC38~42 )

Machining way

Inserts.

E Machining parameter

Result of cutting

D17-22-L65 overhang BT40 dry rough milling ball socket
APMTI135PDER-FM WS5130
Ve=160m/min , fz=0.8mm/z , ap=0.25mm ae=10mm

DOHRE: 91min/cutting edge,normal wear , Foreign brand D : 80min/cutting edge,normal wear.

738HAEE
738H Rough Milling

Machining way
Inserts
Machining parameter

Result of cutting

BHERR 738HFEN (HRC30~35)
Iz D35-73-L80ER BT4OIEF0HE%E

fERNA RPMT1003MO-FM

MIsH Ve=165m/min, fz=0.67mm/z, ap=0.3mm ae=22mm

TAIEAE BRI R 164min/7)IERER, ESPDEE: 95min/TIIEHEER.
Workpiece 738H rough milling

D35-23-L80 overhang BT40 rough milling
RPMT1003MO-FM WS5130
Ve=165m/min , z=0.67mm/z , ap=0.3mm ae=22mm

DOHRE: 164 min/cutting edge, normal wear Brand D : 95 min/cutting edge, normal wear

DOHRE: 240+min/cutting edge with normal wear.

BHEIR SHIBEINAKSORER (HRC38~42)

I BTAOHEFUEHEE

EAIA APMT1135PDER-FM

mIs#H Ve=125m/min, fz=04mm/z, ap=025mm ae=12mm
IRIERE BHRIRE®: 46min/TIEFER, ESD&AE: 38min/IERER,
Workpiece High polished pre-hardened steel NAK80 (HRC38~42)

Machining way | D16-Z2-L60 overhang BT40 dry rough face milling

Inserts. APMT1135PDER-FM WS5130

Vc=125m/min , fz=0.4mm/z , ap=0.25mm ae=12mm

H13 Aluminium Extrusion Mould

Result of cutting |  DOHRE: 46min/cutting edge normal wear , Forsign brand D : 38min/cutting edge normal wear.
FHER $EEUMHTEIEH13
T D16-Z2-L10485 BTAOKETaABSIL
EAIA APMT1135PDER-FM
mIs# Ve=177m/min, fz=055mm/z, ap=0.28mm ae=16mm
MR BEIRFE: S0min/IEXER, ESDRAE: 48min/TIIEXESR.
Workpiece Aluminium Extrusion Mould H13

Machining way | D16-Z2-L104 overhang BT40 dry rough milling hole

Inserts. APMT1135PDER-FM WS5130

Machining parameter | Vc=177m/min , fz=0.55mmy/z , ap=0.28mm ae=16mm

Result of cutting DOHRE: 50min/cutting edge,normal wear, Foreign brand D : 48min/cutting edge,normal wear.

Cri2AEER%L

Cr12 Punch Mould Hole-Milling
BHEIR Cri2ihEEE
mIA= D30-72-L758% BT40HFFUE%AL
SRR RPMT1003MO-FM
mIs Ve=170m/min, fz=0.89mm/z, ap=0.3mm
LEERE ) t: WS513082082iR, ESPDR
Workpiece Cr12 Punch Mould

Machining way
Inserts

Machining parameter

Result of cutting

D30-22-L75 Overhang BT40 Dry Rough Hole-Milling
RPMT1003MO-FM WS5130
Vc=170m/min , f2=0.89mm/z , ap=0.3mm

Comparision under 58min/cutting edge,WS5130 slight chipping , While foreign brand D heavily worn
e o =2

7 2

Ws5130

H1 3B E R

H13 Hardened Steel Die-casting Mould

BB FERHRH13580 (HRC48~51)
A= D21-Z2-L60F BTAOWEFURSEE (FHRITETH)
fERNA APMT1135PDER-FM
mIsE Ve=148m/min, fz=044mm/z, ap=02mm ae=13mm
TIEIEEE IBT) %5 17min/T)RSHRAE7), ESMD&ARE: 11min/T)ESH™aE,
Workpiece Die-casting Mould H13 Hardened Steel ( HRC48~51)
Machining way | D21-Z2-L60 overhang BT40 dry rough face milling
Inserts APMTL135PDER-FM WS5130
Machining parameter | Vc=148m/min , fz=0.44mm/z , ap=0.2mm ae=13mm

Result of cutting

DOHRE: 17min/cutting edge abrasion and chipping ,Foreignbrand D : 11min/cutting edge heavily worn.

S136ifi} 55 P& B HE HE
$136 Corrosion-resistant Mould Steel Rough Milling
BB S136MiEIRERER

MIA D17-22-L70~ 10587 BTAOBTIBHEE

SERDA APMT1135PDER-FM

MIEE Ve=160m/min, fz=0.6mm/z, ap=0.25mm ae=10mm

TIHIERE BRI A% 287min/TIERER,

Workpiece S136 corrosion-resistant mould steel

Machining way
Inserts
Machining parameter

Result of cutting

D17-22-L70 overhang BT40 dry rough face milling

APMT1135PDER-FM WS5130

Ve=160m/min , fz=0.6mm/z , ap=0.25mm ae=10mm

DOHRE: 287min/cutting edge,normal wear.
¥

S136iEEmNiEYE
$136 Hardened Steel Rough Milling

SHEH S136EHEMIEE (HRCA8)

NIAR D17-22-1654 BTAOWA TR SE

S=n)y APMT1135PDER-FM

P Ve=128m/min, z=038mm/z, ap=02mm ae=05~10mm

EIERE BRIAES: TAmin/ IERER,

Workpiece $136 Hardened Steel Mould ( HRC48 )

Machining way
Inserts APMT1135PDER-FM WS5130

Ve=128m/min ,

Machining parameter

Resdult of cutting

D17-22-L65 Overhang BT40 dry Rough Milling

=038mm/z , ap=02mm ae=05~10mm
DOHRE: 74Min/Cutting Edge,normal Wear.
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Milling Blade
SEIT A

Application cases mm=si

SEL
Cylinder stator

A
i waE:o
HEENA
mIsH
TIHIERE

FRERHNELIA15CrTMoV

FR=m7IHaH

CNEF161406-408(CNE454)

Ve=120m/min, f=02mm/z, ap=20mm, ae=140mm
BJ)R%a160min/7), ESh i A#150~180min/7l.

Workpiece
Machining way
Inserts
Machining parameter

Result of cutting

Turbinr cylinder 15CrIMoV
Face and side milling with dry

CNEF161406-408(CNE454) WS8130

Vc=120m/min , f=0.2mm/z , ap=20mm , ae=140mm

DOHRE :160min/cutting edge Brand i:150-180min/cutting edge

i
54 Crankshaft milling

EZRM
Switch rail

1 ERIME

External gear

Tk u75v

nTrs= ARSI

fEmTIA LNEN151207-400(N18-1)

INTEE Vc=180m/min, fz=02mm/z, ae=20mm, ap=50mm
TIHERE BRI AER15m/7), ERZEHE10m/7].

Workpiece u75v

Machining way
Inserts
Machining parameter

Result of cutting

Rough milling for wing rail

LNEN151207-400(N18-1) WS8130

Vc=180m/min , fz=0.2mm/z , ae=20mm , ap=50mm
DOHRE :15m/cutting edge Brand Z:10m/cutting edge

IRz
mIsR
fERTIA
mIsH
IHIERE

42CrMo

FHBEMER
XNER11CT0A0A/XNER14E0904/XNERT4E10A06A
Ve=202m/min, fz=0.12mm/z, ap=1.5~2.5mm
BRTIR%a110014/7), ESNKERE: 1000+/70.

Workpiece
Machining way
Inserts
Machining parameter

Result of cutting

42CrMo
Rough milling for shaft
XNER11C10A0A/XNERI4E0904/XNER14EI0AO6A WS8130
Ve=202m/min , fz=012mm/z , ap=1.5~2.5mm

DOHRE :1100pcs/cutting edge Brand K:1000pcs/cutting edge

iZFLERTI R RIFAZEHI Application cases

SREERETL
Condensing plate drilling

InTHA
JlinwsE:o
ERIR
mIsH
PIHIERE

30475

RiREEFLD23.5

SPMGO07T308DG

Ve=140m/min, fn=0.10mm/z,

BEDAE®: 3.0M/7] ESD&EHE: 2.0~3.0/7]

Workpiece
Machining way
Inserts
Machining parameter

Result of cutting

Stainless steel 304

Inter-cooled drilling D23.5

SPMGO7T308DG WS5131

Vc=140m/min , fn=0.10mm/z ,

DOHRE: 3.0 M/cutting edge Brand A : 2.5~3.0 M/ cutting edge

HaI iR E AT,

Flange end face drilling

[2Imizres
mIs=
fERNR
mIs®
HIMERE

FEISUS304

P THMEAERHILD14.57%25
SPMG050204

Ve=159.4m/min, f=0034mm/r (<Ra1.6)
BRIAER24071/7), ESMTEARE: 2003L/70.

Workpiece
Machining way
Inserts

Machining parameter

Result of cutting

Stainless steel SUS 304

Deep hole D14.5 25 deepth

SPMG050204 WS5131

Vc=159.4m/min , f=0.034mm/r ( <Ral.6)

DOHRE: 240 hole/cutting edge Brand D : 200 hole/ cutting edge

SEHTL

Bevel Gear Drilling

BXHHER ATl
Coupling Drilling

DOHRE'

Tk 50Mn

nTrs= FAE%E

ezl LNEF191405-2R35M23-16

mIeHs Ve=113m/min, fz=0.12mm/z, ap=12mm

TIHERE BRIA 4E7), ESNSEHET 7.
Workpiece 50Mn

Machining way
Inserts
Machining parameter

Result of cutting

Rough milling for gear with dry
LNEF191405-2R35M23-16 WS8130
Ve=113m/min , fz=0.12mm/z , ap=12mm
DOHRE:460m/set Brand 5:300m/set

stz FE20CMNTi

nTAs= WSEEEADS8

fERA WCMX080412

mIsE Vc=1439m/min, =0.089mm/r

TRIMERE BRNAEGFII1807L/7), EWISERAE: F91509./70.
Workpiece Forge 20CrMnTi

Machining way
Inserts
Machining parameter

Result of cutting

Drilling with Coolant D58
WCMX080412 WS5131

Vc=143.9m/min , £=0.089mm/r

DOHRE : 180hole/cutting edge Brand S:150hole/cutting edge

BXEEEAAY 40Cr

nTAs= NS EHIEFL D54

AR WCMX0080412

mIsH Vc=76.3m/min, f=0.133mm/r

TRIERE BHRREH603./7), ESNTERME: FH9505L/70.
Workpiece 40Cr

Machining way
Inserts
Machining parameter

Result of cutting

External coolant double-headed drill D54

WCMX0080412 WS5131

Ve=76.3m/min , f=0.133mm/r

DOHRE : 60hole/cutting edge Brand T:50hole/cutting edge




General Milling
38 81

Grades overview s
PVD coating pvD &

Grade
=

Coating
®E

Recommend for application
R

AH120

PVD

Ingredient: APVD Multi-Coating Materia , substrate for a non carbide alloy with high
resistance to deformation.This new type of coating can improve the stability
of the cutting edge, and And for a variety of cutting speed and feed processing.
Application: AH120 is a ideal materials to process a variety of workpiece material,no matter
finishing or general machining using a variety of cutting speed and feed rate for
machining. And has a superior performance in a stable machining conditions to
process variety of steel, stainless.

Rifh: —HMPVDEEREME, BRA—MATBATHENNESEHRUD, IHEALHROFLRE
AR OMNREYE, FTHEFSMEIEEMTARMMT,

EA: AH1202 3 S# THHEEETHEMIE —RMTAORBHER, EMIERHTRASMYIEIEEM
AR, EEWRAE. FERHE. FEHR. FREEAR. URBEEMBMMIHETS
AR EEEFNTONGE, URESKVIHEE/ SR EE,

AH121

PVD

Ingredient: an advanced PVD material with hard ALTIN coating, as well as ultra—fine grain
non -alloy matrix. This new type of coating can improve the stability of the cutting
edge, and And for a variety of cutting speed and feed processing.
Application: AH121 is a ideal material for general machining a variety of steel, stainless steel,
high temperature alloys, titanium, iron and non-ferrous metal materials. It can use
a variety of cutting speed and feed rate for machining, edge has better toughness,
even can be used to high speed interrupted cutting.

Bt —MBRPVOMER, REWRAITINGE, UERARKNBHFESESE, XMETURHMERETL
RETDOMREY, FATSMITHEEREASHMT,

: AHIIHRZAFSHMHE, FER. BRES. K. %, URIFRESEHEER N THEEHE;
TR ASMUHEEMBARRITINT, 7TOEEEFOIME, THITEHRAHSETIHIMT,

i
=

LR A ik

05 10 15 20 25 30 35 40 45

AH122

PVD

Ingredient: an advanced PVD ALTIN coating material, substrate for a non carbide alloy with
high resistance to deformation. The cutting speed can be increased by 50% —-100%
Application: AH122 is a ideal materials to process a variety of workpiece material,no matter
finishing or general machining. Has a higher cutting speed. Also has a superior
performance in a stable machining conditions to process variety of steel, stainless
steel, cast iron, non-ferrous metals and super alloy. Even in the hardened material
and the processing of short-chipping materials, also has good performance.
M —FTHEIPVD AITINGEW R E G D —FEFRAERENNIFGESBAN . XTI ET Y
R R AT LUE ST 18 n500-100%.
EA: AHI22ZX SF T4 TENIEEANINEEMRFEFESNHLERE. ESMRHR.
TEME, BEHmE, EREBEME. URBEEMBNRETIRMIFEG S @K%, A%
EN R RN TR EFRBRFNEE,

DP

DH
220

DO

DL

Ingredient: carbide, cobalt 10%, ultra-fine grain material.

Application: when processing aluminum, aluminum alloy, copper, cast iron ,it is not easy
to stick the knife. Has excellent cutting force, a longer life and reliable
performance.

i BRAS SHE10%, BESNMR.
EA: EMIHR. AERE. EHFRNTSNT, BFHENTEN, NTEFTERNEASFS, URATRNHMELE.

DP

DH
221

DO

DL

EBEE

Ingredient: Metal ceramic material with PCD / TiN / TICN / and TiN composite coating.
Application: Suit for processing the many kinds of carbon material ,alloy ,stainless steel on
the condition of finishing or common machining with high speed.There is also a
excellent processing performance with milling the cast iron and nodular
cast iron.the carbide inserts will have a long tool life and and outstanding
finishing machining performance.

H: —FRAPVD/TINTICN/TINE &R BN EBMEETIM R,

EA: ATXESMBAE. &M, URAERH TS EBZ ST —RNT, EnIHEEmREs
HMEMIRREEFHEMNMIELE. BEBKARENIEERAES, HEEFEENITHEMNT
[E3:8

DP

DH
222

DO

DL

EAE Gk
(BAB7EL )

Ingredient: metal ceramic material with PCD / TiN / TICN / and TiN composite coating.
Application: Suit for processing the many kinds of carbon material ,alloy ,stainless steel
on the condition of finishing or common machining with high speed.

R : —#EFEPVD/TINTICN/TINE &% ENEBWEENH R,
EA: BTMESMBME. §&ME. URFAERH TR EBZIEF—RINT, FEEMREBERMR
MIFR#ERAHEOMIEE, BABKFRENNIRERAES, FERGEMENTIHHMIELE,

DOHRE'

55



General Milling
38 81

Grades overview s
PVD coating pvD &

56

HEREE—
Grade Coating Recommend for application
il ® B ik 05 10 15 20 25 30 35 40 45
Ingredient: A PVD Multi-Coating Materia , substrate for a non carbide alloy with high
DP resistance to deformation.This new type of coating can improve the stability
121 PVD of the cutting edge, and And for a variety of cutting speed and feed processing.
Application: DP121is aideal materials to process a variety of workpiece material,no matter
DH finishing or general machining using a variety of cutting speed and feed rate for
machining. And has a superior performance in a stable machining conditions to
process variety of steel, stainless.
Do Bifp: —MPVDEEREHE, ERA—MEGTRAEHRENNESEBAY . IHETHROFERE
ARRE T AMREY, HATATFESMEEEMHAROMT,
120 PVD EMA: DP121 2%t S THH R THMTE— R M THEREHME, EmIdEhaRASHEIEEM
DL HehE, ESMRMEL. FHERAARL. SEAR. FRERHME. URBGEHHNMIFREE
ol EEEFOTIONE, UREEATIEEE S RIEE.
R 231 PVD Ingredient: a super fine grain Tungsten carbide material with advanced PVD ALTin coating.
Application: DP231 material suit for the processing the high temperature alloy material
efficiently.while the cutting speed is twice higher with advanced PVD coating
DH compared with common PVD coating.
B : —MEEBHPVD AITING EH4 SRS R
DO EM: DP2IHRBAATHRASMBNERMIE A, HERAH6%MBHERRBALEELGH MR
— MEHIELE; RE,BRAPVDARESEMPVDRETI AL & BIIEIEETRE— 1,
232 PVD
DL
Ingredient: a super fine grain ,high cobalt carbide material with advanced PVD
DP PVD ALTin coating.
122 (EE‘?%E) Application: DP122 KC5510 material with the same advanced PVD coating material,
the matrix containing 10% of cobalt carbide material of fine grain, high
DH cobalt intermittent cutting improved safety, while fine grain Wc in the
high-speed cutting, have a good anti-hard variant capabilities for
DO high-temperature alloys generally severe intermittent cutting machining.
PVD Bt : —WEE%%&PVD AITiNﬂEﬁ%EE@%ﬂEG&%%MﬁD )
123 . JEf: DP122# AR A T 5KC55106 RIARM S RPVDRE . Bk 5E& B10%KBHRRIBAL B,
DL (BERE) LIS RIS TSRS R, 4 R WCAE R MR LA R OB AT £ 71,
ASBRAEMEN—REFEHSEIHIMT
bP Ingredient: Super Wc/Co micro grain size solid carbide material ,which has a little
abrasive grain.
Application: DL119 material can keep good Wear Performance for processing the Wrought
DH HmEEE Steel , austenite stainless steel ,nonmetal Extremely high temperature
DO e KRERE workpiece.
Bt —MER, SERDOEETE,WC/CoBHERRMR .
iEA: DLIOMREHI%S . BRETER. &R, F£B. URRBSRAEIHN, EFHENRER
TEaE. —H A TFIESMELE AT R,
DL
DP Ingredient : New advanced material which is High cobalt and has non-deformability ,
coated with excellent emplastic MTCVD-TiCN-AL203 coating .
Application : Suit for processing the different kind of steel ,cast iron , martensite stainless,
DH PH stainless steel . Wrought Steel on condition of half finishing machining
100 cVvD and finishing machining .There is a outstanding processing performance,
DO super long tool life ,and super quality of processing surface for the workpiece.
At —HHE, AERBEATHENNEESEER, RENERITN, EEHEELENMTCVD-TICN
—AI203#1#4 .
ER: BFXSMEAE. $RE. DREK. PHASH, LURSHSAEHEE TN T ZE 3450 TR ATEE.
DL AfFSHMRERMENRHENTRTIORE, REAHNARENNLBTZHHERE, AFH
BHMT X, BRITURMNOIAEASES, MRSEHTHREMNTRE
Ingredient : solid carbide material,which is High cobalt and has good toughness , covered
DP with excellent emplastic MTCVD-TiCN-AL203 coating.
Application : Suit for processing the different kind of steel material ,cast iron , martensite
stainless steel. The carbide inserts has good resistance to deformation ,
DH CvD excellent intensity on inserts tips.Composite coating will make a good wear
112 (ﬁ@@ﬁ) -resistance for the tool.
- Biff: —HIMERIFNEHRERS EMR, NREIMEITRAHBREHRHENMTCVD-TICN-AIROIEERE.
ER: RATHESHMWEE. SREMDRERFRAHTERFEMIORET R R, BEEFEBHR
TR, HEGHBHNNATORE, SAREESHITHIRG TEAERIFOMEL KRN NLET
DL EROTHANARKRE THRESEEEAMNEEELE, NMERTIENEREG.
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Grade Coating Recommend for application
2 s % B MR
DP Ingredient: solid carbide material with coating ,which including performance of
diamond material.
Application: Suit for processing the alloy,stainless steel,different kinds of aluminum
SH on the condition of high-speed and finishing machining,keeping good
320 DLC smoothness,better wear-resistance,and longer tool life.
SO B —MEEENAHRDENRE, EEREE L,
EA: MEMB. AE. FHEMOBEFEIHIMI, MItEEF, TREMA, FHEK.
DL
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Grade
=

Coating
®E

Recommend for application
R

AH1200

PVD

Ingredient: A PVD Multi-Coating Materia , substrate for a non carbide alloy with high
resistance to deformation.This new type of coating can improve the stability
of the cutting edge, and And for a variety of cutting speed and feed processing.
Application: AH1200 is a ideal materials to process a variety of workpiece material,no matter
finishing or general machining using a variety of cutting speed and feed rate for
machining. And has a superior performance in a stable machining conditions to
process variety of steel, stainless.

B —FPVDERGREMH, BERA—FMEFENEMEINESEBAY . IHETHRPOFERE
FRURE 7 OMRER, FrAFSMITEIEEMHABHMT.

EA: AH120023 & Fh LA RHETRIN TE— MR THBEH R, TR R A S MEIE) &g
HEE, EEHRHR. THERHEL SR, FRERHHN. URBESHEHMIHASS
HAMEE; BEAEEFNTIONME, URESKUIHEEHARIERE,

AH1210

PVD

Ingredient: an advanced PVD material with hard ALTIN coating, as well as ultra—fine grain
non -alloy matrix. This new type of coating can improve the stability of the cutting
edge, and And for a variety of cutting speed and feed processing.
Application: AH1210 is a ideal material for general machining a variety of steel, stainless steel,
high temperature alloys, titanium, iron and non—ferrous metal materials. It can
use a variety of cutting speed and feed rate for machining, edge has better
toughness, even can be used to high speed interrupted cutting.

Bt —MERPVOMER, REWRAITINGE, MERARMNBHFESES, XMETURMMERET
RETDOMRERY, HATFSHMIHIEER#HASHMT,

EM: AHI210REAFSHBME. TEN. BRAE. 8. %, URIEGKSBEIMEERMNTHEENER;
TR ASMUHEERRERHITMNT, DORFEFODE, THTHHARSETHIMT

LR A ik

05 10 15 20 25 30 35 40 45

AH1220

PVD

Ingredient: an advanced PVD ALTIN coating material, substrate for a non carbide alloy with
high resistance to deformation. The cutting speed can be increased by 50% -100%

Application: AH1220 is a ideal materials to process a variety of workpiece material,no matter
finishing or general machining. Has a higher cutting speed. Also has a superior
performance in a stable machining conditions to process variety of steel, stainless
steel, castiron, non—ferrous metals and super alloy. Even in the hardened material
and the processing of short—chipping materials, also has good performance.

Rif: —MITHAPVD AITINMEH B0 — AT BAEHEN NS EBLD . XHFRFEITHR
B3 R VT BLGE Y HI 2 B 4 n500-100%

EMA: AH1220R % S THH R THENIEERMIHNEEH R FEETESHTIHIEE, ESMRHR.
AENHEL. FHMEL ESEEMH, URBEESHHNREIAMIREGSEHEE. FEEE
A RFNEYIBHER I T R E AT RIFAMERE,

DP

DH
2200

DO

DL

Ingredient: carbide, cobalt 10%, ultra-fine grain material.

Application: when processing aluminum, aluminum alloy, copper, cast iron ,it is not easy
to stick the knife. Has excellent cutting force, a longer life and reliable
performance.

B BRAS SHE10%, BREBHMHR.

EA: EMIH. AR, EFARTSNT, A5HanIH A, NTAEERNERES, URTEYH

3

DP

DH
2210

DO

DL

EBEE

Ingredient: Metal ceramic material with PCD / TiN / TiCN / and TiN composite coating.

Application: Suit for processing the many kinds of carbon material ,alloy ,stainless steel
on the condition of finishing or common machining with high speed.There is
also a excellent processing performance with milling the cast iron and nodular
castiron.the carbide inserts will have a long tool life and and outstanding
finishing machining performance.

Hif: —HMRAPVD/TINTICN/TINE &R ENEBBEENHER.

EA: ATMSHEME. S URFERM TS EEEMHIM—RMT, £nIHEHmkBks
HEMIhRFEFHEHMIEE, AEEKARENNAERES, FEEFSEHTHEMIELE,

DO

DP

DH
2220

DL

cEmE

Ingredient: metal ceramic material with PCD / TiN / TiCN / and TiN composite coating.
Application: Suit for processing the many kinds of carbon material ,alloy ,stainless steel
on the condition of finishing or common machining with high speed.

i —#EBEPVD/TINTICN/TINE &% ENEBMEEN#H R,

EA: BTWESMBME. §&ME. UIRFAERH TR EBZ IR —RINT, E£mIHsEmn
HREFHMEMIRRERAHEOMIEE, BARKFRENIRERSS, FARGEHE
BT 0 THERE
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Grade Coating Recommend for application
s e R 05 10 15 20 25 30 35 40 45
DP Ingredient: super fine grain size nonmetal material which has good toughness , and with
1200 PVD advanced PVD ALTin coating .
Application: Be used to processing the different kind steel ,stainless steel ,high
DH temperature alloy , TITANIUM , forging material and nonmetal material on
the common machine .
DO BB —MBRPVD AITINGEMRLEEA—HEENE BARNESEWR.
ZA: ATHEHRAR. THR. BREE. %K. % URIEKEEARHTERVURMT PIH)E T
AMEEB i, I ELAT U AT B A BT AR T A1
1201 PVD ™
DL
DB 1210 PVD Ingredient: a super fine grain Tungsten carbide material with advanced PVD ALTin coating.
Application: DP1210 material suit for the processing the high temperature alloy material
efficiently.while the cutting speed is twice higher with advanced PVD coating
DH compared with common PVD coating.
B : —MEEBHPVD AITING EH4 SRS R
DO Ef: DP1210M AT ERAEHMBNERMIEA, #HaEh6%NBHSAMLEEERSHEMNIEM
— MEHIELE; RE,BRAPVDARESEMPVDRETI AL & BIIEIEETRE— 1,
1211 PVD
DL
Ingredient: a super fine grain ,high cobalt carbide material with advanced PVD
DP 1220 PVD ALTin coating.
(Eﬁfﬁg) Application: DP1220 KC5510 material with the same advanced PVD coating material,
the matrix containing 10% of cobalt carbide material of fine grain, high
DH cobalt intermittent cutting improved safety, while fine grain Wc in the
high-speed cutting, have a good anti-hard variant capabilities for
DO high-temperature alloys generally severe intermittent cutting machining.
PVD Bt —HMEBERPVD AITING KR BN S BT R
1221 ~s iEf: DP1220# R A T 5KC55104 Bt R B APVDR R . B A& E10%MB M RARAL S,
DL (BEERE) BRNEERES THEMHNR 24 M ARNHWCERETHIM G RIFNNEERES,
ASBRAEMEN—REFEHSEIHIMT
bP Ingredient: Super Wc/Co micro grain size solid carbide material ,which has a little
abrasive grain.
Application: DL1190 material can keep good Wear Performance for processing the
DH 1990 HmEEE Wrought Steel , austenite stainless steel ,nonmetal Extremely high
. KREE temperature workpiece.
Bifp: —WIER, FERDEEFIE,WC/ColBH MM R .
iEM: DL119OM REIHIH S, RRGEREN. %R, F&R. UERSRAETHN, BFHEBHRER
R, —F AT IESkARHE A I TR R
DL
DP Ingredient : New advanced material which is High cobalt and has non-deformability ,
coated with excellent emplastic MTCVD-TiCN-AL203 coating .
Application : Suit for processing the different kind of steel ,cast iron , martensite stainless,
DH PH stainless steel . Wrought Steel on condition of half finishing machining
DIC10 cVvD and finishing machining .There is a outstanding processing performance,
DO super long tool life ,and super quality of processing surface for the workpiece.
A —HEE, AFREAEHENNERSEER, REAEIRITY, RAEMHELEMMTCVD-TICN
—~AI203#1#}
ER: BFXSMEAE. $RE. DREK. PHASH, LURSHSAEHEE TN T ZE 3450 TR ATEE.
DL AfFSHMRERMENRHENTRTIORE, REAHNARENNLBTZHHERE, AFH
BHMT X, BRITURMNOIAEASES, MRSEHTHREMNTRE
Ingredient : solid carbide material,which is High cobalt and has good toughness , covered
DP with excellent emplastic MTCVD-TiCN-AL203 coating.
Application : Suit for processing the different kind of steel material ,cast iron , martensite
stainless steel. The carbide inserts has good resistance to deformation ,
DH 3120 CvD excellent intensity on inserts tips.Composite coating will make a good wear
(ErEs) -resistance for the tool.
- Biff: —HIMERIFNEHRERS EMR, NREIMEITRAHBREHRHENMTCVD-TICN-AIROIEERE.
ER: RATHESHMWEE. SREMDRERFRAHTERFEMIORET R R, BEEFEBHR
TR, HEGHBHNNATORE, SAREESHITHIRG TEAERIFOMEL KRN NLET
DL EROTHANARKRE THRESEEEAMNEEELE, NMERTIENEREG.
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Grade Coating Recommend for application
2 s % B MR
DP Ingredient: solid carbide material with coating ,which including performance of
diamond material.
Application: Suit for processing the alloy,stainless steel,different kinds of aluminum
SH on the condition of high-speed and finishing machining,keeping good
3200 DLC smoothness,better wear-resistance,and longer tool life.
SO B —MEEENAHRDENRE, EEREE L,
EA: MEMB. AE. FHEMOBEFEIHIMI, MItEEF, TREMA, FHEK.
DL

LR A ik
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General turning inserts code key
LEEEI T H AR

Inserts Shape/Code S Metric 2 #|
g oo With/with ith/without ; ith/wi With/without i
TI B AR SR Code | W NOUT - Chipbreaker |Section plane of insert  Code Wlthé\glléhout chlipb‘pgakoeur gfei%tg]tl)'a”e
9 HETL HEEEE T R#E K5 HEFL BEEBE R HE
>65° . )
85° / A82° / 80° B With Without Y Without Without D
/ s = CHT | " | =« m
A B c
With | Single-side 88 Without | Single—side
H R \ l
<:> 5 BE m 4 BE
D E H With Without 6%
I ithou Without | Double-side
F
>65°
55° o ) )
} J With Double-side A With Without D:lj
K L M 5 ®H " %
= With Singl id
With Without ﬁ it ingle-side
w M
O O O = v | ]
(o] P R <65° ]
With Single-side @ With Double-side [::l:l::]
T & BE G a5 wE
<65°
s T T a With Without Iﬁ’ X B - Special
A & EE2 3
Others _ ] <65°
fs0° o U With | Double-side [ﬁ]
Vv w | “m|
Inserts Shape Chipbeaker and clamping system
FARASE BB R kB

|

!

Tolerance

A

'
Clearence angle of main cutting edge
EVIHITIE R
Code |Clearance angle|Code |Clearance angle
R % R #®H
A e 2
3° 5°
o 7 o] T
7° 15°
e N N
20° 25°
G E N
30° 0°
Other
P (o] Clearance
angle
1"° HERER

LA .
T~ S
T C I C =~
Inscribed circle Thickness S (Reference)Details of M—-class tolerance (Identied by shape and size)
@ide | Tolerance range | yolerance(mm) | Tolerance(mm) (5% ) MEREEAHR (BR, K5 )
RE Ima#nzg (mm) m?/i%g ‘("r'“%; ) Sﬁti#lfzi\z (mm) Nose height tolerance(mm) NRBERFAZ (mm)
Inscribed | Regular Diamond | Diamond | Diamond
A +0.005 +0.025 +0.025 circle | triangle | MU' | ithgo® | withss® | witnase | OUn

,,,,,,,,,,,,,,,,,,,,,,,,,, WiEE | E=ff | EAM | 80° %W | 55° %R | 85° EW B
F +0.005 +0.013 +0.025 6.35 | +0.08 | +0.08 |+0.08 |+0.11 |+0.16 | ——
c +£0.013 +£0.025 +0.025 9.525 | +0.08 | +0.08 | +0.08 | +0.11 | +0.16 —

"""""""""""""" 127 |+013 | £0.13 | £0.13 |£0.15 | —— | —
H +0.013 +0.013 +0.025

,,,,,,,,,,,,,,,,,,,,,,,,,, 15.875| £0.15 | +0.15 | +0.15 | +0.18 - —_
E +0.025 +0.025 +0.025 19.05 | +0.15 | +0.15 | £+0.15 | +0.18 - —
G | +0.025 +0.025 £0.13 | 284 ] - [#018] — | — | — | ==

,,,,,,,,,,,,,,,,,,,,,,,,,, Tolerance inscribed circle ®D1(mm)

HEEOI.CRFAZE (mm)
J +0.005 +0.05-+0.13| +0.025 Inscribed | Regular Square Diamond | Diamond | Diamond | Royng

"""""""""""""" circle triangle with80° | with55° | with35°
K +0.013 +0.05-+0.13| +0.025 WiEE | E=ff| EAR | 80° %R | 55° %W | 35° HW B

"""""""""""""" 6.35 | £0.05 | £0.05 | £0.05 | £0.05 | £0.05 —

+0.02 - +0.

L) x0025 10.05-20.18) %0025 g 555 L 005 | £0.05 | £0.05 |£0.05 | £0.05 | +0.05
M | +0.08-+0.18 |+0.05-+0.13| +0.13 12.7 | £0.08 | £0.08 | +0.08 | +0.08 — +0.08
N | £008-4018 |£0.05-£013 +0.025 15.875| +0.10 | +0.10 | +0.10 | +0.10 — +0.10

rrrrrrrrrrrrrrrrrrrrrrrrrr 19.05 | £0.10 | £0.10 | £0.10 | £0.10 - +0.10
U |+0.1308-+0.38/+0.08-+0.25| +0.13 25 4 —— | +013 - - - +013
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General turning inserts code key
LEEH T o R

Diameter of IC c D Inier Shapes THHH/RV W K J@ IQ *
e | @ | @8 | B|A |28 |= Codo | e ickness(mm
[ [ [ [ -~ 00 0.79
3.97 06 TO 0.99
5.0 05 01 1.59
5.56 09 T 1.98
6.0 06 06 02 2.38
6.35 11 T2 2.58
8.0 09 08 03 3.18
9.525 07 09 09 16 06 16 T3 3.97
10.0 10 04 476
62 12.0 12 11 12 11 T4 4.96
12.7 16 16 12 12 22 08 05 5.56
15.875 15 15 27 16 10 T5 5.95
16.0 19 15 16 06 6.35
19.05 19 19 19 33 T6 6.75
20.0 20 22 07 7.94
25.0 25 25 38 09 9.52
25.4 25 25 T9 9.72
31.75 31 44 11 11.11
32 32 53 12 12.70
Lengh of Cutting edge 14im&E Insert thickness 715 EE

|
15

4]3]2
=

Nose radius Code Chipbreaker code
TIREIRKSE Ef B E R R R
Code Nose radius
e
Inscribed circle Thickness Nose radius 0 No radius
EEF
HIE BE TIRERFE
5 02 0.2
iameter ) N
Code of IC (mm) Code Thickness Code l;ljti ;;ius 04 04
R |REERE R i R MLy
5 . 0 0.2 08 0.8
.35 -
2 .
638 L 12 1.2
3 9.525 ! 0.4 16 1.6
3 6.35 | [
2 0.8 20 2.0
4 12.7 | [TUUTUTTITTTLOL
4 6.35 3 1.2 24 2.4
5 15. 875 32 3.2
4 1.6
5 6.35 X Other
19.05
6 5 2.0 Diameter of Round i
insert(Metric) | —oundinser
8 25.4 6 6.35 6 2.4 NREER BRI
<Hio (431
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Inserts for processing steel NI 71K

The basic shape of negative rake inserts

Finishing #&inT

EHAEAERT R
. . Grade recommendation #E#E
Dimension(mm) . . :
The basic shape of blade Type HAR CVchatmggrade PVDC(?atmg grade Ceramic Uncogtedgrade
CVDE & 5k PVDE JE k55 EWmE FREMR
7 BERA o 3|9 |z/z/z/8/3|3|5|3/8|2|8| ¢
oI.C| S ®d R | 2 |R|IRIRIRIN|IRININRIRIRIN N
o N ol = N|jo[=22 2NN N = o
o o S|lo|o|o|o|>||e | o o o
R 090304-FW |9.525| 3.18 | 3.81 | 0.4 ° ° °
% i 090308-FW |9.525| 3.18 | 3.81 | 0.8 o o °
& | 1o |ome
S 120404-FW | 12.7 | 4.76 | 5.16 | 0.4 ° ° °
s 120408-FW | 12.7 | 4.76 | 5.16 | 0.8 ° ° o
110404-FW |9.525| 4.76 | 3.81 | 0.4 ° ° °
110408-FW [9.525| 4.76 | 3.81 | 0.8 U ° o
%% — 150404-FW | 12.7 | 4.76 | 5.16 | 0.4 ° ° °
- onHo
‘°T” = 150408-FW | 12.7 | 4.76 | 5.16 | 0.8 ° o °
ey
150604-FW | 12.7 | 6.35 | 5.16 | 0.4 ° ° °
150608-FW | 12.7 | 6.35 | 5.16 | 0.8 ° o °
120408-FW | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
SNMG | 120412-FW | 12.7 | 4.76 | 5.16 | 1.2 ° ° °
160404-FW [9.525| 4.76 | 3.81 | 0.4 ° ° °
160408-FW |9.525| 4.76 | 3.81 | 0.8 ° ° °
TNMG
220404-FW | 12.7 | 4.76 | 5.16 | 0.4 ° ° °
220408-FW | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
160404-FW [9.525| 4.76 | 3.81 | 0.4 ° ° °
160408-FW [9.525| 4.76 | 3.81 | 0.8 ° ° °
VNMG
060404-FW |9.525| 4.76 | 3.81 | 0.4 ° ° °
i 060408-FW |9.525| 4.76 | 3.81 | 0.8 ° ° °
D N O) | wnme
) 060412-FW |9.525| 4.76 | 3.81 | 1.2 ° ° °
51" 080404-FW | 12.7 | 4.76 | 5.16 | 0.4 | o | e .
S 080408-FW | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
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Inserts for processing steel ST T1 K

The basic shape of negative rake inserts

BRAERTEMRT

The basic shape of blade
TR EAREAR

Type
B 5%

Finishing T

Grade recommendation #&#E

Dimension(mm) CVD coating grade| PVD coating grade Ceramic |Uncoated grade
HEAEAR~ CVD# B 25k PVD# & 5 SEEE | FREER

o o > >»|>»|0O|0|0C|OC |00 =] g w]

oILC| S od | R S| 3 [ZIZZI22221223 | 3 N

N = N N[NNI NN N N N

(=] N o - N (=] - o - n N N - (=)

o o o o o o o - - o - o o o

CNGG

DNGG

TNGG

WNGG

090402L/R-S
090404L/R-S
090408L/R-S

110402L/R-S
110404L/R-S
110408L/R-S

110402L/R-S
110404L/R-S
110408L/R-S
160402L/R-S
160404L/R-S
160408L/R-S
060402L/R-S
060404L/R-S
060408L/R-S

9.525| 4.76 | 3.81 | 0.2
9.525(4.76 | 3.81 | 0.4

9.525| 4.76 | 3.81 | 0.8

9.525[4.76 |3.81 0.2
9.525| 4.76 | 3.81 0.4

9.525| 4.76 |3.81 0.8

6.35| 4.76| 2.4 0.2

6.35 | 4.76| 2.4 0.4

9.525| 4.76 | 3.81 | 0.2
9.525[4.76 |3.81 0.4
9.525[4.76 |3.81 0.8
9.525| 4.76 |3.81 0.2
9.525] 4.76 | 3.81 0.4

9.525| 4.76 | 3.81 0.8
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Inserts for processing steel $@ANT 71 K

The basic shape of positive rake inserts

Finishing ¥

mT

ERAREAEKRII A
) ) Grade recommendation #E#E
Dimension(mm) :
The basic shape of blade Type BEAR CVDcogtmggrade PVDco?tlnggrade Ceramic Uncogted grade
CVDE B k2% PVDE & k5% SERE BB
I E-Z: 32N L o o |[»|»|>»|o|lo|lo|o|lo|lo|lo | o o
0 o I I| (0|0 |T|T|T| T R R R
oI.C| S ®d| R | «°| B | 2 |R|”|n|R|IN|IR|IR|IRININ|N N
(=] N o - N | © - o - N N N - (=)
o o o o o|o o - - o - o o o
060202-FW | 6.35[2.38| 2.8 0.2 | 7 ° ° °
060204-FW | 6.35[2.38| 2.8 | 0.4 | 7 ° ° o
CCMT| 09T302-FW |9.525[3.97| 4.4 0.2 | 7 ° ° °
09T308-FW |9.525(3.97| 4.4| 0.4 | 7 ° ° °
120404-FW |9.5253.97 | 4.4 | 0.8 | 7 ° ° °
070202-FW | 12.7|4.76| 5.5| 0.4 | 7 ° ° o
070204-FW | 6.35[2.38| 2.8 0.2 | 7 ° ° °
DCMT| 1171302-Fw | 6.35(2.38| 2.8 | 0.4 | 7 o . .
11T304-FW |9.525/3.97 | 4.4 0.4 | 7 ° ° °
N
11T308-FW |9.525/3.97 | 4.4 | 0.8 | 7 ° ° o
L s . 09T304-FW |9.525(3.18| 4.4 | 0.4 | 7 ° ° °
c —!u Y - 09T308-FW |9.525(3.18| 4.4| 0.8 | 7 ° ° °
R A SCMT
g
090202-FW | 5.56(2.38| 2.5 0.2 | 7 ° ° °
090204-FW | 5.56(2.38| 2.5| 0.4 | 7 4 ] .
110302-FW | 6. 18| 2. 2| 7 ° ° °
TCMT 0302-FW| 6.35|3.18 8|0
110304-FW| 6.35(3.18 | 2.8 0.4 | 7 o L ®
110308-FW| 6.35(3.18| 2.8 0.8 | 7 ° ° °
16T304-FW |9.525/3.97 | 4.4 0.4 | 7 ° ° °
110302-FW | 6.35(3.18 | 2.8 [ 0.2 | 7 ° ° J
110304-FW| 6.35(3.18 | 2.8 [ 0.4 | 7 ° ° o
VCMT
040202-FW| 6 [2.38| 2.5| 0.2 | 11 ° ° °
WPMT| 040204-FW| 6 [2.38| 2.5| 0.4 | 11 . ° o
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General Turning
B Y

Inserts for processing steel $@ANT 71 K

The basic shape of positive rake inserts

Finishing #&11 T

ERAREAEKRII A
. . Grade recommendation #E#EE
Dimension(mm)
The basic shape of blade Type HART CVDco?t|nggrade PVDcogtlnggrade Ceramic |Uncoated grade
CVDEJE 5% PVDE JE h#55% EERE FREER
T BEAREAR B 8% = o |z|z(z2lglelelelelgl e ¢ o
oicl s |od| R || 3] & |ZI3Z3131313313I8R N
S| B |IZIRINISIRISIRINININ|R S
o o o o oo o - - o - o o o
060202L/R-S[6.35 |2.38( 2.8 | 0.2 | 7 °
060204L/R-S|6.35 |2.38| 2.8 | 0.4 | 7 °
09T302L/R-S|9.525/3.97| 4.4 | 0.2 | 7 °
09T304L/R-S|9.525/3.97| 4.4 | 0.4 | 7 °
CCGT| 09T308L/R-S [9.525(3.97| 4.4 [ 0.8 | 7 °
120402L/R-S |12.7 |4.76| 5.5 | 0.2 | 7 °
120404L/R-S|12.7 |4.76| 5.5 | 0.4 | 7 °
120408L/R-S|12.7 |4.76| 5.5 | 0.8 | 7
060202L/R-S[6.35 |2.38[ 2.8 | 0.2 | 7
060204L/R-S|6.35 |2.38| 2.8 | 0.4 | 7
CCGH
070201L/R-S[6.35 |2.38| 2.8 | 0.1 7
R 070202L/R-S[6.35 |2.38] 2.8 | 0.2 | 7
e 070204L/R-S|6.35 |2.38| 2.8 | 0.4 | 7
C 7
LT~ ; N DCET
n@ 11T301L/R-S|9.525[3.97 | 4.4 | 0.1 7
pgaslt
5 11T302L/R-S|9.525[3.97| 4.4 | 0.2 | 7
11T304L/R-S [9.525(3.97| 4.4 | 0.4 | 7
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General Turning

B

Inserts for processing steel $@ANT 71 K

The basic shape of positive rake inserts

Finishing #&

mT

ERiREARAKTIR
. ) Grade recommendation #
Dimension(mm) HREH
CVD coating grade PVD coating grade Ceramic |Uncoated grade
i i BEARRT .
The basic shape of inserts Type VDR RIS PVDE B3 cEmE | FREES
TR EEREA B3R o o |»|»|>»|lu|lo|lou|lo|lo|lu|lo | o =}
0 o I I| xT |0 T | T T| V| O R o T
OIC| S | ®d| R | «°| B | & |[J|IR|RIR|NIRINIRINININ N
(=] N o - N[O - o - N N N - o
o (=) o o o |o o - - o - o o o
% 070202L/R-S6.35 | 2.38| 2.8 [ 0.2 | 7
< /
Q\ﬁfé ; 070204L/R-S|6.35 [2.38] 2.8 | 0.4 | 7
o DCGT
gfﬂ, y 11T302L/R-8(9.525|3.97| 4.4 | 0.2 | 7
5 11T304L/R-S|9.525|3.97| 4.4 | 0.4 | 7
JBs 070201L/R-5/6.35 [ 2.38| 2.8 | 0.1 | 11
o\ CA T 070202L/R-S/6.35 | 2.38| 2.8 | 0.2 | 11
DPET
o7 11T301L/R-S|9. 525 3.97| 4.4 [ 0.1 | 11
e 11T302L/R-S|9. 525 3.97| 4.4 [ 0.2 | 11
09T304L/R-S(9.525|3.97| 4.4 | 0.4 | 7
09T308L/R-S(9.525|3.97| 4.4 | 0.8 | 7
SCGT
090304L/R-S|9.525| 3. 18| 4.4 | 0.4 | 11
090308L/R-S|9.525| 3.18| 4.4 | 0 11
SPGH
120304L/R-S|12.7 | 3.18| 5.5 | 0.4 | 11
120308L/R-S|12.7 |3.18| 5.5 | 0.8 | 11
090304L/R-S(9.525|3.18| 4.4 | 0.4 | 11
090308L/R-S|9.525|3.18| 4.4 | 0.8 | 11
SPGT
120304L/R-S|12.7 | 3.18| 5.5 [ 0.2 | 11
120308L/R-S|12.7 | 3.18| 5.5 [ 0.4 | 11
110302L/R-5|6.35 |3.18| 2.8 | 0.2 | 7 . .
110304L/R-S|6.35 | 3.18| 2.8 | 0.4 | 7 . .
TCGT
090202L/R-S|5.56 | 2.38| 2.5 | 0.2 | 11 . N
090204L/R-S|5.56 [ 2.38| 2.5 | 0.4 | 11 . 0
110202L/R-S|6.35 | 2.38| 3.4 [ 0.2 | 11 ° °
110204L/R-S|6.35 | 2.38| 3.4 | 0.4 | 11 ° °
110302L/R-5|6.35 |3.18| 3.4 | 0.2 | 11 . .
TPGH
110304L/R-S|6.35 | 3.18| 3.4 [ 0.4 | 11 . °
110308L/R-S|6.35 | 3.18| 3.4 | 0.8 | 11 o .
160302L/R-S|9. 525 3. 18| 4.4 [ 0.2 | 11 ° .
160304L/R-S|9.525|3.18| 4.4 | 0.4 | 11 ° .
160308L/R-S|9.525|3.18 | 4.4 | 0.8 | 11 ° .
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General Turning

B

Inserts for processing steel $@ANT 71 K

The basic shape of positive rake inserts

ERAEAEMKI R

Dimension(mm)

Grade

Finishing 18

recommendation #EEE

mT

. . HAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDN PVDR K% SWI% | FEEEY
TR EXRRK B 57 o o |»|»|plo|lo|o|o|o|jo|lo | o o

olc| s | od| R | «°| S| 3 |Z|ZZ2 222228 R N
S o IBIRINISIRIZIRINININ | R S
o o o o oo o - - o - o o o
090202L/R-S | 5.56 | 2. 38 0.2 11
090204L/R-S | 5.56 | 2.38 0.4 11
TPGR
090208L/R-S | 5.56 | 2.38 0.8 11
110301L/R-S [ 6.35|3.18| 3.4 | 0.1 11
110302L/R-S [ 6.35|3.18| 3.4 | 0.2 11
TPET
090202L/R-S|5.56|2.38| 2.5| 0.2 11 °
090204L/R-S|5.56|2.38| 2.5 | 0.4 11 °
TPGX| 090208L/R-S |5.56 [2.38| 2.5 | 0.8 1" °
110302L/R-S [ 6.35|3.18| 3.4 | 0.2 11 L4
110304L/R-S [ 6.35|3.18| 3.4 | 0.4 11 L4
110308L/R-S | 6.35|3.18| 3.4 | 0.8 11 L4
R 110301L/R-S | 6.353.18| 2.8 | 0.1 5 °
010/ i; e 110302L/R-S | 6.35(3.18| 2.8 | 0.2 | 5
:IQVBET
Tl
S
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General Turning

B

Inserts for processing steel $@ANT 71 K

The basic shape of positive rake inserts

ERAEAEMKI R

Dimension(mm)

Grade recommendation #E#E

Finishing #&11 T

. CVD coating grade PVD coating grade Ceramic |Uncoated grade
i HARR
The basic shaps of inserts Type CVDBRIEH PVDE B SREE | R
TR EXRRK B 57 o o |»|»|plo|lo|o|o|o|jo|lo | o o
ol.C| s | od « ST 3 S22 2222 33 N
: N = NN NN NIN] NS N N
(=} N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
110301L/R-S| 6.35|3.18 | 2.8 5 °
110302L/R-S| 6.35|3.18 | 2.8 5] °
VBGT|110304L/R-S| 6.35[3.18 | 2.8 5 °
160402L/R-S|9.525|/4.76 | 4.4 5 °
160404L/R-S|9.525|/4.76 | 4.4 5 °
160404L/R-S|9.525|4.76 | 4.4 7 o
160408L/R-S|9.525|/4.76 | 4.4 7 °
VCGT
160302L/R-S|9.525/3.18 | 4.4 15
160304L/R-S|9.525/3.18 | 4.4 15
VDGX
110301L/R-S|6.35 |3.18 | 2.8 1"
110302L/R-S|6.35 |3.18 | 2.8 11
VPET
060304L/R-S|9.525(4.76 | 4.4 11
060308L/R-S|9.525(4.76 | 4.4 1"
WPGT
070204L/R-S|6.35 [2.38| 2.8 7
11T302L/R-S|9.525|3.97 | 4.4 7
DCET
11T7304L/R-S|9.525|3.97 | 4.4 7
160404L/R-S|9.525|3.81 | 3.81 =
160408L/R-S|9.525/3.81 | 3.81 -
TNGG
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General Turning

i B
Inserts for processing steel SAMIIIR ...ccoooiiiiiiiiiien Finishing T
The basic shape of positive rake inserts
ERAREAEKRII A
Dimension(mm) Grade recommendation #EHEE
VINSE-F: SIS B SR o o |»|»|»|lo|lo|o|lo|lo|o|o | o o
®IC| S od R R N RS g I g I e [ B R N N
S| B |B|2|IBIEB(3|B|Z|BIRIB |3 g
090304-MD [9.525 | 3.18 | 3.81 | 0.4 ° ° o
090308-MD [9.525 | 3.18 | 3.81 | 0.8 ° ° °
120404-MD | 12.7 | 4.76 | 5.16 | 0.4 . ° .
120408-MD | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
CNMG| 120412-MD [12.7 | 4.76 | 5.16 | 1.2 o ° o
160608-MD |15.875| 6.35 | 6.35 | 0.8 o o o
160612-MD |15.875| 6.35 | 6.35 | 1.2 ° ° o
190608-MD |19.05 | 6.35 | 7.93 | 0.8 ° ° °
190612-MD |19.05 | 6.35 | 7.93 | 1.2 ° ° °
110404-MD |9.525 | 4.76 | 3.81 | 0.4 ° ° °
110408-MD |9.525 | 4.76 | 3.81 | 0.8 ° ° .
110412-MD |9.525 | 4.76 | 3.81 | 1.2 ° ° °
150404-MD | 12.7 | 4.76 | 5.16 | 0.4 ° ° °
DNMG| 150408-MD | 12.7 | 4.76 | 5.16 | 0.8 ° ° o
150412-MD | 12.7 | 4.76 | 5.16 | 1.2 o ° °
150604-MD | 12.7 | 6.35 | 5.16 | 0.4 ° o °
150608-MD | 12.7 | 6.35 | 5.16 | 0.8 ° ° .
150612-MD | 12.7 | 6.35 | 5.16 | 1.2 ° ° .
090304-MD [9.525 | 3.18 | 3.81 | 0.4 ° ° .
090308-MD [9.525 | 3.18 | 3.81 | 0.8 ° ° .
120404-MD | 12.7 | 4.46 | 5.16 | 0.4 ° ° °
120408-MD | 12.7 | 4.76 | 5.16 | 0.8 ° ° .
120412-MD | 12.7 | 4.76 | 5.16 | 1.2 ° ° °
150608-MD |15.875| 6.35 | 6.35 | 0.8 ° ° o
150612-MD |15.875| 6.35 | 6.35 | 1.2 ° ° °
150616-MD |15.875 6.35 | 6.35 | 1.6 ° ° °
190608-MD |19.05 | 6.35 | 7.93 | 0.8 . ° .
190612-MD |19.05 | 6.35 | 7.93 | 1.2 . . .
160404-MD |9.525 | 4.76 | 3.81 | 0.4 ° ° °
160408-MD |9.525 | 4.76 | 3.81 | 0.8 ° ° .
TNwa| 1604120 |9.525 | 4.76 | 3.81 | 1.2 ° ° .
220404-MD [12.7 | 4.76 | 5.16 | 0.4 ° ° .
220408-MD | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
220412-MD | 12.7 | 4.76 | 5.16 | 1.2 . ° o
160404-MD |9.525 | 4.76 | 3.81 | 0.4 ° ° °
NN 160408-MD [9.525 | 4.76 | 3.81 | 0.8 ° ° °
160412-MD |9.525 | 4.76 | 3.81 | 1.2 ° ° °
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General Turning

LEEH
Inserts for processing steel $AMIIIR ccooooeviiiiieeeneens Semi finishing F &N T
The basic shape of negative rake inserts
animERERI A
) ) Grade recommendation #E#EE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDBRIEH PVDE B SREE | R
T BEAREAR B 5% o o |»|»|>»|lo|o|o|o|lo|o|o | o =}
ol.C S od R 3 o I | T |0 T| 0| T|T|T R R R
5 2 IRIRIRININ|IN|INIRININ|N N
o N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
060404-MD | 9.525| 4.76 | 3.81| 0.4 | o ° °
060408-MD | 9.525| 4.76 | 3.81| 1.2 | ® ° o
N oK v A 060412-MD | 9.525| 4.76 | 3.81| 1.2 | e ° °
| WNMG
ﬂ'r 080404-MD | 12.7 | 4.76 | 5.16| 0.4 | ® ° °
e
080404-MD | 12.7 | 4.76 | 5.16| 0.8 o ° °
080412-MD | 12.7 | 4.76 | 5.16| 1.2 | ® ° °
160404-HQ | 9.525| 4.76 | 3.81| 0.4 | e ° °
160408-HQ | 9.525| 4.76 | 3.81| 0.8 | o ° °
TNMG
120404-MA | 12.7 | 4.76 0.4 | e ° °
% ? 120408-MA | 12.7 | 4.76 0.8 | e ° °
f CNMG
4T
160404-MA | 9.525| 4.76 0.4 | e ° °
160408-MA | 9.525| 4.76 0.8 | e ° °
TNMG
080404-MA | 12.7 | 4.76 0.4 | e . °
AT ® A 080408-MA | 12.7 | 4.76 0.8 | ° °
! [O)| wNme
cHE

DOHRE'

71



72

General Turning

B

Inserts for processing steel $iNTJ] H

The basic shape of negative rake inserts
amRERMRI A

Semi finishing 450 T

) . Grade recommendation #E#EE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDBIEH PVDEEAESE SEME | FaEMS
TR EEERK B 5% o o |[»|»|»|lu|lo|lo|lo|lo|lu|lo | o =}
ol.C| s od | R ST 3 [T/ I32(232 3|3 N
N == N N NN N[NNI NINN N N N
(=] N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
R 120404-TM | 12.7 | 4.76 | 5.16| 0.4 ° ° °
%yz 120408-TM | 12.7 | 4.76 | 5.16| 0.8 | ® | ® o
2 oi1|£O) | wwwe
SHT 120412-TM | 12.7 | 4.76 | 5.16 | 1.2 ° o °
& 150408-TM | 12.7 | 4.76 | 5.16| 0.8 o [ o
o\.C = 150608-TM | 12.7 | 6.35 | 5.16| 0.8 ° o o
TNMG
3[*
160404-TM | 9.525| 4.76 | 3.81| 0.4 ° ° °
160408-TM | 9.525| 4.76 | 3.81| 0.8 ° ° °
160412-TM | 9.525| 4.76 | 3.81 | 1.2 ° ° °
CNMG
220404-TM | 12.7 | 4.76 | 5.16| 0.4 ° ° °
220408-TM | 12.7 | 4.76 | 5.16 | 0.8 ° ° °
220412-TM | 12.7 | 4.76 | 5.16 | 1.2 ° ° o
8 160404-TM | 9.525| 4.76 | 3.81 | 0.4 ° ° °
o\ S >
é\ ; 160408-TM | 9.525| 4.76 | 3.81 | 0.8 ° ° °
= TNMG
g[— 160412-TM | 9.525| 4.76 | 3.81 | 1.2 ° ° °
E( 080404-TM | 12.7 | 4.76 | 5.16| 0.4 ° ° °
W PAN WNMG 080408-TM | 12.7 | 4.76 | 5.16| 0.8 ° ° o
3[' 080412-TM | 12.7 | 4.76 | 5.16 | 1.2 ° ° °
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General Turning

38 H
. «ope s . s
Inserts for processing steel $MIT IR oo Semi finishing F#5H01 T
The basic shape of negative rake inserts
ERiREATRRIE
) ) Grade recommendation #E#EE
Dimension(mm)
. . EART CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type * CVDEEHE PVDH B K25k SERE | FEERR
71 E A Al 5F o o |»|2|2|lo|jo|g|g|lo|lo| g | O o
®lLC| S od R B e I = e g e g g - B N
N = N|IN|ININ I[NNI N N
(=] N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
o 120404L/R-N| 12,7 | 4.76 | 5.16 | 0.4 ° °
%Eﬂ’// 120404L/R-N| 12.7 | 4.76 | 5.16 | 0.8 | o o
S 1|sNma
cHE
090304L/R-N| 9 525 | 3.18 | 3.81 | 0.4
- 090308L/R-N|9 525 | 3.18 | 3.81 | 0.8
||SNGG
120404L/R-N| 12,7 | 4.76 | 5.16 | 0.4
120408L/R-N| 12,7 | 4.76 | 5.16 | 0.8
110302L/R-N| ¢ 35 | 3.81 | 2.4 0.2
110304L/R-N| ¢ 35 | 3.81 | 2.4 0.4
110308L/R-N| ¢ 35 | 3.81 | 2.4 0.8
160304L/R-N| 9 525| 3.81 | 3.81 | 0.4
160402L/R-NT9 525 | 4.76 | 3.81 | 0.2
160404L/R-N| ¢ 525 | 4.76 | 3.81 | 0.4
TNGG
160408L/R-N| 9 525 | 4.76 | 3.81 | 0.8
160412L/R-N| 9 525 | 4.76 | 3.81 | 1.2
160416L/R-N| 9 525 | 4.76 | 3.81 | 1.6 ° ®
220404L/R-N|12.7 | 4.76 | 5.16 | 0.4 . °
220408L/R-N|12.7 | 4.76 | 5.16 | 0.8
220412L/R-N|12.7 | 4.76 | 5.16 | 1.2
_ 8 110302L/R-N| 6. 35 | 3.18 | 2.4 0.2
@\.Qfé’é 7/ 110304L/R-N| ¢ 35 3.18 2.4 0.4
- N VNGG
EL— 160402L/R-N| 9 525 | 4.76 | 3.81 | 0.2
s 160404L/R-N| ¢ 525 | 4.76 | 3.81 | 0.4
060404L/R-N| ¢ 525 | 4.76 | 3.81 | 0.8
A 060408L/R-N| 9 525 | 4.76 | 3.81 | 1.2
WNGG
3[7
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General Turning

B

Inserts for processing steel $iNTJ] H

The basic shape of negative rake inserts

aRRERFKI A

Semi finishing 450 T

. . Grade recommendation #E#EE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDR a5 SEINE | FRERE
TR EEERK B 5% o o |[»|»|»|lu|lo|lo|lo|lo|lu|lo | o =}
ol.C| S od | R S| 3 12222322233 N
N == N N NN N[NNI NINN N N N
(=] N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
R 090404L/R-H | 9.525| 4.76 | 3.81 | 0.4 °
%31; ; 090408L/R-H|9.525| 4.76 | 3.81 | 0.8 °
== 5 | CNGG
SHA 120404L/R-H|12.7 | 4.76 | 5.16 | 0.4 °
s 120408L/R-H|12.7 | 4.76 | 5.16 | 0.8 °
R 110404L/R-H|9.525| 4.76 | 3.81 | 0.4 °
0S 110408L/R-H|9.525| 4.76 | 3.81 | 0.8 °
DNGG
g[,, 150404L/R-H | 12.7 | 4.76 | 5.16 | 0.4 .
150408L/T-H|12.7 | 4.76 | 5.16 | 0.8
R 160402L/R-H|9.525| 4.76 | 3.81 | 0.2
% 160404L/R-H | 9.525| 4.76 | 3.81 | 0.4
VNGG
31" 160408L/R-H|9.525| 4.76 | 3.81 | 0.8
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General Turning

B

Inserts for processing steel $fiII T 71K

The basic shape of positive rake inserts

Semi finishing F4#5MT

ERTAEAEKRIA
. . Grade recommendation #E#EE
Dimension(mm)
. X HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZBIESE SEEE | FBENH
TR EEERK B 5% o o |[»|»|»|lu|lo|lo|lo|lo|lu|lo | o =}
Y I | T |0 T | T T[T T o o T
®I.C| S | @ | R | «®| B | 2 IJISIRIRIN|R|IN|IRIN|IN|N N
(=] N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
060204-MD |6.35 | 2.38| 2.8 | 0.4 | 7 ° ° °
060208-MD |6.35 | 2.38| 2.8 | 0.8 | 7 ° ° °
/{ 09T304-MD |9.525|3.97| 4.4 | 0.4 | 7 ° ° °
\C 7%
=1 COMT| 09T308-MD |9.525)3.97| 4.4 |08 | 7 | o | e .
120404-MD [12.7 | 4.76| 5.5 | 0.4 | 7 ° ° °
120408-MD [12.7 | 4.76| 5.5 | 0.8 | 7 ° ° °
120412-MD [12.7 | 4.76| 5.5 | 1.2 | 7 ° ° °
070204-MD |6.35 | 2.38| 2.8 | 0.4 | 7 ° ° °
070208-MD |6.35 | 2.38| 2.8 | 0.8 | 7 ° ° °
DCMT| 117304-MD |9.525| 3.97| 4.4 | 0.4 | 7 ° ° °
11T308-MD [9.525| 3.97| 4.4 | 0.8 | 7 ° ° °
11T312-MD [9.525/3.97| 4.4 | 1.2 | 7 ° ° °
09T304-MD |9.525|3.97| 4.4 | 0.4 | 7 ° ° °
09T308-MD |9.525|3.97| 4.4 | 0.8 | 7 [ ° o
09T312-MD |9.525|3.97| 4.4 [ 1.2 | 7 ° ° °
SCMT
120404-MD [9.525| 4.76| 5.5 | 0.4 | 7 ° ° °
120408-MD [12.7 | 4.76| 5.5 | 0.8 | 7 ° ° °
120412-MD [12.7 | 4.76| 5.5 | 1.2 | 7 ° ° °
090204-MD |5.56 | 2.38| 2.5 | 0.4 | 7 ° ° °
090208-MD |5.56 | 2.38| 2.5 | 0.8 | 7 ° ° °
110304-MD [6.35 | 3.18| 2.8 | 0.4 | 7 ° ° °
110308-MD [6.35 | 3.18| 2.8 | 0.8 | 7 ° ° °
TCMT
110312-MD [6.35 | 3.18] 2.8 | 1.2 | 7 ° ° °
16T304-MD [9.525| 3.97| 4.4 | 0.4 | 7 ° ° °
16T308-MD [9.525| 3.97| 4.4 | 0.8 | 7 ° ° °
16T312-MD [9.525 3.97| 4.4 | 1.2 | 7 ° ° °
110304-MD [6.35 | 3.18| 2.8 | 0.4 | 7 ° ° °
VCMT
110308-MD [6.35 | 3.18| 2.8 | 0.8 | 7 ° ° °
160404-MD [9.525| 4.76| 4.4 | 0.4 | 5 ° ° °
VBMT
160408-MD [9.525| 4.76| 4.4 | 0.8 | 5 ° ° o
0803MOE-R1| 8 |[2.38| 3.3 | - 7 ° °
10T3MOE-R1| 10 |3.97| 4.5 | - 7 ° °
RCMT| 1204MOE-R2| 12 | 4.76| 4.4 | - 7 ° °
1606MOE-R3| 16 | 6.35| 5.5 | - 7 ° °
2006MOE-R4| 20 | 6.35| 6.5 | - 7 ° °

DOHRE®
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General Turning

B

Inserts for processing steel ST T1 K

The basic shape of positive rake inserts

ERTREARRTI R

Semi finishing F#5mMT

. . Grade recommendation #E#EE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDN PVDR K% W% | RS
S 4k 7§
PR * Joc| s |oa| n |« 3|3 |E%Z13(3/3/3/33|3]8] 2
: N = 3 3 K; NN G G KS 3 N B B
o N o - N[O - o - N N N - o
o o o o o |o o - - o - o o o
” 090304L/R-N|9.525| 3.18| 4.4 [ 0.4 | 11
%gm; Y 090304L/R-N(9.525| 3.18| 4.4 | 0.8 | 11
Sl ﬁ@ 4 CPMH
pgp i
S
070201L/R-N|6.35 | 2.38| 2.8 [ 0.1 7 o
070202L/R-N|6.35 | 2.38( 2.8 [ 0.2 | 7 o
DCGT|11T301L/R-N|9.525| 3.97| 4.4 | 0.1 7 °
11T302L/R-N|9.525) 3.97| 4.4 | 0.2 | 7 o
11T304L/R-N|9.525) 3.97| 4.4 | 0.4 | 7 ° °
110302L/R-N|6.35 | 3.18| 3.4 | 0.2 | 11 ° °
110304L/R-N|6.35 | 3.18| 3.4 | 0.4 | 11
TPGH|110308L/R-N|6.35 | 3.18| 3.4 | 0.8 | 11
160304L/R-N|9.525| 3.18| 4.4 | 0.4 | 11
160308L/R-N|9.525| 3.18| 4.4 | 0.8 | 11
110301L/R-N|6.35 | 3.18| 2.8 | 0.1 5
110302L/R-N|6.35 | 3.18| 2.8 | 0.2 | 5
110304L/R-N|6.35 | 3.18| 2.8 | 0.4 | 5 O
VBGT|110308L/R-N|6.35 [ 3.18| 2.8 | 0.8 | 5 A
160402L/R-N|9.525| 4.76| 4.4 | 0.2 | 5 °
160404L/R-N|9.525 4.76| 4.4 | 0.4 | 5 N
160408L/R-N|9.525| 4.76| 4.4 | 0.8 | 5 °
060304L/R-N|9.525| 4.76| 4.4 | 0.4 | 11
= 060308L/R-N|9.525| 4.76| 4.4 | 0.8 | 11
A[WPGT
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General Turning

i@ EH
Inserts for processing steel $MIT TR ....cocoeeiininii. Semi finishing F# T
The basic shape of positive rake inserts
ERTAEAEAKTI R
) ) Grade recommendation #E#EE
Dimension(mm)

. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDR a5 SENE | FEEEH
TR EEERK B 5% o o |»|»|>»|lo|o|o|o|lo|o|o | o =}

ol.C| S| od| R |« & | & [ZIZZI2[21212(212|3 |3 N
N == N N NN NIN|IN|N|N N N N
(=] N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
060201L/R-E[6.35 |2.38 | 2.8 | 0.1 | 7
060202L/R-E[6.35 |2.38 | 2.8 | 0.2 | 7
060204L/R-E[6.35 |2.38| 2.8 | 0.4 | 7
CCET
09T301L/R-E|9.525|3.97 | 4.4 | 0.1 | 7
09T302L/R-E(9.525|3.97 | 4.4 | 0.2 | 7
09T304L/R-E(9.525|3.97 | 4.4 | 0.4 | 7
060201L/R-E[6.35 |2.38| 2.8 | 0.1 | 7 o . o
% 060202L/R-E[6.35 |2.38| 2.8 | 0.2 | 7 o o o
%y—— 060204L/R-E|6.35 [2.38| 2.8 | 0.4 | 7 . . .
7 £ |
TR 09T301L/R-E[9.525|3.97 | 4.4 | 0.1 | 7 o . o
= 09T302L/R-E[9.525|3.97 | 4.4 | 0.2 | 7 o . o
09T304L/R-E|9.525(3.97 | 4.4 | 0.4 | 7 o o o
090304L/R-E[9.525(3.18 | 4.4 | 0.4 | 11
090308L/R-E[9.525(3.18 | 4.4 | 0.8 | 11
SPGT
1 120304L/R-E[12.7 |3.18| 5.5 | 0.4 | 11
120308L/R-E[12.7 |3.18 | 5.5 | 0.8 | 11
110302L/R-E[6.35 |3.18 | 2.8 | 0.2 | 11
TPET
110302L/R-E[6.35 |3.18| 2.8 [ 0.2 | 7 o o .
TCGT
070202L/R-E|6.35 |2.38 | 2.8 | 0.2 | 7
_®
o %} e 070204L/R-E[6.35 |2.38 | 2.8 | 0.4 | 7
® &
- DCET
e' 11T302L/R-E[9.525(3.97 | 4.4 | 0.2 | 7
‘«—
s 11T302L/R-E[9.525(3.97 | 4.4 | 0.4 | 7

DOHRE'
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General Turning

B

Inserts for processing steel ST T1 K

The basic shape of negative rake inserts

BRAEXERT

Rough machining tin T

78

Dimension(mm) Grade recommendation #E#EE
PHERTLI R o] s |ea| | 3|8 |2|ZZ313(31333 33| ¢
S| 8 |S|2(BE|Z|E|2|BIRIB |2 g
120408-RA |12.7 | 4.76 | 5.16 | 0.8 | e o .
120412-RA (12.7 | 4.76 | 5.16 | 1.2 | e ° °
120416-RA |12.7 | 4.76 | 5.16 | 1.6 | e . .
CNMG| 160608-RA [15.875| 6.35 | 6.35 | 0.8 | e o °
160612-RA |15.875| 6.35 | 6.35 | 1.2 | e o .
160616-RA |15.875| 6.35 | 6.35 | 1.6 | ° .
190612-RA [19.05 | 6.35 | 7.93 | 1.2 | e o .
150408-RA |12.7 | 4.76 | 5.16 | 0.8 | e ° .
150412-RA (12.7 | 4.76 | 5.16 | 1.2 | e o .
o\C 150416-RA (12.7 | 4.76 | 5.16 | 1.6 | e ° .
1 |£0/|oNma
’;tﬁ—r 150608-RA |12.7 | 6.35 | 5.16 | 0.8 | e . °
< 150612-RA |12.7 | 6.35 | 5.16 | 1.2 | e . o
150616-RA (12.7 | 6.35 | 5.16 | 1.6 | e . °
120408-RA (12.7 | 4.46 | 5.16 | 0.8 | e o .
120412-RA (12.7 | 4.76 | 5.16 | 1.2 | o . .
120416-RA |12.7 | 4.76 | 5.16 | 1.6 | e o .
150608-RA |15.875| 6.35 | 6.35 | 0.8 | e o °
SNMG| 150612-RA [15.875| 6.35 | 6.35 | 1.2 | e o .
150616-RA |15.875| 6.35 | 6.35 | 1.6 | e . .
190608-RA [19.05 | 6.35 | 7.93 | 0.8 | e o .
190612-RA [19.05 | 6.35 | 7.93 | 1.2 | e . °
190616-RA [19.05 | 6.35 | 7.93 | 1.6 | e o .
160408-RA |9.525 | 4.76 | 3.81 | 0.8 | o o o
160412-RA |9.525 | 4.76 | 3.81 | 1.2 | e . .
TNMG| 220408-RA [12.7 | 4.76 | 5.16 | 0.8 | e o .
220412-RA [12.7 | 4.76 | 5.16 | 1.2 | ® ° °
220416-RA [12.7 | 4.76 | 5.16 | 1.6 | e o .
060408-RA [9.525 | 4.76 | 3.81 | 0.8 | e ° .
060412-RA [9.525 | 4.76 | 3.81 | 1.2 | e o .
AWNMG| 080408-RA |12.7 4.76 | 5.16 | 0.8 o ° °
080412-RA [12.7 | 4.76 | 5.16 | 1.2 | e o .
080416-RA [12.7 | 4.76 | 5.16 | 1.6 | e o .
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General Turning

B

Inserts for processing steel and cast iron #ffl. #E#MITIIH

The basic shape of positive rake inserts

ERAEAEMKI R

...... Rough machining ¥21 T

. . Grade recommendation #E#EE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDN PVDR K% sEmZ | FEEEn
u 8
PR ® o] s [oa| n || 5| 3 |%%Z332333/8]8 @
: N = NN R RN N N
o N o = N | o - o - N N N - o
o o o o o|o o - - o - o o o
R 060208-RA [6.35 [2.38| 2.8 | 0.8 7 o ° o
_ ° ° °
%sz £ GGMT 09T308-RA [9.525(3.97| 4.4 | 0.8 7
Sy 09T312-RA |9.525(3.97| 4.4 | 1.2 7 ° ° °
S
11T308-RA [9.525(3.97| 4.4 0.8 7 ° ° °
g
. s 11T312-RA |9.525(3.97| 4.4 | 1.2 7 © © O
o\ i
o DCMT
) 314
g
09T308-RA [9.525(3.97| 4.4 | 0.8 7 ° ° °
e 120408-RA |12.7 |4.76| 5.5 0.8 7 O O O
== SCMT
120412-RA |12.7 |4.76| 5.5 | 1.2 7 ° U °
110308-RA |6.35 |3.18| 2.8 | 0.8 7 [ U °
110312-RA |6.35 |3.18| 2.8 | 1.2 7 ° ° o
TCMT
16T308-RA |9.525(3.97| 4.4 0.8 7 ° ° °
16T312-RA [9.525(3.97| 4.4 | 1.2 7 o o o

DOHRE'
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General Turning

B

Inserts for processing stainless steel NEEHIN T T g === === ==+ === ---Finishing 5/ T

The basic shape of negative rake inserts

BRRERFMKI A

Dimension(mm) Grade recommendation #E#EE
The basic shape of inserts Type EXRS C\é[\)lgogggé;de Pvp[i/i)?;tggﬁg%;de C;;ng Ungs;;dﬁgg;:de
PRERS £ e s | o
' S| & |S[2(RIE|Z|E|ZIBIRIB|2] &
090304-SJ | 9.525| 3.18 | 3.81 ° ° °
090304-SJ | 9.525| 3.18 | 3.81 L 4 L
CNMG| 120404-SJ [12.7 | 4.76 | 5.16 ° ° °
120408-SJ [ 12.7 | 4.76 | 5.16 ° ° °
120412-SJ [12.7 | 4.76 | 5.16 ° ° °
110404-SJ | 9.525| 4.76 | 3.81 ° ° °
110408-SJ | 9.525| 4.76 | 3.81 ° ° °
150404-SJ [ 12.7 | 4.76 | 5.16 ° ° °
DNNG 150408-SJ | 12.7 | 4.76 | 5.16 ° ° °
150412-SJ [12.7 | 4.76 | 5.16 ° ° °
150604-SJ [ 12.7 | 6.35 | 5.16 ° ° °
150608-SJ [ 12.7 | 6.35 | 5.16 ° ° °
150612-SJ [12.7 | 6.35 | 5.16 ° ° °
090304-SJ | 9.525| 3.18 | 3.81 ° ° °
090308-SJ | 9.525| 3.18 | 3.81 ° ° °
090312-SJ | 9.525| 3.18 | 3.81 ° ° °
120404-SJ [12.7 | 4.76 | 5.16 ° ° °
120408-SJ [12.7 | 4.76 | 5.16 ° ° °
120412-SJ [12.7 | 4.76 | 5.16 ° ° °
120416-SJ [12.7 | 4.76 | 5.16 ° ° °
150608-SJ | 15.875 6.35 | 6.35 ° ° °
150612-SJ | 15.875 6.35 | 6.35 ° ° °
110302-SJ | 6.35 | 3.18 | 2.4 ° ° °
110304-SJ | 6.35 | 3.18 | 2.4 . ° °
110308-SJ | 6.35 | 3.18 | 2.4 . ° .
110312-SJ | 9.525| 4.76 | 3.81 ° ° °
160404-SJ | 9.525| 4.76 | 3.81 ° ° °
gI,TNMG 160408-SJ | 9.525| 4.76 | 3.81 ° ° °
160412-SJ | 9.525| 4.76 | 3.81 ° ° °
160416-SJ | 9.525| 4.76 | 3.81 ° ° °
220404-SJ [ 12.7 | 4.76 | 5.16 . ° °
220408-SJ | 12.7 | 4.76 | 5.16 ° ° °
220412-SJ [ 12.7 | 4.76 | 5.16 . . °
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General Turning

B

Inserts for processing stainless steel NEEHIN T T g === === ==+ === ---Finishing 5/ T

The basic shape of negative rake inserts

aRTREARERKIIF
. ) Grade recommendation #EHEE
Dimension(mm)
. . EAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB B IEH PVDE B85 SEIE | FREEY
T BEAREAR B SR o o |[»|»|»|o|o|lo|o|lo|lo|lo | o =)
»1.C S od R o I I|(IT|T T|T|T|TV| T R R R
' 0 2 IRIRIRIN|IN|R|IPN|IRIRIN| N N
o N o - N | © - o - N N N - (=)
o o o o oo o - - o - o o o
‘ R 160404-SJ [9.525(4.76 | 3.81 0.4 ° ° °
0l 97 g; 160408-SJ |9.525|4.76 | 3.81| 0.8 | e o o
= EelZOZh
©
ezfr—
S
4 060404-SJ |9.525|4.76 | 3.81 0.4 ° ° °
ME@ 060408-SJ |9.525|4.76 | 3.81| 0.8 | e o o
N\ | WNMG
33 080404-SJ |12.7 |4.76 | 5.16 | 0.4 ° ° °
080408-SJ |12.7 | 4.76 | 5.16 | 0.8 o ° °

DOHRE'
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General Turning

B

Inserts for processing stainless steel NEEHIN T T g === === ==+ === ---Finishing 5/ T

The basic shape of negative rake inserts

BRRERFMKI A

82

. ) Grade recommendation #EHEE
Dimension(mm)
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB RN PVDE B o4k SEWE | FamEw
T BEAREAR B SR o o |»|»|>»|lo|o|o|o|lo|o|o | o =)
DI.C S od R Y o I I|(IT|T T| 0| T|T|T R R R
: g1 2 |BI3|RIBISISIRIRIBININ R
o N o - N [© - o - N N N - (=)
o o o o oo o - - o - o o o
° 120404-LH | 12.7 4.76 5.16 .4 o [ °
120408-LH | 12.7 4.76 5.16 .8 L4 L4 4
CNMG
120412-LH | 12.7 4.76 5.16 .2 ° °
150404-LH | 12.7 4.76 5.16 .4 ° o °
150408-LH | 12.7 4.76 5.16 .8 ° L L4
DNMG
150604-LH | 12.7 6.35 5.16 .4 o ° °
150608-LH | 12.7 6.35 5.16 .8 L4 L4 L4
120404-LH | 12.7 4.76 5.16 .4 o ° o
3 120408-LH | 12.7 4.76 5.16 .8 ° L4 o
| ISNMG
120412-LH | 12.7 4.76 5.16 .2 ° ° °
160404-LH | 9.525| 4.76 3. 81 .4 ° ° °
160408-LH | 9.525| 4.76 3. 81 .8 ° ° °
TNMG| 160412-LH | 9.525| 4.76 | 3.81 2 . ° °
220408-LH | 12.7 4.76 5.16 .8 o ° °
220412-LH | 12.7 4.76 5.16 .2 ° ° °
160404-LH | 9.525| 4.76 3. 81 .4 ° ° °
VNMG
160408-LH | 9.525| 4.76 3. 81 .8 ° ° °
160401-LH | 9.525| 4.76 3. 81 1 ° ° °
VNGG| 160402-LH | 9.525| 4.76 3. 81 .4 ° ° °
160404-LH | 9.525| 4.76 3. 81 .8 ° ° °
060404-LH | 9.525| 4.76 3. 81 .4 ° ° °
060408-LH | 9.525| 4.76 3. 81 .8 ° ° °
WHNG 080404-LH | 12.7 4.76 5.16 .4 [} ° °
080408-LH | 12.7 4.76 5.16 .8 ° ° °
080412-LH | 12.7 4.76 5.16 .2 ° ° °
080404-LH | 12.7 4.76 5.16 .4 ° ° °
WNGG
080408-LH | 12.7 4.76 5.16 .8 ° ° °
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General Turning

B

Inserts for processing stainless steel NEEHIN T T g === === ==+ === ---Finishing 5/ T

The basic shape of positive rake inserts

ERAEAEMKI R

) ) Grade recommendation #E#EE
Dimension(mm)
. . BEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDBR PVDIE A SEWE | HEEMu
AN B 5
PrBERN ® oo s |es| n|er| B| B |%%22/2/3/3(2/3 3|8 3
) 5 S el el el el Il ol el el Il IR N
o N o = N | O - o - N N N - o
o o o o o|o o - - o - o o o
060202-FW [6.35 | 2.38] 2.8 | 0.2 | 7 ° ° °
060204-FW [6.35 | 2.38| 2.8 | 0.4 | 7 ° ° °
09T302-FW |9.525| 3.97| 4.4 | 0.2 | 7 ° ° °
CCMT
09T304-FW |9.525/ 3.97| 4.4 | 0.4 | 7 ° ° °
09T308-FW |9.525| 3.97| 4.4 | 0.8 | 7 ° ° °
120404-FW [12.7 | 4.76| 5.5 | 0.4 | 7 ° ° °
070202-FW [6.35 | 2.38] 2.8 | 0.2 | 7 ° ° °
A 070204-FW |6.35 | 2.38] 2.8 | 0.4 | 7 ° ° °
N ;
012 ; o 11T302-FW [9.525/ 3.97| 4.4 [ 0.2 | 7 ° ° °
/2 ,,DCMT
= 11T304-FW [9.525| 3.97| 4.4 | 0.4 | 7 ° ° °
11T308-FW [9.525/3.97| 4.4 | 0.8 | 7 ° ° °
09T304-FW |9.525/3.18| 4.4 | 0.4 | 7 ° ° °
~ f 09T308-FW |9.525| 3.18| 4.4 | 0.8 | 7 ° ° °
O‘/O'E 120404-FW [12.7 | 4.76| 5.5 | 0.4 | 7 o o o
120408-FW [12.7 | 4.76| 5.5 | 0.8 | 7 ° ° °
120412-FW [12.7 | 4.76| 5.5 | 1.2 | 7 ° ° °
090202-FW |5.56 | 2.38] 2.5 | 0.2 | 7 ° ° °
090204-FW |5.56 | 2.38| 2.5 | 0.4 | 7 ° ° °
110302-FW [6.35 | 3.18| 2.8 [ 0.2 | 7 ° ° °
TCMT
110304-FW [6.35 | 3.18| 2.8 [ 0.4 | 7 ° ° °
110308-FW [6.35 | 3.18| 2.8 [ 0.8 | 7 ° ° °
16T304-FW [9.525|3.97| 4.4 [ 0.4 | 7 ° ° °
110302-FW [6.35 | 3.18| 2.8 [ 0.2 | 5 ° ° °
110304-FW [6.35 | 3.18| 2.8 | 0.4 | 5 ° ° °
VBMT| 110308-FW |6.35 | 3.18| 2.8 | 0.8 | 5 ° ° °
160402-FW [9.525| 4.76| 4.4 | 0.2 | 5 ° ° °
160404-FW [9.525| 4.76| 4.4 | 0.2 | 5 ° ° °
160408-FW [9.525| 4.76| 4.4 | 0.2 | 5 ° ° °
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General Turning
S

Inserts for processing stainless steel NEEHIN T T g === === ==+ === ---Finishing 5/ T

The basic shape of negative rake inserts

BRRERFMKI A

) ) Grade recommendation #E#EE
Dimension(mm)
. . BEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDE Bk PVDE B % LBWE | FREER
AN B 5
PREATIR * ol.C| s od | R AR RHEHEEEHEEEENE 2
N - N N NN N N N N N N N N
o N o - N[O - o - N N N - o
o o o o oo o - - o - o o o
120408-SN [12.7 | 4.76 | 5.16 | 0.8 o . °
120412-SN [12.7 | 4.76 | 5.16 | 1.2 ° ° °
84
160608-SN [15.875| 6.35 | 6.35 | 0.8 ° ° °
160612-SN [15.875| 6.35 | 6.35 | 1.2 ° ° .
190608-SN [19.05 | 6.35 | 7.93 | 0.8 o o o
190612-SN [19.05 | 6.35 | 7.93 | 1.2 ° ° o
110408-SN [9.525 | 4.76 | 3.81 | 0.8 o . °
110412-SN [9.525 | 4.76 | 3.81 | 1.2 ° ° °
o\C 150408-SN [12.7 | 4.76 | 5.16 | 0.8 o ° °
N DNM@
giﬂ 150412-SN [12.7 | 4.76 | 5.16 | 1.2 ° ° °
N 150608-SN [12.7 | 6.35 | 5.16 | 0.8 . ° °
150612-SN [12.7 | 6.35 | 5.16 | 1.2 . ° .
120408-SN [12.7 | 4.76 | 5.16 | 0.8 ° ° °
120412-SN [12.7 | 4.76 | 5.16 | 1.2 ° ° o
150612-SN [15.875| 6.35 | 6.35 | 1.2 ° o °
160408-SN [9.525 | 4.76 | 3.81 | 0.8 ° ° .
160412-SN [9.525 | 4.76 | 3.81 | 1.2 ° o o
TNMG
220408-SN [12.7 | 4.76 | 5.16 | 0.8 . ° °
220412-SN [12.7 | 4.76 | 5.16 | 1.2 ° o °
R 160408-SN [9.525 | 4.76 | 3.81 | 0.8 ° ° .
S g; 160412-SN [9.525 | 4.76 | 3.81 | 1.2 | o o o
é <C7lyNmG
2[*7
060408-SN 9.525 | 4.76 | 3.81 | 0.8 ° ° °
M% il 0604127 9525 | 4.76 | 381 | 1.2 | e | e o
uI” 080408-SN [12.7 | 4.76 | 5.16 | 0.8 ° ° °
©
080412-SN [12.7 | 4.76 | 5.16 | 0.2 ° ° °
120408-HM [12.7 | 4.76 | 5.16 | 0.8 ° ° °
120412-HM [12.7 | 4.76 | 5.16 | 1.2 ° ° °
160608-HM [15.875( 6.35 | 6.35 | 0.8 ° o °
CNMG
160612-HM [15.875| 6.35 | 6.35 | 1.2 ° U o
190608-HM [19.05 | 6.35 | 7.93 | 0.8 ° o °
190612-HM [19.05 | 6.35 | 7.93 | 1.2 ° o °
160408-HM [9.525 | 4.76 | 3.81 | 0.8 ° . °
160412-HM |9.525 | 4.76 | 3.81 | 1.2 ° U o
TNMG
220408-HM [12.7 | 4.76 | 5.16 | 0.8 ° ° °
220412-HM [12.7 | 4.76 | 5.16 | 1.2 o . .
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General Turning

B

Inserts for processing stainless steel AE#MMIMLTT] f--+---=------Finishing #5 M T

The basic shape of negative rake inserts

BRTRERRMT]

)

. ) Grade recommendation #EHEE
Dimension(mm)
. . BEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDE Bk PVDE B % LBWE | FREER
/g F g
THERRHR o oc| s |oa| n | 3| F|E[EZ3(3]3)3/3]3/8|3] 3
: I b NN NI IR N N
o N o - N[O - o - N N N - o
o o o o oo o - - o - o o o
120408-SA [12.7 |[4.76 | 5.16 | 0.8 ° ° o
120412-SA |12.7 [4.76 | 5.16 | 1.2 4 ® L
o fo . =3 160608-SA [15.875[6.35 | 6.35 | 0.8 ° ° °
%é/ CNMG
I 160612-SA [15.875[6.35 | 6.35 | 1.2 ° ° °
190608-SA [19.05 |6.35 | 7.93 | 0.8 U o °
190612-SA [19.05 [6.35 | 7.93 | 1.2 ° ° °
‘ 060408-SA [9.525 |4.76 | 3.81 | 0.8
»‘ ‘
\C - -
© WNMA | 060412-SA 19.525 | 4.76 | 3.81 | 1.2
vLI 080408-SA [12.7 |4.76 | 5.16 | 0.8
080412-SA [12.7 |4.76 | 5.16 | 1.2
160408-SA [9.525 [4.76 | 3.81 | 0.8 ° ° °
A VNMG
OVFLRTT 160412-SA |9.525 [4.76 | 3.81 | 1.2 ° ° °
cHE
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General Turning

B

Inserts for processing castiron $E#AIT JIF - -wr s rereeeeeeeo-Finishing M T
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EmAREAREKRI A
Dimension(mm) Grade recommendation #E#EE
The basicshape ofinserts|  Type BERY Coommaw | ruosmem | smww | semes
TR B *® oo s |oa| n || B| 3 |Z|F/%(3/3/2(3/3/38 |8 ¢
S S O IBIRINISIRISIRININ|IN | R S
o o o o (=N =} o - - o - o o o
060204-MD [6.35 |2.38 | 2.8 | 0.4 | 7 ° ° °
060208-MD [6.35 |2.38 | 2.8 | 0.8 | 7 ® ° o
09T304-MD [9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
CCMT| 09T308-MD |9.525[3.97 | 4.4 | 0.8 | 7 ° ° °
120404-MD (12.7 (4.76 | 4.4 | 0.4 | 7 ° ° °
120408-MD |12.7 [4.76 | 5.5 | 0.8 | 7 ° ° °
120412-MD |12.7 [4.76 | 5.5 | 1.2 7 ° ° °
070204-MD [6.35 (2.38 | 5.5 | 0.4 | 7 ° ° °
070208-MD [6.35 |2.38 | 2.8 | 0.8 | 7 ° ° °
DCMT| 117304-MD |9.525|3.97 | 2.8 | 0.4 7 ° ° °
11T308-MD |9.525(3.97 | 4.4 | 0.8 | 7 ° ° °
11T312-MD |9.525(3.97 | 4.4 | 1.2 7 ° ° °
09T304-MD [9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
09T308-MD [9.525(3.97 | 4.4 | 0.8 | 7 ° ° °
09T312-MD [9.525(3.97 | 4.4 | 1.2 7 ° ° °
SCMT
120404-MD (12.7 [4.76 | 5.5 | 0.4 | 7 ° ° °
120408-MD |12.7 [4.76 | 5.5 | 0.8 | 7 ° ° °
120412-MD [12.7 |4.76 | 5.5 | 1.2 7 ° ° °
090204-MD [5.56 |2.38 | 2.5 | 0.4 | 7 ° ° °
090208-MD [5.56 |2.38 | 2.5 | 0.8 | 7 ° ° °
110304-MD |6.35 [3.18 | 2.8 | 0.4 | 7 ° ° °
TCMT| 110308-MD |6.35 |3.18 | 2.8 | 0.8 | 7 ° ° °
110312-MD |6.35 (3.18 | 2.8 | 1.2 7 ° ° °
16T304-MD |9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
16T308-MD |9.525(3.97 | 4.4 | 0.8 | 7 ° ° °
16T312-MD |9.525(3.97 | 4.4 | 1.2 7 ° ° °
110304-MD |6.35 [3.18 | 2.8 | 0.4 | 7 ° ° °
VCMT
110308-MD |6.35 [3.18 | 2.8 | 0.8 | 7 ° ° °
160404-MD |9.525(4.76 | 4.4 | 0.4 | 5 ° ° °
VBMT
160408-MD |9.525(4.76 | 4.4 | 0.8 | 5 ° ° °
0803MOE-R1| 8 [2.38| 3.3 | - 7 ° ° °
10T3MOE-R1| 10 (3.97 | 4.5 | - 7 ° ° °
RCMT| 1204MOE-R2| 12 |4.76 | 4.4 | - 7 ° ° °
1606MOE-R3| 16 [6.35 | 5.5 | - 7 ° ° °
2006MOE-R4| 20 [6.35| 6.5 | - 7 ° ° °
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General Turning

B

Inserts for processing castiron $E#AIT JIF - -wr s rereeeeeeeo-Finishing M T

The basic shape of negative rake inserts

BRRERFMKI A

. ) Grade recommendation #E#EE
Dimension(mm)
i PVD coating grade Ceramic |Uncoated grade
) . HARS CVD coating grade:
The basic shape of inserts Type CVDE B K% PVDE B k3% LERE | FBERYS
e Y 5y
ES3 N B S8 |Z[Z2/2%)%(%%(%%% |5 9
ol.C| S od R B 2 |RINIRIn|R|n|PNIRIRIN|N N
o N o - N | O - o - N N N - o
o o o o o|o o - - o - o o o
120404-U [12.7 | 4.76 | 5.16 4 ° ° °
120408-U [12.7 | 4.76 | 5.16 .8 ° ° °
%[ 120412-U [12.7 | 4.76 | 5.16 2 ° ° °
R CNMG
160604-U |15.875| 6.35 | 6.35 4 ° ° °
160608-U |15.875| 6.35 | 6.35 .8 ° ° °
160612-U |15.875| 6.35 | 6.35 .2 ° ° °
117304-U |9.525 | 3.97 | 3.81 4 ° ° °
117308-U |9.525 | 3.97 | 3.81 .8 ° ° °
01.C 4 %} 150404-U [12.7 | 4.76 | 5.16 4 ° ° °
s DNMG
g 150408-U [12.7 | 4.76 | 5.16 ° ° °
150604-U [12.7 | 6.35 | 5.16 4 ° ° °
150608-U [12.7 | 6.35 | 5.16 .8 ° ° °
090304-U [9.525 | 3.18 | 3.81 4 ° ° °
090308-U (9.525 | 3.18 | 3.81 .8 ° ° °
120404-U [12.7 | 4.76 | 5.16 4 ° ° °
SNMG| 120408-U [12.7 | 4.76 | 5.16 .8 ° ° °
120412-U [12.7 | 4.76 | 5.16 .2 ° ° °
150608-U |15.875| 6.35 | 6.35 .8 ° ° °
150612-U |15.875| 6.35 | 6.35 2 ° ° °
16T304-U |9.525 | 3.97 | 3.81 4
161308-U |9.525 | 3.97 | 3.81 .8
TNMG
167312-U |9.525 | 3.97 | 3.81 2
160404-U |9.525 | 4.76 | 3.81 4 ° ° °
160408-U |9.525 | 4.76 | 3.81 .8 o ° O
VNMG| 220404-U [12.7 | 4.76 | 5.16 4 © o °
220408-U [12.7 | 4.76 | 5.16 .8 ° ° .
220412-U [12.7 | 4.76 | 5.16 .2 i i °
080404-U [12.7 | 4.76 | 5.16 4 o ° 4
080408-U [12.7 | 4.76 | 5.16 .8 ° O O
WNMG
080412-U [12.7 | 4.76 | 5.16 .2 ° ° d
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The basic shape of negative rake inserts

BRRERFMKI A

88

. . Grade recommendation #E#EE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVD# B sk PVDi% B 5% SEERE | faERR
4 Uk F g
REE L2 s ol s loa | mn | 313 |E|Z2%(8)%8|8(8|8 8| &
. N = S| |v|p|In|In|n| S N N
o N o - N[O - o - N N N = o
o o o o oo o - - o - o o o
N 110404-CX | 9.525 | 3.97 | 3.81 0.4
% F 110408-CX | 9.525 | 3.97 | 3.81 0.8
S | DNMG
150404-CX | 12.7 | 4.76 | 5.16 | 0.4 o
150408-CX | 12.7 | 4.76 | 5.16 | 0.8 o
090304-CX | 9.525 | 3.18 | 3.81 0.4 o
090308-CX | 9.525 | 3.18 | 3.81 0.8 o
120404-CX | 12.7 | 4.76 | 5.16 | 0.4 o
SNMG | 120408-CX [ 12.7 | 4.76 | 5.16 | 0.8 o
120412-CX | 12.7 | 4.76 | 5.16 | 1.2 o
150608-CX | 15.875 6.35 | 6.35 | 0.8
150912-CX | 15.875 6.35 | 6.35 | 1.2
160404-CX | 9.525 | 4.76 | 3.81 0.4
160408-CX | 9.525 | 4.76 | 3.81 0.8
TNMG
160412-CX | 9.525 | 4.76 | 3.81 1.2
060404-CX | 9.525 | 4.76 | 5.16 | 0.4
R
o 060408-CX | 9.525 | 4.76 | 5.16 | 0.8
WNMG | 080404-CX 12.7 | 4.76 | 5.16 | 0.4
cHEl
- 080408-CX [ 12.7 | 4.76 | 5.16 | 0.8
S
080412-CX [12.7 | 4.76 | 5.16 | 1.2 o
120404-CX [12.7 | 4.76 | 5.16 | 0.4 °
: 120408-CX | 12.7 | 4.76 | 5.16 | 0.8 o
o\ ¥ R A 120412-CX | 12.7 | 4.76 | 5.16 | 1.2 °
‘ CNMG
uI,, ~—~ 160604-CX | 15.875 6.35 | 6.35 | 0.4 °
°
160608-CX | 15.875 6.35 | 6.35 | 0.8 o
160612-CX | 15.875 6.35 | 6.35 | 1.2 °

DOHRE'




General Turning
S

Inserts for processing castiron $E#AIT JIF - -wr s rereeeeeeeo-Finishing M T

The basic shape of positive rake inserts

ERAEAEMKI R

) ) Grade recommendation #EHEE
Dimension(mm)
. . HART CVD coating grade PVD coating grade Ceramic [Uncoated grade
The basic shape of inserts Type CVDR R PVDIE B tENE | #2RERYW
4 Uk F g
7 A EAR 2 DT eel S 0% |2%/2(3(9(%)%/8(%]%) 8| ¢
. % s NN NI IR B B
o N o - N[O - o - N N N - o
o o o o oo o - - o - o o o
060202-FW [6.35 |2.38| 2.8 | 0.2 o ] o
N 060204-FW [6.35 |2.38| 2.8 | 0.4 O O O
d P 09T302-FW [9.525/3.97 | 4.4 | 0.2 ° ° °
¢ - COMT
, . 09T304-FW |9.525/3.97 | 4.4| 0.4 ° ° o
s 09T308-FW [9.525/3.97 | 4.4 | 0.8 ° ° °
120404-FW |12.7 |4.76| 5.5 | 0.4 ° ° °
070202-FW |6.35 |2.38| 2.8 0.2 o ° o
R
% /- 070204-FW [6.35 |2.38| 2.8 | 0.4 ° ° o
o\.CAHT T~ o=
e 2@— DCMT [11T302-FW |9.525/3.97 | 4.4 | 0.2 o U o
S 11T304-FW |9.525[3.97 | 4.4 | 0.4 ° ° °
11T308-FW |9.525[3.97| 4.4 | 0.8 ° ° °
09T304-FW |9.525/3.18| 4.4 | 0.4 o ° °
o 09T308-FW [9.525/3.18 | 4.4 | 0.8 . ° °
e SCMT
110302-FW [6.35 [3.18| 2.8 | 0.2 o ° o
110304-FW |6.35 [3.18| 2.8 | 0.4 ° U °
TCMT
16T304-FW |9.525[3.97 | 4.4 | 0.4 ° ° °
110302-FW [6.35 [3.18| 2.8 | 0.2
110304-FW |6.35 [3.18| 2.8 | 0.4
110308-FW |6.35 [3.18| 2.8 | 0.8
VBMT
160402-FW [9.525( 4. 76| 4.4 | 0.2
160404-FW |9.525/4.76| 4.4 | 0.2
160408-FW |9.525(4.76| 4.4 | 0.2
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) . Grade recommendation #E#EE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic [Uncoated grade
The basic shape of inserts Type CVDEE e PVDE B LEWE | FEERE
T BEAREAR B 5% o o |»|»|>»|lo|lo|o|lo|lo|o|o | o o
oI.C| S | od| R | « S| 3 |ZI 2222222 I| N
: ) = NI IR R A R Y N N
o N o - N | © - o - N N N - o
o o o o oo o - - o - o o o
060204-MD [6.35 (2.38 | 2.8 [ 0.4 | 7 ° ° °
060208-MD [6.35 (2.38 | 2.8 [ 0.8 | 7 ° ° °
09T304-MD [9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
CCMT| 09T308-MD |9.525/3.97 | 4.4 | 0.8 | 7 ° ° °
120404-MD (12.7 (4.76 | 4.4 | 0.4 | 7 ° ° °
120408-MD (12.7 (4.76 | 5.5 | 0.8 | 7 ° ° °
120412-MD (12.7 (4.76 | 5.5 | 1.2 | 7 ° ° °
070204-MD [6.35 (2.38 | 5.5 [ 0.4 | 7 ° ° °
e 070208-MD [6.35 (2.38 | 2.8 [ 0.8 | 7 ° ° °
Lo '3
QCLRTT o DCMT| 117304-MD |9.525|3.97 | 2.8 | 0.4 | 7 ° ° °
V4
; 11T308-MD [9.525(3.97 | 4.4 | 0.8 | 7
11T312-MD [9.525(3.97 | 4.4 | 1.2 | 7
09T304-MD [9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
097308-MD [9.525(3.97 | 4.4 | 0.8 | 7 ° ° °
09T312-MD [9.525(3.97 | 4.4 [ 1.2 | 7 ° ° °
SCMT
120404-MD (12.7 [4.76 | 5.5 | 0.4 | 7 ° ° °
120408-MD (12.7 (4.76 | 5.5 | 0.8 | 7 ° ° °
120412-MD [12.7 (4.76 | 5.5 | 1.2 | 7 ° ° °
090204-MD [5.56 (2.38 | 2.5 | 0.4 | 7
090208-MD [5.56 (2.38 | 2.5 | 0.8 | 7
110304-MD |6.35 [3.18 | 2.8 | 0.4 | 7 ° ° °
TCMT| 110308-MD |6.35 (3.18 | 2.8 [ 0.8 | 7 ° ° °
110312-MD [6.35 [3.18 | 2.8 | 1.2 | 7
16T304-MD |9.525(3.97 | 4.4 | 0.4 | 7
16T308-MD (9.525(3.97 | 4.4 | 0.8 | 7
16T312-MD (9.525(3.97 | 4.4 | 1.2 | 7
110304-MD [6.35 (3.18 | 2.8 | 0.4 | 7 ° ° °
VCMT,
110308-MD [6.35 [3.18 | 2.8 | 0.8 | 7 ° ° °
160404-MD |9.525(4.76 | 4.4 | 0.4 | 5 ° ° °
VBMT
160408-MD (9.525(4.76 | 4.4 | 0.8 | 5 ° ° °
0803MOE-R1| 8 [2.38 | 3.3 | - 7 °
10T3MOE-R1| 10 [3.97 | 4.5 | - 7 °
RCMT| 1204MOE-R2| 12 |4.76 | 4.4 | - 7 °
1606MOE-R3| 16 [6.35| 5.5 | - 7 °
2006MOE-R4| 20 [6.35| 6.5 | - 7 °
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General Turning

B

Inserts for processing castiron &M I === +=-+---=-Semi Finishing F#1EMT

The basic shape of negative rake inserts

BRRERFMKI A

. ) Grade recommendation #EHEE
Dimension(mm)
. . . CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type EARA VDB B PVDE B 5 SEIE | FREEY
/g F g
N BERH B ocl s | og 2% |2/223(3/9/%(%(8(8 %8| &
: R Sl 2 |SIRIRIRIn|RIRISINIR N
o N o - N[O - o - N N N = o
o o o o oo o - - o - o o o
120404-CQ [12.7 | 4.76 | 5.16 | 0.4
120408-CQ [12.7 | 4.76 | 5.16 | 0.8
R
120412-CQ [12.7 | 4.76 | 5.16 | 1.2 °
or @ 120416-CQ [12.7 | 4.76 | 5.16 | 1.6 °
S CNMG
160608-CQ |15. 875 6.35 | 6.35 | 0.8 °
160612-CQ |15.875| 6.35 | 6.35 | 1.2 °
160616-CQ |15.875] 6.35 | 6.35 | 1.6 °
110408-CQ |9.525 | 4.76 | 3.81 | 0.8 °
110412-CQ |9.525 | 4.76 | 3.81 | 1.2 °
QLo 150408-CQ [12.7 | 4.76 | 5.16 | 0.8
DNMG
g[” 150412-CQ [12.7 | 4.76 | 5.16 | 1.2
150608-CQ [12.7 | 6.35 | 5.16 | 0.8
150612-CQ [12.7 | 6.35 | 5.16 | 1.2
120408-CQ [12.7 | 4.76 | 5.16 | 0.8
120412-CQ [12.7 | 4.76 | 5.16 | 1.2
SNMG | 120416-CQ [12.7 | 4.76 | 5.16 | 1.6
150612-CQ |15. 875 6.35 | 6.35 | 1.2
150616-CQ |15.875| 6.35 | 6.35 | 1.6
160408-CQ |9.525 | 4.76 | 3.81 | 0.8
160412-CQ |9.525 | 4.76 | 3.81 | 1.2
TNMG
220408-CQ (12.7 | 4.76 | 5.16 | 0.8
220412-CQ (12.7 | 4.76 | 5.16 | 1.2
060408-CQ |9.525 | 4.76 | 3.81 | 0.8
060412-CQ |9.525 | 4.76 | 3.81 | 1.2
aSAKIN, WNMG| 0B0404-CQ [12.7 | 4.76 | 5.16 | 0.4
- i 080408-CQ [12.7 | 4.76 | 5.16 | 0.8
st
080412-CQ [12.7 | 4.76 | 5.16 | 1.2
080416-CQ [12.7 | 4.76 | 5.16 | 1.6
160404-CQ |9.525 | 4.76 | 3.81 | 0.4
160408-CQ |9.525 | 4.76 | 3.81 | 0.8
VNMG
160412-CQ |9.525 | 4.76 | 3.81 | 1.2
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Inserts for processing castiron &E#MITJIfF ------------Rough machining #8nT

The basic shape of negative rake inserts

aRTREARERKIIF
) ) Grade recommendation #EHEE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZ B IS SEEE | HREEu
T BEAREAR B SR o o |[»|»|»|o|o|lo|o|o|lo|o | o o
ol.C S od R Y 0 I I| IT|T T | T|T|T| T R R R
’ i 2 IRINIRID NP IRININ|N N
o N o - N[O - o - N N N - o
o o o o (=N =} o - - o - o o o
120408-RA [12.7 | 4.76 | 5.16 | 0.8 °
120412-RA [12.7 | 4.76 | 5.16 | 1.2 °
92 R
I 120416-RA [12.7 | 4.76 | 5.16 | 1.6 °
CNMG| 160612-RA |15.875| 6.35 | 6.35 | 1.2 °
160616-RA [15.875| 6.35 | 6.35 | 1.6 °
190612-RA [19.05 | 6.35 | 7.93 | 1.2 °
190616-RA [19.05 | 6.35 | 7.93 | 1.6 °
150408-RA [12.7 | 4.76 | 5.16 | 0.8 °
150412-RA [12.7 | 4.76 | 5.16 | 1.2 °
| A5 |oNma| 150608-RA [12.7 | 6.35 | 5.16 | 0.8 o
cHE
] 150612-RA [12.7 | 6.35 | 5.16 | 1.2 °
S
150616-RA [12.7 | 6.35 | 5.16 | 1.6 °
120408-RA [12.7 | 4.76 | 5.16 | 0.8 N
120412-RA [12.7 | 4.76 | 5.16 | 1.2 .
120416-RA [12.7 | 4.76 | 5.16 | 1.6 o
150612-RA [15.875| 6.35 | 6.35 | 1.2 N
150616-RA [15.875| 6.35 | 6.35 | 1.6 o
190616-RA |19.05 | 6.35 | 7.93 1.6 a
250724-RA |25.4 | 7.94 | 9.12 | 2.4 N
160408-RA [9.525 | 4.76 | 3.81 0.8 N
160412-RA [9.525 | 4.76 | 3.81 1.2 o
160416-RA [9.525 | 4.76 | 3.81 1.6 N
TNMG
220408-RA [12.7 | 4.76 | 5.16 | 0.8 o
220412-RA |12.7 | 4.76 | 5.16 | 1.2 o
220416-RA [12.7 | 4.76 | 5.16 | 1.6 °
060408-RA [9.525 | 4.76 | 3.81 0.8 o
R ® = 060412-RA |9.525 | 4.76 | 3.81 1.2 °
‘ (O ) |wNma
080408-RA [12.7 | 4.76 | 5.16 | 0.8 °

2 li . . . .
080412-RA [12.7 4.76 5.16 1.2 °
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General Turning

B

Inserts for processing castiron &M J]f == -=----+-----Rough machining 480 T

The basic shape of negative rake inserts

aRTREARERKIIF
Grade recommendation #E#EE
The basic shape of inserts Type BARYT C\/C[Lc;;i};gxg;de PV:Vc;;gggg;de ngﬂ;iﬁc Unjsg;ﬁ;de
PREATS % lecl s |ea | n | 3|3 |EE[E[3[3/8/518(3 ]3] B
S| B |B|E|BIE|3[CZ|BIR|IB|3 g
120408-GH [12.7 | 4.76 | 5.16 | 0.8 ° ° °
120412-GH [12.7 | 4.76 | 5.16 | 1.2 ° ° °
8 120416-GH [12.7 | 4.76 | 5.16 | 1.6 . . .
CNMG| 160608-GH [15.875| 6.35 | 6.35 | 0.8 ° ° °
160612-GH [15.875| 6.35 | 6.35 | 1.2 ° ° °
190608-GH [19.05 | 6.35 | 7.93 | 0.8 ° ° °
190612-GH [19.05 | 6.35 | 7.93 | 1.2 ° ° °
110408-GH [9.525 | 4.76 | 3.81 | 0.8 ° ° °
150408-GH [12.7 | 4.76 | 5.16 | 0.8 ° ° °
150608-GH [12.7 | 6.35 | 5.16 | 0.8 ° ° °
120408-GH [12.7 | 4.76 | 5.16 | 0.8 ° ° °
120412-GH [12.7 | 4.76 | 5.16 | 1.2 ° ° °
150608-GH [15.875| 6.35 | 6.35 | 0.8 ° ° °
150612-GH [15.875| 6.35 | 6.35 | 1.2 ° ° °
160408-GH [9.525 | 4.76 | 3.81 | 0.8 ° ° °
160412-GH [9.525 | 4.76 | 3.81 | 1.2 ° ° °
220408-GH (12.7 | 4.76 | 5.16 | 0.8 ° ° °
220412-GH |12.7 | 4.76 | 5.16 | 1.2 ° ° .
060408-GH |9.525 | 4.76 | 3.81 | 0.8 ° ° °
Iy o . ) 060412-GH |9.525 | 4.76 | 3.81 | 1.2 ° ° °
WNMG| 080408-GH [12.7 | 4.76 | 5.16 | 0.8 ° ° °
g 080412-GH (12.7 | 4.76 | 5.16 | 1.2 ° ° °
° 080416-GH (12.7 | 4.76 | 5.16 | 1.6 ° ° °
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B

Rough machining of cast iron &AM T ----------

The basic shape of negative rake inserts

BRRERFMKI A

--=--Rough machining #2811 T

Dimension(mm) Grade recommendation #E#EE
The basicshape ofinserts|  Type EERY Cooeman | mommaw | smws | wanss
TR ERT =E o loc] s | o
s | B |8|3|BIBI3|B|Z|BIRIB |3 g
120404 12.7 4.76 5.16 °
120408 12.7 4.76 5.16 °
120412 12.7 4.76 5.16 °
CNMA 160604 15.875| 6.35 6.35 °
160608 15.875| 6.35 6.35 °
160612 15.875| 6.35 6. 35 °
160616 15.875| 6.35 6.35 °
110408 9.525 | 4.76 3.81 °
110412 9.525 | 4.76 3. 81 °
150404 12.7 4.76 5.16 °
DNMA 150408 12.7 4.76 5.16 °
150412 12.7 4.76 5.16 °
150604 12.7 6. 35 5.16 a
150608 12.7 6.35 5.16 °
150612 12.7 6.35 5.16 °
090304 9.525 | 3.18 3.81 °
090308 9.525 | 8.18 3. 81 o
120404 12.7 4.76 5.16 .
120408 12.7 4.76 5.16 °
120412 12.7 4.76 5.16 °
150608 15.875| 6.35 6. 35 .
150612 15.875| 6.35 6. 35 o
190608 19.05 | 6.35 7.93 °
190612 19.05 | 6.35 7.93 °
160408 9.525 | 4.76 3. 81
160412 9.525 | 4.76 3. 81
é TNMA 220404 12.7 4.76 5.16
220408 12.7 4.76 5.16
220412 12.7 4.76 5.16
060404 9.525 | 4.76 3. 81
060408 9.525 | 4.76 3. 81
060412 9.525 | 4.76 3.81
WNMA
080404 12.7 4.76 5.16
080408 12.7 4.76 | 5.16
080412 12.7 4.76 5.16
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General Turning

B

Aluminum processing S8R9I T 71 K

The basic shape of negative rake inserts

BRRERFMKI A

) ) Grade recommendation #EHEE
Dimension(mm)
. . HART CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDIE S SEIE | FREEY
N BERH B 2% |2/223(3/9/%(%(8(8 %8| &
oic| s | oo
N 120404-LH | 12.7 | 4.76 | 5.16 °
Y2 120408-LH | 12.7 | 4.76 | 5.16 °
C
%é = CNGG
120412-LH | 12.7 | 4.76 | 5.16 .
[ ]
s 150404-LH | 12.7 | 4.76 | 5.16 °
o\.cfi;q%‘v 150408-LH | 12.7 | 4.76 | 5.16 °
B /IDNGG
150604-LH | 12.7 | 6.35 | 5.16 °
150608-LH | 12.7 | 6.35 | 5.16 °
120404-LH | 12.7 | 4.76 | 5.16 °
< 120408-LH | 12.7 | 4.76 | 5.16 °
1|snaa
120412-LH | 12.7 | 4.76 | 5.16 °
[ ]
160404-LH | 9.525| 4.76 | 3.81
160408-LH | 9.525| 4.76 | 3.81
TNGG| 160412-LH | 9.525| 4.76 | 3.81 o
220408-LH | 12.7 | 4.76 | 5.16 °
220412-LH | 12.7 | 4.76 | 5.16 °
160404-LH | 9.525| 4.76 | 3.81 A
160408-LH | 9.525| 4.76 | 3.81 °
VNGG
[ ]
[ ]
060404-LH | 9.525| 4.76 | 3.81 A
060408-LH | 9.525| 4.76 | 3.81 N
A|WNGG| 080404-LH | 12.7 | 4.76 | 5.16 o
080408-LH | 12.7 | 4.76 | 5.16
080412-LH | 12.7 | 4.76 | 5.16
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General Turning

B

Aluminum processing $89 M T 71 &

The basic shape of negative rake inserts

96

EmAREAREKRI A
Dimension(mm) Grade recommendation #E#EE
The basic sha f . - BEAR CVDco:atinggrnade PVD coFting g:ade Ceramic Unco?ted gurade
pe otinserts ype CVDE B hs PVDZ & k2SR £ERE R MR
oy up Y 5y
S S |8|3|8|8|a3|2|=|38|IX|8 ]| 3 S
060202-LH|6.35 [2.38| 2.8 [ 0.2 | 7 G O O
060204-LH|6.35 [2.38| 2.8 | 0.4 | 7 ® ® ®
060208-LH|6.35 [2.38| 2.8 | 0.8 | 7 ° ° °
I 77“ 09T302-LH|9.525/3.97 | 4.4 | 0.2 | 7 o M °
‘&[ CCGT| 09T304-LH[9.525(3.97| 4.4 | 0.4 | 7 © O O
09T308-LH|9.525/3.97 | 4.4 | 0.8 | 7 C O O
120402-LH[12.7 |4.76| 5.5 | 0.2 | 7 o i i
120404-LH[12.7 |4.76| 5.5 | 0.4 | 7 o o b
120408-LH[12.7 |4.76| 5.5 | 0.8 | 7 O O O
070202-LH|6.35 [2.38| 2.8 [ 0.2 | 7 C O O
070204-LH|6.35 |2.38| 2.8 | 0.4 | 7 ° ° °
070208-LH|6.35 [2.38| 2.8 | 0.8 | 7 i i d
o\8 DCGT | 117302-LH|9.525(3.97 | 4.4 | 0.2 | 7 ° ° °
11T304-LH[9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
11T308-LH[9.525(3.97| 4.4 | 0.8 | 7 ° . .
11T312-LH[9.525(3.97| 4.4 | 1.2 | 7 ° ° °
09T302-LH|9.525/3.97 | 4.4 | 0.2 | 7 ° ° °
09T304-LH|9.525(3.97 | 4.4 | 0.4 | 7 ° ° °
09T308-LH|9.525/3.97 | 4.4 | 0.8 | 7 ° ° °
120402-LH[12.7 |4.76| 5.5 | 0.2 | 7 ° ° °
SCGT | 120404-LH[12.7 |4.76| 5.5 | 0.4 | 7 ° ° °
120408-LH[12.7 |4.76| 5.5 | 0.8 | 7 ° ° °
120412-LH[12.7 |4.76| 5.5 | 1.2 | 7 ° ° °
120416-LH[12.7 |4.76| 5.5 | 1.6 | 7 ° ° °
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General Turning
S

Aluminum processing $89 M T 71 &

The basic shape of negative rake inserts

EmAREAREKRI A
Dimension(mm) Grade recommendation #E#EE
DB ¥ ol s |oalm || 3|2 |Z[Z|Z3]3(3/3(5/88 ]3] ¢
' s | B |8|2|IBIB(3|B|Z|BIRIB |3 g
090202-LH [5.56 |2.38| 2.5 | 0.2 | 7 °
090204-LH [5.56 [2.38| 2.5 | 0.4 | 7 °
090208-LH [5.56 |2.38| 2.5 | 0.8 | 7 .
110202-LH |6.35 |2.38| 2.8 | 0.2 | 7 °
TCGT|110204-LH [6.35 [2.38| 2.8 | 0.4 | 7 °
gé, 110208-LH |6.35 [2.38| 2.8 | 0.8 7 °
ﬂ;l 16T302-LH |9.525(3.97 | 4.4 | 0.2 | 7 °
16T304-LH |9.525(3.97 | 4.4 | 0.4 | 7 °
16T308-LH |9.525(3.97 | 4.4 | 0.8 | 7 °
16T312-LH |9.525(3.97 | 4.4 | 1.2 | 7 °
110302-LH |6.35 [3.18| 2.8 | 0.2 | 7 °
110304-LH |6.35 |3.18| 2.8 | 0.4 | 7 °
110308-LH |6.35 |3.18| 2.8 | 0.8 | 7 °
130302-LH |7.86 |3.18| 3.4 | 0.2 | 7 °
130304-LH |7.86 |3.18| 3.4 | 0.4 | 7 °
VCGT | 160402-LH |9.525/4.76 | 4.4 | 0.2 | 7 °
160404-LH |9.525(4.76 | 4.4 | 0.4 | 7 °
160408-LH |9.525(4.76 | 4.4 | 0.8 | 7 °
160412-LH |9.525/4.76 | 4.4 | 1.2 | 7 °
220520-LHG12.7 |5.96| 5.5 | 2 7
220530-LHG12.7 |5.96| 5.5 | 3 7
110302-LH |6.35 |3.18| 2.8 | 0.2 | 5
110304-LH |6.35 |3.18| 2.8 | 0.4 | 5
110308-LH |6.35 [3.18| 2.8 | 0.8 | 5
160402-LH |9.525(4.76 | 4.4 | 0.2 | 5
160404-LH |9.525(4.76 | 4.4 | 0.4 | 5
VBGT
160408-LH |9.525/4.76| 4.4 | 0.8 | 5
160412-LH |9.525(4.76 | 4.4 | 1.2 | 5
220516-LH [12.7 |5.96| 5.5 | 1.6 | 5
220525-LH [12.7 |5.96| 5.5 | 2.5 | 5
220530-LH [12.7 |5.96| 5.5 | 3 5
0602MO-LH |6 2.38) 2.5 |- 7
0803MO-LH (8 3.18( 3.4 | - 7 °
RCGT|1003MO-LH [10 [3.18| 4.4 | - 7 5
10T3MO-LH [10  [3.97| 4.4 | - 7 °
1204M0-LH (12 | 4.76| 5.5 | - 7 °
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General Turning
S

Aluminum processing $89 M T 71 &

The basic shape of negative rake inserts

FRIAREAERKTIR
. . Grade recommendation #E#EE
Dimension(mm)
) ) HART CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type oV R PVDE EHESE SEEE | FRERY
o ug Fill
71K E AR B oicl s | og B8 |EIEER|R(%]8|%)8 % 3
- R | « 81 2 [RIRRRIN|n|SIRIRININ N
o N o - N[O - o - N N N - o
o o o o oo o - - o - o o o
11T304-LH2|9.525(3.97 | 4.4 |0.4 | 7 °
11T308-LH2|9.525(3.97 | 4.4 |0.8 | 7 °
DCGT
16T304-LH2|9.525(3.97 | 4.4 |0.4 | 7 °
16T308-LH2|9.525(3.97 | 4.4 |0.8 | 7 °
TCGT
160404-LH2|9.525(4.76 | 4.4 |0.4 | 7 °
160408-LH2|9.525(4.76 | 4.4 |0.8 | 7 °
VCGT
220530-LH2[12.7 |5.96| 5.5 |3 11
VPGT
1103003L-E|6.35 [3.18| 2.8 |0.03| 11
110301L-E |6.35 [3.18| 2.8 [0.1 11
110302L-E |6.35 |3.18| 2.8 0.2 | 11
VPET
1103003R-E|6.35 [3.18| 2.8 |0.03| 11
110301R-E |6.35 [3.18| 2.8 [0.1 11
110302R-E |6.35 |3.18| 2.8 0.2 | 11
060202-LH3[6.35 |2.38| 2.8 |0.2 | 7 °
060204-LH3[6.35 |2.38| 2.8 (0.4 | 7 °
09T302-LH3|9.525/3.97 | 4.4 (0.2 | 7 °
CCGT 091304-LH3|9. 525 3.97| 4.4 [0.4 | 7 o
09T308-LH3[9.525(3.97 | 4.4 (0.8 | 7 °
120404-LH3|12.7 [4.76| 5.5 0.4 | 7 .
070202-LH3[6.35 |2.38| 2.8 |0.2 | 7 o
R
T 070204-LH3[6.35 [2.38| 2.8 [0.4 | 7 .
01C ? s
N 5 11T302-LH3|9.525(3.97 | 4.4 |0.2 | 7
o | /5 |peaT o
; 11T304-LH3|9.525(3.97 | 4.4 |0.4 | 7 °
11T308-LH3|9.525(3.97 | 4.4 |0.8 | 7 .
110204-LH3|6.35 [2.38| 2.8 0.4 | 7 a
TCGT |16T304-LH3|9.525/3.97| 4.4 |0.4 | 7
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General Turning

B

Aluminum processing $89 M T 71 &

The basic shape of negative rake inserts

ERAEAEMKI R

. . Grade recommendation #E#EE
Dimension(mm)
. . HART CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDR B PVDE 2% SEME | F2mEEw
AN B3

NREATHK # S 1% [Z[Z[Z(3(3(31318/%|% 8] %
oIlC| S |od | R || 8| & |3I”IR|IR|”|ININ|RIRIN|RN N
o N o =[N |OS - o - N N N = o
o o o o| oo o - - o - o o o
110302-LH3|6.35 3.18| 2.8 [ 0.2 | 7 °
110304-LH3|6.35 [3.18| 2.8 | 0.4 | 7 °
VCGT [160402-LH3|9.525/4.76 | 4.4 | 0.2 | 7 °
160404-LH3|9.525|4.76 | 4.4 | 0.4 | 7 °
160408-LH3|9. 525/ 4.76| 4.4 | 0.8 | 7 °
B 11T302-LA |9.525/3.97 | 4.4 | 0.2 | 7 °
@é . s P 11T304-LA |9.525/3.97 | 4.4 | 0.4 | 7 °

7 = DCGT
st 11T308-LA |9.525/3.97 | 4.4 | 0.8 | 7 °

iyl

110302-LA |6.35 [3.18| 2.8 [ 0.2 | 7 °
110304-LA |6.35 |3.18| 2.8 | 0.4 | 7 °
VCGT [160402-LA |9.525/4.76| 4.4 | 0.2 | 7 °
160404-LA |9.525/4.76| 4.4 | 0.4 | 7 °
160408-LA |9.525/4.76| 4.4 | 0.8 | 7 °
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General Turning

B

Aluminum processing $2HIMMIT 1A

Inserts for processing wheel

100 1 -

iR
) ) Grade recommendation #E#EE
Dimension(mm)
. . EAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB B IEN PVDIE S SEME | FREEY
Uk E
N BERH B 2% |2/223(3/9)%(%/8(8 %8| &
L BBl s | R| &g| 2 3338”8 RIRIRIRI|N N
o o o o oo o - - o - o o o
30 [ 7.2 6 8.2 (1.2
s Ly e
|
@E GDMA840-LH 30 |8 56(82]|4
1
° , \VERY,
5@3
m 400-A-LH | 21 | 4 3.3| 4.8/ 2
500-A-LH | 26 | 5 41|58/ 25
o 5 YL_17|MRGN
i@} 600-A-LH | 26 | 6 5 5.8 |3
bl | 800-A-LH | 31 | 8 6 6.5 4
GIP60OE-3.00-LH| 18 | 6 4.8 653
[ [/ T\
B1-9 Turning inserts for bearing & 7% E J]
) ) Grade recommendation #EHE
Dimension(mm)
. . HARST CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDR B PVD B k5% SEBE | FRENE
INSE-: N2 N BsR o o |[»|»|»|u|lo|lojlu|jo|lo|lo | o] o o
ol.C| S od «® o 6 |22 |NI K| &
- - N N N N n NN I\ I\ N N n -
o N o - N o o - - N N - w o ©o
m| X[ X|®» (2]
0802M0-V1| 8 2.38 | 3.3 15 oo
RDMT| 1o13mMo-v1| 10 | 3.97 | 4.5 15 oo
1204M0-V2| 12 | 3.18 | 4.4 15 oo
1203M0-V2| 12 | 4.76 | 4.4 11 oo
RPMT
16T4MO-V3| 16 | 4.96 | 5.5 11 oo
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Code key for indexable milling inserts

SR AE TR RRA R
Inserts Shape/Code _ - Metric 2 #I _ -
TR AR S Code W'thé‘é"l'éhou z\}qitgé‘pgtahf;t Section plane of inser{ Code W'thé‘g’l';h"“t m}gé"gggﬁg Section plane of insert
%4 AETL HIEEBE TRH®E %4 AEAL HiEEEE TRH®E
>65°
o o 80° With Without Without Without
Pes | pe /] s | W " v " |
A B C - -
H With | Single-side 285 R Without | Single-side D
>65°
D E H c with Without Iﬁl ¢ | Without | Double-side [:]
=) 3 i @m
55° ()se° ' _ N _ _
With Double-sid With Without
ﬁ ’ J i ouble-side A D:lj
K L M A $m| 5 F
= With | Single-sid
With Without [ ingle-side
w M
O O O ||»]wm y |
o P R —o5°
With Single-side With Double-side
T i G 117
=l BE =) ®H
] . <65°
S T T Q With Without X . . Special
=l 3 FTR
<65°
Others y | With | Double-side
Hitp %
v w =l “m
Inserts Shape Chipbeaker and clamping system
AR SR HiEERRERRK
A
¥
Clearence angle of main cutting edge TelErEeE A
ELIDIE S ]
Code | Clearance angle| Code |Clearance angle m i
3574 %% 3% %% - m
3 \ ,
&,
-S| < DI
A B Inscribed circle | Thickness S | (Reference)Details of M—class tolerance (Identied by shape and size)
E E Code, Tolerance range | tojerance(mm) | Tolerance(mm) (8% ) MEHEBEAIR (BHR. A0S )
3° 5° R | masraz (mm) ﬁ%"?’i\% T:nrcn ) Sic%’ﬁ’ri rg‘ mm) @ Nose height tolerance(mm) NRBERFAZ (mm)
| ibed| Regular Diamond | Diamond | Diamond
A +0.005 +0.025 £0.025 | oo | wiangle | S9U3 | Lithaoo |withsse | withase | HoU"
,,,,,,,,,,,,,,,,,,,,,,,,,,, WiEE | E=@R | EAR | 80° R | 55° %W | 35° B B
c ﬁ D E F +0.005 +0.013 +0.025 6.35 | £0.08 | +0.08 |+0.08 |£0.11 |£0.16 | ——
X A c | +0013 £0.025 £0.025 | 9525 |+£0.08 | +0.08 |£0.08 |£0.11 |£0.16 | —-
""""""""""""""" 12.7 | +0.13 | £0.13 | £0.13 |£0.15 | — | —
H +0.013 +0.013 +0.025
,,,,,,,,,,,,,,,,,,,,,,,,,,, 15.875| +0.15 | £+0.15 | +0.15 | £0.18 - ==
E [ E E E +0.025 +0.025 +0.025 19.05 | £0.15 | £0.15 | £0.15 [ +£0.18 - -
20° 25° G | +0.025 +0.025 £0.13 | 24| — [#018] — | — | — | -
,,,,,,,,,,,,,,,,,,,,,,,,,,, ® Tolerance inscribed circle ®D1(mm)
HEBOLCAKFAE (mm)
J +0.005 +0.05-£0.13 +0.025 Inscribed | Regular Diamond | Diamond | Diamond
rrrrrrrrrrrrrrrrrrrrrrrrrrr circle | triangle | S92 | withgoe | withsse | withase | oUM
G N K +0.013 +0.05-+0.13| ==0.025 MR | ESfR | EAR | 80° ER| 55° ER | 35° B | HE
E E """""""""""""" 6.35 | £0.05 | £0.05 | £+0.05 | £0.05 | +0.05 —
30° 0° -
L 77777777 * 0025 77777 £0.05-£043) 20025 | g 555 | 10,05 | £0.05 | £0.05 | £0.05 | £0.05 |+0.05
Other M | £0.08-+0.18 |+0.05-+0.13| +0.13 12.7 | +£0.08 | +0.08 | +0.08 | +0.08 — +0.08
Clearance | | . |~ 15.875| +0.10 | £0.10 | £0.10 | +£0.10 - +0.10
P O | angle N | £0.08-£0.18 |£0.05-+0.13] +0.025 875 = * * * *
,,,,,,,,,,,,,,,,,,,,,,,,,,, 19.05 | £0.10 | +0.10 | £0.10 | +0.10 | —— |£0.10
11° HEWS
EEHER U |£0.1308-+0.38|+0.08-+0.25| =0.13 054 | — |s013| — . — li013
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Code key for indexable milling inserts

ST AEALT R RRT E
Diameter of IC Inser shape ULEIZS
C D R s T v W
(mm)
. 0 = g - A L7 a
AYEESE | | (] L] o 4
3.97
50 05
5.56
6.0 06 06
6.35 o
8.0 09 08 06
9.525 07 09 09
10.0 10 00 o
1290 12 1 12 11 10
102 12.7 16 16 12 12 11
15.875 15 1s P
16.0 19 15 16 i
19.05 19 19 1o
20.0 20 »
25.0 25 25 20
25.4 25 P o7
31.75 31
% 82 33
Lengh of Cutting edge PIEITEE

F e e A

00 0.79
TO 0.99
01 1.59
T 1.98
02 2.38
T2 2.58
03 3.18
T3 3.97
04 4.76
T4 4.96
05 5.56
T5 5.95
06 6.35
T6 6.75
07 7.94
09 9.52
T9 9.72
11 11.11
12 12.70

Insert thickness npER

|
12

AF) T
w

IR 71 B4 ( mm)

J;ﬂ

Wiper &7 Chamfer(mm )
3
(ks /|
T an
0-5°
A 45° A 3°
D 60° B 5° 1-10°
£/
E 75" c 7 2-15°
F 85° D 15°
_____ 3-20°
P 90° E 20° :
_____ T
z Others F 25° 4-25°
i
G 30° 5-30°
N 0°
N s 7
Others
z it

0-0.10

2-0.20

3-0. 25

4-0. 30

5-0. 35

6-0. 40

7-0.45

O Q0

-

o O

No mark
N

Chipbreaker code

BT BRI

DOHRE'

Cutting direction

PIEI75 1)
R Right hand #
L Left hand =
N Neutral €




General Milling

L 5@ S A

Inserts for face milling Em#t 71 &

) ) Grade recommendation #E#E
Dimension(mm)
. . HEAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZ B IS SHEE | FREEu
TI R BERFAR B SR o o |»|>» » olololo|lo|lo| ol o o
®I.C| S | d | Bs|Be| «a°| & S E RN IR 5
- - n n N (] W NN © N n n n
o N o - N - N N w © (—/; - n o
) 2204PDL/R [12.7(4.76| 5.5| 1.4 0.7| 11 o | e
TPCW
2204PPL/R|12.7|4.76| 5.5 1.4]0.7| 11 o | e
) ) Grade recommendation #EHEE
Dimension(mm)
The basic shape of inserts Type EARR CVD coating grade PVD coating grade Ceramic [Uncoated grade
. CVDE B h% PVD & k5% E£EHE EEE R
T BEARRAR B 5
o =] > >» >»| O O OO | 0|0 =) =] o
®l1.C S r o° o o |ZI T2 | N 5
- - n n N w (] NN © N n n n
o N o - N - N N w © (_/; - n o
090204 5R56) 2.38 0.4 11 L}
TPMR| 110304 | 6.35 | 3.18 | 0.4 1 oo
110308 6.35 3.18 0.4 11
) ) Grade recommendation #E#EE
Dimension(mm)
. . T CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts T BARRS .
p ype CVDB B kRS VDB 3 SEHE | BN
) U 45
TR B AR 2% o o >»| » »| Olg|lglo|lg|Oo| O o o
oI.C| S Bs Be| «°| & o |ZIZZII3I22|22IN| N S
- -t N n N w w NN © N n n n
o N o | N[ =] D MW | © (7’ - N o
1603PPL/R |9.525(3.18 | 1.2 [=0.7 11 ° o °
1603PDL/R |9.525(3.18 | 1.2 [=0.7 11 o o °
TPKN
2204PDL/R |12.7 |4.76 | 1.4 |=0.7 11 ° ° °
1603PDL/R |9.525(3.18 | 1.3 [=0.7 11 ° ° °
TPAN
2204PDL/R |12.7 |4.76 | 1.4 |=~0.7| 11 ° ° °
S
TPCN
1603PDL/R |9.525[3.18 | 1.3 |=0.7 11
2204PDL/R |12.7 |4.76 | 1.4 |=~0.7| 11
TECN | 1603PEL/R |9.525|3.18 | 2 3~o04 20
TDKN | 2204PDL/R [12.7 |4.76 | 1.4 |=0.7| 15
TEKN | 2204PDL/R [12.7 |4.76 | 1.4 |=0.7 20
TFAN | 2203PFL/R |12.7 |3.18 | 2.5 |=0.7 25
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

104

) ) Grade recommendation #EHEE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE B8 SEME | FREEY
T BEAREAR B SR o o |»|» »|olololo|o|lo|o| o o
®I.C| S Bs o® o o [T II3R 2T & S
: = — NN IR R R R g n
o n o - N - N N w © (7’ - N o
1103PPN | 6.35 | 3.18 | 0.7 11 U
1603PPN | 9.525 | 3.18 1.2 11 °
TPAN
2204PPN | 12.7 | 4.76 | 1.3 11 °
1103PPN | 6.35 | 3.18 | 0.7 11 °
1603PPN | 9.525| 3.18 1.2 11 [
TPCN
2204PPN | 12.7 | 4.76 | 1.3 11 °
1103PPN | 6.35 | 3.18 | 0.7 11
1603PPN | 9.525 | 3.18 1.2 11
TPKN
2204PPN | 12.7 | 4.76 | 1.3 11
. . Grade recommendation #EHE
Dimension(mm)
. . HEARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDE Rk PVDI B iE3E SEEE | E2EER
nﬁ'—g*ﬁéﬂk gﬂ%ﬁ ] o > »| »| O 0O| OO |0O|OC o o o
®I.C| S | d | Bs|Be| a°| & o | T I EIII2AT|2T|IRI|R N
- - n n N w (] NN o [N n n n
o N o - N - N N w © (7) - N o
1204EDFL/R|12.7 [4.76[5.5 [1.4| 1 | 11
1204EDFL/R|12.7 [4.76(5.5 [1.4| 1 | 11
SPKW
1204EDFL/R|12.7 [4.76]5.5 [ 1.4| 1 | 11
1504EDFL/R|15.875(4. 76 5.5 [ 1.5 1 | 11
SPCW
1504EDFL/R|15.875(4. 76 5.5 [ 1.5 1 | 11
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

) ) Grade recommendation #EHEE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE B8 SEME | FREEY
N EERR w 2 | 2 iz(z/z(3/3|8/3/8/3(g 8| &
e B B B B O BB I e I P S Pl e - T I B
o n o - N - N N | © (7’ - N o
% ) s SEEW1504AFN [15.875| 4.76| 5.5 | 20 [2.85 o |eo
vtr
=
) . Grade recommendation #E#E
Dimension(mm)
. . BEAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE S SEME | FREEY
4 Uk F g
TR B AR B 21 2222933998 B | =
I.C | S D | «° Bs | ©O O[NNI 22NN N
SQBBBS%Bngam S
SEKT1204AESN | 12.7 [ 4.76| 5.5 | 20 [15.23 o |eo
. . Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDR A PVDH% 5 SEIE | FREEY
INSE-:Ni 2N B SR o o |»|»|» ool olo|lojo| o] o o
oI.C| S Bs | Be o o | XTI S2A222N| & S
S 8 I8 RNegRNBIeIRIE|R S
w
1204ANN | 12.7 | 4.76 | 2 - ®
1504ANN | 15.875 4.76 | 2.5 - O
SNAN
1904ANN | 19.05| 4.76 | 3 - ®
1204ANN | 12.7 | 4.76 | 2 -
1504ANN | 15.875 4.76 | 2.5 -
1| SNCN
1904ANN | 19.05| 4.76 | 3 -
1904ADSN | 19.05 | 4.76 | 4 0.5
1204ANN | 12.7 | 4.76 | 2 -
1504ANN | 15.875 4.76 | 2.5 -
SNKN
1904ANN | 19.05| 4.76 | 3 -
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General Milling
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Inserts for face milling E#t 71 K

106

) ) Grade recommendation #EHEE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE B8 SEME | FREEY
7B = 2| 2 |x|z|z|%|%l8l5|8l5|8 8| ¢
Kol s B Mmoo o ISIRISIBIB(RIE BR8N R B
o n o - n - N n | w © a - n o
1204ENN | 12.7 4.76 | 1.4 0.8 °
1504ENN |15.875| 4.76 | 1.4 1.5 °
SNAN
1904ENN [19.05 | 4.76 | 2 1.3 °
1204ENN [ 12.7 4.76 | 1.4 0.8 °
X 1504ENN | 15.875| 4.76 | 1.4 1.5 °
J| SNCN
1904ENN [19.05 | 4.76 | 2 1.3 °
1204ENN | 12.7 4.76 | 1.4 0.8
1504ENN |15.875| 4.76 | 1.4 1.5
SNKN
1905ENN [19.05 | 4.76 | 2 1.3
) ) Grade recommendation #EEE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PV S SEME | FREEY
T BEARFAR B SR o o |»|»|>»|u|lo|lo|lu|lo|jo|o | o o
I.C s «° | Be o | o |ZIZZ8R22|22 I8N 5
- - n n n w w NN O | N N n n
o n o - n - N N[ w © _(f; - N o
SPGN| 090304 [9.525 | 3.18 11 0.4
090308 |9.525 | 3.18 11 0.8
; SPGN
120308 |12.7 3.18 11 0.8
SPEN| 120408 |[12.7 4.76 11 0.8
120404 |12.7 4.76 11 0.4
2 SPGN
e 120408 |(12.7 4.76 11 0.8
[ 150412 | 15.875| 4.76 11 1.2
¢ SPEN
190416 |19.05 | 4.76 11 1.6
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

Grade recommendation #E#EE

Dimension(mm)

. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE B8 SEME | FREEY
S up U g
n)#gzk%ﬁﬁk ;:‘.'._ﬁ g =) >|>»(>»| 00|00 |00 g o =]
®I.C| S Bs | Be| «°| §& o |[Z1 ISR 22ITI2|R| R N
= - n NN W W NN © [N N N n
o n o =1 N - N N w © ?/; - N o
1204APN (12.7 [4.76| 2.22 - 11
SPCN 1904APN [19.05 [4.76 | 4.48 - 11
' ' ' 107
SECN|1203AEN (12.7 |3.18 | 2.48 - 20 °
SDKN |1504AEN [15.875|4.76 | 1.9 15 °
SEEN|1203AFFN |12.7 |3.18 | 1.8 - 20 °
1203AFTN-1(12.7 [3.18 | 1.8 - 20 o
1203AFN (12.7 [3.18 | 2.46 ri 20 °
1204AFN (12.7 |4.76 | 1.8 - 20 L4
SEKN
1204AFTN (12.7 |4.76 | 1.8 - 20 °
1504AFN (15.875(4.76 | 1.6 - 20
1504AFTN (15.875(4.76 | 1.6 - 20

SPKN|1504AFTN [15.875(4.76 | 1.8 | 1 11

SEMN [1204AEN [12.7 |4.76] 2.1 - 20

. . Grade recommendation #E#ERE
Dimension(mm)

. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB S PVDI B iESE $EEE | FEEY
TR BERA = 2|2 |x|z|z|3|3|5 B3R 8 8] ¢
S I I O B O B O S N P P P o R R T
o n o - n - N N © —U; - N o
| SPEX | 1203EDL/R |12.7 |3.18 | 11 | 500 [15

SPKX | 1504EDFL/R | 15.88(4.76 | 11 500 [19.37
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

) . Grade recommendation #EHEE
Dimension(mm)
X X EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB Bl PVDIE 5 SEME | FREEY
4 4k B 5F
PR S R B e R HEHEE
' A ERHEHENEEBEHEEREAR: 8
]
SEMN1203AFTN | 12.7| 3.18 20
) . Grade recommendation #E#E
Dimension(mm)
; ; HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ K8 PVDE EHESE SEBE | TEEEY
TI R EREA B sk o o |»|»|»|olu|lulo|o|lu|o| o o
I.C S r a® o o |Z IR IITIT2IRI| R 0
' s | o [B] 2R 28| RIB|EIR|R|R s
[2]
090304 | 9.525| 3.18 | 0.4 11 °
7
T/ 097304 | 9.525| 3.97 | 0.4 11 °
3 —J 090308 | 9.525| 3.18 | 0.8 11 °
SPMR
- 120304 | 12.7 | 3.18 | 0.4 11 °
a
kﬂ—— 120308 | 12.7 | 3.18 | 0.8 11 °
s 120312 | 12.7 | 3.18 | 1.2 11 °
) ) Grade recommendation #E#EE
Dimension(mm)
The basic shape of inserts Type EAR~ CVD coating grade PVD coating grade Ceramic [Uncoated grade
. CVDZ B i3 PVD & h# 5% SEBRE BB
WL 2N B3
o =} >|2»|>»|90|0|0|0 0|0 =} =} =)
IC | S |a° | Bs|Be| & R EHE R EIE S R
- - n n N w W NN o N n nN n
o n o - N - n N w © (—f; - n o
1203AZ-YM | 12.7 (3.18 | 20 [ 1.6 | 0.8
- 12T3AZ-MY | 12.7(3.98| 20 [ 1.6 | 0.8
J|SEKR 1204AZ-MY | 12.7 |4.76| 20 | 1.6 | 0.8
1504AZ-YM | 12.7 |4.76 | 20 | 1.6 | 0.8
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

. . Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB Bl PVDIE 8 SENE | FREEM
4 us 5
NREERHR # : 2 e |zlz|z|8lgls3 33| |8l ¢©
IC | S | « d | r o | o |=|Z|ZIo|m|22 2120 |~ o
= - n n N w w NN © N N N n
o n o - N - N N[ © (—,Jl - N o
120408-D51(12.7 [3.97| 11 | 5.5 [ 0.8
09T308-D51(9.525/4.76 | 11 | 4.4 | 0.8
L O JlswpT
. . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ 8N PVDE RS SEEE | TEEEYN
TR EERENK B sk o o |[»|»|»|u|lo|ojo|ojlo|lo | o o
L|{w|s|D|R| 6|56 [ZIZTIZIZIIZT2IZRIRI|K ~o
= - n N N w (%] NN ©o N N n n
o N o -t N - N N[ © 57) - N o
fﬁ'\% . 150412R-D51(15. 875(12.7 | 4.91| 5.5 | 1.2
w Ly
]l” W 15T308R-D51| 15 |[9.525| 3.97| 4.4 | 0.8
i i | LPMT
: zz@
=
. . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ K8 PVDE RS SEEE | TEEEY
NEERRR wH 2| g |z|xz%3/8(8(8)3| 2|8 @
LC 1S et Bs|Bel o 2 | SISISIBIBs|R[alz| 8| R 5
o N o - N - N N W © a - n o
2
@M*;/ 1203EDFL/R | 12.7(3.18 | 11 | 1.4 | =1 °
c [ >7‘5\ - 1203EDFL/R | 12.7(3.98 | 11 | 1.4 | =1 °
o Aor |SPKN
= P 1504EDFL/R [15.875/4.76 | 11 | 1.4 | =1 °
- 1504EDFL/R [15.875(4.76 | 11 | 1.4 | =1 °
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General Milling
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Inserts for face milling E#t 71 K

. . Grade recommendation #E#ERE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB RS PVDE &S5 SEWE | aEER
TR EERENK B 5 o o | »|>»|»2|lulu|lolu|o|o| o | o o
lc|s |a° | Bs|Be| 6| 6 |88 22[22 NN R
= - n n N w w N[N © | N N N n
o n o - N - N N[ w © (_13 - n o
1203EDL/R [12.7 [3.18 | 11 1.4 | =1 °
SPAN
1504EDL/R [15.875(4.76 | 11 1.4 | ~1 O
110 @
vs Y 1504EDL/R [15.875(4.76 | 11 1.4 | =1 °
)
: > 1203EDL/R [12.7 [3.18| 11 1.4 | ~1 b
r /
‘ e . 1504EDL/R [15.875(4.76 | 11 1.4 | =1 ®
' SPKN
- 1203EDL/R [12.7 [3.18 | 11 1.4 | =1 O
SECN| 1203EEL/R [12.7 [3.18| 20 | 2.5 | - .
SFAN| 1203EFL/R |12.7 |3.18| 25 | 2.5 | -
) ) Grade recommendation #EHEE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ BN PVDIEH25E SEWE | BB
AEEEBR = 22 |% 2% %9893/ 8 ¢
LG S e B Be) 2 O HSIRISIBIBIRIB|BIR| BB R
o n o - N - N N | w © (—I; - n o
s b 1204ZETL/R | 12.7[4.76 | 11 [1.93] 0.6
A=l SPKN
[’ . 1504ZEFL/R (15.8754.76 | 11 |2 0.8
D s :
R 1504ZETL/R (15.875/4.76 | 11 |2 1
i SPCN
s
) . Grade recommendation #E#E
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB S PV B 83K $EEE | FREEY
. ]n
TI R ERRAR B o o [ »| » »l g ol oololo| ol o o
®LC| S r «® o = S S R B S O A 5
- - n n I\ w w NN o|ln N n n
o n o - N - N N w © (—I; - n o
bs
01O T SDHWO9O03AEFN| 9.53| 3.18 | 0.75 | 15
) ELQ— \
s
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General Milling

L 5@ S A

Inserts for face milling E#t 71 K

) . Grade recommendation #E#EE
Dimension(mm)

. . BEAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDER R PVDE B SEWE | FaEMT
Sk 7 3

= - n N N w w NN ©o N N N n
o N o - N - N N | w © (—;) - N o

05T305-NN |5.26(12.7|3.97| 4.4(0.5]| 25 °

OFMT
070405-NN |7. 46|18 4.76/5.5(0.5| 25 °

. . Grade recommendation #E#ERE
Dimension(mm)

. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDE B IS sHEmE | taEEw
TR EEENK B 5K o o |»|»|>»|u|lo|olo|lo|jo|o | o o
®I1.C ] r a® o o |ZI XIS TT|I2I2IN| N N
- - n N n w (] NN © [N N n n
o n o -t N - N N | W © ;J - N o

<

w2 T O HEEN532 15.875| 4.76 | 0.8 | 20

-

s

) . Grade recommendation #E#EE
Dimension(mm)

. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDR PVDI B 3 N
T EARFAR B o o |»|»|»|u|lo|lo|lo|o|lo|o | o o
Ljolcl s|D|R|a| 6| 6 |ZIZZIRII2[2T|N|K ™
- - n N n w (4] NN © [N N n n
o n o -t N - N N | W © ;J - N o
OFERO70405NN |7.46[18 [4.76/2.3|0.5]| 25 °

) . Grade recommendation #E#EE
Dimension(mm)

. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB I PVDB B HEH SENE | FREmE
71 R EAREA B o o |»|»|»|o|luo|lu|o|ojo|o| o o
Ljolcl s|D|R|«| 6| 6 |ZIZZI3I22[22|K|K 5
S| n |B|2|R|2IRIRB|EIZIY|R 5
(2]

ODHWO504ZZN|5.26|12.7(4.76| 4.4 0.5 15
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General Milling
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Inserts for face milling E#t 71 K

) ) Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB Bl PVDIE S SENE | FREEm
T BEAREAR B 5% =} o [»|»|»|o|lo|oju|ojo|o | o o
I1.C S d o® ol 6 |ZZIZTISISI2RI2IZIN | N S
) SOIRIRIN|2IBINIB|eIN|R RN 3
w
0803MOE-G 8 3.18 | 3.4 11 L]
10T3MOE-G 10 3.97 | 4.4 1 Cle|e
1204MOE-G 12 4.76 | 4.4 11 oo e
RPMT
10T3MOE-BJS| 10 3.97 | 4.4 11 oo o
1204MOE-BJS| 12 4.76 | 4.4 1 o o o

.

RPMW

0827M0-BJS
0803MOE
1003MOE
10T3MOE

1204MOE

EoE
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General Milling

L 5@ S A

Inserts for heavy—cutting milling E&$ 7]

. . Grade recommendation #E#EE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZBIESE SEEE | HREEN
TR EERERK B s o o |»|>»|»|u|lo|o|jo|lo|jo|o | o o
ol.Cl W | S | d |[CR| 65| &6 |[Z[ZIZI3I2T2I2IZIN| N N
- - N N N w (4] NN O | N n N
o n o - n - N N W [} a - N o
44102 12.7 12.7 [6.35| 5.4 | ¢o.5 °
\/ 323-405 [12.7 (9-525 (4.76| 4.3 | 0.5 °
- 44-405 (12,7127 [6.35] 5.5 | g0.5 °
454-4R1 |16.3 |14.288/6.35| 5.5 | pq ¢ °
) ) Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE RS SEME | FREEY
T BEAREAR B SR o o |»|»|»|u|lo|ojo|lo|jo|o | o o
L | W | Ss|d|[CR| 5| o [ZIZIZIII[22I2I2|K | N
- - N N N w (%] NN O | N N n N
o n o - N - N N W [} a - N o
L
Y[i{ 77777777777 7 o /57 CDEO5T305-NN | 12.79.525 4.76| 4.5 [c1.0
g@ CDE070405-NN | 12.7(9.525| 4.76| 4.5[C1.0
g
) . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB B PVDE S SENE | FREEY
TR ERFAR B sk o o |»|»|» olou|olo|lo|jo|o| o o
L | W| s |d|CR| 6| o [ZZIIINIT|TIT|R| K N
S| B [BIRNIERINBISINIR|R 3
(2]
-~ R LNE434-02 19.05 [14.29| 6.35|5.4 [C1.0
f N ]
VP -0 O,
l N18404-JH 15.875[12.7 | 7.94| 5.5 | C0. 4
44.4" C/R
LNEOQ04TL-®4. 1 9.53 [9.53|4.76| 4.1[C0.5
ot |[O
} =
) ) Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ K8 PVDE S SEEE | TEEEY
TR EERRNK B sk o o |»|» »|  olo|oo|ojo|o| o o
L w S d ol 6 [T II22I22IN| N 0
- - N N n w w NN o | N N N n
o n o - n - N N w © a - N o
N18-1 15.875(12.7 7.94 | 5.5 e
L
“ L19.05%14.3% 1905 [14.29 | 6.35 | 5.35 -
.
| = 6. 35-R7-05. 35
g
—— —
T SNE33-01 9.525 |9.525 | 4.76 | 4.4
[ ”L@' ~—1| SNC44 12.7 [12.7 6.35 | 4.4
iy
SNC55 15.875(15.875| 7.94 | 5.5
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General Milling

L 5@ S A

Inserts for heavy—cutting milling E&$ 7]

) ) Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ K8 PVDE EHESE SEEE | TEEEY
EES 32N B
L |lw| s |dl|comr| 2|2 |ZZZ3%3%|%% 2P 2
o o g g e N I N e R R I\ N N
- - N N N w W NN © N N n N
o N o B I \C I B B R B \C O ) © a - N o
LND424-DA |13 12.7]6.35| 6 |2-R2 °
” L o 5 GLOL20023R4 [12.7 |[12.7|6.35| 5.5 |4-ro.4 o
Ei v@ L N136 15.875(12.7| 7.94| 5.5 |4-R2 .
S
GLOL20023R4 [15.875[12.7| 6.35| 5.4 [R5.0
1O
SNE1507-4R3 [15.88 |15.88 7.94| 5.5 |R3.0
LNG305-YT 17.46 [12.7| 7.15| 5.5 [R5.0
) ) Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape ofinserts | Type CVDB RIS PVDR B ko3 SEWE | FaEms
TR EERERNK 2 5% o o |[»|»|z»|u|lu|lojlou|jou|lo|o | o o
L w S |d |CR| G| 6 [ZZIIIS2T|2I2|IRIRN 5
- - n N N w w NN ©o N N N N
o N o - N - N N w © (_IJ‘ - N o
LNE323-02 [15.875|9.525 [4.76| 4.4| 2 O
LND624-DA (15.5 12.7 |7.35| 6 2R2
N135 15.88 | 9.52 [7.94|5.5( 13
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General Milling

L 5@ S A

Inserts for heavy—cutting milling E&$ 7]

) . Grade recommendation #&E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts | Type CVDB RS PVDIE B ESE sEEE | FEEY
DREHT = 2|2 |z|z|z|%|%/8|3(3(3|8 8| @
Ljw s |pd R 212 15388 splalm|R|R R
o N o - N - N N | W © a - n o
SN155R10-P50(15. 875(15.875|7.94 | 5.5 10
L = S
ot R =0
*[7 vT@, | | | SNS5R8-EB50 [16.875(16.875(7.94 | 5.5 | 8
S
SN55R6. 5 15.875(15.875(7.94 | 5.5 6.5
— L
e | 7] | SN55R40 15.875(15.875|7.94 | 5.5 | 40
Dimension(mm) Grade recommendation #E#EE
The basic shape of inserts Type EARR~ CVchahnggrade PVDcogtlnggrade Ceramic Uncogtedgrade
CVDEJE k25 PVDE & K55 EcEBEE BB
s Uy F g
PRI o e | 2 |z|z/z(g(gslg|zlz|e || ¢
LyWw s d | RIS ISISIRIBIBIRIBIZIRIBIN N
o n o - N - N N W ©o C?l - N o
GLOL20021R5 [15.28 | 12.7 [7.94| 5.4 | 5.0 °
N182R5-JH 15.875| 12.7 (7.94| 5.5 5.0 L4
LNC306 15.875| 12.7 | 7.15| 5.5 | 4.7 U
FNC306-YT  [23.5 1.5 |6.4 | 4.4 | 6.5 °
FNC484-103 51 14.3 | 6.3 5.6 6.3 L
Grade recommendation #E#E
Dimension(mm) - )
The basic shape of inserts Type EART CVDcoghnggrade PVDco\atmggrade Ceramic Uncogtedgrade
CVDZ B k3 PVD & k5% EEBIRE R MR
AN B 5
IREREN * 2| 2 |z(z|x|3/9/8/3|8l3|2 || @
L Wl s |d R | 2] Q2 |3I338 B sln|lals|R|R N
o n o - N - N N | w © (_;J - N o
SN55RK13-ING 15.875(15.875(7.93| 5.5 (12.7
5 SN55-R15-R0O0P50(15. 875(15.875(7.93| 5.5 | 15
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General Milling

L 5@ S A

Inserts for heavy—cutting milling E&$ 7]

) ) Grade recommendation #E#EE
Dimension(mm)
. . EARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts | ~ Type VDB PVDZ B IS SHEE | FREEu
g | g
I’H-Ezkﬁ’ﬂk g—_ﬁ =) =} > | >»|>»| 00| 0|0 |0|0C w] o o
L w S | d R o | 6 X8R 22|22|KI|R N
= -t 5 5 B w W NN ©o [N N n n
o N o - N - N N | W © (7') - n o
LNE425-R13  [15.875[12.7 |7.93| 5.5 | 13
SN55R20-P50 [15.875(15.875(7.93 | 5.5 | 20
SNC55R18-EB50|15. 875(15.875( 7.93 | 5.5 | 18
} L
g[ Y
ERihd - LNHX1906 19 [14.3 |6.35] 5.5 | -
LNHX2509 25.4 [14.3 |6.35| 5.5 | -
) . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB IS PVDBESE SEEE | FREEY
U 1 g
THERTS o | = |z|z(2(3/3/5(3|3]3| 2| | @
L wil s d 21 2 |5|R|R|B|BIRIBIgIRIN| R S
o N o - N - N N | W © (7') - n o
NXE324-104 12.7 | 11.89 | 6.35 | 4.5 C
L LNKX1506PN-N-MM | 15 13.9 | 6 4.6 C
=&l
N
) ) Grade recommendation #E#E
Dimension(mm)
. . HEAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts |~ Type CVDB B PVDE S SENE | FREEY
Ul | o
ﬂ}#%z}sﬁ;ﬂk giﬁﬁ. =) Q (»|2»|>»| 00|00 |0|0| C | O o
L W | s |d|RI|R| 5| 85 [T|TIT|II32T|2I2|L | N
= -t n N N w @ NN ©o [N N n n
o n o - N - N N | w © (7') - n o
DIN7168-M [15.875|114.53| 6 |5.4| 8.0 | 22
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General Milling
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Inserts for shallow hole drilling ;% 7L 8

. . Grade recommendation #E#EBE
Dimension(mm)
. . EARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZ B IS SHEE | FREEu
TR EEREMK B3R o o |[»|»|»|u|lo|lo|lo|jo|lo|o | o o
o o |ZI TSI 2I2IN| N N
1.C S d r Q 3¢ SIRIRIB B I nlnlolnw| ™ N n
o n o - N - N N | W © a - n o
060204-PM | 6 2.38 | 2.6 0.4 °
07T308-PM | 7.94 3.97 | 2.8 0.8 °
- SpGT|090408-PM| 9.8 | 4.3 |42 | 0.8 o
S A
-Di 110408-PM | 11.5 4.76 | 4.4 0.8 °
T
) 140512-PM | 14.3 5.2 ON5 1.2 °
) ) Grade recommendation #EHE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB IS PVDI B iESE s$EEE | FEEY
T R EARFA B 5 o o |[»|»|»|u|lu|lo|lo|ojo|o | o o
o o [T T3S 22|I2I2IN|N N
I.C S d r 9 9 I:)‘ K; :) B B ISEECEECEEN N N n
o n o - N - N N | © _(IJ‘ - N o
050204-2V | 5.56 2.38 2.5 0.4 °
060204-2ZV | 6.0 2.38 2.8 0.4 )
-
o\ { |12 ,l 07T308-zV| 7.94 | 3.97 | 2.8 0.8 .
SPMG
a— 090408-zV| 9.8 | 4.3 | 4.1 | 0.8 o
110408-zV | 11.5 4.76 4.1 0.8 °
140512-2V | 14.3 5.56 5.5 1.2 °
) . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB B PVDI 8 SEEE | FREEN
/e 7 o
TR BT B o o |»|»|»|ujlu|lo|jo|lo|jo| o | o o
I.W L S d - — T|T|xT| 0| V| T|O|O|D| I I
(e} (@] jera el BNl B S B ST IO (SO ey e N N N
- - n N N w (4] NN O | N n N
o n o - N - N N W [} a - N o
E j =T
APMT1504T-WT 15.88 12.7 4.76 5.5
g

DOHRE'

117



General Milling

L 5@ S A

Inserts for shallow hole drilling ;% 7L #&

) . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDBEIeS PVD B ESE $EEE | FREEY
s 1) g
THERTS i IR R 2| e |x|z(x(33[8(33l3] | 8| @
' 2l 2 |33 B8slnlaln| NN N
o n o -t N - N N | W ©o ;J - N o
°
1403-RG 8. 45 3.55 | 2.88 0.80 °
TPMX| 1704-RG 10.30| 4.02 | 3.90 0. 80 °
2405-RG 14.21| 5.50 | 4.40 1.20 °
118 :
[yl
) . Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB S PVDIE B iE3E $EEE | FREEY
Y ug Y] o
JJHEZMK#IK iﬁ)ﬁ, o =) > >»(>»| 00|00 |00 =] g o
1.C S d [y [y T|I|T|0|T|O|D|D|OD| T I I
O O = jurey pary ISR gy e g e g B B
3 o I8IRINIL8|IN|IS|S 5 2R 3
030204-ZV | 5. 56 2.38 2.5 0.4 ® ®
040204-2ZV | 6. 35 2.38 2.8 0.4 O O
050308-2V | 7.94 3.18 3.4 0.8 o b4
WCGX
06T308-2V|9.525 | 3.97 4.4 0.8 i b
080408-2V | 12.7 4.76 8. & 0.8 ® L4
) . Grade recommendation #E#E
Dimension(mm)
. . BEARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB R PVDE 8 SEINE | FREEY
s UL E !
VILE-2.S 2N B oG o |»|»|>»|u|lo|ojo|lo|jo|o | o o
olCl S |od| L | R| « 515 [Z1Z21328221212%8 R 5
) SO I8IRINILIS|INIS|S 5 RSN 3
08T2R10 6.75|2.78(2.8 (8.4 |10 14 °
1103R12.5 (8.5 |3.18(2.8 [10.6|12. 5] 14 o
ZDET
13T3R16 10.5(3.97| 4.4 (13.2(13. 2 14 °
[ ]
2204R20 12.7(4.76|5.5 [16.1|16.1] 11 °
ZPNT|2204R25 |12.7(4.76(5.5(16.9|16.9| 11 °
2204R31 12.7(4.76|5.5 (17.6(17. 6] 11 °
. . Grade recommendation #E#EE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ 8 PVDE RS SEEE | TEEEY
TR EERENK B J e o |[»|»|>»|u|lo|lo|lo|jo|lo|o | o =}
OIL.C| S | @d| L | r |« ol 6 |Z 832222 IN| R N
-t -t n N N w W NN ©O [N n n n
o n o - N - N N | W © a - n o
060304 |6.35 (3.18(2.816.35|0.4| 11 e | e
120408 |12.7 (4.76| 5.5 |12.7 | 0.8 11 e | e
SDMT| 090308 |9.525|3.18| 4.4 |9.525/0.8| 15 o | e

DOHRE®




General Milling

L 5@ S A

Inserts for square shoulder milling AB&# 71 &

) ) Grade recommendation #E#EE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDE B PVDE B SEBE | FREEE
JJJ#EZM};;V( ﬂ% o o >»>|>»|>»|0O|0C| 0|0 |0|0 o o o
IW| L | S| d]|Tr 5l o |Z[EZIZII2IZI2INIR 0
-t -t N N N w w NN © N N n N
o n o - N - n N w © a - n o
[P 1135PDER-H2 [6.2 [11.21(3.5 [2.8 0.8 oo e °
= __[APMT
7 A ”@' 1604PDER-H2 |9.28 [17.15(4.76(4.4 (0.8 oo e °
' o APMT|160432PDER-H8|9. 33 [16.31 [4.76|4.4| 3.2 oo e °
Sy 7] 1135PDER-M2 |6.2 |[11.21(3.5 |2.8| 0.8 oo e °
i] 37 = APNMT
= N 1604PDER-M2 |9.28 |17.15(4.76/4.4| 0.8 oo o °
1135PDER-EM [6.24 [11.2 |3.5 (2.8 0.8 oo e °
o T
g =1 1604PDER-EM | 9.41 [17.24 (5.28|4.4 | - o|e|e o
1o ' g e
: Fs 170508-EN 10.8 [18.54(5.56|4.4 | 0.8 o|ole o
170516R-EM 10.8 [18.54(5.56(4.4 | 1.6 oo e .
1135DFR-G2 6.17 |11.31|3.5 |2.8(0.8 oo e °
g e ‘ T = 113504PDFR-G2|6.17 |11.31 3.5 [2.8| 0.4 oo |e@ °
IZ 1 APKT
: M 1604PDFR-G2 |9.525(|17.12 |4.76/4.4| 0.8 oo e °
) . Grade recommendation #E#EE
Dimension(mm)
. . BEARN CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDE BN PVDE B SEWE | FaEEs
BHEZK;EHK ﬂ% o o > |>»|[>» |00 |0 |0 |0 O w] o o
LW L S | ¢d r = o lz|z|T|o|o|v|o|o|o|l R | =
o O ury TN = = gy e n n N
-t -t N N N w w NN © N N n N
o N o - N - N N (W © a - N o
e N
= °
‘s' """"" / @ APKW160404 |9.525(16.8| 4.76| 4.4 | 0.4 °

DOHRE'
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General Milling

L 5@ S A

Inserts for square shoulder milling AB&# 71 &

. . Grade recommendation #E#EE
Dimension(mm)
. . HARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDB Bk PVD# & 58 2EEE R EE
. ) o
PHERR L i 2| 2 (z|z|2|3/9/3/3|3l3|e 8| ¢
LW Lopsjedirp o o ISISISIBIRISIR|2IRIN|R R
o n o - N - N N w © 57) - n o
1003PDSR-30 |6.66 |11.09 (3.5 (2.8 | 0.4 ° °
I = N 1604PDSR-30 |9.53 [17.1 [5.2 |4.4 |06 ° °
oy
Rl Fs
APLX|[1003PDTR-LMNA[6. 73 |11.21(3.5 (2.8 |0.4 ° °
L
;rg%ﬂ =T gAPKT 1604PDTR-LMNA (9. 525(17. 03 |4.76(4. 4 |1 ° °
ot 1
Lt 0 BR390-11T308-PM 6.9 [11.72(3.58(2.8 [ 0.8 [ O
EE = EOT]| BR3s0-170408-PM |9 6 [17.82|4.764.12| 0.8 . .
S
i BR390-11T308-PL |6.9 [11.72(3.58(|2.8 |0.8 ° °
= T,T@@AO 120408R-FA |7 46 [14.04|4.76(3.4 |0.8 . .
o - i 97
:ng e 12430R-FA 17 6 [12.8 (4.76(3.4 |4 C °

DOHRE'



General Milling

L 5@ S A

Inserts for chamfer milling &l fa & 71

) ) Grade recommendation #E#EE
Dimension(mm)
. . EARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB PVDZ B IS SHEE | FREEu
TR EEREMK B3R o o |[»|»|»|u|lo|ujo|ojlo|lo | o o
I.C S d r o o [ZI1ZIZIRISI22I22IR IR N
= -t n N N w W NN ©o N N n n
o n o - N - N N[ © a - n o
AN
nstOF
St SPMT120408 | 12.7 | 4.76 | 5.5 | 0.8 oo
=
D10 Inserts for T-Slot milling TR & &t 71
) ) Grade recommendation #EEE
Dimension(mm)
. . EAR~ CVD coating gradej PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB B PVD EHEYE SENE | FEEEYR
TR EREA B o o |»|»|>»|o|lo|lo|lo|o|lo|o | o o
ol1.C S d r ol 6 |Z 832222 INI| R N
= -t n N N w W NN ©O [N N n n
o N o - N - N N W © a - n o
060304-MD | 6.35 3.18 2.8 0.4 °
080305-MD| 8.3 3.18 3.4 0.5 )
. 1 . < | MPHT
y j ‘BI | 120408-MD | 12.7 4.76 5.5 0.8
~ =

DOHRE'
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General Milling

L 5@ S A

Inserts for high feed milling X145 k7]

) . Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type VDB BN PVDIE RS SEME | FREEY
I U g
TR EAREA B . o o |»|»|>»|u|lo|ojo|lo|jo|o | o o
I.C| s | d ro| o« ol o [ZIEIZI82221212 kIR N
) SO (3RINIL8IRIBISIR| XN 3
2
09T312-MD [9.525| 3.97| 4 1.2 | 15 °
R
| -—
120412-MD [12.7 | 4.76| 4.4 | 2 15 o
122 o\ C , | ==y sDMT
2120 O]
[ I
. . Grade recommendation #E#ERE
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZ R PVDR RS SEEE | TREEY
g y g
TI R BEARAR B . o o |»|>»|»|uo|lu|lo|jo|lo|jo| o | o o
I.C| s | d r| o« S1 5 |ZIZZII3I22I2I2IL| R N
= -t n N N w W NN ©O [N N n n
o N o - N - N N W © a - n o
050315ZSR |7.94 | 3.5 | 4 1.5 | 11 U
060415ZSR |9.525| 4.2 | 4.4 | 1.5 | 11 °
WPGT
080615ZSR [12.85| 6.35| 5.5 | 1.5 | 11 °
090725ZSR |15 7 551 25| 11 °

DOHRE'




General Milling

L 5@ S A

Inserts for aluminum processing milling S8 &M RAKT]

Dimension(mm) Grade recommendation #EHEE
. . HEARS CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CcVDE Rk PVDIE B % SEWE | FamER
TI B B AR BB o o |»|»|>»|u|lo|ojo|lo|jo|o| o =}
IW| L | s|d|lr| 5|5 [TITITIII22|2I2|IRI|R N
-t - B ; B w w NN © N N N N
o n o - N - n N w © a - n o
11T304-LH 6.5(12.24(3.6 [2.8|0.4 U
'@V = j o1 11T308-LH 6.5(12.24(3.6 | 2.80.8 o
rY APKT
el
160402PDFR-LH| 9.8 |16.88(4.76|4.4(0.2 °
W‘ 160404PDFR-LH| 9.8 |16.88(4.76| 4.4 0.4 o
| |
H‘. vL "@APKTM(MOSPDFR—LH 9.8 (16.88(4.76|4.4/0.8 °
g 160416PDFR-LH| 9.8 [16.88(4.76| 4.4 (1.6 o
160432PDFR-LH| 9.8 |16.88(4.76| 4.4 (3.2 °
Dimension(mm) Grade recommendation #EEE
. . HEAR CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDZEI PVDH /B 128 sEmE | F2EEY
AN | g
TIRERRMR B8R o O (»|>»|>»|Uu|u|lo|lo|jo|o| O | O )
I.C | s | d]|a°| L ol 6 |Z 832222 INI| R 0
-t -t N N N w w NN © N N N N
o n o - N - N N w © a - N o
/ . SEKT| 1204AFFN-LH2 [12.7 | 4.76| 5.5| 20 | 16
7Y =)
S @
NS | SDHT| 1204AFFN-LH2 [12.7 | 4.76 | 5.5| 15 [15.76
. 13T3AEFN-LH [13.4 |3.97| 4.4| 20 °
13T3AZFN-LH [13.4 [3.97| 4.4| 20 °
X2 @ SDKT
0903AEFN-LH1 |9.525(3.18 | 3.4 15 °
090AEFN-LH [9.525|3.18| 3.4 15 °
‘ 070404-LH 17.94/4.76| 0.4 25 .
2\
~ 070408-LH 17.94| 4.76| 0.8| 25
A OFGR
- =4
0602MOF-LH 6 |2.38]28|7 |-
0803MOF-LH 8 |3.18|3.4|7 |-
1003MO-LH 10 |3.18] 4.4 7 | -
RCGT
10T3MO-LH 10 [3.97]4.4| 7 |-
1204M0-LH 12 |4.76| 4.4| 7 | -

DOHRE'
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General Milling

L 5@ S A

Inserts for aluminum processing milling $8& &M T AT

) ) Grade recommendation #E#E
Dimension(mm)
. . EAR~ CVD coating grade PVD coating grade Ceramic |Uncoated grade
The basic shape of inserts Type CVDBE Y PVDIZ A SEWE | HaEEE
. Jn
NREERENK B o o |[»|»|»|u|lo|lo|lo|jo|lo|o | o o
LW | L d | r| o] 6 [FZXIINI2TI2ITIRI| R N
-t -t N N N w W NN © N N n N
o n o - N - N N w © 57) - n o
2-¢ XDGT2206PDFR-LH[13.67| 30 [6.35|5.67| 0.8 O
124 —
24
gl
2ot XEKT19M530FR-LH|11. 38(22. 05 4.4 |3 O
L
ziﬂ
1
= XPGT13T3PDFR-LH|7.78 |14.7 [3.97 (3.4 | 0.4 O
LW £ §';'
L |
2
g

DOHRE'




General Milling

L 5@ S A

Others Hi

Dimension(mm)
BEARRN
Inserts shape Type
TR B3R
1.C S o’ d
P22215-00 8 2.38 14 3.4
R
;// P22215-14 12 4.76 11 5.5
i
s
Dimension(mm)
EAEXR~
Inserts shape Type
TIRNE L
L S o’ r
P2801-0 9.52 18 14 0.8
P2808-1 12.7 .76 11 0.8
P2809-1 12.7 .76 11 0.8
N P28415-00 6.35 .18 11 0.4
/q P28415-0 9.52 18 14 0.8
N ' ' '
— P28495-1 12.7 e 1 0.8
“| O
x P2800-0 9.52 .18 11 0.8
= P2800-2 15. 88 .76 11 1.2
S
P2816-1 12.7 .76 11 0.7
Dimension(mm)
BEARR
Inserts shape Type
TIRSME B 3R
L S o’ b
P2894-1 12.7 4.76 20 2
> P2894-2 15. 88 4.76 20 2.1
P2803-1R 12.7 4.76 11 1.4
; P2803-1L 12.7 4.76 11 1.4
X
<= P28451-1 12.7 4.76 11 1.4

DOHRE'
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General Milling

L 5@ S A

Others Hi

Dimension(mm)
Inserts shape Type EART
S B I.C L s ae €° r
P29221-04 6.35 6.45 2.38 7 80 0.4
P29221-14 9.525 9. 67 3.97 7 80 0.4
P29223-02 6.35 6.45 2.38 7 80 0.2
P29223-12 9.525 9.525 3.97 7 80 0.2
Dimension(mm)
Inserts shape Type AR
TR 5N Bl 57
L S o ° €°
P28467-1 6.35 2.38 14 90
P28467-2 7.8 3.18 14 90
P28467-3 9.52 3.97 11 96
P28467-4 11 3.97 11 96
P28467-5 12.7 4.76 11 96
_ P28467-6 15 4.76 1 96
@ P28467-7 17.6 5.56 11 96
P28467-1 6.35 2.38 14 90
P28467-2 7.8 3.18 14 90
P28467-3 9.52 3.97 11 96
P28467-4 11 3.97 11 96
P28467-5 12.7 4.76 11 96
P28467-6 15 4.76 11 96
P28467-7 17.6 5.56 1 96
Dimension(mm)
Inserts shape Type AR
TR S B3 L W s «° C/R b
P2700-0 8.3 8.3 3.18 11 RO. 5
P2700-3R 15 9.52 3.18 14 RO. 8
P2700-3L 15 9.52 3.18 14 RO. 8
P2703-3R 15 12.7 3.18 14 1.4
P2703-4R 20 12.7 4.76 11 1.5
P2706-3R 15. 88 12.7 4.76 11 1.1
P2706-4R 20 12.7 4.76 11 0.8
P2706-4L 20 12.7 4.76 11 0.8
P2707-3R 15. 88 12.7 4.76 11 c1. 1
P2707-4R 20 12.7 4.76 11 0.8
P2707-4L 20 12.7 4.76 11 0.8




General Milling

L 5@ S A

Others Hfh

Dimension(mm)

Inserts shape Type BART
TR 5N B8R
1.C S o°
P2603-2 9.52 4.76 1
P2603-3 12.7 4.76 1
Dimension(mm)
Inserts shape Type EART
TR 5N il
1.C S
304050 4.0%0.05 2.5+0.13 0.
307050 7.0%£0. 05 3.0%0.13 0.
310030 10.0%0. 05 3.5+0.13 0.
313050 13.0%0. 08 4.5%0.13 0.
316050 16.0%0.10 5.5%0.13 0.
316100 16.0%0.10 5.5%0.13 1
307058 7.0%£0. 05 3.0%0.13
310058 10.0%0. 05 3.5+0.13 0.
313058 13.0=%0. 05 4.5%+0.13 0.
313108 13.0=0. 08 4.5%0.13 1
316058 16.0%0.10 5.5%0.13 0.
316108 16.0%0.10 5.5%0.13 1
3070511 7.0%£0. 05 3.0%0.13 0.
3100511 10. 0%0. 05 3.5+0.13 0.
3130511 13.0%0. 05 4.5%0.13 0.
3131011 13.0%0. 08 4.5%+0.13 1
3160511 16.0%0.10 5.5%0.13 0.
3161011 16.0%0.10 5.5%0.13 1

DOHRE'
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General Milling

L 5@ S A

Clamping system inserts #3371 K

Type Dimension(mm)
R EAR
Inserts shape
RS Left Right 1.C+0.025 $+0.025 M+0.013 b f
3XHO6Y 3XH06Z 6 2.8 1. 651 0.8 0.2 0.1
3XHO8Y 3XH08Z 8 3.5 2.23 1 0.3 0.1
3XH10Y 3XH10Z 10 3.5 2.756 1. 0.5 0.2
I 3XH13Y 3XH13Z 13 4.5 3. 669 1. 0.7 0.4
128 =
3XH16Y 3XH16Z 16 5.8 4,528 1. 1 0.6
Dimension(mm)
HEAR~
Inserts shape Type i
T RSN Bl 5%
1.C+0.025 S+0.025 M+0.013 f
3XHO7 7 3 1. 696 0.2
3XH10 10 3.5 2.621 0.2
3XH13 13 4.5 3.548 0.4
3XH16 16 5.5 4. 469 0.6
Type Dimension(mm)
B 5 HAR
Inserts shape
TR R Left Right | 1.C%0.025 $+0.025 M0.013 b f
4XH13Y 4XH13Z 13 3.5 0.926 1. 1 0.2
/,}b 4XH16Y 4XH16Z 16 4.5 1.263 1. 1 0.4
a 4XH19Y 4XH19Z 19 5.5 1.513 1. 1.2 0.4
.
'1ﬂ7 4XH25Y 4XH25Z 25 7 2.186 1. 1.2 0.6
S
Dimension(mm)
BEARS
Inserts shape Type
% y g
TR o B 1.C+0.025 $+0.025 M£0.013 b
4X13 13 4 0.834 1
4X16 16 4.5 1.171 1
4X19 19 5.5 1. 408 1.2
4X25 25 7 2.082 1.2

DOHRE'




General Milling

L 5@ S A

Clamping system inserts #3371 K

Dimension(mm)
Inserts shape Type ERRT
TR Bl 5%
1.C S
410050 10%0. 05 3.5+0.13
413050 13%+0. 08 4.5%0.13
413100 13%+0.08 4.5%+0.13
413200 13%£0.10 4.5%+0.13
416050 16%+0. 10 4.5%0.13
416100 16%+0.10 4.5%+0.13
416200 16%+0.10 4.5%0.13
419100 19+0.10 5.5%0.13
419200 19£0.10 5.5+0.13
410058 10%0. 05 3%0.13
413058 13%+0.08 3.5+0.13
413108 13%0.08 3.5+0.13
416058 16%+0.10 4.5%0.13
416108 16%+0.10 4.5%+0.13
416158 16%+0.10 4.5%+0.13
419108 19%+0.10 5.5+0.13
419208 19£0.10 5.5+0.13
420108 20+0.13 7.0%0.13
4100511 10%+0.05 3%0.13
4130511 13%0.08 3.5+0.13
4130511T 13%+0. 08 4.5%0.13
413011 13%+0. 08 3.5+0.13
413011T 13%+0.08 4.5%0.13
4160511 16%+0.10 4.5%+0.13
4161011 16%+0.10 4.5%+0.13
4161511 16%+0. 10 4.5%0.13
4191011 194+0.10 5.5+0.13
4192011 19£0.10 5.5+0.13
4251011 25+0. 13 7.0%0.13
4252011 25+0.13 7.0%0.13
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COMPANY INTRODUCE

Origin Dohre
Century Dream
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DOHRE Tool Co.,Ltd is professional manufacturer and services provider of CNC
cutting tools, mainly service for the users of cnc machines from different cities in the
world, provide high quality. favourable price. earlier delivery and full technology
supports.

DOHRE Tool Co.,Ltd always advocates "integrity. pragmatism. innovation.
effeciency" operation principle, introduced the latest German cnc 5 axis grinding
machines. cnc 5 axis automatic detection equipments and advanced grinding
technology. Till now, we have 20 imported grinding machines,adopted the top quality
carbide rods from home and abroad, thus developed high-class. high efficiency.
advanced manufacturing system,the good quality products we produced--cnc
tungsten carbide end mills. forming cutting tools. cnc high accuracy tool holder.
high precision collets,and full range cutting tools design program has been well
received in lots of users. DOHRE will be condident to meet your needs with good

quality products. competetive prices and fast services.
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Cemented Carbide Products
Safety Standard

BEEAEEMmRERE

1. Safety responsibilities

Before using our products, please provide necessary safety
training for operators, and carefully read the ‘NOTE’ and
‘CAUTION’ contents on the product package. We are not
liable for any responsibility caused by not complying with the

request for operation.

2. Features of cemented carbide materials

Cemented carbide cutting tools are mainly composed of W, C,
Co, N, Ti, Si, Al, O, etc elements and their chemical compound,
and come into shape after sintering and a series of subsequent
machining. Cemented carbide tool has good chemical stability,
high strength and very good wear resistance. It is the ideal

tool to cut most metals and high-strength nonmetals.

3. Cautions for safely using cemented carbide tools

1) Cemented carbide cutting tools are hard and frangible
material, liable to brittle rupture and breakage due to larger
force or partial stress, cutting tools have sharp edge.

2) In the cutting process, it is unavoidable to generate chips
and brittle discs, etc. Please make sure necessary labor
protection articles are prepared before machining.

3)Most cemented carbide is mainly composed of W and Co
with high density. In the process of transport and storage,
it should be treated as great heavy object and be handled
with care.

4)Cemented carbide tools should be stored in dry
environment, away from corrosive atmosphere.

5)Cemented carbide and steel have different thermal
expansion coefficients. To avoid breakage caused by
concentrated stress, welding should be conducted under
suitable temperature.

6)For longer life of machine tool and cutting tools, Coolant is
needed in the cutting process, please select correct coolant
to prolong machine and tool life.

7) If cracks are generated in the machining process, please
stop using the tool.

8)Long use of cemented carbide tool will lead to cutting edge
passivation and lower strength. Please make sure it is
regrinded by professionals.

9)Please collect the broken tools and chips properly to avoid

injury to other people.
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Cautions for safety using cutting tools
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Danger

Protective measure

During rotary cutting, clothes, gloves, etc. are easily to get
wringed in the machine at high speed, thus cause casualties.

The operator should not wear gloves during rotary cutting.

Please put your long hair in the working cap.

Please pay attention that the clothes should not contact the
operational parts of machine.

Improper use of tools may cause tool breakage and expulsion
from machine, causing injuries.

Please read catalogue and safety standard before operating.

Please wear safeguard glasses and protective clothes.

Direct contact with the sharp cutting edges may cause injuries.

Please use labor protection articles such as gloves when
assembling or disassembling cutting tools on machine.

In the cutting process, hot chips may cause scald and scratch
on operator.

Please use tools such as pliers to clear away the chips in time.

Please wear safeguard glasses , protective gloves and clothes.

Burrs on workpiece are very sharp and likely to cause injuries.

Do not touch the burrs on the workpiece with bare hand.

Please wear protective gloves and clothes.

Machining workpiece held infirmly will cause tool breakage and
spatter of workpiece.

Make sure the workpiece is clamped firmly.

Please wear safeguard glasses, protective gloves and clothes.

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

Make sure the inserts and spare parts are clamped firmly before
machining.

During cutting at high speed,the chips flying off rapidly may
cause injuries.

Safeguard articles such as protective cover, screen, etc. should
be used.

Please wear safeguard glasses, protective clothes and gloves.

Inserts or spare parts may fly off due to inertial centrifugal force
at high cutting speed.

Use the tools within recommended cutting conditions.

Please wear safeguard glasses and protective clothes.

Milling cutters have sharp cutting edges and direct contact with
them may cause injuries.

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

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

Change the tool with excessive abrasion without delay.

Please wear safeguard glasses and protective clothes.

In cutting process, sparks and hot chips may cause fire and
explosion hazard.

Clear away the Inflammable and explosive materials in the
cutting area.

Please make sure the fire extinguishers are ready for use.

At high speed, the machine will vibrate severely because of poor
balance of holder, causing tool breakage.

Check whether the machine is loose or has any abnormal noise
before cutting.

Please wear safeguard glasses and protective clothes.

If Inserts and tool are clamped too tightly with screw and clamp,

they face the risk of breakage and spatter.

Please do not clamp tools too tightly with bushing.

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

Please use the tools within the range of recommended rotating
speed.

Check and adjust machine balance periodically.

Using the extremely small drill is likely to cause tool breakage
and spatter, and it would be hard to take out the broken part.

Reduce tool vibration and conduct machining at suitable speed.

Please wear safeguard glasses, protective clothes and gloves.

Machine and tools may be damaged if they are used beside the
range of specified purposes, thus may cause other risks

Please use them strictly according to instructions and specified
purposes.

Note: We are not responsible for any accidents caused by private modified tools without our permission.

DOHRE'
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Metric and Inch Comparison Table of Inserts

TNRBRA. ZEHR
C type negative angle ISO Inch Chipbreaker
090304 321
090308 322
120404 431
120408 432
120412 433
120416 434 BF
132 160608 542 BM
160612 543 fﬂi
160616 544 M
190608 642 (All round)
190612 643 chpbrogken)
190616 644
190624 646
250724 856
250732 858
250924 866
250932 868
D type negative angle ISO Inch Chipbreaker
110404 331
110408 332
110412 333 B
150404 431 BM
150408 432 BR
a/ 150412 433 “'clT
] 150604 441 (All round)
150608 442 Ch(l\rf)\strzZzi )
150612 443
150616 444
190608 542
190612 543
V type negative angle ISO Inch Chipbreaker
160404 331
160408 332
S| 160412 333 (?\le:tm?)
chipbreaker)
R type negative angle ISO Inch Chipbreaker
0903MO 32
1204MO 43

W type negative ISO Inch Chipbreaker
06T304 3(2.5)1
06T308 3(2.5)2 BE
06T312 3(2.5)3 BM
060404 331 BR
MT
060408 332 y
——— | 060412 333 (Al ound)
080404 431 (Without
chipbreaker)
080408 432
080412 433
Ttype negative angle ISO Inch Chipbreaker
110304 221
110308 222
160404 331
160408 332 BF
BM
160412 333 BR
@ 220404 431 MT
220408 432 M
220412 433 (All round)
(Without
220416 434 chipbreaker)
270608 542
270612 543
270616 544
S type negative angle ISO Inch Chipbreaker
090304 321
090308 322
090312 323
120404 431
120408 432
120412 433
120416 434 BF
160608 542 BM
BR
160612 543 MT
160616 544 M
(All round)
190412 633 Without
190424 636 chipbreaker)
190612 643
190616 644
250724 856
250732 858
250924 866
250932 868
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Metric and Inch Comparison Table of Inserts

TRBEN, ZEEER
C type positive angle ISO Inch Chipbreaker
060202 2(1.5)0
060204 2(1.5)1
060208 2(1.5)2
097302 3(2.5)0 MP
[ ® % 097304 3(2.5)1 AK
(Without
S 097308 3(2.5)2 chipbreaker)
120404 431
120408 432
120412 433
Ttype positive angle ISO Inch Chipbreaker
067102 1.2(1.2)0
06T104 1.2(1.2)1
067108 1.2(1.2)2
090202 1.8(1.5)0
090204 1.3(1.5)1
090208 1.8(1.5)2
110202 2(1.5)0
110204 2(1.5)1
110208 2(1.5)2
110302 220
110304 221
110308 222 MP
16T302 3(2.5)0 AK
167304 3(2.5)1 (Without
167308 3(2.5)2 chipbreaker)
167312 3(2.5)3
160400 330
220408 432
220412 433
220416 434
270408 532
270412 533
330612 643
330616 644

D type positive angle ISO Inch Chipbreaker
070202 2(1.5)0
070204 2(1.5)1
070208 2(1.5)2 MP
@/ 117302 3(2.5)0 AK
J— 117304 3251 (Without
chipbreaker)
117308 3(2.5)2
117312 3(2.5)3
S type positive angle ISO Inch Chipbreaker
060204 2(1.5)1
09T302 3(2.5)0
09T304 3(2.5)1
09T308 3(2.5)2
s | a2 ] WP
120412 433 (WiAﬁiut
[ 150404 531 chipbreaker)
150408 532
150412 533
190408 632
190412 633
190416 634
Vtype positive angle ISO Inch Chipbreaker
110202 2(1.5)0
110204 2(1.5)1
110208 2(1.5)2
110302 220
110304 221
—5—| 110308 222 AK
T 160402 330 (Without
160404 331 chipbreaker)
160408 332
160412 333

Cemented Carbide Rockwell hardness and Vickers hardness comparison table

WESEHER, SREEHR

Vickers hardness (Hv3)

894
942

1004
1076
1140
1150
1200
1250
1330
1370
1400
1430

Rockwell hardness( HRA)

85.0
85.5
86.0
86.5
87.0
87.6
88.1
88.5
89.0
89.5
89.9
90.0

Vickers hardness (Hv3)

1450
1500
1560
1600
1650
1680
1700
1750
1800
1850
1900
1925

DOHRE'

Rockwell hardness ( HRA)

90.1
90.5
91.0
915
91.7
92.0
923
92.5
93.0
931
93.5
94.0
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CVD Coating grades
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A 5 i i Mitsubishi " Hitachi
Sandvik Walter Inger-soll Cera-tizit Seco Tool Dijet Material TaeguTec Sumitomo Tungaloy Kyocera Tool
KC9110 | IC9150| WPP10 CTCP115 NC3010 AC810P
gl 1200 | 6ca01s | \cpag’ | icors| wepios| TT7310 | CTCKUIO| TPIS00 |JCLIOV| Ne35ag | UEOLO | TT8LLS | fnd | TOILs | CASSIS | HGBOL0 | VBCLs2
HG8025
WPP20 | TT8115 | CTCP1L5 NC3020
PIN 1210 | GC4025 | KC9125 1 IC9250) \yppogs| 78125 | CTCP125 | TP2000 |JC215V| NC3120 | UE6020 | TT812s5 | AC2000 | T9025 | -)55yg | HG8OL0 | yprrsy
GC4225 | KC9225 | 1C9025| i | NELZ3 | CTCP12S o2 AC820P | T9125 GM8020
134 GX2030
WAK30 CTC1135 UE6035 79035
GC4035 | KC9140 TT7100 JC325V | NC3030 TT5100 | AC830P GM8035
P40 (IEPZY) IC635 | WKP35 CTCP125 | TP3000 UH6400 79135 | CA5535 YBC351
GC4235 | KC9240 e | INes30 | STCP123 Jcasov | NCs330 | (e300 | rg135 | Ace3om | 13130 GX30
KCM35 TT5100 | CTC2135 [P
M30| 1200 | GC2040 | KC9240 | 1C9350 TT7100 | CTC1435 | TM4000 |JC233V | NCMI3Z3 ) 67030 | TT5200 | AC630M | T6030 cM25 | YBM351
KC9245 TT9235 | CTC5235
GC3205 1C9150 CA4505
B 2200 | So300 | KCKos | (S020| WPPOL TK1000 |JC105V UC5105 AC410K | T5105 | SA9o0 YBDO52
CTC3110
KCK15 | 1C9150 AC410K CA4515
PN 2210 | GC3215 | KCK20 | 19015| AR | TTI300 | CTCS23 | o000 | JEIIOV | N2SOK | UCS115 | TTI300 | AC420K | TS115 | CA4010 | HGSOL0 | YBD152
KC9315 | IC4010 S AC700G CA4115
GC3220 WPP20 CTCP125 N315K
S 2200 | SC320 | cozzs e e Jc215 | OrK | Ue6110 | TT1500 5125 HG8025 | YBD252
TT7220 AH725 154060
KC5025 | IC508 19020 | rppa25 | cpsoo AH120 D0k
N ,gp | GC1025 | K002 IO | cvzo | TT9030 (IS e | U505 | pessgo | VPISTE | TT9080 | AcP200 | AH130 |PReso | FUEBSE | vBG202
GC1030 IN1040 JC8015 VP20RT | TT9030 | ACP300 | AH140 |PR1230 YBG205
KC725M | 1C900 IN1040 | cTP1625 | F30Mm A0 Y250
V25
IN2540 AH730 o
AH725
752500 PR730 | CY150
Gelozs | KG025 11C354 | WSM20 | 1rg45 | CTP2120 | 5554 | JCS015 VPISTE | 119030 | acp200 | AM120 IpRego | cyiso | vBG202
M20| 1210 | SE1925 Ic7ism | 1caos | wsmzt | 119020 |cTemizs | SP200 | cs030| pcat0 | veaomF | 112930 | ACP200 | G330 | PRE6O | CYISO ] ¥BG202
KC5525 | 1C908 | WXML5 cTp1625 | 200 | jcs0a0 VP20RT AH330 PRIOZS | X005
78020 ﬁn%gg IX1045
GC1030 | KC5025 | IC300 | WSM30 | INIS1S |CTPMI25 | CPSO0 | JCS015 | pegozg | VPASTE |qrgnaooo e HC8dd | oo
M30| 1221 | GCl040 | KC5525 | IC928 | WSM35 | IN1530 |CTP2440 | F30M | JC5030| PC9030 | vpoomr |TTO0S0TT| acp3oo | AMI30 | preso | cyaso | YE2202
GC2030 | KC725M |IC1008 | WSM36 | IN2005 |CTP1625 | FAOM | JC5040 VP20RT cv2s
IN2030 GH130 IP100S
AH730
1C228 | WsP4s cM4s JC5015
M40| 1220 ggggg KC735M | 1C328 | WSM35 Egggg CTP2440 | F4OM | JC5118| PC3545 | VP3ORT | TT8020 Jénggo ngigg
1C928 | WSM36 CTP2235 1C8050
KC5010 Y9020
1C900 | WHHL5 JC5003 | PC205F GH110 YBG102
SO 120 | GC1210 | KCS510 | Co%0 | WD | IN2004 | CTPe215 | CP200 |1S500% | PCI0SE | vpioRT JRIER CY100H | ypeios
KC510M Cv1oH
IN1030
INI515 | CTP2120
KC5025 | 1C3088 | WSM35 VPLORT Y150
CP200
O 121 | SC1920 | keszom | icsos wKizs 2010 220 ooey | scs01s | PEZOK | vp1sTE | 176030 | Acksoo | AM120 PRIZIO| cy15 | YBG202
KU25T 11C350 | WSMLS | 5510 | cTpe21s VP20RT PTHI3S
IN2505
IN1530
KC5025 | IC350 wsm3s | IN2015 JX1045
K30 P2 KCS525 | 1830 | WM™ | 1N2510 | cvas 500 | cs015 | peao | VPISTF GH130 PTHAO | ypc302
KU25T | IC1008 IN2015 VP20RT Cv250
IN2030 cvas

Note: Document of grade comparison is based on different manufacture catalogue and public documents data collection and collation.Compiled not solicit opinions
from the manufacturers, please understanding.
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