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Compeany [Protile

Yiwu Reven Hardware Company is a domestic carbide inserts and cutting tool The company's products are divided into:in the cemented carbide and cermet inserts

enterprise.Production Center is located in Liyu Industrial Park, Tianyuan District, have a rich product structure.In the direction of Cemented Carbide,we have

Zhuzhou City, Hunan Province. developed mold milling insert substrate,cast iron substrate,high hardness

substrate,with the most advanced PVD coating with high red hardness and very low

The company has been adhering to the development strategy of "scientific and coefficient of friction,and launched several high quality products.In the machining

technological innovation, quality excellence” focusing on the research and accuracy, machining efficiency and service life and other cutting performance,it has

been in the domestic advanced level,part of the product enter into the Euro ear]'a-rrd
development and application of cemented carbide CNC inserts,and constantly I ! Y It D ! il

. . American and Japanese and South Korean market. company’s products have long
pursuing the enhancement of the overall performance of cemented carbide CNC

d N y i occupied the domestic medium and high-end market,especially turning and milling
s inserts and the optimization of the manufacturing process.Relying on years of L

= _ _ _ . . _ inserts have formed a significant competitive advantage.
K talent,technology accumulation and the introduction,digestion and absorption of

aguvanced equipment,the company has formed its own core technology in the four
- Looking to the future,the company will uphold the customer first,the principle of
major areas of base material,groove structure,precision molding and surface
common development,and constantly improve the product system,innovate
coating,and developed three series of products forturning,milling and drilling. \
improve product quality to meet customer needs.
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A new sword for intermittent processing of stainless steel

BBse Stidy

Processing Filter plate wet face milling

method

Insert type RPMT10T3MO-JS/RP8115

Processed 2205 Duplex Stainless Steel
materials

Parameters Vc=99m/min. Fz=0.35mm/z. Ap=0.3mm

Our inserts have 13 pieces processed.while a
well-known domestic brand only machine 9
pieces. The new RP8115 grade performs well in
stainless steel material processing, and its life
and stability are further improved

B8se sty

Processing External circle strong intermittent end face rough
method turning

Insert type ~ WNMG080404-MA/RP8115

Processed SUS304(Surface with oxide skin HRC23)
materials

Parameters Vc=127m/min. Fz=0.25mm/z. Ap=0.5mm

Our inserts processed 12 pieces, and a foreign
brand processed 10 pieces. The surface of the
rough-turned end face has oxide scale. Our
products are all stable wear, and the
advantages of intermittent processing are
obvious.



RP/7725

Special model for difficult-to-process materials

RP7725 series high hardness materials New
selection uses uniform ultrafine nano-particle
high hardness matrix, with super thermal
stability and anti-oxidation wear-resistant
coating, which greatly improves the red
hardness of the coating, can withstand more
stringent cutting temperatures, and adapt to
the processing of higher hardness materials.

RV1040

RV1040 Series of G-grade imported Panshi Chunbao

P&se Sty Our Inserts processed 150 pieces, and . . . . .
. special substrate, original powder five-axis CNC fine
domestic well-known brands processed

Processing External rough turning ) ) ] indi hich . ith Iti-| it
method 120 pieces. In te.rms of quenching h.|gh- grinding, higher precision, with multi-layer composite
Insert type  WNMG080408-MS/RP7725 hardness materials, the RP7725 series coating, excellent performance in stainless steel and steel
products have higher lifespan and
Processed 42CrMo(HRC48-52) o ;
stability. processing

materials
Parameters Vc=130m/min . Fz=0.25mm/z . Ap=0.6mm



腾赘咕猜采
RP7725
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Al o tivpeZ:8 Chipbreaker Description Of Turning Inserts
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|5 R=R 72l Turning Inserts Grade Introduction

Grade Introduction

Grade Specifications

RP8115

PVD coating, red purple color, stainless steel special substrate, matched with
high Sicoating with low friction coefficienthigh oxidation resistance temperatur
e andhigh nano hardness, it is extremely excellent in the field of high-speed stai
nlesssteel processing, and is the preferred grade for stainless steel turning.

RP7725

PVD coating, seven colors, high hardness special matrix with super thermal
stability of th dnu-Cudung,greatly eiancng te cuaumg oireu druness anu mgin
temperalure

RC8025

CVD coating, golden color, uniform particle size and cobalt-rich structural
matrix, with thicker CVD coating and perfect post-coating treatment, the wear
resistance is greatly improved, making it the most common grade for steel

turning.

RC3225A

CVD thickened black diamond coating has excellent wear resistance and
toughness. It is widely used in various processing of cast iron and is the
preferred grade for turning gray iron and ductile iron.

RP8125

PVD coating, black grey, imported Panshi Chunbao special substrate, five-
axis CNC grinding, higher precision, with composite coating, excellent
performance in stainless steel and steel processing, the first choice for small
parts processing.

RV960

Cermets material, good versatility, good wear resistance and chipping resistance
suitable for continuous finishing and semi-finishing of carbon steel, alloy steel

and ductile cast iron

RV525

Preferred grades for aluminum alloy machining
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80°WN

Turning Inserts

; A % 5
Dimensions (mm) Grade for Choice
Fb:lill:llil ﬂ% = x| = | = RN A
Product Type 2 NMERE: Application
IC T D RE |8 NERES
WNMG080404 12.7 | 4.76 | 5.16 | 0.4 . i
Cast iron
WNMG080408 12.7 | 4.76 | 5.16 | 0.8 . Semi-
WNMG080412 12.7 | 4.76 | 5.16 | 1.2 . finishing
WNMG080404-GH 12.7 | 4.76 | 5.16 | 0.4 . .
WNMG080408-GH 12.7 | 4.76 | 5.16 | 0.8 . Castiron
Roughing
WNMG080412-GH 12.7 | 4.76 | 5.16 | 1.2 .
WNMG080402-HA 12.7 | 4.76 | 5.16 | 0.2
1"3\ WNMG080404-HA 12.7 | 4.76 | 5.16 | 0.4 Aluminum
LN ol WNMG080408-HA 12.7 | 4.76 | 5.16 | 0.8 Finishing

EEIJJRE A% Turning Inserts
o
80°WN
R~ A ik 5
Dimensions(mm) Grade for Choice
le:ﬁi:l ﬂ—% = D=2
3 FERY N
Product fiee 1C T D RE g g g % Application
(%) (%] wu
WNMG080404-43 12.7 | 4.76 | 5.16 0.4 ®
WNMG080408—-43 12.7 | 4.76 | 5.16 0.8 °
Steel
Finishing
WNMG080404-GF 12.7 | 4.76 | 5.16 0.4 O
WNMG080408-GF 12.7 | 4.76 | 5.16 .8 ®
WNMG080404—TM 12.7 | 4.76 | 5.16 0.4 o
WNMG0O80408—-TM 12.7 | 4.76 | 5.16 0.8 °
WNMG0O80412—-TM 12.7 | 4.76 | 5.16 1.2 ° Steel
Semi-
Finishing
WNMG080404-HQ 12.7 | 4.76 | 5.16 0.4 °
WNMG080408-HQ 12.7 | 4.76 | 5.16 0.8 °
WAMG080404-FG 12.7 | 4.76 . 16 0.4 °
WNMG080408-FG 12.7 | 4.76 | 5.16 0.8 ®
WNMG080404R—-S 12.7 | 4.76 | 5.16 0.4 ° Steel
WNMGO80408R—-S 12.7 | 4.76 | 5.16 0.8 Roughing
WNMG080404L—-S 12.7 | 4.76 | 5.16 0.4
WNMG080408L—-S 12.7 | 4.76 | 5.16 0.8 o
WNMG080404-MS 12.7 | 4.76 | 5.16 0.4 |e .
Stainless
WNMG0O80408-MS 12.7 | 4.76 | 5.16 0.2 |e Steel, Steel
WNMG080412-MS 12.7 | 4.76 | 5.16 0.4 Finishing
WNMG080404—-MA 12. 7 4.76 | 5.16 0.4 |e
Stainless
WNMG080408-MA 12.7 | 4.76 | 5.16 0.8 |e Steel, Semi
WNMG080412-MA 12.7 | 4.76 | 5.16 1.2 | e Finishing

@ >y £ #£ 7% J# & Recommadedgrade (Always stock available)

@ 35 E # 7% JF & Recommadedgrade (Always stock available)




ERTJTEX= Turning Inserts 2] Turning Inserts

o, T
| E-\H l
TR\ - 7
RE —— T
60°TN /]—— Lo 60°TN
RF % S RoF A S
Dimensions( mm) Grade for Choice Dimensions (mm) Grade for Choice
T 15 = TR S A ] = ) YR
er: dl:lllnct %;7; - : ; . g g g g Application Przzdl:lllnc " %;z Ic T D RE g g § % Application
(7] (1 " Cy (4] (%]
TNMG160404-43 9.525 | 4.76 | 3.81 | 0.4 o TNMG160404-MS 9.525| 4.76 | 3.81 | 0.4 |e
TNMG160408-43 9.525| 4.76 | 3.81 | 0.8 o TNMG160408-MS 9.525] 4.76 | 3.81 | 0.8 e Stainless
TNMG160412-MS 9.525] 4.76 | 3.81 | 1.2 | Steel
Steel Finishing
Finishing
TNMG160404-GF 9.525| 4.76 | 3.81 | 0.4 ° TNMG160404-MA 9.525| 4.76 | 3.81 | 0.4 |e
TNMG160408-GF 9.525 | 4.76 | 3.81 | 0.8 . TNMG160408-MA 9.525| 4.76 | 3.81 | 0.8 |e gzzl?g’:fm
TNMG160412-MA 9.525] 4.76 | 3.81 | 1.2 |e ~Finishing
TNMG160404—TM 9.525| 4.76 | 3.81 | 0.4 o TNMG160404 9.525] 4.76 | 3.81 | 0.4 °
TNMG160408-T™M 9.525| 4.76 | 3.81 | 0.8 . TNMG160408 9.5251| 4.76 | 3.81 | 0.8 . g:;ti_iron
TNMG160412-TM 9.525| 4.76 | 3.81 | 1.2 . Steel TNMG160412 9.525| 4.76 | 3.81 | 1.2 o finishing
Semi-
TNMG160404-HQ  [9.525 | 4.76 | 3.81 | 0.4 . Finishing TNMG160402-HA  |9.525| 4.76 | 3.81 | 0.2 .
TNMG160408-HQ 9.525| 4.76 | 3.81 | 0.8 o TNMG160404-HA 9.525| 4.76 | 3.81 | 0.4 ° | Aluminum
TNMG160408-HA 9.525| 4.76 | 3.81 | 0.8 ®* | Finishing
TNMG160404R-S 9.525| 4.76 | 3.81 0.4 ° @ AT IEFE S ERecommaded grade (Always stock available)
TNMG160408R-S 9.525| 4.76 | 3.81 | 0.8 o
TNMG160404L—-S 9.525| 4.76 | 3.81 | 0.4 :
TNMG160408L-S 9.525| 4.76 | 3.81 | 0.8
TNMG160404R-VF 9.525| 4.76 | 3.81 | 0.4 C Steel
TNMG160408R-VF 9.525| 4.76 | 3.81 | 0.8 o Roughing
TNMG160404L—-VF 9.525| 4.76 | 3.81 | 0.4 o
TNMG160408L-VF 9.525| 4.76 | 3.81 | 0.8 o
TNGG160402L-S 9.525| 4.76 | 3.81 | 0.2 o
TNGG160404L-S 9.525| 4.76 | 3.81 | 0.4 °
TNGG160402R-S 9.525| 4.76 | 3.81 | 0.2 o
TNGG160404R-S 9.525| 4.76 | 3.81 | 0.4 Steel
TNGG160402L-C 9.525| 4.76 | 3.81 | 0.2 ° Finishing
TNGG160404L-C 9.525| 4.76 | 3.81 | 0.4 °
TNGG160402R-C 9.525| 4.76 | 3.81 | 0.2 o
TNGG160404R-C 9.525| 4.76 | 3.81 | 0.4 o

@5 L HEEEERecommaded  grade(Always  stockavalable)
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Turning Inserts

Turning Inserts

T |-~
o
80°CN
R~F GIpid R
Dimensions(mm) Grade for Choice
P 25 1 HH: e
Product Type IC T D RE g S § g Application
(5] %] (5.}
p CNMG120402-HA 12.7 | 4.76 | 5.16 0.2 .
r!f’ CNMG120404-HA 12.7 | 4.76 | 5.16 0.4 e | Aluminum
1..1, 2| CNMG120408-HA 12.7 | 4.76 | 5.16 0.8 e | Finishing

| "‘/%c
Rl
D R
RFE -T-- T
o
80°CN
_RoF o
Dimensions(mm) Grade for Choice
PR i 4 CEHE
-] ~ 00 i 1
Product Type e T D RE E E § 5 Application
~or CNMG120404-GF 12.7 | 4.76 | 5.16 | 0.4 .
N = i CNMG120408—GF 1227 | 4.76 | 5.16 | 0.8 . Steel
U_\“/ ‘ Finishing
CNMG120404-TM 12.7 | 4.76 | 5.16 4 .
CNMG120408—-TM 12.7 | 4.76 | 5.16 .8 .
CNMG120412-TM 12.7 | 4.76 | 5.16 | 1.2 .
Steel
Semi-
CNMG120404-HQ 12.7 | 4.76 16 0. ° Finishing
CNMG120408-HQ 12.7 | 4.76 | 5.16 | 0.8 .
CNMG120404R-S 12.7 | 4.76 | 5.16 | 0.4 .
CNMG120408R-S 12.7 | 4.76 | 5.16 | 0.8 . Steel
CNMG120404L-S 12.7 | 4.76 | 5.16 | 0.4 o Roughing
CNMG120408L-S 727 | 4.76 | 5.16 | 0.8
CNMG120404-MS 12.7 | 4.76 | 5.16 | 0.4 |e
CNMG120408-MS 12.7 | 4.76 | 5.16 | 0.8 | gzailllless
ce
CNMG120412-MS 12.7 | 4.76 | 5.16 | 1.2 |e Finishing
CNMG120404-MA 12.7 | 4.76 | 5.16 4 |e
CNMG120408-MA 12.7 | 4.76 | 5.16 8 |e ztaillllsess
. .
CNMG120412-MA 12.7 | 4.76 | 5.16 | 1.2 |e F.e‘.’ emi
inishing
CNMG 120404 12.7 | 4.76 | 5.16 .
CNMG120408 12.7 | 4.76 | 5.16 . gast}“’“
emi-
CNMG120412 12.7 | 4.76 | 5.16 . finishing
CNMG120404—GH 1227 | 4.76 | 5.16 | 0 .
CNMG120408-GH 12.7 | 4.76 | 5.16 | o. . Cast Iron
CNMG120412-GH 12.7 | 4.76 | 5.16 | 1. . Roughing

@55 EFEFE S Recommadedgrade (Always stock available)

@5 EHFEEERecommaded grade (Always stock available)




90°SN

H| TJF A% Turning Inserts

- -

{0

ZHIT]) Turning Inserts
;e %O
|g‘-‘~ ,", 1 "‘\\ ) ol
— A = — D F - A
P 2 ]
~ : -
RE/ 1 e L
90°SN —L—
R~ T i i 5
Dimensions(mm) Grade for Choice
itl:l]:l':l ?":J‘—% % n|m| = *EEQ@)EH
2 -
Product Type IC T D RE g g § g Application
1 a (]
SNMG120402-HA 12.7 | 4.76 | 5.16 | 0.2 o
SNMG120404-HA 12.7 1 4.76 | 5.16 | 0.4 o A.Iu.mir.lum
SNMG120408-HA 12.7 | 4.76 | 5.16 | 0.8 o | Finishing

Rt ] % hE 5
Dimensions (mm) Grade for Choice
Product Type IC T D RE g g § g pplication
—_— SNMG120404~GF 12.7 | 4.76 | 5.16 | 0.4 .
el ) SNMG120408-GF | 12.7 | 4.76 | 5.16 | 0.8 . Steel
= Finishing
e SNMG120404—TM 12.7 | 4.76 | 5.16 | 0.4 .
}<K} SNMG120408—TM 12.7 | 4.76 | 5.16 | 0.8 .
S SNMG120412-TM 12.7 | 4.76 | 5.16 | 1.2 . Steel
Semi-
N SNMG120404-HQ 12.7 | 4.76 | 5.16 | 0.4 . . Finishing
tﬁ' SNMG120408-HQ | 12.7 | 4.76 | 5.16 | 0.8 L
(2558
SNMG120404R-S 12.7 [ 4.76 | 5.16 | 0.4 .
' l SNMG120408R-S 1227 | 4.76 | 5.16 | 0.8 . Steel
| A SNMG120404L-S 12.7 | 4.76 | 5.16 | 0.4 . Roughing
SNMG120408L-S 12.7 | 4.76 | 5.16 | 0.8 .
SNMG120404-MS 12 | 4.76 | 516 | 0.4 | _
— Stainless
.—1[ SNMG120408-MS | 12.7 | 4.76 | 5.16 | 0.8 | e Stoo]
SNMG120412-MS 12.7 | 4.76 | 5.16 | 1.2 | e Finishing
SNMG120404-MA | &7 | 476 5.16 | 0.4 | Stainless
SNMG120408-MA 12.7 | 4.76 | 5.16 | 0.8 | ® Steel
SNMG120412-MA 127 | 4.76 | 5.16 | 1.2 | o Semi -
Finishing
SNMG120404 12.7 | 476 | 5.16 | 0.4 . Cact
SNMG120408 12.7 | 4.76 | 5.16 | 0.8 . s:fnifm"
SNMG120412 12.7 | 4.76 | 5.16 | 1.2 . finishing
SNMG120404-TT 12.7 | 4.76 | 5.16 | 0.4 | ®
SNMG120408-TT 12.7 | 4.76 | 5.16 | 0.8 | ® Stainless
Steel Semi
-Finishing

@55 L 78 # ¥ S Recommadedgrade (Always stockavailable)

@5 £ 78 # |¥ 8 Recommadedgrade (Always stockavailable)




T —
55°DN 35°VN
R T T 3% 1
Dimensions(mm Dimensions(mm) Grade for Choice
n 2 R 2 5 ) o I
i Type e 3 2|3 Application P i .%g 12 ® : 2 g Application
Product IC T D RE I& 3 g\ Product yp IC T D RE & N | SN
= N ©fN (7 v | o|la
iy (] (0
— [ ]
DNMG150404-TM 12.7 | 4.76 | 5.16 | 0.4 . zﬂgiggig: 212 2232 i' ;2 3:1 8: . Steel
7 DNMG150408—TM 12.7 | 4.76 | 5.16 | 0.8 . : : : ' Finishing
2 DNMG150412-TM 12.7 | 4.76 | 5.16 | 1.2 . g:;::
o= DNMG150604-TM 12.7 | 6.35 | 5.16 | 0.4 . Finishing . T2 T -
DNMG150608-TM 12.7 | 6.35 | 516 | 0.8 . X%glggigg_x 2222 i Zg’ 321 8'8 '
DNMG150612-TM 1227 | 6.35 | 5.16 | 1.2 . MG L604 L2 9'525 4' - 3'81 1'2 n
DNMG150404-HQ 12.7 | 4.76 | 5.16 | 0.4 . Steel : : : : Steol
ee ee
DNMG150408-HQ 12.7 | 4.76 | 5.16 | 0.8 . : :
g_eff";‘_ VNMG160404-HQ |9.525| 4.76| 3.81| 0.4 o oo ?_erpl;‘_
inishing VNMG160408-HQ |9.525| 4.76| 3.81| 0.8 R inishing
Stainless
DNMG150408-MA 12.7 | 4.76 | 5.16 | 0.8 Steel cieoaos To ol 176 s el o4
DNMG150604-MA 12.7 | 6.35 | 5.16 | 0.4]°® ?ﬁ:‘s'hm NG 160408NS 9' — 4' - 3'81 0'8 : Stainless
DNMG150608-MA 12.7 16.35 | 5.16 | 0.8] e 9 : ' : : ?itrelieslhing
DNMG150404 12.7 | 4.76 | 5.16 | 0.4 .
DNMG150408 12.7 | 4.76 | 5.16 | 0.8 . Cast iron
Semi- VNMG160404-MA |9.525| 4.76| 3.81| 0.4| ® Stainless
finishing VNMG160408-MA |9.525| 4. 76| 3.81| 0.8] ® Steel
Semi -
@3B SRecommaded grade (Always stock available) Finishing
VNMGL60404 9.525| 4.76] 3.81| 0.4 . .
VNMG160408 9.525| 4.76| 3.81| 0.8 . Cast iron
Semi-
finishing
VNMG160402-HA |9.525| 4.76| 3.8 | 0.2 .
VNMG160404-HA |9.525 4.76| 3.81| 0.4 o | Aluminum
VNMG160408-HA |9.525| 4.76| 3.81| 0.8 o | Finishing

@ ) SRecommadedgrade (Always stock available)




FEREIJIJEXZE Turning Inserts

ZERIJTR A= Turning Inserts

80°CC
. R T i S
Dimensions (mm) Grade for Choice
P e - NS
-l o o
Product Type 1C T D i (8 338 pplication
v (%, ] (%,
CCGT030102L-F 3.5 1.4 1.9 0.2 o .
4.3 1.8 2.3 0.2 ® °
v/ CCGT040102L-F Steel
OA CCGT060202L—-F 6.35 | 2.38 2.8 0.2 ¢ ° Sttail‘llless
stee
CCGT060204L—-F 6.35 | 2.38 2.8 0.4] o . Machining
CCGT09T302L-F 9.525| 3.97 4.4 0.2 e *
CCGTO9T304L-F 9.525| 3.97 4.4 0.4 ¢ *
ccro0202L-y | 6-35 | 238 | 28 | 0.2] 4 .
CCGT060204L-U 6.35 | 2.38 2.8 0.4] ¢ °
CCGT060202R-U 6.35 | 2.38 2.8 0.2 e ° o
ee
CCGT060204R-U 6.35 | 2.38 2.8 0.4] o . Stainless
CCGT09T302L-U 9.525 | 3.97 | 4.4 0.2 ¢ . steel
Machini
CCGTO9T304L-U 9.5251 3.97 | 4.4 | 0.4|° . achining
CCGTO9T302R-U 9.525 | 3.97 4.4 0.2| o
CCGTO9T304R-U 9.525| 3.97 4.4 0.4] e °

80° CC
\ RS
Dimensions(mm) Grade for Choice
P e 3 zz2zf@ )
Product ype IC T D | RE g g 8 g
CCMT060202 6.35 | 2.38 | 2.8] 0.2]¢
CCMT060204 6.35 | 2.38 | 2.8 0.4
CCMT060208 6.35 | 2.38 | 2.8] 0.8]¢ Steel
ﬁ CCMT09T302 9.525| 3.97 | 4.4 0.2] Stainless
CCMT09T304 9.525| 3.97 | 4.4 0.4] steel
o CCMTO09T308 9.525| 3.97 | 4.4| 0.8 e Machining
CCMT120404 12.7 | 4.76 | 5.56] 0.4]
CCMT120408 12.7 | 4.76 | 5.56| 0.8 e
CCMT060204-HM | 6.35 | 2.38 | 2.8| 0.4 .
CCMT060208-HM | 6.35 | 2.38 | 2.8| 0.8 .
TR CCMTO9T302-HM | 9.525| 3.97 | 4.4 0.2 .
\C i CCMTO9T304-HM | 9.525] 3.97 | 4.4] 0.4 . Steel
et CCMTO09T308-HM 9.525 3.97 | 4.4 0.8 ° Finishing
CCMT120404-HM | 12.7 | 4.76 | 5.56| 0.4 .
CCMT120408-HM | 12.7 | 4.76 | 5.56/ 0.8 .
CCMT060204-HQ | 6.35 | 2.38 | 2.8| 0.4 .
= CCMT060208-HQ 635 | 2.38 | 2.8] 0.8 .
‘Q CCMTO9T302-HQ | 9.525| 3.97 | 4.4 0.2 Steel
) CCMT°9T304-HQ | 9.525| 3.97 | 4.4 0.4 . Roughing
CCMTO9T308-HQ | 9.525] 3.97 | 4.4 0.8 .
CCGT060202-AK | 6.35 | 2.38 | 2.8| 0.2
CCGT060204-AK | 6.35 | 2.38 | 2.8| 0.4
CCGT060208-AK | 6.35 | 2.38 | 2.8| 0.8
B CCGTO9T302-AK | 9.525| 3.97 | 4.4 0.2 _
O: CCGTO9T304-AK | 9.525| 3.97 | 44| 0.4 Aluminum
' inishing
— CCGTO9T308-AK | 9.525| 3.97 | 4.4 0.8
CCGT120404-AK | 12.7 | 4.76 | 5.56| 0.4
CCGT120408-AK | 12.7 | 4.76 | 5.56| 0.8

@ L= S Recommadedgrade (Always stock available)

@5 £ 5 FE EE Recomnadedgrade (Always stockavailable)




= 'IEJ Turning Inserts ?\ |ﬂJ Turning Inserts

IC /1N
TN
RE
60° TC/TB/TP s 90°SC
R~ Al %S RS Al ik S
Dimensions (mm) Grade for Choice Dimensions (mm) Grade for Choice
7= LR S 2|2z R 7= 5 S = = |z ﬁ%ﬂlﬁit)ﬂ
Product Type Ic T D RE E g § g Application Product Type IC T . . g § g pplication
TCMT090204 5.56 | 2.38 | 2.5 | 0.4 . — SCMT09T304-HM  |9.525| 3.97 | 4.4 | 0.4 . Steel
) TCMT090208 5.56 | 2.38 | 2.5 | 0.8 . Steel I SCMTO9T308-HM  |9.525| 3.97 | 4.4 | 0.8 . Semi-
' TCMT110204 6.35 | 2.38 | 2.8 | 0.4 . Semi- N Finishing
[ (D\, TCMT110208 6.35 | 2.38 | 2.8 | 0.8 . Finishing
TCMT16T304 9.525 | 3.97 | 4.4 | 0.4 . SCMT09T304 9.5% 1 3.97 | 4.4 | 0.4 |e Steel
TCMT16T308 9.525 | 3.97 | 4.4 | 0.8 . ' SCMT09T308 9.525|3.97 | 4.4 | 0.8 |* Stainless
TCGT090202-AK 5.56 | 2.38 | 2.5 | 0.2 . steel
TCGT090204-AK 5.56 | 2.38 | 2.5 | 0.4 . Machining
}f} TCGT110202-AK 6.35 | 2.38 | 2.8 0.2 e |Aluminum SCGT09T302-AK 9.525 | 3.97 | 4.4 | 0.2 o
/;O): TCGT110204-AK 6.35 | 2.38 | 2.8 | 0.4 o [Finishing "ﬁ" SCGTO9T304-AK  |9.525| 3.97 | 4.4 | 0.4 * | Aluminum
' TCGT16T302-AK 9.525 | 3.97 | 4.4 | 0.2 . BC Y SCGT120402-AK 1227 | 4.76 | 5.56 | 0.2 e | Finishing
TCGT16T304-AK 9.525 | 3.97 | 4.4 | 0.4 . — SCGT120404-AK 12.7 | 4.76 | 5.56 | 0.4 .
JUEHITG P 0. 50 2,38 25 L ° * @5 L= F S Recommaded grade (Always stock available)
TCMT090208-HQ 5.56 | 2.38 | 2.5 | 0.8 . .
TCMT110204-HQ 6.35 | 2.38 | 2.8 | 0.4 . . gf;ﬁ:_
TCMT110208-HQ 6.35 | 2.38 | 2.8 | 0.8 . . Finishing
TCMT16T304-HQ 9.525 | 3.97 | 4.4 0.4 ° °
TCMT16T308-HQ 9.525 | 3.97 | 4.4 | 0.8 . .
TCGT110202L-F 6.35 | 2.38 | 2.8 | 0.2 | .
TCGT110204L-F 6.35 | 2.38 | 2.8 | 0.4 |*® .
TBGT060102L-F 3.97 | 1.59 | 2.3 | 0.2 |e .
TBGF060104L-F 3.97 | 1.59 | 2.3 | 0.4 | . Steel
TPGH080202L-F 4.76 | 2.38 | 2.3 | 0.2 |® . Stainless
TPGH080204L-F 4.76 | 2.38 | 2.3 | 0.4 |e . steel
Machining
TPGH090202L-F 5.56 | 2.38 | 2.5 | 0.2 | .
TPGH090204L-F 5.56 | 2.38 | 2.5 0.4 |°® °
TPGH110302L-F 6.35 | 2.38 | 2.8 | 0.2 |e .
TPGH110304L-F 6.35 | 2.38 | 2.8 | 0.4 |e .

@9 £HEZSE S Recommadedgrade (Always stock available)




ZEIJJFAZ Turning Inserts

55°DC
R~ 0] RS
Dimensions(mm) Grade for Choice
T b : z 2|z
Product ype IC T D RE g g § g pplicati
DCMT070204-HM | 6.35 | 2.38 | 2.8 | 0.4 .
";(’ DCMT070208-HM | 6.35 | 2.38 | 2.8 | 0.8 . Steel
y (‘ DCMT11T304-HM | 9.525| 3.97 | 4.4 | 0.4 . Semi-
DCMT11T308-HM | 9.525| 3.97 | 4.4 | 0.8 . Finishing
DCMT070202 | 6.35 | 2.38 | 2.8 | 0.2 .
DCMT070204 | 6.35 | 2.38 | 2.8 | 0.4 . _
a DCMT070208 | 6.35 | 2.38 | 2.8 | 0.8 . Cast iron
Machining
DCMT11T304 | 9.525| 3.97 | 44 | 0.4 .
DCMT11T308 | 9.525| 3.97 | 4.4 | 0.8 .
DCMT070202-MV | 6.35 | 2.38 | 2.8 | 0.2 | ®
DCMT070204-MV | 6.35 | 2.38 | 2.8 | 0.4 | °® General
DCMT070208-MV | 6.35 | 2.38 | 2.8 | 0.8 | ® Roughing
DCMT11T304-MV | 9.525| 3.97 | 4.4 | 0.4 | o
DCMT11T308-MV | 9.525| 3.97 | 4.4 | 0.8 | ®
DCMT070202-HQ | 6.35 | 2.38 | 2.8 | 0.2 .
DCMT070204-HQ | 6.35 | 2.38 | 2.8 | 0.4 . gien‘::
DCMT070208-HQ | 635 | 2.38 | 2.8 | 0.8 . Finishing
DCMT11T304-HQ | 9.525| 3.97 | 4.4 | 0.4 .
DCMT11T308-HQ |9.525| 3.97 | 4.4 | 0.8 .
DCGT070202-AK | 6.35 | 2.38 | 2.8 | 0.2 .
DCGT070204-AK | 6.35 | 2.38 | 2.8 | 0.4 .
N DCGT070208-AK | 6.35 | 2.38 | 2.8 | 0.8 o |Aluminum
'O' Finishing
DCGT11T302-AK | 9.525| 3.97 | 4.4 | 0.2 .
DCGT11T304-AK | 9.525| 3.97 | 4.4 | 0.4 .
DCGT11T308-AK | 9.525| 3.97 | 4.4 | 0.8 .
DCGT11T302L-U | 9.525| 3.97 | 4.4 | 0.2 | ® .
O / DCGT11T304L-U |9.525] 3.97 | 4.4 | 0.4 | ® . General
/ : DCGTI1IT302R-U | 9.525| 3.97 | 4.4 | 0.2 | e . Roughing
DCGT11T304R-U | 9.525] 3.97 | 4.4 | 0.4

@5 LS ERecommaded grade (Always stockavailable)

S —
gl Turning Inserts
35°VB/VC
R~F Al ik S
Dimensions (mm) Grade for Choice
A = 100 B
Product ype Ic T D RE g é §§ pp
VBMT110302 | 6.35 | 3.18| 2.8 | 0.2 .
VBMT110304 6.35 | 3.18| 2.8 0.4 e General
VBMT110308 6.35 | 3.18| 2.8 | 0.8 Machining
VBMT160404 [9.525 | 4.76 | 4.4 | 0.4 o
VBMT160408 |9.525 | 4.76 | 4.4 | 0.8 ®
VBMT110304-HQ | 6.35 | 3.18| 2.8 | 0.4 . Steel
VBMT110308-HQ | 6.35 | 3.18| 2.8 | 0.8 . Semi-
Finishing
VBGT110302-AK 6.35 | 3.18| 2.8 | 0.2
' VBGT110304-AK | 6.35 | 3.18| 2.8 | 0.4 Aluminum
VBGT160402-AK | 9.525 | 4.76| 4.4 | 0.2 Finishing
i VBGT160404-AK |9.525 | 4.76 | 4.4 | 0.4
VCMT110304 | 6.35 | 3.18| 2.8 | 0.4 e
VOMT110308 | 6.35 | 3.18| 2.8 | 0.8 General
ﬁ VOMT160404 [9.525 | 4.76| 44 | 0.4 e Machining
] VOMT160408 |9.525 | 4.76| 4.4 | 0.8
VCGT110302-AK | 6.35 | 3.18 | 2.8 | 0.2
Q| VCGT110304-AK | 6.35 | 3.18| 2.8 | 0.4 .
:-‘\ / Aluminum
L VCGT160402-AK |9.525 | 4.76 | 4.4 | 0.2 Finishing
VCGT160404-AK |9.525 | 4.76 | 4.4 | 0.4
VBGT110301L-Y | 6.35 | 3.18| 2.8 | 0.1 .
VBGT110301R-Y | 6.35 | 3.18| 2.8 | 0.1|® .
VBGT110302L-Y | 6.35 | 3.18 | 2.8 | 0.2 e .
VBGT110302R-Y | 6.35 | 3.18| 2.8 | 0.2 . General
VBGT110304L-Y | 6.35 | 3.18| 2.8 | 0.4|* . Machining
VBGT110304R-Y | 6.35 | 3.18| 2.8 0.4 | e °
VBGT160402L-Y |9.525 | 4.76 | 4.4 | 0.2 .
VBGT160402R-Y [9.525 | 4.76 | 4.4 | 0.2|°® .
VBGT160404L-Y [9.525 | 4.76 | 4.4 | 0.4|* .
VBGT160404R-Y |9.525 | 4.76 | 4.4 0.4 .

@5 EHEESEERecommadedgrade (Always stockavailable)




EI‘%HD}# £ Gases for Turning Inserts

BN Centrifuge Intermittent Turning

Case Study
Processing Dry external interrupted turning
method
Insert type WNMG080408-MA / RP8115
Processed 2205 Duplex Stainless Steel
materials
Parameters Vce=75m/min;Fz=0.5mm/z; Ap=2mm

The new generation RP8115, with \
super tough matrix and semi-finished,
impact-resistant mature geometry,
shows excellent performance under
low line speed and intermittent
machining conditions.

S o

4 )

Reven brand machine 2 pcs, while other
brands only machine 1 pcs. Reven inserts
can totally compete with some international
brands inserts.

o /

M L RREEEA Eccentric Naval Forging Steel

Case Study
Processing method Wet continuous roughing of eccentric cylinders
Insert type WNMG080408-MA / RP8115

Processed materials 925AC forged steel

Parameters Ve=122m/min; Fz=0. 45mm/z ; Ap=2mm

A
# D

In the turning of sticky steel
parts, the MA groove type also
has excellent life and shows
strong versatility.

S o

4 )

Reven brand machine 39 pcs, while other
brands only machine 30 pcs. Reven inserts
can totally compete with some international
brands inserts.

- /

@ﬁﬂﬂﬁ%{ﬁﬂ Gases for Turning Inserts

I EEE

End Face Fine-Turning

Case Study
Processing Wet end finishing
method
Insert type
WNMG080408-GF / RC8025
Processed
materials 65Mn(Spring Ring)
Parameters Vc=330m/min;Fz=0.28mm/z; Ap=0.8mm

A
# .

GF chipbreaker has excellent chip
control performance and excellent
surface quality, suitable for stable
working conditions

4 N

Reven brand machine 45 pcs, while other
brands only machine 40 pcs. Reven inserts
can totally compete with some international
brands inserts.

L s

- /

BB Bearing Accessories

Case Study
Processing Wet continuous rough turning
method
Insert type WNMG080404-TM / RC8025
Processed 55 steel
materials
Parameters Vc=260m/min;Fz=0.32mm/z;Ap=1.5mm

A
~ N

TM chipbreaker has excellent cutting

performance in medium speed turning, and
its service life is comparable to that of
imported brands. It has strong versatility in

semi-finishing and roughing machining.

-

Reven brand machine 75 pcs, another
international brand also machine 75 pcs.

some international brands inserts.

>

-

while a domestic brands only machine 60
pcs. Reven inserts can totally compete with




E‘ﬁl]]]}#%{ﬂl Gases for Turning Inserts

TR FEZE

Rough Turning of Valve Body

Case Study
Processing Dry continuous rough turning of external circle
method
Insert type CNMG120408 RC8125
Processed HT200(grey cast iron)
materials
Parameters Vc=430m/min;Fz=0. 3mm/z ; Ap=1. 2mm

4

Under high-speed turning conditions,
the circumferential chipbreaker
maintains a high hardness of the
black gold steel CVD coating, and its
service life is comparable to that of
imported inserts.

S o

=HHESEE

4 )

Reven brand machine 60-70 pcs, while
other brands only machine 60-70 pcs.
Reven inserts can totally compete with
some international brands inserts.

Continuous Rough Turning of Three-Column Body

Case Study
Processing Wet external turning
method
Insert type WNMG080408 RC8125
Processed QT500(ductile iron)
materials
Parameters Ve=90m/min; Fz=0. 4mm/z ; Ap=1mm

In the medium and low speed
ductile iron turning environment,

our company. The insert life and
stability are better

. 9 o

4 )

Reven brand machine 170-180 pcs, while
other brands only machine 150 pcs. Reven
inserts can totally compete with some
international brands inserts.

N /

Eﬁ”ﬂh”;ﬁ“ Gases for Turning Inserts

fralHEse s Continuous Turning of Drive Shafts

Case Study
Processing Wet continuous turning
method
Insert type TNMG160404-HQ RV960
Processed 545C drive shaft
materials
Parameters Vc=200m/min;Fz=0. 12mm/z ; Ap=0. 35mm

4

Under high-speed turning
conditions, the circumferential
chipbreaker maintains a high
hardness of the black gold steel
CVD coating, and its service life is
comparable to that of imported

N\

Qserts. /

4 N

Reven brand machine 249 pcs, while other
brands only machine 155 pcs. Reven inserts
can totally compete with some international
brands inserts.

- )

RAFH Pump Parts

Case Study
Processing Wet turning
method
Insert type TNGG160402R-C RV960
Processed SCM435 alloy structural steel
materials
Parameters Ve=200m/min; Fz=0. 25mm/z ; Ap=0. 11

A
3 D

Under stable turning conditions,
the C-groove type meets customer
requirements for both fine turning
life and finish, achieving cost-
saving replacement

e o

4 N

Reven brand machine 200 pcs, while other
brands only machine 200 pcs. Reven inserts
can totally compete with some international
brands inserts.

N /




t ] Chipbreaker Introduction Chipbreaker Specifications
)] | E Special chip breaker for cutting, which can meet the requirements of grooving

High precision, perfect edge quality, and strong versatility in matching cutting materials MGMN*—G processing, and has a higher cost-effectiveness when replacing Chloe and domestic

and targeted grades make the Reven brand grooving and cutting grooving cutters very blades

advantageous products in the market.

Meet the needs of grooving,cutting,turning,etc.,the cutting process becomes
MGMN*—M lighter and smootherchip removal,to achieve the ideal processing surface quality

Suitable for turning and grooving, the special rear blade structure reduces

MGMN*—-T cutting resistance by 20%, reduces vibration, and further improves the
surface quality of the workpiece. The special cutting edge design makes
the chip breaking effect better and allows horizontal cutting.

Stainless steel, steel, cast iron in the low-speed, poor steel environment, relative

MGMN* chip removal inserts have cost-effective advantages, slot machining acuracy yoo
MGMN%-M Profile groove processing, used for processing workpieces with arc grooves,
five specifications are available to meet most arc groove processing
requirements
Special cutting edge structure and chip breaker design provide higher
MGMN=*-DR

finish and can achieve chip breaking effect, suitable for grooving in small
spaces where chip removal is difficult. It can also be cut horizontally.

YIETI RS 48 Grooving Inserts Grade Introduction

TDC* P, M, K grooving and cut-off, cost-effective alternative to Taegutec for
medium and high feed conditions
SN Grade Introduction J#- 5495 A Grade Specifications

PVD coating, black-gray, general grade for steel and stainless steel,

RP8125 general base with toughness as the main feature Single-ended groove inserts are more stable, can withstand greater cutting
Balzers coating, highly versatile, general grade for grooving and cutting SP force, the installation of the knife plate fixture can be done to achieve a
greater depth of cut.

CVD coating, golden yellow, special substrate for steel parts combined

RC8025 with Einbond CVD coating. The ultra-thick CVD coating provides 7TE/F/G/HD*-MG zeeet geometry, Squirrel series, sharp cutting edge, faster cutting
extremely high wear resistance and significantly improves the processing and smoother chip removal.

life. It is the first choice for grooving and cutting steel parts.




TRJIE A% Grooving Inserts M Grooving Inserts

R~ iR s :
Dimensions(mm) Grade for Choice R oS
- Dimensions(mm) Grade for Choice
oy o Applicati ~8 s
roduct vpe p on
L w 5 RE
Product Type L w s RE
MGMN150-G 16 | 15 | 4 | 015 |[e e o |
MGMN200-DR 16 2 4 0.2 °
MGMN200-G 16 2 4 0.2 e | e ® -
- - 1 ' ' — MGMN250-DR 18.5 2.5 4.5 0.2 . )
MGMN250-G 185 | 2.5 4.5 0.2 e e ® | Grooving & T s - e = = . Fast Chip
MGMN300-G 21 3 5.6 0.3 (e | @ e | Parting off : : | remover
. | | . I MGMN400-DR | 2] 4 5.8 0.4 | & ' Horizontal
MGMN500-DR 26 5 5.8 0.8 e grooving
MGMN200-M 16 2 | & | 0z |[e]|e] | & | | : . |
SP200 2 e o
MGMN250-M 185 | 2.5 4.5 0.2 e | e ® |
) SP300 | & || e o
MGMN300-M 21 | 3 56 | 0.4 (e | ® ®  Grooving & SP400 4 o o L i
MGMN400-M 21 4 5.8 0.4 (@ ® e | Parting off dzrftehcuttmg
MGMN500-M 26 | 5 58 08 (e |e o
MGMN600-M 26 5 5.9 08 e | e .
MGMN200-T 16 2 355 | 0.2 |e|® d |
TDC200 20 2 3.9 0.2 °
MGMN250-T 185 | 2.5 4.5 0.2 e | e e 6 | 3 T 55 -
MGMN300-T 21 3 486 0.4 |eo | @ Gr09ving& oca0n . — 4'2 . u‘a e
MGMN400-T 21 | a4 286 | 04 (@ ® Parting off e > . 5 n-g . Grooving &
MGMN500-T 26 5 58 @ 0.8 |e|® ] - : = | Parting off
MGMN200 16 | 2 |355)| 02 |[e|e|e|e]e] | . .
ZTED02503-MG 20,3 | 2.5 5.3 0.3 |(@| @
MGMN300 21 3 4.B6 0.4 (@ |® |8 & 8| o & Sharp
t 1 - i —— Sharp ZTFD0303-MG 20.3 3 5.5 0.3 [ @ .
MGMN400 21 4 4.86 0.4 ® | ® ® & ® | Hiher . { cutting
o ZTGD0404-MG 25.2 4 5.9 0.4 (@ | ® edge
MGMN500 26 5 5.8 0.8 ® | ® & = & | precision 48 « ——— i — —
— - s i — ZTHDO504-MG 25.2 5 6.1 0.4 [ | ® smooth
chip
_ | | removal
MRMN200-M 16 | 2 3.5 1 e o . L | _ | ;
MRMN200-M 21 3 4.8 1.5 e @ ® AT HEEN S Recommaded grade (Always stock available)
MRMN400-M 21 | 4 4.8 2 |ele Profile
MRMN500-M 26 5 5.8 25 |@ | ® Processing
MRMNEOO-M 26 6 5.9 3 e o

® HFEENSRecommaded grade (Always stock available) m




BN TIHF AL Threading Inserts

THREADING TOO

T T
b g |
7 e - e
= imensions(mm )
& as g & PSS MR
Product Type w 1B Processing
8 IC s T Re | © Type
2
06IRAG0 0.5-1.5| 3.967 | 0.7 2 D.07 | e0° #
OBIRABD 0.5-1.5| 4.763 0.7 2 0.07 &0° b
11IRAG0 0.5-1.5| 6.35 | 0.9 3.52 | 0.08 | BO* L] Internal
16IRAGE0 0.5-3.0/ 9525 | 1.7 | 3.52 | n.os | 6o° | @ | Threading
16IRAGS5 0.5-3.0/ 9.525 | 1.7 3.52 | 0.076 | 55° .
16ERAGHED 0.5-3.0| 9.525 1.7 31.52 0.06 &a0° .
[ b= == [ === External
16ERAG55 0.5-3.0| 9.525 | 1.7 3.52 | 0.07 | 55° ® .
! ! ! | ! ! Threading
11IR100150 | 1 [ &35 07 | 3.05 | o.o6 | so° .
11IR125150 .25 | 6.35 | 0.9 3.05 | 0.08 | &0° »
11IR1501S0 1.5 6.35 ] 3.05 0.1 60° &
16IR100IS0 1 9.525 | 1.2 3.52 | 011 | eO° .
16IR125150 125 0.525 | i 3.52 013 60° L ] Internal
16IR150150 1.5 |9.525| 1.2 352 | 017 | 60° | e | Threading
16IR175150 .75 | 9525 1.2 3.52 0.22 a0° L]
16IR200150 2 9.525 | 1.3 3.52 | 0.26 | 60° .
16IR250150 2.5 9.525 1.5 32.52 0.33 60® ®
16IR300I50 3 9.525 | 1.6 3.52 | 0.44 | 60° .
16ERT00ISD 1 9.525 0.7 3.52 013 60® [ ]
16ER125150 1.25 | 9.525 | 0.9 3.52 | 0.16 | 60° ®
16ER150150 1.5 8.525 1 3.52 0.19 60° ]
16ER175150 1.75 | 9.525| 1.3 | 3.52 | 0.22 | 60° | e | External
[ i i i i i i Threading
16ER200I50 2 9.525 L3 2.52 0.26 &0 L]
BTSN 8 Threadimg Inserts Grade Introduction 16ER250150 2.5 |9.525| 1.5 | 352 | 033 | 60° | e
16ER3 00150 3 9,525 | 1.5 3,52 | 0.44 | 60° .
JESMNH Grade Introduction J&-E4¢ i Grade Specifications 16IR1TW 11 |9.525| 1.5 | 352 | D3 | 55 | »
16IR14W 14 | 9.525| 1.2 3.52 | 0.23 | 55° . Interna!
1 - - - - - ! Threading
.
PVD coating, red-purple, special ratio of ingredients, improves the bending { { { { - { { -
trength and thermal crack resistance of the substrate, excellent versatility when IDERIIN il B Tl BB A L = Ext |
16ERT14W 14 9.525 1.5 3.52 | 0.296 55 . .
RP8115 used with Balzers coating, the first choice for thread processing | | 7242 | wdaial] L= Threading
L]

@9 FEHEZFEERecommaded grade (Always stock available)




PRECISION TOOLS

HETIFRSNY Precision Inserts Grade Introduction

J5/4 Grade Introduction #5455 Grade Specification

PVD coating, purple-black, imported climbing Chunbao special substrate,
five-axis CNC grinding, higher precision, with composite coating,

RV1040 excellent performance in stainless steel and steel processing, the first
choice for small parts processing




iy a) -4 Precision Inserts 3] 44 Precision Inserts

IC— IC—

D
TGF32:%87] R TGF32;%1E7]
¥ | = | | [ = |
TGF32 Shallow Grooving Inserts TGF32 Shallow Grooving Inserts
nE R+ g nE R+ %
=g Type Dimensions (mm) 3 ) Type Dimensions (mm) =
Product Product
Rxfgft ii IC | T D W | B | RE ij—gft ii IC | T D W B | RE
TGF32R033 TGF321.033 9.525(3.18 | 4.4 |0.33] 0.8 |0.05 TGF32R240 TGF321.240 9.525[3.18 | 4.4 | 2.4 | 3 |0.15
TGF32R040 TGF32L040 9.525(3.18 | 4.4 | 0.4 | 0.8 [0.05 TGF32R250 TGF32L250 9.525[3.18 | 4.4 | 2.5 | 3.2 | 0.2
TGF32R050 TGF32L050 9.525(3.18 | 4.4 | 0.5 | 1.2 |0.05 TGF32R260 TGF32L260 9.525[3.18 | 4.4 | 26 | 3.2 | 0.2
TGF32R060 TGF32L060 9.525(3.18 | 4.4 | 0.6 | 1.4 [0.05 TGF32R265 TGF32L265 9.525[3.18 | 4.4 |2.65| 3.2 | 0.2
TGF32R070 TGF32L070 9.525(3.18 | 44 | 07 | 1.4 |0.05 TGF32R270 TGF321.270 9.525[3.18 | 4.4 | 27 2 |0.2
TGF32R075 TGF32L075 9.525|3.18 | 4.4 |0.75| 2 ]0.05 TGF32R275 TGF32L275 9.525[3.18 | 4.4 |2.75| 3.2 | 0.2
TGF32R080 TGF32L080 9.525(3.18 | 4.4 | 0.8 | 2 ]0.05 TGF32R280 TGF32L280 9.525[3.18 | 4.4 | 2.8 | 3.2 | 0.2
TGF32R085 TGF32L085 9.525(3.18 | 4.4 |0.85| 2 ]0.05 TGF32R285 TGF32L285 9.525[3.18 | 4.4 |2.85| 3.2 | 0.2
TGF32R090 TGF32L090 9.525(3.18| 4.4 | 0.9 | 2 ]0.05 TGF32R290 TGF32L290 9.525[3.18 | 4.4 | 2.9 | 3.2 | 0.2
TGF32R095 TGF32L095 9.525(3.18 | 4.4 |0.95| 2 ]0.05 TGF32R295 TGF32L295 9.525[3.18 | 4.4 [2.95]| 3.2 | 0.2
TGF32R100 TGF32L100 9.525(3.18| 4.4 | 1 | 2.2 ]0.1 TGF32R300 TGF32L300 9.525[3.18 | 4.4 | 3 |3.2]0.2
TGF32R105 TGF32L105 9.525(3.18 | 4.4 |1.05] 2.2 | 0.1 TGF32R310 TGF32L310 9.525[3.18 | 4.4 [3.10| 3.2 | 0.2
TGF32R110 TGF32L110 9.525(3.18 | 4.4 | 1.1 | 2.2 | 0.1 TGF32R315 TGF32L315 9.525[3.18 | 4.4 [3.15] 3.2 | 0.2
TGF32 R115 TGF32L115 9.525(3.18 | 4.4 |1.15] 2.2 | 0.1 TGF32R320 TGF32L320 9.525[3.18 | 4.4 | 3.2 | 3.2 | 0.2
TGF32R120 TGF32L120 9.525[3.18 | 4.4 | 1.2 | 2.2 | 0.1 @ 3 & 1 2 ¥ S Recomnadedgrade (Always stock available)
TGF32R125 TGF32L125 9.525(3.18 | 4.4 |1.25] 2.2 | 0.1
TGF32R130 TGF32L130 9.525(3.18 | 4.4 | 1.3 | 2.2 | 0.1
TGF32R135 TGF32L135 9.525[3.18 | 4.4 |1.35 ]| 2.2 | 0.1
TGF32R140 TGF32L140 9.525(3.18 | 4.4 | 1.4 | 2.2 | 0.1
TGF32R145 TGF32L145 9.525(3.18 | 4.4 |1.45] 2.2 | 0.1
TGF32R150 TGF32L150 9.525(3.18 | 4.4 | 1.5 | 2.7 | 0.1
TGF32R160 TGF32L160 9.525[3.18 | 4.4 | 1.6 | 2.7 | 0.1
TGF32R170 TGF32L170 9.525(3.18 | 4.4 | 1.7 | 2.7 | 0.1
TGF32R175 TGF32L175 9.525(3.18 | 4.4 |1.75| 2.7 | 0.1
TGF32R180 TGF32L180 9.525(3.18 | 4.4 | 1.8 | 2.7 | 0.1
TGF32R185 TGF32L185 9.525(3.18 | 4.4 |1.85] 2.7 | 0.1
TGF32R190 TGF32L190 9.525[3.18 | 4.4 | 1.9 | 2.7 | 0.1
TGF32R200 TGF32L200 9.525(3.18 | 4.4 | 2 3 |o0.15
TGF32R210 TGF321.210 9.525(3.18 | 4.4 | 2.1 | 3 |o0.15
TGF32R220 TGF32L220 9.525(3.18 | 4.4 | 2.2 | 3 |o0.15
TGF32R225 TGF32L.225 9.525(3.18 | 4.4 |2.25| 3 |0.15
TGF32R230 TGF32L230 9.525(3.18 | 4.4 | 2.3 | 3 |0.15

@5 % £ ¥ 5 Recommadedgrade (Always stock available)




S LEE Y Precision Inserts

IC—

4.4
e
TGF32EMAz 8T A ks
TGF32 Full Radius Shallow Grooving Inserts
R Rt %
g Type Dimensions (mm) 3
Product Vet EE
Right Left 1 B g i B iE
TGF32R040-R0. 20 | TGF32L040-R0.20 |9.525 | 3.18 | 4.4 | 0.4 1 |02 | ®
TGF32R050-R0. 25 | TGF32L050-R0.25 [9.525[3.18 | 4.4 | 0.5 | 1.2 |0.25 | @
TGF32R060-R0. 30 | TGF32L060-R0.30 [9.525 [3.18 | 4.4 | 0.6 | 1.4 | 0.3 | ®
TGF32R080-R0. 40 | TGF32L080-R0.40 [9.525(3.18 | 4.4 [ 0.8 | 2 | 0.4 | ®
TGF32R100-R0. 50 | TGF32L100-R0.50 [9.525|3.18 | 4.4 | 1 | 2.2 | 0.5 | ®
TGF32R120-R0. 60 | TGF32L120-R0.60 |9.525|3.18 | 4.4 | 1.2 | 2.2 | 0.6 | ®
TGF32R150-R0. 75 | TGF32L150-R0.75 [9.525|3.18 | 4.4 | 1.5 | 2.7 |o0.75 | ©®
TGF32R200-R1. 00 | 7GF321,200-R1.00 [9.525 | 3.18 | 4.4 2 | 2.7 1 ®
TGF32R250-R1. 25 | TGF32L250-R1.25 [9.525 [ 3.18 | 4.4 | 2.5 | 3.2 | 1.25 | @
TGF32R300-R1. 50 | TGF321.300-R1.50 [9.525 | 3.18 | 4.4 3 |32 |15 | @

@5 L F S Recomnaded grade (Always stockavailable)

GBA43%iE7] R

m Precision Inserts

GBAA43 shallow Grooving Inserts

R A g
2 Type Dimensions (mm) %_
Product ¥ £EF " : . . ; .
Rig ht Left
GBA43R100 GBA43L100 12.714.76| 5.4 1 2.2 10.1
GBA43R120 GBA43L120 12.714.76 | 5.4 | 1.2 | 2.2 | 0.1
GBA43R125 GBA43L125 12.714.76 | 5.4 [1.25] 2.2 | 0.1
GBA43R140 GBA43L140 12.714.76 | 5.4 | 1.4 | 3.5 | 0.1
GBA43R145 GBA43L145 12.714.76| 5.4 {1.45] 3.5 | 0.1
GBA43R150 GBA43L.150 12.714.76| 5.4 | 1.5 | 3.5 | 0.2
GBA43R170 GBA43L170 12.714.76 | 5.4 | 1.7 | 3.5 | 0.2
GBA43R175 GBA43L175 12.714.76 | 5.4 [1.75| 3.5 | 0.2
GBA43R185 GBA43L185 12.714.76 | 5.4 [1.85| 3.5 | 0.2
GBA43R200 GBA43L.200 12.714.76 | 5.4 2 3.5 10.2
GBA43R225 GBA43L225 12.714.76 | 5.4 [2.25]| 2.2 | 0.2
GBA43R230 GBA43L.230 12.714.76 | 5.4 | 2.3 | 3.5 | 0.2
GBA43R250 GBA43L250 12.714.76 | 5.4 | 2.5 5 0.2
GBA43R265 GBA43L265 12.714.76 | 5.4 [2.65| b 0.2
GBA43R280 GBA43L280 12.714.76 ] 5.4 | 2.8 5 0.2
GBA43R300 GBA43L300 12.7[4.76 | 5.4 3 B 0.3
GBA43R330 GBA43L330 12.714.76 | 5.4 | 3.3 5 0.3
GBA43R350 GBA43L350 12.714.76 | 5.4 | 3.5 B 0.3
GBA43R360 GBA43L360 12.714.76| 5.4 | 3.6 5 0.3
GBA43R400 GBA43L400 12.714.76 | 5.4 4 B 0.3
GBA43R420 GBA43L420 12.714.76 | 5.4 | 4.2 5 0.3
GBA43R450 GBA43L450 12.714.76 | 5.4 | 4.5 B 0.3
GBA43R480 GBA431.480 12.714.76 | 5.4 | 4.8 5 0.3

@5 £ /& #Z J# B Recommadedgrade (Always stock available)




m Precision Inserts

1D
LA
GBA43El[A:1E 7]
GBA43 Shallow Grooving Inserts T
(*p]
Tyoe Dimensions(m) | &
e 1mensions (mm 5
Product TEER EF
Right Left IC T W B RE
GBA43R100-R050 | GBA43L.100-R050 | 12.4 | 4.76 1 2 0.5
GBA43R120-R060 | GBA43L.120-R060 | 12.4 | 4.76 | 1.2 3.5 0.6
GBA43R150-R0O75 | GBA43L150-RO75 | 12.4 | 4.76 | 1.5 3.5 | 0.75
‘\_ GBA43R200-R100 | GBA43L200-R100 | 12.4 | 4.76 2 3.5 1
GBA43R250-R125 | GBA43L250-R125 | 12.4 | 4.76 | 2.5 5 1.25
D GBA43R300-R150 | GBA43L300-R150 | 12.4 | 4.76 3 5 1.5
i GBA43R350-R175 | GBA43L350-R175 | 12.4 | 4.76 | 3.5 5 1.75
GBA43R400-R200 | GBA43L.400-R200 | 12.4 | 4.76 4 5 2

@ >y 3 £ 7= J#E £ Recommadedgrade (Always stock available)

Precision Inserts

=
¥
T16i%1871 K
T16 Shallow Grooving Inserts T
7 R+ %
ey Type Dimensions (mm) =
Froduct 51 H ol o I T R
Extenal Intenal
T16E050 T16N050 9.525(3.65| 4 0.5 | 1.6 [0.05
T16E060 T16N060 9.525/3.65| 4 0.6 | 1.6 |0.05
T16E070 T16N0O70 9.525/3.65| 4 0.7 ] 1.6 |0.05
T16E080 T16N0SO 9.525/3.65| 4 0.8 | 1.6 |0.05
T16E090 T16N090 9.525|3.65| 4 0.9 | 1.6 [0.05
T1I6E100 T16N100 9.525|3.65| 4 2.1 10.1
P T16E110 TI6NI10  [9.525[3.65| 4 | 1.1 |2.1[0.1
o T16E120 T16N120 9.525/3.65| 4 1.2 2.1 0.1
. T16E130 T16N130 9.525/3.65| 4 1.3 12.1|0.1
T16E140 T16N140 9.525|3.65| 4 1.4 [ 2.11]0.1
T16E150 T16N150 9.525|3.65| 4 1.h [ 2.11]0.1
T16E160 T16N160 9.525|3.65| 4 1.6 [ 2.1 0.1
T16E170 TI16N170 9.525|3.65| 4 1.7 12.11]0.1
T16E180 T16N180 9.525|3.65| 4 1.8 [ 2.1 ]0.1
T16E200 T16N200 9.525(3.65| 4 2 2.1 10.1
T16E215 TI6N215 9.525{3.65| 4 |2.15| 2 |0.15
T16E230 T16N230 9.525(3.65| 4 2.3 2 10.15
T16E250 T16N250 9.525/3.65| 4 2.5 2 10.15
T16E265 T16N265 9.525{3.65| 4 |2.65] 2.2 |0.15
T16E300 T16N300 9.525/3.65| 4 3 2.2 10.15
T16E100-R050 T1I6N100—-R050 [9.525|3.65| 4 1 2.1 10.5
T16E120-R060 T16N120-R060 19.525|3.65| 4 1.2 1 2.1 0.6
T1I6E150-R075 T16N150-R075 [9.525|3.65| 4 1.5 [ 2.1 1]0.75
T16E200-R100 T16N200-R100 [9.525|3.65| 4 2 2.1
T16E250-R125 T16N250-R125 ]9.525{3.65| 4 2.5 1. 25
T16E300-R150 T16N300-R150 19.525|3.65| 4 3 1.5

@57+ H#EfF S Recommadedgrade (Always stock available)




391 pxF Precision Inserts

L1

%,

GRXETIR

GR Shallow Grooving Inserts
us Rt §§
Type Dimensions(mm)

I'r}::ﬁu:t z
H?gﬁt ﬁﬁ L1 (2| T | 0o | w| B |RE g
6GR100 6GL100 | 6.44| 5.6 234 23 | 1 |15 |02 | e
6GR150 6GL150 644 | 56 |2.34 2.3 | 15 | 15 | 02 | e |
6GR200 BGL200 |6.44 | 5.6 |234| 23 | 2 |15 |02 e
7GR100 76L100 | 7.36 | 5.6 | 3.08 | 2.58 | 15 (02| e |
7GR150 76L150 736 | 5.6 |3.08|258] 15 |15 [0.2 ] e
7GR200 761200 | 7.36 | 5.6 |3.08 /258 2 |15 |02 e |

7GR100-R0O50 | 7GL100-RO50 | 7.36 | 5.6 |3.08 258 1 | 1.5 | 0.2 |
7GR150-R075 | 76L150-R075 | 7.36 | 5.6 |3.08 | 2.58 15 15 | 0.2 | e |
7GR200-R100 | 7GL200-R100 | 7.36 | 5.6 | 3.08 /258 2 | 1.5 | 0.2 |
 8GR100 BGL10D | 1016| 6.2 (387 258 1 | 2 |02 | e |
8GR150 BGL150 [10.16| 6.2 | 387|258 1.5 | 2 | 0.2 |
 8GR200 86L200 1016 6.2 [3.87 (258 2 | 2 [02 | e |
8GR250 BGL250 (10.6| 6.2 |3.87|258| 25| 2 |02 | ® |
8GR300 B6L300 1016 6.2 (387 (258 3 | 2 [02 | e
8GR350 BGL350 |10.16| 6.2 |387|258| 35| 2 |02 | ® |
8GR100-RO50 | BGL100-RO50 10.16| 6.2 [3.87 258 1 | 2 | 05 | & |
BGR150-R075 | BGL150-RO75 10.06| 6.2 3.B7 | 2.58 1.5 2 D.?E; L ]
| 8GR200-R100 | 861200-R100 1016 6.2 3,67 |258] 2 | 2 | 1 | |
BGR250-R125 | BGL250-R125 1006 | 6.2 3.87 | 2.58 2.5 2 1.25 | =
8GR300-R150 | 8GL300-R150 10.16| 6.2 | 387|258 3 2 | 15|
BGR3IS0-R175 | BGL350-R175 1016 6.2 3.87 | 2.58 3:5 A 175 | =
9GR100 9G6L100  12.95| 7.7 | 4.66 | 2.86 1 3 (02 e
GGRI150 gGL150 12.95! 7.7 4.6 | 2.86 1.5 3 0.2 | =
9GR200 9GL200  12.95| 7.7 | 4.66 | 2.86 2 3 [02] e
9GR250 9GL250 |12.95| 7.7 | 4.66 | 2.86 | 2. T RE
9GR300 '96GL300 [12.95| 7.7 |4.66|286 3 | 3 | 02| ® |
9GR350 9GL350 [12.95| 77 |4566|286| 35| 3 |02 | e
9GR100-R050 | 9GL100-R050 12.95 77 |4.66 286 1 3 | 0.5 | ® |
9GR150-R075 | 9GL150-R075 |12.95| 7.7 | 4.66 |2.86 1.5 | 3 |075| e
9GR200-R700  9GLZ00-RT00D I'|2.95 i T 4. 66 E.EEI 2 3 1 | L ] I
9GR250-R125 | 96L250-R125 |12.95| 7.7 | 4.66 | 2.86 | 2.5 | 3 |1.25| e
9GR300-R150 | 96L300-R150 12.95| 77 | 466 286 3 3 |15 | ® |
| 9GR350-R175 | 96L350-R175 [12.95| 7.7 |4.66 | 2.86 3.5 | 3 |1.75 |

@ AEHENESRecommaded grade (Always stock availabla)

e g Precision Inserts

GER/L-A/BRETIR

GER-A/B shallow Grooving Inserts

Fad
Product

we R §§
Type Dimensions{mm) g

i B ik . =

=

n?:ﬁt Eﬁ t| 7|0 | w|s | re B
GER100-A GEL100-A 669|258 25| 1 | 15| 01|

GER120-A GEL120-A | 6.69 | 2.58| 25 | 1.2 | 1.5 | 01 | ® |
GER150-A GEL150-A g4 [2=a | 25 | a& | 5| B5l| i

GER200-A GEL200-A | 6.69 258 25 2 | 15| 01| e |
GER100-050AR | GEL100-050AR |65.69 |2.58| 25 1 | 15 | 05 | ®

GER150-075AR | GEL150-075AR |6.69 | 258 | 2.5 1.5 1.5 |0.75| @ |
GER200-100AR | GEL200-100AR |6.69 (258 | 25 2 | 15| 1 |

GER100-B GEL100-B B.46 | 318 | 2.8 22 01| e |

GER120-B GEL120-B |8.46|318 | 2.8 | 1.2 |22 | 01 | @ |

GER150-B GEL150-B 846 (31828 | 15 22 [ 01 [ e |
GER200-B GEL200-B |B.46|318| 28 | 2 | 22| 01| ®

GER250-B GEL250-B (84631828 |25 22 (02 e !
GER300-B GEL300-B |846|318| 28 | 3 |22 |02 »

| GER100-050BR | GEL100-050BR |8.46 318 | 28 1 | 22 |05 | e |

| GER120-060BR | GEL120-060BR |B.46 | 318 | 2.8 | 1.2 | 22 | 06 | ® |

GER150-075BR | GEL150-075BR |8.46[3.18 | 28 | 1.5 2.2 [075] e |
GERZDD-T00BR GELZ0D-T00BR g.46 | 318 2.8 2 od 1 L

| GER250-125BR | GEL250-125BR | 8.46 |3.18 | 2.8 | 2.5 2.2 | 125 e |
GER300-150BR GEL20D-150BR B.46 | 3.18 2.8 3 2.2 [ 1.5 L]

& S EEFIEERecommaded grade (Always stock available)




' J:iya) 44 Precision Inserts

S lipe g Precision Inserts

GER/L-C/D/ER{ETIE

GER-C/D/E Grooving Inserts

L2 =

W/ W T

RE RE .

5 5 T
L1 E

L1 JE}

L2 - L2~
..E.Y./RE W ,‘RE
B 5
GER/L-C/D/ERETI R
GER-C/D/E Grooving Inserts

Iz

BS : 8

Type Dimensions{(mm) g

S Fifi . ES |
roauc =
&F EF =

Right Lt LT (L2 | T D | W B | RE g

GER100-C GEL100-C |11.48| 5.8 |4.05| 28 | 1 | 25| 01| e

GER120-C GEL120-C 11 4a| 58 |405| 28 | 12 | 25| 01 | e

GER150-C | GEL150-C 11.48| 58 (4.05| 28 | 15 | 25 | 01 | »

GER200-C | GEL200-C i11_43| 58 |405| 28| 2 |25 | 01 | ®

GER250-C | GEL250-C | 11.48| 58 |4.05| 28 | 25 | 25 | 0.2 | e

GER300-C | GEL300-C 11 4a| 58 |405| 28| 3 |25 |02 | e

GER350-C GEL350-C |11.48| 5.8 | 4.05| 2.8 | 3.5 | 2.5 °

;asmon-osn:n|GE|.1uu-nsocn|11.48| 5.8 | 4.05| 2.8 | 1 | 25 |65 | e

|GER120- usucnla:uzu usocn?nqa 58 |4.05| 28 |12 |25 |06 | e

|GER150- ursr.n GEL150- n-.-scn 17 4a| 5.8 | 4.05| 2.8 | 1.5 | 2.5 (075 o

GER200-100CR| GEL200-100CR 11.48| 5.8 | 4.05| 2.8 | 2 | 2.5 | 1 °

' |GER250-125CR!GEL250-125CR|11.4B| 58 |4.05| 2.8 | 25 | 25 |1.25 | ®

-aznsnnqsucn|r.n.3un-15ncn'11 48| 5.8 |405| 28| 3 | 25|15 | @

GER100-D ] GEL100-D 16 44| 68 50534 | 1 | 45|01 | ®

GER120-D GEL120-D |16.44| 6.8 [5.05| 3.4 | 1.2 | 45 | 01 | ®

(\ GER150-D GEL150-D i‘6'4“| 68 |505| 34 |15 | 45| 01 | e

' GER200-D | GEL200-D 16.44| 6.8 [505| 3.4 | 2 | 45| 01 | ®

GER250-D GEL250-D 515,44| 6.8 |505( 3.4 | 25 | a5 |02 | e

GER300-D | GEL300-D (16.44| 6.8 |505| 3.4 | 3 | 45 | 0.2 | e

GER350-D ] GEL350-D 516.44| 68 |505| 34 35|45 |02 | e

GER400-D | GEL400-D |16.44| 6.8 |505| 3.4 | 4 | 45|02 | ®

-Gn1nn-nsnnn|ﬁzuuu usnnm 16. 44| 68 |505| 34| 1 | 45|05 | e

GER120-060DR | GEL120-060DR 16.44| 6.8 |505| 3.4 | 1.2 45 | 0.6 | ®

;ﬁﬂu5u-n75nulﬁzusu-uunn,15.44| 6.8 |505| 34 | 1.5 | 45 |0.75| »

ﬁ:nzou-woun'ﬁsl.zuu 100DR (16.44| 6.8 [505| 3.4 | 2 |45 | 1 | e

'slnzsu-usnn |GEL250-125DR 16.44| 6.8 | 5.05 | 3.4 | 25 | 45 [1.25| ®

-rnausnua S0DR| ﬁzuuu 150DR 16, 44| 6.8 [505[34 | 3 45|15 | @

:GER!Sﬂ—175DR|GEL35ﬂ nsnnua 44| 6.8 505 34 | 35| 45 175 @

GER400-200DR GEL400-200DR 16.44| 6.8 |505| 3.4 | 4 | 45 | 2 ®

| GER100-E | GEL100-E 2166954 |555| 44 | 1 65|01 | e

GER120-E | GEL120-E 21.66|9.54 |555| 44 | 1.2 | 65 | 01 | e

GER150-E | GEL150-E iz1.55| 954|555 44 | 1.5 | 65| 01 | ®

8 NFEREW S Recommaded grade (Always stock available)

)
Product

'

| — A\
i
|
us i
Type Dimensions{(mm) g
] |
H?gfl e t1 |2| v | o |w/| B |RE
. GER200-E | GEL200-E 55| 4.4 | 2 | 65 | 01
GER250-E GEL250-E |21.66|9.54 |555| 4.4 | 2.5 | 6.5 | 0.2 |
GER300-E GEL300-E (2166|954 |555| 44 | 3 | 65 | 0.2 | ® |
GER350-E GEL350-E |21.66| 9.54 | 5.55 | 4.4 | 3.5 | 6,5 | 0.2 |
GER400-E GEL4OO-E |21.66|9.54 |555| 4.4 | 4 | 65 | 02 | ® |
|_SERMSG-E__ | GELASGSE  |-1.661:3.5% |f"5’?’__ 44 |45 /65 /02| e
GERS500-E GELS00-E |2166|9.54 | 555 44 | 5 | 65 | 0.2
GER100-050ER | GEL100-050ER | 21.66 | 9.54 | 5.55 4.4 | 1 | 6.5 0.5

GER120-060ER

GEL120-060ER

21.66 | 9.54 | 5.55 | 44 | 1.2 | 65 | 0.6

GER150-075ER

GEL150-075ER

2166 | 9.54 | 5.55 | 4.4 | 1.5 | 6.5 | 0.75

GER200-100ER

GEL200-100ER

21.66| 9.54 | 5.55 | 4.4 2 6.5 1

GER250-125ER

GER300-150ER

GEL250-125ER
GEL300-150ER

21.66

9.54 | 5.55 | 44 | 2.5 | 6.5 | 1.25
21.E|IE|

954|555 44| 3 [65 | 15

GER350D-175ER
GER400-200ER

GEL350-175ER
GEL400-200ER

21.66
21.66

9.54 | 5.55

9.54 | 5.55 |

4.4 | 3.5
4.4 |

6.5
b5

1.75
2

GERA50-225ER

GELA450-225ER |21.66

954|555

EERHIE—.ZSGER

GELEﬂﬂ IEHEII 21 E!El

4.4 4.5
954 555 44 3

6.5

2.25

55

o
i
e
=
2
-
(=}
s
(=}
21.66| 9.54 | 5.55 | 4.4 2 65 | D] L
L
L]
L
L 2
L
L]
L]
L]
*
L ]
L ]
-
L ]
L]
L
L]

25

® A EEFFESRecommaded gr.ade (Always stock available)




314 & Precision Inserts

VC11/16 AL ixEET]

VC11/16 Intenal Facegrooving Inserts

&
Product

BE
Type

R
Dimensions{(mm)

&5F
Right

VC1103RT100

ﬁﬁ Ic

VC1103L100 |6.35

L

14

2.8

T W B RE

318 1 |2.3/0.05

14 |

VC1103R150
VC1103R200

VC1103L150
VC1103L200 6.35

6.35

14
14

2.8
2.8

318/ 1.5 2.8 0.05
3.18| 2 | 2.8/0.05

VC1103R250

VC1103R100-RO50

VC1103L250 |6,35
VC1103L100-R0O50 |6.35

14
14

2.8
2.8

3_13|2.5 2.8 0.05
318 1 23|05

14
14 |

14
14

LR AL 070TAY [T

VC1103R150-R0O75

VC1103R200-R100

VC1103L150-R075 |5.35
VC1103L200-R100 [6.25

14
14

2.8
2.8

2.18| 1.5 | 2.B-|0.,75
398 2 |2.B| 1

14
14

VC1103R250-R100

VC1604R100

VC1103L250-R100 |6_3 B
VC1604L100 9525

14
19

2.8
4.4

3.1s|2,5 2.8 1.25
4.76) 1 2.6 0.5

14|
20 |

VC1604R150
VC1604R200

VC1604L150 ig.szs
VC1604L200  9.525

19
19

4.4
4.4

VC1604R250
VC1604R300

VC1604L250 9525
19,525

19
19

4.4
4.4

4.?6| 1.5|3.6 | 0.2
476 2 | 4.1]0.2

4.76| 2.5| 5.1 0.3
476 3 | 5.1]|0.3

20 |
20 |

20
20

VC1604R350
VC1604R400

VC1604L300
VC1604L350 i9.525
VC1604L400 9525

il
19

4.4
4.4

4.?5| 3.5 4.6 0.3
4.76| 4 |a.6/0.3

20 |
20

VC1604R100-RO50

VC1604R150-RO75

VC1604L100-RO50 59.525
VC1604L150-R0O75 [5.525

1
19

4.4
4.4

478 1 |2.6|0.5
4.76| 1.5 | 3.6 |0.75

20
20

VC1604R200-R100

VC1604R250-R125

| VC1604R300-R150

VC1604R350-R175

VC1604L200-R100 IE‘.SZS
VC1604L250-R125 B.525

VC1604L300-R150 }9.525

VC1604L350-R175 9.525

19
19

19

19

4.4
4.4
4.4
4.4

4,?5| 2 |aa] 1
4.76| 2.5 | 5.1[1.25
A,?a[" BETIET
4.76/ 3.5 4.6 [1.75

20
20 |
20 |
20 |

VC1604R400-R200

VC1604L400-R200 59.525

15

4.4

4_?5| 4 46| 2

20 |

& | & & & & (8 8 0 8 8 0 ‘. e & & | 8 & & @

® NEFHFEMERecommaded grade (Always stock available)

L3044 Precision Inserts

FVC1604ixHEIET7]

FVC1604 Facegrooving lnserts

&R
Product

=
E

Bs Rt
Type Dimensions(mm)
=
n?fm &+ ICLnTwnnEm
FVC1604R100 | FVC1604L100 (9.52518.5/4.4 4.76) 1 [1.5]/01 18 | e
FVC1604R150 FVC1604L150 [9.52518.5 4.4 4.76 1.5 | 1.6 | 01|18 |
FVC1604R200 FVC1604L200 9.525i1a.5i4.4 4.76] 2 (1.8 |0.2 18| o
FVC1604R250 FVC1604L250 [9.52518.5/4.4 4.76 2523 (0.2 18 | o |
FVC1604R300 FVC1604L300 [9.52518.5/4.4 4.76 3 | 3 (02|18 e
FVC1604R100-R050  FVC1604L100-R050 9.525(18.5 4.4 4.76 1 |1.5/0.5|18 e |
FVC1604R150-R075 | FVC1604L150-R075 9.52518.5 4.4 4.76 1.5 | 1.6 [0.75[ 18 | ® |
FVC1604R200-R100 | FVC1604L200-R100 9.52518.5 4.4 476 2 [1.8| 1 |18 | |
FVC1604R250-R125 | FVC1604L250-R125 (9.52518.5| 4.4 |4.76/ 2.5 | 2.3 [1.25/ 18 | o |
FVC1604R300-R150 | FVC1604L300-R150 9.52518.5 4.4 476 3 | 3 |15 18 e

& AEHEN S Recommaded grade (Always stock available)




P« Precision Inserts e Precision Inserts

L j L B |
MBRIET7] . MBRIET7] K B
MB Intenal Grooving Inserts WF\RE MB Intenal Grooving Inserts & As
B : §§ S R ig
Type Dimensions(mm) Type Dimensions(mm)
2] ||::li t g& Frm:liﬁtl §q
roduc = =
i &T L |1c omin D | w | B RE B S = L 1c pmin D | w B | RE
MBO5GR100D09 | MBO5GL100D09 |83 | 5 | 9 (25| 1 (28|01 e MB11GR250D20 | MB116L250D20 19.5 11 | 20 |54 25| 8 | 0.2 |
\ MBO5GR150D09 | MBO5GL150D09 (83| 5 | 9 |25/ 15(28 |01 @ | MB11GR300D20 | MB116L300020 19.5 11 | 20 |54| 3 |8 |02]| 6@ |
MBO5GR200D09 | MBO5GL200D09 |83 | 5 | 9 (25| 2 (28|03 e MB11GR350D20 | MB11GL350D20 19.5 11 | 20 |54 35| 8 (0.2 e |
i MBO5GR250D09 | MBO5GL250D09 |83 | 5 | 9 |25|25/28 (02 MB11GR400D20 A MB11GL400D20 _19,5! 1 | 20 |54 4 l 8 02 ® |
' MBO5GR300D09 | MBO5GL300D09 (8.3 | 5 | 9 |25| 3 (28|02 e MB11GR100-R050D20 MB11GL100-R050D20 19.5 11 20 (54| 1 | 8 05| e
imussmnu-msuum MBOSGL100-R050009 83 | 5 | 9 |25/ 1 |28 |05 e | MB116R150-R075D20 | MB116L150-R075D20 19.5 11 | 20 |54 | 15| 8 (075 o |
| MBO5GR150-R075D09 | MBOSGL150-R075D09 | 8.3 | 5 8 | 25|15 |28 |0.75| = MEB11GR200-R100D20 MB11GL200-R100D20 |19.5 11 | 20 | 5.4 | 2 8 1 s
!mmmm MBO5GL200-R100009| 8.3 | 5 | 9 |2.5| 2 28] 1 | @ MB116R250-R125020 MB116L250-R125D20 19.5 11 [ 20 |54 /25| 8 [1.25| e
MBO5GR250-R125D09  MBO5GL250-R125D09 | 8.3 | 5 | 9 | 25|25 |28 |[1.25| e MB11GR300-R150020 MB11GL300-R150020 19.5| 11 | 20 |54 | 3 | 8 |15 e
MBOSGR300-R150009| MBOSGL300-R1S0D09 8.3 | 5 | 9 | 25| 3 |28 15| @ mnmmnmLmnﬁusn-nnm 19.5| 11| 20 [54[35] 8 [175] o |
| MBO7GR100D12 | MBO7GL100D12 | 11 | 7 | 12 |3.4| 1 |3.5|0.1] e MB11GRA00-R200020 MBT1GLAOO-R200020 19.5 11 | 20 | 5.4 | 4 | 8 | 2 | ® |
| MBOTERISODYZ | MBOTBLISONT2 | 11| 7 |12 |34 15|35 01| @ ® 7 1E# % S Recommaded grade (Always stock available)
MBO7GR200D12 | MBO7GL200D12 | 11| 7 [12 34| 2 [35|01 ]| ®
| MBO7GR250D12 | MBO7GL250D12 | 11| 7 |12 (3.4 25|35 /02| e |
MBO7GR300D12 | MBO7GL300D12 | 11| 7 [12 (34| 3 (35|02 ®
'MBO7GR100-ROS0D12| MBO7GL100-R0S0D12| 11 | 7 |12 (3.4 | 1 |35 /05| e |
'MBO7GR150-R075D12| MBO7GL150-R075D12| 11 | 7 | 12 | 3.4 [ 1.5 [ 3.5 [0.75] e
lmmmmmz MBO7GL200-R100012| 11 | 7 |12 (34| 2 [35] 1 | @
' MBO7GR250-R125D12| MBO7GL250-R125D12| 11 | 7 | 12 | 3.4 [25[3.5 [1.25) e
'MBO7GR300-R150D12| MBO7GL300-R150012| 11 | 7 [ 12 [3.4| 3 |35[15| e |
' MBO9GR100D17 | MBO9GL100D17 | 16 | 9 |17 |4.4| 1 |65|0.1| @ |
' MBO9SGR150D17 | MBO9GL150D17 | 16 | O |17 (4.4 |15 (65|01 | @ |
| MBO9GR200D17 | MBOSGL200D17 | 16 | © | 17 |44| 2 |65|01| e |
| MBO9GR250D17 | MBO9GL250D17 | 16 | 9 |17 (44|25 |65 (02 e |
MBO9GR300D17 | MBO9GL300D17 | 16 | 9 |17 |4.4| 3 65|02 @
'MBO9GR100-ROS0D17 MBO9GL100-ROS0D17 | 16 | 9 | 17 (44| 1 |65 05| @
| MBO9GR150-R075D17| MBO9GL150-R075D17| 16 | 9 | 17 | 4.4 | 1.5 | 6.5 |0.75| ®
' MBO9GR200-R100D17 | MBO9GL200-R100D17 | 16 | 9 |17 |44 | 2 |65| 1 | @
MBO9GR250-R125D17  MBO9GL250-R125D17 | 16 | 9 | 17 | 4.4 | 2.5 | 6.5 [1.25| e
'MB09GR300-RI50D17| MB0SGL300-R15007 | 16 | 9 | 17 [4.4| 3 6515 e |
MB11GR100D20 | MB11GL100D20 [19.5| 11 [ 20 (54| 1 | 8 |01 | ®
MB11GR150D20 | MB116L150D20 [19.5 11 | 20 |54 15| 8 [ 01| ®
' MB11GR200D20 | MB116L200D20 19.5| 11 | 20 |54 | 2 | 8 | 01| @ |

@5 £ 7 F ¥ £ Recommadedgrade (Always stock available)




Precision Inserts

REJRX2 ey Precision Inserts

ax
k7
4 i b '
TKF12/1611#E1NBR 7] R — CTP/CTPAI{EIERT] )
TKF12/16 Grooving&Cut-off Inserts CTP/CTPA Grooving&Cut-off Inserts
i i é% i i i g%
i Fdﬂ t Dimensions(mm) gq i Fdﬂ t Type Dimensions{mm) §q |
rocauc E roauc . E
nﬁﬁt & W pmax T | H | D | Re St s W pmax T | H | D | RE B
TKF12R050-5 TKF12L050-S | 0.5 | 5 3 |87 5 |005]| @ CTPOSFRN CTPOSFLN 05| 5 |25 B 5 |0.05) e |
TKF12R070-5 TKF12L070-§ | 0.7 | 8 3 (87| 5 |o05| e CTPO7FRN CTPO7FLN 07| 8 [25] 8 | 5 |oos] e |
TKF12R100-5 TKF12L100-5 1 12 3 87| 5 |005| @ | CTP10FRN CTP10FLN 1 12 | 25 | 8 5 [005| & |
TKF12R150-5 TKF12L150-s | 1.5 | 12 | 3 [ 87 | 5 |005| e CTP15FRN CTP15FLN 15 [ 12 |25 8 | 5 [005] e |
TKF12R200-S TKF12L200-S 2 [12] 3 |[87] 5 |005] @ | CTP20FRN CTP20FLN 2 |12 |25 8 5 |0.05]| & |
TKF16R100-5 TKF16L100-s | 1 | 16 | 4 [ 95 5 [005] e | CTPOSFR CTPOSFL 05| 5 |25| 8 | 5 |0.05| e |
TKF16R150-5 TKF16L150-§ | 1.5 | 16 | 4 | 95| 5 |005| e | CTPO7FR CTPO7FL 0.7 | B | 25| 8 5 /005 @ |
TKF16R200-5 TKF16L200-s | 2 | 16 | 4 |95 | 5 [005| CTP10FR CTP10FL 1 [12]25]| 8 | 5 [005] e |
TKF16R250-5 TKF16L250-5 | 2.5 | 16 | 4 | 95| 5 |0.05| ® | CTP15FR CTP15FL 1512 25| 8 5 1005 e |
TKF16R300-5 | TKF16L300-S | 3 | 16 | 4 |95 5 [005| e | CEEEREE SERSOIL 2|12 |25) 8 | 5 |a0s]e |
z : CTPA10FRN CTPA10FLN 1 | 16 | 35 94| 5 [005] @
® SERFENSRecommaded grade (Always stock available) CTPAT5ERN CTPA15ELN - 16 35 o4 5 0.05 ® |
CTPA20FRN CTPA20FLN 2 | 16 | 35|94 | 5 [005| ® |
CTPA25FRN CTPA25FLN 25 | 16 | 35|94 | 5 (005 e |
CTPA3OFRN CTPA3OFLN 3 | 16 |35|94| 5 |005| |
CTPATOFR CTPATOFL 1 |16 [35|90a]| s |u.05‘ o
CTPATSFR CTPA15FL 15| 16 | 35|94 ] 5 (005 @ |
CTPA20FR CTPA20FL 2 [16 3504 5 [005] e |

® AEEEESRecommaded grade (Always stock available)




2128 g+ Precision Inserts Tl re ¥ Precision Inserts

RE D D

" =3 ey [ ,
MGGNREMENE] | T TKFBEETIE iSe=e=s :

MGGN Grooving&Cut-off Inserts TKFB BackTurning Insert M

R R+
= Dimensions{(mm) o Dimensions(mm)
=31 §s Fad o
Product Type Product Type
L w b H RE RV1040 w B T H D A | RE RV1040
MGGN150 16 1.5 1.2 3.5 | 015 | . TKFB12R15005 15.| 2.6 | 3 | &7 | 52 |0:25]0.05 .
MGGN200 16 2 | 16 35 | ez . TKFB12R28005 2 |46| 3 | 87 5.2 |0.25]0.05] .
MGGN250 18.5 | 2.5 2 | 385 | 0.2 . TKFB12R28010 25 46| 3 |87 5203/ 01| s
MGGN300 21 3 2,35 | 4.8 0.4 . TKFB16R38005 3.8 | 63| 4 [ 955203 005 °
MGGN400 21 4 3.3 4.8 0.4 . TKFB16R38010 38 (63| 4 |95 52]0.3 r:|.1| &
MGGN500 26 3 | 4. 5.8 0.8 . ® A EEEESRecommaded grade (Always stock available)
MGGNG00 26 6 5 5.8 0.8 .
8 HEMEMSRecommaded grade (Always stock available)
W
28
158 |od
8 D
L | _ . 3}4
ST o] o\ \w 2
%‘E —— ABS/ABWEETIE :
L-08 R-08 ABS/ABW BackTurning Insert
M G G N Egﬁ' D m ﬁn W = Dimensions(mm) Grade for Choice
MGGN Cut-off Inserts Fad =) 2S
&5 | Product Type
s 2 g L w T RE RV1040
Type Dimensions(mm) gl‘l
& = ABS15R4005 15.4 3.97 0.05 .
Product =
&5F EF . - " 5 0 = ABS15R4015 15.4 3.97 0.15
Right Left = |
MGGN150R-08 £ MGGN150L-08 | 16 1.5 1.2 3.5 g | e
| MGGN20OR-08 = MGGN200L-08 | 16 2 1.6 3.5 g° . ABW23R5005 234 i L
MGGN250R-08 | MGGN250L-08 | 185 | 2.5 2 385 8 | e ARETIRA0Y 2t 2 L :
| MGGN30OR-08 | MGGN300L-08 | 21 3 2.35 4.8 ge °
MGGNJOOR-08  MGGN4OOL-08 | 21 4 3.3 4.8 g° °

® M EHEFEN SRecommaded grade (Always stock available)

& AXEEESRecommaded grade (Always stock available)




ZEIpENE Milling Inserts Grade Introduction

M I L LI N G I OO I S ## 5 Sr#HGrade Introduction J#E4F ;i Grade Specificition

PVD coating, golden yellow, the preferred grade for ordinary steel

. RP8O15 parts, castings and strong intermittent processing conditions, the
sﬁ\ﬁu 7] a e super tough substrate combined with the thick anti-sticking PVD

coating has the strongest anti-collapse performance

PVD coating, reddish brown, the preferred grade for tool steel and
RP8115 stainless steel processing, optimized latest coating process, excellent
in stainless steel continuous and intermittent processing conditions

PVD coating, black color, the preferred grade for dry cutting of

RP&215 modulated steel and cast iron, especially suitable for stable milling
environment and dry cutting conditions, and the preferred grade for
high line speed and high feed processing

PVD coating, black-grey, general grade for steel, stainless steel and
RP&315 cast iron, currently the most versatile series

CVD coating, black, special grade for cast iron, ultra-thick CVD coating
and cast iron high hardness substrate, the performance is particularly
outstanding under stable working conditions

RC3215

PVD coating, bronze color, the first choice for difficult-to-process
RP&8115H materials (hardened steel; heat-resistant alloy steel; duplex stainless
steel; high-temperature alloy), HRC 45-60 range is more suitable.

%471 R /Miling Tools
62~62 HEHIES A

Milling Inserts Grade Introduce
63~64 HEHITIHESRRHM

Miling Inserts ModelRepresentation Rules
65~76 HtHITIFXE

Milling Inserts
77~83 HtHITI R EH

m Cases for Miling Inserts




Milling Inserts Model Representation Rules

%ﬁ“ﬂ H_g.:{:: ﬁ_\_mu Milling Inserts Model Representation Rules

- 32 ER 12 12.7
B =1 T — M| & T 1 ;‘ 3175 E} 10 1111
"‘uw ]I !‘1” l‘ @ ﬁ 25.4 25 | 25 9 8732
A 8 L =65 25 557 25 | Tas 09 9.52
v am gk R £ | em 7 20 20 07 7.94
19.05 19 19 19 i3 Té 6.75
@ D AL @ 16 19 16 06 6.35
: - L o * Ifgﬁ = = T 15.6875 16 15 16 | 27 LE] 5.95
05 5.56
- 65 12.7 12 | 15 | 12 | w2 | 22 | 22 | o
Ao / AR R — I = | N 12 12 T 4.96
K L M 16 . 04 4.76
Fra T3 197
W 5 % ﬁ M ™ B lﬂ___D -‘?.5:5 o9 11 E: o9 16 16 0a 16 0z 118
O. 0.0 s = ]
sy e 02 2.38
o p RIl T | % T ﬁfﬁ G| ® - < I = & 06 3 1,68
555 0o
[:] A @ Q| = E = " HEE A3 03 $t]| :J;:‘
5 T T [Ez_‘l 36/ 06 o0 0.79
‘ i [oa | aka — womse 0 | & @ B A & 4 = i S
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#0005
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1
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m
1
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A E
iy
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w005
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=, 10
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F . . lF . .
Iﬁ)ﬁ%ﬁﬂﬂﬁ Milling Inserts i Iﬁ}%‘%ﬁﬂﬂ}# Milling Inserts T

AP

AP e/l

. — RY RS
~__ Dimensions(mm) _Dimensions(mm) | Grade for Choice
=8 B & i
Product Type = - 4 s " Product Type L w ¥ D RE

APKT160402PDFR-MA| 17.25 0925 | 476 | 44 | 0.2
APKT160404PDFR-MA| 17.25 @ 9.25 | 476 | 44 | 0.4
APKT160408PDER-MA| 17.25 9.25 | 4.76 | 4.4 | 0.8 |

APKT1604PDER | 17.42 | 933 | 52 | 45 | 0.8
APKT1135PDER 113 | 6.25 | 36 | 2.8 | 08

APKT1604PDFR-MA3 | 17.25 | 9.25 | 4.76 | 4.4 0.8 -

APGT160404PDFR-G2| 17.25 9.25 | 4.76 | 4.4 0.4 |

m APGT16040BPDFR-G2| 17.25 9.25 4.76 4.4 0.8

| APMT1604PDER-ZL | 1742 5.33 5.2 4.5 0.8

n APMT1135PDER-ZL | 11.3 | 6.25 | 3.6 2.8 0.8
i | | ] -
g

8 B EMHFESRecommaded grade (Always stock available)

| APMT1604PEER | 17.42 | 933 | 52 45 08

APMT1135PEER 11.3 | 625 | 36 | 28 | oa
| APMT160404PDER | 17.25 | 9.33 | 5.2 4.5 0.8
APMT160412PDER | 17.25 | 9.33 | 52 | 45 | 1.2
APMT160476PDER 1725 g.33 B 4.5 1.6
APMT160420PDER | 1725 | 9.33 | 5.2 | 45 | 2.0
APMT160430PDER | 17.25 | 933 | 52 45 3.0

APMT1604PDER-M2 | 1725 9.25 4.76 4.4 0.8
APMT1135PDER-M2 | 17.25 6.2 | 3.5 2.8 0.8

APMT1604PDER-H2 | 17.25 0.25 | 476 4.4 0.8 ® @ @& @ | @ I

| APMT1135PDER-H2 | 17.25 | 6.2 | 35 28 08 |e e e e|e
APKT170508R-EM | 18.44 | 10.74 | 556 45 0.8 e e e ®

| APKT170516R-EM | 18.44 | 10.74 | 556 | 4.5 1.6 |e /e|e | |
APKT170524R-EM | 18.44 | 10.74 | 556 45 @ 24 |e|e @

| APKT170530R-EM | 18.44 | 10.74 | 556 | 4.5 @ 3.0 |e|e|e]| | |
| APKT170540R-EM | 16.84 | 10.74 | 5.56 4.5 40 e e e

® N E#REFESRecommaded grade (Always stock available)




'I BERSEIIR Miling Inserts SEHHITIA Milling Inserts

7
L
3P LNLI[L] B
R o] iEhE = R o] ik Ae
Dimensions(mm) Eradefurl;mnica Dimensions{mm) Grade for Choice
=R fﬂ% fd s
Rredect ype Ic |APMT| T | BS | RE Product T¥pe L w T | BS
| 3PKTO60304R-M 5.3 4.7 28 1 | oa ol || LNPUT104085RGE | 1216 | 6.6 | 4.83 1
3PKT100408R-M 6.9 7 | 4 | 12 | 08 [e|eje| | i LNPU15ST60BSRGE | 17.01 | 10 6.96 | 1.8
| 3PKT150508R-M | 107 | 11 | 5 1.8 | 08 |elefe] | | |
3PKT190608R-M 135 |18 || & 2 08 |eo|e @ | _
® AEMFMERecommaded grade (Always stock available) ® 1M &S ERecommaded grade [Always stock available)

WNLI[]

R

Dimensions{mm)

P8 me
Product Type

ic T D BS

4N L]

WNMUO40304EN | 6.75 | 318 | 3.8 0.6

Dimensions(mm) WNMUOE04DBEN | 9.53 | 4 3.5 | 1.3
s BS WNMUOBO60OBEN | 14.02 | 6.65 | 620 | 1.3 | 08 | e o @ | |
il Type L APMT T BS RE WNMUOBD&GOBEN-ZL I 14.02 | 6.65 I 6.2 1.3 I 0.8 I I L - I L
WNMUOBOGOBEN-GH | 14.02 | 6.38 | 46 | 13 | 08 | | | |e| |
ANKTO60308R-M | 6.6 | 58 | 42 | 06 | 08 XNMUOBOGOBEN | 12.5 | 6.38 | 4.6 - | o8 |e|e|e]| | |

o —m——— 08—

® FEMENSRecommaded grade (Always stock available)

® HEMENSRecommaded grade (Always stock avallable)




ﬁ)‘iﬁé‘f‘ﬁ’ﬁﬁlm)# Milling InsertsS I'I%i&é‘*ﬁ‘ﬁ'])])—*. Milling Inserts

{
Ic Tf C-\\ ‘D(

_y L JDCI0]

RP/RD L[]

R~ R~
Dimensions{mm) Dimensions{mm)
& s =& B
Product Type Ic T D a Product rype L w T D RE
RPMWOSTZMO B 2.78 I 3.4 | 1 . . JoMTO070204 6.40 4.3 2.45 | 215 04 o e & @ =
RPMWI003MO I 0 | 338 4.4 11 e e s 8 o g JDOMTO70208 6.40 | 4.3 2.45 | 215 0.8 & | e @ | @ L]
o RPMT120aM0 | 12 | 476 | 44 | 11 (e eele e ' .\‘ | =R
RPMTOST2MO-)S i B a3 | 34 | LA il o] B B i Pl & HEMEESRecommaded grade (Always stock svailable)
RPMT10T3IMO-JS 10 3.97 4.4 11
0 RPMT1204MO-JS i 12 4.76 4.4 11 '_- ° | “ 2 |
RDMTOBT2ZMOTN | & 278 | 34 | 15 |e s|eie| |
RDMT10T3MOTN | 10 3.97 4.4 15 e o e 0
O RDMT1204MOTN | 12 476 | 44 | 15 |e|e|sle| |e
RDMWOSO2MO | 6 | 248 | 28 | 15 |e e e | | | |
| mRoMwiOT3IMO | 10 | 397 | 44 | 15 |e e|e | | | |
RDMW1204MO | 12 4.76 4.4 . 15 . ® .‘ ® . . |
RDMW1605MO 16 | 4.76 5.5 15 e e e
RPGT0803MO-AK | 8 | 278 | 34 | m | | [ [ ] - T
: RPGT1003IMO-AK 10 | 318 4.4 11 | | . [
@ RPGT1204MO-AK | 12 | 476 | 44 | 11 | [ [ T[] Te " O =
! ! -
® A EEFESRecommaded grade (Always stock available) -
LN/LO[][] RE
) R o[k =
Dimensions{mm) Grade for Choice
@ B
Product Type L w T D RE
LNMUD303ZER | 11.4 f 3.75 | 2.85 12 (& o o @ ®
= LNMUD202ZER 616 | 4.05 | 2.71 | 2.8 1.2 |e o /o @
LOGUO30310ER | 119 | 6.2 | 396 | 345 | 1.0 e e /e e |

@ HEMREN S Recommaded grade (Always stock available)




(PRIELEHEHI T Milling Inserts

BL[I[]

,Rﬁ?ﬁﬁlﬂ]}# Milling Inserts

SO /[

R
Dimensions(mm)
] B
Product Type Ic T D RE

I SOMT100420ER-GM | 10.3

458 | 46 | 2.0 |

SOMT140520ER-GM | 14.14
| |

5.56 5.8 2.0

R~
Dimensions{(mm)
fadw T!%
Product ype L w T AP
BLMPOG03R-M g 6.4 373 | 1.0
BLMPOS04R-M 11 ! 9.18 4.8 1.5 :
: i i !
& AEMESSRecommaded grade (Always stock available)
o PN
Dimensions{
F&ﬁ': TEE
Product ype L w T
LPGTO10210ER 4.19 2.19

| 6.26

@ HENEN SRecommaded grade (Always stock available)

SoMT140520eR-10 | 1426 | 556 | 58 | 20 | 16_|e e]s]
] |
@ FEMERERecommaded grade (Always stock available)
T
| "1
—
SDLI[] -
z o ol iERE =
Dimensions(mm) Grade for Choice
Fdﬂ Tﬂ%
e
FEDGHE yP ic T D RE
SDMT120512 12.7 5.56 I 4.4 | 1.2
SDMT150512 15.88 2.56 5.5 1.2

& HEMERERocommaded grade (Always stock available)



@ﬁgﬁﬁﬁuﬂ}ﬂr Milling Inserts

WD[ ][]

- R+t
Dimensions{mm)
& --4=
T
PEBOuL R Ic T D | RE |APMX
WDMWOBD520ZTR 12 .9. < i 5 2 0.7
& HEMAEEE Recommaded grade (Always stock available)
T
- Y
Dimensions{mm)
oo Bs
Product Type Ic T D
WPMTOB0615ZSR 6.3 5.5

12,8 |

& FEMERERocommaded grade (Always stock available)

=m|VI$kHEITIR/ Milling Inserts

MPL|[]

R+t
Dimensions(mm)
s
Product Type Ic L T D RE

MPHTO60304-DM 6.35 |

MPHT120408-DM 12.7

6.35 | 318 | 28 | 0.4 .
MPHTO80305-DM 8.3 | 83 | 318 | 3.4 0.5 e
12.7 4.76 5.0 0.8 L ]

& A EHERSRecommaded grade (Always stock available)




|

PR 9EHILT A Milling Inserts CFHBEHIT) FrMilling Inserts

=
T RE
L D
D
SE [ 1] PN [ ] BS
. [ R+ o] ke :
Dlmanﬁcﬁls{mm] Dimensions{mm) Eradefurlﬁlul:e
: R NS
P;ri::ﬁu:t %Ee Product Type L T D BS RE
1C T D BS
st 154 397 | 43 | 3% PNMUD9S0508ENER-GM | 146 | 556 | 4.7 2 | 08 EIEIEE |
SEHT1204AFFN | 13.4 3.97 4.3 2.45 . | | |
| EEEEE (= 1]
. | | . — ! _ : ! || -
SEER1203AFS 12.58 344 | 23 | 2 |ele|ele] J ' ® A EMAERERecommaded grade (Always stock avallable)
SEER1504AFS 15.88 4.88 3.2 22 |e|e|ele
+ - I T T T
|
| |

& A FHEENSRecommaded grade (Always stock available)

SNDD RE | BS

i -

. R aliERe =
Dimensions{mm) Grade for Choice
i BS b
=
T
Product Ype Ic T D BS RE HN D I:l
R aiENSs
| _SNMX1205ANN-M | 127 | 56 | 6 | 15 | - Dimensions(mm) Grade for Choice
# SNMX1206QNN-MM | 127 | 578 | 525 | - 0.8 =R BS
- SNMX1206XTN 12.7 | 5.78 | 5.54 e | = Produc i ic T D RE
' SNMX1206QNN-GM | 127 | 578 & | - 0.8
1 1 | 1 }
_ SNMU13050BEN-H | 13 | 5.5 | 47 | 0 | 0.8 HNMGOS07ANSN-R | 16.5 6.35 4.9 1.2
SNMU130508EN-ZL | 13 55 | 47 | 1 0.8
_— I L |
& AT HENSRecommaded grade (Always stock available) 8 HEHENERecommaded grade [Alwaye stock available)
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ELBILZLE =51 Gases F or Milling Inserts \ELE I e =6 Gases For Milling Inserts

BRI Mould Face Milling TIPSR Filter Press Plates
Case Study Case Study

Processing Dry air cooling mixed milling Processing Dry face and side milling

method method

Insert type APMTI1604PEER RP8115 Insert type RPMTI10T3MO-JS RP8115

Processed 718H (die steel HRC45) Processed 2205 Duplex Stainless Steel

materials materials

Parameters Vc=130m/min;Fz=0.3mm/z;Ap=0.4mm Parameters Vc=99m/min;Fz=0.35mm/z;Ap=0.3mm

The new 8115 performs well in
processing die steel, and its overall
performance exceeds similar foreign

products.

S >

BT

The processing time of
Reven is 150 minutes, and
the processing time of a

foreign brand is 115 minutes

N )

Roughing Up of Mold Nuts

Case Study
Processing Dry air cooling mold core roughing
method
Insert type RPMWI1003MO RP8115
Processed Mold steel P20 (HRC32)
materials
Parameters Ve=157m/min;Fz=0.75mm/z; Ap=0.3mm

4
4 N

The flat groove has a special

chamfered design, thickened cutting
edge, and is more impact-resistant.

Compared with domestic products,

it performs well.

. 9 o

The processing time of Reven is 60
minutes, and the processing time of a

foreign brand is 40 minutes

- /

/\

RP8115 series high silicon

coatings show excellent thermal
stability, match the new
generation of universal

substrates, and have obvious

TFESAA TS Engineering plate face milling &roughing

\\\ performance advantages /

-

\_

Reven processed 13 pieces. A

foreign brand processed 9 pieces

/

Case Study
Processing 11
method Wet face milling
Insert type LNMUO303ZER RP8115
Processed 42Crmo
materials
Parameters Ve=210m/min;Fz=0.8mm/z;Ap=0.5mm

/\

2

The fast feed model has a slightly
longer service life than similar
foreign products in processing
high-strength steel.

e

5

-

Reven processing takes 160
minutes, while a foreign brand
processes 150 minutes




L ST 5 6 Gases For Milling Inserts

AEREHH Shaft Seat for Ship

/\

In the processing of castings with

dense pores and sand holes, the
new RP8215 is more resistant to
high temperatures and impacts,
and its performance exceeds

Case Study
Processing Dry face milling
method
Insert type APMT1604PEER RP8215
Processed ZG270(casting)
materials
| Parameters Vc=330m/min;:Fz=0. 36mm/z ; Ap=1. 3" 3mm

\ similar foreign products. /

7 LB 1

N

The processing time of Reven is
100 minutes, while that of a

foreign brand is 75 minutes.

/

Mining Machinery Bucket Roughness&Fineness

Case Study
Processing Dry face milling
method
Insert type RDMW1605M0 RP8125
Processed 40GR(casting)
materials
Parameters Ve=181m/min;Fz=0. 63mm/z ; Ap=0. 6mm

/\
-~ ~

RP8125 series multi-component

composite coating, strong
bonding, special processing
passivation process, roughing,

more impact resistant, longer life

/

-

The processing time of Reven is
120 minutes, while that of a foreign
brand is 90 minutes.

~

J

4 egge
EEHITIEZEA] Gases For Milling Inserts

Face Milling for Roughing

Case Study
Processing Wet face milling
method
Insert type WNMUOSO608EN-ZL. RP8315
Pmces.sed Q345 quenched and tempered steel (HRC32-35)
materials
Parameters Ve=25m/min;Fz=0. 28mm/z ; Ap=1mm

RP8315 series has excellent
performance, strong versatility and

obvious lifespan advantages

among materials with HRC30 or so

R, e

4 N

The processing time of Reven is 101
minutes, while that of a foreign brand

is 90 minutes.

o /

[EEAE R Locknut

Case Study
Processing Wet face and side milling
method
Insert type APMT1604PDER-ZL RP8315
Pmces_sed 304 Stainless Steel
materials
Parameters Ve=160m/min; Fz=0. 28mm/z ; Ap=0. 35mm

7%

The ZL groove has a sharp cutting
edge and less cutting resistance.
Under sufficient cooling conditions,
it also has excellent surface quality
in stainless steel material

\_ Processing. -

P

4 )

1.5 pieces processed by Reven, 1
piece processed by a foreign brand

o J




! Yoo -
&t 24| Gases For Milling Inserts

Cylinder Block Side Milling,Face Milling

ELAMISE, mHt
Case Study
Elreot;eossing Dry side milling, face milling
Inserttype  Ap\T1604PDER-H2 RC3215
Processed HT250(grey cast iron)
materials
Parameters Vc=285m/min; Fz=0. 2mm/z ; Ap=0. Smm

A
% N

The standard verticality of

workpieces processed by the
RC3215 series is higher than that
of imported brands, and its

lifespan advantage is obvious.

e #

G EAEZEIE Roughingof Equipment Frames

N

Reven processing takes 180 minutes,
while a foreign brand processing
takes 60 minutes

J

Case Study

Processing

method Dry face milling

InsertPe yNMUOSOG0SEN RC3215

Processed
materials

Qt500(ductile iron)

Parameters

Ve=20Qm/min; Fz=0. 3mm/z; Ap=1. 5mm

N

4 N

The roughing groove type is more

impact-resistant, and the ultra-thick
CVD coating has outstanding
stability and lifespan in roughing

conditions.

L H

-

The processing time of Reven is 100
min, that of a foreign brand is 80 min,
that of a domestic brand is 70 min

N

~

! Ay -
EEE £ Gases For Milling Inserts

PR EEF Bearing Base Roughing

Case

Study

Processing
method

Dry face milling

Insert type

WNMUOS0608EN-ZL RP8115H

Processed 42CrMo tempered (HRC47)
materials
Parameters Ve=250m/min;Fz=0. 32mm/z ; Ap=0. 6mm

%

7

A,

N\

RP8115H series has less flank
wear, longer tool life and relatively
excellent performance when

machining high hardness and high

#

strength materials.

-

N

The processing time of Reven is
87 minutes, while that of a foreign
brand is 60 minutes.

/

HREE Bearing Bush

Case Study

Processing
method

Wet down milling

Insert type

APMT1135PEER RP8115H

Processed
materials

Gerl5 quenched bearing steel (HRC58)

Parameters

Vc=85m/min; Fz=0. 23mm/z ; Ap=0. 3mm

/

2N\

#

High-hardness special substrate
matches high-hardness coating,
which can replace imported blades
in high-hardness material
processing

B

N

The processing time of Reven is 45
minutes, and the processing time of
a foreign brand is 42 minutes.

/




DRILLING TOOLS

$EIS 4 Drilling Inserts Grade Introduction

S ANHGrade Introduction

-S4 R Grade Specifications

RP8015

PVD coating, golden yellow, is the preferred grade for ordinary steel
parts, castings and strong intermittent processing conditions. The
super tough substrate combined with the thick anti-sticking PVD
coating has the strongest collapse resistance.

RP8115

PV D coating, reddish brown, the preferred grade for mold steel
and stainless steel processing, optimized latest coating process,
excellent in stainless steel continuous and intermittent processing
conditions

RP8215

PVD coating, black-gray, the preferred grade for dry cutting of
modulated steel and cast iron, especially suitable for stable milling
environment and dry cutting, and the preferred grade for high line
speed and high feed processing

RP8315

PVD coating, black-grey, general grade for steel, stainless steel
and cast iron, currently the most versatile series

RP8115H

PVD coating, bronze color, the preferred grade for difficult-to-
process materials (hardened steel; heat-resistant alloy steel;
duplex stainless steel; high-temperature alloy), HRC45-60
range is more suitable




I'f‘ﬁﬁ']ﬂEké Drilling Inserts ,‘%E‘E’ﬂ]ﬂﬁ%é Driling Inserts

wcO o5 SPOOEF Re”

Di RT]' S R
. |mensu:ms(mm) Dimensions(mm)
Fﬂ "'==|'l Fn ﬂﬂ
Product Type ] =
yp Ic T D RE Product Type Ic T D RE
WCMX030204 5.56 2.38 - 2.55 0.4 e 0| SPMG050204DG 5 2.38 2.25 0.4
WCMX030208 5.56 2.38 2.55 0.8 e o e o @ l L] . SPMG060204DG 6 \ 2.38 2.61 0.4
WCMX040204 6.35 238 | 28 0.4 ool | SPMGO7T308DG 7.94 3.97 2.85 0.8
WCMX040208 6.35 2.38 2.8 08 (e e oo o6 SPMG0IDAVERG 98 | 4.3 4.05 0.8
WCMX050308 7.94 3.18 33 08 e/ e |e|e ele SPMG110408D6G 15 4.5 g 0.5
SPMG140 : ‘ . ;
WCMX06eT308 9.53 3.97 3.7 0.8 e o o o o | @ 21200 193 | Gl 349 L L1 1
WCMX080412 12.7 4.76 | 4.3 1.2 '. e sle '. o ' @ A EHER ERecommaded grade (Always stock available)
WCMXO030208FN 5.56 2.38 2.55 0.8 oo o @
WCMX040208FN 6.35 2.38 2.8 0.8 [ B BN N
WCMX050308FN 7.94 3.18 3.2 0.8 e o o @
WCMX06T308FN 9.53 3.97 3.7 0.8 e | e o o
WCMX080412FN 12.7 4.76 4.3 1.2 e o o @
@ HFEFESRecommaded grade (Always stock available) 1
D
R~ =
Dimensions(mm) Grade for Choice
& Tﬂ%
Product ype Ic T D RE
SOMT040204DP 4.4 2.38 2.2 0.4 ™ °
SOMTO050204DP 4.9 2.38 2.2 0.4 ° °
SOMT060204DP 5.7 2.38 2.6 0.4 . °
SOMTO070306DP 6.8 2.8 2.6 0.6 ° °
SOMTOST306DP 7.8 3.97 2.8 0.6 ™ °
SOMTO9T308DP 9.2 3.97 3.8 0.8 ° °
| SOMT11T308DP n 3.97 3.8 08 | e .
SOMT130408DP 12.8 4.4 4.5 0.8 ™ °

® A FHFHERecommaded grade (Always stock available)




> SET s . . ST . .
x4+ Technical Information FARZR Technical Information
ZEE T E#+ 55+ Calculation Method ofTurning Parameters ZEHIN T 280115 7 Calculation Method of Turning Parameters
T'= %(min)
xn
SME. PIFLIIEIRT EAHE '
s By Cutting Time Calculation of External & Internal Turning @ In The Formula:
IHEENITE Vc=—]000 (43| | | | (105 i T:11#I6¢ {8 Cutting time (min)
Calculation of Cutting Speed IE$t9|‘lT . 3 ! 1 L4 4 8 8B4 length of machined areas (mm)
"""""""""""""""""""""" R i35 8 Feed rate (mm/rev)
SEPSE . qcn n :FEHEE Rotating speed of main axle (rev/min)

E5E . / £t In The Formula: %120 For Example:

ExternalTurning - = Ve EIE E Cutting speed(m/min) <= (o SREHEER300rev/min, HAEH0.15mm/rev, 4]

i n:EEiE]é&ifiRs)tatmg speed ofr‘naln axle(rev/min) KEEEH180mmay TLLEF B EiE:
@D| — ' C D: T4 E# Diameter of workpiece(mm) ER 5 When the rotating speed of main axle is 300rev/min,
) fusn Ft?r anmple: . o InternalTurning [ *% and the feed rate is 0.15mm/rev.the time needed for
) EHERR500rev/min, HIRIEREAB0MMEY |’\ ! a cuttinglength of180mm should be :
T HIEIEER: '
L ISE ! 180 I
When the rotating speed is 500ev/minand the ) T = en ~D1sx300  1mun
diameter of workpiece is 80mm,the cutting '

AL

Internal Turning /

n
oD 4(\. C @ . T(ﬁ}z”:3‘}473‘35500:'25‘6““’““’
T _nx@ b WEHIEENHE (E5E)
4000 Vex [ Time Calculation End Surface Turning
(Constant Linear Speed)
s In The Formula:
T:41#| 848 Cutting time (min)
Ve HIEE length of machined areas (m/min)
f S E(mm/rev)
YERHIBNRE AR, b=0, AXTFEM
Cutting spead For end surface without hole,
b=0,the formula is still Valid.
1 =L mmirev) HARNIE
n Calculation of Feed Rate

o In The Formula:

f: @445 = Feed rate per rotation (mm/rev) !
L: &4 8181 E Cutting length per minute (mm/min) B Rzﬁxmqum)
n :E % Rotating speed of main axle (rev/min) ENIEEEEENECETE 8r,
FAA0 For Example: 2 g Orslicatiaus Caidationof S48 In The Formula:
TH® R AC00rev/min, BoHIHHERENTSOmmimi, 0 1 X I & 1|l s s e o i e REMIEZEBEEERICHE
HegHEsR: -1 j f Theoretical roughness value of machined surface
Forexample: When the rotating speed of main axle is s i f:i#44 % Feed rate (mm/rev)
600ev/min, and the cutting length per minute is 150mm/min, = : rc: 71 B4 Nose radius (mm)
the feed rate perrotating should be : . O ! {120 For Example:
/,;' + S8 H0.25mm/rev, TIREM¥EZER0.8mmET,
HEMIXmBEERIEER:
[ 150 When the feed rate is 0.25mm/rev,and the
f=—=——=025mm/ rev) Nl I
n 600 -t noseradius is 0.8mm.the theoretical roughness
value of machinedsurface should be:
R=f—_><]000= 025 %x1000=9.76(um)
8r. 8x0.8




FAR%EE Technical Information BAR%E Technical Information

ZHI=ZFE XTI

The Influence of Three Elements of Turning on Machining

ZFHIZZERX N THI#N

The Influence of Three Elements of Turning on Machining

HER
Feed Rate (fn)

FATAEVTE N T, 388 % #RA 3ASJE ROI T 18], i ) B
4t R (N RS J3 o DRI, 0 ZBUPS 3 2% HE LA A R A R
WL ORI AR IR BE 1 A& 1 70 BOR A H s sl

MIETEIZAE, RIRATT A =25, (1)Definitionof Feed Rate

(1) EeE e X
AR B T et —E, JIRMBEE, i Feed rate is defined as the moving distance of tool after
K/ workpiece rotates for one circle,measured by

mm/rotation
) A ER WA (2)The Influence ofFeed Rate
LR B YUE RO TR BRI SR 2K, RISt
I TN Do T ) 96 FEL AT £ 52 2« Meanwhtile it also affect the range of chip forming
TEXT TIRFF sy i, e e, JE T EERR, andthe

Normally,short machining time,long tool life high
machining precision are expected in machining,so the
material quaity,hardness,and shape of the workpiece. Feed rate is a key factor that determines surface quality.

and properties of machine should be fully consideredand

then we can select suitable tools and adopt high-

efficiency cutting parameters,namelythree parameters.

I H 5% B
Cutting Speed(vc)

(1) DIRIEEE 52 X

LA IR LR, BAiws Hom o i i e 44
T SN (n) B TR BeRe, EHRER
DI H sl P AR )R, FRONEE R, B
BEoAR/ oyl o 3 H P 2 B ke 25 HE U i 8 0
TN HIEE I o

(2) U B3 B (¥ el

LIRS S ARl o N 0h A I o
DIl R, UM B, W) B
KRGS . LA R WA T A,

Y1 38 2 A R AR AR o Sl K = D)
LT

O (EIBF T, VNI E20%, J) A

fii FH R B AR 1/ 2 ; 1) 1 3 2 2 =i 50%, ) B i FH
FEN R E R L/5.

® {3k (20-40m/min) VI H| 5 7= AR50, 7]
B A ai e

(1) Definition of cutting speed

The workpiece rotates on the lathe, and we define its
revolutions per minute as the spindle speed (n). As the
workpiece rotates, the cutting speed is generated at the cutting
point of its diameter, which is called the linear speed, and the
unit is m/min. The linear speed is usually used to consider the
impact of cutting speed on processing.

(2) Impact of cutting speed

The cutting speed has a very large impact on tool life. When the
cutting speed is increased, the cutting temperature rises, which
greatly shortens the tool life. When processing workpieces of
different types and hardness, the cutting speed will change
accordingly. Through a large number of cutting experiments, it is
concluded that:

e Under normal circumstances, if the cutting speed is increased
by 20%, the tool

life will decrease by 1/2; if the cutting speed is increased by 50%,
the tool life will decrease to 1/5 of the original.

® Low-speed (20-40m/min) cutting is prone to vibration, which
shortens the tool life.

TIRFF KRR, St R, VIHNREET &, Ja7)iM
BEBIG R, (BB VI X T) A i B R 2E )N o

thickness of chips during machining.In term of the effect
on tool life,small feed rate leads to serious abrasion on

clearance face,reducing toollife.

YIBIRE
Cutting Depth (ap)

(1) VTRIR B I X

DR BE 48 AR N T2 1i 5 20 T 3% 1 2 1R ) %
B, B, eRLARMIERSCINT
HiEZER—F.

(2) DIBIR B KR

IR B RAR S TAF RN TR TRR. MUK
TS W B T) R MR T o DD R 23R
WXt TI R TR A A K VTHNR LM, &
HRE . R UTH AR AR, 4k )
Higdn. LR RABEURALZR, R
FENUPR Ty 2 o v 96 [ Py 2B 93 T B2 K U0 R
B, CLER T ROTH TR R gL )R, &
P PAENIRIRCY S 7R S 1 E 7

(1) Definition of cutting depth

The cutting depth refers to the difference between the
unmachined surface and the machined surface, in
millimeters. It is half the difference between the
unmachined diameter and the machined diameter of the
workpiece.

(2) Effect of cutting depth

The cutting depth should be determined based on the
machining allowance, shape, machine power, rigidity and
tool rigidity of the workpiece. Changes in cutting depth
have little effect on tool life. If the cutting depth is too
small, it will cause scratches and only cut the hardened
layer on the workpiece surface, shortening the tool life.
When the workpiece surface has a hardened oxide layer,
the largest possible cutting depth should be selected
within the range allowed by the machine power to avoid
the tool tip only cutting the surface hardened layer of the
workpiece, causing abnormal wear or even damage to the
tool tip.
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e Problem: e Problem:
JRTIEA NFEARFE | YR R B B Tolerance deterioration and groove wear will cause ﬁ]}%@ﬂ? ] KZINYITEIEER 5 U1E1 71 Y E The part of the cutting edge that is not involved in the
Flank Wear i BASZERAR T, surface quality deterioration and edge breakage. Chip Hammering WK, TR AL cutting is damaged by chip hammering. The upper part
Solution: b G 787 and support of the insert may be damaged.
ERTT R Speed is too high or wear resistance is poor - reduce
RPN PR 22 BRI ptti d aI;gd h am al 11) tant grad - RIS Solution:
T VR R R cutting spee choose a more wear-resistant grade YVIEHr BRI 7], EiegAsit The chips are bent back to the cutting edge. It is
4, BUFIEH R, B recommended to change the feed or choose another
FAb ik AT2033: e, Xt Oxidation - choose AI203 coating grade. For work- ¥5 ‘ — AT B3 geometry. Wear-reduce cutting speed.
FInTREALALRE, &8 N—LE) hardening materials, choose a smaller main deflection ek
Efw MECE B RS, A angle or a more wear-resistant grade, and choose a
LEREMS metal ceramic grade.
i R« Problem: i) R« Problem:
A R e , ,
Crater Wear pUNL RN RES L B ()| Excessive crater wear will reduce the strength of the VIEIRARRE AN & AR E S STl Minor damage to the cutting edge leads to poor surface
M TTREE, Y1) 7] )5 i cutting edge, and wear on the trailing edge of the Insert Fracture  asseinit ()5 )i BE 4. quality and excessive back-cutting edge wear.
; T SR SR . cutting edge will result in poor surface quality. Solution:
. - R R The grade is too brittle, the insert groove strength is too
w R Solufion: \,M B HE, T AT B R A, low, and chips are accumulated. You can choose a grade
i A T TR B Excessive cutting temperature on the front face causes FRE, Tk R T A, with good toughness. If the'groove strength is too low, you
- PHE . EBGEFAT203ER diffusion wear. It is recommended to use A1203 _ - T 7 B A T 30 ) L O S I can choose a groove with .hlgher strength. For the probl.em
FEMS, EHIERTAEET] coating grade, positive rake angle groove inserts, first - ) PR, R )R AT HE e U, of built-up edge, you can increase the cutting speed. It is
b, BERRRUIEIEREE, R reduce cutting speed, and then reduce feed rate. R I A A A recommended to choose a positive rake angle groove.
Ja Rt e 2
(/18 Problem: 5] R« Problem:
J A P RN = Za : i . N i . .
TR VIRLZIZS T ok JHERS: g;l(;trnclii;dfjn?;:a:rlsg ;g;}_?igg::?;lﬁg and excessive AR e E T Y 7] 8N RS 2 Small cracks perpendicular to the cutting edge cause
Plastic Deformation = 1oy = = > ; ik ippi ity.
Vg }:%U% Pl ff I fﬁ, 5 wear on the flank will lead to chipping. Themal Crack AR IR chipping and poor surface quality
JITHIE W B 452> 3 308 7] Sotutions BT, Solution:
olution: p hﬂ(‘* WL B — e 1A B i Interrupted cutting - choose a tough grade with higher
1 : 5 HE g 5, BN i h ki h lant 1
T e kil N
VIAI TR RS =, VIHIREE feed rate are too large. It is recommended to use high 4 Sy ) a ’
FEA BRI, BN i s wear-resistant tool materials and reduce cutting feed rate. ' | ' e ’
TVEAPEL, BRARYI M atan .
IR Problem: A B Problem:
) ﬁJE—‘"I'lw‘F”‘\A R, . . . . .
BB :Eiﬁt;ﬁﬁié@ LRI 22 5] Causes surface quality When chips fall off, it can cause the TR R 7] 2SI TR, Sudden fracture of cutting edge (rake face ano
. IRt D i . . .
Build-Up-Edge IR cuttm.g edge to break. Chipping e flank)Instability insert lifeReason, Toughness insufficient
FRRTT R Solution: S Y y
: ' i 2 j:ﬁ%ﬁ TS, 7] Excessive feed rate Strength of cutting edge insufficient
L i 0 fe ) .
HIFAEY) Euﬁ&;ﬁﬁ Al %@i%]: Workpiece material welds to the insert due to low cutting " Fr b Instability of the tool.
R Rz IDAN ol AP Er 5] speed or negative rake geometry. It is recommended to .‘\P 4
Il R, R IE AT MR A, increase the cutting speed. Choose a positive rake geometry. \ T KK, AT ARG B D) ) .
o SR, TR AT, & Solutions:
i iﬁ(i‘iﬁﬁ SRR, R Select a tougher grade Decrease feed rate
PRIy o Increase honing of cutting edge(chamfering
torounding)Increase the stability and setting angle.
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Milling Calculation

Number Of Teeth

BRAAR
General Formula
&RBEBE (en®/min) )
VIR (m/min) . . MINE(nin)
VC Cutting Speed Q Hetal Removal Rate Te: Machining Time
®IAKRER (nm) VE: THEEGHAEE GEEEE) (m/nin) . SHEMSE /rev)
Dc:  NominalDiameter Of Milling Tool * Feed Rate Of Worktable(feed speed) Fn:  Feed Rate Per Revolution
n:  EBFEE (rev/min) SHELR (m/2) L. ZWENER (m)
’ Spindle speed {  Feed per tooth *  Actual Working Distance
m: K I: EA%E=3. 14

Circumference Ratio=3. 14

@ 1] | 3# FECutting Speed

mx Do xn

( m/mir
| Oy 0»

@ =¥ # Spindle Speed

1000x V, ‘
H=s— re A
—) (rev/min |

O TEGHAE (GHEEE)
Feed Rate of Worktable (Feed Speed)

Vr=f, XnXz, (mm/min)

® & 143t 45 B Feed Rate PerTooth

o~ ;r f
f.= {mm/z)
nxz,

O F %% 3 45 B Feed Rate Per Revolution

I
. { :
S, =— [mm/rev
n

@ N T [AMachiningTime

L
I = {min]
v,

® & B = EMetal Removal Rate

@=- To0n e’ i min

BT[]
Feed Direction

k)
Minor Angle it
Tooth Shape S (f2)
Feed Rate Per Tooth(fz)
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Difference & Selection Between Down Milling and Up Milling

g B THEmi Mg TE 5
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Climb milling: The direction of rotation of the
contact part between the milling cutter and the
workpiece is the same as the cutting feed
direction.

Conventional Milling

B Bt7)5 LA Emhi o KRRt | S YIRS 7
AR BRI R

Reverse milling: The direction of rotation of the
contact part between the milling cutter and the
workpiece is opposite to the cutting feed direction.

vd
T V<
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Climb Milling %

ISR IB I EEZBINREN T, ERYIEITZ In down milling.the major force of cutting edge is the compressivestress,
REH. BREETIR/TIRGERERRREE while in up miling is the tensilestress.The compressive strength of cemented carbide
RN%, RSEHINSTHERESE, TE5M material is much larger than its tensile strength.In downmiling,as chips become thin from

TEAAXRITRIEERN, RGNS A thick gradually,cutting edge and workpiece press against each other.Thefriction between

IRtk B THREERERE. S8R T RYIAG
FEBRIMMEER, BN EESHRE. EERN
HRETNEEHTE, THEMIEKESE.

BEER, BTEIMERETIG ERKFYIEIAEE
SIt#tmEsAEER, RATEELII5EG

edge and workpiece is small,thusreducing the abrasion of edge,the hardening of
workpiecesurface and the surface roughness(Ra).In up milling.chips become thick from
thin gradually.When the insert iscutting into the workpiece,it produces strong friction

and more heatthan in down milling, and makeworkpiece surface hardened.

In up miling,because horizontal direction of cutting force miling cutter conducting on

BRI RIHBEG N —MUE EEME . TIRGEIIE

workpiece is opposite tothe feed direction of workpiece,the lead screw of worktable

K EEER DM A RS THEREHNFE—H, H

joints closely with one side of the screw nut.In downmiling,the direction of cutting

TIEX THMKERNXRE —ERERNTEES

force is the same as the feed direction.When edge's radial force on workpiece islarge

EEED, NTFEREEEN. S LI

enough,the worktable will bounce left and right.thus make the gap fall behind.The gap

B, ERXEEEEM, EX—BREITEaELE

will return to the frontside with the continuing rotation of lead screw.At this moment the

B HTATIEHAVIEIH K EH5HEI 5 X KE

worktable stops motion,however,it will bounceleft and right again when the radial

—ERENXSENT BT EED. XHE

cutting force is large enough again.The periodical bounce of worktable wilcause poor

UM EHESLESEHNRI TR, FMIGHN

surface quality of workpiece and tool breakage.

MIRE, MAFERSRIFTIA,
ERSISETIIRSERS, TSR EH T HREASA

When using end mills for down milling,the edges always starts cutting at the workpiece

P, R EARMTAEEN T . Sywes surface,therefore endmills are not suitable for machining workpiece with hardened

FHIEESHHEBRRAEG.

with high requirement forprecision.

surface.Up milling is recommended for miling thin-wall components or square milling



