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CUTTING TOOLS PRODUCT BOOK

# A Bl 5
ZEBH

aMhRZERSEIERRARE
TAIZHOU RUIAN CEMENTED CARBIDE TOOLS CO.,LTD. -ll'//ll"
e

ANPHEERESASTIAERAS

TAIZHOU RUIAN CEMENTED CARBIDE TOOLS CO.,LTD.

B A ML www.tzruian.com
ARZ5 4% 1 0576-8165 1888%% 8017/8018
NEHYE ST R RIS iR E M R ER28 S




COMPANY
PROFILE

) fa 7r

5|

aflmiieERaEe TEERAEE—
FERASHRAEL, ASFENETF
2013F, #EAERKTEASHIIE
X, REMERTL00HRA, RRARAS
15%, THIM205R%E, RAaRBIAHN
S, SEEARA. BE. mt. B
NIFERS|IET SMEBETRIIEITIAR
EFRE. RURERRGREF2002 5
(E), B3z, BT s
FREEHETIREFERSBEEERESE
FNEEF% ., fix)EXBERSEE
FIZRE, faka/KFERR—R, 2—
FKUABERNRF AT, EIMHIAA,
HOTIE®R, RSMMNTTLAGREE
il

EEIE kR e

National High-tech Enterprise

EXREHBHH “DEARL
National Specialized and Innovative
"Little Giant" Enterprise

SSe————

B 16000

o 3ty I R

Cover an area

NEF2015FES
FRERERFIME. RMEERARFOIANE, BB
ERFENEMNBLOORI, ERTILA, &
FRABEFRTITEFRIRETI R ERS.
Bal, RRNAECAEEFF7000% FEMtaE
RETRR100D X SEEEREREE IR
HEFBEN, BNATBEEMRFRENT
BAEMRFFRIIRERARRZ TNE KRN
HE, Rt REIEREHKE, TiZN
BFARE. B M=MX, EXE. &
BiRE. RESIE, AW, T, A%, &
TEMMMITA, AEREWIREIE.
ERNERENA.

T1S09001-2008E

ML

e g Th S SR G R i it e e

TR & ERETF
Advanced equipment National patent

Taizhou ruian Cemented Carbide Tools
Co.Ltd, a high-tech enterprise on a national
level, was founded in 2013. It is located in
provincial high-tech industrial park in
Wenling. Currently, the company owns more
than 400 employees, among which
technicians account for about 15% and
engineers account for more than 20 people.
The company owns modernized standard
factories and acquired more than 200 sets of
high performance precision metal cutting tool
production equipment, inspection equipment
and software system worth nearly 300 million
yuan from countries such as Japan, Germany,
Switzerland, Australia, etc. It also built
production line for cemented carbide inserts ,
high precision end mills and drills. The
company applies world-class advanced
production technique procedure and the
comprehensive equipment level of the

company belongs to the top level in the world.

It is a comprehensive enterprise which relies
on independent intellectual property rights,
focuses on material research and tool design
and services for the processing industries.

LI |

¥ RUIAN

r
IR
£

3
I
3
8

ZilAR R 55 = Bk

Professional person Serving the world

The company got [SO9001-2008
international quality system certification,
environmental management system
certification. It owns more than 60
nationally authorized patents, ranks in the
front row within the industry. All the inserts
series manufactured by company own the
corresponding patent technology.
Currently, Ruian Tools owns annual
production capacity of 70 million high
performance coating inserts and 1 million
high precision integration carbide tool. At
the same time, the independent knowledge
product manufactured by the company
achieves multiple major breakthrough and
progress in substrate material development
and coating technology, its products
performance reaches internationally
advanced level. Products are widely used in
automobile, shipping, aerospace, rail
transport, electric power-generating
equipment, mould manufacturing, oil, mine,
metallurgy, military industry etc. Ruian Tools
is providing excellent,efficient metal cutting
tools for global enterprises.
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HIGH HARDNESS MILLING NEW PRODUCTS
MK Z BENRE

Nano multilayer structure coating

RP1205#: % F FHRC45-60

RP1205isrecommended for HRC45-60

RP12154# % A FHRC35-45

RP1215isrecommended for HRC35-45

S HTHME B EHI S s A

New HM high hardness milling special chip-breaker

.

SRl
= A AT Ao
HIGH HARD TURNING NEW PRODUCTS

GS#EZI+RP1201

GS+RP1201

& AT AR5 S E40-55HRCHN

Suitable for high hardness 40-55HRC steel after heat treatment

FHERMI,

semi-finish to finish.
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PARTING AND GROOVING INSERTS

EHTOR BT ZHERUARFETFK

New cutting gedge processing with optimized nano coating

BRI ARR

Bring a better cutting experience

SHRFH|TIA
HEAVY DUTY TURNING INSERTS
MREE SEHEH|, ENERE TR

MR chip-breaker heavy-duty turning, suitable for high-
strength working conditions

GRIEEL @AM E R H /I T, H B AR
GR chip-breaker universal material light load rough
machining, smooth chip removal
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STEEL TURNING INSERTS

Coating Grade

®RP1201 PVD

=P KRBSEEWC-CoEfR | RIFHY
RETZ  RIEBSEENARYSIMNE , (I
HHEELETZ  REREESES T,
«EBAWRIFREEN , TAINSHUNSES
ATIAIN/TIAISINGI R Z BE , BEESE
E. Befant. s,
EATHRIEESEEHRCS5-00MFHEE
KL,

e A brand new nanocrystalline ultra-high hardness WC Co
matrix, with a unique sintering process to ensure ultra-high
hardness and tissue uniformity, optimized surface treatment
process to improve membrane substrate bonding strength.

® The overall double-layer coating structure is TIAIN with high
toughness and high bonding strength. The TIAIN/TIAISIN nano
multilayer structure has high hardness, ultra-high oxidation
resistance, and high thermal stability.

® Suitable for semi-finishing to finishing of high hardness
HRC55-60 steel after heat treatment.

®RC6205H cvo

*XAEBEEMAMNECoSEARESEN
BEERSESER  BREENF—SH
%aAmowMTTmN%$#E,Eﬁw%
FFEE. MEMMNSRELTHR .

-@%?@&HMASME@@EmMu&%
BRI,

® Adopting a gradient hard alloy matrix with high heat resistance
and low Co high solid solution content, combined with a
thickened new generation of high-performance materials o-
Al203/MT TIiCN chemical coating has extremely high hardness,
wear resistance, and resistance to high-temperature plastic
deformation.

® Suitable for finishing of high hardness steel with a hardness of
HRC45-60 degrees and cast iron

®RCb6215 o

BEUHESBREERASENL  BES
S [ 71 B2 9 O 700 1 88 | IERB B o
ARO3/MT-TICNRZ , BB RIFEERA
BREMTIEE

. }Eﬁﬁﬁﬂz%mﬂa‘ HESEE*%BDI%U*HUDIO

e The gradient hard alloy substrate with high cubic phase
content has high strength and good impact resistance, and is
thick a- Al2O3 / MT-TICN coated, with good abrasion
resistance and high temperature plastic deformation resistance.

® [t is recommended for semi finishing and roughing of steel
materials.

RC6205H
RC6205D

R6621SD
RC6215

«RC6215D o

‘BReunhiis8mEERasER  BES
sBEMRIFITUREMRE  BRACNES
BERWHNa-AI2O3ZEFEBHATHEMT -
TICNi R | BIBHNELETE , AER
FHE AN SRR IE TR,

AT RS EFEIN L.

e The gradient hard alloy substrate with high cubic phase
content has high strength and good impact resistance, and is
matched with the optimized cemented carbide matrix with
specific texture o- Al203 layer and ultra-fine wear-resistant MT
TICN coatings, after special post-treatment process, have good
wear resistance and high temperature plastic deformation
resistance.

et is recommended for high-speed semi-finishing of steel
materials.

®RC6315 cvo

XA EEREEEN  REBMEC-
ARO3RE ;
HERTIEARTIRAUBINT,

e Adopting functional gradient hard alloy substrate, coated with
super wear-resistant o- Al203 coatings.
e [t is recommended for finishing of positive angle insert.

Coating Grade

«RC6125 cvo

SIS EIAEE BRI ERER
aeENF  BESEEMRTFHNUNE M
8%, BEGEEBLo-AROI/MT-TICNERE . B
BRIFNTELE

o HEEF A TR MR RO RS I TRV N T,

e The high toughness gradient hard alloy substrate with high
content of cubic phase and bonding phase has high strength
and good impact resistance. It has good reliability when
combined with the mixed a-Al2O3/MT-TICN coatings.

et is recommended for semi-finishing and roughing of steel
materials.

wRC6225D oo

BB EMMEES BAIS I ERE EIE R
A%%W  BEASREMBEFHUPE T
88 EERMANEBEERM-AROR
B EMT-TICNRE |, ST
HBTZ , BEARERIATSEmEE

72 BT 4014 b O B 2 0 T SR A
I,

® High toughness gradient hard alloy substrate with high content
of cubic phase and bonding phase, high strength and good
impact resistance, and optimized a- AI2O3 layer and ultra-fine
wear-resistant MT-TICN coatings, after special post-treatment
process, have outstanding reliability and wear resistance.

o [t is recommended for high-speed semi-finishing and roughing
of steel materials.

MEZERITIRH 02

STEEL TURNING INSERTS

®RC6225 cvo

* R SENMKEES BN EER
aeEK , BAeRENRFNIURE S
gt BEHFFEEEMa-AIRO3/MT-TICNR
B, BEEAREITTRIERMEL |

o HEF AT IR RS I T2 T,

® High toughness gradient hard alloy substrate with high content
of cubic phase and bonding phase, high strength and good
impact resistance, matched with medium thickness o-
AIRO3/MT-TICN coatings, with excellent reliability and wear
resistance.

o |t is recommended for semi-finishing and roughing of steel
materials.

®RC6235 cvo

S SHBENSHEREBESIIEE
EEREER EREREEEMNA-
ARO3FISIHEMT-TICNIRE . BEBREHY
TOSREFTURTIERE

o BT R RHEIN T,

® Super high toughness gradient hard alloy substrate with high
cubic phase content and high binder phase content, matched
with thin a- Al203 and high toughness MT-TICN coatings, with
extremely high edge strength and impact resistance.

o |t is used for roughing of steel materials.
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STEEL TURNING INSERTS

) Uk
miER—Y
Chip Breakers

PF

-y
Finishing

o JJR7IOER , DRIEDME , THx
EEES

o —HMNRMTBLEM , MR, N
SBEHTESHEN BRI,

® The insert edge is sharp; the cutting resistance is low;
and the workpieces have precise surfaces;

® The 3D bump chip breaking structure has excellent

chip control performance under the conditions of
small cutting depth and small feed.

GM

XEmT

Semi-Finishing _

e NRTDORES , IEFIfREHW , 18
PR ;

o JREFAIHTBIELSM |, HHfBEEE 18
BERES.

® High cutting edge strength; positive rake angle
structure; low cutting resistance;

® Unique chip breaking groove structure; wide chip
removal range; high universality .

GS

BIEBEMT

Finishing/Semi-Finishing

MEZERTIH 04

STEEL TURNING INSERTS

° BZT)IRIT  ERZRIABLEY , TIH
325
Vil

o BHMTAOKETE , RIERIFAIM
TREYCEE.

® Curved blade design, sharp and variable front angle
structure, removing chip smoothly.

® Special cutting edge treatment process to obtain
better surface.

R/L-SW &

XEmNT

Semi-Finishing —

o BYIEITSE , BEBERIEFINBHER |

o PIEIERIIEYLF | BUJ] EfT BRI
TEEILE,

® With cutting direction, it can effectively control chip
removal;

® The chip breakers structure with good cutting
sharpness and strong wear resistance of the rake face.

nER—R

Chip Breakers

GR

T
Roughing

e JEITRES  BTEEEIHE , &
TR ENRFHAIINT

o RIVRHSHLA ST BIEH 1EEE
He.

@ High cutting edge strength. It is used for intermittent
cutting, forging skin or oxide skin material processing;

® The chip control performance is excellent under the
conditions of large cutting depth and high feed.

PF

BT
Finishing

* KeimEaERAI0  JHIEAE
=

o MR, RHETIRT | BB MERRM
5, IRERFNINIRAERSE.

® Large front angle combined with straight edge, high
cutting sharpness;

® Under the working conditions of small cutting depth
and low feed, the chip breaking performance is
excellent, and good processing surface quality can be
obtained.

HR

EFMT

Heavy Duty Processing

o JAINIRE , TAFSIEIAEAIE
MINA , 2BIRES

o BRECTZENBI TDEYIEI DR |, BEaIR
BB aRIT  UBHEHEER
¥

® The cutting edge is solid, which can be used for
rough processing applications with high cutting load,
and the metal removal rate is high;

® The curved cutting edge reduces the cutting force.
With the unique chip breaker design, the chip
removal performance is good.

XEmMT

Semi-Finishing

o MEBRBSKAIAAES , T HEE
BURNDTIBESTIEIERIL ;

o NNREULRETBEES KB BEIR
it SEEIZ U IR E AN

® The combination of flat edge and large front angle
make the insert have excellent edge strength and
cutting sharpness at the same time;

® The convex chip breaker at the insert nose is
combined with the design of large chip holding

space to achieve stable cutting in a wide range of
fields.
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STEEL TURNING INSERTS

— 1] =
B S
Product Model

CNMM190924-GR
CNMM190932-GR

280908 280y un 8

8 © ° 3 S 9 o 3

g & & & g & & &
CNMG120404-PF ° DNMG150404-PF °
CNMG120408-PF ® "=~ | DNMG150408-PF °

Lo
CNMG120404-GS ° DNMG150404-GS °
CNMG120408-GS ° 0 DNMG150408-GS °
CNMG090304-GM DNMG150404-GM ®|0
CNMG090308-GM DNMG150408-GM ®|0O
CNMG120404-GM PYEe) 0 DNMG150412-GM e|0
CNMG120408-GM ®e|0 DNMG150604-GM
CNMG120412-GM e|0 DNMG150608-GM
CNMG120416-GM DNMG150612-GM
CNMG160608-GM DNMG150404R-S
CNMG160612-GM 0 DNMG150404L-S
CNMG160616-GM DNMG150408R-S " YEe)
CNMG120404R-S DNMG150408L-S ®e|0
CNMG120404L-S DNMG150408-GR ) )
CNMG120408R-S [ JKe) DNMG150412-GR ® )
CNMG120408L-S YKe) /::é::\ DNMG150416-GR ) )
CNMG120408-GR ) o) V DNMG150608-GR
CNMG120412-GR ® 9 DNMG150612-GR
CNMG120416-GR L] o DNMG150616-GR
CNMM120412-HR 8 DNMM150612-HR| 1) o
CNMM120416-HR @ DNMM150616-HI4 o o
CNMM190612-HR ) o
CNMM190616-HR ° ]
CNMM160616-GR
SISV O HEEE g iHEER
CNMM190612-GR Extraordinary Stock Standing Stock
0 CNMM190616-GR )

CNMM190624-GR [}

— 1] =
RERES
Product Model

SNMG120404-PF
SNMG120408-PF

RC6205H

RC6215D

[ I NRC6125

RC6225D

TNMG160404-PF
TNMG160408-PF

MEZERITIH 06

STEEL TURNING INSERTS

[ I W RC6125

SNMG120404-GS
SNMG120408-GS

TNMG160404-GS
TNMG160408-GS

SNMG120404-GM
SNMG120408-GM
SNMG120412-GM
SNMG120416-GM
SNMG150608-GM
SNMG150612-GM
SNMG150616-GM

[ ]
O

TNMG160404-GM
TNMG160408-GM
TNMG160412-GM
TNMG220408-GM
TNMG220412-GM
TNMG220416-GM

[ ]
o

SNMG120404R-S
SNMG120404L-S
SNMG120408R-S
SNMG120408L-S

TNMG160404R-S
TNMG160404L-S
TNMG160408R-S
TNMG160408L-S

3

SNMG120408-GR
SNMG120412-GR
SNMG120416-GR

TNMG160408-GR
TNMG160412-GR
TNMG220412-GR
TNMG220416-GR

SNMM120412-HR
SNMM120416-HR
SNMM190612-HR
SNMM190616-HR
SNMM190624-HR

TNMM160408-HR
TNMM160412-HR
TNMM220408-HR
TNMM220412-HR
TNMM220416-HR

¢

SNMM150612-GR
SNMM190608-GR
SNMM190612-GR
SNMM190616-GR
SNMM190624-GR
SNMM250924-GR
SNMM250932-GR

VNMG160404-PF
VNMG160408-PF
VNMG160412-PF

VNMG160404-GS
VNMG160408-GS

VNMG160404-GM
VNMG160408-GM
VNMG160412-GM

[ ]
O

'e) FERREE

Extraordinary Stock

Y FREEF

Standing Stock


社会你威锅
矩形

社会你威锅
矩形
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STEEL TURNING INSERTS

= ] =
B S
Product Model

ac
n
(=}
N
©
19
o

WNMG060404-PF

a
n
—
o
©
o
o

RC6225D

DCMTO070204-PF

RC6205H

RC6215D

RC6225D

A WNMG060408-PF DCMT070208-PF
f\ﬁ/’& WNMG080404-PF ‘ DCMT11T304-PF PY
‘ WNMG080408-PF DCMT11T308-PF °
WNMG080412-PF DCMT11T312-PF
WNMG080404-GS ° DCMT070204
WNMG080408-GS ° DCMT070208 °
o DCMT11T304 )
DCMT11T308 )
WNMG060404-GM DCMT11T312
WNMG060408-GM SCMT09T304-PF
WNMG080404-GM ®|0 SCMT09T308-PF °
WNMG080408-GM ® O SCMT120404-PF °
WNMG080412-GM ® |0 SCMT120408-PF °
WNMG080416-GM SCMT09T304 °
WNMG080404R-S SCMT09T308 )
WNMG080404L-S SCMT120404 )
WNMGO080408R-S [ MKe) SCMT120408 Y
WNMG080408L-S [ AKe) SCMT120412
P WNMG080408-GR PY o TCMT090204-PF
2 WNMG080412-GR [ ] o TCMT090208-PF [}
;" -/ P: WNMG080416-GR [ O TCMT110204-PF ()
ﬁ TCMT110208-PF °
CCMT060204-PF TCMT16T304-PF [
CCMT060208-PF TCMT16T308-PF
CCMTO09T304-PF ° TCMT090204
‘ CCMTO09T308-PF ® TCMT090208 )
CCMT120404-PF ° TCMT110204 °
CCMT120408-PF ° TCMT110208 °
CCMT120412-PF TCMT16T304 °
CCMT060204 TCMT16T308 °
CCMT060208 ° TCMT16T312
CCMT09T304 ° VBMT110304-PF
CCMT09T308 ° ‘ VBMT110308-PF
o CCMT120404 ° VBMT160404-PF °
CCMT120408 ° VBMT160408-PF Y
CCMT120412 VBMT110304
VBMT110308
= = o VBMT160404 °
O Il e DR venricoros .
VBMT160412 ]

=0T =5

Application Cases

€ =f—: WRMBEEINE

Finish Turning External Of Slender Shaft

PRAE | DNMG150404-PF RC6215
nsert Model

N Tazket

Processed Materials 20CrMo

MIA EEEINT

RIS VGl Continuously processing

REAI FAR

Cooling Method Emulsion

TIEISER

Cutting Parameters

Vc=150m/min f=0.2mm/r ap=0.25mm

€ =6 FREINE/RE

Semi—finish Turning External /End Face

TIRES

Insert Model

WNMG080408-GM RC6225

YRR 5 5#4))

CIEETLAVEICIES  Steel 55#

MIAHI EEEE, WrEEn T

LISV Continuously and intermittent processing
REA FLIR

Cooling Method Emulsion

TIHISE

Cutting Parameters

Vc=220m/min f=0.25mm/r ap=1.0mm

€ == FHE—ERH

Turning External —— Gear Parts
PRk TNMG160408R-S RC6125
nsert Model
AN TAAA i
Processed Materials 20CrMnTi
MIAZR EEINT
SN NIVEGEEN  Continuously processing
SHER R
Cooling Method Emulsion

RIS

Cutting Parameters

Vc=190m/min f=0.25mm/r ap=1.5mm

MEZEHITIH 08

STEEL TURNING INSERTS

EMIIH

HMLLES
73 ’
“5 I

B NI ##y7 Cutting pass/Corner

K2H)

Kcompany

BHA33%
60 :
= N o

B SnI#%/7 Cutting pass/Corner

HAE
Hcompany

EMmMIITH

BH10%
220 :
“5 I

B NI ##y7 Cutting pass/Corner

Z2H)
Zcompany
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STAINLESS STEEL TURNING INSERTS

W
}{ Coating Grade
STAINLESS STEEL TURNING INSERTS ®RP1020 o T foosn
BAMSESREASSRMAKTANGRES, - T
* S MEMEIE AR, : RP9125C | ' '
BTN, TENEHRIAIRTEL. EEINT, : . :
® Ultra-fine microcrystal alloy substrate combines with multiple BERRREY R AR RRRREEE H
nanometer TIAIN coating, it owns higher abrasion resistance . .
and middle anti-collapse blade. - .
@ It is suitable for intermittent and continuous processing of steel [ : - 1
and stainless steel etc. Materials. v . .
®RP1225 e 5 5 |
PVD il T S
e TIAIN/TIAISINGUR Z BB EEEIRE SIE O O €
BIEF , EERME. HXEES. R B f L ke
EIERERTF.
BEmCoBHRERGSEREFERR
], MENEES  NEES , REK RC61 25A VD
i BB PRI S 4. ' o
o EARENIBIN T /AN T, . %MT—T|CN*DE%EAIZOJ,{FET@EEO
® TIAIN/TIAISIN nanometer coating with multiple-layer cBRECoREMEFUHIEEENRELEHNESE
gradient structure. lts Si content is middle with lower friction EHIR,
fFici . h _ctrinni N N o AN
’c;%%e]gmgher nanometer hardness, good anti-stripping o B R A AN B M T L BE T,
o [t is suitable for roughing/semi-finishing of the stainless steel JHEENEMNB T SE A EmM%xmE
by matching with carbide substrate with higher Co ultra-fine ERANIEEE  SNELERBREBH 4
rained. N - N e °
’ BT AHRN BRI AELNT,
. RP 9 1 2 SB e Gradient structure alloy substrate with higher Co content and
PVD appropriately cubic phase content,covers thinner MT-TICN and
. . . BE A super thinner k-Al203 coating.It owns good impact resistance and
.TIﬂN/T|A|S|N§é%_}:§é§$@’%E N REZR capability of resistance to plastic.The unique post-processing
EaSiag  BEBmsmAfnaitt technique makes the front tool face of the blade and the edge line
EE owlr:j the lowest roughness, which can prevent the production of
PN - welding.
BiisCotHRsEERREGEE R, e [t is suitable for high speed intermittent processing to stainless
BEAEIWEIL, steel
® TIAIN/TIAISIN composite multilayer structure coating, with
high Si content on the surface layer, has extremely high heat
resistance and oxidation resistance.
. Pairted with a high Co ultrafine grain high hardness hard alloy ' R P 9 1 2 5 C PVD
matrix. . . . NP N A=
o Suitable for stainless steel finishing. o TIAIN/TIAISINGI K Z ZHELERE SIBE

ERERRAE. MKEES. MARANLHE

©®RP9225B s HEE,

R SCoOBMARERES RN FRITRFME

*TIAIN/TIAISINE & S REEDIRE SiE 8IS MR RIR R R R b
Ny = =L N
T,émzlfﬁﬁr%m i) ,?Mi%% |$HEE§§£ BRGNS/ ST,
EBitmCoBREREGEER RIFRIFM ® TIAIN/TIAISIN nano multilayer gradient structure coating with
EMNEIESiuhEE, moderate Si content, low friction coefficient, high nano hardness,
SE A ¥ N and strong heat resistance and oxidation resistance. o
« EETHNEMN T /A4S T, ® Paired with a high Co ultrafine grain hard alloy matri, it Maintains
® TIAIN/TIAISIN composite multilayer structure coating with good wear resistance while improving impact resistance.
moderate Si content, high nano hardness, and strong heat o Suitable for semi finishing/finishing of stainless steel.

resistance and oxidation resistance.

® Paired with a high Co ultrafine grain hard alloy matrix, it
maintains good “wear resistance” while improving impact
resistance.

o Suitable for roughing/semi finishing of stainless steel.
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STAINLESS STEEL TURNING INSERTS

) Uk
miER—Y
Chip Breakers

TS

BT

Finishing

/MR, LEEHYIE

CTIOER] , IHIENE , RIERIFHY
THRERE.

® Curling chips in small cutting depth condition.

® Sharp cutting edge, low cutting resistance, achieving
good workpiece surface quality.

TF

BIHEBMT

Finishing/Semi-Finishing

I

o XKETMIRLT MR IIRRER SR
FREBIR

CIERIATNOSEN  FEABESER
M, SEMRTZHIIELEE.

® Large rake design and smaller cutting depth process
also can acquire better chip curling effect;

® The structure of positive rake angle edge both owns

strength and sharpness to realize more widely
cutting range.

™
¥EMT

Semi-Finishing

o PEINRE o] BT SR RERIAE
MINA  EEIRES

o HETZ IR TJE DB DB | Boasd
BRMBERIT , DEHFE e
¥

® The cutting edge is solid, which can be used for
roughing applications with high cutting load, and the
metal removal rate is high;

® The curved cutting edge reduces the cutting force.
With the unique chip breaker design, the chip
discharge performance is good.

o IBITIER , YIEIER , RIEH . 1)
EAIERELME

©JREFRITI OALIEBRIAR | RISMFFAIM
IOEE.

@ The cutting edge is sharp with rapid cutting.ower
resistance. lts cutting layer treatmentcapability is
excellent;

® The unique edge treatment technique canacquire
excellent process smoothness.

R

Chip Breakers

EEhT

Semi-Finishing

e SREMNTDOLH , ERTAREL
AT

o BRKHIBIAIRIT , SRISREAILIEIE
7.

® The edge structure with high strength is suitable for
processing of unstable working condition;

® Larger rake design can acquire lower cutting
resistance.

-y
Finishing

°* KEIAREEERAIO , TIHIERE
=

o MR, RBETIRT | BTBIEREMR
5 IRERFNINIERERS.

@ Large front angle combined with straight edge, high
cutting sharpness;

® Under the working conditions of small cutting depth
and low feed, the chip breaking performance is
excellent, and good processed surface quality can be
obtained.

TEMEHTIH 11

STAINLESS STEEL TURNING INSERTS

N
£ A
TR /(\./}\
B s
ougning

e JOMMRIT  REEFMESRE ;

° HEF AT A HIRTEL I TR HHE N
dCe

® The cutting edge applies optimization design and
owns both sharpness and strength;

® [t is promoted to use for intermittent process and
light loaded roughing of stainless steel.

¥HEmT

Semi-Finishing

e BIBRLEXRFIBAES , JRERNFE
SRRERNDTBESTHIENMY ;

o JREI S BEEE XS EBER
It RISz USRS ETIE,

® The combination of flat edge and large front angle

makes the blade have excellent edge strength and
cutting sharpness at the same time;

® The convex chip breaker at the insert nose is
combined with the design of large chip holding
space to achieve stable cutting in a wide range of
fields.
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STAINLESS STEEL TURNING INSERTS

— 1] =
B S
Product Model

CNMG120404-TS
CNMG120408-TS

RP9125C
RP9225B
RP1120A
RC6125A

O O GEwA:]

DNMG150404-TS

DNMG150408-TS

— 1] =
RERES
Product Model

RP9125C
RP9225B
RP1120A
RC6125A

[OBNeN RP91258

CNMG120404-TF
CNMG120408-TF

DNMG150404-TF
DNMG150408-TF

SNMG120404-TS
SNMG120408-TS

RP9125C
RP9225B
RP1120A
RC6125A

O O REIvH:

TNMG160404-TS
TNMG160408-TS

TEMEHITIH 13

STAINLESS STEEL TURNING INSERTS

RP9125C
RP9225B
RP1120A

[OBNeR RP9125B

RC6125A

CNMG120404-TG

CNMG120408-TG

DNMG150404-TG

DNMG150408-TG

SNMG120404-TF
SNMG120408-TF

TNMG160404-TF
TNMG160408-TF

CNMG090304-T™M
CNMG090308-TM
CNMG120404-T™M
CNMG120408-TM
CNMG120412-T™M
CNMG160608-TM
CNMG160612-TM
CNMG160616-TM

CNMG090304-AMP
CNMG090308-AMP
CNMG120404-AMP
CNMG120408-AMP
CNMG120412-AMP
CNMG160608-AMP
CNMG160612-AMP
CNMG160616-AMP

DNMG110404-TM
DNMG110408-TM
DNMG110412-TM
DNMG150404-TM
DNMG150408-TM
DNMG150412-TM
DNMG150416-TM
DNMG150604-TM
DNMG150608-TM
DNMG150612-TM
DNMG150616-TM

SNMG120404-TG
SNMG120408-TG

TNMG160404-TG
TNMG160408-TG

o

SNMG090304-TM
SNMG090308-TM
SNMG120404-TM
SNMG120408-TM
SNMG120412-T™M
SNMG120416-TM
SNMG150608-TM
SNMG150612-TM
SNMG150616-TM

o

TNMG110304-TM
TNMG110308-TM
TNMG160404-TM
TNMG160408-TM
TNMG160412-TM
TNMG160416-TM
TNMG220408-TM
TNMG220412-TM
TNMG220416-TM

o

CNMG120408-TR
CNMG120412-TR
CNMG160612-TR
CNMG160616-TR

DNMG110404-AMP
DNMG110408-AMP
DNMG110412-AMP
DNMG150404-AMP
DNMG150408-AMP
DNMG150412-AMP
DNMG150604-AMP
DNMG150608-AMP
DNMG150612-AMP

O
[ ]

SNMG090304-AMP
SNMG090308-AMP
SNMG120404-AMP
SNMG120408-AMP
SNMG120412-AMP
SNMG150608-AMP
SNMG150612-AMF
SNMG150616-AMP

O
[ ]

TNMG110304-AMP
TNMG110308-AMP
TNMG160404-AMP
TNMG160408-AMP
TNMG160412-AMP
TNMG220408-AMP
TNMG220412-AMP
TNMG220416-AMP

o

DNMG150408-TR
DNMG150412-TR
DNMG150608-TR

DNMG150612-TR

SNMG120408-TR
SNMG120412-TR
SNMG150608-TR
SNMG150612-TR

TNMG160408-TR
TNMG160412-TR
TNMG220408-TR
TNMG220412-TR

o) IR fEET

Extraordinary Stock

e} AT EEE

Extraordinary Stock

IR EF

Standing Stock



14 AENERTD A/

STAINLESS STEEL TURNING INSERTS

— 1] =
B S
Product Model

VNMG160404-TS
VNMG160408-TS

RP9125C
RP9225B
RP1120A
RC6125A

O O REIvH:

WNMG080404-TS
WNMG080408-TS

— 1] =
RERES
Product Model

RP9125C
RP9225B
RP1120A
RC6125A

[ORNeR RP9125B

VNMG160404-TF
VNMG160408-TF

WNMG080404-TF
WNMG080408-TF

TEMEHITIH 15

STAINLESS STEEL TURNING INSERTS

VNMG160404-TG
VNMG160408-TG

WNMG080404-TG
WNMG080408-TG

VNMG110404-TM
VNMG110408-TM
VNMG160404-TM
VNMG160408-TM
VNMG160412-TM

VNMG160404-AMP|
VNMG160408-AMP|
VNMG160412-AMP|

>

!
!

WNMG060404-TM
WNMG060408-TM
WNMG080404-TM
WNMG080408-TM
WNMG080412-TM
WNMG080416-TM

o
[}

O O 0|0 OO
® @ O|® 0 O

N
' >
v
e

I
L

{
i

WNMG060404-AMP|
WNMG060408-AMP|
WNMG080404-AMP|
WNMG080408-AMP|
WNMG080412-AMP|
WNMG080416-AMP|

(@)
[

>

.
)
i

WNMG080408-TR
WNMG080412-TR

AR TR REEE
O ®

Extraordinary Stock

| 3 = 2 (2N S by
o~ o~ o~ o~ ] o~ o~ o~ o~ o~
> > & o ° > > > = o
¥ & & & & & & & & &

CCMT060204-PF SCMT09T304-PF | @

CCMTO060208-PF | @ SCMTO9T308-PF | @

CCMTO9T304-PF | @ SCMT120404-PF

CCMT09T308-PF | @ SCMT120408-PF

CCMT120404-PF | @ SCMT120412-PF

CCMT120408-PF SCMTO09T304 °

CCMT120412-PF SCMTO09T308 °

CCMT060204 SCMT120404

CCMT060208 ° SCMT120408

CCMT09T304 ° SCMT120412

CCMTO09T308 ) TCMT090204-PF

CCMT120404 [} TCMT090208-PF

CCMT120408 ° TCMT110204-PF

CCMT120412 TCMT110208-PF | @

DCMT070204-PF TCMT16T304-PF | @

DCMT070208-PF TCMT16T308-PF

DCMT11T304-PF TCMT16T312-PF

DCMT11T308-PF TCMT090204

DCMT11T312-PF TCMT090208

DCMT070204 TCMT110204

DCMT070208 TCMT110208

DCMT11T304 ® TCMT16T304 °

DCMT11T308 TCMT16T308 )

DCMT11T312 TCMT16T312

VBMT110304-PF

VBMT110308-PF

VBMT160404-PF 0] EREER I EER

VBMT160408-PF
VBMT160412-PF

VBMT110304
VBMT110308
VBMT160404
VBMT160408
VBMT160412

Extraordinary Stock

Standing Stock
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STAINLESS STEEL TURNING INSERTS

MIZH WIRZFHIT) A

L I o i snITe _oHII CAST IRON TURNING INSERTS

Semi—finish Turning End Surface —- Flange Plate

TRES WNMG080412-TM RP1225

Insert Model

HANTAZEE NPl

[ECIERLAVEIEIEE  SUS201 stainless steel

MITxHI EELL, WTEINT

IR EGER)  Continuously and intermittent processin
g y p 9 s BF10%
N X R A /
/é\iﬂﬁﬂ ?L'f’tﬁ Kcompany ”)‘1’
Cooling Method Emulsion

IHIZEK Vc=150m/min f=0.18mm/r ap=1.0mm %Iﬁ _ 26

Cutting Parameters

B mI##y7) Cutting pass/Corner

€ == FEEINE-- KEREL

Semi—finish Turning External —— Plumbing Joint

TIHES TNMG160408-TG RP1020

Insert Model

e mm e SUS3047R454K

eIy SUS304 stainless steel

MIHI EEINT

ISRVt  Continuously processing

HAE or
REAE ERia T H company 786 :
Cooling Method Emulsion

T
z{?tﬁj,ijg’,,affmem Vc=131m/min f=0.15mm/r ap=0.3mm RUIAN 811

€ == FEEINE-- TRk

Semi-finish Turning External —— Fluit Joint

TAES WNMGO80412-AMP  RP91258

Insert Model

g me o SUS304R 854K

e ir ey SUS304 stainless steel
INITH EEEINT

ProcessingIMethod ]C\Entﬁwuous\y processing ?EﬁZS%
wipzt B 2cimipony S )
Cooling Method Emulsion

RIS SO - 180m/min f=0.21mm/r ap=1.5mm RUIAN 12

Cutting Parameters
B I ##y7) Cutting pass/Corner

Z2AE]
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CAST IRON TURNING INSERTS CAST IRON TURNING INSERTS

Coating Grade

®RC8305H

o FBARWC-Coa e ERIEE/EAIo-AI203/MT-
TICNiRR |, W5 7] A B s2AImy 1t .
 AFRELRBREEREIN T,

e Ultra-fine grained WC Co alloy with thick substrate o- AlRO3/MT-
TIiCN coating endows the insert with super abrasion resistance.

® Used for high-speed finishing of cast iron under stable working
conditions.

®RC8215A o

e hEHNEMWC-CoaeERBRFTEFEREa-
AROFIEARAMT-TICNRE , BEBHRE
TR,

® Medium particle size WC-Co substrate matching with, medium

thickness a-Al203 and low internal stress MT-TICN coating has
excellent impact resistance.

®RC8315A o

e RENENWC-Coa2ERERFEEEa-
ARO3/MT-TICNIRE | FEBAMI E MRS | &
BT RrEAInT.

® Medium grained WC Co alloy substrate matching with medium
thickness a-AlR2O3/MT-TICN coating gives consideration to
abrasion resistance and toughness, and is suitable for general
processing of cast iron.

+Vc
A RC8305H :
"""""" RC8345H ~ i
RC8315A
-
Y
-Vc

e =l

Continity LightDiscontinuty

®RC8315H cvo

o R ERIWC-Com 2 ER , BRMHNAES
HEEEAIo-AROSEFEBAM EMT-TICNF
B, &3FFrNELETZ G REFNE
MEMREY  ERTHRNERERN
I,

® Medium grained WC Co alloy substrate matching with optimized
o-Al2O3 layer and ultra-fine wear-resistant MT-TICN coating,
through special post-treatment process, makes the insert have
excellent abrasion resistance and stability, which is suitable for
high-speed general processing of cast iron.

R

Chip Breakers

KM

¥RE/MAMmT
Semi-Finishing/Roughing

° WERADES , DTARES , 1)
B BT .

o Flat edge structure; high cutting edge strength; good
cutting versatility.

TR

0T
Roughing

o SIRELSN  KETIMNRE &5k
ERIRETE,
® With high strength structure and stable assembly

with shank, it is suitable for unstable cutting of brittle
hard materials.

48738 I T = @ g
Semi-Finishing/Roughing ‘§

e SRENOEE , KaBERIt, &
RTREE1H.
® With high strength cutting edge structure and large

chip holding space design, it is suitable for large
margin cutting.

XEmMT

Semi-Finishing

e BEBRALESRFAAS T HEEER
MR TRESTIBIERMT |

o JIREMNORHBRESEGABBIER
It SEWZ SRR E I AL,

® The combination of flat edge and large front angle
makes the blade have excellent edge strength and
cutting sharpness at the same time;

® The convex chip breaking groove at the tool tip is
combined with the design of large chip holding

groove to achieve stable cutting in a wide range of
fields.
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CAST IRON TURNING INSERTS

— 1] =
B S
Product Model

DNMA150612

2855 £ 555
2383 2883
g 2 22 AR
CNMG120408-KG ole SNMG120408-KG o|le
CNMG120412-KG ole SNMG120412-KG ole
CNMG120416-KG
CNMG120404-KM [} SNMG120408-KM
CNMG120408-KM [} SNMG120412-KM [}
CNMG120412-KM ° SNMG120416-KM [
CNMG120416-KM
CNMG160608-KM SNMA120404
CNMG160612-KM SNMA120408
CNMG160616-KM SNMA120412 [}
CNMA120408 SNMA120416 [}
CNMA120412 [} TNMG160408-KG
CNMA120416 ° TNMG160412-KG ole
CNMA160608 TNMG160416-KG ole
CNMA160612
CNMA160616 TNMG160404-KM
CNMA190612 TNMG160408-KM [ ]
CNMA190616 TNMG160412-KM °
DNMG150408-KG ole
DNMG150412-KG ole TNMA160404
TNMA160408 [}
TNMA160412 [}
DNMG150404-KM TNMA160416
DNMG150408-KM ° TNMA220408
DNMG150412-KM () TNMA220412
DNMG150416-KM TNMA220416
DNMG150608-KM
DNMG150612-KM
DNMG150616-KM
o) E:Hm?’ﬁl?;(} Y TR ER
DNMA150404 xtraordinary Stock Standing Stock
DNMA150408 [}
DNMA150412 [}
DNMA150604
DNMA150608

— 1] =
RERES
Product Model

HWIRERITIA 20

CAST IRON TURNING INSERTS

o) FAREER

Extraordinary Stock

255 4 2335
0 B B ® I RV
g 2 & & g 2 8 2
VNMG160408-KG ole CCMT060204
VNMG160412-KG ole CCMT060208
0 CCMT09T304 o
CCMT09T308 o
VNMG160404-KM CCMT120404
VNMG160408-KM ° CCMT120408
‘ VNMG160412-KM ° CCMT120412
DCMT070204
VNMA160404 DCMT070208
‘ VNMA160408 o o DCMT11T304
VNMA160412 o DCMT11T308 o
DCMT11T312 o
WNMG080404-KG SCMT09T304
WNMG080408-KG o|le SCMT09T308
WNMG080412-KG o|le SCMT120404 o
SCMT120408 o
WNMG080404-KM SCMT120412
WNMG080408-KM ° TCMT090204
WNMG080412-KM [ TCMT090208
WNMG080416-KM a TCMT110204
WNMA080404 VGRS
WRIMZ080208 O TCMT16T304 o
‘ WNMA080412 [ TEVAGTEED o
WNMA080416 TOMT16T312
VBMT110304
VBMT110308
@ VBMT160404 o
VBMT160408 o
VBMT160412
A ER

Standing Stock
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CAST IRON TURNING INSERTS

i T2 5
e 42 P 45 MU 7D

ALUMINIUM TURNING INSERTS

€ 26— BEIINE. wE—E= EMITH

Rough Tuming External And End Surface —— Flange L o\o G

TIRES WNMG080412-KM RC8315A

Insert Model

o0 T4t HT450

Processed Materials

MIA ELEINT ' BHI%

LRIV  Continuously processing
JAT

= .

RSV ZL1C TR sonssry D 5 f
Cooling Method Emulsion o

% I <o

B T ##/7) Cutting pass/Corner

Aq

LIHIZER Vc=520m/min f=0.3mm/r ap=1.5mm

Cutting Parameters
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ALUMINIUM TURNING INSERTS ALUMINIUM TURNING INSERTS
2 W
=] 1 Fz = 7 =
RS- Ap ERES

Coating Grade (M) PR : Product Model

. E : 2 S

®RN100 6l s o s

cTHREMRAIERAEEES  FHREELGE : ccGTos0202-AL | O TCGT090202-AL | O

R, B SIERE, 4 C e 1 R CCGT060204-AL | O . TCGT090204-AL | O

JEEFRTHE. BEEEEeERENL, AL = X CCGT09T302-AL o TCGT110202-AL (e}

® Uncoated fine-grained hard alloy grade, special surface CCGT09T304-AL [ ] ( TCGT110204-AL (¢]

;;izng_ technology, with both wear resistance and : _____________ _____________ . CCGTO9T308-AL | @ TCGT110208-AL o

® Recommended for processing non-ferrous metals such as GeamPiTHEL o UGGULBUEAL L4

copper and aluminium alloys. : : 5 CCGT120408-AL o TCGT16T308-AL Y

: DCGT070201-AL o VCGT110301-AL o

e, o DCGT070202-AL | O VCGT110302-AL o

0.2 0.4 0.6 (mm DCGT070204-AL | O VCGT110304-AL o)

DCGT11T304-AL ° VCGT110308-AL o

DCGT11T308-AL ° VCGT160404-AL °

SCGT09T304-AL ° VCGT160408-AL °

] *ﬁ ﬁg s SCGT09T308-AL ) VCGT160412-AL °
= w SCGT120408-AL (¢]

Chip Breakers

e} AR EEE Y IR EF
7( Eﬁﬁ iﬁ 'H' ‘tJJ ﬁu Bﬂjj /J\ %EE% 7] ﬂ Extraordinary Stock Standing Stock
o

Large front angle design, low cutting resistance,
improves tool life.

e |
w0 T =)
=4t HI 7] ] 1T AR &R IE Application Cases
?J W3 REFH I TRE,. ‘

1 of three-dimensional curved cutting

cutting edges, which can achieve c ’%15“_ . EE*niggE m }Lbu I s I‘HI "

2mITH
Machining Of Motor Bracket Inner Hole .

BHRRELEIZ  THEIEEE
FEHXR A BREERSHE.

Special surface treatment technology achieves a
mirror like effect on the front insert surface,
reducing friction and adhesion.

JIFES

Insert Model

Insert Grade

CCGTO09T304-AL

oz [
rocesse aterials uminium

= I+
A BRI REDBSH | F n — s FEREEGE
BHL , BLERABEE £, pr[z]xesz:n,_gil\t/lethod &r:tﬁﬂﬂﬁy processing z coﬁgg - 1250 j

The ur hip groove design ensures that the
curled and discharged smoothly,
venting the formation of chip lumps.

RIS Vc=185m/min ap=1mm

Cutting Parameters

*Z B oo

B /T ##y70 Cutting pass/Corner
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SMALL PARTS TURNING INSERTS

hEHEHTDE O
SMALL PARTS TURNING INSERTS ®RP1020 o

s BAMBEEERERSZEMRTALNRESS.

* BESMEEFEFAIRET,

CEATIN. FHEWERIAMEE. EENT,

® Ultra-fine microcrystal alloy substrate combines with multiple
nanometer TIALN coating, it owns higher abrasion resistance and

middle anti-collapse edge. It is suitable for intermittent and
continuous processing of materials like steel and stainless steel etc.

iR —

Chip Breakers

XF | UF

BT BT

Finishing , Finishing

° KpIMA , JEBRIDEAIE | FRKLIH ° EHTTE , . RHALATHRES
BB HEBIRED. =

* EMATRII. ° ERTHEIL,

® Large front angle, smooth front cutting surface
treatment, reduces cutting resistance, and smooth
chip removal.

® Suitable for finishing.

® Grinding parallel chipbreaker, medium and low feed
to achieve good chip rolling.
® Suitable for finishing.

UM

XEmMT

Semi-Finishing

° KBIAERTIRB A LA 90T
W, JOERMEBERILS

o EATEKN. TEWSHEEM F
HIHI,

® The sharp cutting edge with a large front angle

effectively prevents material from working hardening,
and the smooth surface avoids adhesion;

@ Suitable for cutting in viscous materials such as low-
carbon steel and stainless steel.
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R — Y

Chip Breakers

XF

BT

Finishing

o mHHBE LB, R IDRINTAIERE
BESF. EES.

ERTHEINT.

Control the direction of chip removal, and the surface
precision and smoothness of sharp tool nose
processing are good.

® Suitable for finishing.

UM

BIFEBMT

Finishing/Semi-Finishing

° HIREREF , ARG RIFAISSALE.

° ERTHE- I,

® Good cutting effect can achieve a good finished
surface.

® Suitable for finishing-semi finishing.

ABS/W

EFEAMT

shoulder processing

e SMERITEI —TIER R B EE AN
T, IRAEMOEFER,

® The shape designing could accomplish back
shoulder processing in one step,machining which at
right angle. Small nose radius reduces remaining
material in corner.

UF

BT
Finishing

o MHELEFGTIBERIRE  #F7]
KRR T,
ERATHINI.

Under low feed conditions, chip control is good, and
sharp tool nose achieve low resistance machining.
Suitable for finishing.

TKF

Lok
Cutting

° RETARERTIRBRN M T HEE
RE  TSERESERF. T5%
B wSiEAESTIMEE D,

® The sharp nose with a large front angle effectively
optimizes the surface quality of the workpiece; The
model with no lead angle has a good service life and
is not prone to chip entanglement. The model with
lead angle has less residue when cutting.

mERES
Product Model

hEREEN 26

R (mm) RY (mm)
size ( mm size (mm )
S ¢D RE S ¢D RE
TNGG160402R-XF | 9525 476 381 02 TNGG160402R-UF | 9525 476 381 02
TNGG160402L-XF | 9525 476 381 02 TNGG160402L-UF | 9525 476 381 02
TNGG160404R-XF | 9525 476 381 04 TNGG160404R-UF | 9525 476 381 04
TNGG160404L-XF | 9525 476 381 04 TNGG160404L-UF | 9525 476 381 04
sspnT | TNGGI60408RXF | 9525 476 381 08 s | TNGGI60408R-UF | 9525 476 381 08
Finishing | TNGG160408L-XF | 9525 476 381 08 finishing;Semi-Finishing | TNGG160408L-UF | 9525 476 381 08
TNGG160404R-UM | 9525 476 381 04
TNGG160404L-UM | 9525 476 381 04
TNGG160408R-UM | 9525 476 381 08
TNGG160408L-UM | 9525 476 381 08
Semﬁﬁgﬁ%

RY (mm) R (mm)
size (mm ) size (mm)
S @D S ¢D

CCGT030102R-XF 35 14 19 02 DCGT070202R-XF 6.35 238 28 0.2
CCGT030102L-XF BID 14 19 0.2 DCGT070202L-XF 6.35 238 28 0.2
CCGT030104R-XF 35 14 19 04 DCGT070204R-XF 6.35 238 28 04
CCGT030104L-XF 35 14 19 04 DCGT070204L-XF 6.35 238 28 04
CCGT040102R-XF 43 18 23 0.2 DCGT11T302R-XF 9.525 397 44 0.2
T CCGT040102L-XF 43 18 23 02 BT DCGT11T302L-XF 9525 397 44 0.2
Finishing CCGT040104R-XF 43 18 23 04 Finishing DCGT11T304R-XF 9.525 397 44 04
CCGT040104L-XF 43 18 23 04 DCGT11T304L-XF 9.525 397 44 04
CCGT060202R-UF 6.35 238 28 02 DCGT070202R-UF 6.35 238 28 0.2
CCGT060202L-UF 6.35 238 28 0.2 DCGT070202L-UF 6.35 238 28 0.2
CCGT060204R-UF 6.35 238 2.8 04 DCGT070204R-UF 6.35 238 238 04
CCGT060204L-UF 6.35 238 2.8 04 DCGT070204L-UF 6.35 238 238 04
CCGT09T302R-UF 9525 397 44 02 DCGT11T302R-UF 9525 397 44 0.2
wmT CCGT09T302L-UF 9525 397 44 02 T DCGT11T302L-UF 9.525 397 44 0.2
Finishing | CCGT09T304R-UF 9.525 397 44 04 Finishing | DCGT11T304R-UF | 9525 397 44 04
CCGT09T304L-UF 9.525 397 44 04 DCGT11T304L-UF 9.525 397 44 04
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SMALL PARTS TURNING INSERTS SMALL PARTS TURNING INSERTS
. A ]
= O F = = O F =
[ | f‘" o ;__:Fé = u f-l- Aan ;__:Fé =
Product Model Product Model

YITIE

RS (mm) R (mm) R (mm)
size (mm) ‘ ‘ = size (mm) size (mm )
s  ¢D ‘ s ¢D w  RE IS
TPGHO080202R-XF 476 238 23 02 VBGT110302R-XF 635 318 28 02 TKF12R100-S 1 12 5 ABSISR4005 | 7 005 154 397 34
TPGHO080202L-XF 476 238 23 02 o VBGT110302L-XF 635 318 28 02 TKF12L100-S 1 12 5 ABSISR4015 | 7 015 154 397 34
TPGH080204R-XF 476 238 23 04 BT VBGT110304R-XF 635 318 2.8 04 TKF12R150-S 15 12 5 7 0.05 154 397 34
TPGH080204L-XF 476 238 23 04 Finishing | vBGT110304L-XF 635 318 28 04 TKF12L150-S 15 12 5 7 015 154 397 34
TPGHO090202R-XF 556 238 32 02 VBGT110302R-UM | 635 318 28 02 TKF12R200-S 2 12 5 7 005 234 397 34
TPGHO090202L-XF 556 238 32 02 VBGT110302L-UM | 635 318 28 02 TKF12L200-S 2 12 5 7 015 234 397 34
TPGHO090204R-XF 556 238 32 04 VBGT110304R-UM | 635 318 28 04 TKFI12R100-S16R | 1 12 003 5 3 16°
- TPGHO090204L-XF 556 238 32 04 o VBGT110304L-UM | 635 318 28 04 TKF12L100-S16R | 1 12 003 5 3 16°
Finishing | TPGH110302R-XF 635 318 33 02 VBGT160402R-UM | 9525 476 44 02 TKF12R150-S16R | 1.5 12 003 5 3 16°
TPGH110302L-XF 635 318 33 02 sapeg | VBOTI60402L-UM | 9525 476 44 02 TKF12L150-S16R | 1.5 12 003 5 3 16°
TPGH110304R-XF 635 318 33 04 Finishing/Semi-Finishing | VBGT160404R-UM | 9525 476 44 04 TKF12R200-S16R | 2 12 003 5 3 16°
TPGH110304L-XF 635 318 33 04 VBGT160404L-UM | 9525 476 44 04 TKF12L200-S16R | 2 12 003 5 3 16°
VBGT160408L-UM | 9525 476 44 08 TKF16R150-S 15 16 005 5 4 0°
VBGT160408R-UM | 9525 476 44 08 TKF16L150-S 15 16 005 5 4 0°
TKF16R200-S 2 16 005 5 4 O0°
TKF16L200-S 2 16 005 5 4 0°
TKF16R150-S16R | 1.5 16 005 5 4 16°
TKF16L150-S16R | 1.5 16 005 5 4 16°
TKF16R200-SI6R | 2 16 005 5 4 16°
TKF16L200-SI6R | 2 16 005 5 4 16°

RS (mm)
size (mm )

S ¢D

WBGT060102L-XF 397 159 23 0.2
WBGT060104L-XF 397 159 23 04
WBGT080202L-XF 476 238 23 0.2

@snT WBGT080204L-XF 476 238 23 04

Finishing
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SMALL PARTS TURNING INSERTS

u 2= 5
nIED. tDERENIE 7]
€ =fF—: TEEMT . PARTING AND GROOVING

Planetary Frame Processing ol Ty

TIRES

Insert Model

TPGH090204L-XF

wmTie .

Processed Materials

MITH EEEE. BrEEINT

LEICISNIVEGEEN  Continuously and intermittent processing

REABE Y& a8

Cooling Method Cutting Fluid Zcompany

BF11%
S
fHEE o

RUIAN

TIHISE Vc=45m/min f=0.2mm/r

Cutting Parameters

B I ##y70 Cutting pass/Corner

T— e —

et
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PARTING AND GROOVING

Coating Grade

®RP1020 PVD

HBAMRETERSZERKTIALNRERLE
a5 . BEAEsWMEMMETNNETD  ERF
W, NEREMEEORTEL. &L,

e Ultra-fine microcrystal alloy substrate combines with multiple
nanometer TIALN coating, it owns higher abrasion resistance and

middle anti-collapse blade. It is suitable for intermittent and
continuous processing of materials like steel and stainless steel etc.

RC6125A cvp

REPUEEFIONERESER  REFRE
MT-TICNFla-AL203i% R, HEFRF—RE
SNAINN TR RWIR S S RET #,

It applies double structure alloy substrate with better tenacity and
covers moderate thickness MT-TICN and o-AL203 coating. It is
promoted to be used for general intermittent cutting and
processing of carbon steel and lower alloy steel etc. materials.

RP9125C PVD

TIAIN/TIAISINGUK Z B ELEWRE | SIE
BIEF  EBRRHE. MREES. MHRRN
aiiteea , BhsCoBARERGESE
7 RERFWEMNBENRESIUREY

EEREN/AEMENT.

® TIAIN/TIAISIN nanometer coating with multiple-layer gradient
structure. Its Si content is appropriate, lower friction coefficient,
higher nanometer hardness, good anti-stripping performance. It
is suitable for finishing/semi-finishing of the stainless steel by
matching with carbide substrate with higher Co ultra-fine grained

higher hardness to improve impact resistance while maintains
good abrasion resistance.

+Vc

A ©  RC6125A :
: RP9125C

v

—Vc

LR [=duiped i

Continuity LightDiscontinuty High Discontnuty

RP91258B PVD

«TIAIN/TIAISINE G ZEERRE , BSIEE
MNEEFEFEEERSNMAINNEKE
g, BESCOBMRSEERRETERK
BEETEMBINT,

® TIAIN/TIAISIN compounding multiple-layer structure coating. Its
surface contains higher Si content and makes the coating own the
extremely high heating resistance and antioxidation. It is suitable
for fine finishing of the stainless steel by matching with carbide
substrate with higher Co ultra-fine grained higher hardness.

R

Chip Breakers

General

e IERIARITI DLW BIR/NMIEIS | 1
BIERRE R, R 58RI AIEE
EMEEREHINTHREEEFHY
[BEEHIERE,

o O SLILIMT. 118, FHISEEFINI

® The cutting edge structure at the positive rate angle
can reduce cutting force with rapid and smooth
cutting process.The chipbreaker structure specially
designed owns better cutting control performance in
transversal turning.

® It can achieve parting, grooving, turning etc. various
kinds of machining.

MGMN-GM

EF
General

CcEREER  TREBES  BRTF
ZRINIFRAIIN I IR ;

o s VF RN LT A& &3 DT BRIt
BEERFHMBINEE.

® The general chipbreaker with strong insert strength,
which is widely suitable for a working condition of
machining material and machining
condition.

e It owns good chip breaking function because of

shaping a "V" type inward concave cutting edge
combining with 3D chipbreaker design.

MGMN-TM

B

NERIESESEE

 EFPD ORI, EBRATAEMN. ¥
INTAFRHDRE. ZERIINT

o ZH{/=HITBERIT  RERTFNS
B, WiEse

® Sharpen edge design, which is suitable for stainless
steel,grooving of difficult processing material and
turning,processing ;

® Multiple three-dimensional chip breaker groove
design which can acquire a good ship curling and
ship breaking capability.

MRMN-M

EF
General

o MR SR BRSNS |, E15
TRFEBYBR DR RIFATIRE
E . BEDREGIEEEERS

o EETHIE, MEZTHHEIMIT
ERTEH. PENEREINL,

@ Optimized edge structure and chip breaker structure,
which make the insert resisted to cutting resistance
and good tool nose strength,simultaneously,the

blade” owns more excellent cutting treatment
performance;

® |t is suitable for profiing and processing of axis
category,ring category parts, turning, grooving and
grinding undercut processing.
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PARTING AND GROOVING

1 s | i
l*gﬁé o, .%ﬁé o,
Chip Breakers Chip Breakers

MGGN MQMN

& YO

General Parting

GT

e REMBE , DOER  YIBRY
MIEHE  FHEREE

o SIEER , FIRERSHIERRE.

e Grindle chip breaker groove with sharpen edge,

smooth cutting, lower processing resistance.lt is not
easy to produce welding;

® High precision grade which can acquire a higher
notch base quality;

SEXRETR

TO#EF , EIERRS ;
=MEENITIEIT] , &575%T
TNEW/ANEEH+0.025mm ;
BEEBE0.5 ~ 3.0mm ;

Vertical installed shallow groove insert;

The edge is sharpen with rapid and smooth cutting;
Three finish grinded cuttings edges are economical;
The edge width tolerance shall be controlled within
+0.025mm;

® The groove width range is from 0.5 to 3.00mm;

o XPISHRAVEL , TIRERETE |
HTBMREE |

o N GRIAEIRIT , HRYIBIZEM
BE , JELSGEIEERS

CHTEFERTEEW. Bk, THEINEY
FHIMTIN L.

® It applies special groove profile which can acquire
narrower cutting.lts chip breaking effect is better;

® The insert presents negative angle face design to

ensure its cuttings edge is more firmer.The tool
lifespan gets obvious improvement;

@ |t is promoted to be uses for cutting machine of alloy
steel,cast iron, stainless steel etc.materials.

cSREEMENR  BRENLEES ;
CEHTARIIR  =aENL ;

o KUBIHEBE |, HEBTRES ;

® NENEEH+0.025mm ;

o HEERSE .25 ~ 4.5mm ;

@ High precision grinding insert with higher groove
bottom processing precision;

® |t is suitable for processing with large cutting depth
and high strength;

® Large "U" shape flute with smooth chip removal;

® The edge width tolerance is controlled within
+0.025mm;

® Groove width range 1.25 ~ 4.5mm;

o IERME  AIRERESNRIBE ;
o HRIEIA | IR

o TEAEEHI+0.025mm ;

o #EER0.5~5.0mm ;

o TEZHFWFL. /NFLEUIEINT ;

® Precision grinding which can acquire higher
dimensional precision;

® Sharpen rake with rapid and smooth cutting;

® Edge width tolerance controlled within +0.025mm;

® Groove width is from 0.5 to 5.0mm;

® Mainly used for processing of inner hole and small
hole grooving;

° EERXETI R, SHMNETITEE

o JOER] , HEECMd EEREP VDR

B E;|KEs , s8I

T NZEREF£0.025mm ;

° EEEBMEO0.5~3.0mm ;

Flatten stitching shallow groove insert, which is with

outer screw cutter bar;

® Sharpen edge which matches with PVD coating owns
excellent abrasion resistance to realize long lifeshpan
and efficient processing;

® The edge width tolerance is controlled within
+0.025mm;

® Groove width range is 0.5 ~ 3.0mm ;
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PARTING AND GROOVING

= F =
B S
Product Model

MGGNZ7I

RP9125B
RC6125A

MGGN200
MGGN250
MGGN300
BB~ | MGGN400

BERE
Lower resistance(grinding) | MGGN500

MGGN200-
MGGN250-

fERBESI-
g | MGGN400-

M
M
MGGN300-M
M
Lower resistance(pressing) MGGN500-M

MGGN200-06R/L
MGGN250-06R/L
MGGN300-06R/L

fERRS-
ssmpfEs | MGGN400-06R/L

O ®© @O O|l® 60606 0 06 0 0 0 0| ‘¢

Lower resistance(grinding) MGGNS500-06R/L

MRMNZ7I

MRMN200-
MRMN250-
MRMN300-
MRMN400-

O @ @ O O [jhbie

MRMN500-

=L £ 22 L £

MRMN600-

=0 T =5

Application Cases

€ Z6—: iREIE—E=8&

MGMNZ7I

7 [ i = End Surface Grooving —— Flange Plate
SRS I
(<21} o ) =
R TRES MGMN300-TM RP9125C
nsert Model
MGMN150-TM e}
g S SUS 3167555
//,j/ Gk 00l b Processed Materials [VAEXS stai7rrw_|eg SEG\
MGMN250-TM [ ] ) 5
4 mrrz Ry
MGMN300-TM [ ] ICNNIVIEGEE  Continuously grooving
MGMN400-TM [} }@iﬂ)‘j‘iﬁ AT
MGMN500-TM [ Cooling Method Emulsion
MGMN200-M ° TIHISEK - i B
,w”{' MGMN250-M ° Cutting Pafameters Ve=180m/min f=0.04mm/r
// MGMN300-M [ ]
MGMNA400-M [}
MGMNS500-M [ ]
_— 4 A e ==
MGMN600-M e} € i{ﬁﬂ_ . 9|‘f§ﬂ]*§——$t§ W%g#':
MGMN200-GM ° External Grooving —— Air Bag Components
MoMNzZS0-oM 1| @ PRMES \GMN400-M RP9125C
MGMN300-GM ° nsert Model
MGMN400-GM ° g mm S S SUS3047454K
[N VECGEG  SUS304 stainless steel
MGMNS500-GM [}
MGMN600-GM ) IMITH L) _
NN VG  Continuously grooving

LRI 517

Cooling Method Emulsion

IHISER

Cutting Parameters

Vc=150m/min f=0.04mm/r ap=1.6mm

MQMNZFI

o O <

wn n wmn

o o~ o~

2lkzlisliE

X o (4
MQMN300 o € E{=: ZENI— RERESHE
MQMN400 ) Shallow Groove Process —— Hydraulic Valve Body Components
MQMNS500 o
MQMN600 RSB TGF32R280-015 RP9125C

[y =S SUS201R 5N

CEIRIVEEGER  SUS201 stainless steel

MITHI EEEE

[HIERVY EGM  Continuously grooving

RGN 5 1

Cooling Method Emulsion

TIHISER

Cutting Parameters

'e) FImEESE @ MERE

Extraordinary Stock Standing Stock

Ve=90m/min f=0.07mm/r ap=2.5mm

Hcompany
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PARTING AND GROOVING

b |
BEMIIH
N 1ML ER
ke i 305 7
%5 I

B nI##%y/7 Cutting pass/Corner

1BF10%
59 7
5 I <

B Iy Cutting pass/Corner

HE

BFH10%
-
1280 S
%5 I

B I #%y7 Cutting pass/Corner
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THREAD TURNING INSERTS

W
= 1~
N mpRE—5
% ﬁlj ﬁ Coating Grade
~ JJ
THREAD TURNING INSERTS
®RP1020 PVD +Ve | :
RBAMBASERSZRAKTIAINGES EE . 0
&, BEEsmEENERNRET  BATF : pio2s
W, NSRS, LT, ;

e Ultra-fine microcrystal alloy substrate combines with multiple
nanometer TIAIN coating, it owns higher abrasion resistance and
middle anti-collapse edge. It is suitable for intermittent and
continuous processing of materials like steel and stainless steel etc.

RP1120A PVD

*TIAIN/TIAISINE G ZEBEWRE , BSIBE8
NEEEFEEARSHOMAMAA L
g8 BReCoBARsSEERRAEENR

RP9125B PVD

EBEREREMNTI,

® TIAIN/TIAISIN compounding multiple-layer structure coating. Its
surface contains higher Si content and makes the coating own the
extremely high heating resistance and antioxidation. It is suitable
for finishing of the stainless steel by matching with carbide
substrate with higher Co ultra-fine grained higher hardness.

®RP1225 PVD

e TIAIN/TIAISINg K Z R EEERE | Sig
BEFR, BRANK. RERES. RHE
teelr  BEResCoBHEFERESENR
B, EaFEREMI/AEINTI,

TIAIN/TIAISIN  nanometer coating with multiple-layer gradient
structure. Its Si content is appropriate, lower friction coefficient,
higher nanometer hardness, good anti-stripping performance. It
is suitable for roughing/semi-finishing of the stainless steel by

matching with carbide substrate with higher Co ultra-fine grained
higher hardness.

s TIAIN/TIAISINE S Z REMWARE  BSIBE
NEEEFEEARSHOMAMAALIE
g8 BESCoOBMRESEERERSSENR
BEEREREINT,

e TIAIN/TIAISIN compounding multiple-layer structure coating. Its
surface contains higher Si content and makes the coating own the
extremely high heating resistance and antioxidation. It is suitable

for finishing of the stainless steel by matching with carbide
substrate with higher Co ultra-fine grained higher hardness.
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THREAD TURNING INSERTS THREAD TURNING INSERTS

2 W
TS = i =
I*gﬁg g, .ann;_—ﬂ?
Chip Breakers Product Model

INT4REESEE

RS Processed pitch range

(R
©)
o)
=3
>
«Q

= e

3D-Chip-Breaking

CERBENRAERA , LMT SmR
R

cTIRMBIEHENNSE  HBIR
W

TIRMNREET , MAES ,
So

® The mould technology with higher precision realizes
the tool nose with high quality

® The insert owns excellent cutting and control
capability with smooth chip drainage.

® The insert owns good tool nose strength and higher
durability, higher price-performance ratio.

Grinding

e DRENERE  JOEES

o NEABARZTAFE M IBIE DI
TRIER(EERIBIE/N ;

CEMBLUEERN  UEREERT]
R

® The insert owns good sharpness and higher
smoothness.

® |t is necessary to use smaller components or the slim
components when carrying out lower cutting
resistance process(full grinding model with smaller
cutting resistance)

@ It can use the full grinding insert when focus on screw
thread precision.

Type B o
mm FH/ET F§ S 2
threadsperinch/inch & & &
gjégg 16E%0olSOA 1.0-3.0 ® | O
{‘\D.é j
ISOZ % g3 22ERoolISOA 3.5-6.0 ® O
ISOmetric [ __ 111RaolSOA 1.0-2.0 ® O
system m%%
gf%i%; 161".00lSOA 1.0-3.0 ®|O
N 3
- 22IRoolSOA 3.5-6.0 o0
16ERoo55A ® | O
0.5-3.0 48-8
ggggg 16ER0D60A ® °
5 22ER0O55A LYRe
E 3.5-5.0 7-5
22ERoo60A ®|O
. 11IRoo55A OO
1B AR 0.5-1.5 48-16
Universa 11IRoo60A o0
thread |
ng 16IRoo55A ® O
1299 0.5-3.0 48-8
9 é 16/Roo60A ®|O
22|IRoob55A ® | O
3.5-5.0 7-5
22|IRoo60A ®|O
B2 16ERooWA ®|O
Whitworth 19-8
screw thread 16IRooWA ® O
BRI 16ERooBSPTA ®|O
Whitworth cone 24-8
tube screw thread 16IRooBSPTA ® O
F—IEIRL 16ERooUNA ®|O
Unified agreement 27-8
screw thread 16IRooUNA ® O
SEHIREL T6ERooNPTA ® O
American system 27-8
screw thread 16IRooNPTA ®| O
Erd R -
30° @; 16E % ooRD 10-6 ®|O
BRET | &7 5 22E%. 0oRD 6-4 olo
30°round
screw thread @g—g 16IR/LooRD 10-6 ®| O
g 22IR/LooRD 6-4 olo

e) FIREESE g EEE

Extraordinary Stock Standing Stock
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THREAD TURNING INSERTS THREAD TURNING INSERTS

EmRES m 0T

Product Model Application Cases

T iEEsEE € EH—: IMEXFHI—FRAIR (RFHE) AMITH  BWMITH

RIS Processed pitch range Outer screw thread turning —— angle valve (castings)

thread ﬁ n
. mo i H:%Z/;@h?- » % g
threaas per inch /inch 1| =
— — TINZE 16ERT4WA RP1225
/I,‘ER/L‘]SOTR 15 (@] (@) insert Model
Gps2
teas 16E%00TR 1.5-3.0 ® | O WINTA2H | SUS3047555K HNLLES
VA Processed Materi i | =
4% g 2200 TR 4.0-6.0 olo U EEE  SUS304 stainless steel MCOM;«%E - . =
mpany
30° BT 27E%6.00TR 6 TIHIS K Ve=85m/min ZETIREL - TIR :
‘ (LSBT Ve=85m/min Feeding times : 7 &R
B4 M%aaTR 15 o|o %5 I ::
i)r‘:\;/atpﬁzeca)gal @gé 161%00TR 1530 el o B I ##/7) Cutting pass/Corner
0w
Bg 221%aoTR 4.0-6.0 o|o
271%6.00TR 6
TE%6ACME 16 o |0 — " v &
fhz0 : € R = IMRBFEHI—RIIH AMITH  BMITH
i gg 16E/00ACME 16-6 ¢ ©° Outer Screw Thread Tuming —— Valve Parts . z ) T
=3 22EY.00ACME 7-5 o|o '
ZEHIACME 27E4ACME 4 TINEE 16ERT1BSPTA RP1020
REFZAREL 111416 ACME 16 |0
American system | Pg53 . B HINTA48 SUS316A554K
iﬁy;tzfezzzo‘da‘ ﬂ%gg 161,00 ACME 16-6 ® O Processed Materials SUS316 Stamlléss steel e ;Eﬂs%
B3 221%.00ACME 7-5 olo iy I 39 p)
? PIEIESS ¢ Ve=170m/min F£JIRE 19K
271" AACME 4 @LIIEZIENEES  Ve=170m/min Feeding times : 19 HoR _ 42
RUIAN
TEZ16STACME 16 O | O
4ps2 B mI#/7 Cutting pass/Corner
?Q% 16E 0o0STACME 16-6 @O
- =i a
RHEE |50t 22EY0aSTACME 6-4 olo
ACME ) 27E%ooSTACME 4-3
BRARE ——
?hrgftritcoaont;é:;em . 117 16STACME 16 o | O ¢ EEWU: . WE%QEEU——E% ' XTI I # BmIIH
ACME trapezoidal Eﬁ 1617 00STACME 16-6 ® | O Inner Screw Thread Turning —= Joint =
thread 20w
| 221%00STACME 6-4 olo
RI=
271".00STACME 4-3 TN 16IR1IWA RP1225
v . 11Uloo60 0.5-4.0 48-6 OO .
60°RFLIRLY EyiERrE el SUS201AR 55N a o
60°deep hole 16Uloo60 1.75-6.0 16-4 ® | O EEEERNEIIER)  SUS201 stainless steel P 1BFH30%
screw thread 22UIDK60 6.0-8.0 4-3 Sl o 7
e - I ¢ Vc=100m/min E£TDRE 17k
‘ 1MUIDLSS 15-35 28-7 olo @EIELEEEES]  Ve=100m/min Feeding times : 17 - _
55°RFLIREL RUIAN 235
55°deep hole 16UIDH55 3.5-6.0 14-45 ® | O B T ##y7 Cutting pass/Corner
screw thread
22UIDK55 6.0-8.5 5-3

'e) FIEESE g MEREE

Extraordinary Stock Standing Stock
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INDEXABLE DRILLING INSERTS

Coating Grade

®RP1020

EMMBEERRSZSENKTIAINGRERSE
& BEemEMMETHRETD  ERT
WM. NENEHRROMTEL. &L T,

® Ultra-fine microcrystal alloy substrate combines with multiple
nanometer TIAIN coating, it owns higher abrasion resistance and

middle anti-collapse edge. It is suitable for intermittent and
continuous processing of steel and stainless steel etc. materials.

RP9125B

*TIAIN/TIAISINE G ZEEMIRE  BSIAE
NEEEFEEARSHMAMAALE
g8, BEsCoBMRESERERRSSENR
EERENBINT.

® TIAIN/TIAISIN compounding multiple-layer structure coating. Its
surface contains higher Si content and makes the coating own the
extremely high heating resistance and antioxidation. It is suitable

for fine finishing of the stainless steel by matching with carbide
substrate with higher Co ultra-fine grained higher hardness.

ARSI A 41

INDEXABLE DRILLING INSERTS

+Ve
A RP9125B
. RP9125C :
\

RP9125C

® TIAIN/TIAISINJUR Z B ELERE | SIBE
B, BERERHUR. MREES. WRAEL
tgee  BEisCoRMBERG SRR R’
REMEENENRESHAESE  EE8THEN
FHE/MEINI.

TIAIN/TIAISIN nanometer coating with multiple-layer gradient
structure. Its Si content is appropriate, lower friction coefficient,
higher nanometer hardness, good anti-stripping performance. It is
suitable for finishing/semi-finishing of the stainless steel by matching
with carbide substrate with higher Co ultra-fine grained higher
hardness to improve impact resistance while maintains good
abrasion resistance.
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INDEXABLE DRILLING INSERTS

RES e srEl ] A

INDEXABLE MILLING INSERTS

o U o m U o

n o o N w1 N

N N O N N O

o o o ==

o o o o o o

alladia a o o

o PEE ) A2 X o o
WCMT030208 [ ] SPMT050204-TG [
WCMT040208 [ ] SPMT060204-TG [ )
WCMT050308 [ ] SPMT07T308-TG [ )
WCMT06T308 [ ] SPMT090408-TG [ )
WCMT080412 [ ] SPMT110408-TG [ )
SPMT120408-TG [ )
SPMT140512-TG [ )

le) FINEEE g IR

Extraordinary Stock Standing Stock

m 0T 25

Application Cases

P B hl—: thfl— RERE

Drilling —— Hydraulic Chuck

THES SPMT07T308-TG RP9125C

Insert Model

W Tk 40CrMo

Processed Materials

mrrz e s iRF64%

ISRV STl Continuously processing Zcompany - 6 f
EIHIZER Ve=90m/min f=0.07mm/z ap=2.5mm 2 _ 17

Cutting P
utting Parameters RUIAN

B I ##y7) Cutting pass/Corner
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INDEXABLE MILLING INSERTS

AIRURHITI A 44

INDEXABLE MILLING INSERTS

S — 5 ®RP9025 »rwo ®RP1020 o

Coating Grade

oTHEMSHIEMUTENMEREREGE , &
BEMEENHKETAINGRE | i E LR
£ REEFENIEEES,

@ Microcrystal carbide owns optimized and matched abbrasion

resistance and tenacity. To realize the excellent abbrasion
resistance by combing with nanometer TiAIN coating with higher

CBMNMBEEERERSSENKRTIALNRES
& BEAcmEEHNETRNAET]  ERT
W, NERETEAOMTEL. &L T,

®RP1205

® Ultra-fine microcrystal alloy substrate combines with multiple
nanometer TIALN coating, it owns higher abbrasion resistance and
middle anti-collapse blade. It is suitable for intermittent and

c2IBAWC-CoRfR , RABMIFRIRET
2. RISRE  58F K SBE,

S MEBETIALN/ALCISINGIK Z REEM %
BEFNEAVEIZ BEEANIES. T
LRENRELRE BEEsEE SNAaN
M ERREEUPEEREE S,

o HEFZ B FTHRCS55-6 50 E R BN FE45-45
TI.

e The brand new ultrafine WC-Co matrix adopts a unique

sintering process to ensure high strength, high strength, and
high hardness.

ES =1 i

Continuity LightDiscontnty {igh Discontinuty

RP1120A e

*TIAIN/TIAISINE G Z RERFE |, BSIEER
tRE &

EREREEBERSMARAN

cohesiveness. It is the preferred plate No. For mould milling

continuous processing of materials like steel and stainless steel etc.

process.

TRES

Product Model

® High performance TIALN/ALCrSIN nano multilayer structure = 74 B =S I I R A SEA TR APKT100304-PM RPMWO08T2MO
coating, with a new surface treatment process, improves the @EEC OBHRBEEERGERA  BETH APKT100308-PM o y A RPMW1003MO ° fe)
film-based bonding force, outstanding edge strength and MBI T,
stability, and has the characteristics of high hardness, high ® TIAIN/TIAISIN compounding multiple-layer structure coating. lts e APKT160408-PM o A4 - RPMW1204MO 4 o
oxidation resistance, high thermal stability, and outstanding surface contains higher Si content and makes the coating own the Semi-finishing miling General
impact resistance. extremely high heating resistance and antioxidation. It is suitable for o
® Recommended for semi precision machining of HRC55-65 fine finishing of the stainless steel by matching with carbide ﬂ,«, APMT1135PDER-KA 2o RPMT08T2MO-GM
hardness mold steel. substrate with higher Co ultra-fine grained higher hardness. /"y APMT1604PDER-KA o 5 ‘ ) RPMT10T3MO-GM L] o
e LRSS
v | RPMT1204M0-GM o o
- RS
. R P1 2 1 5 Semi-finishing milling Roughing:Semi-finishing milling
R Pg 1 2 5 B PVD APMT1135PDER-QM ) e) RDKW0803MO
s EHTBAWC-CoBfk , RABISAIRE T CTIAIN/TIAISINE & Z2EMERE | SSio s APMTL604PDER-QM e |O RDKW10T3MO ° o
= N = = g N
2 RIEERE , BR2E  SEE. MERRERREEE RSN RMF ALY APMTL605PDER-QM ® |0 RDKW1204MO o ©
= el T ; N A=A Sl pil qpE
SSREETIALN/ALCIOINARS R0 A & BRSCORASEEEBRASENR Sem- g g ROKWL604MO ° | |o
E”Iﬁﬁg"?@%i&il E’E%‘D = ZJ_TE'E‘"W BEAAEMENL, APMT1135PDER-PM o RDKW1605MO ° o
= MEEs SIS S S -
’£ g:%&_ *D%F::/_\E ri?k Hj’r‘f 'EEEE"E‘&“'%H{’ ® TIAIN/TIAISIN compounding multiple-layer structure coating. Its S APMT160408PDER-PM o) @ m| RDKW1606MO
e e PR TR BT S, surface contains higher Si content and makes the coating own the ‘ General
MEFEFZ R TFHRC40-601E EEENERE-BIN extreme\y hig.h heating resistance and anﬂoxidaﬂon. \ﬁ is suitaple N - RDKW2006MO
T for fine finishing of the stainless steel by matching with carbide Seri-fiishing miling o RCKT10T3MO-PM
° substrate with higher Co ultra-fine grained higher hardness. O~ ° o
e The brand new ultrafine WC-Co matrix adopts a unique ,—‘w APMTL135PDER-PR o Q. RCKT1204MO-PM
sintering process to ensure high strength, high strength, and " APMT160408PDER-PR o V¢Eﬁ RCKT1606MO-PM
high hardness. d' Semi- finishing milling
® High performance TIALN/ALCrSIN nano multilayer structure . RP1 2 2 5 PVD I
coating, with a new surface treatment process, improves the Roughing hard miling = RCKT1204MO-PR L o
ﬁ|mb'baSEd gohﬂdi”% fofe: OUTStandm? hedgehst(rjength sng e TIAIN/TIAISINGS K Z BB ELEDRE | SIB AXMT123508PEER-XM e |O .{“ RCKT1606MO-PR
stability, and has the characteristics of high hardness, hig = w157 22 41k e == =3 Q ¥
oxidation resistance, high thermal stability, and outstanding EEEP ‘ %}%Z%RQ{EE ‘E*EEE'E-‘ . RE g au| RCKT2006MO-PR
impact resistance. HEelr  BEsCoBfRERaEER A [y Roughing mill
® Recommended for semi precision machining of HRC40-60 BEERRI/N, M8LWEESDS , IXEE Finishing/Semi- finishing milling T OR ° o
hardness mold steel. = == > M A SE LA \
o 5, RENMEMERMERNS. B4 H AXMT123508PEER-PM el |O 2 RCKT1606MO-MR
v N
WEII T/ T, " T | RCKT2006MO-MR
® TIAIN/TIAISIN nanometer coating with multiple-layer gradient Stam‘eswee‘mughmgﬁf:g
structure. Its Si content is appropriate, lower friction coefficient, e -
higher nanometer hardness, good anti-stripping performance. It Finishing/Semi- finishing miling
is suitable for rough processing/semi-finishing of the stainless steel APMTLL35PDER-EM — — e
by matching with carbide substrate with higher Co ultra-fine a‘ (@) Jz@ﬁﬁﬁk [ ] j;ﬁi‘ﬁk
grained higher hardness to maintain good abrasion resistance N LRMITCOIRDERCE]
while improves anti-impacting. <. .
IR
Finishing/Semi- finishing milling
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INDEXABLE MILLING INSERTS

— 1] =
B S
Product Model

(=} wn
o~ o~
(=] o~
— —
o o
24 o
SEET12T3-GM ° o) /\ SDMT120512-HR
s R
zr‘"’u\ SDMT150512-HR ° o)
A4 * | l°
& F
Semi- finishing milling General
WPMT050315R-HR /\ SDMT06T208-HH
“i\ WPMT060415R-HR o “ SDMT09T312-HH L] 9]
\ S WPMTO080615R-HR o v SDMT120412-HH L] ]
H\ghfeegcmiﬁi% WPMT090725R-HR nghfeegcmiﬁiﬁ% SDMT150520-HH
: WDMWO080520ZTR-HH o / WNMUO50408EN-GM
‘ \ f 6 WNMUOB0608EN-GM ° o
ﬁ“'-i ° | [°
Kt 34
High feed miling Sem\—f\n'\sh\n;:mﬁi% [ J O
ol el
=
E]
mj] T ==/
Application Cases
—_— — = 1] gee
€ Rpl—: EEREH% EMITH#
Mould Model Cavity Milling ; i
A=
PABESIN RDK\W1204MO RPI025
nsert Model
wWnTazak PZO&IJE-%M‘
d jals R t
Processed Materials mold stee }EHZS%
MMIAI ER=S ZATE] 1= .
Processing Method Compr:etssw_o\‘n air Zcom::ag - 120min :
TIHIS K - A s - .
CuttingPa’:ameters VC—120m/mm fszm/z ap70'6mm i?mﬁ _ TSOmII’]
B MIAFHL/T) Processed duration/Corner
- =] —
€ RpIZ: FmEk EmII#
Planar Milling ol
TRES ,
et N APMT1135PDER-QM RP9025
WINTAARE EEEE ‘
Processed Materials [EESEASED
=] 0
mIps W 8 . #f24%
ICNNRVEG N Compression air Zcompa:;/ - 118 ’
IHISER Vc=140m/min fz=0.4mm/z ap=0.5mm

Cutting Parameters

w5 I

B T ##y7 Cutting pass/Corner

RSk
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SOLID CARBIDE END MILLS

R

Chip Breakers

HT400

REEMHAINT

Titanium alloy materials

ERTHRESE (TA7. TC4, TC18) #4
BSEREnT

TEQE. TEEIE  BRUDHIRE
N~ EsNIERERSE ;

B EMCLIE  HEEEMED|E
JOEEEF OO ER , BREYIEIE
DINEE | IBEREEER
REAEMIHHRERER , ERKAT]
BiJHIEs.

It is suitable for high performance processing to
titanium alloy(TA7 ~ TC4 ~ TC18 ) materials.

Unequal division,unequal spirals can effectively
restrains the vibration production to form better
processing surface quality.

Polish treatment to front and rear tool face. It owns
better drainage groove and the rear tool face
smoothness and reduces friction, cutting resistance
and temperature, reduces cohesion abrasion.

Its substrate specially applies materials of difficult to

r_)rocess which makes the tool own more longer
ifespan.

HM450

BAMERS

General series

INTHEEEHRC<38
%W%%%@&ﬁ,wmtﬁ,mﬁm
DORENS  FEER KBRS
EmERE R,

o TRECEIRIT , ERIBINE EBIRE

BIRIIE.

Process hardness is HRC<38.

The groove profile design of the double-blade belt with
lower cutting force and smooth chips drainage

The cutting edge with higher stability and not easy to
abrasion,greatly improves abrasion resistance and
tenacity of the tool.

Design of variable groove diameter, it has enough stable
rigid when suffering 3 times barrel length cutting.

KHLRT
High feeding series

IITHEEEHRC <45

RPN GE 1B IRHRIEAM T R
BESTNSAHEE.

REAEER, 159, ~FAEE, &
(/NN X = —
ORI, BDESF NI £
vl o N o a

SRS , RIFBEIONRAED | TN
KR, KBS0,

AL < .
TERRIT , RIETJEGEBENEES
S N I
18 . XaehE BBRRITE.

Process hardness is HRC <45

Side milling and groove milling of castings iron, steel
parts. Spiral interpolation milling, cycloid milling etc.
multiple efficient milling.

It applies design of different spirals, non-uniform,
unequal blade spacing, variable diameter, which restains
high frequency vibration produced when carrying out
high production process. It can exert excellent anti-
seismic.

Design of different groove depth give the knife tools
enough space for chip capacity and enough tenacity.

HA500

HEESMHINT

7
Aluminium alloy material [@

BERENELZ , NIHRLET
ER

TDOXRBiRRRLT , sefIinTEE
FROIRER , RSN IERERSE ;
ERTRaEREEENERMI.

It applies precision mirror tool grinding technique
and the process effect is smooth without blur.

Its cutting edge applies anti-seiesmic design, which
can restrain the vibration occurred in the processing
to improve processing surface quality.

It is suitable for general processing of aluminium and
copper alloy.

R — Y

Chip Breakers

HR700

RN EBIE AR

Hardened steel superhard series

* INTHEEAEHRCS5~68 ,

ERTSEYE. SRS

I, FEmIgRit.

=5aE  EH AR OB R

RAH —BEAE  BRERIR

ERS5m,

THRG SREREER , 0

SHASEEXARINT,

Process hardness is HRC55~68.

It is suitable for finishing and semi-finishing design of

high-speed cutting, high hardness quenching

materials. .

European imported substrate materials with high

strength and super tenacity matched with new

generation of super hardness coating effective delays

the lifespan of the tool.

® Special tool model design and high precision quality
control management realize excellent processing to
high hardness quenching materials.

SRR EIIT

High hardness materials processing

oy

o MIEEEFEHRCA5-55,

CBBE. BN ENBEATNE R
B, BRRIETDEESTELER
7,

o MAEBIREEER M SiRANMMERE
BESRATEEHINI.

® Process hardness is HRC45-55.

® Ultra-fine grained substrate materials with high
strength and high abrasion resistance effective
guarantee the ultra high abrasion resistance and
lifespan.

® Excellent coating hardness and high temperature
oxidization resistance which is more suitable for
processing of high hardness materials.

EREa®IT] 47

SOLID CARBIDE END MILLS

HMS

HETTRIA 0T

Difficult cutting materials

° INTHEEFE280HBLAT
o IBIDER  ASHAyI ORIt | B
IDHEDBIARIS TIRAISIME |, #RRTIE

TDORE R,

o REMMRY  SIERNE BT
TREMT,

c ERTAEMN. MHAESSETEI
NI,

Process hardness is under 280HB.

Its cutting blade is sharpness and special blade edge
design can effectively restrain cutting heating's
affection to tool nose. It can solve the problem of tool
cutting edge weldings.

The coating owns good heating resistance, it can
realize stable processing under high temperature,

to0.
It is suitable for processing of stainless steel, heating
resistance alloy etc. difficult cutting materials.

HG900

BiEAEMEIIIS
High temperature alloy material processing

BASE&2(ncone718, GH4169
%) BT,
RABBATATERG R S50
KEGHRE (ALTIN/TISIN) fifSiE
1X1200°C , BRUBIRIRS R T
HER,

Suitable for high-performance machining of high-
temperature alloys (Incone718, GH4169, etc.)

Using ultra-fine particle hard alloy matrix combined
with nano composite coating (ALTIN/TISIN), it can

withstand high temperatures up to 1200 °C,
effectively reducing tool wear caused by cutting heat.
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A ]
ER1+OSTERWALDER
2 arhEElREN
Swiss OSTERWALDER
full-automation digital control
powder compressor

EEWALTERFE B EUTERK

Germany WALTER
ital-Controlling grinder

precision dig

{ZEEICEMECONREHP
Germany CEMECON coating furnace
f8E PVA A= INERE P
Germany PVA vacuum
pressure sintering fumace

—e EAMITUTOYO= 445

Japan MITUTOYO three coordinates

B+ STAHLIEREEK

Swiss STAHLI end surface grinder

BXEREEBALZERS:R B 4P
‘ Oerlikon BALZERS coating furnace
IntIONBOND:R B M

Swiss IONBOND coating furnace

ZEZOLLERFEZ 7] LIS MY

.. Germany ZOLLER
precision tool inspection instrument



