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Safety guidelines for carbide tools

-Chengdu Bangpu Cutting Tools Co LTD has been committed to developing and producing the safe and reliable carbide products.
-Please read the safety guidelines as below before operation and contact us in time in case of any problems.

1.Basic characteristics of carbide cutting tools

Carbide cutting tools is made of carbon-nitride, nitride, carbide, and oxide such as tungsten, titanium, aluminum, silicon,boron

and adhesion agent such as aluminum, nickel, cobalt and manganese

The carbide cutting tools are featured with high hardness and large specific gravity.

2.Cautions
(@ Carbide tool materials are extremely both hard and brittle. Thus, it might be broken by shocks and tightening with excess force.

@ Carbide tool materials have a large specific gravity. Thus, they require special attention as heavy materials when the size or quantity is large.
® Itis required to handle the carbide tool with gloves in case getting hurt from sharp cutting edge.

® Cutting tools stocked in corrosive gas will be corroded with decreased toughness.

® Please read the catalog and safety guidelines carefully before application.

® Itis forbidden to use the cutting tools under unfavorable conditions.

3.Attention to be paid in the process of application

@ Itis recommended to use local exhaust ventilation and respirators, a dust protective mask and dust-clean equipment when grinding and
machining since cutting tool products generate harmful mist and dust containing cobalt. If dust makes contact with the hands or eyes,
immediately wash the affected area with clean water. Washing hands or eyes with clean water immediately if dust splashed into those body part

accidently.

@ Surface conditions affect toughness of cutting tools. Therefore, use a diamond grinding wheel for finishing.

® Cracks caused by lasering or electrograving on cutting tools will decrease tools life badly

@ Cutting tools will fall off or break in the process of welding with extremely high or low melting point .

® Fire prevention measures must be taken, as oily cutting fluids will cause fires at high temperature under process.

4.Safety guidelines for metal cutting

ltems Risk factors Solutions
Easy to be cut without golves Put on protective equipment before taking out or installing the cutting tools
. . Wear protective glass or mask for safety
Easy to:belbimed(or Glit by 'sharp;chips injthe/process; ofielitting Stop the machine and wear golves before removing chipes by hooks
8 Cutting resistance increased much with over load and excessive abrasion . . A
= . Wear protective glass or mask for safetyand change cutting tools in time
= will break tools and get hurt
«Q
o Cutting tools will be broken by misoperation under improper process condition. Wear protective glass or mask for safety
o People can easily get hurt by spattering chips The cutting tools must be applied against recommendation.
[
People will get gurt if touching the workpiece o .
with bare hands due to high temperature and burrs. D% el vl G Wi S s
Cuttllng tools will be broken when machined with loose clamping workpiece and clamping the workingpiece tightly before starting the machine
It brings harm to people
§ The insert and its accessory will fall down or fly out without tight clamping and Confirm that the insert and its accessory are clamped tightly with wrench.
P hurt people Please use appointed tools
o
3 ; . . . ) )
= The |psert and its accesso.ry will bfe at the risk of falling down or flying out due to Please apply the tools within recommended parameter
S centrifugal force when cutting at high speed
w
Under the condition of Eccentric rotating orpoor balance,the tool will sway and Please select the cutting speed within recommended range,and check the
vibrate to cause hurt machine's balance periodically
;OU It is danger to wear gloves for rotory cutting Do not wear gloves in the process of rotary cutting
o It is dangerous to get close to the rotary parts in the process of rotary cutting Stay away from the machine in the process of rotary cutting
<
-
Col Chips probably will fly out at high speed from central part of drilling area Wear protective glass or mask for safety
[
Small sized drill with sharp tip can be broken easilyand the broken parts is hard Wear protective glass or mask for safety
to be take out
o) The carbide insert will be degraded and easy broken after being welded repeatedly Use the insert welded repeatedly as less as possible
5
o}
o Misuse of the tool may cause the machine and tool broken, thus getting hurt. Please use the tool under guidance
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Coating grade description

Generation

~

BP 6 2 1 5

J

[ Workpiece material ]

ISO classification
Stainless steel M

01~50

Non-ferrous metal N

<ear Resistancel | Toughness>

Superalloy S

Castiron K

Steel P

dddl,

Terms for cutting tool parameters

Terms Symbol Unit Terms Symbol Unit
Cutter diameter D mm Horsepower required Pc kW
Cutting speed Ve m/min Specific cutting resistance ke MPa
Rotational speed per minute n min’ Torque Mc N-m
Feed speed per minute vf mm/min Insertion force Tc N
Feed speed per revolution i mm/rev Cycling time tc min
Feed speed per tooth f, mm/t Tool life T min
Tooth(Edge) Number z Flank wear Vb mm
Depth of axial cutting ap mm Rake face wear Kt mm
Depth of radial cutting ae mm Nose radius r mm
The peak of feed pf mm
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Turning insert identification system

T N M

~ @

1 2 3
1 Insert shape 4 Chip breaker and clamping system
Insert shape/code Metric
Codewith hole chipvglrg‘aker Section plane Codewith holel chip\?bwrg]aker Section plane
), &7, @ e
A B c B | with | without ﬁ N without without E
>65°
‘» H | with single-side ﬁ R without single-side D
D E H ~65°
C with | without ﬁ F |without double-side
/<55° QLE ©
K L M e
J | with double-side @ A with without | T[]
©,0.,0
w i i M i single-side
0 s R with | without ﬁ with [¢] G:D
<65°
<> T with single-side G | with double-side @
S T Vv <65°
Q | with | without X Special
80°
. Others <65°
W [4 U with |double-side

2 Clearance angle of main
cutting edge 9 3 Allowed tolerance
Clearance Clearance
Code angle Code angle Nm I
)
A B 21.C
|- o ;
~wleg0 g Allowed thickness .
Code| tolerance ;gls:rr::]ii(c[gﬁlstolerance Nose heighttolerance
(mm) (mm)
c D A 0005 0025 | 0025 MegHbed/N - [T] < O
g ~H1s F +0.005 +0.013 +0.025 | 635 | +0.08 | +0.08 | +0.08 | #0.11 | +0.16 | --
(o] £0.013 £0.025 +0.025 | 9.525 +0.08 | +0.08 @ +0.08 @ #0.11 | #0.16 | --
H £0.013 £0.013 £0.025 | 12.7 | #0.13 | £0.13 | £0.13 | ¥0.15 | -
E F 1 E £0.025 +0.025 +0.025 | 15875 #0.15 | #0.15 | +0.15 | +*0.18 @ -
. po +0. +0. +0. : +0. +0. +0. £0.
UV 1 5 G +0.025 +0.025 £0.13 | 19.05 | 20.15  0.15 | #0.15 | 0.18 | -
J +0.005 40.05-+0.13| +0.025 | 254 — | 018 | -
K +0.013 +0.05-+0.13| +0.025 | inscribed circle tolerance(mm)
G N L +0.025 +0.05-+0.13| +0.025 |inscribed > <=
~e ali0F M $0.08-:0.18 |$0.05£0.13 0.3 Circle AT 0, O,
N | £0.08-+0.18 |+0.05-%0.13| +0.025 @ 6.35 | #0.05 | #0.05 | *0.05 | +0.05 | #0.05 | --
. U | £0.13-#0.38 |+0.08-#0.25 ~ 0.13 | 9.525  +0.05 | +0.05 | +0.05 | +0.05 +0.05 | +0.05
P 0 others 12.7 | #0.08 | +0.08  +0.08 | +0.08 | -- | %0.08
~He11e 15.875| #0.10 | £0.10 | #0.10 | #0.10 | -- | #0.10
19.05 | #0.10 | +0.10 | #0.10 | #0.10 | -—— | #0.10
25.4 — | 013 - -— | £0.13
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P1

inscribed circle|| thickness nose radius 5 Length of cutting edge 6 Insert thickness
diameter thickness nose Insert shape m (.
Code (mm) |/Code " (mmy ||Code r(an?'r;’)s diameter ¢ D R S T V W K ! ;
(mm) [l o )
4 E Thickness is defined as height
2 6.35 2 3.18 0 02 Ll @ = é - g from bottom of insert to highest
I R | 17””074:” 35'907 I 06 | I part of cutting edge
| 2 | 85 || 5 | g [feepem— 5.56 09 code insertthickness(mm)
B N —— £ | W 6.0 06 00 0.79
4 | 127 b e . 635 06 07 1n 1N T0 0.99
o Sl I | A 80 08 ] 01 159
5 15.875 S it 4 16 9.525 | 09 | 11 | 09 16 16 | 06 16 T 1.98
""" 5 7.94 : 10.0 10 02 2.38
6 | 1905 (| | . 5 20 12.0 12 T2 2.78
s 254 g g T T 127 12 15 12 12 22 22 |08 03 3.18
i ) . 2 15875 16 19 15 | 27 10 '(EZ 2%
16.0 16 T4 4.9
% Thickness is defined as height from bottom | 4905 49 19 | 33 05 556
of insert to highest part of cutting edge 200 20 T5 595
250 25 06 6.35
254 25 25 25 g‘; %i
31.75 09 9.52
32 32 9 9.72
1 11.11
12 12.70
7 Nose radius code 8 Edge honing code 9 Cutting direction 10 Chip breaker code
; U P1 P3 P6
nose radius
©09€  Diameterimm]| | 1 sharp R right cut
00 no radius ! ! .
- E(__}round ‘
92 ' - RM RH RS
04 0.4
. e | |1 T cnamer L toftcut & B A
s ) | )
12 1.2 .
S (C__) round and chamfer ms MA MX
16 1.6 N I'Ight —~— —
20 2.0 ) and
our company omitted edge left cut
24 2.4 grinding code
. 32 K3 K6
X others
Mo(Metric) Round insert W ﬂ
SL TF3

b

LHC

kB
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Turning inserts for steel

CDBP developed a series of indexable CNC turning inserts for steel with specially designed
chipbreaker and CVD coating, which is suitable for various applications including external
turning, boring and end face turning as well as chamfering. The inserts can be used not only
for steel, butfor parts of castiron and exotic alloys, thus meeting the most part of machining
requirements.
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BP6215/BP6225

The new generation high performance turning inserts specialized for steel

® New material

The improved substrate functions with high stability and excellent resistance to

breakage; the materials has improved the tool life and better resistance to plastic .

deformation by applying composite coating technique with upgraded CVD coating Graded str
ucture

(MTCVD) and thick film-a-AL203.

Itis suitable for forging steel, bearing steel and etc; BP6215 is suitabie for 5 z T g

continuous cutting at high speed and BP6225 is suitable for interrupted cutting. e

® New coating

Before Upgrading

TiN is the coating on the surface,yellow coating makes
it easier to tell the abrasive condition of the inserts.

TiCN has excellent adhesion and edge strength,excellent
performance to crater wear and flank wear,which is
necessary for continuous automatic machining

The substrate is carbide alloy in gradient distribution;
itis rough in the surface and hard internally,which can
provide excellent resistance to anti-plastic deformation
and roughness required for cutting at high speed.

After Upgrading

@ Test results before and after upgrading

BP6115(before upgrading) BP6215(after upgrading)

The new material has better wear at the same machining period and the same working condition;
thus improving tool life.
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Cutting performance(BP6215/BP6225)

n Alloy steel

‘A1b @oa1dy10M0

‘A1b @0a1dy10M)

‘A1b @0a1dy)10p)

009

V¢(m/min)=220
fy(mm/rev)=0.20

ap(mm)=2.50
WNMG080408-P3 (BP6215)

Cutting parameter

Specification
Test resuilt

23
i 17

BP6215 Competitor

n Alloy steel

V¢(m/min)=220
fr(mm/rev)=0.20
ap(mm)=0.70
WNMG080408-P1

Cutting parameter

Specification (BP6215)

Test resuilt

[EEN

BP6215 Competitor

Alloy steel

V;(m/min)=220
fr(mm/rev)=0.20
ap(mm)=0.70
WNMG080408-P1

Cutting parameter

Specification (BP6215)

Test resuilt

R

BP6215 Competitor

"A1b @oa1dy10MA

‘A1b @0a1d)10MN

‘A1b @0a1dy10p)

Carbon steel

V(m/min)=200
fr(mm/rev)=0.26
ap(mm)=1.80
CNMG120408-P3 (BP6225)

Cutting parameter

Specification

Test resuilt
15
i 10
BP6225 Competitor

Carbon steel

Ve(m/min)=260
fy(mm/rev)=0.15
ap(mm)=0.50
DNMG150408-P1 (BP6225)

Cutting parameter

Specification

Testresuilt
30
I 21
BP6225 Competitor

Carbon steel

V(m/min)=260
fn(mm/rev)=0.15
ap(mm)=0.80
DNMG150408-P1 (BP6225)

Cutting parameter

Specification

Test resuilt
30 N3
i 21
BP6225 Competitor



Material selection of CVD coating
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Workpiece| Machining | Recommend . ] —
material | type material Cutting speed V;(m/min) Application
St cotting C°| BP6215 260(120-360) P10 BP6215
cuting | BP6225 210(120-300) P20 P

Features of CVD coating

Workpiece :
material Goating ISO Features
+ Continuous cutting of general steel at high speed
BP6215 Elg'izg + Substrate with excellent resistance to heating crack and plastic deformation
i * TIN+TICN+ALO,+TiN
Steel
+ Seml-finish and rough machining of steel for continuous cutting
P20-P30 * Substrate with excellent toughness, plus heat resistance coating Al,O, improving wear resistance
BP6225 "
K15-K25 performance and stability.
* TIN+TICN+ALO,

Recommended cutting parameter

Unit cutting Brinell Cutting speed V,(mimin)
ISO Workpiece material forc% Hardness Coating
L A BP6215 BP6225
non-alloy steel

C=0.1-0.25% 1500 125 200-480 180-380
C=0.25-0.55% 1600 150 180-450 150-400
C=0.55-0.80% 1700 170 160-430 130-350

low alloy steel (alloying element<5%)
non-hardening 1700 180 200-500 170-400
bearing steel 1800 210 150-280 140-240
tempered steel 1850 205, 130-260 120-230
tempered steel 2050 350 120-230 110-200

high alloy steel (alloying element>5%)
annealing 1950 200 190-380 140-280
hardened steel 3000 90-180 70-130

cast steel

non-alloy 1550 180 130-260 110-220
low alloy (alloying element<5%) 1600 200 130-260 120-200
high alloy (alloying element>5%) 2050 225 110-200 90-160
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Chipbreaker features - Negative insert

Chipbreaker P1(Finishing)

* Suitable for finish machining of carbon steel and ordinary steel.
* Suitable for processing workpiece with various dimensions and types.

* Maintaining tool life and excellent surface when machining at high speed and high feed.

@® Chip pocket

* Chips can be controlled and evacuated smoothly

even when profiling at different cutting depth.

@ Cutting edge with large rake angle

* Big rake angle with little touching area with the workpiece.
* Ensuring better tool life by controlling the stability of finishing machining as much as possible.

* Recommended cutting parameter: V,=120-350(m/min) ; £,=0.05-0.35(mm/rev); a,=0.1-1.2(mm)

Cutting parameter

Table of wear resistance comparison with other brands Table of wear resistance comparison with other brands

0.2
P1 —

---------------------------------------------------
Other brand §
___________________________________________________ :%l
s 4
Other brand
25 50 75 100 125 20 40 60 80 100
Cutting period(min) Cutting period(min)
Process External turning
Cooling liquid Wet machining
Workpiece material 42CrMo (Alloy steel / Carbon steel)
Insert WNMG080408-P1
Cutting speed V¢(m/min) 280
Feed fo(mm/rev) 0.15
Cutting depth ap(mm) 0.50
Result BP6215 WNMG080408-(Other brand)
Tool life 220PCS 180PCS
Tool life increasing 20%
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Chipbreaker features - Negative insert

Chipbreaker P3(semi-finishing)

- Suitable for semi-finish machining of carbon steel and alloy steel.

- Suitable for processing workpiece with various dimensions and types.

+ Maintaining tool life and excellent surface when machining at high speed and high feed.

® Chip pocket

- Chips can be controlled and evacuate
smoothly even when profiling at different
cutting depth and feed rate

+ Good chip control under different cutting depth.

® Minor cutting edge

Cutting parameter

Table of wear resistance comparison with other brands

PS—

Other brand

P3 (I

> 0.18

[Vs] —

= « There is enough pocket to evacuate the chips at high feed rate
~ i + Less contact with the chips and decreased cutting resistance

0.2

]
)
@
=" 0H:
3
e

Table of wear resistance comparison with other brands

*************************************************** 0.05
Other brand
25 50 75 100 125 20 40 60 80 100
Cutting time(min) Cutting time(min)
Process Rough external turning and endface turning
Cooling liquid Wet machining
Workpiece material 40Cr
Insert CNMG120408-P3
Cutting speedV,(m/min) 180
Feed fo(mm/rev) 0.18
Cutting depthap(mm) 1.50-2.00
Result BP6225 WNMG080408-(Other brand)
Tool life 73PCS 62PCS
Tool life increasing 17%
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Chipbreaker features - Positive insert

Chipbreaker P1(finishing)

- Suitable for finishing machining of alloy steel, carbon steel and stainless steel.

- Improved chipbreaker design with rake angle to improve finishing efficiency and surface quality.

« The chip breaker is with smooth surface which can evacuate chips easily.

Characteristics of the chip breaker
- Special designed rake angle and cutting edge inclination angle to decrease cutting resistance.
- Sharp cutting edge makes cutting lighter and faster with low cutting resistance.
- Special designed chip breaker, chips evacuate smoothly.

« The insert surface is subject to special treatment to reduce chip adhesion.

Chipbreaker P3(Semi - finishing)

- Suitable for semi-finishing of alloy steel, carbon steel and stainless steel.

- Suitable for general turning, reliable on most of the working condition.

Characteristics of the chipbreaker

- Designed with two rake angles to ensure sharp cutting edge and enhance strength.

- Sharp cutting edge and wide chip pocket to ensure fracture resistance when materials
with unstable inner diameter is machined.
- Stable control of the chips when the cutting depth and feed rate are not consistent.

- The insert surface is subject to special treatment for chip evacuation smoothly.

Chipbreaker P6 (Rough machining)
- Suitable for rough machining of alloy steel, carbon steel and ordinary steel.
- Higher metal removal rate during endface, external and profiling turning.

- Suitable for machining at high speed, high feed and big cutting depth.

Characteristics of the chipbreaker
- Wide chip pocket to improve cutting performance at high feed.

- Improved minor cutting edge guarantees more stable interrupted cutting.

- Special designed chip breaker with high cutting strength and good chip

breaking performance.
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Features of chipbreaker - Negative insert for
heavy cutting

RM/RH/RS chipbreaker(heavy cutting)

* Suitable for wind power industry and mining industry
* First choice for machining rotor,large-sized flange,roller and shaft components

* Higher metal removal rate and excellent shock resistance at big cutting depth

Features of RM chipbreaker

- Good control of chips in heavy machining for stainless steel
- Designed with big inclination angel to remove chips smoothly
- Improved design of chip breaker

- Broaden the minor cutting edge to improve the cutting strength

Features of RH chipbreaker

- Heavy cutting for steel and stainless steel

- Better tool life and stable cutting

- Improved chamfering design at the cutting edge offers both better shock

resistance and sharpness

« The chip breaker is designed with bulges(to dissipate heat, enhance wear

resistance and decrease vibration)

Features of RS chipbreaker

- Better tool life and stable cutting for steel(high feed rate and big cutting depth)
« Chips will be removed more smoothly when the feed rate is more than 1mm/rev

- Improved design of chip breaker to make sure the chips being removed

smoothly when the cutting depth is more than 16mm

- Special designed with minor cutting edge makes sure a prolonged tool life at
unstable working conditions

- The chip breaker is designed with bulges(to dissipate heat, enhance wear resistance and decrease vibration)
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Steel processing - Negative chipbreaker

Application| Name | Chipbreaker Cutting edge Features & application Application range
The tip 0.10 -Exclusive design for steel finishing E
o i . 52
N L -Improved chip control and higher surface g 48
: lity i fili g %
-s,-! % quality in profiling 2 15
g P1 The main cutting edge - Special designed chip breaker with excellent 2 10
g B geg=s 0.10 cutting edge strength § 05
i NL\%LE - Special designed chip breaking point to 02 04 06 08 10
S L }|  prevent clogging Feed f, (mm/rev)
£
£
=50
® - Exclusive design for steel semi-finishing % 40
3 - Stable chip control in profiling and boring 9 30
3 P3 cutting edge Excellent chip control in unstable cutting depth g 2.0
s s 0.18 - Special designed chip breaking point to g 10
a N prevent clogging 02 04 06 08 10
2 Feed fn (mm/rev)
~
The tip 0.3 E 1%
o 4 Q H
2 N £ a0
= e o U £ 8
a i . ) . S 60 |
= et |+ Exclusive design for steel rough machining ° 40 1
o F6 The main cutting edge | . Good economical efficiency in interrupted cutting % 20—
= ‘ 0.3 o
=} | —
e { _j‘— 02 04 06 08 10
«Q N T~———— Feed fn (mm/rev)
N |
N RIS

Negative insert Recommend cutting parameter
9.0

o0
o

P6

=
o

2
o

Cutting depth a,(mm)
o
o

~
o
"4

LN
» P3 \.
[ —

0.2 0.4 0.6 0.8 1.0
Feed f,(mm/rev)




Steel processing - Negative chipbreaker

P cOBPTools

choice for machining large-sized flange

Feed fn (mm/rev)

Applicaton) Name | Chipbreaker Cutting edge Features & application Application range
The tip g 240
: = Exclusive design for h tting of 200
x<.: usive design for heavy cutting o % s
. stainless steel 2 10
single side The main cutting edge | - Specially designed chip breaker with large g’ 8.0 1
=
o 0.5 inclination angle for smooth chip evacuation o e
-excellent chip-removal in heavy cutting 03 06 09 12 15
Feed f,, (mm/rev)
The tip - Exclusive design for general machining of 2 s
> N, stainless steel and steel £ 20,0
Q ANf —f © i
S - Chipbreaker suitable for heavy loaded £ 160
[e]
=1 RH ) : machining in ship building industry and 3 120
5 The main cutting edge ) ) o
e O ey 0.6 wind power industry £ o
IN] 0.3 S 40
N?* - - Stable cutting and excellent lifetime can be 3
) ) ) 03 06 09 12 15
achieved in heavy cutting
Feed fn (mm/rev)
- Exclusive design for steel rough machining
with heavy load and high feed g 24.0
- Strong cutting edge for cutting stability EQ 200
S 160
the conves point distributed on chip breaker | &
RS L o o 120
help dissipate heat and reduce vibration 2 4
- Suitable for large-scale horizontal or vertical § 40
lathe shaft, roller and rotor and the first 03 06 09 12 15

Negative insert Recommend cutting parameter

240

RS

200

16.0

RH

Cutting depth a,(mm)

120

8.0

4.0

0.2 0.4

0.6 0.8 10 12 14 16

Feed f (mm/rev)
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Steel processing - Postive chipbreaker

Feed f,, (mm/rev)

Application| Name | Chipbreaker Cutting edge Features & application Application range
The tip g
: & 25
- Exclusive design for finishing of steel and £ 20
m stainless steel g "
g- P1 - Excellent chip control at small cutting depth w48
s and low feed £ 10
a - Positive rake Angle with light cutting breaker | S 05
can produce low cutting force o 02 04 06 08 10
Feed f,, (mm/rev)
£
£
=50
n . . P S 40
@ - Exclusive design for semi-finishing of steel g
3 and stainless steel o 30
3 P3 The main cutting edge -Chip§ control at wide range apd suitable for g 20
ol 0.13 profiling, external turning, boring and end g 1.0
g A face tuming 02 04 06 08 10
_______________________ Feed fn (mm/rev)
€
3
om m& 10.0
c : ; ; £ 80
=l - Exclusive design for rough processing of steel g
3 - - Application for steel with big cutting depth o 80
b The main cutting edge ar_1d high fee_d.Chip_s control at wide range g 4.0
g’. 0.15 with low cutting resistance S 20 [
2 9 . &
o & 02 04 06 08 10

Positive insert Recommend cutting parameter

7.0
€
\E,Q 6.0
©
< P6
= 50
(0]
2o}
2 40
=
5 P3
O 30
20
_\\
10 \
P1 Y
02 04 06 08 10 12

Feed f (mm/rev)




CNLIL]

@ CoBPTools

Dimension (mm)

od Size d s d1
Q El 12 12.70 4.76 5.16
L 5|
.. 16 15.875 6.35 6.35
° . . 19 19.05 6.35 7.93
80° negative insert  wr_
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
120404-P1 A A 0.07~0.30 0.25~1.00
120408-P1 A A 0.10~0.40 0.30~1.20
oo
£
S CNMG
.=
[N
120404-P3 A A 0.12~0.30 0.40~2.00
120408-P3 A A 0.15~0.50 0.50~2.50
20 120412-P3 A A 0.18~0.60 0.80~3.00
i 160612-P3 A 0.18~0.60 0.80~5.00
= CNMG
é 190608-P3 A 0.15~0.50 0.50~7.50
e 190612-P3 A 0.18~0.60 0.80~7.50
190616-P3 A 0.23~0.65 1.00~7.50
120408-P6 A 0.20~0.50 1.00~5.00
120412-P6 A 0.25~0.70 1.50~5.00
oo
g 160612-P6 A 0.25~0.70 1.50~7.00
S 190616-P6 A 0.30~0.80 1.50~8.00
g CNMG
ey
oo
>
o
o

Recommended: A
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DNLIL]

od Dimension (mm)
= i 1
@ ,e,t i Size d d
1 9.525 3.81
o . . 55"2 15 12.70 4.76/6.35 5.16
55° negative insert
Steel O o )
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
150604-P1 A 0.07~0.30 0.25~1.00
150608-P1 A 0.10~0.40 0.30~1.00
150612-P1 A 0.15~0.50 0.35~1.00
g
S DNMG
.=
[F 8
110404-P3 A 0.12~0.30 0.40~2.5
110408-P3 A 0.15~0.50 0.50~2.5
20 150404-P3 A 0.12~0.30 0.40~4.00
ﬁ 150408-P3 A 0.15~0.50 0.50~4.00
= DNMG
é 150412-P3 A 0.18~0.60 0.80~5.00
e 150604-P3 A A 0.12~0.30 0.40~4.00
150608-P3 A A 0.15~0.50 0.50~4.00
150612-P3 A 0.18~0.60 0.80~5.00
150608-P6 A 0.20~0.50 1.00~5.00
150612-P6 A 0.25~0.70 1.50~5.00
=4
c
=
®
ey
oo
>
o
o

Recommended: A

019



SNLI[L]

@ CoBPTools

Dimension (mm)

Size d ] d1
L m - 12 12.70 4.76 5.16
T ©
15 15.875 6.35 6.35
° . . ! 19 19.05 6.35 7.93
90° negative insert o
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
120404-P3 A 0.15~0.30 0.40~3.00
120408-P3 A A 0.15~0.50 0.50~4.00
20 120412-P3 A 0.18~0.60 0.80~5.00
.‘_Cﬂ 150608-P3 A 0.18~0.60 0.80~7.50
& SNMG
E 150612-P3 A 0.18~0.60 0.80~7.50
& 190608-P3 A
120408-P6 A A 0.20~0.50 1.00~5.00
120412-P6 A A 0.25~0.70 1.00~5.50
oo
E 150612-P6 A 0.25~0.70 2.00~8.00
S 190612-P6 A 0.25~0.70 2.00~10.00
g SNMG
jx 190616-P6 A 0.30~0.80 3.00~10.00
£
o
o

Recommended: A

020



@ CoBPTools

TNLI[L]

od Dimension (mm)
= i 1
% gl L Size d s d
16 9.525 4.76 3.81
o . 60° ' 22 12.70 4.76 5.16
60° negative insert "~
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
160404-P1 A 0.07~0.30 0.25~1.00
160408-P1 A A 0.10~0.40 0.30~1.00
160412-P1 A 0.15~0.50 0.35~1.00
oo
-E 220408-P1 A 0.15~0.50 0.35~1.20
G TNMG
.=
[F 8
160404-P3 A A 0.15~0.30 0.40~2.00
160408-P3 A A 0.15~0.50 0.50~3.00
20 160412-P3 A 0.18~0.60 0.80~4.00
i 220404-P3 A 0.15~0.30 0.40~3.00
= TNMG
é 220408-P3 A 0.15~0.50 0.50~4.00
e 220412-P3 A 0.18~0.60 0.80~5.00
160408-P6 A A 0.20~0.55 1.00~4.00
160412-P6 A A 0.25~0.65 1.50~4.50
oo
g 220408-P6 A 0.20~0.55 1.50~7.00
£
®
g TNMG
ey
oo
>
o
o

Recommended: A

021



VNLIL]

&P COBPTools

Dimension (mm)

S
" Size d s d1
° . . 16 9.525 4.76 3.81
35° negative insert
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
VNMG160404-P1 A 0.07~0.30 0.25~1.00
oo
£
.=
[F 8
VNMG160404-P3 A A 0.15~0.50 0.50~2.00
VNMG160408-P3 A A 0.15~0.50 0.50~2.50
20 VNMG160412-P3 A 0.18~0.60 0.80~2.50
=
)
¢ M |
£
(]
(%]

Recommended: A

022



@ CoBPTools

WNLIL]

od
Dimension (mm)
Q s Size d s d1
> B
( 06 9.525 4.76 3.81
o . 80° 08 12.70 476 5.16
80° negative insert 7
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
080404-P1 A 0.07~0.30 0.25~1.20
080408-P1 A A 0.10~0.40 0.30~1.20
080412-P1 A 0.15~0.50 0.40~1.20
£
S WNMG
.=
[N
060408-P3 A 0.15~0.50 0.50~2.00
080404-P3 A A 0.15~0.50 0.50~2.50
20 080408-P3 A A 0.15~0.50 0.50~3.00
£
7] 080412-P3 A A 0.18~0.60 0.80~4.00
= WNMG
€
(]
(%]
080408-P6 A A 0.20~0.55 1.50~5.00
080412-P6 A A 0.25~0.70 1.50~5.00
oo
g 080416-P6 A 0.32~0.75 1.50~5.00
£
®
g WNMG
ey
oo
>
o
o

Recommended: A

023



CcLIlLl

Dimension (mm)

@ CoBPTools

od Size d s d1
= 06 6.35 2.38 2.80
©l -
2 09 9.525 3.97 4.40
° ey . N\ 12 12.70 4.76 5.50
80° positive insert  w
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
060202-P1 A 0.05~0.25 0.06~0.80
060204-P1 A A 0.08~0.35 0.20~1.00
09T302-P1 A 0.06~0.30 0.10~1.00
o _
-E 09T304-P1 A 0.08~0.35 0.20~1.00
K] CCMT
£ 09T308-P1 A 0.10~0.35 0.15~1.00
[F 8
120404-P1 A 0.07~0.35 0.18~1.50
120408-P1 A 0.10~0.35 0.35~1.50
060204-P3 A A 0.08~0.20 0.20~2.00
060208-P3 A 0.10~0.30 0.40~2.00
o 09T304-P3 A A 0.10~0.30 0.35~2.50
E 09T308-P3 A A 0.10~0.30 0.50~2.50
)
i CCMT 120404-P3 A A 0.09~0.27 0.30~3.60
g 120408-P3 A A 0.12~0.36 0.60~3.60
(%]
120412-P3 A 0.14~0.43 0.72~3.60
09T308-P6 A 0.12~0.35 1.00~4.00
120408-P6 A 0.14~0.42 1.20~4.80
=4
‘e
£
o)
g ccmT
ey
oo
>3
o
o

Recommended: A

024



&P COBPTools

DCLIL]J

od Dimension (mm)
@ ST ] i 1
@ st} Size d s d
07 6.35 2.38 2.80
o S 55"2 1 9.525 3.97 4.40
55° positive insert
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
o o
o [a]
070202-P1 A 0.03~0.20 0.06~1.00
070204-P1 A 0.05~0.20 0.15~1.00
11T302-P1 A 0.04~0.15 0.08~1.20
oo
-E 11T304-P1 A 0.06~0.23 0.18~1.20
G DCMT
£ 11T308-P1 A 0.08~0.30 0.35~1.20
[F 8
070204-P3 A A 0.06~0.17 0.19~1.80
070208-P3 A 0.08~0.23 0.38~1.80
20 11T302-P3 A 0.08~0.23 0.25~2.50
= 4
] 11T304-P3 A A 0.08~0.23 0.25~2.50
= DCMT
é 11T308-P3 A A
(]
(%]
11T308-P6 A 0.12~0.35 1.00~4.00
oo
c
=
£
®
£ DCMT
<
oo
>
o
o

Recommended: A

025



SCLILJ

&P COBPTools

Dimension (mm)

L zan il 5 Size d s d1
‘. <
U 09 9.525 3.97 4.40
° ey . & ! 12 12.70 4.76 5.50
90° positive insert 0’
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
09T304-P1 A 0.06~0.23 0.15~1.50
09T308-P1 A 0.08~0.30 0.35~1.50
oo
£
S SCMT
.=
[F 8
09T304-P3 A A 0.08~0.23 0.25~3.00
09T308-P3 A A 0.10~0.30 0.50~3.00
20 120404-P3 A 0.09~0.27 0.30~3.60
£
7] Ai 120408-P3 A A 0.12~0.36 0.60~3.60
€
(]
(%]

Recommended: A

026



@ CoBPTools

TCLIL]

Dimension (mm)

od Size d d1
@ EE 09 5.56 2.50
{ ~= 1 6.35 2.38/3.18 2.80
o e b0/ 16 9.525 4.40
60° positive insert =
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(at. a2k,
o [a]
110204-P1 A 0.03~0.25 0.06~1.00
16T304-P1 A 0.06~0.23 0.11~1.20
16T308-P1 A 0.06~0.30 0.35~1.20
g
S TCMT
.=
[F 8
090204-P3 A 0.06~0.17 0.19~2.00
110204-P3 A A 0.06~0.19 0.21~2.20
20 110304-P3 A 0.06~0.19 0.21~2.20
£
7] 16T304-P3 A A 0.08~0.23 0.25~2.50
= TCMT
é 16T308-P3 A A 0.10~0.30 0.50~2.50
e 16T312-P3 A 0.12~0.36 0.60~2.50
16T308-P6 A 0.12~0.35 1.00~3.00
oo
c
=
£
®
£ TCMT
ey
oo
>
o
o

Recommended: A

027



VBLI[]

Dimension (mm)

&P COBPTools

S Si d d1
57 ize s
1 6.35 3.18 2.80
35°
° oy . 16 9.525 4.76 4.40
35° positive insert
Steel O o )
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
o o
o [a]
160404-P1 A A 0.05~0.30 0.20~1.20
160408-P1 A A 0.07~0.35 0.35~1.20
oo
£
S
[F 8
110304-P3 A 0.07~0.20 0.23~1.80
160404-P3 A A 0.07~0.20 0.23~2.20
160408-P3 A A 0.09~0.27 0.45~2.50

Semi-finishing

VBMT

Recommended: A

028



029

@ CoBPTools

VCLIL]

Dimension (mm)

=S Si d d1
57 ize s
1 6.35 3.18 2.80
35°
° oy . 16 9.525 4.76 4.40
35° positive insert
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification 2 &
o o fn(mm/rev) ap(mm)
(ak. o
[a] [a]
110302-P1 A 0.03~0.20 0.06~1.00
110304-P1 A 0.05~0.20 0.18~1.00
110308-P1 A 0.05~0.20 0.35~1.00
oo
-E 160404-P1 A 0.05~0.30 0.20~1.20
G VCMT
£ _ 160408-P1 A 0.07~0.35 0.35~1.20
L
110304-P3 A 0.07~0.20 0.23~1.80
110308-P3 A 0.07~0.20 0.23~2.20
160404-P3 A 0.09~0.27 0.45~2.50
160408-P3 A A 0.11~0.32 0.54~2.50
VCMT

Semi-finishing

Recommended: A



CNLIL]

P cOBPTools

od ]
I!_ El i Dimension (mm)
i=3
Size d s d1
° . . 25 25.00 9.52 7.30
80° negative insert &
Steel o >
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant S
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Io) Yo
Insert Specification 5 N
E o o fn(mm/rev) ap(mm)
(oL o
m o
250924-RM A A 0.40-0.80 5.00-15.00
CNMM
250924-RH A A 0.60-1.00 8.00-18.00
=
o
>
e
e CNMM
250924-RS A A 1.00-1.50 15.00-24.00
CNMM

Recommended: A

030



&P COBPTools

SNLI[L]

Dimension (mm)

. 7T
«n Y R |
Size d s d1
° . . ! 25 25.00 7.94/9.52 7.30
90° negative insert o
Steel o D
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Io) Yo
Insert Specification 5 N
E o o fn(mm/rev) ap(mm)
(oL o
m o)
250724-RM A A 0.40-0.80 5.00-15.00
250924-RM A A 0.40-0.80 5.00-15.00
SNMM
250724-RH A A 0.60-1.00 8.00-18.00
250924-RH A A 0.60-1.00 8.00-18.00
=
o
>
e
e SNMM
)
250724-RS A A 1.00-1.50 15.00-24.00
250924-RS A A 1.00-1.50 15.00-24.00
SNMM

Recommended: A

031



RCLIL]

@ CoBPTools

Dimension (mm)

S Size d S d1
B 08 8.00 3.18 3.40
10 10.00 3.97 4.40
{) - B 12 12.00 476 4.40
16 16.00 6.35 5.50
20 20.00 6.35 6.50
25 25.00 7.94 7.30
32 32.00 9.52 9.50
positive Insert
Steel [ ) o )
Processing types
Stainless steel
) Castiron D O
Workpiece @ Continous cutting
Nonferrous metals . .
D Ordinary cutting
Heat-resistant alloy S R
O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification = Q
P oS o fn(mm/rev) ap(mm)
o o
o ©
0803MOE-R1 A 0.06-0.25 0.70-3.20
10T3MOE-R1 A 0.08-0.32 1.00-4.00
D
-_g 1204MOE-R2 A 0.10-0.35 1.20-4.80
2 RCMT
i.% 1606MOE-R3 A 0.15-0.45 1.60-6.40
2006MOE-R4 A 0.15-0.55 2.00-8.00
2507MOS-HP A 0.15-0.55 2.00-8.00
jou 3209MOS-HP A 0.25-0.80 3.20-12.80
=
i
E RCGT
€
[
n
1606MOS-RP A 0.15-0.45 1.60-6.40
(o)}
g 2507MOS-RP A 0.20-0.75 2.50-10.00
=
8
g RCGT
ey
D
=}
o
@

Recommended: A

032



Turning Insert for Stainless Steel

General machining indexable insert for stainless steel, with sepcial designed substrate and
upgraded coating technology, enhanced abrasive resistance and tool life.

033



I <P cOBPTools

PVD coating grade characteristics

Workpiece | Coating I1SO Features
-Anew PVD coating
w stainless | goi507 M20-M30 | -Generally used and stable material
steel S20-S30 | -Smallfriction coefficient, reducing the adhesion between workpiece and cutting edge
- Excellent strength on cutting edge and anti-chipping performance to improve stability

Features of chipbreaker - Negative inserts

Functior] code shape Cutting Edge Applications and Features Application range
Cutting Point .
" _ﬁﬂ5‘_ -Finishing of stainless steel E 25
= - Full circumference groove design © 20
= |
15 with wide chip removal space g
% MS Main cutting edge - Chipbreaker with low cutting force = 10 B
i 5 D is highly reliable and versatile to £ H
L‘EF T achieve trouble free cuttin 5 =E nas=
: & Feed f, (mm/rev)
Cutting Point =
utting Foin - . c -
o - Semi finishing of stainless steel LEE o |
‘E -Special design, good cutting control ;:: 3'0 |
ﬁ MA ability in stainless steel processing _§ 20
E -Sharp cutting edge design reduces &0 [ — |
3 the generation of chip accumulation £ 02 04 06 08 10
© Feed f, (mm/rev)
Features of chipbreaker - Positive inserts
Function code shape Cutting Edge Applications and Features Application range
Cutting Point .
& T 0.12 -For semi finishing E 25
o “L\%‘;: -Wide application for stainless steel = 20
= ® Ll | - General chipbreaker for stainless < [}
= MX Main C“tﬁ“gedg% - steel and cast iron & Lo
g % [ ' -For longitudinal turning, face turning £ 05 [
» 3 i | and profiling cutting 3 be o b RO
oY I— o Feed f, (mm/rev)

034


CD_PS_2161104524.tif

035

&P COBPTools

CNLIL]

od
I!_ El i Dimension (mm)
R=3
Size d s d1
o . . 12 12.70 4.76 5.16
80° negative insert  w
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
120404-MS A 0.10-0.40 0.50-2.00
120408-MS A 0.12-0.45 0.80-2.50
()]
=
) CNMG
£
('
120404-MA A 0.12-0.45 0.80-2.50
120408-MA A 0.15-0.50 0.80-3.00
(o))
£
=
2L
= CNMG
E
O
(%]

Recommended: A



SNLI[L]

P cOBPTools

Dimension (mm)

. T
] s
Size d s d1
o o : ' 12 12.70 4.76 5.16
90° negative insert 'y
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals B Ordi g
rdinary cutting
Heat-resistant all
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
120404-MS A 0.10-0.40 0.50-2.00
120408-MS A 0.12-0.45 0.80-2.50
()]
=
) SNMG
£
('
120412-MA A 0.15-0.70 0.50-3.00
(2]
c
® \
5 - SNMG
E
[}
(%]

Recommended: A

036



P COBPTools

TNLI[L]

od
% g - Dimension (mm)
Size d s d1
o . 60° ' 16 9.525 4.76 3.81
60° negative insert 4
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant S
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
160404-MS A 0.10-0.40 0.50-2.00
160408-MS A 0.12-0.45 0.80-2.50
()]
£
% TNMG
£
[T
160404-MA A 0.12-0.45 0.80-2.50
160408-MA A 0.15-0.50 0.80-3.00
(2]
£
=
]
£ TNMG
€
[0
n

Recommended: A

037


CD_PS_21531233448.tif

VNLIL]

&P COBPTools

Dimension (mm)

=
3? ] Size d s d1
o o 2 16 9.525 4.76 3.81
35° negative insert
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
160404-MS A 0.10-0.40 0.50-2.00
160408-MS A 0.12-0.45 0.80-2.50
()]
=
) VNMG
£
('

Recommended: A

038



&P COBPTools

WNLIL]

od
‘ sl 1| Dimension (mm)
R=4
( Size d s d1
o ) 2 o 08 12.70 4.76 5.16
80° negative insert ¥
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
080404-MS A 0.10-0.40 0.50-2.00
080408-MS A 0.12-0.45 0.80-2.50
()]
=
) WNMG
£
('
080404-MA A 0.12-0.45 0.80-2.50
080408-MA A 0.15-0.50 0.80-3.00
(2]
£
=
&2
£ WNMG
E
[}
n

Recommended: A

039



CcLIlLl

Dimension (mm)

@ CoBPTools

od ‘ Size d s d1
Q . 06 6.35 2.38 2.80
. -
2 09 9.525 3.97 4.40
o s - 12 12.70 4.76 5.50
80° positive insert e
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
060202-MX A 0.04-0.12 0.10-1.50
060204-MX A 0.05-0.18 0.20-2.50
= 060208-MX A 0.08-0.25 0.40-2.50
K 09T304-MX A 0.08-0.25 0.30-3.00
= CCMT
= 09T308-MX A 0.10-0.30 0.50-3.00
(o) ERENSEN|
@ S 120404-MX A 0.08-0.25 0.30-3.00
120408-MX A 0.10-0.40 0.60-3.50

Recommended: A

040



@ CoBPTools

DCLIL]J

f
f

od
@ IR Dimension (mm)
j? Size d s d1
o oyis o . 55° . ; -
55° positive insert 1" 9.525 3.97 4.40

Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting

Nonferrous metals . .
O Ordinary cutting

Heat-resistant all
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
11T304-MX A 0.08-0.25 0.30-3.00
11T308-MX A 0.15-0.40 0.50-3.00

DCMT

Semi-finishing

Recommended: A

041


CD_PS_217816463.tif

TCLIL]

&P COBPTools

od Dimension (mm)
& s Size d s d1
(1 Bl |
CINE
{ 1 6.35 2.38 2.80
o ey . 60"; 16 9.525 3.97 4.40
60° positive insert ~
Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
y | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
110204-MX A 0.05-0.20 0.20-2.50
110208-MX A 0.08-0.30 0.40-2.80
= 16T304-MX A 0.08-0.30 0.30-3.00
K 16T308-MX A 0.10-0.35 0.50-3.50
;.% TCMT
E
O]
(%]

Recommended: A

042



&P COBPTools

VCLIL]

Dimension (mm)
S Si d d1
s 71| ize s
11 6.35 3.18 2.80

35°\;
16 9.525 4.76 4.40

35° positive insert

Steel
Processing types
Stainless steel D
. Castiron
Workpiece @ Continous cutting

Nonferrous metals . .
O Ordinary cutting

Heat-resistant alloy S O Interrupted cutting

Hardened steel

Coating Cutting parameter
Insert Specification §
= fn(mm/rev) ap(mm)
&
110304-MX A 0.05-0.20 0.20-2.50
160404-MX A 0.08-0.30 0.30-3.00
160408-MX A 0.10-0.35 0.50-3.50

VCMT

Semi-finishing

Recommended: A

043


CD_PS_2161104524.tif

Turning Insert for Cast Iron

General machining indexable insert for cast iron, with sepcial designed substrate and upgraded coating
technology, enhanced abrasive resistance and tool life.

044
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P coBPTools I

CVD coating grade characteristics

Workpiece | Coating 1SO Features

-Newly upgraded CVD coating with excellent wear resistance, improved tool life

- The substrate with excellent thermal crack resistance and anti-plastic deformation can
BRCIGI | KOS-KLS ensure the inserst with blade collapse resistance

Gast TIN+T|CN+AI203

iron -General grade for cast iron processing

- The substrate with super strong toughness is combined with heat-resistant Al203 coating,
which can improve wear resistance and stability
-TiN+TiCN+AL,0,

BPC13K | K10-K20

Features of chipbreaker-Negative inserts

Function code shape Cutting Edge Applications and Features Applicationrange
Cutting Point .
0 0.3 -For semi finishing of cast iron E o
ofr— = |
oo . ™~ 1| -Fullcircumference groove design, © 40 \
= ] =
@ b i | with wide chip pocket space *é S0 N\
& K3 Main cutting edge - Better production efficiency can be i) 20 ]
£ 8 0.3 achieved with more wear-resistant e &0 |
< Tt f~—" 1 | coatinggrades 3 sl
ge © Feed f, (mm/rev)

Cutting Point
o ., 0.4 -Rough machining of cast iron E . . \(
E R‘,{SU - Strong cutting edge and big positive = 40 \
= rake angle design, which can still -g_ 30
g K6 o maintain stable machining under L 20
= Main cutting edge i o0
) 5 large cutting depth £ 10 ‘ |
X afos 0.4 =]
& N — -Wide processing range, more 3 02 04 06 08 10

; Feed f, (mm/rev)
economical




CNLIL]

@ CoBPTools

od
I!_ -El i Dimension (mm)
i=3
Size d s d1
o - . 12 12.70 4.76 5.16
80° negative insert \so;
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification S =
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
120404-K3 A 0.35-0.60 0.20-3.00
120408-K3 A 0.35-0.60 0.40-4.00
= 120412-K3 A 0.45-0.65 0.40-4.00
£
]
;.% CNMG
E
O]
(%]
120408-K6 A 0.20-0.60 0.40-6.00
120412-K6 A 0.25-0.70 0.50-6.00
D
£
£
<
3
IS CNMG
ey
(2]
=}
o
[h4
120404 A 0.15-0.50 0.20-3.00
120408 A 0.15-0.60 0.40-4.00
()]
£ 120412 A 0.20-0.70 0.60-5.00
'(CUB 120416 A 0.20-0.80 1.00-6.00
S CNMA
ey
D
=}
o)
o

Recommended: A



047

@ CoBPTools

DNLIL]

od L
@ gt i Dimension (mm)
Size d ] d1
. . 55"2 15 12.70 4.76/6.35 5.16
o
55° negative insert
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification § é
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
150604-K3 A 0.15-0.50 0.20-3.00
150608-K3 A 0.35-0.60 0.40-4.00
> 150612-K3 A 0.18-0.60 0.80-5.00
£
8
;.% DNMG
E
O]
(%]
150408-K6 A 0.20-0.50 0.40-6.00
150608-K6 A 0.20-0.50 0.40-6.00
D
£
£
<
®
IS DNMG
o =
(2]
=}
o
i
150404 A 0.15-0.50 0.20-3.00
150408 A 0.15-0.60 0.40-4.00
()]
£ 150604 A 0.15-0.50 0.20-3.00
'(CUB 150608 A 0.15-0.60 0.40-4.00
IS DNMA
< 150612 0.20-0.80 1.00-6.00
g
Y

Recommended: A



SNLI[L]

@ CoBPTools

Dimension (mm)

. T
)l s
Size d S d1
o o < ! 12 12.70 4.76 5.16
90° negative insert 'y
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification S =
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
120408-K3 A 0.10-0.35 0.30-4.00
120412-K3 A 0.10-0.35 0.50-4.50
(o]
=
<
8
;.% SNMG
E
O]
(%]
120408 A 0.15-0.60 0.50-4.00
120412 A 0.20-0.80 0.60-5.00
g 120416 A 0.20-1.00 0.60-6.00
=
3
IS SNMA
o =
(2]
=}
o
i

Recommended: A

048



@ CoBPTools

TNLI[L]

od Dimension (mm)
= i 1
% gl L Size d s d
16 9.525 4.76 3.81
o . 60° ' 22 12.70 4.76 5.16
60° negative insert 4
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification S =
by S fn(mm/rev) ap(mm)
o o
om o
160404-K3 A 0.15-0.30 0.35-3.00
160408-K3 A 0.20-0.42 0.45-4.00
(o]
£
<
]
h% TNMG
E
O]
(%]
160408-K6 A 0.20-0.40 0.50-5.00
160412-K6 A 0.20-0.60 0.60-6.00
g 220408-K6 A 0.20-0.40 0.50-5.00
'é 220412-K6 A 0.20-0.60 0.60-6.00
IS TNMG
ey
(2]
=}
o
[h4
160404 A 0.10-0.30 0.20-4.00
160408 A 0.15-0.60 0.40-4.00
()]
£ 160412 A 0.20-0.80 0.60-5.00
'(CUB 160416 A 0.20-1.00 0.80-5.00
g TNMA
ey
D
=}
]
o

Recommended: A

049



VNLIL]

@ CoBPTools

Dimension (mm)

g ]
3? — Size d s d1
o . 2 16 9.525 4.76 3.81
35° negative insert
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification S 3
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
160408-K3 A 0.20-0.42 0.45-4.00
(o]
=
<
8
E
O]
(%]
160408-K6 A 0.20-0.40 0.50-5.00
D
£
£
<
3
o =
(2]
=}
o
i

Recommended: A

050
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@ CoBPTools

WNLIL]

od
Dimension (mm)
Q s Size d s d1
> B
( 06 9.525 4.76 3.81
o . 2 o 08 12.70 4.76 5.16
80° negative insert W
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
Hoat-resistant all O Ordinary cutting
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification S =
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
080404-K3 A 0.15-0.50 0.20-3.00
080408-K3 A 0.35-0.60 0.40-4.00
D
£ 080412-K3 A 0.18-0.60 0.80-5.00
L
£ WNMG
€
@
(%]
080408-K6 A 0.20-0.40 0.50-5.00
080412-K6 A 0.20-0.60 0.60-6.00
(o))
£
£
<
3
IS WNMG
<
(=]
=}
o
(04
060404 A 0.15-0.60 0.20-3.00
060408 A 0.16-0.60 0.40-4.00
.g 060412 A 0.20-0.80 0.60-4.00
ftg 080404 A 0.15-0.60 0.20-3.00
g WNMA
< 080408 A 0.15-0.60 0.40-4.00
é 080412 A 0.20-0.80 0.60-5.00
080416 A 0.20-1.00 0.80-5.00

Recommended: A




CcLIlLl

@ CoBPTools

Dimension (mm)

od ‘ Size d s d1
= 06 6.35 2.38 2.80
©f -
= 09 9.525 3.97 4.40
o s - 12 12.70 4.76 5.50
80° positive insert e
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification S 3
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
060204-MX A 0.05-0.18 0.20-2.50
060208-MX A 0.08-0.25 0.40-2.50
> 09T304-MX A 0.08-0.25 0.30-3.00
3 09T308-MX A 0.10-0.30 0.50-3.00
= CCMT
é 120408-MX A 0.08-0.25 0.30-3.00
O]
(%]

Recommended: A

052



@ CoBPTools

053

DCLIL]J

od

55° positive insert Jsz

Steel

Stainless steel

Size

1"

Dimension (mm)
d s d1
9.525 3.97 4.40

Processing types

) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
eat-resistant allo :
y s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification S 3
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
11T304-MX A 0.08-0.25 0.30-3.00
(o]
£
<
@
h% DCMT
E
O]
(%]

Recommended: A



TCLIL]

@ CoBPTools

od
A _ . "
l 5! Dimension (mm)
O\
{ d s d1
o aps . 60"; 6.35 2.38/3.18 2.80
60° positive insert ~
Steel
Processing types
Stainless steel
) Castiron D d
Workpiece @ Continous cutting
Nonferrous metals . .
y | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification S 3
b5y S fn(mm/rev) ap(mm)
(AL, (et
o o
110204-MX A 0.10-0.30 0.50-3.00
(o]
£
<
]
;.% TCMT
E
O]
(%]

Recommended: A

054



Turning Inserts for Finishing Processing

CDBP has launched inserts for difficult-to-machine materials with particular chipbreaker design
special substrate formula and newest nACO3 coating technology. Better performance and surface
quality can be achieved during medium and finishing for high temperature alloy, Titanium alloy and
other difficult-to-process materials

055



I <P cOBPTools

PVD coating grade characteristics

Workpiece | Coating I1SO Features
-New generation PVD coating with strong hardness and high temperature oxidation resistance
Heat- M01-M10 | -Submicron grain material ensures wear resistance and anti collapse performance
S resistant| BPGO5E : ; ; ;
Alloy S01-S10 -Special surface treatment to improve surface roughness and reduce cutting resistance
-Finishing machining for steel, stainless steel, difficult to machine alloy

Features of chipbreaker - Negative Inserts

Function code shape Cutting Edge Applications and Features Application range
Cutting Point - Used for finishing of stainless steel and =
hard to process materials £ 25
- -Sharp cutting edge to reduce cutting = 20
K= resistance and achieve stable cutting :g_ 15
.'g’ LHC -Ultra precision grinding technology ensures| & 10 [T
ic good cutting edge condition and reliable 2 05 [
installation = R
-Suitable for machining workpieces with S 2’2 d?‘A (;ﬁm/ﬁﬁ ) =
high precision and high finish requirements =8 o
-Used for finishing of stainless steel and E 25
hard to process materials pc 30
50 -Sharp cutting edge to reduce cutting %_ Py
-_g resistance and improve tool life S o H
2 Tha -Unique chipbreaker design,ensure stable & 0'5 ||
= chip control and smooth chip-removal g - .
- Suitable for turning with small cutting O 02 92 Do 08 40
depth. Feed f, (mm/rev)
[ ] [ ] [ ]
Features of chipbreaker - Positive Inserts
Function code shape Cutting Edge Applications and Features Applicationrange
Cuting Point -Used for finishing of stainless steel and &
N {g hard to process materials g 25
o The open chip breaking groove design = 20
‘E allows the chips to flow faster and _‘Si 15 |7
A : y a B
2 SL T effecFlvely reduce cutting force, improve g 10
e tool life 80 o -

5\7 {g -Fine grindi.n'ginser.ts, ensuring good c'uFting g 5% o4 06 08 10
edge condition, suitable for high-precision O Feedf. (mmyiey]
product processing "

Cutting Point -Used for finishing of steel, stainless steel =0

o and difficult-to-process materials P

£ © j\g -Special chipbreaker design to ensure § 'O L

= P 10 ||

2 | TR o perfect chip control |

i ——— - Periphery grinding for better location £ 05 R

accuracy and the cutting edge quality 3 02 04 06 08 10
Feed f, (mm/rev)

056
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CNLIL]

od ]
I!_ El 1 L Dimension (mm)
i=3
Size d s d1
o - . 12 12.70 4.76 5.16
80° negative insert
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant S
eat-resistantatioy 8 bt O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
120402E-LHC A 0.05-0.30 0.10-1.50
120404E-LHC A 0.05-0.30 0.20-1.50
120408E-LHC A 0.10-0.40 0.30-1.50
D
£ 120412E-LHC A 0.15-0.50 0.40-2.00
) CNGG
£
L
120404E-TF3 A 0.05-0.30 0.20-1.50
120408E-TF3 A 0.10-0.40 0.30-1.50
(o]
k=
K CNGG
£
[T

Recommended: A

057



DNLIL]

&/

ot
1
|

@ CoBPTools

Dimension (mm)

Size d s d1
. . 55"2 15 12.70 4.76/6.35 5.16
[e]
55° negative insert
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s bt O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
150402E-LHC A 0.05-0.30 0.10-1.50
150404E-LHC A 0.05-0.30 0.20-1.50
150408E-LHC A 0.10-0.40 0.30-1.50
()]
£ 150602E-LHC A 0.05-0.30 0.10-1.50
@ DNGG
£ 150604E-LHC A 0.05-0.30 0.20-1.50
150608E-LHC A 0.10-0.40 0.30-1.50

Recommended: A

058



&P COBPTools

SNLI[L]

Dimension (mm)

.
Size d s d1
o . . [ 12 12.70 4.76 5.16
90° negative insert 'y
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
O Ordinary cutting
Heat-resistant alloy S (]

O Interrupted cutting
Hardened steel

Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
120404E-LHC A 0.05-0.30 0.20-1.50
120408E-LHC A 0.10-0.40 0.30-1.50
120412E-LHC A 0.15-0.50 0.40-2.00

SNGG

Finishing

Recommended: A
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TNLI[L]

&P COBPTools

od Dimension (mm)
= i 1
% gl = Size d s d
16 9.525 4.76 3.81
o . . 60° 22 12.70 4.76 5.16
60° negative insert 4
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy bt O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
160402E-LHC A 0.05-0.30 0.10-1.50
160404E-LHC A 0.05-0.30 0.20-1.50
160408E-LHC A 0.10-0.40 0.30-1.50
()]
£ 160412E-LHC A 0.15-0.50 0.40-2.00
@ TNGG
£ 220408E-LHC A 0.10-0.40 0.30-2.00
160402E-TF3 A 0.03-0.25 0.10-1.50
160404E-TF3 A 0.05-0.30 0.20-1.50
160408E-TF3 A 0.10-0.40 0.30-1.50
£
K TNGG
£
[T

Recommended: A

060
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@ CoBPTools

VNLIL]

35° \;

35° negative insert

Size
16

Dimension (mm)
d s d1
9.525 4.76 3.81

Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s bt O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
160401E-LHC A 0.03-0.25 0.08-1.20
160402E-LHC A 0.05-0.30 0.10-1.50
160404E-LHC A 0.05-0.30 0.20-1.50
o P—
£ o & 160408E-LHC A 0.10-0.40 0.30-1.50
iz : VNGG
£
[T

Recommended: A



WNLIL]

&P COBPTools

Dimension (mm)

‘ 5 Size d s d1
( 06 9.525 4.76 3.81
o ) 2 o 08 12.70 4.76 5.16
80° negative insert W
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy bt O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
060404E-LHC A 0.05-0.30 0.20-1.50
060408E-LHC A 0.10-0.40 0.30-1.50
060412E-LHC A 0.15-0.50 0.40-2.00
()]
£ 080404E-LHC A 0.05-0.30 0.20-1.50
@ WNGG
£ 080408E-LHC A 0.10-0.40 0.30-1.50
080412E-LHC A 0.15-0.50 0.40-2.00
080404E-TF3 A 0.05-0.30 0.20-1.50
080408E-TF3 A 0.10-0.40 0.30-1.50
(o]
k=
K WNGG
£
[T

Recommended: A

062



@ CoBPTools

CcLIlLl

B Dimension (mm)
od 7 Size d s d1
= 06 6.35 2.38 2.80
‘} . g 1-
= 09 9.525 3.97 4.40
o ey e 2 12 12.70 4.76 5.50
80° positive insert e
Steel
Processing types
Stainless steel (]
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | D Ordinary cutting
t-resistant
ki ot < o O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
060201-SL A 0.02-0.10 0.02-1.00
060202-SL A 0.03-0.11 0.10-1.70
060204-SL A 0.05-0.17 0.10-1.70
09T301-SL A 0.02-0.10 0.08-1.50
D
£ 09T302-SL A 0.04-0.15 0.10-2.00
I CCGT
L% 09T304-SL A 0.06-0.23 0.20-2.00
09T308-SL A 0.08-0.30 0.40-2.00
120402-SL A 0.07-0.27 0.11-2.40
120404-SL A 0.07-0.30 0.20-2.40
120408-SL A 0.07-0.35 0.40-2.40
060201E-TF3 A 0.03-0.11 0.06-1.00
060202E-TF3 A 0.03-0.11 0.06-1.00
060204E-TF3 A 0.05-0.15 0.08-1.50
09T301E-TF3 A 0.04-0.15 0.08-1.00
()]
-_g 09T302E-TF3 A 0.04-0.15 0.08-1.50
@ CCGT
= 09T304E-TF3 A 0.06-0.23 0.11-1.50

Recommended: A
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DCLIL]J

@ CoBPTools

od Dimension (mm)
@ ST ] i 1
@ ST Size d s d
07 6.35 2.38 2.80
oy . 55"2 11 9.525 3.97 4.40
o
55° positive insert
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s bt O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
070201-SL A 0.03-0.20 0.06-1.00
070202-SL A 0.03-0.20 0.06-1.50
070204-SL A 0.05-0.25 0.08-1.50
11T301-SL A 0.04-0.15 0.08-1.50
D
£ 11T302-SL A 0.04-0.15 0.08-2.00
@ DCGT
£ 11T304-SL A 0.06-0.23 0.11-2.00
11T308-SL A 0.08-0.30 0.15-2.00
070201E-TF3 A 0.03-0.11 0.06-1.00
070202E-TF3 A 0.03-0.11 0.06-1.00
11T301E-TF3 A 0.04-0.15 0.08-1.00
11T302E-TF3 A 0.04-0.15 0.08-1.50
D
-_g 11T304E-TF3 A 0.06-0.23 0.11-1.50
) DCGT
k=
[T

Recommended: A
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&P COBPTools

SCLILJ

od
@ _ e Dimension (mm)
U Size d S d1
o ) > ! 12 12.70 4.76 5.50
90° positive insert g
Steel
Processing types
Stainless steel o
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant :
eat-resistantatioy 8 bt O Interrupted cutting
Hardened steel
Coating Cutting parameter
Insert Specification B
5] fn(mm/rev) ap(mm)
&
120404-SL A 0.07-0.35 0.18-3.00
120408-SL A 0.10-0.35 0.18-3.00
D
£
% SCGT
£
L

Recommended: A

065



TCLIL]

Dimension (mm)

@ CoBPTools

Size d s d1
od 06 3.97 1.59 2.16
e S 09 5.56 2.38 2.50
(1 Bl |
SN E
{ 11 6.35 2.38/3.18 2.80
o e . 60° 16 9.525 3.97 4.40
60° positive insert /
Steel
Processing types
Stainless steel (]
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | O Ordinary cutting
t-resistant
eat-resistantatioy s bt O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification B
5] fn(mm/rev) ap(mm)
&
060102-SL A 0.02-0.10 0.03-0.20
TBGT
060104-SL A 0.05-0.20 0.10-0.35
090202-SL A 0.03-0.13 0.06-1.70
090204-SL A 0.05-0.19 0.10-1.70
[o)] 4
— y 110202-SL A 0.03-0.13 0.06-1.70
= H 110204-SL A 0.05-0.19 0.10-1.70
- TCGT
110208-SL A 0.05-0.19 0.10-1.70
16T304-SL A 0.06-0.23 0.11-3.00

Recommended: A
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VCLIL]

. Dimension (mm)
N Size d s d1
= 08 4.76 2.38 2.30
SEqf

‘7 11 6.35 3.18 2.80
3%
16 9.525 4.76 4.40

35° positive insert

Steel
Processing types
Stainless steel (]
. Castiron
Workpiece @ Continous cutting
Nonferrous metals . .
H | D Ordinary cutting
t-resistant
eat-resistantatioy s bt O Interrupted cutting
Hardened steel H
Coating Cutting parameter
Insert Specification "'gJ
15} fn(mm/rev) ap(mm)
&
110301-SL A 0.03-0.13 0.06-1.70
110302-SL A 0.03-0.13 0.06-1.70
110304-SL A 0.05-0.19 0.10-1.70
VBGT
160402-SL A 0.04-0.14 0.07-1.80
160404-SL A 0.05-0.22 0.14-1.80
160408-SL A 0.07-0.27 0.14-1.80
080201-SL A 0.03-0.10 0.06-1.00
g ()
£ 080202-SL A 0.03-0.12 0.10-1.20
L
if 080204-SL A 0.05-0.13 0.20-1.70
110301-SL A 0.03-0.11 0.06-1.00
110302-SL A 0.03-0.13 0.06-1.70
VCGT
110304-SL A 0.05-0.19 0.10-1.70
110308-SL A 0.07-0.26 0.13-1.70
160402-SL A 0.04-0.14 0.07-1.80
160404-SL A 0.05-0.20 0.10-1.80
160408-SL A 0.07-0.27 0.14-1.80
160404E-TF3 A 0.05-0.20 0.10-1.80
VBGT
160408E-TF3 A 0.07-0.27 0.14-1.80
080202E-TF3 A 0.02-0.10 0.05-1.00
()]
£ 080204E-TF3 A 0.02-0.10 0.05-1.00
L
£ 110302E-TF3 A 0.03-0.13 0.06-1.70
w VCGT
110304E-TF3 A 0.04-0.14 0.07-1.80
160402E-TF3 A 0.04-0.14 0.07-1.80
160404E-TF3 A 0.05-0.20 0.10-1.80

Recommended: A
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Non-ferrous Metal Machining

Non-ferrous Metal Machining for external, internal, end face and chamferring machining, such as
aluminum, cooper, magnesium alloy
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Uncoated grade characteristics

Workpiece Grade ISO Metallography Characteristics

-The material with submicron-fine grain can ensure the wear
resistance and micro crack resistance

‘| -Special surface treatment to reduce the build-up edge
-Suitable for non-ferrous metals such as aluminum,copper
and magnesium

BH3110| NO1-N10 |

-The material with submicron-fine grain can ensure the wear

Non- . ; .
resistance and micro crack resistance
ferrot:s BUSIO [ NO1-N10 Special surface treatment to reduce the built-up edge
metals

-Suitable for continous and interrupt cutting of non-ferrous metals

-Submicron grain material ensures wear-resistance and anti
-collapse performance

Special surface treatment, reduce built-up chippings

Special surface and cutting edge treatment to ensure sharpness
and stability

-Suitable for continuous and interrupt processing of non
-ferrous metals

BU811 | NO5-N15

Recommended cutting parameter

Workpiece Hardness(HB) kc(MPa) Vc(m/min) fn(mm/rev)

Before heat 50-80 500-600 1100-2700 0.12-0.65

Aluminum Alloy (casting) treatment
After heat 85-120 700-900 400-1000 0.12-0.55

-treatment
Before heat 65-85 700-800 400-1000 0.12-0.65

Aluminum Alloy (casting) -treatment
After heat 70-100 800-950 300-600 0.12-0.45

-treatment
CopperAlloy = 90-120 700 150-450 0.12-0.55
Magnesium Alloy = 2 700-800 120-400 0.08-0.35
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Application cases

Performance(BU810/BH110)

Aluminum Alloy

CopperAlloy

Workpiece
Cutting Parameter  V(m/min)=230
f(mm/rev)=0.15

CopperAlloy

BH3110  Other brand

Aluminum Alloy

Workpiece
Cutting Parameter  Vg(m/min)=620
f,(mm/z)=0.20

Aluminum Alloy

BU810 Other brand

Workpiece Aluminum Alloy
Cutting Parameter  Vg(m/min)=600
f,(mm/rev)=0.20
a,(mm)=0.30
Type CCGT120404-LHC (BU810)
Test Result
9]
<
o, 1000 900
£
o
~
o)
)
o
(0]
BUB10  Other brand

a,(mm)=0.80

Type VCGT160404-AL (BH3110)
Test Result

o

<

o 600 470

B3

o

o

T.

®

o

(0]

ap(mm)=1.00

Type CNGG120404-LHC (BU810)
Test Result

Q

<

o 200 150

B3

o

=

.

®

(]

®

I <P cOBPTools

Aluminum Alloy

Workpiece

Aluminum Alloy

Cutting Parameter V¢(m/min)=550

fa(mm/rev)=0.26
a,(mm)=1.20

Type VCGT160412-AL (BH3110)
Test Result
o
<
o 1500 1300
E
(o)
. ﬂ
pod
@
(2]
[0
BH3110  Other brand
CopperAlloy
Workpiece Aluminum Alloy
Cutting Parameter V (m/min)=230
fa(mm/rev)=0.26
ap(mm)=0.20
Type CCGT120404-LHC (BU810)
Test Result
o]
<
o, 800 710
E
o
=
o
C_D- ﬂ
(2]
[0)
BU810 Other brand
Aluminum Alloy
Workpiece Aluminum Alloy

Cutting Parameter V¢(m/min)=500

Type
Test Resu

aoa1dyi0m Jo A1

f,(mm/z)=0.26
ap(mm)=1.20
VNGG160402-LHC (BU810)

It

300 240

|

BU810 Other brand
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Chipbreaker characteristics-Positive Inserts

Chipbreaker LHC

-Suitable for finish machining of aluminum, copper and other non-ferrous metal materials,the main grade recommended is BU810
-Excellent Chip breaker design supports a smooth and stable control of chips

-Effectively reduce the cutting resistance and extend tool life

Chipbreaker characteristics

-Applyining wave-type chip pocket design to reduce cutting resistance
-Applying the cutting edge with large rake angle for chip breaking and evacuation smoothly
-Applying waved chip pocket and sharp cutting edges to disperse cutting resistance and extend tool life-

-The surface is polished to reduce the contact time with the chips, making it easier for chip evacuation, ©
reducing built-up edge, and extending the tool life

Chipbreaker AL

-Suitable for aluminum, copper and other non-ferrous metals with higher strength
‘It performs better in finish,semi-finish and rough machining

-Maintain excellent cutting performance in high feed, high speed and continous cutting.

Chipbreaker characteristics

-Special design of rake angle and cutting edge inclination angle to reduce cutting resistance
-Sharp edge and wide pocket to reduce chip sticky tendency in unstable boring condition

-Applying stable chip control when cutting depth and feed is unstable

-Special surface treatment to improve melting resistance and chipping resistance

6.0

Cutting depth a,(mm)

02 04 06 038 10
Feed f,(mm/rev)

Recomended Parameter Grade
ap=0.50-4.80(mm)

LEE £2003-0.60(mmjrev) = BU810

AL ap=0.70-5.80(mm) BH3110

,=0.17-0.82(mm/rev)
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od —
I!_ El 1| Dimension (mm)
i=3
Size d s d1
o o 2 12 12.70 4.76 5.16
80° negative insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o . .I ! u. g
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
120402-LHC A 0.05-0.30 0.10-1.50
120404-LHC A 0.05-0.30 0.20-1.50
r 120408-LHC A 0.10-0.40 0.30-1.50
()]
£ YO 120412-LHC A 0.15-0.50 0.40-2.00
@ 4 4 CNGG
€ L= 2
- —
120404-TF3 A 0.05-0.30 0.20-1.50
120408-TF3 A 0.10-0.40 0.30-1.50
(o]
k=
K CNGG
£
[T

Recommended: A
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od —
@ gt 1 . Dimension (mm)
Size d S d1
. . 55"2 15 12.70 4.76/6.35 5.16
[e]
55° negative insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals (] ® .I ! u. ne
y | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
150402-LHC A 0.05-0.30 0.10-1.50
150404-LHC A 0.05-0.30 0.20-1.50
150408-LHC A 0.10-0.40 0.30-1.50
()]
£ 150602-LHC A 0.05-0.30 0.10-1.50
@ DNGG
£ 150604-LHC A 0.05-0.30 0.20-1.50
150608-LHC A 0.10-0.40 0.30-1.50

Recommended: A




SNLI[L]

@ CoBPTools

Dimension (mm)

. T
«n Y N e |
Size d S d1
o . . ! 12 12.70 4.76 5.16
90° negative insert 'y
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o ;Od' . &
rdinary cutting
Heat-resistant all
eat-resistantatioy O Interrupted cutting
Hardened steel
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
120404-LHC A 0.05-0.30 0.20-1.50
120408-LHC A 0.10-0.40 0.30-1.50
120412-LHC A 0.15-0.50 0.40-2.00
o g .
£ ~4
= mg SNGG
c ¥ ~
£ Wa—

Recommended: A
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TNLI[L]

od Dimension (mm)
= i 1
% gl L Size d s d
16 9.525 4.76 3.81
o . . 60° 22 12.70 4.76 5.16
60° negative insert 4
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o . .I ! u. g
H | O Ordinary cutting
t-resistant :
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
160402-LHC A 0.05-0.30 0.10-1.50
160404-LHC A 0.05-0.30 0.20-1.50
160408-LHC A 0.10-0.40 0.30-1.50
()]
£ 160412-LHC A 0.15-0.50 0.40-2.00
i) TNGG
£ 220408-LHC A 0.10-0.40 0.30-2.00
160402-TF3 A 0.03-0.25 0.10-1.50
160404-TF3 A 0.05-0.30 0.20-1.50
160408-TF3 A 0.10-0.40 0.30-1.50
£
K TNGG
£
[T

Recommended: A




VNLIL]

&P COBPTools

Dimension (mm)

Hp=t
3? — Size d s d1
o o 2 16 9.525 4.76 3.81
35° negative insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o . .I ! u. g
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
160401-LHC A 0.03-0.25 0.08-1.20
160402-LHC A 0.05-0.30 0.10-1.50
160404-LHC A 0.05-0.30 0.20-1.50
= -
£ : . 160408-LHC A 0.10-0.40 0.30-1.50
X 7 VNGG
c
£

Recommended: A
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WNLIL]

od
Dimension (mm)
Q = L Size d s d1
S 8
( 06 9.525 4.76 3.81
o o 2 o 08 12.70 4.76 5.16
80° negative insert W
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o . .I ! u. g
H | O Ordinary cutting
t-resistant :
eat-resistantatioy O Interrupted cutting
Hardened steel
Uncoating grade Cutting parameter
Insert Specification =
= fn(mm/rev) ap(mm)
m
060404-LHC A 0.05-0.30 0.20-1.50
060408-LHC A 0.10-0.40 0.30-1.50
060412-LHC A 0.15-0.50 0.40-2.00
()]
£ 080404-LHC A 0.05-0.30 0.20-1.50
@ WNGG
£ 080408-LHC A 0.10-0.40 0.30-1.50
080412-LHC A 0.15-0.50 0.40-2.00
080404-TF3 A 0.05-0.30 0.20-1.50
080408-TF3 A 0.10-0.40 0.30-1.50
(o]
k=
K WNGG
£
[T

Recommended: A




CcLIlLl

Dimension (mm)

@ CoBPTools

—
= [ Size d s d1
06 6.35 2.38 2.80
—§> 09 9.525 3.97 4.40
80° negative insert 2 1270 78 590
Steel
Processing types
Stainless steel
. Castiron
Workpiece Nonferrous metals o o Sicantineuscutling
= O Ordinary cutting
Heat-resistant alloy O Interrupted cutting
Hardened steel
Uncoating grade Cutting parameter
Insert Specification = e
© ) fn(mm/rev) ap(mm)
2 &
060201-LHC A 0.01-0.10 0.05-1.00
060202-LHC A 0.01-0.15 0.05-2.50
060204-LHC A 0.02-0.18 0.10-3.00
o 060208-LHC A 0.03-0.20 0.10-3.50
S 09T301-LHC A 0.03-0.20 0.05-2.50
‘% 09T302-LHC A 0.03-0.25 0.05-3.00
§ CCGT 09T304-LHC A 0.04-0.30 0.10-4.00
2 09T308-LHC A 0.04-0.50 0.12-4.50
é 120402-LHC A 0.05-0.25 0.10-4.00
s 120404-LHC A 0.05-0.50 0.15-4.50
120408-LHC A 0.08-0.70 0.15-5.50
120412-LHC A 0.08-0.70 0.20-6.00
060201-AL A 0.01-0.02 0.05-3.50
060202-AL A 0.02-0.30 0.05-3.50
o 060204-AL A 0.03-0.35 0.10-4.00
%’ 060208-AL A 0.04-0.40 0.10-4.50
> - el -
S P w0zl s | omon o5t
% ceer 09T304-AL A 0.05-0.45 0.10-5.00
& — 09T308-AL A 0.06-0.50 0.12-5.00
§ 120402-AL A 0.05-0.40 0.10-6.00
120404-AL A 0.05-0.50 0.15-6.00
120408-AL A 0.08-0.70 0.15-6.50
g 060201-TF3 A 0.01-0.02 0.05-3.50
é’ 060202-TF3 A 0.02-0.30 0.05-3.50
E y 060204-TF3 A 0.03-0.35 0.10-4.00
‘é coet 09T301-TF3 A 0.03-0.35 0.10-4.00
‘.% 09T302-TF3 A 0.05-0.40 0.05-4.50
= 09T304-TF3 A 0.05-0.45 0.10-5.00

Recommended: A
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DCLIL]J

-
'g ! ; Dimension (mm)
Size d S d1
\i‘ 7 6.35 2.38 2.80
o o o 11 9.525 3.97 4.40
55° positive insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o o . .I ! u. g
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncoating gradel Cutting parameter
Insert Specification = 2
© ) fn(mm/rev) ap(mm)
2 =
o @
070201-LHC A 0.01-0.02 0.20-2.50
> 070202-LHC A 0.02-0.35 0.30-4.00
£ 070204-LHC A 0.03-0.40 0.50-5.00
ffIE 070208-LHC A 0.04-0.50 0.50-5.50
=
$ DCGT 11T301-LHC A 0.02-0.25 0.30-4.00
2 11T302-LHC A 0.03-0.40 0.30-6.00
=
= 11T304-LHC A 0.05-0.50 0.50-6.00
('
11T308-LHC A 0.08-0.60 0.50-6.00
11T312-LHC A 0.08-0.70 0.05-6.50
070201-AL A 0.01-0.02 0.20-2.50
E 070202-AL A 0.02-0.30 0.30-4.00
=
%’ 070204-AL A 0.03-0.40 0.50-5.00
m -
: = s 070208-AL A 0.04-0.50 0.50-5.00
£ ‘WQ DCGT
ﬁ 11T301-AL A 0.02-0.30 0.30-4.00
c
E’E 11T302-AL A 0.03-0.45 0.30-6.00
$ 11T304-AL A 0.05-0.60 0.50-6.00
11T308-AL A 0.08-0.65 0.50-6.00
5 070201-TF3 A 0.01-0.02 0.20-2.50
% 070202-TF3 A 0.02-0.30 0.30-4.00
;% 11T301-TF3 A 0.02-0.30 0.30-4.00
OEJ = / DCGT 11T302-TF3 A 0.03-0.45 0.30-6.00
g’ : 11T304-TF3 A 0.05-0.60 0.50-6.00
k)
c
[T

Recommended: A
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Dimension (mm)

Size d S d1
09 9.525 3.97 4.40
o s e H 12 12.70 4.76 5.50
90° positive insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o o . .I ! u_l &
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Uncoating grade Cutting parameter
Insert Specification = 2
© ) fn(mm/rev) ap(mm)
2 =
m o
09T302-LHC A 0.02-0.30 0.10-4.00
09T304-LHC A 0.03-0.40 0.10-5.00
09T308-LHC A 0.04-0.40 0.10-5.00
2 120402-LHC A 0.03-0.40 0.15-5.00
=
2 ) 120404-LHC A 0.03-0.50 0.15-5.50
£ -ﬂ 120408-LHC A 0.04-0.60 0.20-6.00
3 A SCGT
& ,-»M(,
g { ]
o=
[
£
[T
09T302-AL A 0.03-0.40 0.50-5.00
09T304-AL A 0.04-0.50 0.50-6.00
09T308-AL A 0.04-0.50 0.50-6.50
2 120404-AL A 0.05-0.60 0.50-6.50
ey
%’ 120408-AL A 0.05-0.60 0.50-7.00
B
2 SCGT
o o
i)
£
E
O]
(%]

Recommended: A
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TCLI[L] s

od Dimension (mm)
@ s T Size d s d1
{ 09 5.56 2.38 2.50
W ‘ 11 6.35 2.38/3.18 2.80
60° positive insert 1 e 40
Stec) Processing types
Stainless steel
Workpiece et @ Continous cutting
Nonferrous metals (] o
Heat-resistant alloy S oinaly cutting
O Interrupted cutting
Hardened steel H
Uncocnted Grade Cutting parameter
Insert Specification % g S o
2 &
090202-LHC A 0.01-0.12 0.05-3.00
090204-LHC A 0.02-0.15 0.10-4.00
090208-LHC A 0.02-0.15 0.10-4.00
o 110201-LHC A 0.02-0.15 0.05-3.50
£ 110202-LHC A 0.02-0.20 0.10-4.00
= 110204-LHC A 0.03-0.30 0.10-4.00
§ TCGT 110208-LHC A 0.03-0.40 0.15-4.50
2 . 110302-LHC A 0.02-0.25 0.10-4.00
E o - 110304-LHC A 0.03-0.30 0.10-4.00
. 110308-LHC A 0.03-0.40 0.15-5.00
16T302-LHC A 0.02-0.30 0.05-5.00
16T304-LHC A 0.03-0.40 0.10-5.50
16T308-LHC A 0.03-0.50 0.10-5.50
090202-AL A 0.02-0.18 0.30-3.00
090204-AL A 0.02-0.25 0.30-5.00
090208-AL A 0.02-0.25 0.30-5.00
g’ 110202-AL A 0.02-0.30 0.30-4.00
% 110204-AL A 0.03-0.40 0.30-5.00
Dé 110208-AL A 0.04-0.45 0.50-6.00
g Teet 110302-AL A 0.02-0.20 0.05-4.00
% 110304-AL A 0.03-0.30 0.10-4.00
& 110308-AL A 0.03-0.40 0.10-5.00
16T302-AL A 0.03-0.45 0.30-5.00
16T304-AL A 0.04-0.50 0.50-6.00
16T308-AL A 0.05-0.60 0.05-6.00

Recommended: A
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Dimension (mm)

. Size d S d1
WN)- 'cr
; el 08 4.76 2.38 2.30

s ] 11 6.35 3.18 2.80
o s e H 16 9.525 4.76 4.40
35° positive insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o o . .I ! u. g
H | O Ordinary cutting
t-resistant
eat-resistantatioy s O Interrupted cutting
Hardened steel H
Uncocnted Grade Cutting parameter
Insert Specification = 2
© ) fn(mm/rev) ap(mm)
2 =
m o
110301-LHC A 0.02-0.15 0.05-3.00
° 110302-LHC A 0.02-0.20 0.05-3.00
'.% 110304-LHC A 0.03-0.30 0.10-3.50
5% 110308-LHC A 0.03-0.35 0.10-4.00
E i [ L
2 & VCGT 160401-LHC A 0.01-0.30 0.05-4.00
2 160402-LHC A 0.02-0.35 0.08-5.00
<
:é’ 160404-LHC A 0.03-0.40 0.12-5.50
('
160408-LHC A 0.03-.-50 0.12-6.00
160412-LHC A 0.05-0.55 0.12-6.00
VBGT 110301-AL A 0.02-0.20 0.10-2.50
110301-AL A 0.02-0.20 0.10-2.50
o 110302-AL A 0.03-0.25 0.10-3.00
'§> 110304-AL A 0.03-0.30 0.30-3.50
[e]
o - ) 7 110308-AL A 0.03-0.40 0.40-3.50
2 S
‘_E VCGT 160401-AL A 0.02-0.35 0.30-3.00
u% 160402-AL A 0.03-0.40 0.50-5.00
E 160404-AL A 0.04-0.40 0.50-6.00
160408-AL A 0.04-0.50 0.50-6.00
160412-AL A 0.05-0.50 0.50-6.00
160404-TF3 A 0.05-0.20 0.10-1.80
VBGT
o 160408-TF3 A 0.07-0.27 0.14-1.80
=
= 080202-TF3 A 0.02-0.10 0.05-1.00
=
g : @ ey ,/ 080204-TF3 A 0.02-0.10 0.05-1.00
@ > 110302-TF3 A 0.03-0.13 0.06-1.70
£ VCGT
3 110304-TF3 A 0.04-0.14 0.07-1.80
=
- 160402-TF3 A 0.04-0.14 0.07-1.80
160404-TF3 A 0.05-0.20 0.10-1.80

Recommended: A
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Dimension (mm)

od
Size d s d1
f‘% _ 06 6.00 2.38 2.30
t\; - eﬁ 08 8.00 3.18 3.40
10 10.00 3.97 4.40
aye . 12 12.00 4.76 4.40
positive Insert
Steel
Processing types
Stainless steel
it Castiron
orkpiece Continous cuttin
Nonferrous metals o o . .I ! u. g
H | O Ordinary cutting
t-resistant
eat-resistantatioy O Interrupted cutting
Hardened steel
Uncocnted Grade Cutting parameter
Insert Specification = 2
© ) fn(mm/rev) ap(mm)
2 =
m o
0602MO-LHC A 0.05-0.20 0.50-2.00
o 0803MO-LHC A 0.05-0.25 0.50-2.50
% 10T3MO-LHC A 0.10-0.30 1.00-3.00
= 1204MO-LHC A 0.10-0.35 1.00-3.50
§ RCGT
o
£
<
8
c
£

Recommended: A
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External Toolholder Identification System

R 25 25 M

@ CoBPTools

12

)

1 Clamping system

3 Type and approach angle

wa

-t

-

>

pal
]

B

| ioo
H

D

45°; ;

J
QED

7

BTop clamping type | M Composite type | D Pull pressing type ‘\90“ G K 5
107°30'
> L l b Eht Rt AN
17°30°
\ 50° 63° 75°
P Lever type SScrewtype | W Side Push type =
S T u 93 |V W g0
9 Length of cutting edge 45% 5@ 72°30
C 150° D W R W
'.- Q % X 120° | Y \s?
s T Aar V é
A %
<] —
2 Insert shape 4 Insert clearance angle 5 Cutting direction 6 Nose height 8 Tool holder length
¢ 7 T B F] R Code | Length
‘80 60°
. & 57 i E 70
- e F 80
~] L
K
125
R w P 15° \\ ; T M 150
O 7@ = N 7 Holder width P L
a0 200 |\ Q 180
S R 200
B N 1o - s 250
P e -
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Negative external turning tool index

External / End face turning

95°Tool cutting edge angle

CN..
‘9 =
%

MCLNR/L

45°Tool cutting edge angle
SN..

MSSNR/L

93°Tool cutting edge angle

3
93 A
W

MTJNR/L

95°Tool cutting edge angle
WN..

MWLNRI/L

Profiling
93°Tool cutting edge angle
DN..
3 w

93° Al’ ’

MDJNRI/L

93°Tool cutting edge angle

MVJNR/L

72°30'Tool cutting edge angle
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External turning tool - Composite clamping

Wrench

Press

plate
Wrench

Center pin

Structure features:

1. Clampped by pin and locking press plate simultaneously

2. Clamping firmly to withstand higher cutting load and impact
3. Suitable for heavy and interrupted cutting

External turning tool -Lever type

Insert
Shim
Shim pin

Lever

Wrench

— B

Screw

Applying the lever principle, the insert is locked
with forcing screw and lever, which supporting
heavy turning applications.

The insert without clearance angle will be locked

External turning tool -Screw clamping

Wrench

Screwlt

Insert

Structure features:

Less accessory and large chip pocket. The insert with clearance angle of 7°
is recommended to be clamped in this way for finish machining.
Simple structure, less accessaries, more space for cutting chips, ripped chips

for double-sided cutting, achieving high efficiency.
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CNOJOJ

95°MCLNR/L

P coBPTools I

Specification Dimension(mm) Shim Pin Press gl Wrench
Insert available Screw
. @P—n
Right hand Left hand alb|L|h|f]I 8 & s |
MCLNR1616H12 MCLNL1616H12 16 16 100 16 | 20 | 32
MCLNR2020K12 MCLNL2020K12 20 20 125 20 25 | 32
eyt VLN aeaet s ONAZ4. | o) 20 e o) o S| MC1204 | CTMGIT | HL1814 | MLOG25 [L25, L3O
MCLNR3232P12 MCLNL3232P12 32 3 170 32| 40 32
MCLNR2525M16 MCLNL2525M16 25 | 25 150 | 25 | 32 | 35
RINER e IRAaeTe ONAGOB. | 0 | 50 1o 50 | a0 o | MC1604 | CTME22 | HL2217 | MLOB3O [L30, L40
MCLNR3232P19 MCLNL3232P19 32 32 170 32 | 40 36
MCLNRA4040R19 MCLNLA040R19 e e o e et Rt B e O e e
o
93°MDJNR/L
! =g
w
] f 93° ‘ﬁ
A o
DNCIC) & .
|
03°
/
e . . . : plate
Specification Dimension(mm) Shim Pin Press Wrench
Insert available Screw
. (S §
Right hand Left hand alb|L|h|f]I 8 ¥ & Vo
MDJNR1616H11 MDJNL1616H11 16 16 100 16 | 20 | 32
MDJNR2020K 11 MDJNL2020K11 DN.1104. | 20 | 20 125 20 | 25 32 | MD1103 | CTM513 | HL2114 | ML0625 |L2.0, L3.0
MDJNR2525M11 MDUNL2525M 11 25 | 25 150 | 25 | 32 | 32
MDJNR2020K15 MDUNL2020K15 ON. 1504 2020 12520 25 38|00
MDJNR2525M15 MDJNL2525M15 N 1ae. | 2525 150 25 32 38| MO | CTMB1D | HL214 | MLOB2S [L25, L3O
MDJNR3232P15 MDJNL3232P15 1906 | 95 | 39 |170| 32 | 40 | 38




45°MSSNR/L

&P COBPTools

Q
- - 45
- < ]
SN[ -
——45° L
Specification Dimension(mm) Shim Pin Press gl Wrench
Insert available Screw
. @P-.
Right hand Left hand alb|L|h|f]1 8 = | &€ |
MSSNR2020K12 MSSNL2020K12 20 20 [125 20 @ 25 @ 34
MSSNR2525M12 MSSNL2525M12 SN..1204.. 25 |25 /150 | 25 | 32 34 | MS1204 | CTM617 | HL1814 | ML0625 |L2.0, L3.0
MSSNR3232P12 MSSNL3232P12 32132170 32 40 | 34
MSSNR2525M15 MSSNL2525M15 25 | 25 (150 | 25 | 32 | 36
MSSNR3232P15 MSSNL3232P15 SN..1506.. 32 32 170 32 | 40 | 45 MS1504 | CTM822 | HL2217 | ML0830 |L3.0, L4.0
MSSNR3232P19 MSSNL3232P19 32 (32170 | 32 | 40 | 50
MSSNRAO4OR19 MSSNLAO40R19 SN..1906.. 40 40 200 40 50 50 MS1904 | CTM1022 | HL2217 | ML0830 L4.0
(o]
93°MTJNR/L
5%
$ o © e s —— g — —
. {
R 93
— N |
TNCICD l
93°
/
Specification Dimension(mm) Shim Pin Press pEts Wrench
Insert available Screw
. (= S
Right hand Left hand alb|L|h|f]|]! § U & f
MTJNR1616H16 MTJNL1616H16 16 | 16 | 100 | 16 | 20 | 28
MTJNR2020K 16 MTJNL2020K16 20 | 20 |125| 20 | 25 | 28
MTJINR2525M16 MTJNL2525M16 TN..1604.. o5 | 25 150 25 | 32 | 28 MT1603 | CTM513 | HL1814 | ML0625 | L2.0,L3.0
MTJINR3232P16 MTJNL3232P16 32|32 |170| 32 | 40 | 28
MTJNR2525M22 MTJNL2525M22 25 25 | 150 25 32 32
MTJINR3232P22 MTJINL3232P22 TN..2204.. 32 | 32 170 | 32 | 40 | 32 | MT2204 | CTM617 | HL1917 | ML0830 | L2.5L4.0
MTJNR4040R22 MTJNL4040R22 40 | 40 | 200 40 | 50 @ 32
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93°MVJNRI/L

) 47°
\ | ' 93° =
B & o |
VNOIO o) B
|
93°
I
e : ; ; : plate
Specification Dimension(mm) Shim Pin Press Wrench
Insert available Screw
Right hand Left hand alb|L]n|f] 8 ¥ s |
MVJNR1616K16 MVJINL1616K16 16 | 16 | 100 16 | 20 | 36
MVJNR2020K16 MVJINL2020K16 20 | 20 |125| 20 | 25 | 36
MVINR2525M16 MVJINL2525M16 VN..1604.. 25 | o5 150 25 | 32 | 42 MV1603 | CTM513 | HL2414 | ML0625 | L2.0,L3.0
MVJNR3232P16 MVJINL3232P16 32 | 32 1170 | 32 | 40 | 42
o] [
72°30MVVNN
140 N @© |
\ he =]
WO |
72°30
\" L
- Dimension(mm) Shim Pin Press Sf)late Wrench
Specification Insert available crew
©—n
a b L h f I 8 S s |
MVVNN2020K16 20 20 [125 20 @ 10 | 42
MVVNN2525M16 VN..1604.. 25 | 25 150 25 125 42 MV1603 | CTM513 | HL2414 | ML0625 | L2.0,L3.0
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95°MWLNR/L

&P COBPTools

(19
= 950
e o)
WNOO =
95°
1
e : : : ; plate
Specification Dimension(mm) Shim Pin Press Wrench
Insert available Screw
. =
Right hand Left hand a|b | L|h|f]|] § U § //\
MWLNR1616H06 MWLNL1616H06 16 | 16 | 100 16 | 20 | 27
MWLNR2020K06 MWLNL2020K06 WN..0604.. 20 20 125| 20 | 25 | 27 | MWO0603 | CTM513 | HL1814 | ML0625 | L2.0,L3.0
MWLNR2525M06 MWLNL2525M06 25 | 25 |150| 25 | 32 | 27
MWLNR1616H08 MWLNL1616H08 16 | 16 | 100 | 16 | 20 | 27
MWLNR2020K08 MWLNL2020K08 20 | 20 [ 125 20 | 25 | 27
MWLNR2525M08 MWLNL2525M08 WN..0804.. 25 | 25 | 150 | 25 | 32 | 27 | MW0804 | CTM617 | HL1814 | ML0625 | L2.5L3.0
MWLNR3232P08 MWLNL3232P08 32 32 170| 32 | 40 | 27
MWLNR4040R08 MWLNL4040R08 40 | 40 | 200 | 40 | 50 | 30
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Positive external turning tool index

External /Face turning Profiling

95°Tool cutting edge angle

CC..

SCLCRI/L

75°Tool cutting edge angle
SC..

SSBCRI/L

93°Tool cutting edge angle

.

93°

SDJCRI/L

45°Tool cutting edge angle

R
3

SSSCN

| sc.

93°Tool cutting edge angle

SVJCRIL

93°Tool cutting edge angle

SVJBRI/L



95°SCLCRI/L

&P COBPTools

| 95°
ccoO
Specification Dimension(mm) Screw Wrench
Insert available

Right hand Left hand a b L h f | § %
SCLCR1010F08 SCLCL1010F06 CC..0602. 10 10 70 10 12 12| M25x T8
SCLCR1212F09 SCLCL1212F09 2 12 8 12 16 16
SCLCR1616H09 SCLCL1616H09 16 16 | 100 16 20 @ 16
SCLCR2020K09 SCLCL2020K09 SIS 20 2 125 2 | 25 16| M e
SCLCR2525M09 SCLCL2525M09 25 25 150 | 25 | 32 | 16
SCLCR2020K12 SCLCL2020K12 20 20 125 2 25 2
SCLCR2525M12 SCLCL2525M12 CC..1204.. 25 25 150 | 25 | 32 | 20 M5x12 20
SCLCR3232P12 SCLCL3232P12 2 32 170 32 | 4 2

o
93°SDJCR/L
0 27
03
pcl0]
Specification Dimension(mm) Screw Wrench
Insert available

Right hand Left hand a b L h f | § %
SDJCR1010F07 SDJCL1010F07 10 10 8 10 12 14
SDJCR1212F07 SDJCL1212F07 DC..0702.. 1212 80 12 16 14| M58 T8
SDJCR1616H07 SDJCL1616H07 16 16 100 16 20 @ 14

SDJCR1212F11 SDJCL1212F11 2 12 8 12 16 2
SDJCR1616H11 SDJCL1616H11 16 16 | 100 16 20 @ 20
SDJCR2020K11 SDJCL2020K 11 B3 20 2 1252 | 25 20 | M I
SDJCR2525M11 SDJCL2525M11 25 25 150 | 25 | 32 | 2
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75°SSBCRI/L

o L
sc™ |
75 1
Specification Dimension(mm) Screw Wrench
Insert available
Right hand Left hand a b L h f | § %
SSBCR1212F09 SSBCL1212F09 12 [ 12 8 | 12 95 | 18
SSBCR1616H09 SSBCL1616H09 SC..09T3 16 | 16 | 100 16 @ 12 | 18 M3.5x9 T15
SSBCR2020K09 SSBCL2020K09 20 20 125 | 20 @ 17 | 18
SSBCR2020K12 SSBCL2020K12 20 | 20 125 20 | 17 | 22
SSBCR2525M12 SSBCL2525M12 S 25 | 25 150 25 | 22 | 22 e iey
o
45°SSSCN
- - { e
N B [¢)
_ ~ 45°
(o] i
scd
|
**55 L |
Specification Dimension(mm) Screw Wrench
Insert available
Right hand Left hand a b L h f | § %
SSSCR1212F09 SSSCL1212F09 12 12 8 | 12 16 | 16
SSSCR1616H09 SSSCL1616H09 16 | 16 | 100 16 @ 20 | 16
SSSCR2020K09 SSSCL2020K09 tlbilen 20 2 125 20 | 25 18 | -00MS9 il
SSSCR2525M09 SSSCL2525M09 25 | 25 | 150 25 | 32 | 25
SSSCR2525M12 SSSCL2525M12 SC..1204.. 25 | 25 150 | 25 | 32 | 25 | L60M5x12 T20
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93°SVJCRI/L

I <P cOBPTools

47
G ¥ -
vero ° -
|
03°
- L
Specification Dimension(mm) Screw Wrench
Insert available
Right hand Left hand a b L h f | § %
SVICRI2A2F11 SVICLA212F11 12 12 8 12 16 2
SVJCRIG16H11 SVJCL1B16HT 16 16 100 16 20 25
SVJCR2020K11 SVJCL2020K11 i 20 20 125 20 25 32| M &
SVJCR2525M11 SVJCL2525M11 %5 25 150 25 | 32 | 38
SVJCR1616H16 SVJCL1616H16 16 16 100 16 20 @ 30
SVJCR2020K16 SVJCL2020K16 20 20 125 2 | 25 3
SVJCR2525M16 SVICL2525M16 it 25 25 150 | 25 | 32 | 40 | M3 i
SVJCR3232P16 SVJCL3232P16 2 32 170 32 | 4 | 45
o
93°SVJBR/L
- - |
R 1 |
0 ] ] 7
VB °. )
I
93°
L L
Specification Dimension(mm) Screw Wrench
Insert available
Right hand Left hand a b L h f | § %
SVJBR1212F11 SVJBL1212F11 2 12 8 12 16 2
SVJBRIB16H11 SVJBLAG16HT1 6 16 | 100 16 20 25
SVJBR2020K11 SVJBL2020K11 st 20 20 125 20 | 25 3 | -0M258 ié
SVJBR2525M11 SVJBL2525M 11 25 25 150 | 25 32 | 38
SVJBR1616H16 SVJBL1616H16 16 16 | 100 16 20 @ 30
SVJBR2020K16 SVJBL2020K16 20 20 125 20 25 3
SVJBR2525M16 SVJBL2525M16 aatiis 25 | 25 150 | 25 | 32 | 40 | -BOM35 e
SVJBR3232P16 SVJBL3232P16 2 32 170 32 | 40 | 45
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Boring tool identification system

S 32 U - S T F C R 16

2 3 2

3 Length of 8 Cutting edge
1 Toolholder types i 5 Insert shape 7 Clearance angle length
S | Steel holder P 80
H | 100 T B T
A | Steel holder with cooling hole K 125 5 e
B | Steel holder with cushioning system L 10 E 90°
o 180 s| P Cl si |\
D | Steel holder with cushioning system R 200
_ S | 250 . y/
C | Carbide holder T | @a0 c | - c
E | Carbide holder with cooling hole U 350 — - -
v 400 N
F | Carbide holder with clamping system W 450 D 0o " . ‘v
G Carbide holder with cooling hole and -
cushioning syste
H | Heavy metal holder
v v A
J | Heavy metal holder with cooling hole

2 Tool Diameter 4 Clamping (t00|6cz‘t’t?:lg‘;zgggigle) 8 Cutting direction
S -
C F /_’], H
>

Top clampingtype K 7m e

‘ R

M L QZ[’ >F

Composite pressing type H
L

& 4

: u *’KF
Lever pressing type

:

Screw pressing type

095
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Positive boring tool index

Boring machining Profiling
95°Tool cutting edge angle 107°5'Tool cutting edge angle
CC.. DC..
[ Pz
7
v 7z Ly
SCLCRI/L ‘ SDQCR/L
90°Tool cutting edge angle 93°Tool cutting edge angle
| TG DC..
Yz V77222
S L a zy
7//?///////4 Y £

STFCRI/L | SDUCRI/L

096
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SCLCRI/L

22

097

Dmin
ccono
Specification Dimension(mm) Screw | Wrench
Insert available
Right hand Left hand Dmn ©d f L |  h a° & b
SO7K-SCLCR06 SO7K-SCLCLO 8 7 5 15 18 7 15
S08K-SCLCRO6 S08K-SCLCLO 9 | 8 55 125 18 7 13
S10K-SCLCRO6 S10K-SCLCLOG o | 10| 7 125 22| 9 | 12| M6 T8
S12M-SCLCRO S12M-SCLCLOG 13 12 8 150 25 A1 10
S12M-SCLCR09 $12M-SCLCLO 6 12| 55 150 27 | M | 12
S14M-SCLCR09 S14M-SCLCLO9 15 14| 8 150 27 13 12
$16Q-SCLCR09 $16Q-SCLCLO9 17 16 11 180 34 15 10
$20Q-SCLCR09 $200-SCLCL09 ek 21| 20| 13 | 180 | 38 | 18 | & | MSX9 | TI5
S25R-SCLCR09 S25R-SCLCL09 % 25 17 200 45 23 6
$325-SCLCR09 $325-SCLCLO9 33 32 22 250 45 30 4
S20Q-SCLCR12 $20Q-SCLCL12 2 20 13180 42 18 8
S25R-SCLCR12 S25R-SCLCL12 % 25 17 200 45 23 8
$325-SCLCR12 $325-SCLCL12 CC.1204. | 33 | 52 | 22 [250| 45 | 30 | 6 | MOXT2 | T2
S40T-SCLCR12 S40T-SCLCL12 M 40 | 27 | 300 48 38 | 4
pcO0 mn
Specification Dimension(mm) Screw | Wrench
Insert available
Right hand Left hand Dmin ®d | f L | h | a° § %
S08K-SDQCR07 S08K-SDQCLO7 10 8 6 125 18 7 12
S10K-SDQCR07 S10K-SDQCLO7 0. 0702 M1 7 125 24 9 10
S12M-SDQCRO7 S12M-SDQCLO7 ol 15 12 9 150 30 11 8 | M25x6 | T8
S16N-SDQCRO7 S16N-SDQCLOT 17 16 11 160 30 15 | 6
$200-SDQCR11 $20Q-SDQCLA1 23 20 13 180 42 18 5
S25R-SDQCR11 S25R-SDQCL11 DC.1T3. 20 25 17 | 200 425 23 | 4 | M35x9 | T15
$325-SDQCR11 $325-SDQCL1 40 32 22 250 45 | 30 4




SDUCRI/L

DCLI[]

&P COBPTools

Dmin
Specification Dimension(mm) Screw | Wrench
Insert available
Right hand Left hand Dmin ®d f L | | h a & b
S10K-SDUCRO7 S10K-SDUCLO07 15 | 10 8 | 125 25 9 10
S12M-SDUCRO07 S12M-SDUCLO07 DC..0702.. 17 | 12 9 |150| 25 | M 8 M2.5X 6 T8
$16Q-SDUCR07 $16Q-SDUCL0O7 2 16| 11 180 30 | 15 | 6
S16Q-SDUCR11 S16Q-SDUCL11 19 | 16 | 11 | 180 | 34 | 15 6
$20Q-SDUCR11 $20Q-SDUCL11 23 |20 | 13 /180 40 18 6
S25R-SDUCR11 S25R-SDUCL11 29 | 25 | 17 | 200 | 42 | 23 4
S$32S-SDUCR11 S$32S-SDUCL11 el 38 | 32 | 22 | 250 45 30 4 e L
S40T-SDUCR11 S40T-SDUCL11 45 | 40 | 25 | 300 50 @ 38 2
S50U-SDUCR11 S50U-SDUCL11 60 | 50 | 31 350 55 | 48 | 0
V277
———
Tcod
Specification Dimension(mm) Screw | Wrench
Insert available
Right hand Left hand Dmin ®d| f L | h | a® § %
SO08K-STFCR09 S08K-STFCLO09 9 8 | 55125 20 | 7 | 15
S10K-STFCR09 S10K-STFCL09 TC..0902.. 1] 10 6 | 125 24 9 13 | M2.2X5 T6
S12M-STFCR09 S12M-STFCL09 13 | 12 7 11501 27 | 11| 10
S10K-STFCR11 S10K-STFCL11 110 6 125 24 | 9 | 12 M2.5X 6 T8
S12M-STFCR11 S12M-STFCL11 TC.1102 13 | 12 7 1150 26 @ 11 10 ’
S16Q-STFCR11 S16Q-STFCL11 v v 17 | 16 9 |180| 32 | 15 8 M25X8 T8
S20Q-STFCR11 S20Q-STFCL11 21120 | 11 180 40 | 18 | 6 ’
S20Q-STFCR16 S20Q-STFCL16 22 | 20 |115|180| 42 | 18 | 8
S25R-STFCR16 S25R-STFCL16 26 | 25 | 14 | 200 42 @ 23 6
§32S-STFCR16 $32S-STFCL16 1G58, 33 | 32 | 175|250 | 45 | 30 | 6 | M35X9 T15
S40T-STFCR16 S40T-STFCL16 43 | 40 1235300 | 60 | 38 4
S50U-STFCR16 S50U-STFCL16 51 | 50 | 26.5| 350 | 65 | 48 4
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Technical data

External turning tool

1-Turning

2-Face turning

3 4 (o 3-Profiled turning

4-Plunge turning

5-External turning of minor diameter and slender shaft parts

099

Insert shape Negative inserts ’ Positive inserts
Clamping Mtypeﬁ Ptype@ STypeW

General turning and ] I ° P Py

endface turning L
o i ; - .
3 | Profiling turning =‘II °® ) ®
®
o
5 B [ ] [ ]
@ | Endface turning ° ° [ J

. [ ]
Plunge Turning = P4

Boring tool

Insert shape

Negative inserts ‘ Positive inserts

Clamping Mtypeﬁ Ptype@ STypew
Generalturningand | | | |
eneral turning an

endface turning ) ® ® [
_U L
§ T
® | Profiling turning [ ) [ ) [ )
¢ 1
«

Endface turning tl: o [} [ J

@® ® = Recommended
@ = Optional
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Technical data

The Nose radius and feed

The nose radius has an impact on the following: When choosing the feed for roughing, the recommended value should not
-Cutting edge strength in rough processing be exceeded the following chart. Based on the experiences,the feed can
-Surface roughness in finishing processing be choosen as follows:

. f, =0. 5XNose radius
Rough processing

-To improve the cutting edge strength, the Guide of the maximun feed for different nose radius
insert with big nose radiu will be selected
as much as possible

-Big nose radius allows large feed Nose radiusr (mm) 0.4 0.8 1.2 1.6 2.4

-If there is vibration tendency,choosing a

smaller nose radius. The maximum feed

recommendedf,(mm/rev) 0.25-0.35 0.4-0.7 0.5-1.0 0.7-1.3 1.0-1.8

The nose radius of the frequently used insertis 1.2-1.6mm in roughing processing
The maximum recommended feed is 2/3 of the nose radius

The following inserts are suitable for high feed cutting:

-High strength cutting edge and the tool included angle is 60°at least

-The tool cutting edge angle is less than 90°

-The workpiece has good machinanility and can be
machined at medium and low cutting speed

The factors to be considered when
choosing a boring bar

The factors to be considered when choosing a
boring tool for operations sensitive to vibration:

r=0.8-1.2mm

-Choose the tool cutting edge angle close to 90°,

but notless than 75° * =
-Choose the insert with small nose radius D D
-Choose the insert with correct rake angle

The favorable and negative factors that affect the vibration trendency,
and it trends to increase at the right side

and the insert with better strength leads to larger vibration.From left to right,

O D D v U 5 The common shape of the insert is shown as picture from right to the left ,
+ 1 +

C the stength become weaker and weaker but with enhanced versatility and
+ 9 = p less machine power.
S:Cutting edge strength C:Versatility
V:Vibration tendency P:Power required
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Technical data

Finishing processing
Surface roughness and tolerance are not only affected by the nose radius and feed rate,but also by the stability of the workpiece
clamping, the overall condition of the fixture and the machine tool

If there is vibration tendency when improving the surface accuracy by increasing the cutting speed and using non-negative rake
angles, choose the insert with smaller nose radius.

£
2
g 5
x E . .
fn x The theoretical calculation formula of surface roughness
60 | |
50 T f.2
Rmax=§% x 1000 ,1m
40
30 1 max=Residual area height,
20 1 r= Nose radius,mm
10 T
‘ ; ‘ ‘ ; ‘ ' ' -— f,=Feed per revolution,mm/rev
005 010 015 020 025 030 035 040
f,(mm/rev)

The relationship of the surface roughness, nose radius,and feed

The radius and feed(mm/rev)
Rt Ra ISO 1302
r=0.4 r=0.8 r=1.2 r=1.6
25
/Rt100 12.5-25 & 0.51 0.69 0.88
125 0.27
VRi63 6.3-25 : 0.43 0.56 0.68
VRt40 4.9-6.3 A 0.25 0.37 0.49 0.57
VRt31.5 4.0-4.9 0.22 0.32 0.41 0.47
VR25 2.5-4.0 - 0.20 0.28 0.36 0.39
Rt16 1.6-2.5 0.15 0.22 0.29 0.31
1.6
VR0 1.0-1.6 0.10 0.13 0.18 0.20
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Aluminum hub processing

Bangpu cutting tool solutions - the leader in aluminum wheel machining

The aluminum wheel is required to be machined with tools of high hardness at higher cutting speed since a huge centrifugal force
will be generated during the Process. Bangpu has been offering comprehensive solutions for decades with optimized indexable
inserts to machine the aluminum wheel.Today we are a full service manufacturer providing the excellent tools for every process
in Wheel hub manufacturing. At present, it is used for automobile, motorcycle and other aluminum wheel machining

/4 4
v/

GDMAB40E-AF
(Ordinary processing)

GDMAB840E-AN
(Semi-finishing)

GDMAB840E-AL
(Semi-finishing)

>

Large rake angle,sharp cutting
edge with open type chip breaker

(%

Large rake angle,sharp cutting
edge with enclosed type chip breaker

Big front angle and rake angle, sharp cutting
edge, enclosed chipbreaker

GIP600-300-LHC
(Ordinary processing)

GIP600-300-AL
(Semi-finishing)

VCGT...-LHC
(Ordinary processing)

Large rake angle,sharp cutting
edge with open type chip breaker

Large rake angle,sharp cutting
edge with enclosed type chip breaker

Waved chip pocket and
sharp cutting edge

VCGT...-AL (Roughing)

VCGT...-.LHK
(Chip-breaking processing)

GIPATYZ-35V-1.2-LHC (Finishing)

&/

Sharp cutting edge with
wide chip pocket

Large rake angle,sharp cutting
edge with open type chip breaker

Big rake angle and
clearance angle
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Application for aluminum wheel hub machining

B - type machining

D - type machining

C - type machining

Recomended cutting condition

Cutting SpeedV(m/min)

1SO Material Condition Kc(Mpa) Uncoated
BU810 BH3110 BUS11
: . Not Hardened 500-600 1000-2500 1000-2500 800-2200
Aluminum Alloy (casting) Hardened 700-900 400-1200 400-1200 400-1000
. . Not Hardened 700-800 1000-2500 1000-2500 800-2200
AluminamAlloy (forging) Hardened 800-950 400-1200 400-1200 400-1000
Copper Alloy 700-900 400-1000 400-1000 400-1000
Magnesium Alloy 700-800 300-1000 300-1000 300-1000
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Characteristics

Chipbreaker AF

‘-&» ., -
* Excellent Chip breaker design for general machining of aluminum

* Large rake angle and clearance angle design helps faster and smoother cutting

* Unique installation mode makes it more stable.

@ Designed with included angle 20°
between the top and bottom side

* Ensure that the insert is installed in the best way

@ Open chipbreaker design

* Special rake angle and cutting edge inclination angle to redN?

cutting resistance R — o
* Ensure stable chip control when cutting depth and feed is unstable

» Sharp edge and wide pocket to reduce chip sticky tendency in unstable boring condition

Characteristics of
Chipbreaker AN

* Excellent chip breaker design for forging aluminum wheel hub
* Large rake angle and clearance angle design helps faster and

smoother cutting

i \ }'\ \ ““ * Unique installation mode makes it more stable.
I Ry
@ Innovative anti-skid slot design

* Anti-skid slot design increased friction
* Ensure more stable installation

= “ S—
/ / * Improve safety during high speed machining

@ Enclosed chipbreaker design

\ / * The chips leaves the insert faster to prevent from sticking
- -

* Special design for machining high strength aluminum alloy with

smoother chip evacuation

* Improve automated efficiency
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Insert for aluminum wheel hub series

Uncocnted Grade: Dimensions(mm)
Application Shape = = Geomet
PP P = S L W d S d1 r a° v
o m
GDMAS840E-AL A |30.00 8.00 = 6.89 = 4 =
&3
"o
GDMAB840E-AF A |[30.00 8.00 - 6.89 - 4 -
o
GDMAB840E-AN A |[30.00 8.00 - 6.89 - 4 -
2 /‘?
e
3 O
<
2
IS
>
=
=
= GIP600-300-AL A |18.00 6.00 - 6.50 - 3 -
G
(o]
B (177
Q & 4
o ¥
3 &7 = r
: | - &3
GIP600E-300-LHC| A A |[18.00 6.00 = 6.50 = 3 2
= (T
[z | = r
L
GIPATYZ-35V-1.2-LHC| A A |30.00 6.00 - 7.00 - 1.2 -
%4 \‘&aa
I e N3
L

Recommended: A
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Insert for aluminum wheel hub series

Uncocnted Grade: Dimensions(mm)
4 . o o —
Application Shape % % % . o . . o . " Geometry
m m 0O
VCGT160408-AL | A - - 953 476 440 080 7
VCGT160412-AL | A - - 953 476 440 120 7
A VCGT220530-AL | A - - 1270 556 550 300 7 S
,‘,/ VCGT220530E-AL| A il - - 1270 556 550 300 7 |¥ ® od
r
VCGT160408-LHC A - - 953 476 440 080 7
VCGT160412-LHC A - - 953 476 440 120 7
Qo
=] v = =
E ;‘\;7 VCGT220520-LHC A 12.70 556 550 200 7
8 \é;/ VCGT220530-LHC A A| - - 1270 556 550 3.00 7
i VCGT220530E-LHC A A| - - 1270 556 550 3.00 7
E
£
2 VCGT160412-LHK A - - 953 476 440 120 7
° VCGT220530-LHK A A| - - 1270 556 550 3.00 7
=
£ > i - Wt 11 e 5
’ A=y VPeT220516-LHK A 1270 556 550 160 7 A
8 &
o
VPGT220612E-LHC A - - 1270 635 550 120 11
> . o 0
/@ odl [ ||
é—, - 35 a oq
r

Recommended: A
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Holder for aluminum wheel hub processing

/ ' I
e ,,
GDMACIC]
E{ RIL: f
R Right hand holder /
GIPLI] L Left hand holder The picture shows R
Dimensions(mm) Screw Wrench
Type Inserts
L B H=H1 T-MAX S ; /\
BUMPRIL 2525-R3-150 150 25 25 24 24 GIP600-300**
BUMPRIL 2525-R4-150 150 25 25 24 | 24 GDMABA0™ M6x30 L5.0
BUMPRIL 3232-R4-170 170 32 32 24 315
Holder for aluminum wheel hub processing
\ A
:l-\ f I,
VCGTOII ,/
RIL:
R Right hand holder
L Left hand holder The picture shows R
Dimensions(mm) Screw Wrench
Type Inserts
L B H S ; /§
SVJCRI/L-2525-M16 150 25 25 32 "
SVHCRIL-2525-M16 150 25 25 2 VeIt LR hilis
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Holder for aluminum wheel hub processing

N S
H
oD
£

// m ’ o

U =

U// 250 | L | |

GDMALI[] |

R/L: !

R Right hand holder |

L Left hand holder The picture shows R |

Dimensions(mm) Screw Wrench
Type Inserts
L oD H L1 5 @dmin ; f
BUMPRI/L 50C-05A-R4-300 300 50 47 87 27 65
BUMPRI/L 50C-08A-R4-300 300 50 47 87 27 65
BUMPRI/L 50C-15A-R4-300 300 50 47 87 27 65
BUMPRI/L 50C-05A-R4-350 350 50 47 87 27 65
BUMPRI/L 50C-08A-R4-350 350 50 47 87 27 65
BUMPRI/L 50C-15A-R4-350 350 50 47 87 27 65
BUMPRIL 40C-05A-230 230 40 37 87 22 55
BUMPRI/L 40C-08A-230 230 40 37 87 22 55 GDMAB40** M6x30 L5.0

BUMPRI/L 40C-15A-230 230 40 37 87 22 55
BUMPRIL 40C-05A-250 250 40 37 87 22 55
BUMPRI/L 40C-08A-250 250 40 37 87 22 55
BUMPRI/L 40C-15A-250 250 40 37 87 22 55
BUMPRI/L 40C-05A-300 300 40 37 87 22 55
BUMPRI/L 40C-08A-300 300 40 Bl 87 22 585
BUMPRI/L 40C-15A-300 300 40 37 87 22 55

Holder for aluminum wheel hub processing

Wi
H
- L — | oD
E
a}? p=3 130 B
& (-] (o
L
VCGTOI !
R/L:
R Right hand holder
L Left hand holder The picture shows R
Dimensions(mm) Screw Wrench
Type Inserts
L oD H L1 S @dmin ; f’
A40T-SVQCR/L22-20 300 40 37 80 27 45
A40S-SVQCR/L22-230 230 40 81l 80 27 45
A40S-SVQCR/L22-250 250 40 37 80 27 45 "
A40T-SVQCRIL22 300 | 40 37 80 27 45 yEs20 So0Lt2 20
A50T-SVQCR/L22 300 50 47 80 32 55
A50U-SVQCR/L22 350 50 47 80 42 55
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Holder for aluminum wheel hub processing

W /
L H of
= g 105 -
/u) (%) \\\
L :
veeTOO h
RI/L: 1 .
R Right hand holder |
L Left hand holder The picture shows R ‘
Dimensions(mm) Screw Wrench
Type Inserts
L ®D H L1 ¢dmin S f /\'
A40S-SVUCRIL 16-230 230 40 37 80 45 27
A40S-SVUCRIL 16-250 250 40 S 80 45 27
A40T-SVUCR/L 16 300 40 37 80 45 27 "
A50T-SVUCRIL 16 300 50 47 80 55 32 MRl LR il
A50U-SVUCRIL 16 350 50 47 80 55 32
A32S-SVUCRI/L 16 230 32 30 60 38 22
Holder for aluminum wheel hub processing
_—M ///
Lt i o -
P §| 15 _
A / » © 7
L
VPGTLI[] B
RIL: ;
R Right hand holder !
L Left hand holder The picture shows R 1
Dimensions(mm) Screw Wrench
Type Inserts
L oD H L1 | ¢dmin S ? /§
A40T-SVQPRIL 22-300 300 40 37 80 45 27
A40S-SVQPRIL 22-230 230 40 814 80 45 27
A40S-SVQPRIL 22-250 250 40 37 80 45 27 "
A4OT-SVQPRIL 22 300 40 37 80 45 27 HIFETZEN SRR S
A50T-SVQPRIL 22 300 50 47 80 55 32
A50U-SVQPRIL 22 350 50 47 80 55 82
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Holder for Aluminum Wheel Hub Processing

I
H
oD
N
(15
GIPATYZO[ 2
RI/L:
R Right hand holder
L Left hand holder The picture shows R
Dimensions(mm) Screw Wrench
Type Inserts
L ®D H L] S @dmin ? f
BUMPRI/L 40C-112.5A-R1.2-300 300 40 37 87 27 45 "
BUMPRIL 50C-112.5A-R1.2-300 300 50 47 87 | 27 45 SRAnE2 Mo L

Holder for Aluminum Wheel Hub Processing

oD
=
VCGTOII
RIL:
R Right hand holder
L Left hand holder The picture shows R
Dimensions(mm) Screw Wrench
Type Inserts
L oD H L1 | odmin S ; f
A40S-SVUCRIL 16-230 230 40 37 80 45 27
A40S-SVUCRIL 16-250 250 40 37 80 45 27
A40T-SVUCRIL 16 300 40 37 80 45 27 o
ASOT-SVUCRIL 16 30 | 50 | 47 | & | 5 | ® VeGT1604 S40L09 | HT1S
A50U-SVUCRIL 16 350 50 47 80 55 32
A32S-SVUCRIL 16 230 32 30 60 38 22

110



Threading Tools

o
» o

.

o

&
[




I <P cOBPTools

Threading insert coding rule

16| | 1 | |R| [1.75] | ISO | BPP252

1 2 3 4 5 6
1 Insert dimension 2 Cutting type 3 RH/LH insert
L(mm) \C. PN R | Right Hand Insert
06 3.97mm=5/32" @
08 4.76mm=3/16" 1 L | Left Hand Insert
11 6.35mm=1/4"
16 9.525mm=3/8" E External
22 12.7mm=1/2" | Internal
27 15.875mm=5/8"
IC.
o
i an
gj g
(profile/hour)
4 Pitch code 5 Thread profiles type 6 Insert material
Full thread profile 60 Partial Profile 60°
(Number for pitch) 55 | Partial Profile 55° BPP252 Sion
ainless steel
0.35~9.0mm 1S0 | ISO metric
72-2 TPI
72-2TPI (profile/inch) Steel
V type BPG308 Stainl'ess steel
Cast iron

(Letters for scope)
mm TPl (profile/inch)
A 05~1.5 48~16
AG 0.5~3.0 48~8
G 1.75~3.0 14~8
N 3560 7~5
U 5590 45~275
Q 5560 4.5~4
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Partial profile 60°

External < y

Internal

p

External

Standard

Lead&Pitch Type Dimensions(mm) Coating
o~ 2]
Insert IC ) Q =
mm TPI Right hand Left hand X Y o [0}
& &
1/4" 0.5~1.5 48~16 11ER A 60 11EL A 60 0.8 0.9 A A
0.5~1.5 48~16 16ER A 60  16EL A 60 0.8 0.9 A A
3/8" 0.5~3.0 48~8 16ER AG 60 16EL AG 60 1.2 1.7 A A
1.75~3.0 14~8 16ER G 60 16EL G 60 1.2 1.7 A A
Recommended: A
- L] o
Partial profile 60
Internal y ><
Internal
External
Standard
Lead&Pitch Type Dimensions(mm) Coating
Insert IC . % §
mm TPI Right hand Left hand X Y4 o o
& &
3/16" 0.5~1.5 48~16 08IR A 60 08IL A 60 0.8 0.6 A A
1/4" 0.5~1.5 48~16 11IR A 60 11IL A 60 0.8 0.9 A A
0.5~1.5 48~16 16IR A 60 16IL A 60 0.8 0.9 A A
3/8" 0.5~3.0 48~8 16IR AG60 16IL AG 60 1:2 1.7 A A
1.75~3.0 14~8 16IR G 60 16IL G 60 1.2 1.7 A A

Recommended: A
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Partial profile 55°

External =< Y

Internal

A

External
Standard
Lead&Pitch Type Dimension (mm) Coating

o (2]

Insert IC ) Q =

mm TPI Right hand Left hand X Y o [0}

& &

1/4" 0.5~1.5 48~16 11ERA 55 11ELA 55 0.8 0.9 A A

0.5~1.5 48~16 16ERA 55 16ELA 55 0.8 0.9 A A

3/8" 0.5~3.0 48~8 16ERAG 55 16ELAG 55 1.2 1.7 A A

1.75~3.0 14~8 16ER G 55 16EL G 55 1.2 1.7 A A

Recommended: A
L] L] o
Partial profile 55
Internal
Internal
External
Standard
Lead&Pitch Type Dimensions(mm) Coating

Insert IC % §

mm TPI Right hand Left hand X Y a 1)

& &

1/4" 0.5~1.5 48~16 11IRA 55 11ILA 55 0.8 0.9 A A

0.5~1.5 48~16 16IRA 55 16ILA 55 0.8 0.9 A A

3/8" 0.5~3.0 48~8 16IR AG 55 16IL AG 55 1.2 1.7 A A

1:75=3.0 14~8 16IR G 55 16IL G 55 1:2 1.7 A A

Recommended: A



@ CoBPTools

ISO metric

External ><

Internal

External
Standard

Pitch Type Dimension (mm) Coating
insert e (mm) Right hand Left hand hmin X Y R g %
o o
0.5 11ER 0.501SO 11EL 0.50ISO 0.29 0.6 0.4 0.072 A A
0.75 11ER 0.751SO 11EL 0.75ISO 0.45 0.6 0.6 0.1 A A
. 0.8 11ER 0.801SO 11EL 0.80ISO 0.49 0.6 0.6 0.12 A A
ha 1.0 11ER 1.00I1SO 11EL 1.00ISO 0.6 0.6 0.7 0.14 A A
1.25 11ER 1.251SO 11EL 1.25ISO 0.74 0.6 0.9 0.18 A A
1.5 11ER 1.501SO 11EL 1.50ISO 0.9 0.6 1.0 0.22 A A
0.5 16ER 0.50I1SO 16EL 0.501SO 0.29 0.6 0.6  0.072 A A
0.75 16ER 0.75ISO 16EL 0.75ISO 0.45 0.6 0.6 0.1 A A
1.0 16ER 1.00ISO 16EL 1.00I1SO 0.6 0.7 0.7 0.14 A A
1.25 16ER 1.251SO 16EL 1.251SO 0.74 0.8 0.9 0.18 A A
3/8" 1.50 16ER 1.501SO 16EL 1.501SO 0.9 0.8 1.0 0.22 A A
1.75 16ER 1.751SO 16EL 1.751SO 1.06 0.9 1.2 0.25 A A
2.0 16ER 2.00ISO 16EL 2.00ISO 1.21 1.0 1.3 0.29 A A
2:5 16ER 2.50ISO 16EL 2.501SO 1.51 11 1.5 0.36 A A
3.0 16ER 3.00I1SO 16EL 3.00I1SO 1.83 1:2 1.6 0.43 A A
3.5 22ER 3.501SO 22EL 3.501SO 213 1.6 23 0.505 A A
. 4.0 22ER 4.00ISO 22EL 4.001SO 2.44 1.6 2.3 0.577 A A
2 4.5 22ER 4.501SO 22EL 4.501SO 2.74 1.7 24 0.65 A A
5.0 22ER 5.001SO 22EL 5.00I1SO 3.05 1.7 2.5 0.722 A A
. 5.5 27ER 5.501SO 27EL 5.501SO 3.34 1.9 2.7 0.79 A A
5/8 A Y

6.0 27ER 6.001SO 27EL 6.001SO 3.65 2.0 29  0.866

Recommended: A
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ISO metric

Internal

Internal

@ CoBPTools

External
Standard

Pitch Dimension (mm) Coating
insert e Pitch Right hand Left hand hmin X Y R g %
o o
0.50 11IR 0.501SO 11IL 0.501SO 0.29 0.6 0.6  0.036 A A
0.75 11IR 0.751SO 11IL 0.751SO 0.43 0.6 0.6 0.05 A A
1.00 11IR 1.001SO 11IL 1.001SO 0.58 0.6 0.6 0.07 A A
1/4" 1.25 11IR 1.251SO 11IL 1.251SO 0.72 0.7 0.7 0.09 A A
1.50 11IR 1.501SO 11IL 1.501SO 0.87 0.8 0.9 0.1 A A
1.75 11IR 1.751SO 11IL 1.751SO 1 0.8 1.0 0.13 A A
2.00 11IR 2.00 ISO 111L 2.00 ISO 1.15 0.9 1.2 0.14 A A
0.50 16IR 0.501SO 16IL 0.501SO 0.29 1.0 1.3  0.036 A A
0.75 16IR 0.75ISO 16IL 0.751SO 0.43 0.6 0.6 0.05 A A
1.00 16IR 1.00ISO 16IL 1.001SO 0.58 0.7 0.7 0.07 A A
1.25 16IR 1.251SO 16IL 1.251SO 0.72 0.8 0.9 0.09 A A
3/8" 1.50 16IR 1.501SO 16IL 1.501SO 0.87 0.8 1.0 0.1 A A
1.75 16IR 1.751SO 16IL 1.751SO 1 0.9 1.2 0.13 A A
2.00 16IR 2.001SO 16IL 2.001SO 1.15 1.0 1.3 0.14 A A
2.50 16IR 2.501SO 16IL 2.501SO 1.43 11 1.5 0.18 A A
3.00 16IR 3.001SO 16IL 3.001SO 1.73 1.1 1.5 0.22 A A
3.50 22IR 3.501SO 22IL 3.501SO 1.98 1.6 2.3 0.25 A A
. 4.00 22IR 4.00ISO 22IL 4.001SO 2.26 1.6 2.3 0.29 A A
1z 4.50 22IR 4.501SO 22IL 4.501SO 2.56 1.6 2.4 0.325 A A
5.00 22IR 5.001SO 22|L 5.001SO 2.83 1.6 2.5 0.36 A A
. 5.50 27IR 5.50I1SO 27IL 5.501SO 3.14 1.6 2.3 0.4 A A
o8 6.00 27IR 6.00ISO 27IL 6.001SO 3.39 1.8 25 0.433 A A

Recommended: A
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Threading Turning Insert
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Naming System for threading tools

S| Ul |[E| R| |25 25 (M| |16

1 Clamping 2 Blade form 3 Type 4 Cutting direction

g none:Flat
1& - v - 3 Internal
c| & » E -
m External
Top clamping
WI External| é ------ 3

V: Vertical -
| . I

|

Screw Internal
U: e —
DS Internal | _ i\\\\“\\\\ca —
=
L
External
5 Tool tip height 6 Insert width 7 Tool rod length 8 Dimension
Code Length Legend Code | Triangle sideL | Incircle
% internl &)‘Eﬂ F 80
Internal - i — 08 476 8
Interenal threading code:00 Tool shank diameter H 100 A
7 25 £ 11 6.35 11
o 16 9.525 16
I@ External b"“ M 150
Ext | =
xternal Tool i helghi et i P 170 22 12.7 22
R 200 21 15.875 27
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Screw clamping holder for external threading

10°
—

{

()
- & .
L
Type Dimension (mm) )

Available inserts Shim Screw | Shim screw spF;'Qﬁer Wrench
Right hand Left hand h L H B if
SER0808H11 = SEL0808H11 8 100 8 8 1

SER1010H11 = SEL1010H11 | MERL.. | 10 100 10 10 11 - sC2.5 - - -
SER1212K11  SEL1212K11 12 | 125 | 12 | 12 | 12
SER1212F16  SEL1212F16 16 80 12 12 16
SER1616H16  SEL1616H16 16 100 16 16 16

SER2020K16 = SEL2020K16 | 16ER/L.. | 20 125 20 20 20 | ANE/16 | SC35 | M35 | T15 S25
SER2525M16 = SEL2525M16 25 150 25 25 25
SER3232P16  SEL3232P16 32 | 170 | 32 | 32 | 32
SER2525M22 = SEL2525M22 25 150 25 25 25

SER3232P22 SEL3232P22 | 22ER/L.. | 32 170 32 32 32 | ANE/I22 | SC40 | M3*5 | T15 S25
SER4040R22 ~ SEL4040R22 40 200 40 40 40
SER2525M27 = SEL2525M27 25 150 25 25 27

SER3232P27 SEL3232P27 | 27ER/L.. | 32 170 32 32 32 | ANE/I27 | SC6.0 | M3*5 | T15 S25
SER4040R27  SEL4040R27 40 200 40 40 = 40

note: Allthe tool holders above have a 1.5° helix angel ,Please choose proper shim for different helix angelreference to the

technicaldocuments.




Screw clamping holder for Internal threading

@ i

5]

@ CoBPTools

Type Dimension (mm)
Available inserts Shim screw|Ring spanner|  Shim
Right hand Left hand D DI L L1 F Dmin
SIR0007HO8 SILO007HO8 08IR/L... 16 6.6 100 18 5.3 7.8 SC2.0 T6 -
SIR0010H11 SIL0010H11 10 10 100 — 7.4 12 —
SIR0010K11 SIL0010K11 1IR/L... 16 10 125 25 7.4 12 SC2.5 T8 —
SIR0013M11 SIL0O013M11 16 13 150 32 8.9 15 =
SIR0013M16 SILO013M16 16 13 150 32 10.2 16 =
SIR0016P16 SIL0016P16 20 16 170 40 1.7 19 —
SIR0020P16 SILO020P16 20 20 170 = 13.7 24
SIR0025R16 SIL0025R16 16IR/L... 25 25 200 — 16.2 29 SC3.5 T15 }
ANI/E16

SIR0032S16 SIL0032S16 32 32 250 - 19.7 36
SIR0040T16 SIL0040T16 40 40 300 - 23.7 44
SIR0020P22 SIL0020P22 20 20 170 - 15.6 24 -
SIR0025R22 SIL0025R22 25 25 200 = 18.1 29

SC4.0 T15
SIR0032S22 SIL0032S22 22IR/L... 32 32 250 = 21.6 38 ANI/E22
SIR0040T22 SIL0040T22 40 40 300 = 25.6 46
SIR0032S27 SIL0032S27 32 32 250 — 22.6 40

SC6.0 T20 ANI/E27
SIR0040T27 SIL0040T27 27IR/L... 40 40 300 - 26.6 48

note: Allthe tool holders above have a 1.5° helix angel ,Please choose proper shim for different helix angelreference to the

technicaldocuments.
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Multifunctional Tools

CDBP multifunctional tool can be used in different applications, such as parting, grooving, turning,

end face and profiling machining.
Unique installation and chip-breaker can ensure excellent performance and production efficiency.
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Technical data of parting, grooving and turning

@ Insert Selection Guide

1.Feedingrate
- The maximum feeding rate is determined by insert specification and machine performance
- The maximum feeding rate can't exceed the insert radius R. w

- In grooving application, the chip evacuation problem can be solved by using small cutting depth distribution

2.Cutting depth

- The minimum cutting depth shall not be less than the insert radius R

- The maximum cutting depth depends on the cutting load of the machine tool

- Different shape inserts application can improve the deviation and gap angle of the workpiece.
3.Tomake theinsert match cutting conditions properly, following factors should be considered:
- Insert width

- Insert chip breaker
- Insert material

- Insert radius R

4.Therelation between cutting depth and cutting width
-Nondirectional inserts guide angle is 0 °, which is most suitable for processing fields with large cutting depth
-Ordinary alloy steel, maximum cutting depth = cutting width X 0.8
5.With guide angleinsert

- To reduce the burr, the guide angle insert is recommended

- Large guide angle insert can reduce burr, but it will also reduce the tool life

- If the burr is acceptable, nondirectional insert is recommended

@ Parting and grooving tools middle height instruction

*Whatever cutting tool you choose only when the insert and workpiece centerline are installed at 90 degrees can obtain the reasonable
processing position and reduce vibration.

- To introduce the tool life, reduce the cutting force and burrs, particularly for pipe parting and small diameter workpiece grooving, the

tolerance between the cutting edge and workpiece middle height should be +-0.1mm.

@ Notes:

- Parting: When insert approaches the workpiece center, the feed speed should be reduced by 30%,t is good for improving the insert tool life
and surface roughness quality trying to decrease the overhang value of tool holder can improve the tool stability.

- Grooving: The angular radius of workpiece shall be less than the insert radius;If the workpiece angle bigger than the insert radius;With stable

shear resistance, the tool produces a synthetic load with unbalanced radial and axial depth, may damage the inserts and holder.

- Ensure cutting speed and feed are consistent

- Use cutting fluid appropriately for better cutting performance

- Clean the insert and locator bofore installation of insert

- Exchange the insert immediately while the insert worn out to avoid the damage of workpiece

- Exchange the tool holder while it's broken to maitain stable clamping

- Never grind the insert locator seat
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PVD coating material characteristics

Coating grade 1SO Characterstic

-A new PVD coating

M15~M30 | E)_(cellent a_nti-adhesion featu.res

BP2220 -High working temperature, high red-hardness

S15-330 | - Optimize and integrate coating structure and performance, Enhance insert cutting edge toughness
-Suitable for titanium alloy, nickel alloy, stainless steel and iron-based superalloy processing

-General material for parting and grooving processing

P20-P30 A nanocomposite coating of a AITiSi base

EE205 K20-K30 | - High temperature stability, good hardness

M20-M30 | -Small friction coefficient, reducing the adhesion between workpiece and insert cutting edge

Uncoating material characteristics

Grade ISO Characterstic

-Subfine grain material ensures wear resistance and anti-crack of insert
BU810 NO1-N10 -Special surface treatment to reduce the built-up edge
-Suitable for non-ferrous metals such as aluminum, copper and magnesium

Material and processing range

D el | o Recommended cutting speed V (m/min)
50 100 150 200 600
Mild steel BPG20B 80 220
Carbon steel BPG20B 80 220
alloy steel
Pre-hard steel |BP2220 80 180
BP2220 60 200
M  Stainless steel
BPG20B 80 200
- Castiron BPG20B 80 220
- Nonferrous metal BU810 400 800
S  Heat-resistantalloy BP2220 20 50
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Chip breaker characteristics

Parting, grooving and turning applications data

MGMN..-L
3 04
-Soft material parting processing is preferred s
-Sharp cutting edge, low cutting force E 0.3
-Low and medium-speed feed processing ““ 0.2
- Pipe fittings, thin-wall parts and small 2 01 I -----------
parts processing 2 I """" I """"""""""""""""""""""
o ; K]
Swtablrf- for stainless steel,.carbon steel and 15 2 25 3 24 5
heat-resistant steel processing Groove width: W(mm)
His B 25 3 W+ B
MGMN..-H
2 04
- External deep groove processing is preferred % ’
-High-strength cutting edge, suitable for £ 3,
interrupted cutting 02 I
A RN ISR — G - -
-Medium and high-speed feed processing T 01 I
-Suitable for carbon steel, alloy steel and cast E I """""""""""""""""""""""""""""
. . LL. 0
iron processing 15 2 25 3 4 5
-Suitable for hard material processing Groove width: W(mm)
His W2 25 W3 B4 B5
MGMN..-T
-General grooving is preferred . €
-Application for external, internal § 0.4 % 4
grooving and turning processing €03 ® 3
- : e £
-Special chip-breaker design can ~.. 0.2 § D)
realize low cutting resistance g ©
. . ®01 21
-Low and medium-speed feed processing =
Q -
-Suitable for hard material processing $ o 30
-Suitable for carbon steel, alloy steel 2 . 3 4 01 02 03 04
. . Groove width: W(mm) Feed rate: f(mm/rev)
and cast iron processing
W E Wl
MGGN..-LH
3 04
E 03
-Large rake angle, sharp cutting edge = .
- For soft materials, elongated parts o R P ————— -
¥ and universal parting and grooving g 0 l _______ I __________________ I ______ I ______ I ............
[0}
L 0
15 2 2.5 3 4 5 6 8
Groove width: W(mm)
His B2 25 W3 W4 W5 6 s
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Chip breaker Characteristics

Profiling undercut application date

MRMN..
€
E 4
(UQ
.3
E
B | -Improved chip control for better chip evacuation a2
-High feeding rate and low cutting depth e 1
% -Suitable for steel, stainless steel and cast iron processing £ | L1
50
O
01 02 03 04
Feed rate: f(mm/rev)
Groove width: W(mm)
N2 B3 B4 B Ns
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Chip breaker characteristics

Parting, grooving and turning applications data

TDJ..
2 04
- Positive-rake angle insert, with sharp cutting edge, low g 0.3
cutting resistance §, T e
- Priority for pipe cutting, soft metal materials and small ¢ 0.2 . m BN
diameter thin wall parts g 01| I ______ I ___________________
-Low and medium-speed feed processing § 0
-For CNC, multi-spindle 14 2 3 4 5
Groove width: W(mm)
1402 B3 B4+ B
TDC..
- Positive-rake angle insert, circular arc chip breaker on g 0.4
insert rake face, The design of minor cuttingedgeand g [ g
the reinforcement on both cutting edge sides ensures :f_f: Lol UN— N -
that the insert has sufficient cutting edge strength % A I ................
- Priority for parting off rod material, hard material and _‘i—’l 01] I _______ I ____________________________________
tough material processing § 0
-Medium and high-speed feed processing 2 3 4 5
-Suitable for harsh working conditions or interrupted cutting Groove width: W(mm)
M2 N3 H: W5
TDT..
- Priority insert for turning application ’QS - E 4
-Application for external, internal € o
grooving and turning processing E =3 £ 3
-Special chip-breaker design obtains : 02| B _gf Z
low cutting force and excellent ® 01 I I 21
EolRNN e B S +
chip control Lgé 0 5 0
-High feeding rate 3 4 5 0.1 0.2 0.3 0.4
-Suitable for steel, stainless steel and Groove width: W(mm) Feed rate: f,(mm/rev)
castiron processing H: B:s B>
TDF.. =
-Big positive rake angle design, 2 Standard Feedin Standard Feedin and Cutting
suitable for pipe cutting, thin E
wall parts and small diameter Ea 04 a 4
parts processing “ 03 E 3
- Excellent performance in bearing § 0.2 o 2
steel and stainlesss steel processing € 0.1 =23
- Excellent performance in low, § """ I """" I """"" £
medium feeding processing w O 2 3 <8 01 02 03 04
-Sharp cutting edge can reduce Cutting Width: W(mm) FeedingRate: f,(mm/rev)
cutting cutting force H: B:
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Chip breaker Characteristics

Profiling undercut application data

TDR.. o
€
E
=4
©
-Full radius type = 3
- Profiling processing for steel and cast iron ﬁ 2
-High feeding rate and low cutting depth =1
- Excellent chip evacuation performance 3 0

0.1 0.2 0.3 0.4
Feed rate: f,(mm/rev)

Groove width: W(mm)

H: H3 W
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Chip breaker characteristics

@ Parting application data

When parting, the insert cutting edge angle(K) can control the
size of burr remaining on the workpiece.

Increasing the cutting edge angle can reduce the burr on
workpiece surface, but squeeze the tool feed and the tool life.
So Bangpu Tools is recommended to machine the workpiece
with burr remained on its end surface.

@ Applications with different lead-angle

0° -Parting, grooving

6° -Pipe material and hollow rod

8°-Solid rod

15° -Small diameter and free-cutting solid rod

0° lead angle(no direction)

* Parting processing for solid rod
*Residue in the center after parting
* Prevent deviation from workpiece when parting

- Suitable for large diameter parting

8°lead angle

Jo

@ CoBPTools

Left/right

left hand

right hand

-With reduced remainings in the center when solid rod parting

- Suitable for the workpiece with small diameter

6° lead angle

&

solid rod parting

- With reduced remainings in the center when

*With reduced burr when pipe and hollow rod parting

15° lead angle

- Small diameter hollow rod parting

solid rod parting

- With reduced remainings in the center when




@ CoBPTools

Application case

Multifunctional processing

Perfect chip breaker design for turning and grooving, save procedure and improve efficiency in processing

129

Workpiece material 454 < 4
s 120
Cutting condition V=160(m/min) 2
vy 90
f,=0.15(mm/rev) 2 +33%
ap=1.80(mm)
W=3(mm)
fiem code TDT3(BPG20B) CDBP otherproducts

Grooving processing

Enhanced chip breakerto ensure stability in large feed and deep groove processing

Workpiece material S.5.304 < 4
Cutting condition V=120(m/min) §
@
f,=0.12(mm/rev) O

Item code

W=4(mm)
TDC3 (BPG20B)

100
i ﬁ +33%

CDBP oOtherproducts

Axis processing

With improved chip breaking performance and high working efficiency

Workpiece material  42CrMn < 4
: ” . 2 110
Cutting condition V=140(m/min) =
u 80
f,=0.13(mm/rev) S

Item code

ap=3(mm)

W=4(mm)

MGMN400-T (BPG20B)

+37%

CDBP otherproducts

Parting processing

Special designed chip breaker with sharp cutting edge to improve tool life and avoid burr

Workpiece material ~ S.5.304 £ I 200
o
Cutting condition V=150(m/min) e 160
(%]
f,=0.15(mm/rev) v

Item code

W=3(mm)
TDJ3 (BP2220)

+25%

CDBP oOtherproducts




Grooving inserts

&P COBPTools

Coating Dimension (mm)
Application Insert Specification § § § Insert structure
N » N W L r S a°®
o (oL, o
o o o
150-L | A A 1.50 16.00 0.20 3.50 S
) 200-L | A A 2.00 16.00 0.20 3.50 - L
E 250-L | A A 2.50 18.50 0.20 3.80 B a
e g MGMN n|
% 300L | A A 3.00 21.00 0.20 4.80 - FEE;
8 400-L | A A 4.00 21.00 0.30 4.80 - |1
500-L | A A 5.00 26.00 0.30 5.80 B
150-H | A A 1.50 16.00 0.20 3.60 -
200H | A A 2.00 16.00 0.20 3.50 B L
o —
% - 250-H | A A 2.50 18.50 0.20 3.95 = U 99§
) i -
- 300-H | A A 3.00 21.00 0.40 4.90 FEEEE
400-H | A A 4.00 21.00 0.40 4.90 - |t
500-H | A A 5.00 26.00 0.30 5.90 .
200-T A 2.00 16.00 0.20 3.50 -
o 300-T A 3.00 21.00 0.40 4.80 - L
£ 400-T A 400 2100 040 480 - | v Iga g
5 MGMN
g =
8 tf
o
150-G A 1.50 16.00 0.15 3.50 -
200-G A 2.00 16.00 0.20 3.50 - L
= p—
% MGV 250-G A 2.50 18.35 0.40 3.85 . \“f
g 300-G A 3.00 21.00 0.40 4.80 - i
400-G A 400 2100 040 4380 - | f
200-M A A | 200 16.00 0.20 3.50 =
5 250-M A A | 250 18.50 0.20 3.85 = :
C
= 300-M A A | 300 21.00 0.40 4.80 - pe—
=l
x| MGMN  400-M A A | 400 21.00 0.40 4.80 = i
£ )
3 500-M A A | 500 26.00 0.80 5.80 - j%&;
o [i
G 600-M A A | 600 26.00 0.80 5.80 -
800-M A A | 800 31.00 0.80 6.50 .

Recommended: A
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Grooving inserts

Coating Uncoating Dimension (mm)
Application Insert Specification g % §‘ ﬁ S Insert structure
N 9] o N ® W L r S a°
o o a o 2
o o m [sa) [a0]
150E-LH A A 150 16.00 0.10 3.60 -
200E-LH A A 2.00 16.00 0.20 350 - L
o [g—
-% MGG 250E-LH A A 250 1840 020 395 - @w Q
e} (1 -
5 300E-LH A A 3.00 21.00 040 4.90 ijDzl:
400E-LH A A 400 21.00 040 490 - |[f
500E-LH A A 500 26.00 080 580 -
200-M A A 2.00 16.00 1.00 350 -
a 300-M A A 3.00 21.00 150 4.80 - L
g ap—
g —_— 400-M A A 400 21.00 2.00 480 - T -0
ne_ J 500-M A A 500 2585 250 580 - = =]
600-M A A 6.00 26.00 3.00 580 - o
& 200 A A 218 890 0.20 - -
£
3 300 A A 314 11.00 0.20 - -
o .
. 400 A A 414 11.00 0.25 - -
E < 8P 500 A A 512 11.04 0.30 ! |
! : . = i el 7°
5 W
(o]
£
(7]
150-LH A | 150 16.00 0.10 350 -
- 200-LH A | 200 16.00 020 350 -
C
'g 250-LH A | 250 1850 0.20 380 - L
o [—
o 300-LH A | 300 21.00 040 480 - &
£ MGGN ==
g 400-LH A | 400 21.00 040 480 - AFIEDE:
g’ 500-LH A | 500 2600 080 580 - |f
¢
600-LH A | 600 26.00 080 580 -
800-LH A | 800 31.00 080 653 -
1502-6D | A A 150 16.00 0.20 350 -
2002-6D | A A 2.00 16.00 0.20 350 - L
2 3002-6D | A A 3.00 21.00 020 480 -
'(% MGMR r@"’ B
g @EI:
a°

Recommended: A
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Grooving inserts

Coating Dimension (mm)
Application Insert Specification ﬁ § Insert structure
N 1) W L r S a°
o a
o o
1.4 A A 1.40 16.00 0.16 442 =
£ 2 A A | 200 20.00 0.20 3.90 - —t j 8
< TDJ 3 A A | 300 2000 020 4.00 T e
£
< =
é 4 A A 4.00 20.00 0.30 4.05 - if :F
@ 5 A A 5.00 25.00 0.30 4.95 -
2 A A 2.00 20.00 0.20 4.00 -
L
g 3 A A 3.00 20.00 0.20 4.10 r——\E{[ D
8 TDC 4 A A 4.00 20.00 0.30 4.15 = :i
o 5 A A | 500 2500 030 5.05 - | RS
3 A A 3.00 20.00 0.40 4.00 -
L
2 4 A A | 400 20.00 0.40 4.05 - ——
= e W
= / DT 5 A A | 500 25.00 0.40 4.95 - S
£ =
. | =
IG]
@ 2 A A 2.00 20.00 0.20 3.90 =
i L
= 3 A A 3.00 20.00 0.20 4.05 - e
] . @j =
£ =
: | | )
[G]
2 A A 2.00 20.00 1.00 3.90 -
- 3 A A 3.00 20.00 1.50 4.00 -
£
% TDR 4 A A 4.00 20.00 2.00 4.05 -
2 ‘ |
2002-6D | A A 2.00 20.00 0.20 3.90 6
L
o 3002-8D | A A 3.00 20.00 0.20 4.00 8 ——
'(-E‘J TDJR r@w H
- =
a
2002-6D | A A 2.00 20.00 0.20 3.90 6
; ‘ L
2-8D ] 20. 2 4.1
8 3002-8 A A 3.00 0.00 0.20 0 8 ,———1‘0 ﬂ
< TDCR r Q
a }g@ﬁ:}?
| a’

Recommended: A
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Recommended cutting parameter - grooving

P coBPTools I

Grooving, Parting

Turning

Inserts Recommended Feedf,=mm/rev |Recommended Cutting Depthap=mm Recommended Feedf,=mm/rev
Min. ‘ Max. Min. Max. Min. Max.
MGMN200-L 0.04 0.12 - - -
MGMN250-L 004 | 0.14 - - -
MGMN300-L 0.04 | 0.16 - - -
MGMN400-L 005 | 0.18 - - -
MGMNS500-L 0.05 020 - - -
MGMN200-H 0.05 \ 0.18 - . :
MGMN250-H 006 | 022 = , =
MGMN300-H 0.07 \ 025 . - .
MGMN400-H 0.08 030 x = =
MGMNS500-H 0.09 \ 035 : : -
MGGN200-LH 0.02 ‘ 0.13 : 2 .
MGGN250-LH 0.03 | 0.15 ) . :
MGGN300-LH 0.05 ‘ 0.15 s - .
MGGN400-LH 0.08 \ 0.18 - - -
MGGN500-LH 0.08 ‘ 020 - - -
TDJ2 0.04 \ 0.12 - - -
TDJ3 0.04 0.16 0.16 - -
DU 005 018 0.18 . -
TDJ5 0.05 020 020 - =
TDC2 0.05 1 0.18 0.18 - -
TDC3 0.07 025 025 - =
TDC4 008 030 0.30 . :
TDC5 0.09 035 . . -
TDT3 0.07 \ 0.15 050 1.80 0.15 022
TDT4 0.09 | 0.18 050 240 0.18 030
TDTS 0.11 \ 020 050 3.00 020 035
TDR2 0.04 | 0.12 - - -
TDR3 004 016 : ; ;
TDJR2002-6D 0.05 0.18 = - .
TDJR3002-8D 0.05 \ 020 - - -
TDCR2002-6D 0.04 ‘ 0.12 s = =
TDCR3002-8D 004 016 . : :
MRMN200-M 0.05 ‘ 0.15 0.10 1.00 0.10 025
MRMN300-M 0.08 | 0.18 0.10 150 0.15 028
MRMN400-M 0.10 ‘ 02 0.10 2.00 0.18 035
MRMN500-M 0.12 | 023 0.10 250 020 042
MRMNG00-M 0.15 027 0.10 3.00 025 0.54
BP200 002 015 : . : .
BP300 0.03 020 - - -
BP400 008 | 030 g : .
BP500 0.10 040 - - =




Single head holder - SPH

P cOBPTools

BN

BPI[]

R/L

Rright hand

L left had Right hand is shown in the picture

Available condition Wrench
Holder Type Insert available External grooving. parting
H=(h) w L od F 7
316R/L 16 16 100 32 16.30
320RIL ERI0D 20 2 120 40 | 2030
420R/L BP400 20 20 120 50 20.40
SPH 520R/L BP500 20 20 120 60 20.50 SW15-L

325R/L BP300 25 25 150 50 25.30
425R/L BP400 25 25 150 60 25.40
525RIL BP500 25 25 150 70 25.50
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Single - head blade - SPB

—

BP[J L
Available condition Wrench
Holder type Insert available External grooving. parting
H W L h /\
226-S BP200 26 1.60 110 21
326-S BP300 26 2.40 10 21
426-S BP400 26 3.20 10 21
526-S BP500 26 4.00 110 21
VIS 2323 BP200 2 160 150 2 LS
332-S BP300 82 2.40 150 25
432-S BP400 32 3.20 150 25
532-S BP500 32 4.00 150 25
Single - head locator-SMBB
¢ £

Available condition

Wrench

Holder Type Insert available External grooving. parting
H w W1 H H2 L H3 e
1626 16 12 30 13 43 86 26
2026 SPB*26 20 19 38 9 | 4 86 26
2526 25 23 42 4 43 86 26
ghes 2032 20 19 | 3 | 13 50 | 100 | % LSS
2532 SPB*32 25 23 42 8 50 10 32
3232 32 30 48 5 | 54 110 32




MGMN Series grooving holder

7

>4
>

>

P cOBPTools

B

MOMNO-O R/L
R right hand
L left hand Right hand is shown in the picture
Available condition Screw Wrench
Holder Type Insert available External grooving. turning
H=(h)‘ W L F  T(max) ; f
1616-1.5 16 | 16 100 | 16.25 14.5
2020-1.5 MGMN150-G/M/L/H 20 20 125 | 20.25 145 LTX0512 L2.0
2525-1.5 25 25 150  25.25 14.5
1212-2.0 12 | 12 100 14.25 14.5
1616-2.0 16 16 100 16.25 14.5
2020-2.0 hGhib200,G O R o e B e £
2525-2.0 25 25 150 | 25.25 14.5
1616-2.5 16 | 16 100 | 16.30 16.5
2020-2.5 MGMN250-G 20 20 125  20.30 16.5 MHA0512 L4.0
2525-2.5 25 25 150  25.30 16.5
1616-3.0 16 16 100 16.35 18.5
2020-3.0 20 | 20 125 | 20.40 18
2020-3.0-T10 20 20 125 | 20.40 | 10
2525-3.0 LB 25 | 25 150 | 25.40 18
2525-3.0-T10 MRMN300-M 25 25 150 | 25.40 10
3232-3.0 32 32 170 | 32.40 18
3233-3.0-T10 32 32 170 | 3240 10
2020-4.0 20 | 20 125 | 20.40 18
2020-4.0-T10 20 20 125 | 20.50 | 10
MGEHR/L 2525-4.0 MGMN400-M 25025 150 | 25.40 18
2525-4.0-T10 MRMN400-M 25 25 150 | 25.40 10
3232-4.0 32 32 170 | 32.40 18
3232-4.0-T10 32 32 170 | 3240 10
2020-5.0 20 | 20 150 | 20.50 @ 23
2020-5.0-T15 20 20 150 | 20.50 | 15
2525-5.0 MGMN500-M B | 150 | 25.50 | 23
2525-5.0-T15 MRMN500-M 25 25 170 | 25.50 | 15
3232-5.0 32 32 170 | 32.50 | 23
3232-5.0-T15 32 32 170 | 32,50 | 15 BHA0616 L5.0
2020-6.0 20 | 20 125 | 20.60 @ 23
2020-6.0-T15 20 20 125 | 20.60 15
2525-6.0 MGMN600-M 25 | 25 150 | 25.60 @ 23
2525-6.0-T15 MRMN600-M 25 25 150 | 25.60 |15
3232-6.0 32 32 170 | 32.60 @ 23
3232-6.0-T15 32 32 170 | 32.60 15
2525-8.0 25 | 25 150 | 26.10 28
2525-8.0-T15 25 25 150 | 26.10 15
3232-8.0 MRMNZ00M 32 | 32 | 170 | 3310 28
3232-8.0-T15 32 32 170 | 33.10 | 16
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TD Series grooving holder

=

0O R/L
Rright hand
L left hand Right hand is shown in the picture
Available condition Screw Wrench
Holder Type Insert available Grooving. turning
L H=h F w od 4 e
1616-2 110 16 16.10 16
2020-2 TDJ2/TDC2/TDT2/TDF2/TDR2 | 125 20 | 20.10 20 24
2525-2 150 25 25.10 25
1616-3 110 16 16.30 16
2020-3 TDJ3/TDC3/TDT3/TDF3/TDR3 | 125 20 20.30 20 24
TTERL 25253 150 | 25 | 2530 | 25 BHAG16 L5
1616-4 110 16 | 16.50 16
2020-4 TDJ4/TDC4/TDT4/TDR4 125 20 | 2050 20 30
2525-4 150 25 25.50 25
2020-5 125 20 20.60 20
25255 TR IPRIEN 150 | 25 | 2560 25 |
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Milling Inserts

CDBP Tools developed a series of indexable milling inserts which can provide the highest
working efficiency and optimal surface quality for customer.
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Milling insert identification system

Metric
Insergshiage Coga, Wi [WitWithout] Insert section| | Vit | WitvWithout [ Insert section
O9€ ithout holg| chip breaker plane 0% \ihouthoe! chip breaker plane
>65°
/\85° / /\82° / 80° B | With | Without ﬁ N |Without| Without E
A B (¢ [ R N T .-, PR SR IR — S

| _s _____________________ V_ Q | With | Without X --- --- Others
80° Others N e N A N R T
) U | With |Single-side
w z
Insert shape code Chip breaker and clamping system
I I
| |
[ ‘
Clearance angle of the main Allowed tolerance
cutting edge
m
Clearance Clearance
Code angle Code angle
St []]]
A B . Thickness §1 Ref.Details of M-class tolerance
. e Codel _ro'erance |inscribed(®D)|" 1.1 (identified by shape and size)
. 2 %l range(mm) ftolerance(mm) Ccanc :
(mm) @®Insert nose height tolerance(mm)
T T Inscribed :
A | 0005 $0.025 | £0.025 |gircle AT ] s < OR
c = D Ao F +0.005 £0.013 | #0.025 | 6.35 | +0.08 | £0.08 | +0.08 | 0.1 | £0.16 | -—
— 7 ~a) 2 o s gen ez oo e sl e el s [ = = = AR = = i = st (5 5= bt = == | & =
c| 0013 £0025 | 20025 | 3525 | #0.08 | #0.08 | +0.08 | £0.11 | 40.16 | -
T I ooopees o] 127 [ 2043 2013 [ 4043 | 2045 | — |
H| 0013 20013 | 20.025 | 15875 1015 | +0.15 | +0.15 | £0.18 | - | -
E F E | 0025 £0.025 | 0025 | 19.05 | #0.15 | $0.15 | $0.15 | £0.18 | - | —
~F2o ~-25 el s | a P M o013 | 254 — | x018| -
+ + 013 [~ -~ - e e T R e &
[inis 28 Smings £ [rrisie & S e Lo ooobioo--]..-_-__|eInscribed(®D1) tolerance(mm) Inscribed circle
J $0.005 |£0.05-#0.13| $0.025 ||nscribed
e e . VAN ‘@ <> O
G N K| 20013 005013 200025 € | T,,I;Is,,,,f, I A
~ g0 0 e 6.35 | %0.05 | ¥0.05 | ¥0.05 | +0.05 | £0.05 | --
I I | L | 20025 140.05-£013) £0.025 ['g 5557 40,05 | £0.05 | £0.05 | £0.05 | £0.05 | 0.05
M | #0.08-+0.18 |0.05-#0.13| #0.13 | 12.7 | +0.08 | +0.08 | 0.08 | 0.08 | — | £0.08
Others | [-=-f=z---=---f-------d------ -t 5570 "40.10 | %0.10 | 2010 T [0
B | O N | £0.08-20.18 |£0.05:20.13| 20.025 | 12875 | 2010 | £0.10 | #0.10 | 0.0 | -- | 010
I O AU 19.05 | +0.10 | #0.10 | #0.10 | ¥0.10 | -— | +0.10
U | $0.13-20.38 [0.08-025| 013 [ 254 |~ = | 5013 | — | — |" -2 013
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Insert shape
Inscribed C D R S T \' w

diameter(mm)

4 e B A& 4
_____ 897 el
_____ 50 s
_____ 586 |l
_____ 60 o flee .
_____ 685 (.98 | 07 | ___ |l .M.
_____ I A N - N AU R
9525 09 | 1 | 09 | 09 | 16 | 16 | 06

10.0 10
ISR O S NS DO AN SN A N
Looot2r o2 | asjo 2| 12 ) 2 | 22 | 08 _
| 15875 e | 19 | s |15 2 || 10__
_____ 160 o
I WS IS B LA T O - O IS I
_____ 200 A
_____ 250 A
_____ 254 8 | LB B
177 SR (SO NV N L RS [SUR IS I
32 32
Cutting edge length

O vy
f f
The thickness is defined as height from insert
bottom to its highest part of cutting edge
Code Thickness(mm)
00 0.79
""""" T | 0%
""""" o0 | 159 ]
""""" ™ | 1e
_________ 02 | 238 ]
""""" 2 218 ]
_________ 3 | 318
""""" | et |
_________ o4 | a7
_________ T4 4%
R T - B
_________ S 595 |
_________ o6 | 6% |
_________ LI PURUPIRY. - - S
_________ LA S £ S
_________ 09 ____l_____.8%2 |
_________ T ____lo_____e8n_ _____|
_________ L L P i S
12 12.70
Insert thickness

12 04 AF

T
|

N -
L

Wi

per

Cutting edge chamfer(mm)

Chip breaker code

>

N

AY
F /| — 7| —/
0-5° 0-0.10
1-10° 1-0.15
:E 2-15° 2-0.20
3-20° 3-0.25
T
T 7 a2 | s
(¢]
5-30 5.0.35
6-0.40
s
7-0.45

O

Cutting direction

R Right
P L Left
N Middle

O
O
O
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Milling inserts overview

Inserts for square shoulder milling

=

i3

=

APMT**PDER-M2

APMT**PDER-H2

APMT**R-EM

P14301

P143m1

P14301

Inserts for face milling

SNMX**-MM__| SNMX**ANEN-FM| HNMX**ANSN-M| HNMX**ANSN-R
P14451 P1447 P14451 P144%
- ﬁi v
. -
—_—
SPKN**EDSR-SU | SDKN**AESN-SU | TPKN**PDSR-SU | SEKT**ASFN SPMT**-D51 SEMT**-JM
P145% P145% P145% P146% P1467 P146%




Milling inserts overview

Inserts for pofile milling

P coBPTools

&

0)

RPMW**MOT

RPMT**MOE-BDL

ROMT**MOE-MM

RPMT**MOE-BJS

P1473

P147T1

P147T1

P147T1

High-feed milling inserts

@
V

;9
=

LNGU**-GM

SDMT**-SM

SDMW**SN

P148T1

P148T1

P148T1
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@ CoBPTools

Inserts for square shoulder milling

w v
z gl
\/
Coating Dimension (mm)
Shape Specification S =
p p S 8 L W s d1 r a’
[at, (AL,
o o
APMT1135PDER-H2 A 11.20 6.20 3.50 2.80 0.80 11
APMT1604PDER-H2 A 17.15 9.30 4.76 4.40 0.80 11
APMT1135PDER-M2 A 11.20 6.20 3.50 2.80 0.80 11
APMT1604PDER-M2 A 17.15 9.30 476 4.40 0.80 11
APMT1135PDER-EM A A 11.20 6.20 3.50 2.80 0.80 11
APMT1604PDER-EM A A 17.25 9.30 5.30 4.40 0.80 11
APMT170508R-EM A 18.52 10.63 5.60 4.40 0.80 11
APMT170516R-EM A 18.52 10.63 5.60 4.40 1.60 11
APMT170524R-EM A 18.52 10.63 5.60 4.40 240 11

Recommended: A




Inserts for face milling

P cOBPTools

Shape

Specification

Coating

SNMX120508-MM
SNMX120512-MM

» > |BPG20B
» > |BPS411

12.70
12.70

6.46
6.46

6.00
6.00

0.80
1.20

Recommended: A

b d1

qﬁ

Shape

Specification

Coating

S

SNMX1205ANEN-FM

» |BPG20B
» [BPS411

12.70

6.35

Recommended: A

. X ]
Q S5
©-) =

Shape

Specification

Coating

Dimension (mm)

S

d1

a—

HNMX0906ANSN-M

» |BPG20B
» BPS411

16.50

7.12

4.90

1.00

HNMX0906ANSN-R

16.50

7.12

4.90

1.00

Recommended: A
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Inserts for face milling

©

Coating Dimension (mm)
Shape Specification S
P P ) L w d s d1 r a°
(L,
o
SPKN1203EDSR-SU A = = 12.70 3.18 2.60 1.00 11
SPKN1504EDSR-SU A = = 15.875 4.76 2.60 1.20 11
SDKN1203AESN-SU A - - 12.70 3.18 2.60 - 15
— SDKN1504AESN-SU A . - 15.875 476 2.60 = 15
Recommended: A
~
%o
D
Coating Dimension (mm)
Shape Specification =
P P ) w d s d1 r a’
o
m
TPKN1603PDSR-SU A = 9.525 3.18 2.60 0.70 11
TPKN2204PDSR-SU A - 12.70 4.76 2.60 0.60 11
o

Recommended: A
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Inserts for face milling

P cOBPTools

S
Cal
og q °
“ -1
S
Coating Dimension (mm)
Shape Specification 3
& £ & L W d S d1 r an
(B,
o
SEKT1204AFSN A = = 12.70 4.76 5.50 0.80 20
Recommended: A s
Cal
Dq o
O 3
e
Coating Dimension (mm)
Shape Specification = =
P P S & L w d s d1 r a°
a a
o e}
SPMT09T308-D51 A A = - 9.525 3.97 4.40 0.80 "
SPMT120408-D51 A A -~ = 12.70 4.76 5.50 0.80 "
L
Recommended: A S|
. =
D ©
I“i .
S
Coating Dimension (mm)
Shape Specification S
P P D) W d s d1 r a’
o
m
SEMT13T3AGSN-JM A - 13.40 3.97 4.40 1.50 20
-

Recommended: A
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Inserts for profile milling

Coating Dimension (mm)
Shape Specification % g % : . & "
& & &

RPMWO0803MOT A 8.00 3.18 4.40 11
RPMW1003MOT A 10.00 3.18 4.40 11
~ RPMW1204MOT A 12.00 4.76 4.40 1
‘ Sy ’ RDMW10T3MOT A 10.00 3.97 4.40 15
RDMW1204MOT A 12.00 4.76 4.40 15
RDMW1604MOT A 16.00 4.76 5.50 15
RPMT0827MOE-BJS A 8.00 2.70 3.40 1
gl Vi 2D RPMT10T3MOE-BJS A 10.00 3.97 4.40 1
ai) RPMT1204MOE-BJS A 12.00 4.76 4.40 1

\/L’
ROMT10T3MOE-MM A 10.00 3.97 4.40 1
ROMT1204MOE-MM A 12.00 4.76 4.40 11
RPMT1204MOE-BDL A 12.00 4.76 4.40 11

Recommended: A



CD_PS_2282922588.tif
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Inserts for high feed milling

Coating Dimension (mm)

Shape Specification
L W d s d1 r a°

@ LNGU030310R-GM 1190 620 - 3.96 3.45 1.00 =

Recommended: A

» (BPG20E
» (BP2235

Coating Dimension (mm)
Shape Specification = @
. P o N L w d s d1 r a°
fat o
o o
SDMT090307-SM A 9.00 9.00 = 3.50 3.50 0.70 15
E . g"
- |
o
-_——
SDMWO09T307SN A A 9.00 9.00 - 3.50 3.50 0.70 15
T

Recommended: A
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Milling - Non-ferrous metal processing

Uncoating Dimensions(mm)
Application Shape = = Insert structure
i P © | S [d|w|lL|r|s | d|a
m m
113502PDFR-G2C| A - 6.17 11.31 0.20 3.50 2.80 11 L S
113504PDFR-G2C| A - 6.17 11.31 0.40 3.50 2.80 11 %o
T N D
113508PDFR-G2C| A - 617 11.310.80 3.50 2.80 11 | = =
E . 1604PDFR-G2C | A - 9.6217.00 0.80 4.76 4.40 11 <
[ =
g 160402FR-LHC A - 9.52516.88 0.20 4.76 4.40 11
© B L S
.§ 160404FR-LHC A 9.52516.88 0.40 4.76 4.40 11 —— (Y T
—
g’ . ﬂ APKT 160408FR-LHC A - 9.52516.88 0.80 4.76 440 11 | = () " ‘g
? 160412FR-LHC A - 9.52516.88 1.20 4.76 440 11 <
(0]
% 160416FR-LHC A - 9.52516.88 1.60 4.76 4.40 11
o
(",:, 120408PDFR-LHC A 1270 - - 0.80 476 440 15
3 4 120412PDFR-LHC A 1270 - - 120 476 440 15
6' N T
113502FR-AL A - 6.60 12.58 0.20 3.55 2.80 -
ﬁ . - 113504FR-AL A - 6.60 12.58 0.40 3.55 2.80 -
4 113508FR-AL A - 6.60 12.58 0.80 3.55 2.80 -
113520PDFR-LHC A - 6.60 12.46 2.00 3.50 2.80 15 LR , ’
. 717~ S\ | I j
= ADGT 113530PDFR-LHC A | - 6601246300 350 280 15 | = -ii@?,; li‘
d/ B a°
€ i L - L S
':5’ » iﬁ\ 150408FR-AL A 9.70 15.60 0.80 4.76 4.40 15 ﬁ =
E U ADGT  150412FR-AL A | - 9701560120 476 440 15 | = [ &) 'ﬁ
i & N @ 7|
“ .,.
s b $ a’
g’ 190404FR-AL A - 9.52 2210 0.40 4.76 4.70 15
§ 190408FR-AL A | - 9522210080 4.76 470 15
5 190412FR-AL A - 19522210 1.20 4.76 4.70 15
g) " ADGT  190420FR-AL A - 9,52 2210 2.00 4.76 4.70 15
7 190424FR-AL A - 19.52122.10 2.40/4.76 | 4.70| 15
190430FR-AL A - 9.52 2210 3.00 4.76 4.70 15
190432FR-AL A - 9522210 3.20 4.76 4.70 15
120404AFFN-LH-2C| A 12.70 - - 040 476 550 20
1204AFFN-LH-2C| A 12.70 - - 0.80 4.76 550 20
13T3AZFN-LHC A 1340 - - 040 397 440 20
§ 1003MO-LHC A 10.00 - = - 318 440 11
‘€
=2 10T3MO-LHC A 10.00 - - - 397 440 11
5 RPGT
2 1204MO-LHC A 12.00 - - - 476 440 11
£

Recommended: A



Milling Cuters
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@ CoBPTools

P145/P190 series face milling cutter

_
Kr:45° Kr:88"
dm
dm
| ‘
3 & 1 %
dc : =
4»(“
dc g_
(]
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P145-50Z04SN12-A22 50 22 6.5 40
P145-63Z06SN12-A22 63 22 6.5 40
P145-80Z07SN12-A27 80 27 6.5 50
P145-100Z08SN12-A32 100 32 6.5 50
P145-125Z10SN12-A40 125 40 6.5 63
P145-160Z12SN12-B40 160 40 6.5 63
SNMX12 S050L12S WT-20T
P145-200Z18SN12-B60 200 60 6.5 63
P190-63Z05SN12-A22 63 22 10 50
P190-80Z06SN12-A27 80 27 10 50
P190-100Z08SN12-A32 100 32 10 50
P190-125Z10SN12-A40 125 40 10 63
P190-160Z12SN12-B40 160 40 10 63
Inserts .
%
¢q
1O
; ~L
Dimension Grade
Type 3 =
L w d s d1 r = %
o o
53} m
SNMX120508-MM = = 12.70 6.46 6.00 0.80 A A
SNMX120512-MM - - 12.70 6.46 6.00 1.20 A A
SNMX1205ANEN-FM = = 12.70 6.35 6.00 0.80 A A

Recommended: A




P145 series face milling cutter

@ CoBPTools

Sl

s 4
€
&
45°
dc
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 & %
P145-50Z04HN09-A22 50 22 5 40
P145-63Z06HN09-A22 63 22 5 40
P145-80Z06HN09-A27 80 27 5 50
P145-100Z08HN09-A32 100 32 5 50
HNMX09 S045L12T WT-20T
P145-125Z10HN09-A40 125 40 5 63
P145-160Z212HN09-B40 160 40 5 63
P145-200Z10HN09-B60 200 60 5 63
P145-250Z14HN09-B60 250 60 5 63
Inserts =
- N
&%
& B
S
Dimension Grade
Type o =
L w s d1 r S %
o o
53} m
HNMX0906ANSN-M = = 16.50 712 4.90 1.00 A A
HNMX0906ANSN-R - - 16.50 712 4.90 1.00 A A

Recommended: A
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New grade

BPG217-Strong commonality

Ageneral PVD coated grade, suitable for milling of most materials.
It has excellent wear-resistance and strength,can be used for wide cutting conditions and fast cutting speed.

BP2225-Super high wear-resistance and anti-plastic deformation.

PVD coated grade for high-strength stainless steel and difficult-to-process materials.

Recommend cutting parameter

ISO specification Grade Cutting speed(m/min) Feed rate(mm/z)
PSteel ] BPG217 50(30-70) 0.8-1.5
M:Stainless steel BPG217 50(30-70) 0.8-1.5
S:Heat-resistance alloy BP2235 50(30-70) 0.8-1.5
S:Titanium BP2235 50(30-70) 0.8-1.5

Large feed milling inserts-Advantages

Special treatment
of cuting edge,
polished surface,
longer lifetime

Curved surface,
high quality surface
roughness can be
achieved in rough
processing

4 cutting edges
of each insert,
more economical.
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P110 series large feed milling cutter E\ﬂtﬁ@@@

&) | £l =
= %— { B o ©
1 | apmax
L
[$] P WS——— |
o] S
©
1 [ apmax
L1
L
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P110-22Z02SD09-M10 22 M10 1.5 30
P110-25Z03SD09-M12 25 M12 1.5 35
P110-30Z204SD09-M16 30 M16 1.5 42
P110-32Z204SD09-M16 32 M16 1.5 42
P110-35Z05SD09-M16 35 M16 1.5 42
P110-40Z05SD09-M16 40 M16 1.5 42
P110-22Z02SD09-C20 22 20 1.5 140 65 SDMT09 S030L08S WT-T08
P110-25Z03SD09-C25 25 25 1.5 145 80
P110-30Z204SD09-C25 30 25 1.5 145 80
P110-32Z04SD09-C32 32 32 1.5 145 80
P110-40Z05SD09-C32 40 32 1.5 145 80
P110-50Z06SD09-A22 50 22 1.5 40
P110-63Z208SD09-A22 63 22 1.5 50
Inserts
‘t’w{j
o | |
8|
Dimension Grade
Type = 3
L w d s d1 r O N
a o
53} m
SDMT090307-SM = = 9.00 3.50 3.50 0.70 A
SDMWO09T307SN - - 9.00 3.50 3.50 0.70 A A

Recommended: A
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P110 series large feed milling cutter @ == @ &ﬁ @%

8| Y= 4 El s
oy |
apmax
L
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P110-16Z02LO03-M08 16 M08 1 25
P110-20Z03LO03-M10 20 M10 i 30
P110-25Z04L0O03-M12 25 M12 il 35
P110-32Z05L003-M16 32 M16 il 40
LNGUO03 S030L65 TO8
P110-16Z02L0O03-C16 16 16 i) 30 100
P110-20Z03L0O03-C20 20 20 1 50 130
P110-25Z04L003-C25 25 25 i 60 140
P110-32Z05L003-C32 32 32 il 70 150
Inserts
Dimension Grade
Type ] A
L w d s d1 r ) S
o o
3} m
LNGUO030310R-GM 11.90 6.20 = 3.96 3.45 1.00 A A

Recommended: A
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P990 series face milling cutter for aluminum

=

=il

,,,,,,,,, €
©
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P990-63Z205SD12-A22 63 22 10 50
P990-80206SD12-A27 80 27 10 50
SDGT12 S040L10T T15-T
P990-100Z07SD12-A32 100 32 10 50
P990-125208SD12-A40 125 40 10 63
Inserts
Ca
Qq
| ’l
Dimension Grade

Type =

L w d s d1 r S

m

SDGT120408PDFR-LHC = = 12.70 4.76 4.40 0.80 A

SDGT120412PDFR-LHC - - 12.70 4.76 4.40 1.20 A

Recommended: A
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The 2nd generation high speed AL milling

High performance and high speed milling
tools for aluminum

Features

- Mirror treatment of chip breaker to ensure excellent chip breaking and reduce built-up edges
- Large rake angle design, lower cutting load,improve processing quality
- Special locating surface design, suitable for high speed processing.

Cutting edge design:
Large rake ange design, lower cutting force,improve surface roughness

The 2nd Generation, brand new chip-breaker design:
Sharper cutting edge,smaller cutting resistance

The 1st generation
chipbreaker design

Double rake angle design:

Provide stable clamping force for high cutting speed and
large feed processing

High precision grinding technique:
Ensure the tolerance and sharpness of inserts
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P990 series face milling cutter for aluminum

@ CoBPTools

=

=il

dry
8 | BE
/ﬁ90°
\
e g
apmax|
L
: L
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P990-16202AD11-M08 16 M08 10 25
P990-20Z03AD11-M10 20 M10 10 30
P990-25Z04AD11-M12 25 M12 10 35
P990-32Z05AD11-M16 32 M16 10 43
P990-16Z02AD11-C16 16 16 10 165 32
ADGT11 S025L06S WTO07-F
P990-20Z03AD11-C20 20 20 10 165 40
P990-25Z04AD11-C25 25 25 10 225 50
P990-32Z05AD11-C32 32 32 10 225 50
P990-40Z05AD11-A16 40 16 10 40
P990-50Z06AD11-A22 50 22 10 40
Inserts
=
Dimension Grade
Type =
L w d s d1 r S
m
ADGT113502FR-AL 12.58 6.60 = 3.55 2.80 0.20 A
ADGT113504FR-AL 12.58 6.60 - 3.55 2.80 0.40 A
ADGT113508FR-AL 12.58 6.60 = 3.55 2.80 0.80 A

Recommended: A

158



P COBPTools

P990 series face milling cutter for aluminum - B) &

1 90° 90°
I l “g“u‘u”'\ I _ o
8 [ = = - e
N | apmax | apmax
L L1 L
ﬂ* 90°
8| = =
| apmax
L
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 § %
P990-25202AD15-M12 25 M12 13 45
P990-32Z02AD15-M16 32 M16 13 52
P990-40Z03AD15-M16 40 M16 13 52
P990-25Z02AD15-C25 25 25 13 100 40
P990-32Z02AD15-C32 32 32 13 110 40
P990-40Z03AD15-C32 40 32 13 110 40
ADGT15 S035L08T T15-F
P990-40Z04AD15-A16 40 16 13 40
P990-50Z05AD15-A22 50 22 13 40
P990-63Z06AD15-A22 63 22 13 40
P990-80Z07AD15-A27 80 27 13 50
P990-100Z08AD15-A32 100 32 13 50
P990-125Z10AD15-A40 125 40 13 63
Inserts
L
—
l 3 — a
<
Dimension Grade
Type A
L W d S d1 r =
m
ADGT150408FR-AL 15.60 9.70 = 3.55 2.80 0.80 A
ADGT150412FR-AL 15.60 9.70 - 3.55 2.80 1.20 A

Recommended: A
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P990 series face milling cutter for aluminum

@ CoBPTools

-1 90°
5| e e ©
apmax
L1
L
90°
g| - = =
apmax
L
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 & %
P990-25Z02AD19-C25 25 25 18 125 45
P990-32Z03AD19-C32 32 32 18 125 45
P990-40Z03AD19-A16 40 16 18 50
P990-50Z04AD19-A22 50 22 18 50
ADGT19 S040L09T T15-F
P990-63Z05AD19-A22 63 22 18 50
P990-80Z05AD19-A27 80 27 18 50
P990-100Z05AD19-A32 100 32 18 50
P990-125Z06AD19-A40 125 40 18 63
Inserts L s
=& K Sb -
< ax
Dimension Grade

Type =

L w S d1 r S

m

ADGT190404FR-AL 22.10 9.52 - 4.76 4.70 0.40 A

ADGT190408FR-AL 22.10 9.52 = 4.76 4.70 0.80 A

ADGT190412FR-AL 22.10 9.52 - 4.76 4.70 1.20 A

ADGT190420FR-AL 22.10 9.52 & 4.76 4.70 2.00 A

ADGT190424FR-AL 22.10 9.52 = 4.76 4.70 2.40 A

ADGT190430FR-AL 22.10 9.52 - 4.76 4.70 3.00 A

ADGT190432FR-AL 22.10 9.52 = 4.76 4.70 3.20 A

Recommended: A
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P990 series face milling cutter for aluminum - e =

90°
g El5]
apmax
L
90°
)
$ — - — -5
apmax|
B
L
90°
g 5
(&)
apmix
Dimension Screw Wrench
Type Inserts
dc dm apmax L L1 g %
P990-32202VC22-M16 32 M16 16 43
P990-40Z03VC22-M16 40 M16 16 43
P990-32Z02VC22-C25 32 25 16 120 45
P990-40Z03VC22-C32 40 32 16 150 45 VCGT22 S050L12 HT20
P990-50Z03VC22-A22 50 22 16 56
P990-63Z04VC22-A22 63 22 16 56
P990-80Z05VC22-A27 80 27 16 56
Inserts
Dimension Grade
Type =
L w d s d1 r )
L=
m
VCGT220530E-AL = = 12.7 5.56 5.5 3.00 A

Recommended: A
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Drilling Application

CDBP Tools can provide customized drilling solutions based on the continuous development

and technology accumulation
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Guide for drilling

Relying on excellent cutting balance, we can achieve stable drilling processing from ordinary steel to stainless steel
and aluminum and provide wide selections for customers.

Furthermore, the special designed chip breaker supports better control of the chips with decreased cutting resistance
and improved tool life even for machining with low rigidity.

@ Application
* Designed with balanced force

The cutting resistance is evenly distributed through the central edge and peripheral edge with optimized locations, which can realize
stable drilling process.

» Excellent chip evacuation performance

The chip control groove designed in the middle part of the chip breaker can effectively control the evacuation direction of the chips to
make the chips remove smoothly.

* Apply fourinsert tips to lower down cost.

Apply the insert suitable for both central and peripheral processing in the way that two tips in the central edge and another two tips in
the peripheral edge are used to machine, thus improving the economical efficiency.

@ Product characteristics

* Optimized insert design for maximum hole drilling efficiency

* Optimized design of central and peripheral inserts to improve tool life.

Cooling system Optimal chip pocket design
-double inner-cooling holes

Special designed chip pocket to increase
rigidity and improve chip control
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Processing power requirements

-The following chart shows the cutting force required for drill processing

‘Workpiece material: 42CrMo (230HB)

® ® )
7,=0.13(mm/rev) f,=0.1(mm/rev) £,=0.08(mm/rev)

-Cutting parameter: V,=120(m/min)

-Inner-coolant system

A 5A 5A
Z 16 = ~ /
5 14 g 4 § 4
s 12 % 8 e = /0//.
o
S 10 & ‘§¢ 23 /././ 53 /'//./
c = [
g 8 3 2 o 2 2 Wi
B 4 ,/;//( /0/./
4 i il
2 "
10 20 30 40 50 60 10 20 30 40 50 60 10 20 30 40 50 60
Drilling diameter (mm) Drilling diameter (mm) Drilling diameter (mm)

Coolant flow

Recommend coolantflow/'

25 /./
‘Workpiece material: 42CrMo (240HB)

- ‘/.//’/.
-Cutting parameter: V= 120(m/min), Internal cooling system 15

/./Min. coolant flow

10
-The data in the chart can be changed according to the workpiece o
material and cutting conditions

MO} JUB|00D
w
o

0 10 20 30 40 50
Drilling diameter (mm)

Drill tolerance and hole tolerance

Diameter of the drilling hole ®12~H29 ®30~H45 $46~$60.5
2D-3D Diameter of the drilling hole(®D) 0.00~-0.15 0.00~-0.15 0.00~-0.15
2D-3D Hole tolerance 0.20~-0.10 0.25~-0.10 0.28~-0.10
4D-5D Diameter of the drilling hole(®D) 0.00~-0.15 0.00~-0.15 0.00~-0.15
4D-5D Hole tolerance 0.25~-0.05 0.30~-0.05 0.33~-0.05
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Characteristics of PVD coating

Grade ISO Characteriscs

* Grade prefered for drilling materials for general purpose

P20-P30 * AITiSi nanocrystalline composite structures coating
BPG20B | K20-K30

M20-M30 | ° Stable high temperature resistance and good hardness

* Low coefficient of friction to reduce contact between scrap chips and the insert

* Prefered for high speed machining
SR P15-P25 * AITISIN nanocrystalline composite coating
M10-M25 | - High temperature resistance and good hardness

+ Low coefficient of friction to reduce contact between scrap chips and the insert

Characteriscs of uncoated grade

Grade ISO Features

» Sub-micron grain material ensure high wear resistance and minor crack resistance
BU810 NO1-N10 | - Special surface treatment to reduce the build-up edge

« Suitable for aluminum,copper,brass,magnesium etc non-ferrous metals

Grade and processing range

R ded cultti d V (m/mi
Workpiece Material |Hardness|Chipbreaker] Grade peommendodicuitingjepeadive(m/min)
50 100 150 200 600
Carbon steel 80-180 yAYS BPG20B 60 170
Low-alloy steel, BPG20B
e 140-260 | zV/zZS BPU200 120 170
High-alloy steel | 260-310 ZS BPU200 50 160
yAY) BPG20B 80 140
M  Stainless steel | 130-280
ZS BPU200 100 160
Grey castiron 150-240 yAYS BPG20B 150 260
Nodular cast iron| 150-240 Z8 BPU200 100 160
Aluminum 30-150 AF BU810 240 600
Copper 150-160 AF BU810 200 300
S  Heatresistantalloy| 130-400 VA BPG20B 40 80

165



Application case
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Bearing
Workpiece Bearing
Cutting parameter V,=120(m/min) — 140
Y]
f,=0.12(mm/rev) o 120
=
Insert WCGX050308-2V (BPG20B)
Cutter C32-3D26-81WC05 CDBP Other products
Clapboard
Workpiece Clapboard
Cutting parameter Vc=120(m/min) g 160
©
£,=0.12(mm/rev) % 135
=
Internal cooling -
Insert WCGX030208-ZS (BPU200)
Cutter C25-3D19.5-62WC03 CDBP Other products
Flange
Workpiece Flange
Cutting parameter VC=160(m/min) = 140
()
f,=0.14(mm/rev) o 125
’ pr
Internal cooling
Insert SPMG050204-2V (BPG20B)
Cutter C20-4D13-55SP05 CDBP Other products
Sleeve
Workpiece Sleeve 200
Cutting parameter V,=220(m/min) 5l At
£,=0.11(mm/rev) X7]
—

Insert

Cutter

Internal cooling
WCGT040208-AF (BU810)

C25-3D21-66WC04

CDBP Other products
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Chipbreaker characteristics

Characterisitcs of chipbreaker ZV
* Excellent chip breaker design provides enough space for chip breaking
* High precision surface, sharp cutting edge, high strength

and good impact resistance

* The insert meets the demand for processing various
materials and is suitable for austenitic stainless steel,

alloy steel etc materials machining.

Characteristics of chipbreaker ZS

'/ \
* Special chip breaker design to evacuate chips easily and to avoid chips clogging
y : + High strength chip breaker design to ensure strength of the cutting edge and good chip
breaking performance
- < .

It can stably handle the chips which are easy to extend and prevent the chips from
wrapping around the toolholder

* Suitable for steel and stainless drilling

Characteristics of chipbreaker AF

+ Sharp cutting edge to obtain a higher surface quality
 With a wide chip pocket for chip evacuation smoothly

* Suitable for aluminum alloy driling

Characteristics of chipbreaker ZP
- Suitable for steel, stainless steel, cast iron and other materials drilling processing
- Wide material range can be used for a variety of working conditions

+Wide material range can be used for a variety of working conditions
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Insert available

Coating Uncoating Dimension (mm)
Shape Specification 3 S = = Geomet
P P > s 1) @ d s d1 E
(al o o -}
o m m om
030204-2V | A 5.56 2.38 2.50
030208-2V | A 5.56 2.38 2.50
040204-2V | A 6.35 2.38 2.80
040208-2V | A 6.35 2.38 2.80
6 050304-2V | A 7.94 3.18 3.40
0 PN (weex
—— 0503082V | A 7.94 3.18 3.40
06T304-2V | A 9.525 3.97 4.40
06T308-ZV | A 9.525 3.97 4.40
080408-2V | A 12.70 476 5.50
080412-2V | A 12.70 476 5.50
030208-ZS A 5.50 2.38 2.80
A 040208-ZS A 6.35 2.38 3.00
74
/. 050308-ZS A 8.00 3.18 3.40
/7 WCGX
' 06T308-ZS A 9.525 3.97 3.80
080412-7S A 12.70 476 4.40
030208-AF A 5.56 2.38 2.90
040208-AF A 6.35 2.38 3.00
Y/ 050308-AF A 7.94 3.18 3.40
/ WCGT
4 06T308-AF A | 9525 3.97 4.00
080408-AF A | 1270 476 4.40
050204-2V | A 5.00 2.38 225
060204-2V | A 6.00 2.38 2.50 s
7 1
I“l oy 708V | A 7.94 3.97 280 |99 N "ok
3
0904082V | A 9.80 4.30 410 | R
1104082V | A 11.50 4.80 4.40 =
1405122V | A 14.30 5.20 5.50
050204-ZP A 4.90 2.38 2.25
060204-ZP A 5.70 2.38 2.60
070306-zP A 6.80 2.80 260 |,
AR o (FRE=
08T306-ZP A 7.90 3.97 2.85 AN
N |sowr HEOM-
\///’ 09T308-ZP A 9.20 3.97 3.80 =~
11T308-ZP A 11.00 3.97 3.80 ‘
130408-ZP A 12.80 4.40 4.40
150510-ZP A 15.00 4.80 5.40

Recommended: A
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Recommended cutting data for U - drill

tensile

e Cutting Feed rate fn f,(mm/rev)
ISO | Workpiece materials| Condition ng a;_lréess Speed T
(N/mm) Ve(m/min) ¢ 13.0~ ¢ 18.0 ¢ 18.5~ $29.0 $ 295~ ¢ 36.0‘ ©37.0~ ©55.0 ¢ 56.0~ ¢ 68.0

0.1-0.25%C | Annealed 420 125 | 250-350 | 0.04-0.07-0.09 | 0.04-0.07-0.09 | 0.04-0.07-0.10 | 0.04-0.07-0.11 | 0.05-0.08-0.12

Non-alloyed 0-250.55%C| Annealed | 650 | 190 | 180-250 | 0.07-0.12:0.22 | 0.07-0.12:0.22 007-0.13-024 008-0.15-027 | 0.09-0.16-0.30

steel,carbon
steel, free-

cutting steel| g 5.0 80%,c| Annealed 750 220 | 160-220 | 0.07-0.12-0.20 | 0.07-0.12-0.20 | 0.07-0.13-0.21 | 0.08-0.15-0.24 ' 0.09-0.16-0.27

Quenched and
tempered

0.25-0.55%C 850 250 | 160-220 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.07-0.13-0.22

Quenched and
tempered

Annealed 600 200 | 150-220 | 0.04-0.09-0.13 = 0.04-0.07-0.13 | 0.04-0.07-0.15 | 0.05-0.08-0.16 = 0.06-0.09-0.18

0.55-0.80%C 1000 300 | 160-220 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20

Low-alloy steel, cast
Steol(Less than 5% 930 | 275 | 120-160 | 0.05:0.10-0.16 | 0.05:0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.120.19  007-0.13-0.20

alloying elements) |Quenched and
tempered

1000 300 | 120-160 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
1200 350 | 120-160 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20

High-alloy steel, cast| Annealed | 680 | 200 | 140-180 | 0.07-0.12:0.22  0.07-0.12:0.22 | 007-0.13-024 0.08-0.15-027 | 0.09-0.16-0.30

steel and tool steel |Quenched and
tempered

Ferritic/
Vivereiie 680 200 | 150-240 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 ' 0.06-0.12-0.20 | 0.08-0.13-0.22

Martensitic | 820 240 | 150-240 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20  0.08-0.13-0.22

1100 325 | 120-180 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.07-0.13-0.22

Stainless steel,
cast steel

Austenitic 600 180 | 150-240 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.08-0.13-0.22

Ferritic 160 | 160-260 | 0.08-0.19-0.30 | 0.09-0.20-0.34 | 0.10-0.22-0.37 | 0.11-0.24-041 | 0.12-0.27-0.45
Grey cast iron(GG)
Perlitic 250 | 160-260 | 0.08-0.19-0.30 | 0.09-0.20-0.34 | 0.10-0.22-0.37 | 0.11-0.24-0.41 | 0.12-0.27-0.45
SRR Foritic 180 | 160-260 | 0.08-0.19-0.30 | 0.09-0.20-0.34 | 0.10-0.22-0.37 | 0.11-0.24-0.41 | 0.12-0.27-0.45
eciey Perlitic 260 | 160-260 | 0.08-0.19-030 | 0.09-0.20-0.34 | 0.10-0.22-037 | 0.11-024-041 0.12-0.27-0.45
Ferritic 130 | 130-220 | 0.08-0.19-0.30 | 0.09-0.20-0.34 | 0.10-0.22-0.37 | 0.11-0.24-0.41 | 0.12-0.27-0.45
Forgeable cast-iron
Perlitic 230 | 130-220 | 0.08-0.19-0.30 | 0.09-0.20-0.34 | 0.10-0.22-0.37 | 0.11-0.24-0.41  0.12-0.27-0.45
Uncured 60 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
Forging AL-alloy
Cured 100 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
- (=12%Si | Uncured 75 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
asting
aluminium Cured 90 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 = 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
alloy -
Y =12%Si {'r'gmf{’erat“re 130 | 300-400 | 0.05-0.10-0.16 ' 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 = 0.07-0.13-0.20
Y =1%pb | Free cutting 10 | 120-220 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
gﬁgﬁer Brass 90 | 120-220 | 0.05-0.10-0.16 ' 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
S 100 | 120220 | 0.05:0.100.16  0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 ' 0.07-0.13-0.20
pare plashe: 120-220 | 0.050.100.16 | 0.05-0.10-0.16 | 0.05:0.110.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
Non-ferrous metals
Hard rubber 120-220 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
Annealed 200 | 2260 | 0.05-0.10-0.17 | 0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.07-0.13-0.22
Iron-based
Cured 280 | 2260 | 0.05-0.10-0.17  0.05-0.10-0.17 0.05-0.11-0.18  0.06-0.12-0.20 0.07-0.13-0.22
Superalloys Annealed 250 | 2260 | 0.05-0.10-0.17  0.05-0.10-0.17  0.05-0.11-0.18  0.06-0.12-0.20  0.07-0.13-0.22
Nickel or
5 e O | Cured 350 | 2260 | 0.05-0.10-0.17 0.05-0.10-0.17 0.05-0.11-0.18  0.06-0.12-0.20 0.07-0.13-0.22
forging 320 | 2260 | 0.05-0.10-0.17  0.05-0.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.07-0.13-0.22
Titanium, 400 2260 | 0.05:0.10-0.17 | 0.050.10-0.17 | 0.05-0.11-0.18 | 0.06-0.12-0.20 | 0.07-0.13-0.22
titanium alloy  |y4g Alloy cured 1050 2260 | 0.05-0.10-0.17  0.05-0.10-0.17  0.05-0.11-0.18 | 0.06-0.12-0.20 0.07-0.13-0.22
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tensile Cutting Feed rate fn f, (mm/rev)
ISO | Workpiece materials| Condition strgrr:qgth Haﬁréess Speed ‘

(N Ve(m/min) ¢ 13,0~ ¢ 18.0 ¢ 18.5~ ©29.0 $ 295~ ¢ 36.0‘ 37.0~ ¢ 55.0 ¢ 56.0~ ¢ 68.0
01-025%C | Annealed | 420 | 125 | 250-350 | 0.04-0.06-0.09  0.04-0.06-0.09 | 0.04-0.07-0.10  0.04-0.07-0.11 0.05-0.08-0.12
Non-alloyed 0250.55%C| Annealed | 650 | 190 | 180250 | 0.07-0.11-0.19 | 0.07-0.11-019 0.07-0.12020 008-0.13-0.22 | 0.09-0.150.25
2}22:‘;?;2” 0.250.55%C | ommmores ©| 850 | 250 | 160-220 | 0.06:0.09-0.14 | 0.05-0.09-0.14 | 0.050.100.15 0.06-0.11-0.17 | 0.07-0.12:0.19
outting steel 5.0 80%C| Annealed | 750 | 220 | 160-220 | 0.08-0.11-047 | 0.07-0.11-017 0.07-0.12:0.18 | 0.08-0.13-0.20 | 0.09-0.15-0.22
0.55-0.80%C | ramrares ©| 1000 | 300 | 160-220 | 0.06-0.09-013 0.050.09-0.13 | 0.050.10-0.14 | 0.06-0.11-0.16 | 0.07-0.120.18
Annealed | 600 | 200 | 150-220 | 0.04-0.06-0.11 0.04-0.06-0.11 004-0.07-0.12 | 0.05-0.07-0.14 | 0.06-0.08-0.15
;;’e“;]?ﬂ'gg:t‘,?:r';g;“ 930 | 275 | 120-160 | 0.05:0.09-0.13 | 0.05:0.09-0.13 | 0.05-0.10-0.14 | 006-0.11-0.16 | 007-0.12-0.18
alloying elements) | Quenchedand 4000 | 300 | 120-160 | 0.05:0.08.0.13 | 005009013 0.050.100.14 0.06-0.110.16 0.07-0.12:0.18
1200 | 350 | 120-160 | 0.05-0.09-0.13 | 0.05-0.09-013 | 005-0.10-0.14 | 0.06-0.11-0.16 | 0.07-0.12:0.18
High-alloy steel, cast| Annealed | 680 | 200 | 140-180 | 0.07-0.11-0.19 | 0.07-0.11-0.19 | 0.07-012-0.20 | 0.08-0.13-0.22 | 0.09-0.15:0.25
steelandtoolsteel |Quenchedand| 10, | 355 | 120.180 | 0.050090.14 005:0.090.14 0.05010-0.15  0.060.11017 | 0.07-0.12-0.19
Perritio] | 680 | 200 | 150240 | 0.050.09.0.14 005009014 005010010 0.06-0.11-0.17 | 0.07-0.12:0.19
Stainiess steel, | Martensitic | 820 | 240 | 150240 | 0050.090.14 | 0050.090.14 005010015 | 0.060.11-0.17 0.070.12:0.19
Austenitic | 600 | 180 | 150-240 | 0.05-0.09-0.14 | 0.05-0.09-0.14 005-0.10-0.15  0.06-0.11-0.17  007-0.12:0.19
Srey castiron(@e) | P 160 | 160-260 | 0.08-0.17-0.25 0.09-0.19-028 | 0.10-0.20-0.30 | 0.11-0.22-0.34 | 0.12:0.24-0.38
Perlitic 250 | 160-260 | 0.08-0.17-0.25 | 0.09-0.19-0.28  0.10-0.20-0.30 | 0.11-0.22-0.34  0.12-0.24-038
Nodular castiron | Ferritic 180 | 160-260 | 0.08-0.17-0.25 0.09-0.19-0.28 | 0.10-0.20-0.30 | 0.11-0.22-0.34 | 0.12:0.24-0.38
(G66) Perlitic 260 | 160-260 | 0.08-0.17-025 | 0.09-0.19-0.28  0.10-0.200.30 | 0.11-0.22:0.34  0.12:0.24-0.38
Forgeaple castiron| "o 130 | 130-220 | 0.08-0.17-0.25 0.09-0.19-0.28 | 0.10-0.20-0.30 | 0.11-0.22-0.34 | 0.12:0.24-0.38
Perlitic 230 | 130220 | 0.08-0.17-025 | 0.09-0.19-0.28  0.10-020-030 | 0.11-0.22:0.34  0.12:0.24-038
Forging ALalloy | UeU"e 60 | 300-400 | 0.05:0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-019  007-0.13-0.20
Cured 100 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-019 | 0.07-0.13-0.20
Casting | 712451 | Unoured 75 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-019  007-0.13-0.20
aluminium Cured 90 | 300400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-017 0.06-0.12-0.19 | 0.07-0.13-0.20
e > =12%Si {'r'gmf{’erat“re 130 | 300-400 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
) =1%Pb | Free cutting 110 | 120-220 | 005-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-019 | 0.07-0.13-0.20
gﬁgﬁer Brass 90 | 120-220 | 0.05:0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
S 100 | 120220 | 0.05:0.100.16  0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 ' 0.07-0.13-0.20
pare plashe: 120-220 | 0.05:0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.120.19 0.07-0.13-0.20
o [reeeees 120220 | 0.05-0.10-0.16 | 0.05-0.10-0.16 | 0.05-0.11-0.17 | 0.06-0.12-0.19 | 0.07-0.13-0.20
Annealed 200 | 2260 | 0.05-009-0.14 | 0.050.090.14 0.05-0.10-0.15  0.06-0.11-0.17  0.07-0.12:0.19
- e 280 | 2260 | 0.05-009-0.14 | 0.05-0.09-0.14 0050.10-0.15 | 0.06-0.11-0.17  0.07-0.12-0.19
Superalloys Annealed 250 | 2260 | 0.05-009-0.14 | 0.05-0.090.14  0.05-0.10-0.15  0.06-0.11-0.17  0.07-0.12:0.19
Nickelor | Cured 350 | 2260 | 005009014 | 0.05-009-014  0.05-0.10-015 0.06-0.11-017 | 0.07-0.12:0.19
forging 320 | 2260 | 0.05-009-0.14 | 0.05-0.09-0.14  0.05-0.10-0.15  0.06-0.11-0.17  0.07-0.12:0.19
Titanium, 400 2260 | 0.05-009-0.14 0.050.09-014  0.05-010-0.15 | 0.06-0.11-0.17  0.07-0.12:0.19
titanium alloy 48 Alloy cured 1050 2260 | 0.05-0.09-0.14 | 0.050.09-0.14 | 0.05-0.10-0.15 | 0.06-0.11-0.17 | 0.07-0.12:0.19
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Recommended cutting data for U - drill

tensile

e Cutting Feed rate fn f,(mm/rev)
ISO | Workpiece materials| Condition ng a;_lréess speeq T
(N/mm) Ve(m/min ¢ 13.0~ ¢ 18.0 ¢ 18.5~ $29.0 $ 295~ ¢ 36.0‘ ©37.0~ ©55.0 ¢ 56.0~ ¢ 68.0

0.1-0.25%C | Annealed 420 125 | 250-350 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.06-0.09 | 0.04-0.07-0.09 | 0.05-0.08-0.10

Non-alloyed 0-250.55%C| Annealed | 650 | 190 | 180-250 | 0.07-0.10-0.16 | 0.07-0.10-0.16 0.07-0.11-0.17  0.08-0.13-0.20 0.09-0.14-0.21

steel,carbon
steel, free-

cutting steel| o 5.0 80%,c| Annealed 750 220 | 160-220 | 0.07-0.10-0.14 | 0.07-0.10-0.14 | 0.07-0.11-0.16 | 0.08-0.13-0.18 | 0.09-0.14-0.19

Quenched and
tempered

0.25-0.55%C 850 250 | 160-220 | 0.05-0.09-0.12 ' 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16

Quenched and
tempered

Annealed 600 200 | 150-220 | 0.04-0.06-0.09 = 0.04-0.06-0.09 | 0.04-0.06-0.10 | 0.05-0.07-0.11 ' 0.06-0.08-0.13

0.55-0.80%C 1000 300 | 160-220 | 0.05-0.09-0.11 | 0.05-0.09-0.11 | 0.05-0.09-0.12 ' 0.06-0.10-0.13 | 0.07-0.11-0.15

Low-alloy steel, cast
Steol(Less than 5% 930 | 275 | 120-160 | 005-009-0.11 | 0.05:009-0.11  0.05-0.09-0.12 006-0.10-0.13 | 0.07-0.11-0.15

alloying elements) |Quenched and
tempered

1000 300 | 120-160 | 0.05-0.09-0.11 | 0.05-0.09-0.11 | 0.05-0.09-0.12 | 0.06-0.10-0.13 | 0.07-0.11-0.15
1200 350 | 120-160 | 0.05-0.09-0.11 = 0.05-0.09-0.11 | 0.05-0.09-0.12 | 0.06-0.10-0.13 | 0.07-0.11-0.15

High-alloy steel, cast| Annealed | 680 | 200 | 140-180 | 0.07-0.10-0.16  0.07-0.10-0.16 | 0.07-0.11-0.17 | 0.08-0.13-0.20 | 0.09-0.14-0.21

steel and tool steel |Quenched and
tempered

Ferritic/
Vivereiie 680 200 | 150-240 | 0.05-0.09-0.12 | 0.05-0.09-0.12 ' 0.05-0.09-0.13 ' 0.06-0.10-0.14 | 0.07-0.11-0.16

Martensitic | 820 240 | 150-240 | 0.05-0.09-0.12 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16

1100 325 | 120-180 | 0.05-0.09-0.12 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16

Stainless steel,
cast steel

Austenitic 600 180 | 150-240 | 0.05-0.09-0.12 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16

Ferritic 160 | 160-260 | 0.08-0.16-0.21  0.09-0.18-0.24 | 0.10-0.20-0.26 | 0.11-0.21-0.29 | 0.12-0.23-0.32
Grey cast iron(GG)
Perlitic 250 | 160-260 | 0.08-0.16-0.21 | 0.09-0.18-0.24 | 0.10-0.20-0.26 ' 0.11-0.21-0.29 | 0.12-0.23-0.32
SRR Foritic 180 | 160-260 | 0.08-0.16-0.21  0.09-0.18-0.24 | 0.10-0.20-0.26 | 0.11-0.21-0.29 | 0.12-0.23-0.32
eciey Perlitic 260 | 160-260 | 0.08-0.16-0.21 | 0.09-0.18-0.24 | 0.10-0.20-0.26 ' 0.11-0.21-029 | 0.12-0.23-0.32
Ferritic 130 | 130-220 | 0.08-0.16-0.21  0.09-0.18-0.24 | 0.10-0.20-0.26 ' 0.11-0.21-0.29 | 0.12-0.23-0.32
Forgeable cast-iron
Perlitic 230 | 130220 | 0.08-0.16-0.21 | 0.09-0.18-0.24 | 0.10-0.20-0.26 ' 0.11-0.21-0.29 | 0.12-0.23-0.32
Uncured 60 | 300-400 | 0.04-0.09-0.14 | 0.04-0.09-0.14  0.050.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
Forging AL-alloy
Cured 100 | 300-400 | 0.04-0.09-0.14 | 0.04-0.09-0.14 | 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
- (=12%Si | Uncured 75 | 300-400 | 0.04-0.09-0.14 ' 0.04-0.09-0.14 ' 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
asting
aluminium Cured 90 | 300-400 | 0.04-0.09-0.14 ' 0.04-0.09-0.14 ' 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
alloy -
Y =12%Si {'r'gmf{’erat“re 130 | 300-400 | 0.04-0.09-0.14  0.04-0.09-0.14 | 0.05-0.10-0.15 | 0.05-0.11-0.17 = 0.06-0.12-0.19
Y =1%pb | Free cutting 10 | 120-220 | 0.04-0.09-0.14 | 0.04-0.09-0.14 ' 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
gﬁgﬁer Brass 90 | 120-220 | 0.04-0.09-0.14 ' 0.04-0.09-0.14 | 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
S 100 | 120220 | 0.04-0.09:0.14 0.04-0.09-0.14 | 005-010-0.15 | 005-0.11-0.17  0.06-0.12-0.19
pare plashe: 120-220 | 0.04-0.090.14 | 0.04-0.090.14 | 0.05-0.10-0.15  0.050.11-0.17 | 0.06-0.12:0.19
Non-ferrous metals
Hard rubber 120-220 | 0.04-0.09-0.14 | 0.04-0.09-0.14 ' 0.05-0.10-0.15 | 0.05-0.11-0.17 | 0.06-0.12-0.19
Annealed 200 | 2260 |0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13  0.06-0.10-0.14 | 0.07-0.11-0.16
Iron-based
Cured 280 | 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16
Superalloys Annealed 250 | 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16
Nickel or
s Cobalibosg|  Cured 350 | 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13  0.06-0.10-0.14 | 0.07-0.11-0.16
forging 320 | 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16
Titanium, 400 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16
titanium alloy 5.8 Alioy cured 1050 2260 | 0.06-0.10-0.13 | 0.05-0.09-0.12 | 0.05-0.09-0.13 | 0.06-0.10-0.14 | 0.07-0.11-0.16

171



I <P cOBPTools

U - drill WC type (3D)

Cutting Arbor Size(mm) Available inserts Screw Wrench
Type diameter | Diameter

®Dc ®D L L1 L2 g %
C20-3D15-48WC03 15 107 48 63
C20-3D15.5-50WC03 15.5 109 50 65
C20-3D16-51WC03 16 20 110 51 66
C20-3D16.5-53WC03 16.5 112 53 68
C20-3D17-54WC03 17 113 54 69
C25-3D17.5-56WC03 17.5 127 56 71 WC...030208 M2.5%6 T8
C25-3D18-57WC03 18 128 57 72
C25-3D18.5-59WC03 18.5 130 59 74
C25-3D19-60WC03 19 131 60 75
C25-3D19.5-62WC03 19.5 133 62 77
C25-3D20-63WC03 20 134 63 78
C25-3D20.5-65WC03 20.5 136 65 80
C25-3D21-66WC04 21 25 137 66 81
C25-3D21.5-68WC04 215 139 68 83
C25-3D22-69WC04 22 140 69 84
C25-3D22.5-71WC04 22:5 142 71 86 WC...040208 M2.5%6 T8
C25-3D23-72WC04 23 146 72 90
C25-3D23.5-74WC04 23.5 148 74 92
C25-3D24-75WC04 24 149 75 93
C25-3D24.5-77WC04 24.5 151 77 95
C25-3D25-78WC05 25 152 78 96
C32-3D25.5-80WC05 25.5 160 80 100
C32-3D26-81WC05 26 161 81 101
C32-3D26.5-83WC05 26.5 163 83 103
C32-3D27-84WC05 27 164 84 104
C32-3D27.5-86WC05 27.5 166 86 106 WC...050308 M3*8 8
C32-3D28-87WC05 28 32 167 87 107
C32-3D28.5-89WC05 28.5 169 89 109
C32-3D29-91WC05 29 172 91 112
C32-3D29.5-93WC05 29.5 174 93 114
C32-3D30-94WC05 30 178 94 118
C32-3D30.5-96WC05 30.5 180 96 120
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U - drill WC type (3D)

2 >
\
Cutting Arbor Size(mm) Available inserts Screw Wrench
Type diameter | diameter

®DC ®D L L1 L2 & Z
C32-3D31-97WC06 31 181 97 121
C32-3D31.5-99WC06 31.5 183 99 123
C32-3D32-100WC06 32 184 100 124
C32-3D32.5-102WC06 325 186 102 126
C32-3D33-103WC06 33 187 103 127
C32-3D33.5-105WC06 33.5 32 189 105 129
C32-3D34-106WC06 34 190 106 130 WC...06T308 M3.5%8 T15
C32-3D34.5-108WC06 345 192 108 132
C32-3D35-109WC06 35 193 109 133
C32-3D36-112WC06 36 196 112 136
C32-3D37-116WC06 37 206 116 146
C32-3D38-119WC06 | 38 209 19 149
C40-3D40-125WC06 40 225 125 155
C40-3D41-128WC06 41 228 128 158
C40-3D42-131WC08 42 231 131 161
C40-3D43-134WC08 43 234 134 164
C40-3D44-137WC08 44 237 137 167
C40-3D45-140WC08 45 40 240 140 170
C40-3D46-143WC08 46 243 143 173
C40-3D47-146WC08 47 246 146 176 WC...080412 M4*10 T15
C40-3D48-149WC08 48 249 149 179
C40-3D49-152WC08 49 252 152 182
C40-3D50-155WC08 50 255 155 185
C40-3D54-167WC08 54 267 167 197
C40-3D55-170WC08 55 270 170 200
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U -drill WC type (4D)

Cutting Arbor Size(mm) Available inserts Screw Wrench
Type diameter | diameter

®Dc ®D L L1 L2 g %
C20-4D15-63WC03 15 122 63 78
C20-4D15.5-65WC03 15.5 124 65 80
C20-4D16-67WC03 16 20 126 67 82
C20-4D16.5-69WC03 16.5 128 69 84
C20-4D17-71WC03 17 130 71 86
C25-4D17.5-73WC03 175 144 73 88 WC. 030208 M2.5% T8
C25-4D18-75WC03 18 146 75 90
C25-4D18.5-77WC03 18.5 148 77 92
C25-4D19-79WC03 19 150 79 94
C25-4D19.5-81WC03 19.5 152 81 96
C25-4D20-83WC03 20 154 83 98
C25-4D20.5-85WC03 20.5 156 85 100
C25-4D21-87WC04 21 25 158 87 102
C25-4D21.5-89WC04 21.5 160 89 104
C25-4D22-91WC04 22 162 91 106
C25-4D22.5-93WC04 22:5 164 93 108 WC...040208 M2.5% T8
C25-4D23-95WC04 23 169 95 113
C25-4D23.5-97WC04 23.5 171 97 115
C25-4D24-99WC04 24 173 99 117
C25-4D24.5-101WC04 24.5 175 101 119
C25-4D25-103WC05 25 177 103 121
C32-4D25.5-105WC05 25.5 185 105 125
C32-4D26-107WC05 26 187 107 127
C32-4D26.5-109WC05 26.5 189 109 129
C32-4D27-111WCO05 27 191 111 131
C32-4D27.5-113WC05 27.5 193 113 133 WC...050308 M3*8 T8
C32-4D28-115WC05 28 32 195 115 135
C32-4D28.5-117WC05 28.5 197 17 137
C32-4D29-120WC05 29 201 120 141
C32-4D29.5-122WC05 29.5 203 122 143
C32-4D30-124WC05 30 208 124 148
C32-4D30.5-126WC05 30.5 210 126 150
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U -drill WC type (4D)

Cutting Arbor Size(mm) Available inserts Screw Wrench
Type diameter | diameter

obe oD L L1 L2 & | Z
C32-4D31-128WC06 31 212 128 152
C32-4D31.5-130WC06 315 214 130 154
C32-4D32-132WC06 32 216 132 156
C32-4D32.5-134WC06 32.5 218 134 158
C32-4D33-136WC06 33 220 136 160
C32-4D33.5-138WC06 33.5 32 222 138 162 WC._06T308 M3.5%8 5
C32-4D34-140WC06 34 224 140 164
C32-4D34.5-142WC06 34.5 226 142 166
C32-4D35-144WC06 35 228 144 168
C32-4D36-148WC06 36 232 148 172
C40-4D40-165WC06 40 265 165 195
C40-4D41-169WC06 41 269 169 199
C40-4D42-173WC08 42 273 173 203
C40-4D43-177WC08 43 277 177 207
C40-4D44-181WC08 44 40 281 181 211
C40-4D45-185WC08 45 285 185 215 WC...080412 M4*10 T15
C40-4D49-201WC08 49 301 201 231
C40-4D50-205WC08 50 305 205 235
C40-4D55-225WC08 55 325 225 255
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U -drill SP type (3D)

Type d(i:aur:ltierlgr dig:\?:t;r Size(mm) Availaple inserts Screw Wrench

be b L b L2 =l & | 7

C20-3D15-48SP05 15 107 48 63 SP...050204 M2*5 5

C20-3D15.5-50SP05 15.5 109 50 65

C20-3D16-51SP06 16 20 110 51 66

C20-3D16.5-53SP06 16.5 112 53 68

C20-3D17-54SP06 17 113 54 69

C25-3D17.5-56SP06 175 127 56 71

C25-3D18-57SP06 18 128 57 2

C25-3D18.5-59SP06 18.5 130 59 74 SP...060204 M2.2%6 T6

C25-3D19-60SP06 19 131 60 0D

C25-3D19.5-62SP06 19.5 133 62 77

C25-3D20-63SP06 20 134 63 78

C25-3D20.5-65SP06 20.5 25 136 65 80

C25-3D21-66SP06 24 137 66 81

C25-3D21.5-68SP06 21.5 139 68 83

C25-3D22-69SP07 22 140 69 84

C25-3D22.5-71SP07 22.5 142 71 86

C25-3D23-72SP07 23 146 72 90

C25-3D23.5-74SP07 23.5 148 74 92

C25-3D24-75SP07 24 149 75 93

C25-3D24.5-77SP07 24.5 151 77 95 SP.07T308 M2.5%6 T8

C25-3D25-78SP07 25 152 78 96

C32-3D25.5-80SP07 255 160 80 100

C32-3D26-81SP0O7 26 161 81 101

C32-3D26.5-83SP07 26.5 163 83 103

C32-3D27-84SP07 27 164 84 104

C32-3D27.5-86SP07 27.5 166 86 106

C32-3D28-87SP09 28 167 87 107

C32-3D28.5-88SP09 28.5 169 89 109

C32-3D29-91SP09 29 172 9 112

C32-3D29.5-93SP09 29.5 32 174 93 114

C32-3D30-94SP09 30 178 94 118

C32-3D30.5-96SP09 30.5 180 96 120 SP.090408 M3.5%8 5

C32-3D31-97SP09 31 181 97 121

C32-3D31.5-99SP09 31.5 183 99 123

C32-3D32-100SP09 32 184 100 124

C32-3D32.5-102SP09 32.5 186 102 126

C32-3D33-103SP09 33 187 103 127

C32-3D33.5-105SP09 33.5 189 105 129
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U -drill SP type (3D)

Type d(i:aur:ier;gr digrz?gtrer Size(mm) Available inserts Screw Wrench

Do b L b L2 = & | Z

©32-3D34-106SP11 34 190 106 130

C32-3D34.5-108SP11 34.5 192 108 132

©32-3D35-109SP11 35 193 109 133

C32-3D36-112SP11 36 32 196 112 136

C32-3D37-116SP11 37 206 116 146 SP...110408 M4*10 T15

C32-3D38-119SP11 38 209 119 149

C32-3D39-122SP11 39 222 122 152

C40-3D40-125SP11 40 225 125 155

C40-3D41-128SP11 41 228 128 158

C40-3D42-131SP14 42 231 131 161

C40-3D43-134SP14 43 234 134 164

C40-3D44-137SP14 44 237 | 137 167

C40-3D45-140SP14 45 240 140 170

C40-3D46-143SP14 46 40 243 143 173 SP...140512 M5*10 T20

C40-3D47-146SP14 47 246 146 176

C40-3D48-149SP14 48 249 149 179

C40-3D49-152SP14 49 252 152 182

C40-3D50-155SP14 50 255 155 185

C40-3D54-167SP09 54 267 167 197 o — — s

C40-3D55-170SP09 55 270 170 200
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U -drill SP type (4D)

Type dci;aur;tierlgr dig:\?:t;r Size(mm) Availaple inserts Screw Wrench

Do b L b L2 =l & | 7

C20-4D15-63SP05 15 122 63 78 SP..050204 M2*5 5

C20-4D15.5-65SP05 15.5 124 65 80

C20-4D16-67SP06 16 20 126 67 82

C20-4D16.5-69SP06 16.5 128 69 84

C20-4D17-71SP06 74 130 71 86

C25-4D17.5-73SP06 175 144 73 88

C25-4D18-75SP06 18 146 75 90

C25-4D18.5-77SP06 18.5 148 77 92 SP..060204 M2.2°6 6

C25-4D19-79SP06 19 150 79 94

C25-4D19.5-81SP06 19.5 152 81 96

C25-4D20-83SP06 20 154 83 98

C25-4D20.5-85SP06 20.5 25 156 85 100

C25-4D21-87SP06 21 158 87 102

C25-4D21.5-89SP06 21.5 160 89 104

C25-4D22-91SP07 22 162 91 106

C25-4D22.5-93SP07 22.5 164 93 108

C25-4D23-95SP07 23 169 95 113

C25-4D23.5-97SP07 23.5 171 97 115

C25-4D24-99SP07 24 173 99 117

C25-4D24.5-101SP07 24.5 175 101 119 SP.07T308 M2.5%6 T8

C25-4D25-103SP07 25 177 103 121

C32-4D25.5-105SP07 25.5 185 105 125

C32-4D26-107SP07 26 187 107 127

C32-4D26.5-109SP0O7 26.5 189 109 129

C32-4D27-111SP0O7 27 191 111 131

C32-4D27.5-113SP07 275 193 113 133

C32-4D28-115SP09 28 195 115 135

C32-4D28.5-117SP09 28.5 197 17 137

C32-4D29-120SP09 29 201 120 141

C32-4D29.5-122SP09 29.5 32 203 122 143

C32-4D30-124SP09 30 208 124 148

C32-4D30.5-126SP09 30.5 210 126 150 SP.090408 M3.5%8 5

C32-4D31-128SP09 31 212 128 152

C32-4D31.5-130SP09 31.5 214 130 154

C32-4D32-132SP09 32 216 132 156

C32-4D32.5-134SP09 32.5 218 134 158

C32-4D33-136SP09 33 220 136 160

C32-4D33.5-138SP09 335 222 138 162
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U -drill SP type (4D)

Type d(i:aur:ierlgr digrz?gtrer Size(mm) Available inserts Screw Wrench

Do b L b L2 & | Z

C32-4D34-140SP11 34 224 140 164

C32-4D34.5-142SP11 345 32 226 142 166

C32-4D35-144SP11 35 228 144 168 SP...110408 M4*10 T15

C32-4D36-148SP11 36 232 148 172

C40-4D40-165SP11 40 265 165 195

C40-4D41-169SP11 41 269 169 199

C40-4D42-171SP14 42 273 173 203

C40-4D43-177SP14 43 277 177 207

C40-4D44-181SP14 44 40 281 181 211 SP. 140512 M5*10 120

C40-4D45-185SP14 45 285 185 215

C40-4D49-201SP14 49 301 201 231

C40-4D50-205SP14 50 305 205 235

C40-4D55-225SP09 55 325 225 2557 SP...090408 M3.5*8 T15
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Comparision table of metal materials

High-quality carbon structural steel Structural alloy steel
China Japan USA Gernmany China Japan USA Gernmany

GB JIs AISI / SAE W.nr DIN GB JIS AISI / SAE W.nr DIN

10 S10C 1010 1.0301 c10 20Mn2 SMn420 1522 - -

15 S15C 1015 1.0401 c15 35Mn2 SMn433 1536 - )

20 $20C 1020 1.0402 c22 40Mn2 SMn438 1541 = 5

25 S25C 1025 1.0406 c25 45Mn2 SMn443 1541 = )

30 S30C 1030 1.0528 C30 20CrMn | SMnC420 3 = 3

35 S35C 1035 1.0501 C35 40CrMn | SMnC443 - - -

40 S40C 1040 1.0511 C40

45 S45C 1045 1.0503 c45

50 S50C 1049 1.0540 C50 Carbonitoolisteel

55 S55C 1055 1.0535 C55 China Japan USA Gernmany

58 S58C 1060 1.0601 C58

GB JIS AISI/ SAE W.nr DIN
T13 SK1 W1-13 5 )
Structural alloy steel T12 SK2 Wi-11 1/2 _ _
&l Japan USA Gernmany T11 SK3 W1-10 1.1545 C105W1
T9 SK4 W1-9 = )
GB JIS AISI/ SAE W.nr DIN T8MnA SK5 W1-8 1.1525 C80W1
40CrNi SNC236 3135 1.571 36NiCr6 T8 SK6 W1-7 1.1525 C80W1
12CrNi2 SNC415 3415 1.5732 14NiCr10 T7 SK7 - 1.1620 C70W2
30CrNi3 SNC631 = 3 )
12CrNi3 SNC815 3310 1.5752 14NiCr14 High-speed steel
37CrNi3 SNC836 = ) -
China Japan USA Gernmany
Structural alloy steel GB JIS AISI / SAE W.nr DIN
W18Crav SKH2 T1 - =
China Japan USA Gernmany W18Cr4VCo5  SKH3 T4 - -
GB JIS AISI / SAE W.nr DIN W12Cr4v5CoV|  SKH10 T15 a =
20CrNiMo | SNCM220 8620 1.6523 | 21NiCrMo2 W6Mo5Crav2|  SKH51 M2 1.334 $6-5-2
SNCM240 8640 1.6546 | 40NiCrMo22 W6Mo5Cr4V3| ~ SKH52 M3-1 - -
SNCM415 _ B _ CW6Mo5CraV3|  SKH53 M3-2 1.3344 S6-5-3
SNCM420 4320 ) = SKH54 M4 ) -
40CrNiMoA | SNCM439 4340 1.6582 | 35CrNiMo6 SKH56 M36 5 =
45CrNiMoVA | SNCM447 = p =
SNCM630 - - - Alloy tool steel
SNCM815 = 2 = )
China Japan USA Gernmany
SRl oy toe ! GB Jis AISI/SAE | W.nr DIN
China Japan USA Gernmany SKS11 Fo . .

GB JS AISI/SAE | W.nr DIN SKSS1 Le : -
15Cr SCra15 5015 1.7015 15Cr3 SKSER | Mie 12 : -
20Cr SCr420 5120 1.7020 20Cr4 SKS45 | w28 12 : =
30Cr SCr430 5130 1.7033 34Cr4 Cr12 SKD1 D3 1.2080 | X210Cr12
35Cr SCrass 5132 1.7034 37Cr4 Cri2MoV SKD11 D2 1.2379 | X100CrMoV5
40Cr SCr440 5140 1.7045 42Cr4 SKkD12 A2 1.2363 | X100CrMoV51
45Cl‘ SCF445 5147 - - SKD2 = 1.2436 X21 OCFW1 2

3Crawsv SKD5 H21 1.2581 | C30WCrvo
Structural alloy steel 4Cr5W2VSi  SKD61 H13 1.2344 | X40CrMoV5
Ghina Japan Gk Gernmany Structural alloy steel
GB JIS AISI/SAE | W.nr DIN China Japan USA Gernmany
SUH31 - : =
5Cr21Mn9Ni4n SUH35 _ _ _ GB JIS AISI / SAE W.nr DIN
Y5Cr21Mn9Ni4N|  SUH36 - - - 15CrMo SCM415 - 1.7262 15CrMo5
2Cr22Ni11N| SUH37 - - - 20CrMo | SCM420 - - -
3Cr20Ni11Mo2PB| SUHS38 i 5 % 30CrMo SCM430 4130 1.7218 25CrMo4
2Cr23Ni13 309 AISI 309 = = 35CrMo SCM435 4137 1.7220 34CrMo4
2Cr25Ni20 310 AISI 310 | 1.4845  CrNi2520 42CrMo | SCM440 4140 17223 | 41CrMo4
1Cr16Ni35 330 AISI 330 - - 45CrMo | SCM4415 4145 . -
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Surface roughness

Theoretical roughness

The surface roughness of the theoretical value can be expressed as follows in terms of the cutting shape of the tip

fi2
R(max) = % %1,000(um)

[f,:Feed rate(mm/rev) r:Cornerradius(mm)]

From the formula we can see in the theoretical ponit of view that it is consistent with the actual processing experience,
namely the feed to a great extent has impact on the surface roughness and the increase of the nose radius also has
positive impact to improve roughness.

Measured roughness

SSGUL]BHOJ ueaw J11}8Wo099

Type Code

Solving method

Take one standard length in the
avaerage line from the roughness
curve measured as horizontal axis
and its perpendicular direction as
vertical axis. When the roughness

Ra

Examples of solving methods

Representation method

(Figure)

Code

Significance

For the surface roughness obtained by any
method, the upper limit of Ra is 3.2um

) N |
11{.’/{/{4’5?? 'ﬁ;’(/{l’ﬁ}iiﬁf"//ﬁ/}!iir//nv

For the surface roughness obtained by the
method of material removal, the upper limit
of Rais 3.2um

<L | <K |

ssauybnol abesane juiod usj

botton values. The arithmetic mean
value is expressed in micron (um).

RzJis= [Zp1 +Zp2+Zp3+Zp4+Zp5’]§[Zv1 +2V2+ZV3+ZVA+ZV5)

generally speaking: Ra~ 1 Rz

2 Rz3.2
Rz1.6/
Zp1\ Zp2. Zp3. Zp4. Zp5:

Take five elevations in the peak from 99
Ryl23/

Zv1y Zv2, Zv3\ Zv4, ZV5:

2 : - H VA
& | curveis expressed as Y=f(X), its X ;
: . . For the surface roughness obtained by the
?eomtﬁt”fc mealn Vgll:e 'S.o?vtl?’med method of without material removal, the
rom the formular below in Micron(um). upper limit of Ra is 3.2pm
Ra:iff[fn( x)]dx 32 , Forthe surface roughness obtained by the
2 L6/ | method of material removal, the upper limit
of Rais 3.2um, Ra lower limit of Rais 1.6um
. 3.2max/ | For the surface roughness obtained by any
= Take one S'tandard length in the \/ method, the upper limit of Ra is 3.2um
o avaerage line from the roughness
g- curve measured to measure the - : somaxy | 0T the surface roughness obtained by the
2 2  distance between the peak and the AW AWV A v/ miethicd af mareialtemaval, thelppariimit
= 3  bottom. The distance is expressed VALV ERVAF }/\/ of Raiis 3.2um
- in micron (um). - 326“ For the surface roughness obtained by the
% _ e \/ method of without material removal, the
=L Rmax=Rp+Rv upper limit of Ra is 3.2um
- ina: 1 For the surf h btained by th
enerally speaking:Ra~-~ 3.2max or the surface roughness obtained by the
g yep giRa 10 R "6”6’/ method of material removal, the upper limit
of Rais 3.2um, the lower limit of Rais 1.6um
Take one standard length in the rv32/ | Forthe surface roughness obtained by any
avaerage line from the roughness method, the upper limit of Ra is 3.2uym
curve measured to calculate the < o 0 i
. . 5/ (&,7 A N Im For the surface roughness obtained by the
arithmetic mean value between the N = ALl |’\,C/\'%m /] R%V method of without material removal, the
absolute values of the elevation(Zp) YRRV VRLY :.u/\[d / upper limit of Ra is 200pm
from the average Ilne‘to five peal; For the surface roughness obtained by the
& values and the elevation(Zv) to five method of material removal, the upper limit

of Rais 3.2um, Ra lower limit of Rais 1.6um
For the surface roughness obtained by the
method of material removal, the upper limit
of Rais 3.2uym, Ra lower limit of Rais 12.5um

Take five elevations in the valley from

the corresponding standard length.
the corresponding standard length. Ry“{”y

For the surface roughness obtained by any
method, the upper limit of Rais 3.2um

Maximum height Rz

Maximum height RzJIS

The average number of Ra

Standard value of standard length

Triangle mark

(0.05S). 0.1S. 0.2S. 0.4S (0.052Z). 0.1Z. 0.2Z, 0.4z

(0.012a). 0.025a. 0.05a. 0.10a

ST
= \VAVAVAV

0.8S 0.8Z 0.20a 0.25
1.6S. 3.2S. 6.3S 1.6Z. 3.2Z. 6.3Z 0.40a, 0.80a. 1.6a 0.80 \aavs
12.5S. (18S). 25S 12.5Z, (18Z). 25Z 3.2a. 6.3a 2.5 _ Y4
(35S). 50S. (70S). 100S (35Z). 50Z. (70Z). 100Z 12.5a. 25a = v

(140S). 200S. (280S).
400S. (560S)

(140Z). 200Z. (280Z).
400Z. (5602)

(50a). (100a)

[Pro froma] from () the rank value, unless it is necessary, please try not to use.
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Comparison table for CVD coating grade

i 0 4ol COEP [TUNGALOY|MITSUBISHISUMITONMO| SANDVIK |KYOCERA| HITACHI | DNET | SECO |Kennametal ISCAR | TAEGUTEC| WIDIA | WALTER | CERATIZT
sage|coae
UE6105 | ACB10P | GC4205 | CA5505 | HG8O10 | JC110V | TPOS00 | KC9105 | IC8150 | TT8115 | TN1OP | WPPO1
PO 79105 GC4305 | CAS510 TPO501 | KCPO5 | IC9150 TN20K | WPPO5
Ic9015 WPPO5S
T9105 | UEG105 | ACB10P | GC4205 | CAS515 | HGBO10 | JC110V | TPOS00 | KC9110 | IC8150 | TT8115 | TN1OP | WPPO5 | CTC3110
BP6215 | TOM5 | UEG110 | ACB20P | GC4215 | CA515 | GM8020 | JC215V | TP1500 | KC9105 | 1C9150 TN20K | WPP10 | CTCK120
P10 GC4305 TPOS01 | KCP10 | IC8080 WP15CT | WAK20
GC4315 TP1501 19080 WPPO5S
Ic9015 WPP10S
BP6215 | T9M5 | UEG110 | ACB20P | GC4215 | CAS515 | HGBO25 | JCTOV | TP1500 | KC9215 | IC8150 | TT8125 | TN1OP | WPP20 | CTCP115
BP6215 | T9125 | UEG020 | ACB30P | GC4315 | CA515 | GM8020 | JC215V | TP2500 | KC9225 | IC9150 | TT5100 | TN15M | WPP20S | CTCP125
P20 | BP6225 MC6025 | ACBO25P | GC4225 | CAS525 | GM25 TP1501 | KC9325 | 1C9015 WP25CT CTC1425
GC4325 | CAB25 TP2501 | KCP25 | IC8250
19250
BP6225 | T9125 | MC6025 | ACB025P | GC4225 | CA5525 | HG8025 | JC215V | TP2500 | KC9140 | 1C8080 | TT8125 | TN3OP | WPP30 | CTCP125
T9135 | UEG035 | ACB30P | GC4235 | CAS535 | GM8035 | JC325V | TP3500 | KC9240 | IC6s6 | TT5100 | TN3OM | WAK30 | CTC1425
P30 T6130 GC4325 | CA530 | GM25 TP2501 | KCP30 | IC9350 | TT8135 | WP3SCT | WPP30S | CTC1135
CTC1435
CcTC2135
T9135 | UEG035 | ACB30P | GC4235 | CAS535 | GM8035 | JC325V | TP3500 | KCO140 | 1C9350 | TT8135 | TN3OP | WPP30 | CTC1135
P40 T6130 | UHB400 | AC630M CAS30 | GX30 KCo240 | IC635 | TT7100 | TN3OM | WAK30 | CTC1435
KCP40 WPP30S | CTC2135
- To15 | MC7015 | AC610M | GC2015 | CA6515 JC11ov KCM15 | 1C9250 | TT9215 | TN15M CTCP115
- IC520M WM15CT
T6120 | MC7015 | AC6030M | GC2015 | CA6525 | HGBO25 | JCTOV | TM2000 | KCM15 | 1C9025 | TT9215 | TN15M CTC1425
M20 T9125 | UST020 6C2025 GM25 KCM25 | 109350 | TT9225 | WM25CT CTCP125
vl MC7025 IC4050 cTC1135
T6130 | MC7025 | AC6030M | GC2025 GM8035 | JC215V | TM2000 | KCM25 | IC9350 | TT9225 | TN3OM CTC1435
M30 US735 | AC630M | GC235 GM25 TM4000 | KCM35 | IC4050 | TT9235 | WM3sCT CTC2135
. GX30 IC635
Us735 6C235 GC30 TM4000 | KCM35 | 1C635 | TT9235
M40
KCP40
ot T5105 | MC5005 | ACA05K | GC3205 | CA4505 | HX3505 | JCOSOW | TK1001 | KCKO5 | 1C8080 WKOSCT | WAK10
UC5105 JC105V | TK1000 WPPO1
T5105 | MC5015 | ACA5K | GC3210 | CA4515 | HX3515 | JC105V | TK1001 | KCKO5 | IC9150 | TT7005 | WKOSCT | WAK10 | CTC3110
K10| BPC13K | T515 | UC5115 GM10 | JCHov | TK1000 | KCK15 | IC5100 WPP10 | CTC1425
T5115 HG8010 Ic4100 WKK10S
T515 | MC5015 | ACA20K | GC3215 | CA4515 | HX3515 | JC100V | TK2000 | KCK15 | IC9150 | TT7310 | WK20CT | WAK20 | CTC1435
- T5115 | UC5115 GM8020 | JC215V | TK2001 | KCK20 | IC5100 WPP20 | CTCK120
T5125 Ic4100 WKK20S | CTCP115
19080
a0 T5125 HGB025 | JC215V KCP2s | I1C520M WAK30 | CTCP125
T9115 IC4050 WKP30S
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Comparison table for PVD coating grade

IS0
B CDBP | TUNGALOY |MITSUBISHI|SUMITOMO| SANDVIK |KYOCERA| HITACHI | DIJET | SECO |Kennametal| ISCAR |TAEGUTEC| WIDIA | WALTER |CERATIZIT
PO PR1005 WXN10
AHT10 | VP1ORT GC1525 | PR930 | IP2000 | JC5003 | TS2000 | KC5010 | 1C507 WS10PT | WSM10
PR1005 JC5030 | CP200 | KCs510 | IC807 WsM21
P10 PRI115 Kcuto | Iceo7
PR1215
PR1425
BPG20B | AH120 | VP1ORT | AC520U | GC1525 | PR30 | IP2000 | JC5030 | TS2500 | KC5025 | IC507 | TT9030 | WS10PT | WSM20
BPG20B | AH725 | VPI5TF GC1125 | PR1025 | IP3000 | JC5040 | CP200 | KCS5525 | 1C807 WS25PT | WsM21
ppo| BPG20B | AH730 | VP2OMF PR1115 Kcu2s | Iceo7
SH725 | VP20RT PR1215
SH730 | UP20M PR1425
J740 PR1225
AH120 | VP15TF | AC530U | GC1125 | PR1025 | IP3000 | JC5040 | CP500 | KC5025 | 1C328 | TT9030 | WS25PT | WSM30 | CTP1235
BPU200 | AH725 | VP20MF PR1225 KCs525 | IC928 | TT8020 CTP1625
SH725 | VP20RT Kcu2s | 1c3028 CTP2235
AH730 | UP20M
i SH730
GH730
GH330
J740
AH120 AC530U CP500 IC328 | TT8020 CTP1235
P40 AHT25 Ic3028 CTP2235
AHE45
Mot | 1C520 WXM10
AHB30 | VP1ORT GC1105 | PRI025 | IP100S | JC5003 | TS2000 | KC5010 | 1C520 WS10PT | WSM10
-, GC1115 | PR1215 | IP0S0S | JCB015 | TS2500 | KCS5510 | 1C507 WSM10S
GC1525 CP200 | KCU10 | Ic807
|| Ic07
BP2220 | AHB30 | CP1ORT | AC520U | GC1115 | PR930 | IP100S | JC5015 | TS2500 | KC5025 | IC520 | TT9030 | WSTOPT | WSM20 | CTP1235
BP2220 | AH120 | VP15TF GC1125 | PRI025 | IPOSOS | JC5030 | CP200 | KC5525 | C507 | TT8010 | WS25PT | WSM21 | CTP2120
wo| BP2220 | AHT25 | VP2OMF GC1525 | PR1125 JC8015 | CPS00 | Kcu2s | Icso7 WSM20S
SH725 | VP20RT PR1215 Ic07
M SH730 | UP20M PR1425 1308
PR1225 C3028
BPG20B | AHG45 | VP1STF | AC530U | GC1125 | PR1125 | IP100S | JC5015 | CP500 | KC5025 | 1C3028 | TT8020 | WS25PT | WSM30 | CTP1235
BPG20B | AH120 | VP20MF | AC6040M | GC2035 JC5030 KCss525 | 1C308 WSM30S | CTP2120
\i3o| BPUZ00 | AHT25 | VP2ORT JC5040 Kcu25 | Icoos CTP2235
SH725 | UP20M Ic928 CTP1625
SH730 | MP7035
| 3740
40 AHB45 | MP7035 | ACB30U | GC2035 1c228
AC6040M 1328
Ko AH110 IC910
GH110 | VP1ORT | AC510U PRO05 JC5003 | TS2000 | KC5010 | IC910 | TT9030 | WS10PT CTP6215
K10 AH110 PR1215 JC5015 | CP200 | KC5510 | IC308
Kcuto | Icso8
BPG20B | AH120 | VP1ORT PRO05 JC5015 | TS2500 | KC5025 | IC910 | TT9030 | WS10PT CTP6215
BPG20B VP20RT PR1215 CP200 | KC5525 | 1C308 WS25PT
K20 | BPU200 VP15TF CP250 | KCU25 | IC508
Ic928
Ic1008
- AH120 | VP20RT CP500 ICa28 | TT9030 | WS25PT CTP1625
GH130 | VPI5TF Ic1008
- AHB005 | VPOSRT JC8003 WSM10
Rl MP9005
AHB005 | VP1ORT | AC510U | GC1105 | PR1305 JC8015 | TS2000 | KC5010 | IC507 | TT8010 | WS10PT | WSM10 | CTP2235
AHB015 | MP9015 | AC520U PR1310 JC5015 | TS2500 | KC5510 | IC807 WSM10S
$10 CP200 | KCUf0 | Ic808
CP500 Ic07
s | Ica08
BP2220 | AH8015 | VPISTF | AC520U | GC1115 | PR1310 JC8015 | TS2000 | KC5025 | IC507 | TT8020 | WS1OPT | WSM20 | CTP2235
MP9015 GC1125 JC5015 | TS2500 | KC5525 | IC807 WS25PT | WsM21
S20 | BP2220 VP20RT CP200 | KCU25 | IC808 WSM20S
CP500 Ic07
. Ica08
gag| BP2220 | AHB30 | VPISTF | AC520U | GC1125 | PR1325 1C830 WS25PT | WSM30
AHT025 | VP20RT Icaz8 WSM30S
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Comparision table for carbide grade

IS0
r——— CDBP |TUNGALOY| MITSUBISHI|SUMITOMO| SANDVIK [KYOCERA| HITACHI| DWET | SECO |Kennametal| ISCAR |INGERSOLL|TAEGUTEC| WIDIA | WALTER |CERATIZIT
€
PO
P10 TH10 STI0P Ws10 | SRT PI0 | 1CT0 PO | TN15U
020 KS20 | UTi20T | ST20E | SMA EX35 | SRT | S1OM | K125M PO | P20 | TN15U
™ | Ic70
KS15F | UTi20T | A30 | SM30 | PW30 DX30 | S25M | GK | Ic28 | P40 | P30 s40T
P30 UX30 AN | H10F EX40 | SR30 Keoo | Ic54
TR
TX40 STAGE EX45 | SR30 | SeM | G13 | Ic28 P40 s40T
P40
IC54
Mo1|
e TH10 UT0E | H10A WA0B | UMN | 890 | K313 | 1C20 M10 | TN15U
e EH510 WU10HT
KS20 | UTi0T | U2 | H13A EX35 | DX25 | HX Kes | 1C20 | IN3OM | M20 | TN1sU CTW7120
- EH520 UMS | 883 | KWF WU10HT H210T
M K125M
. ™
UX30 | UTI0T | A30 | HI1OF ums GK | IC28 | IN3OM
M30 A3ON | SM30 EX45 K600
IR
M40 TU40 UM40 G13 | IC28 | IN3OM | M40 s40T
. KSOSF | HTi0ST |  H2 WHO! | KGO3 K605 UF1 | TN15U
H1 WHO5 WU10HT
THI0 | HTIH0 |  Hf HIO | KW10 | WH10 | KG10 | 890 | K313 | IC20 | IN0sS | K10 | TN15U H210T
K10 EH10 KT9 K11oM | 1cooT WU10HT H216T
EH510 CRH THM H10T
THM-U
KS15F | UTi20T | G10E | H13A | KW10 | WH20 | KT9 | 890 | K715 | 1C20 | INOSS | K20 | TN15U CTW7120
- Ks20 EH20 | HIOF | GW15 CRH HX | KMF | ICO9T | IN10K WU10HT H210T
EH520 KG20 | 883 | K600 IN15K H216T
FB15 IN30M H10T
UTI0T | G10E | H13A | GW25 KG30 | 883 | THR | 1C28 | IN1OK | K30
K30 H10F IN15K
IN30M
K40 613 IN30M
KS05F H10 | Kw10 Keos | 1C20
NO1 »
| BUS10 | THIO | HTHO | HI H1O | GWI5 | WH10 | KT9 | 890 | K313 | 1C20 | INOSS | K10 | TN1SU | WK1 | H210T
- H10F CRI HX | K11oM | Ic28 | IN1OK WU10HT | WK10 | H216T
KX | THM H10T
H15 | THW-U
BUST | KS15F H10F WH20 | KT9 | 890 | K715 | IC20 | INOK | K20 | TN1SU | WK1 |CTW7120
N0 H13A CRI HX | KMF | Ic28 | INT5K WU10HT | WK10 | H210T
KX | Keoo H216T
883 H10T
- 83 | 613 IN15K WKA40
H5 | THR IN30M WMG40
s01| RT9005 Ic20
KSO5F | RT9005 H1O | KW10 | WH10 | KG10 | 890 K10 | 1C20 | IN0sS | K10 | TN15U | WK1 | H2t0T
$10 TH10 | RT9010 | EH510 | H10A 883 | K313 IN10K WU10HT H216T
| THM H10T
KS15F | RT9010 HIOF | GW25 | WH20 | KG20 | 890 | K715 | 1C20 | IN1OK | K20 | TN5U | WK1 |CTW7120
B 0 KS20 | TF15 | EH520 | H13A 883 | KMF | Ic28 | IN15K WU10HT | WMG40 | H210T
H25 H216T
| H10T
TF15 83 | 613 IN15K WMG40
$30 K600 IN30M
THR
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Comparison table for chipbreaker - Negative Insert

ISO i
ety Ctuyt’talgg CDBP  |TUNGALOY|MITSUBISHI\SUMITOMO| KYOCERA | SANDVIK | HITACHI |Kennametall DIJET ISCAR |TAEGUTEC| WIDIA | WALTER | CERATIZIT
Hljgcrz]ision 01 PK FA DP QF FE FS,.LF PF
inishing 5 FH SFEPTF FA
P1 TS,TSF SA SU PQ,VF PF,QF BE,BH FFFN UAFT F3P FG 4 NF3 CFTF
B8] ZE FY HL cJ LC URUT NF,SF VF,EA NS6
Bk 1, NS (o PQ,VF MF AB,CT FC
a:ansLilgnhg{ P3 AS SH | SESX | GPPP | RILK MC AP
cutting 10 H@
NM MP GS
CB cQ CE ML,MP
c
Finishing AFW,FW LUW WP WL,WF FW WF WS FW NF TFQ
and Light ASW,SW SW SEW wQ WMX MW WG WT MW NM ™Q
cutting WM,WR RW
(Wiper) GUW
Semis P3 T™M,AM MA GUW | HSPT.GT | PM,QM AH P PG,UB | M3PM3M | PCMT 48 NMT,NM4 | TMF,TMM
finishing DM,ZM MH,MP GE,UX CSPS | XMXRM | AE,AY,B MN GN PPTF,GN | MCMG- M50
box type GNP
Semi-finishing P6 TH RP,GH MU,ME BH HM,PR RE RN,RP GG,Uub NR RT 49 NM5,NM6 ™
and heavy cuting THS HZ,HL HG box type MR MR MR NM9 TRM
Heavy RM TU HM,HX HG,HP PX PR,MR TE,UE RM uc R3P HT,HD NR6 TRR,TR
} RH TRS HU,HW HR,QR HX,HE RH NM RX,RH NRF R28,R58
cutting
RS TUS HV HF H HY,HZ NRR R88
Finishing and MS SF,SA GM,MS EX.EG GU MF.XF MP FP 5P TFEVL | EASSFSU NF4  |CFF30,M34
Light cutting SS SH,LM SU,EF MQ LCRIL-K | BH,AB FG NMS E3241E
Semi- MA SM MM,MA GU TK MM,QM PV,SE SZ M3M,PP EM,ET NM4 TMF,M42
finishing S ES HM MU XM, XRM DE MP,P M30,M52
Heavy TH,SH |GHRMHZ| EM,MU MS MR AH,AE UPRP SG MR,MH NR4 TM,M60
cutting TU HM,PR SR NRT,NRS [TRM,TMR,TRR
R80
Finishing CF LK,MA uz (0} KF.XF Y,AH FN GN FG CF
Semi- CM MK Gz ZS KM,QM V,VE RP,UN PG MT NM5 M50
finishing K3 box type GK box type | XM,XRM VA MG
K6 GH RK GC KR RE No chip breaker|  GG,UD RT No chip breaker| TMR,TR
Heavy No No chip breaker | No chip breaker |No chip breaker |No chip breaker | No chip breaker No chip breaker
cutting No chip breaker R28
R58,R88
LHCITF3 P AX AHA3 MF  |Nochip breaker| MS,MP PP ML F32
Non ferrous am =
metal cutting
L iIE3 HRF FJLS EF MQ SF FS,LS 8F NFT
Finishing EX.EG 01 MS NF4
S . HRM MS EG TKMSMU| MM,QM UPPNGP PP SsuU SM NMS M34,M52
Semi-
finishing HMM MU SMR RP
SA RS,GJ NM4,NRS,NR4
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Comparison table for chipbreaker - Positive Insert

= Ctuyt’talg 9 CDBP  [TUNGALOY|MITSUBISHI|SUMITOMO| KYOCERA | SANDVIK | HITACHI |Kennametal  DIJET ISCAR |TAEGUTEC| WIDIA | WALTER | CERATIZIT
High precision 01 FV,SMG | FC,FW CF UF SF 2 PF2 F32
finishing CK MP
PSFPFSS| FRFV,SV | FRFZLU | CQ,GK RIL-K JQ 11,GM FT PF FA 41 PF5 SF
P1 PSPSS,TS LP FK,SS,SC | GPHQ BREXE (L SM, 14,17 FG PF4 SMF
SU,SK,SF | XPXQ UF,PM 19,XL PS5
us
Finishing and TSW SWMW | LUW,SDW WF,WK,WM RIL GF PFPM | SMQ,25Q
Light cutting W08~20 |R/L,R/L-FD| W,SD RF,LF
RIL-FS FX,FY
RIL-MV
R/L-FRIL-L
B3 PM MP SUMU | boxtype | PMXM JE GM,MP,MR DTHQ MT PM5 SM
UM,PR,XR
23 MV uJ VFMF UR
Semi- 24 SC
finishing 5l et e,
box type
RS MT
P6 RP GG 43
High feed 61
and Small WE 14
depth cutting
nr PSF,SS | FM,FV,SV FC RIL-K GM,LF FG 41
Finishing UFMF MP
Finishing to PSS LM MQ MM, XM 0 MF PF4 SF.SMF
semi-finishing] ~ MX PS SV UM
Semi- PM MMMV MU MR, XR JE PM5 F23,F43
finishing UR SM
et e QM MK . . KF.XF . . 19 MT PS?,PMS SF
cutting MX | Nochip breaker |No chip breaker | No chip breaker | No chip breaker| ~ KM, XM JQ,JE N chip breaker | No chip breaker No chip breaker Nochip breaker|  25P
UM,KR,XR 27,29
LHC AL AZ AG AHA3 AL GT-HP AS FL AL1 RE2: 23P
AL PP AXAY AL2,AL3 PM2 25P
Non ferrogs 2729
metal cutting smE FIEF
RIL
Finishing SL PSF FJ FC MQ MF,UF,RIL-K SF
Finishingto] TF3 PSS FX,FY MM, XM
S |semi-finishing PS F23
Semi- box type Sl UMMR,URXR FG PF2,PF4 | SM,25P,29
finishing
01 R/L-SR W,SD  |RIL-FRIL-FSF FM MF,MM GF,GW PM5
WO08W15W20| R/L-SN ER/L-U
J10 R/L-SS FRIL-U ALU,MM1
o FSF FXFY | RLU
- FRIL-URIL-USF ASF
= )
= JRP,JSP,JPP FTACB
o SL TSJTS MF,R/L-FSF
— TSW
o SS,JSS | SWMW | LUW,SDW
g LU,FPFK,SU
JS FB,LB
» FC,S1.SC GK
SMG E-GK
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Bangpu has been dedicated to providing customers with stable products and comprehensive

services,helping customers solve various problems encountered during machining.

This product brochure contains Bangpu's most advanced technology and products, which can
reduce processing time, improve processing efficiency, ensure repeat processing accuracy and

reduce cost for clients.

Bangpu hassolid technical capabilities and reliable production support capabilities, can
provide a complete range of standard products and customized products and services for various

metal processing companies.

Bangpu has excellent processing capabilities to meet various requirements of the manufacturing

industry, from high purity metals to automated deburring and finishing

>Trusted partner

Bangpu has advanced technical capabilities and reliable production support capabilities. The
manufacturing process has been certified by standards and can meet the highest quality
standardsinthe manufacturingindustry. Our sales network has spread globally and we can

provide customers with stable products and comprehensive servicesin time.

>Focusing on meeting your demands

By fully understanding your demands, Chengdu Bangpu continuously improvesits R&D and
manufacturing capabilities, hoping to meet various processing applications and provide you

with comprehensive solutions. Bangpuisyourideal partner.

>Carbideindustry leader

Bangpu will continue toinvest resources into R&D on the basis of 20 years of technological

precipitation, maintain the advanced products, and provide customers with the best products.
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Chengdu Bangpu Cutting Tools Co.,LTD.

Add: No.998, Baicao Road, West zone of Hi-Tech District, Chengdu city, Sichuan, China.
Zip code:611731

Domestic Tel:86-28-66337598

International Tel:86-28-66337597

E-mail:cdbp@bpcarbide.com

Http://www.bpcarbide.com
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