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D99Y Series D99T Series
Blade Type Titanium Alloy

Blade Design: Large Front Angle, Sharp Edge, Cutting Fast
I?-,ﬂgﬁ;;ﬁl cutting edge structure and treatment, fine

rofile, not only ensure the integrity of the
but also ensure the precision of repeated
of the blade

Match High Strength and Red Hard Coating
To achieve large cutting depth of stainl
the rough machine for large feed, hig

and satisfy

peed requiremen
Cutting Light and Fast

P Good wear resistance
) Good high-temperature resistance performance

Cutting tool cost savings of

Cutting tool cost savings of
The tool |ife of our cutter is the same as one brand cutter in Austria

More Workpieces can process and the costs can significantly reduce
Brand

2Cr12NiMo1W1V(High Strength Blade Steel)HRC35

Case High —pres:[:,ure ﬁt--rll gr%dej. 12 moving _alnd locking blades, air C ase
H cooling,rough milled airway profile
Analysis
.113'_2 . i
AnaIYSIS achining Ve=60m/imin - Fz=0.5mm/z  Ap=1.5mm
Ve=231m/minFz=0.38mm/z Ap=1.5mm arameters
Tool life 12 workpieces/pcs 16 workpieces/pcs
Work Hour 2 Hours



LNMU Series

Diameter: 16R/20R/22R/25R/32R 40R/50R/63R/80R

Double negative angles of the cutter body, :jp,
combined with the unique blade structure to achieve

double positive tool angle .

Four flutes fast feed square shoulder milling c;?r
4

with a cutting depth of 1mm can replace R5 R611351
Suitable for fiat steep grooving milling,semi precision/rough Mac

blade comes with a self-sharpening edge, enabling high-feed
Mieyving a better surface roughness.

D3320 ; ; DB8420
Below HRC35 IC:25-55 0 C20-4 HRC20-45

Castion.
Mouild Sieed

D99205
HRC40-63

MT Series

Diameter:08/10/11/12/13/14/16 / /

The screw has a tightening design, ensunng a close fit between the
blade position groove and the blade. This minimizes vibratic$duﬁn €
reducing potential damage to the machine.

The surface for work positioning has center holes at both ends.
The axis of the needle maintains a constant distance from the
grinding wheel line, ensunng high concentricity and true roundness
of the cutter bar..

R0. 4 corner radius R0.4 Corner radius

R0. 8 corner radius

Inserts Material

D3320 D7320 D7420S

BelowHRC35 HRC25-50 HRC20-45

Q235. A3. 45% steel Mould Steel. Pre-hardened Stainless steel-304/305/202/205/que
steel, Stainless steel, Cast lropfand tempered steel



WNMU Series Groove Cutting Series

Cutter Diameter : 9050 R/63R/80R/100R/125R/160R/200R/250R Inserts Model: MGMN/MRMN/TDC/SP

& wfsg Y
L b N

Using high-quality steel material, the surface hardness is suitable
for flat SurfacES,StEps, contour surfaces, and groove machin iﬂ; Free ﬁ]rg|ng process, h|gh_tempgrature quenc

significantly improves the strength, hardness,

A six-flute 90-degree square shoulder milling cutter and - \ and toughness of the cutfing fools
more economical compared to AP blades. / . ) : 1

It's suitable for semi-precision/rough machining. - . ; In conjunction with our brand's blades,
It's compatible with M5*16 screws. Y T greatly enhances work efficenc

achieving a better surface roughness.

Precision grinding

D74208 DE420 D99203

HRC20-45 HRC20-45 HRC40-63

Titanium alloy. Blade. ma

2 | Type, Steel, Stainles
steel . Cold Work Tool Stee yp

. Cast Iron

Iron-. Mould
Steel. Pre-



Milling Inserts Drillinglnserts Series
Se ri es WC Type/SP Type 2D/3D/AD/5D/6D 1

f >
Cutter Diameter: 50R/63R/80R/100R/125R/160R/200R /2508

The design of Screw-biased fastening ensures a tight fit
between the position groove of blade and the blade,
which reducing vibration during processing and
minimizing damage to the machine tool.

>

The surface of the work positioning is centered on both
with a central hole, and the axis of the needleis keptata d
from the grinding wheel line so as to ensure high conce
and true roundness of the tool holder.

Precision chip groove design, efficient and easy chip removal

High-quality material heat treatment, improves :3’
the hardness and shock resistance of the tool body

Inserts Material
'-t -

HRC25-50 HRC20-45 HRC40-63

Inserts Material

T T

=t

Steel. Cast iron Steel. Medium-low Carbon | Mould steel. Frﬂhcsrden e Steel | Stainless Steel-304/3
i 3 i ; e Ti &
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Milling Cases

D7320

Mould Steel. Prehardened Steel. Stainless steel. Cast
Iron and so on

For examples: Quenched and Tempered 45 Steel.
H13. 718. 42CrMo. P20. NAKS0

o General Chipbreaker for finishing and roughing.

ez large clearance angle 11 “specially designed to
Characteristics increase front angle, for quick and light cutting

Characristics of For H2 rough machining, with good impact resistance
EO G ELGRRGI T iland effective results in cast iron and steel components
(IR T GE LG ET o when cutting not too deep or wide; the performance in
machining stainless steel is average. For M2
precision/semi-precision machining, the groove type is
sharp and suitable for processing stainless steel

Imported base material, combined with the
Balchas process and a new generation of high-
aluminum coating, featuring strong versatility and
ignificantly improved lifespan

Inserts characteristics

®lInserts Shape: LNMUQ303ZER D7320
©Work Matenal: S50C Steel(HRC25)

EWork Method: Wet coarse milling, slot milling
© Cutting Parameters: Vc=190m/min;Fz=0.8mm/z;Ap=0.8mm
@ Cutting Life: One complete insert can work 10 hours

®Inserts Shape: WNMUQOBS0608EN-ZL D7320

DWork Matenial: Q3455teel(HRC32-35)
“Work Method: Wet face milling for roughing
@ Cutting Parameters: Vc=251m/min;Fz=0.26mm/z. Ap=1mm

©Cutting Life: One fiute of the insert can work 2 workpieces and one
complete insert can work 12 workpieces.

Milling Cases

®lnserts Shape: APMT1604PDER-ZLD7320
©Work Material: 45#% Steel(HRC19-23)

©Work Method: Mixed dry and wet
@ Cutting Parameters: Vc=160m/min;Fz=028mm/z.Ap=0.35mm

© Cutting Life: One flute of the inserts can work 6 hours and one complete
insert can work 12 hours

m

O@Inserts Shape: APMT1135PDER-ZL  D7320
©Work Material: 38CrMoAl advanced nitrided steel (HRC25)
“Work Method: Wet coarse milling of inner holes

@ Cutting Parameters: Vc=125m/min;Fz=0_4mm/z;Ap=0.3mm
©Cutting Life: One complete insert can work 5 hours,

@lnserts Shape: RPMT1204MO D7320

©Work Material: 40CrMo Steel(HRC35)

“'Work Method: dry face milling

©Cutting Parameter: Vc=157m/min Fz=0.38mm/z;Ap=0.25mm
@ Cutting Life: : One flute of the insert can work 9 hours




Milling Inserts Milling Inserts

Grade 03320 Grade 099203
(1 1; 1 | quench-hardenad steel, alloy stesl
‘ \ A Work Material :-:-.el\ Cast Iron. Q235. A3. 0Q345. Q123. 453steel ok Barerial [ mles: E.lEdE’ manganese steel, High wear
\ H land =0 on resistance, high toughness cold work tool steel, GM
‘N v o | e St eneral Chipbreaker for finishing and roughing. steeland E5R steel and zo on.
E /_:* - R aicniics arge clearance angle 117 specially designed to increase General (Ehipbr_&al-_:er for finishing and roughing large clearance
! . ront angle. for quick and light cutting e e angle 11 specially designed to increase front angle, for quick
1' \ ' Characristics of | ;r I-:_Z rough lgachinir;g_ with %I:rntd ignpa{:t resisttasn cﬁ and = Characteristics and ight cutling
k. ichi A effective results in cast iron and steel components when cutting
| E:iﬁlﬂgr:l;l[gqrughl;g ot too deep or wide; the performance in machining stainless R Inserts characteristics i i ) . o
| . LUeul-tcc| is average. For M2 precision/semi-precision machining, the 8 Multi-layer composite Balchas coating, paired with high
l groove type is sharp and suitable for processing stainless steel . hardness and high toughness blanks, particularly
i 1 e he new Balchas coating process, low friction, high oxidation Fgacégg_%nﬁ:mcessmg SIS S uro e shos
B (DB e B e Te s e lesistance, widely used in various steel processing application

— O

@lInserts Shape: WNMUOB0G0SBEN-ZL D9920S5

©Work Maternial: 42CrMo tempered steel (HRC47)

©@Work Method: Dry face milling

©Cutting Parameter: Vc=350m/min;Fz=0_32mm/zAp=04mm

©Cutting Life: One complete insert can work 9 hours. The minimal wear on
the back cutting edgeand higher surface quality

®Inserts Shape: LNMUO303ZER  D3320

©Work Material: Q235carbon structural steel (HRC19-23)
“'Work Method: Wet side milling

@ Cutting Parameter: Vc=200m/min;Fz=0.5mm/z;Ap=0.5mm

@Cuting Life: One complete insert can work 6 hours. The large feed can
enhance work efficiency.

©)Inserts Shape: APMT1604PEER D3320
©Work Material: 45# quenched and tempered steel
(HRC30) ©Work Method: Dry continuous processing

@ Cutting Parameter: Vc=196m/min;Fz=0.32mm/z;Ap=0.3mm

@ Cutiing Life: One complete insert can work & hours. The inset has fast and light
machining and minimal vibration

©lnserts Shape: APMT1135PDER  D99205
©Work Matenal: Gcr15 quenched bearing steel (HRC58
©Work Method: Wet down milling

©Cutting Parameter: VYc=85m/min;Fz=0.23mm/z;Ap=0.3n
©Cutting Life: One complete can work 1.5 hours

14 15
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Milling Inserts

¥ W e Erade 09920
LR R

guench-hardened steel, alloy stesl

Examples: Blade manganese steel High wear
resistance, high toughness cold work tool steel GM
teeland E5R steel and so on.

Work Material

e=0 e R el G eneral Chipbreaker for finishing and roughing. large

angle, for quick and light cutting

Inserts he Balchas high-hardness edition specializes in
&0 e = 1ETe =l h allenging conditions with high-hardness materials

F &

i

(& CIELe s el clearance angle 11 °specially designed to increase front

“lInserts Shape: RPMT1003MO  DS920

©Work Matenal: NAKSO(HRC28-32)

©Work Method: Dry surface milling

@ Cutting Parameter: Vc=150m/min;Fz=0.35mm/z,Ap=0.45mm
©One complete insert can work 3 hours it has the superior cutting edge
coating and can process high-hardness materials and stable surface.

®Inserts Shape: APMT1135PDER D9920

©Work Matenal: 42Cr quenching (HRC40)

©Work Method: Wet down milling
@ Cutting Parameter: Vc=120m/min;Fz=0_3mm/z;Ap=0.2mm

@Cutting Life: One complete insert can be worked 6 hours

Milling Inserts

Grade D74205

Work Material
H13. 7¥18. 7138C. 42CVinMo and so on

Stailess Steel304/305/202/205 quenching of 45 steel.

General Gr
Chr;t?:lilmisul?:: General Chipbreaker for finishing and roughing.large

clearance angle 11 ° specially designed to increase
ront angle, for quick and light cutting

characteristics [Si{zl=iE RS

Balchas new talent surpasses VP15TF in terms of cost-

@Inserts Shape: APMT1132PDER-M2  D7420S
©Work Matenial: SUS304 Stainless Steel(HRC20)

©Work Method: Dry surface milling
@ Cutting Parameter: Vc=110m/min;Fz=0_31mm/z;Ap=0.6mm

@ Cutting Life: One complete insert can work 4 hours it's Comparable
performance to a certain famous foreign brand.

O Inserts Shape: JOMT070204 D74205

OWork Material: Q235 Carbon Structural Steel{HRC23)
CEWokMethod: Wet down milling

@ Cutting Parameter: Vc=90m/min;Fz=0.63mm/z;Ap=0.3mm
@Cuting Life: One complete insert can be worked 2.5 hours.
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Milling Inserts

Grade D84204

Gray iron, ductile iron, cast iron
HT200. HT300. QT500. QT600 and so on.

Work Material

General groove

Characteristics For H2 rough machining, with good impact resistance and efiective results in cast iron

and steel components when cutting not too deep or wide; the performance in
machining stainless steel is average.

hickened CVD coating, upgraded materials, improved performance by 40%.
Inserts characteristics HitED i . %

©Inserts Shape: APMT1604PDER D8420A
@Work Material: HT250(HRC23)
©@Work Method: Dry cylinder side m/illing

@ Cutting Parameter: Vc=285m/min;Fz=0.1mm/z;Ap=0.8mm

©Cutting Life: one complete insert can be worked for 8 hours,and
the verticality of the workpiece 1s <0.08

ase [wo

O Inserts Shape: WNMUOS060SEN  D38420A

©@Work Matenal: QT5200MNodular Iron (HRC27T)
©OWork Method: Dry Face Miling
@ Cutting Parameter: Vc=200m/min;Fz=03mm/z,Ap=1.5mm

©Cutiing Life: one complete insert can be worked for 10 hours

ultra-thick CVD coating, combined with gantry milling, better wear resistance

Milling Inserts

D70

Used for general processing of various materials
such as steel and stainless steel, mold steel, alloy
stesl

amples: P20 45steel. HB 42crmo. 718H

Insert=s characteristics

opper-colored PVD Balzers coating, with a
special ratio of ultra-fine particles, improves
basic wear resistance and toughness and
educes the risk of chipping.

ase~Orre—

O Inserts Shape: APMT1604PEER D570
©Work Material: 718H(HRC45)

“Work Method: Dry air-cooled hybrid milling
©Cutting Parameter: Vc=130m/min;Fz=0_3mm/z;Ap=0.4mm

@ Cutting Life: It takes 2.5 hours to process a single piece. Compared with

a Korean brand, the performance is improved by 30%.

0 Inserts Shape: RPMT1003MO D570
©Work Matenial: Mold SteelP20(HRC32)

EWork Method: Dry roughing of air-cooled mold core o

O Cutting Parameter: Vc=157m/min;Fz=0.75mm/z;Ap=0.3mm ©

Cutting Life: One complete inserts can be worked for 4 hours, the

blade is more durable and the cost is lower.
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Turning Inserts

Grade D8115

External. End face. Internal
Proces=ing

Groove he cutting edge of the return groove is
™ e thick has good impact resistance, and
Slot = doubles the wear resistance. It can be
ompared with UC3115.

Cast iron, pig iron_ ductile iron, etc.

Suitable for intermittent machining,
stronger cutting edge, dedicated for rough
machining

Cast iron, pig iron, ductile iron, etc

Case.one.

@lnserts Shape: CNMG120408 D8115
©Work Matenal: HT200(HRCZ22)

ZWork Method: Dry continuous rough turning of external
2Cutting Parameter: Vc=438m/min;Fz=03mm/z;Ap=1.2mm

©Cutting Life: A single piece can process 60-70 pieces, which is equivalent

to the performance of foreign products

©lnserts Shape: WNMG080408 D8115

©Work Matenal: QT500(HRC2T)
ZWork Method: Wet external turning of three-column shell

2 Cutting Parameter: Vc=190m/minFz=0.4mm/z,Ap=1mm
B Cutting Life: A single insert can process 170-180 pieces, and the

service life is increased by 30%.

Turning Inserts

trade D7420

LT AT Al e a i alE xternal. End face. Internal

Groove tainless steel has a rough groove, strong edge
ST S A T S trength, and good impact resistance. It is not
easy to collapse, especially under harsh working
onditions, and the cutting depth can reach 1-
mm.

304, 305, 316 and other stainless steel or other
sticky steel parts, It can be compared with
P15TF

tainless steel semi-precision geometry, suitable
or continuous cutting, excellent chip breaking
effect, cutting depth up to 1-3mm

304, 305, 316 and other stainless steel or other

sticky steel parts, It can be compared with
P15TF

@lnserts Shape: TNMG160408-MS  D7420

©Work Material: SUS304 Stainless Steel(HRC20)

©Work Method: Continuous semi-finishing of end faces n
= Cutting Parameter: Vc=243m/min;Fz=02mm/z;Ap=1mm

D Cutting Life: A single insert can progress about 125 pieces with faster processing and
surface finish

0 Inserts Shape: WNMG080408-MA  D7420

©Work Material: SUS316(HRC19)
“Work Method: Continuous rough turming of end faces
©Cutting Parameter: Vec=211m/min;Fz=0_23mm/z;Ap=0.8mm

©Cutting Life:80 pieces can be processed with a single blade.

Under high speed and high feed, rough tuming of oxide scalehas obvious advantages.

21



Turning Inserts Turning Inserts

Grade D9025
- Applicable for Processing xternal. End Face. Internal /

Grade CermetDE0

High-speed continuous finishing of steels, cast irons

Applicable for Processing [y alloys

Groove oshiba's chipbreaker is mainly used for continuous

o TM Slot Characteristic achining, can break chips slightly, is rough machining,
— P and is more wear-resistant.
[ \ . - \ It is a general-purpose cermet material with
A\ e < Work Material P20. 718. 7185. 42CrMo. Modulated 45 steel ' ' /I- - T e Sl < x Collent wear resistance and chipping resistance
c o \ A / : hat improves the surface quality of finishing, which
ﬁ"‘j ﬁ“‘x&m - el s B - can improve tool tip processing technology and can
‘-'"“‘-\fiﬂfﬂ"‘"-" Eroove ontinuous machining, fine machining of geometries, / e Aty e DeRiE inEhe g

Characteristic good chip breaking, and good anti-seismic effect
Work Material 45% Steel. A3Stesl. Q123. Q235. Q345 and s0 on

©lnserts Shape: TNMG160404-HQ D&0
O Inserts Shape: WNMGO080408-GF  D9025

“'Work Material: 545C transmission shaft
©Work Maternial: 65Mn(HRC22)

©Work Method: Wet continuous turning
©Cutting Parameter: Vc=200m/min;Fz=0.12mm/z;Ap=0.35mm

“'Work Method: Wet end finishing turning

©Cutting Parameter: Vc=330m/min;Fz=0.28mm/z;Ap=0.8mm ©Cutting Life: 249 pieces can be processed in a single piece, which

@Cutting Life: About 45 pieces can be processed with one insert. The has a lifespan 1.75 times longer than that of previous products.

is significantly improved, The cutting edge is sharp and cutting is faster. '
Case Two

©lnserts Shape: WNMG080404-TM  D9025

O Inserts Shape: TNGG160402R-F D60
©Work Material: SCM435 Pump Parts

©Work Method: Wet tuming
2 Cutting Parameter: Vc=100m/min;Fz=0.25mm/z;Ap=1mm

©Work Material: 55 Steel(HRC18-20)
©@Work Method: Wet precision turning of end faces
@ Cutting Life: 200 pieces can be processed per piece, 1.6 times

@ Cutting Parameter: Vc=260m/min Fz=0.32mm/z;Ap=1.5mm

©Cutting Life: 75 pieces processed with a single insert, longer than previous products.

an increase of more than 15%.

22 23




List of Milling Inserts

List of Milling Inserts

Milling Inserts for

Steel

i

APMT1604PEER APMT1604PDER-H2 APMT1135PEER APMT1135PDER-H2 LNMUG303ZER
D5320 D5320 05320 D5320 DE3205
[
n
p |
I 1
- b
¥
RPMT1204M0O RDMT1204M0O RPMT1204MO-MM RPMT1003MO WNMUOS0G0BEN
| D5320 D5320 D5320 D5320 DE3205
L
Milling Inserts for Hard Steel
|
3

APMT1604PEER APMT1604PDER -H2 APMT1604PDER-G23 APMT1604PDER-R2.0 APMT1604PDER-R3.0
D3320 D3320 D3320 D3320 D3320
|
APMT1135PEER APMT1135PDER-H2 APMT1135PDER-G23 APMT1135PDER-R1.6 EPNWOG03ITN
| D3320 D3320 D3320 D3320 D3320
; .
RDEKWI1Z04MO RFMW1003MO LPGTO10Z10ER JDMTOTOZ04 LNMUOZ03ZER
| D3320 D3320 D33z0 D33zo D3320
SEKT1204AFTN SEMT13T3AGSN SEER1Z03AFS SDMT120512-ZJW SDMT150512-ZJW
D3320 D3320 D33z0 D33zo0 D3320
| |
WDMWOB0520ZTR JDOMW1405205R JOMWI1204205R WHMUOE0408EN WHNMUO040304EN
D330 DJ D3320 S D3320 S D3320 J D3320 J

24

Milling Inserts for Steel

o |

APMT1G604PEER APMTi1604PDER-ZL APMT1604PDER-H2Z APMTi&04PDER-M2 AXMT1TO0508PEER-G
DT320 DT320 DT320 DT320 D7320
i |
X J |
APMTI1135PEER APMT1135PDER-ZIL APMT1135PDER-H2 APMT1135PDER-M2 AXMT123508PEER-G
DT320 DT320 DT320 DT320 DT3z20
RPMT1204M0O RDMT1204MO RPMT1003MO RPMT10T3IMO-JS RPMTOEBTZMO-JS
DT320 DT320 D730 DT320 DT3azo
BLMPO904R-M 4NKTDG0308R LNPU1104085RGE JDMTo70204 LNMU0303ZER
D7320 DT320 DT320 DT320 D7320
SDMT120512 SOMT140520ER-GM WPMTOBOG15ZSR WDMWOog0520ZTR WHNMUDBOGOBEN-ZL
DT320 DT320 DT320 DT220 DT320
SEKT1204AFTN SNMX1205ANN-M SNMU130508EN-H PNMUOS050BENER-G HNMGO20TANSN-R
DT320 DT320 DT320 DT320 D7320
Milling Inserts for Cast Iron
APMT1604PDER-H2 APMT1135PDER-H2 APMT1604PDER-M2 APMT1135PDER-M2 WNMUOBDGOEEN
DE420A DE420A DE420A DE420A DE420A J

25



List of Milling Inserts

List of Milling Inserts

Cox

Milling Inserts for General Type

JDMT070204/08
D570

WHNMUDE0D408
D570

.0

BLMPOEO3R-M
D570

BLMP0S04R-M
D570

APMT1604PDER APMT1604PDER-H2 APMT1604PDER-M2 LNMUD203ZER
DSTO DSTO D5ETO DSTO D5TO
APMT1135PDER APMT1135PEER APMT1135PDER-H2 APMT1135PDER-M2 4NKTOG030BR
D570 D570 D570 DETO D570
RPMTOETZIMO RPMT1003MO RPMT1204MO RDMT1204MO RDMT1605M0O
D570 DsTOo D570 D570 D5TO
WHNMUD40304 WHNMUDBDE0E EH PNMUD305XNER-GM
D570 D5TO D570

XNMUDEDEDS
D5TO

SDMT120512
D570

SDMT150512
D5TO

SNMU1Z06QNN
D570

SNMX1205ANN-M
D570

SNMU1206XTN
D570

SDMT140520EN-LD
D570

Milling Inserts for Cermet

©)

HNMGOS0TANSN-R
D5TO

APMT1604PDER-FM
Deo

APMT1604PDER-H2
D&o

APMT1135PDER-H2
Dso

RPMT1202MO
D&0

SEEM1203AFTM
D&0

Milling Inserts for Stainless Steel

. @)

(o)

=
APMT1c04PDER APMT1604PDER-H2 APMT1604PDER-M2 RDKT1204MO RPMT1204MO
DT4205 DT4205 DT4205 D74205 DT4205
. 9) 7o 1 A
APMT1135PDER APMT1135PDER-H2 APMT1125PDER-M2 RPMT1003MO WNMUOBOGOBEN
DT4205 DTaz05 D74205 D74205 DT4205

JDMTOT0208
D74205

LOGUO30310ER-GM
DT4205

BLMPO904R-M
DTa205

LNPU110408SRGE
DT4205

Mill

BLMPOE0D2IR-M
DT4205

SNMX1205ANN-M
DT4205

O

4NKTOG0308R
DT4205

PNMU0S0S0BENER-G
D74205

ng Inserts for HSS

e

—

LNMUOD202ZER
DTa205

HNMGO30TANSN-R
DT4205

Motes:
For Japanese and Korean brands

R -The same applies to Hitachi
brand

J - The same applies to Kyocera
brand

[ - The same applies to Toshiba
brand

T - The same applies to

. TaeguTec Brand

APMT1604PDER APMT1135PDER RPMT1204MO RPMT1003MO
D920 D9920 Dasz20 D990
e’
fF B © o
| » o -';/
APMT1604PEER APMT1135PEER RPMT1204MO RPMT1003MO
D99205 D99205 D99205 D99205

RDMT1204MO
D39205

LNMU0O303ZER
D99205

SNMU130508EN-H
D9sz0s

Z-The samz applies to
Surmitomo Brand

5 -The same applies to
Mitsubishi Brand

DJ - The same applies to DUJET
Brand

DL - The same applies to
Duracarb Brand

~ For Europe and America brands

WNMUOB0EOBEN
[199205

K - The same applies to
KEMMAMETAL Brand

W - The same applies to Walter
Brand

P - The zame applies to DORMER
Brand

2 - The same applies to Seco
Brand



List of Turning

Drilling Inserts for General

D320
SPMGO050204DG
SPMG060204DG
SPMGOTT308DG
SPMG090408DG
SPMG110408DG

Dy4208
SOMTO30204-DP
SOMTOG0204-DP
SOMTO70306-DP
SOMTOBT 306-DP
SOMTOOT 308-DP
SOMTA1T308-DP
SOMT130408-DP

07320
WCMEO30204
WCME030208
WCMED40204
WCMEO40203
WCMEQ20303
WCMX0G6T308

WCMEOZ0412

07320
WCMX020104FN
WHNMX030208FN
WCMX040208FN
WCMEOS0I0EFN
WCMXDETI0EFN
WCMX080412FN

35203
SPMG030104DG
SPMG040204DG
SPMG020204DG
SPMG060204DG
SPMGOTT30EDG
SPMG020403DG
SPMG110408DG
SPMG140312DG

Db5208
WHNME030205FN
WCMX040208FN
WCMX050308FN
WCMX06TI0EFN
WCMX080412FN

Drilling Inserts for Aluminium

o0l
WCKT030208-DA
WCKT040208-DA
WCKT050308-DA
WCKTO06T308-DA
WCKT0280412-DA

o1
3PETO20204
SPETOE0204
SPGTOTTI0E
3PETO90408
3PET110408

Inserts

WC Type
10. 5-13. 5mm Small Drill Bit

20,30/ 40,50/ 6D

SP TJpe
8.5-12mm Small
2p/3D/4D,/5D/6D

List of Turning Inserts
Tu_rning Insert_s_for _Ggrmet D60

WHNMGOE0404-HQ
WHNMGOE0408-HQ

TNMG160404-HQ
TNMG160408-HG

WHNMGO30404-FG
WHNMGO30408-FG

THMG160404-FG
THMG160408-FG

CHMG120404-HO
CNMG120403-HQ

SHMG130404-HQ
SHMG130408-HQ

CCMTOG60202-HQ
CCMTOG0204-HQ

CCMTOST302-HQ
CCMTOST3I04-HOQ

TCMT110202-HQ

TCMT110204-HQ
TCMT110203-HQ

DCMTOT0202-HG
DCMTOT0204-HG
DCMTOT0208-HQ
DCMTA1TI02-HA
DCMTA1TI04-HG
DCMTA1TI0G6-HG

THNGG160402R-C

THNGG160402L-C
THNGG160404R-C

THNGG160404L-C

CCGTO30102L-F
CCGT040102L-F

CCGTos0202R/L-U
CCGTO60204R/L-U

CCGTOAT302R/L-U
CCGTO9TI04R/L-U

TBGTOB0102L
TBGTOB0104L

DHMG150404-HO
DHMG150408-HG

YNMG160404-HQ
YHNMG160408-HQ

TCMTO90202-HG
TCMTO20204-HG

TCMT16T304-HQ
TCMTA6T308-HGQ

VEMT110304-HG
VEMT110308-HG
VEMT160404-HG
VEMT160403-HG

THGG160402R-5
THGG160404R-5
TNGG160402L-5

TNGG160404L-5

WEGTOG0102L-F
WEGTO60104L-F

TRGHOB020:2/04L
TPGHOS020204L
TPGH11030204L

TCETOI0202L
TCETOS0204L
TCET110202L
TCET110204L

DCGTOTO202L-U
DCGTOT0204L-U

DCGTITINZRA-U
DCGT11TI04R/L-U

VEGT11030M RL-Y
VBGT110302R/ML-Y
VBGT110304R/L-Y
VBGT160402R/L-Y
VBGT160404RIL-Y



List of Turning Inserts

List of Turning Inserts

Turning Inserts For Steel D9025

Turning Inserts For Stainless Steel D7420

- WNME 080404R-5
ey WKMG 080404-TH WNMG 080408R-5 WNMG080404-MA WNMGO50404-M3
22\ s TNMG 080404L-S WNNG050408 MA WNMGO80408.M5
— : WNMG 080408L-S
TNME 160404R-5
N z Y
Fh' %ﬁg iggig;—% TNMG 160408R-S I: :ggﬂi_:i TNMG160404-M5
A : TNMG 160404L-S TNMG160408-MS
TNME 160412-TM TG 1604081 -3 TNMG 160403-MA
= CNME 120404R-5
E:ﬁg iigigg-% CNMG 120408R-5 WNMGD30404-MA CNMG120404-M5
e CNMG 12040418
CNMG120412-TH CNME 12040815 WHMG0E0403-MA CHMG120408-M5
DNMG 150404-TH VNMG 160404-TM DNMG 150404 R
DNMG 150408-TH VNME 160408-TH DNMG 150408 };:ggig;
DMz 150412-TM VHME 16041 2-TH ;;.'!.!IBEE{MZE
— - - -1
SNME 12 SNME 120404R-5
N - !
S 1204087 SH? 12040885 VIMG 160405-114
NG 120412-TH SNME 120404L-5 VNMG160404-M5
el SNMG 120408L-S VNMG160408-MS

CCMTO60202 CCMTOOTI02-HM
2 VEMT110304-MV
CCMTO60208 CCMTOQ9T308-HM VEMT160403-MV
CCMT120404-HM ekl CCMTOST302
120404~ SCMTO9T304-HM
CCMT120403-HM SCMTO9T3I0E-HM CCMTDEUF‘?Ud CCMTO9T304
CCMTOE0208 CCMTOST308
/ TCMT110202 5 CCMT120404
TCMT16T304-HM =
TCMT110204 TCUT090202
08— CCMT120408
é TCMT110208 SEMLInLEE S TCMT030204
~ DCMTOT70202-HA DCMT11T302-HQ SR : CHEE 1 {IEUE
* DCMT070204-HM DCMT11T304-HM TCMT16T303 S
=G DCMT070208-H6 DCHT11T308-HM R

Turning Inserts for Cast IronD8115

DCMTOT0202-MV

DCMT11T302-MV
DCMT11T304-MV

po Rp 0D

TNME080404 PEAIIZIERY DCMT11T308-MV

Q';\'m;ggﬂamg WHNMG020408-CH

s WNME 080412—6H — ——— = - =

- Threading | al D5135

TNMG 160402 CNMG120404,/08/17

TNMG 160404 CNME 120408-6H — 161 . 2o

TNMG 160408 CNMG 120412-GH 16ER175150 1‘5EF~1EE?54&§@FAGEU 1ﬁfﬂlﬂﬂfgééfﬁlaaluﬂ
16ERZ00ISD L Sk G R

SNME 120404 16ER250T30 il ey i

o VHMG 160404 18ERI00TED 11/161R150130 e

S VNMG 160408

SNME 120412 :

KY




List of Turning Inserts

Groove Inserts for General Type D9050

List of Turning Inserts

Milling Inserts for Aluminium

APKT160402PDFR-MA
APKT160404PDFR-MA
APKT160408PDFR-MA

APKT113502PDFR-MA
APKT113504PDFR-MA
APKT113508PDFR-MA

APKT1604PDFR-MA3

SEHT1204AFFN-X83

APGT1604PDFR-G2

RPGT1Z04-AK
RPGT1003-AK
RPGTOB03-AK

Turning Inserts

for Aluminium DO1

WNMGOE0402-HA
WNMGOE0404-HA
WNMGOE0408-HA

CNMG120402-HA
CNMG120404-HA
CHNMG120408-HA

TNMG1&0402-HA
TNMG160404-HA
THMG1i60408-HA

SNMG120402-HA
SHNMG120404-HA

VNMG1e0402-HA
VNMG160404-HA

CCGT120402-AK
CCGT120404-AK

' MGMN200-M
MGMN150-G MGMN250-M
MGMN200-G MGMN300-M
MGMN250-G MGMN400-M
MGMN300-G MGMN500-M
MGMN600-M
MGMN200-T ' MRMN200-M
MGMN250-T MRMN300-M
MGMN300-T MRMN400-M
MGMN400-T MRMN500-M
MGMN500-T MRMNE00-M
MGMMN200-DR GENIGE
MGMN250-DR
MGGMN300
MGMN200-DR R biidscc
MGMN400-DR i
MGMN500-DR
TDC2
SP200
/ IEE: / SP300
SP400
TDCS
Groove Inserts for Steel D3020
5 MGMNZ00-M
‘_’ & MGMN150-G MGMNZ50-M
MGMN200-G MGMN300-M
MGMNZ50-G MGMN400-M
f MGMN300-G 4y MGMN500-M
. | MGMN600-M
V. MGMN200-T L MRMN200-M
MGMN250-T MRMN3200-M
MGMN300-T MRMN&00-M
MGMN400-T of MRMN500-M
74 MGMN500-T : MRMNG00-M
£ 5P200
SP300
SP400
Inserts for Aluminium
MGMN150-G :E::::::
MGMN500-M
MGGN200
MGGN300
MGGN400
MGGNS500

CCGT09T202-AK
CCGTOIT3I04-AK
CCGTO9T3I08-AK

TCGT090202-AK
TCGT090204-AK

TCGT16T202-AK
TCGT16TI04-AK

DCGT11T302-AK
DCGT11T204-AK
DCGT11T308-AK

CCGTOG0202-AK
CCGTOE0204-AK
CCGTOG0Z08-AK

TCGT110202-AK
TCGT110204-AK

SCGTO9T202-AK
SCGTO9T204-AK
SCGT120402-AK
SCGT120404-AK

DCGTOTOZ02-AK
DCGTOT0204-AK
DCGTOTOZ08-AK

VCGT110302-AK
VCGT110304-AK

VCGT160402-AK
VCGT160404-AK

VBGT110302-AK
VBGT110304-AK

VBGT160402-AK
VBGT160404-AK



List of Turning Inserts

Shallow Groove Inserts D7040

TGF32ZR033-300

TGF42R100-300

TER1E 100-300

GER100-A
GER150-A
GER200-A

CER100-400C/D

8GR100-350

Fine Grinding- Inserts D7040

TNGG160402/04R
THNGG160402/04L

CCGTO30102L-F
CCOGTO4010ZL-F
CCGTOG0202/04L-F
CCGTOST202/04L-F

DCGT11T302/04R-U
DCGTL1T302(04L-U

TBGTOG0102L
TBGToG0104L

TCGT110202L
TCGT110204L

o

Yo
A
o
¢

0.

TGF32L100-300

TGF43L100-300

TNR16G 100-300

GER100-300-B

TGR100
TGR150
TGR200

9GR100-350

TNGG160402/04R-S
TNGG160402/04L-5

CCGTOE0202/04R-U
CCGTOE0202/04L-U
CCGTO9T302/04R-U
CCGTO9T302/04L-U

VBGT110201/02(04R-Y
VBGT110301/02/04L-Y
VBGT160404R-Y
VBGT160404L-Y

TPGHO80202(04L
TPGHO90202/04L
TPGH110302/04L

WEGTOG0102L-F
WEBGTOE0104L-F




table of cutting para

meters for end slot milling

gS = ting St mgt
4300 380 3080
i} 3184 260 2700 240
8 2400 240 2000 260
10 1900 240 1600 300
1 1800 200 1300 250
18 1200 180 1000 180
20 1100 160 800 160
210D a:1.0'0
z %
BAIEE el 3 / 208D
777 7

MM Series

Stainléss steel high performance ~_ A
general purpose milling cutter =




Stainless steel high performance general milling

cutter MM series
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Waork Parts: Medical Equipment MM-4E-D1.05 1.0 4
Wark Material . SUS304 HH-d.E[H&S 15 i 4
Wark Equipment: .....................................................
Cutting Tools: MM-4R-D80ROS, e

Four-edge coated radius end mill MM-4E-D2.55
Cutting Parameter: 5=2500rpm, F=250m MM-4E-0% 05 21
m,rmin Ap=33mm
Wark Method: Slat Mitkin MM-4E£-DZC | 20

Cooling Method: Watel ing MH-&E-Dd.ﬂ-S. 41
27 pcs = S A e ety B e s

s

g
-
[=1
B
[
=

4
4 Plcture 1
) 50 4 | Plcture 1
4

MM-4E-D3.0 5.0
MM-4E-DE.0 6.0 1] 16
15 MM-4E-DT.0 7.0 B 20

Plcture 1
Plctuer 2
Pilctue 1

|
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{ @t

|
|
|
|
|
|
;
|
on
[ S == iy =]

|
(S
|
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| | |

S
|

10 MM-4E-DE.0

MM-4E-D10.0 10.0 10 25 75 l

o MM-4E-D12.0 20 12 30 75
A Company ZCc-CT

4
4
- — _ MM-4E-D14.0 140 14 A2 5 4 | Plcture 2
MM-4E-D16.0 16.0 16 43 100 4 Plcture 2
Work Material: 5"-'33“4 MM-4E-D1E.0 18.0 18 45 100 'l [ Plcture 2
wark Equipm&nt: qu’ﬂ:ﬂ ......................................................................................................................... _ ...............................................................
; MM-4E-D20.0 200 20 45 100
Cutting Tools: MM-4E-D&.0
Cutting Parameter: 5=5300rpm, F=212
Ormmy/min , Ap=9mm, Ae=0.6
rrm

Plcture 2

.

Picture 2
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g cutter

MM series

Stainless steel high performance general millin

MEmLT

H#EMI

KT

FiaIM

D

DE1Z O~-0.020
1230 C--0020

v L

d
MM-4EF-D1.05 1.0 4 2 50 4 Picture 1
MMAEF-D158 15 e e T e T e T e
................ e e L e e e Sk
................ e e R R
MH-uiIE.I-.'.-.[-F.B.'.ﬂS ...... 3.0 “4 . i] EC-““ ) 4 Fil:tl..ll'e.l
MM-J!.EF.-.D.B.'.H 3.0 “5 l L] I Eﬂ -¥ F‘I.'ET.I.II'E'.I
..... e
..... T | N T O W RS R T O T
T T B e Rt R —
e - S ) S A
MM-4E E-D?EI 7.0 B 14 i) . 4. Picture 1
i — i S l“’ R

MM-4EF-D20.0

MM-4EF-D10.0
MM-4EF-D12.0

MM-4EF-D18.0

.
S Y
|
|
i

Plcture 2

Stainless steel high performance general
milling cutter MM series

® MM-4R

REFNT

HEEEERREEE

FifiL

s B5aie

MM-4R-D1.0R0.15

O=12 O~-0030
12=0 0~--0030

o L

BEExRST (mm)

d

MM-4R-D2.0R0.25

MM-4R-D1.5R0.25

MM-4R-D4.0R0.55

MM-4R-D&.0R0.5

o |

= |

4
- HH—AR—U&H&I‘{.D 4
) MH-dR—DS.-liﬁEI.E 4
S g IIM—I-H—DSI}R1D 4
""""""""" MM4RD10OROS | 100
................ e
MH-dH—D1.1i.l]I.?2.I:I
...... HM—AR—BI‘Ii:I.]ﬁ"I.[I
................ MH_4R_D121]R2|3 e
................ “Hﬂﬂﬂuﬂgn = = = = = = 2o
S e — o — P||j_“rez
Ek Hmﬂ.{né]}ﬁz,u 1:51} zu 1E - e e S hmmz
4

MM-4R-D16.0R3.0

MM-4R-D20.0R3.0
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cutter MM series

Stainless steel high performance general milling

L & U
6 MMARFP ) ns  owa:
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Stainless steel high performance general

_milling cutter MM series

e 80-250 70~120
Wi, S29 EEsE]
EHE i HHS s G
(mmj) [min™} {mm;/min} [min™) {mmymin)
1 20000 200 20000 200
] 12700 760 12700 760
4 7060 200 TORD 200
] 6400 230 5300 840
] 4800 210 4000 840
10 3800 200 3200 800
1 3200 200 2650 800
18 2400 760 2000 550
20 1900 740 1600 500
20 1000 400 1600 270
3.s0.5°D a,=0.5'D
7 7
Riah % a1 540 é as=1'D

BERS (mm)
d
MM-4RFFP-D& 0R0.S 8.0 05 B 78 4
MM-4RFP-D& 0R1 .0 10 B 75 4
MM-4RFP-DS.0R0.5 05 s | 8 | 8 | =2 | - 100 4
 MM-4RFP-D&.0R1.0 1 3 100 s
BT = R : e
e e e s [ e e
e e m— e - T I
e N P Ehe e et = S s T
MM-4RFP-D12.0R2.0 2.0 20 12 15 12 38 120 4
MM-4RFF-D12 0R3.0 120 3] 12 115 12 38 120 4
MM-4RFP-D48.0R1.0 16.0 10 18 155 18 40 150 4
16 40 150 4
w | 155 | 1. | a 150 s
o e a
...... g e e
B R, R ey ey e o

M S8 80~250 70~120
B, S FE#
HfE W HE i ii o)
(mm) (min) {mm/min) min) {mmjmin)
1 20000 1000 20000 1000
2 12700 850 12700 850
4 7080 1000 7080 1000
i G400 1000 5300 300
B 4300 1000 4000 800
10 3800 1000 3200 750
12 3200 1000 2850 750
18 2400 @50 2000 880
20 1900 800 1600 820
3,20.5°D Righ]
V/ %
% 215D % 351D

S5——



Zhuzuan(Chongging) CNC Tool Co,,Ltd



#® Brand new edge processing technolo

p NN, N
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R
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gy, with strong edge wear resistance
and chipping resistance.

Hioh vbration resisance
unequal tooth and unequal spiral struct

reatly improves the vibration resistance of the
ol and effectively delays the chipping of the
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ﬁl;ldnrm resistance and thermal stability
Coating greatly improves tool

wear resistance

® Sharp cutting edge, faster
cutting and long tool life

. - -:f K
Wy
N

Able to achieve high-efficiency
cutting from ordinary steel to p
re-hardened steel,

¥\Work CastlS




Four-edge straight shank flat end mi | b

DCOM

PliCture 2

OCON

= & oy P

GMX-4E-D1.0F 10 3 3 50 4
T - e e ;
GMX-4E-D2.0F 20 3 8 50 4
GMX-4E-D2.5F 25 R 2 50 4
GMX-4E-D3.0F 3D 3 g 50 4
GMX-4E-D1.0S 10 4 3 50 4
GMX-4E-D1.55 1.5 PR £ 50 4
e - s s ;
b A
GMX-4E-D3.05 4 e
......... R
GMX-4E-D4.05 4
aoems 10 8
GMX-4E-D1.5 15 g 4
GMX-4E-D2.0 20 g
GMX-4E-D2.5 25 8
GMX-4E-D3.0 30 g 8
Sl o s i o e

# In Stock O According to order

Applicable table 0f materials to be processed
©Wery Suitable (CSultable

Carbon | Alloy Pre-hardened steel quenched and tempered steel | Siajnless | -5ctjronl copper | Aluminu | Titanium
Steel | Steel | -40HRC | ~50HRC | ~60HRC | ~TOHRC | steel |Ductilelroh alloy | malloy |  alloy

o 4] &) o 4] 4]

heat resist
ant alloy




GMX-4E
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{Entall - D | Ty
GMX-4E-D5.5 55 18 50 -
..... Fiarim— 2 £l
GMX-4E-DE.D 6.0 18 50
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e G e B B Pot..L.
GMX-4E-D3.0 2 20 80 - ™
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i ﬁ._—,-q-u- 2 vt B L R S e

GMX-4E-D18.0 1.0 18 45 e G 0
GMX-4E-D20.0 20.0 20 e e Plrye 1 o

Applicable table of mat=rials to b= process=d
£Wery Suitable (Sultable

Pre-hardened steel quenched and tempered steel

Carbon | Alloy
Steel Steel

Stainless

~40HRC

~50HRC

~G0OHRC

~TOHRC

steel

castiron

copper

Ductile ron  alloy

® In Stock O According fo order

Aluminu

m alloy

Titanium
alloy

heat resis
ant alloy

o 4]
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4]

i



- o E1 L8

fHEmT HEnT EHEMNRI

PRFRAD

DCON
[
i
I
I
[
[
i
L1

APMX

RNl U0 Rkt ey R—

% Do N
2

el
S oEnl
ST -
:N;.
s D
(18] d o a
=TT
&
(=]
Ba 2 opalopa

Lz = a1 - s SR .7~ T - o
e - b3 : T B
GMX-2B-R0.T5 1.5 ] i a0

n
(=1
rmimimipinipial

B
ra
en
=
b
(=)

fmipiw wminioioimis
in
[=1]

Applicable table of mat=rizls to be process=d @ In Stock OAcconding fo onder
EWery Suitable CSultable

Carbon | Alloy Pre-hardened steel,quenched and tempered steel | giainless [Castiron | oopern | Aluminu | Titanium [ heat resis-

Steel | Steel | ~40HRC | ~S0HRC | ~6OHRC | ~TOHRC | steel Quetilelront ™" yoy | malloy | alloy | antalloy
] 4] (& 4] 4] 4]
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@ In Stock O According to order

Applicable table of materials to b= process=d
EWery Suitable CSultable

Carbon | Alloy Pre-hardened seel quenched and tempered steel | Syainless | cast jron | coppern | Aluminu | Titanium | heat resis-
Steel Steel | ~40HRC | ~50HRC | ~60HRC | ~7oHRC | Steel Ductilelron  alloy m alloy alloy | antalloy
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n-ur—edge straight shank arc GMX-4R b ﬂ u

Ml I REMT HFiENRT REMI
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DCON
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e APMX
DAL

x| Bacrl e nm B g T

?/
|
i
I

GMX-4R-D5.0R0.2 5.0 0.2 13 50
GMX-4R-D5.0R0.5 5.0 0.5 13 50

GMX-4R-D5.0R1.0 5.0 1.0

GMX-4R-DE.0R0.3 5.0 0.3

Fiotups 1

i
i
(= =]

Fioturz 1

[ [=1] [=1]
el

£ig
.h.é.h;;.h.é.h.;.h.

GMX-4R-DE.0R0.5 6.0 0.5

GMXY-4R-DE.0R1.0 6.0 1.0 ] 16 50

............ P T A

»0eecoioo0

20 60
60
20 80

GMX-4R-D2.0R0.2 &.0 0.3
GMX-4R-D3.0R0.5 8.0 ﬁl...ﬁ
GMX-4R-D3.0R1.0 8.0 1.0
GMX-4R-D10.0R0.3 10,0 0.3 10 25 75
GMX-4R-D10.0R0.5 10.0 0.5 10 25 75
GMXY-4R-D10.0R1.0 10.0 H] i0 25 75

ca b ooaloa
]
=1

Lo R R R

OO0 e e

GMX-4R-D10.0R2.0 10.0 20 10 25 75 4
GMX-4R-D10.0R:3.0 10.0 a0 10 25 75 4 it
1 B 141321313 4141153151121 1511111111115 g1 1
GMX-4R-D12.0R0.3 12.0 0.3 12 0 75 4
R ... NEEEE RN ... ... SERECCGROE... ... SRR ... ... -
GMX-4R-D12.0R0.5 12.0 12 30 75 4
. e B e L1 Tt SR - S
il — ..12'6 “1 - - H i & kP I Fictups,.2............0.....
GMX-4R-D12.0R2.0 12.0 2.0 12 30 75 4
GMX-4R-D12.0R3.0 12.0 30 12 30 75 4

@ In steck O According to order

Applicable table of mat=rials to be processed
£Wery Suitable CSultable

Carbon | Alloy Pre-hardened steel quenched and tempered steel | Stainless | castiror) coppern | Aluminu | Titanium | heat resis-
Stesl Stee ~40HRC | ~50HRC | ~80HRC | ~TOHRC Steel | Ductile Irgn alloy m alloy alloy ant alloy

i 4] O i [ 4] O




T P Pre-hardened steel.g
x Cast Iron jenzhad L jwnznad
Work Material : Steel, alloysteel | Stgel, alloy steel damlieegee | Stainless Stee] | TS A e
Ductile lran 2 Z30HRC
~T50M/mm e

Dlameter "S“E“”IE Foad Ratel ROWAUNE | o “”"‘“5 1% cod Rate ""E"‘“”Iﬂ Fead Ratel ROWUNE_ . SROG@HNE rocd Rate
{rmm) I i T LT e e e ey e fmmg.d, (rmm/mir)

1 20000 | 250 | 20000 | 250 | 20000 | 200 | zo000 | 200 | 20000 | oo | zooo0 | 1s0

2 15000 | 400 | 15000 | 400 | 1s000 | 380 | 1so00 | 350 | mse | 100 | 13co0 | zz5

3 14000 | 680 | 14000 | s80 | 13000 | e30 | toso0 | s25 | 7s00 120 | 8500 | 410

4 10200 | 700 | tosoo | oo | toooo | es0 | sooo | 535 | sseo | 125 | esoo | 420

5 g200 | 730 | =200 730 | 7600 | e70 | @400 | s60 | 4500 125 | 5000 | 440

6 7000 | 750 | 7ooo | 7s0 | e400 | eeo | sao0 | s75 | svoo | 135 | 4200 | as0

8 5200 | 740 | 5200 740 | as00 | se0 | 4000 | se5 | 2m00 135 | 3200 | 480

10 4200 | 730 | 4200 | 730 | 3s00 | ev0 | 3200 | se0 | ze00 | 135 | 2500 | a3

12 3500 | 730 | 3500 730 | 3200 | s70 | 2850 | s60 1850 135 | 2100 | 435

14 3000 | 680 | 3000 | eso | 2700 | e30 | 2300 | s25 | 1600 | 125 | 1200 | a0

16 3600 | 680 | 2600 620 | 2400 | 830 | 2000 | 535 1400 120 1600 | 410

18 2300 | e | 2300 | em | 2wo | s20 1800 | 515 | 1250 | 105 | 1400 | 405

20 050 | 670 | 2050 &70 1000 | 820 1800 | 515 1100 105 1250 | 405

3,=0.10C
G 2,=0.050C
/ a,=150C
3,=1.50C
Maximum // /
depth of cut =
a=1D0C
2,=10C
TAEE W,
>
@1 SDC-03 [.150C / ]a,.=l:1.l:|5|:l-::
/ @300 0.30C
i

1.The above table is the standard value for side milling. When the tool is groowving, the rotation speed should be 50% to 70% of the a
bove table, and the feed speed should be 40% to 80% as the standard value.
2 Please use high-precision machine tools and tool holders.

3.Please use air cooling or a cutting fluid that does not easily generate fumes.
4 Climbing milling is recommended for side milling.
5.When the installation rigidity of the machine tool and the workpiece is poor, vibration and abnermal sounds will cccur. In this case,

the rotation speed and feed speed in the abowve table should be reduced year-on-year. 5. Keep the overhang length of the tocl as s

hort as possible without interference.



GMX-2BCutting Parameter

Work Material Ea:tilr:?mn ﬁf.‘,,";‘ﬁfj : :arb;:;hf:é;m?hf crmh:: :ﬁ:jﬁkm Stainless Steel :ﬁ?ﬁuﬁiﬁ
. Rotsting | Feed | Ruisy'| Feed | Fotsting | Feed Rﬁmilr;wﬂgm Aot Feed | Rotding | Foed
[ﬁ_l:“r;leter {fnin"] I[m?npj:'!ndin]i [Srm'n"] {mﬁ??nﬂ'm] {?nin"] 1mmin] 1%#‘3 tmminfl {min’} tmmim tﬁn"] [n?min}
RO.5 40000 | 800 | 40000 | 80O | 28000 | 70O | 32000 320 | 22300 200 | 25000 75
R1.0 | 24000 | |00 24000 |00 18000 TEO | 16000 400 11150 230 13000 275
R1.5 15500 850 15500 a50 12750 TEO 10600 450 7400 280 8500 280
R2.0 | 11500 | a50 11500 950 9550 TBO | 8O0 550 5550 370 6500 370
R2.5 4500 1050 9500 1050 Te50 200 6400 550 4450 aro 5000 ars
R3.0 | @000 | 1050 | 8000 | fos0 | e400 | @00 | 5300 | S80 | 3700 | 3e0 | 4200 | 390
R4.0 6000 1300 &000 1300 4800 250 4000 700 2750 455 3200 440
R5.0 | 4800 | 1200 4800 1200 3800 200 | 3200 650 2200 430 2500 440
RE.0 4000 100 4000 1100 3200 840 2650 610 1850 430 2100 420
RB.0 | 3000 | 1050 3000 1050 2400 800 | 2000 600 1350 3sn 1600 ars
R10.0 2400 850 2400 850 1800 880 | 1800 560 1100 aro 1250 a3n
&L
Maximum __, a,=0.1PRFRAD %
depth of cut mw— w%
2,20 2PRFRAD 2,=0.1PRFRAD z

1.Please use high-precision machine tools and tosl holders.

2.Please use air cooling or a cutting fluid that does not easily generate fumes.

3.When the installation rigidity of the machine tool and the workpiece is poor, vibration and abno
rmal sounds will occur, In this case, the rotation speed and feed speed in the above table should
be reduced year-on-year.

4.Keep the overhang length of the tool as short as possible without interference.



Fi=-hartened-shee—
B castiron uenched and
steel quenched and q
Work Material D oy all‘u! afnﬂ-lsg:el Stailess Steel P
= Rotating | Feed |Rotating| FP0 |Rotating| Feed | Rotating] ¥oed | motaing| Feed |Rotatng | Feed
[mImE]LEI Speed | speed 5.p@g:,u|j Spead Spee;d spoed(m Spee-:'i Speed spefd Speed | spead Speed
(min™} (mm/min] (min”) {mm/min} (min”) | m/min} | (MIn7) j[mm/min} (min®) [ mm/min) (min) | [mmymin}
3 14000 gz20 14000 220 13000 785 10600 630 7500 143 2500 480
4 10800 40 10800 240 10000 70 8000 540 5500 145 8500 500
5 2200 280 2200 280 7800 310 5400 670 4500 145 5000 530
6 700D BOoO T000 200 G400 830 5300 G690 3700 160 4200 540
8 5200 200 5200 200 4800 B15 4000 680 2800 160 3200 550
10 4200 230 4200 280 3200 310 3200 670 2200 160 2500 520
12 3500 550 2500 280 3200 210 2850 670 1850 160 2100 520
16 2600 5630 2600 G&n 2400 630 2000 525 1400 120 1600 480
2.=0.10C " a.=0.050C
/ 521500 / 5,=1.50C
Maximum /
depth of cut ]
a.=10C _—
3,=
NAEE m=a,
/ / a, 150003 0.150C 7 2,=0.05DC
/ // @3%0c 0.30C

1.Thie abowe table is the standard valua for side milling. When the tool is groowing, the rotation sp

eed should be 50% to 70% of the above table, and the feed speed should be 40% to 60% as the s
tandard value.

2.Please use high-pracision machine tools and tool holders.

3.Please use air cooling or a cutting fluid that does not easily generate fumes.

4. Side milling is recommended for side milling.

5.When the installation rigidity of the machine tool and the workpiece is poor, vibration and abnor
mal sounds will oceur. In this case, the rotation speed and feed speed in the above table should b

e reduced year-on-year.

6.Keep the tool overhang as short as possible without interference.



