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EiEZEHIT] A & MM General turning inserts naming rule

T| [N] (M| |G

TIR AR B Insert shape/Code 2 # Metric
RE | BXI | HXGEE | NASE | RS AxI| BAGEE | AEE
Code |W \"lugfhuul \gﬁqlls Wltlﬂg}n Section plane of insert | Code Wllhhmlhom \&anw Section plane of insert
as® 82° ° - 65°
e ]| e ] | < T | = s e | &
A B c with | Without | \_ ] ]| N | without| Without
wl # i ; r | % 4}
With | Single-side ‘-. Without| Single-side
D E H 05
b= x >

9]
m
il

m

55° ) ee With Without

v

o

i
3

K L M £ T - F x
With | Double-side|

With Without

]
Y
Wilhoul Double-side
1

J N—— A
=
O OO Telal i (622 el o
0 P R with | Without ‘-' With | Single-side
=65°
# B : B TE
A <> T | with | Single-side amh G | with | Double-side] EL|
S T v <65
Q = % =02 g | 7%
au" S with | without | [ | Special
Others =65
w z gl 2| 2R | S
With | Double-sidel [ 1 1
®s =] = B
Code | Clearance angle| Code | Clearance angle
A B |- ! C S
. P g ; MYIEGIC | BES | (8% ) MBREIEAGR (ERR. Xds)
. 5| mALTFHE () SIHRE (mm) fl‘.‘.'ir#-ﬁﬁ-(m) [R;e‘ference} Details of M-class tolerance ( Identied by shape and size)
Codo lrancs raroe |y [ 3 | ZESEATREC
AT [
c D A | 20005 0025 | 20025 [memes| AN | O, | B | £7 |<=% | G
S s F +0.005 +0013 | 0025 | 6.35 | +0.08 | +0.08 | +0.08 | +0.11 | 0.16 | -~
c +0.013 +0.025 $0.025 | 9.525 | +0.08 | £0.08 | +0.08 | +0.11 | 20.16 | --—
- H +0.013 +0.013 +0.025 | 127 | +0.13 | #0.13 | #0.13 | 015 | — —
E F ; : d s : 15 | 20, ; - -—
) L Bl E +0.025 +0.025 30,025 | 15.875| 2015 | 2015 | 20.15 | 018
G +0.025 +0.025 +0.13 18.05 | #0.15 | #0.15 | £#0.15 | £0.18 —— ——
J +0.005 +0.05-+0.13| +0.025 254 -— +018 | — e B e
; K +0.013 +0.05-20.13| +0.025 | FIHIE @I.Cotif4% ) Tolerance of inscribed circle
G N| F L 0025 |+0.05-¢0.13| +0.025 | A9H ,. 7 <o
~—¢a0 S | M | £0.08-+0.18 [£0.05-¥0.13] +0.13 | circle AT D,: N 5 ¥ Oﬂ
N | :0.080.18 |20.05-%0.13| $0.025 | 6.35 | 0.05 | £0.05 | £0.05 | £0.05 | +0.05 | --
— RthiE 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 o | Other 12.7 | +0.08 | ¥0.08 | +0.08 | *0.08 | — | +0.08
<11 clearance 15.875| £0.10 | £0.10 | #0.10 | £0.10 | -— | £0.10
angle 19.05 | +0.10 | #0.10 | £0.10 | #0.10 | -— | #0.10
25.4 = | 043 — - — | #0.13

. A004 FEFI7JBTurming Tools
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2 | (inch)

gl o | TILER TRk Insertshape ﬁ
Ecﬁf.‘r:;] 8 | % (mm) MEER B = 1s ) ‘/
Code atIC mm} Code| Thickness||Code |Nose radius Dl(aTnné er D w K E&; J‘JHJ&E .imﬁlljnggﬂﬁ
of IC i AT = SHAMEE
2 6.35 2 3.18 0 0.2 g ! @ Q‘ é'_| @’ S Thickness is defined as height from
___________ Il 3.87 086 bottom of insert to the highest part of
g | s (770 1 0.4 50 cutting edge.
A o - S - | e I 5.56 09 RECode | i am(mon)
a | w2z |- | 2| B8 6.0 06 00 0.79
: 635 |06 | 07 [ENIEE] T0 0.99
e 4 6.35 3 1.2 %5 o :
5 | 15875 |p---bo----- e | s 9525 |08 | 11 09 | 16 16 | 06 | 16 o 1
___________ "os 4 16 = T T 1.98
5 | 704 [p---to----- , 02 238
Ul | T - E 20 12.0 12 T2 278
R IRl e oata 127 |12 | 15 |12 |12 | 22| 22 |08 03 3.18
6 9.52 =
8 | %4 @ 24 15875 |16 | 19 15 | 27 10 Ef E'%
16.0 16 :
* BEENARESUMTIREHAIZEANEE 7605 |18 TR s 190
;::I;m::gﬁ:g;:f! as height from bottom of insert to the highest 20,0 20 T5 505
25.0 25 grg 5.35
254 |25 25 | 25 6.75
07 7.94
3175 09 952
32 32 T9 9.72
11 11.11
12 12.70

= TIRER #lar JE—
X | 2 F &7 FW SL K3 AF
Nose radius sharp R 517 -
oo |mamens) | G W o B g 8 c
= = ikl MD TF3 K6 AL
o i T (O O
08 0.8 chamfer - !“’ . I ﬂ’
L L s (O EEAEET0 —
16 1.6 Honing and chamfer | |\ ~piy (/«\ - ™ LS ] TF3
20 20 AN TIIOEERS| |Rightand . . !”‘\f
24 2.4 Our company omit edge Left _ &

grinding code

32 32
X HithOthers

Mo(2#) | mRs7
(Mefric) |  Round insen

RA MM6

Turning ToolsZEEI 1R AD0S .
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N A #E#F Applications Recommended
P

PP6105

PO5(P01-P10)

a

BIE
Black/Yellow

CVDAEMS, REHEminA FEERMMEMIERED. EERTRELL THHAERM
0 If

CVD coated grade, Excellent resistance to crater wear and plastic deformation resistance.
Recommended for stable conditions for steel finishing to semi-finishing .

PP6115

P10(P05-P15)

a

Al
Black/Yellow

CVDAEERA €IS, £EE. PHRENHEGREEE LAEHERE. NANGHHEM
TEFEMI. EEE R EHTY . ARZER. BARMTANL. NN IEHEES.
CVD coated carbide grade, wear-resistance materials coated on the gradient sintered
substrate which has both good hardness, toughness. For finishing to roughing processing

on steel and steel castings. Continue cutting to light interrupted cuting. Can bear high
temperatures. Wet and dry processing.

PP6120

P15(P10-P20)

a

B
Black/Yellow

CVD#EIE, EREIR THRHMIITHMIREMEMI. Heam B A EER AR BT
Feeh. EERTRETR. BRAMFRMI.

CVD coated grade: stable conditions for steel semi-finishing to roughing, can obtain high
metal removal rate. Excellent resistance to crater wear and plastic deformation.
Recommended for stable conditions. Wet and dry processing.

a

CVDARHBRAE &S, A—RMEBEANBEREEG EREENHERE. ERTRANFRS
HEMIBHEMT. AR ESETIRIL R EETTIR]. SRS TR £ S .

PP6125( P20(P15-P25) CVD coated carbide grade, with thick wear-resistance coating on the general gradient
RIH sintered substrate . For semi-finishing to roughing on steel and cast steel. Good use for steel
Black/Yellow | continuous cutting as well as interrupted cutting.
CVDAERRE&&IMS, REMBEREF, RERTFHETILSME.
A ERTM. HWFENL. AL HEE TR =SB IR .
PP6130| P30(P25-P35) CVD-coated cemented carbide grades with high strength base body, providing excellent edge
R security. For steel and cast steel semi-finishing to roughing in the most bad conditions. Can
Black/Yellow | work at low speed overload interrupted cutting.

Bl A006 EHiTIRTUmInG Tools
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I F#E#F Applications Recommended
M, S

PVDi# RS RERBHABEMRIFONBUENGED, SRSRIEIENT, BRET
MO5(M01-M10) & BN R, BN L. ‘ | o
S05(S01-S10) PVD coated grade,with high hardness and good resistance to plastic deformation.Suitable

BIE for high speed cutting and finishing process for austenitic stainless steel hardened steel and
Darkgray | carbon steel.

PP2105

PVD#REERAS. MAATURSUIRIEEETREET HNIWETFHMaIFEm TR
M15(M10-M20) & MI. REGEHARBIRSEESD, CARTMNAGHEOTMNRSE.
$15(310-S20) PVD coated carbide. For austenitic stainless steels and duplex stainless steel semi-finishing

BiE to roughing at medium cutting speed. Great heat resistance and mechanical shock resistance.
Darkgray In the intermittent cutting have an excellent edge security.

PVDiABERAEMS, ERTHE-RETH, #TEMTHEROBEHEEMNT. FEHEHN

& JIOEENESRERER, AiRHEERNTmTYE . REmAPEEE. SR TERRE

M20(M15-M25) BiiIHI. PVD coated carbide grade, Use for a variety of stainless steel finishings and semi-

§20(515-525) BRE finishing at medium to cutting speed. When need excellent edge dtrength and high surface
quality ,provide the perfect ride cutting. A high thermal shock resistance.Suitable for light
interrupted cuts.

BHPVDAE, SRMSNBAHERES, BASAEN, RIFOAEHELIEIEERE

PP2115

PP2125

Darkgray

= @ 71, EHEEFNTETAESEEE, ERTAHNNSERBEMI, &R TN MRS, ¥
* | Ppat05 MO5(M01-M10) =T,
5’3 S05(S01-510) ERE Thin CVD coating with excellent adhesion to the substrate, high heatness and hardness, good
Darkgray resistance to plastic deformation and wear resistance. The high strength obtain from high

performance and sharp cutting edges can be used for high speeed finishing of stainsteel.

PVDABRERE . AR TUAPFIIHLERHTREESSFMAIE SRS BmI2E
isoomze|  ASh | M. RBMAARBHRAS . EROIRR A EOTETIR .
PP4115 S15(S10-520) PVD coated carbide. For austenitic stainless steels and duplex stainless steel semi-finishing

ERR to roughing at medium cutting speed. Great heat resistance and mechanical shock resistance.
Darkgray In the intermittent cutting have an excellent edge security.

PVDABEMRAEMS, BTLUEEEFHEEHTERATERNMIETERNHEMMI
£ | manT. rEowmELE. FEEAREDRTE.
PP4125 |M20(M15-M25) PVD coated carbide grade,For austenitic stainless steels and duplex stainless steel semi-
S520(S15-525) HRE finishing to roughing at low to medium cutting speed.High thermal shock resistance.ldeal for
Darkgray quickly interrupted cutting.

A CVDBRRE &S, BTUREPSFINHEEHITRRFBFFMITERFMOESMT
BT, RemfAohEEat. ERSESHREETTIE].

PX6140 [M30(M25-M35) CVD coated carbide grade,For austenitic stainless steels and duplex stainless steel semi-
830(525-535) /R finishing to roughing at low to medium cutting speed.High thermal shock resistance.ldeal for
Black/Yellow | quickly interrupted cutting.

Turning ToolsZEHI71R A0O7 .
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N FA#E#F Applications Recommended
K2

PP5105

K05(K01-K15)

CVDREBRASMS, RBENAWMERE. HERTROBKCCHHNSEREH.
CVD coated carbide grade, wear-resistant coating. Recommended for gray cast iron (GCI)

= of the high-speed turning.
Black
CVDAREERA&S®, mANEBLRE, SEEGRGRITFHHEY, EBHESE; PREHFR,
‘ SRR ARG A" (&) SRAIE M TR T.
PP5115 [ K15(K10-K25) CVD coated carbide,the wear-resistant coating has an excellent adhesion with hard matrix,
Blﬁ:k can bear high temperatures; for ductile iron, high strength malleable iron and "sticky" gray

cast iron (alloy)finishing to roughing.

PP3110

NO5(N01-N10)

SRIERENS, ABRFEFMREREN, ATASESRERER. ETH. #. #, =i,
ERIFREmM IR M.

PAL] Diamond coating grade, the coating can reduce BUE,obtain higher surface quality.
Fullcolor | Suitable for aluminum, magnesium, copper, brass, plastic finishing to roughing processing.
SRIFREMS, fhsREE EHAMERE. EPEISTHERTARERNFEM
a THBRRMEMT. &ikmTFEamyl.
PP3120 [ N15(N10-N25) Diamond coating grade, with a wear-resistant coating, high temperature resistant matrix.
e For aluminum alloys semi-finishing and light roughing at medium to high cutting speed.
Fullcolor Preferred for continuous cutting.
[ ﬂ( EABES, REMAETIHERNEE AMESESREARE. EFHR. & #. ]\,
PH3110| NOS(NO1-N10) = BRI M IR T, o _
i Grade for uncoating , Surface polishing process can reduce BUE,obtain higher surface quality.
Silver Suitable for aluminum, magnesium, copper, brass, plastic finishing to roughing processing.
ﬁ’l ERES, REintE R EREE EhSEEF ERAHERE. E£hFRSTIHIE
!_ ETHEERBAEEMIARIEMNT. ik TFESTH .
PH3120 | N15(N10-N25) sy Grade for uncoating, Surface polishing process can reduce BUE,with a wear-resistant
§E coating, high temperature resistant matrix. For aluminum alloys semi-finishing and light
ilver

roughing at medium to high cutting speed. Preferred for continuous cutting.

. AO008 ZEHITIE Tuming Tools
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=B Z k82 S % The recommended ordinary turning grade

PP6105
PP6115
PP6120
PP6125
PP6130
01
PP2105
“ PP2115
M5 4R
M.Stainless steel = PP2125
30
PX6140
PP5105
PP5115
01
PP4105
10
STit#&& - PP4115
Heat-resistance alloy
30
PX6140
PH3110 —
PH3120 BP3156

Turning ToolsZEEI71R A009 .
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AR T] B #& 3 Negative inserts chipbreaker

AT TEH.

For finishing turning.

EWEm LA, BT T b E.

With good chip control above all in steel.

s BUHHER, EOHD, EE&MTHEEH, EENTRERETH.
SiiEMSEa LUEREEETHE.

Advantages: light cutting geometry, low cutting forces suitable for slender
Shafts,thin walled and unstably clamped components.

EifRtE: YIHIRERSEETEE.

Limits: depth of cut and feed range.

ABEH: B, G5, HESENRIRNEERR.

Typical parts:axles, gears where good surface finish is a priority.

JI4ER4SY The tip part

0.10

S

EUIHITIER S
Main cutting edge

:":L§ . 0,10.
s | :

T n;l};

i
w
“ >

H

Butysiuty
=1

FAFHEMmIEH;

Used for finish turning;

ERTASEERT

Suitable for stainless steel;

5. BERVHIAMBZIHERAREMERMNE, ZIT T8EE.
Advantages: with a lower cutting force light cutting groove, reliability and
versatility, achieved no fault cutting;

BPRTE: FEHESSEFENEIRE 77 R A EER.

Limits: Limited in feed rate and cutting depth;

HAEMH: THRATH

Typical parts:stainless steel components in general.

TIRER5T The tip part
05

5

e
/i

ELIRITIERSY

Main cutting edge
05

15°

e

LHC

FTREmIZEH;

For finishing tuming;

ERATFTHREMNT,

Suitable for stainless steel processing.

h#h: BERIE RERFNOKS ERTERESSNI, E&TAHEREMEN
THH RO TR M L.

Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

R : ERARIYEEE A EEATEEER.

Limits: Limit in the feed rate and cutting depth.

HBTH. FHEWNEG

Typical parts:stainless steel components in general.

JILRER4SY The tip part

EYIHITIER ST
Main cutting edge

LS

FATHEmIZEE;

For finishing turning;

EATR TEEAEn THFSEMT.

Suitable for P.M.S materials processing.

W BEERI A, RERFPHITRE ERTHEE~REBM L SR TAER
BT AEEmL.

Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

R EREEMIRIRE S EE AR ERER.

Limits: Limit in the feed rate and cutting depth.

BB O TR,

Typical parts:stainless steel components in general.

S

i
i
i, =

FHITIER S
Main cutting edge

. A010 ZEHI7IE Tuming Tools
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CNMG-FW DNMG-FW SNMG-FW TNMG-FW VNMG-FW WNMG-FW
A027 A030 A032 A034 A036 A037
CNMG-SA SNMG-SA TNMG-SA VNMG-SA WNMG-SA
A027 A032 A034 A036 A037
CNGG-LHC DNGG-LHC SNGG-LHC TNGG-LHC VNGG-LHC WNGG-LHC

A027

A030

AD32

AD34

A036

A037

WNGG-LS

A037

Turning ToolsZEHI7IR A0 .
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R T] KR Negative inserts chipbreaker

RTF#EmIEs;

For semi-finishing machining;

EATHRREERL,

For semi-finishing turning Of steel;

s ERAE, SRS, TIREMSHRNEENARN A, EWEERFET]
HOTTEIME REFMRENEI R

JI5ER4SY The tip part

:u_? $ 0.18 |
N

Advantages: General used, easy chip-flow, special bulge close to the nose radiusand
big rake angle generate the cutting ability and low cutting force of chipbreaker.
R VEIREMSEEZIR. Limitations: the depth of cutting and feed.
HRIELE: $A# Typical parts: ordinary steel parts.

FHEITIER S Main cutting edge
0.18

™

T4 mILER;

For semi-finishing tuming;

WFMRER HEAEE.

With broad capability for steel.

it ARMMEANE, FHRUT TYREE, SHBSS HE ARG EIFaE U

Reliable,suitable for general feild,achieve no fault cutting, combined with more abrasive
grade can get better efficiency.

EIRtE: FIHIREREE, THITER AR .

Limits: risk of overloading in cut depth and feed overloading.

HBATM. WEEE,. RNERE.

Typical parts:axles, hubs, gears, efc in steel.

Ry

HE

Buiysiuy 1wes

BITEmIEs;

For semi-finishing turning;

MTFFAERERR MNAERE

Wide usagerange for processing stainless steel.

th¥h: A, HLMTRAEME. MITHERERERL,

T14:ER4> The tip part
0.27

=

Lot

Advantages: reliable giving problem-free machining,

SRR FTRESREEF. R LUR B W IR R .

Limits: can be affected by casting and forging skin as well as Interrupt cuts.
HRTH. THERAEH

Typical parts:stainless steel components in genera.

1| 71585 Main cutting edge

8 0.27
= ::]___/‘g
N ereere e massasaa -%

ATFERmIEL;

For semi-finishing turning;

ERHWMIE, VBEHREIFTHEER,

With good chip control, above all especially in stainless steel.

gﬁh EREVIBAMRHIER, @ik, BEERFRERBRTHNIRIFNMTE

JI%ERST The tip part

Advantages: light cutting geometry with low cutting forces, good alternative for slender
shafts, thin-walled and unstably clamped components.

BRI EIR R E Rt .

Limits: depth of cut and feed rate.

BATH. THERTH

Typical parts:stainless steel components in general.

. A012 ZEHI7IE Tuming Tools
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R T] K #ERI—5T 3R Table for negative inserts chipbreaker

CNMG-MD DNMG-MD SNMG-MD TNMG-MD VNMG-MD WNMG-MD

&

A027 A030 A032 A034 A036 A037

CNMG-TM DNMG-TM SNMG-TM TNMG-TM VNMG-TM WNMG-TM

l B

AD27 A030 AD32 AD34 A036 A037

CNMG-SN DNMG-SN SNMG-SN TNMG-SN VNMG-SN WNMG-SN

AD27 AD30 AD32 A035 A036 A037

CNMG-MA DNMG-MA SNMG-MA TNMG-MA VNMG-MA WNMG-MA

AD28 A030 A032 A034 A036 A038

Turning ToolsZEHITIR A013 .
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7Rl T] F#ER Negativa inserts chipbreaker

RTFEmIZER;
For semi-finishing turning;

HWFREMAGREI WERER

Wide usagerange for processing stainless steel.

. A&, eI T RMEEGIH]. T ERaEmAEE.

Advantages: reliable giving problem-free machining.

BRI ATRES T, HREFRE L LUK IR EHI A0 .

Limits: can be affected by casting and forging skin as well as Interrupt cuts.
MM, 304, 3165,

Typical parts:stainless steel components in genera.

T14884 The tip part

& e 025 :
H
E SR e

FHIEITIERSYMain cutting edge

Q025

d
(=]
=

Buiysiuy iwes
HE

K3

FATHEEEmIES,

For semi-finishing to finishing cutting;
MTFFm L EA ZHEAR .

Wide usagerange for C.|

i TIOBES, EHE, HERE, SEMENSERSTREEENESHE.

Advantages: high cutting edge hardness, low cutting resistance force, easy chip-flow.

Combined with more abrasive grade can get better efficiency.
PR R RIS LR B W B
Limits: the casting, forging hard skin and discontinuous cutting sensitive.

MBITH: HFHRTH.

Typical parts : cast iron.

TJ14:ER4y The tip part
e 0.2

F Y74 Main cutting edge

s 0.2
X -
0

Grey cast iron and nodular cast iron.
Tr: ZH FEEEASRIH.
Procedures: Turning,facing and profiling.

s BrraEsaEn IR, BETREFMNNTEFE.
Advantages: A wide range of rough machining of cast iron, provides good economy
of machining.

BAVEM. ekt
Typical parts:Parts of cast iron.

RA AFHmIZEH.
For rough turning.
mIMEEAESEEERE.
With high removal rate in steel with double and single sided insert alternatives.
is: BRI, AEREMAENTIEN, TRERFNMIEHNE.
Advantages: universal capability, double-sided insert geometry with high Roughing
capability contributing towards good machining economy.
Z BRI IHITLEER AR, S AT R RRM TR & A ETHI S HARHE, EIHITIER S
5 BIRETIR EBER R . Main cutting edge
;| Limits: risk of overloading cutting edge, risk of insert movement in seat at high / 0.3
3 m cutting data when used with lever-type toolholder. [P ™ "|"“"'""
8T ARFE. P, WNERE. T
= Typical parts : axles, hubs, gears, etc. in steel. Yeg
2 ~
K6 BFEMT.
For rough turning.
RO FERE FHik.

ESVEIDIES
Main cutting edge

. A014 Z=HITIR Turning Tools
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CNMG-MM86
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A027 A038
CNMG-K3 DNMG-K3 SNMG-K3 TNMG-K3 VNMG-K3 WNMG-K3
A028 A031 A032 A035 A036 A038
CNMG-RA DNMG-RA SNMG-RA TNMG-RA WNMG-RA
a l ! { g ’
A028 A031 A033 A035 A038
CNMG-K6 DNMG-K6 TNMG-K6 VNMG-K6 WNMG-K6
A028 A031 A035 A036 A038

Turning ToolsZEHITIR AD15 .
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A T) F &R Negativa inserts chipbreaker

Fté

No slot

Buiuiyoew ybnoy
HE&

P

TR TARM TEHE.
For rough turning.
FAF %O FekSkk.

Light cutting chip breaker for stalnless steel.
T/F: YEFd Fmmi—EEENHRIHE.
Operations: longitudinal turning, facing and to some extent profiling.

JIRE 4T The tip part

00

. AR A RS,

Advantages: broad application range for roughing.

BIRYE: SfREENEETIED, FTREMES4MEE.

Limits: can generate high radial cutting forces which may effect component
and clamping.

AR, HEHEH.

Typical parts : cast-iron components in general.

EHITIERS
Main cutting edge

00

RM
B

4R T4

For rough tuming.

TERANREE I TR R T HI R B

Light cutting chip breaker for stainless steel.

H#h: EAThEE, BEEREHNANTAED, FTHRERIFNMTEFYE.
Advantages: universal capability, double-sided insert geometry with high
Roughing capability contributing towards good machining economy.
EiIRtE: FELIHIRE IR CIRERI, EAYIRIREMSHEN, £ERATHI7.
Limits; risk of overloading cutting edge, risk of insert movement in seat at
high cuttingdata when used with lever-type toolholder.

HBEE: T

Sypical parts:steel.

TS The tip part

FUIHITIER ST
Main cutting edge

o

o 0.5
|

Buisseooud AneaH
HE

' :
E

AT EHEH

For heavy turning.

mIANEREEREERR

With high removal rate in chip.

¥ ERAEE, AEEREENIES, TRERFAOMIEHE.
Advantages: universal capability, double-sided insert geometry with high
Roughing capability contributing towards good machining economy
FPRYE: D17 SR B, i AL R BRI T A E I S S g,
HIRETI R BB R,

Limits: risk of overloading cutting edge, risk of insert movement in seat at
high cutting data when used with lever-type toolholder.

HATH, FF.

Sypical parts:steel.

EHITIER S
Main cutting edge
, . 065
(103

'm
w

AT EHEH

For heavy tumning.

mImERARERERE

With high removal rate in chip.

. WmAEE, BAEENENIES, TiRERFNNIENE.
Advantages: universal capability, double-sided insert geometry with high Roughing
capability contributing towards good machining economy.

IR : SNV SR B, ik AL SR R AR T H L A S ) £ S EHE,
HIIR LTI R BB EhEI R .

Limits: risk of overloading cutting edge, risk of insert movement in seat at high
cutting data when used with lever-type toolholder.

BAEH: &F,

Sypical parts:steel.

T1Z:E84r The tip part

5 0.9
L

i

EIHITIER S

Main cutting edge
. 0.9
hg;I:_

. A016 ZEHITIE Tuming Tools



EH MR —YT3R Table for heavy processing chipbreaker

CNMA

DNMA

TNMA

VNMA

3 ®
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WNMA

AD28 AD31 AD33 A035 A036 A038
CNMM-RM SNMM-RM

AD29 AD33
CNMM-RH SNMM-RH

A029 A033
CNMM-RS SNMM-RS

AD29 A033

Turning ToolsZEEITIR AD17 .
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IERLT] B #&%) Positive inserts chipbreaker

FW

ATFHEmIZEH.

Far finishing tuming.

W AEWMIh, YRERIRENFTHBER.

with good chip control above all in steel, stainless steel.

ffm: ERIAMBRNIEHE AT =EETED, EATMmIaKH, YRR
TRERESTH.

Advantages: light-cutting, positive geometry giving small cutting forces for slender,
thin-walled or unstably clamped components.

EFRYE: YIHLREERNEEL .

Limits: depth of cut and feed.

SATH: i, W SREE, RESERERENTE.

Typical parts: shaft, shaft, and gear hub, priority is given to the surface quality of parts.

JIER4Y The tip part

Fr

B

EENHITIER 5
Main cutting edge

LHC

H= a8

Buysiuiy

EERTR

Grinded insert.

AT EHR;

Used for finishing tuming;

ERTARNEN LEaeFEBAEmT.

Suitable for stainless steel and non-ferrous metals such as aluminum alloy materials
processing;

. AAERDEDAREER TRIEMERME, st T RN,
Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

EMRE: EFHERHIRESEERAEEZR.

Limits: limit in the feed rate and cutting depth;

HUEH. SAETH.

Typical parts: aluminum alloy parts.

EYIHITIER ST
Main cutting edge

275 &

TF3

WERTIF

Grinded insert.

i iy M st U

Used for finishing turning;

ERTH. THE, #hIdinae RS/ MIREERL

Suitable for stainless steel and hardalloy with small cutting depth.

. BERRUEIAGRZYHIER AT SRS A E, ST R8I
Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

FRYE: ERGEFTHIRESTNAERER.

Limits: limit in the feed rate and cutting depth;

BATH, EOIn T &

Typical parts : Small auto parts.

TIERST The tip part

BERTIF

Grinded insert.

ATFHMIER;

Used for finish turning;

ERTHAGENREEFNEMATHMRERL;

Suitable for finnishing machining of heat resistance alloy tatanium alloy and other
aerospace parts.

##h: BRERVBhMBIHIERATRERERMR, ST ESFETE-
Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

IR A EMYHIRES TR AEERR

Limits: limit in the feed rate and cutting depth;

B M=, MRS,

Typical parts : stainless steel components in general.

T14:ER43 The tip part

EVIHITIER S
Main cutting edge

e

. A018 ZEHITIE Tuming Tools
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ERIT)F1ERI—Y5 3R Table for positive inserts chipbreaker

CCMT-FW DCMT-FW SCMT-FW TCMT-FW VBMT-FW VCMT-FW

AD40 A041 A042 A043 AD44 A045
CCGT-LHC DCGT-LHC SCGT-LHC TCGT-LHC VBGT-LHC VCGT-LHC

@ V) y
A040 A041 A042 A043 A044 A045
CCGT-TF3 DCGT-TF3 VCGT-TF3

v © 0
A .

AD40 AD41 A045

CCGT-SL DCGT-SL SCGT-SL TCGT-SL VBGT-SL VCGT-SL

AD40 AD41 AD42 A043 A044 AD45

Turning ToolsZEHITIR AD19 .



= ®
[ULcuT

IERIT] F#&#R! Positive inserts chipbreaker

MD

ATFHEmIEH.

For medium-duty turning.

CVDARTIR, MNTMtE. HemAIERZ.

with broad capability for steel , stainless steel, grey and nodular cast-iron.

TIF: %l EREFHRIN.

Operations: turning, facing and profiling.

s AR ATEHETSIEDIE].

Advantages:General used, reliable and problem-free machining.
BIRYE: UIHIRERELE, IR SRR .

Limits: risk of overloading in cutting depth and feed.

BEFM. . M. TR

Typical parts : axles, shafts, hubs, gears, etc.

J15ER45Y The tip part

ENHITIER S
Main cutting edge

/ 0.13

a
~

MD

Buiysiuy 1weg
HE @k

AFEEMIEH.
For medium-duty turning.

PVD#ETI R, T, THW. HHRERERZ.

with broad capability for steel . stainless steel. grey and nodular cast-iron.

Tr: %) EiREAaHERIH.

Operations: turning, facing and profiling.

. BRAMNE. ARABTMEIHEL

Advantages:General used, reliable and problem-free machining.
BIRYE: UIRIRERETE, SIHITLE AR .

Limits: risk of overloading in cutting depth and feed.

AT B, W, IRER.

Typical parts : axles, shafts, hubs, gears, etc.

14884 The tip part

0.13

24°

o
s}

EHRITIE ST
Main cutting edge

0.13

24°

B ~020 #amRuing Tools
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ERIT) F#ERI—Y5 3R Table for positive inserts chipbreaker

CCMT-MD DCMT-MD SCMT-MD TCMT-MD VBMT-MD VCMT-MD

B & A | o o

AD40 AD41 A042 A043 A044 A045

CCMT-MD DCMT-MD SCMT-MD TCMT-MD VBMT-MD VCMT-MD

AD40 AD41 AD42 A043 A044 A045

Turning ToolsZEHI7IE A021 .
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IERIT] /F#&R! Positive inserts chipbreaker

ATHEmIE.

For rough turning.

I EERERERE.

With high removal rate in steel. stainless steel, grey and nodular iron.

Tr¥: smm. SMERGERT

Operations: turning, facing and profiling

gﬁgﬁﬂmﬁ%mﬂﬁﬁﬁﬁﬂmﬁm1%ﬁw%m%ﬁ$ﬁﬁ¢ﬁmﬁﬁ2ﬁ
i

Advantages: General used, positive geometry giving good roughing capability with

good balance between high removal rate and minimum vibration tendencies.

BRME: YIHIRE R YIHI T S e R .

Limits: risk of overloading in cut deepth and feed.

BETM: B, WiEEE.

Typical parts : axles, shafts, hubs, gears, etc.

T15Ep5T The tip part

EUIHITIER ST
Main cutting edge

a 0.15

py

2 HP AT Hm I g

B @ for rough turning.

3 7 mIRHEASERERE.

2 T with high remaoval rate in steel, stainless steel. grey and nodular cast-iron.

= TrF: immE. ShEF{ARMIT

% Operations: turning, facing and profiling

@ fis: R ENARDTREREOENTRINSBERESRORDEBZE | Tomnss
B8 » . ) o Main cutting edge
Advantages: Gneral used, positive geometry giving good roughing capability with 2
good balance between high removal rate and minimum vibration tendencies.
AR, N,
Components typically: axles, shafts, hubs, gears, etc.

RP PR m T2 .

For semi-finishing and rough turning.

T, SRR N TR BIER 2.

with broad capability for steel . grey and nodular cast-iron.
. ERTAEEIRITHHEEE, SIEAEH.
Advantages: General used, reliable and problem-free machining.
BIRYE: YIHIREREEE, IEIT ARG .

Limits: risk of overloading in cut deepth and feed.

BB AEEMT.

Components typically: axles, shafts, hubs, gears, etc.

EHHITIERSY
Main cuEing edge

R*

Buiysiuy iweg
HE 2 /3

FTFmniam T3]

For semi-finishing and rough turning.

W MG BHERIEEZ.

with broad capability for steel . grey and nodular cast-iron.
TrF: M| FimmFoArmEl.

Operations: turning, facing and profiling.

the: BEAME. TERFETHEDH].

Advantages: General used, reliable and problem-free machining.
Rt IRIRERS, PRI R A

Limits: risk of overloading in cut deepth and feed.

BT 4. 8. AR,

Components typically: axles, shafts, hubs, gears, etc.

0.1
G‘;E i
ESJEIDIE S,
Main cutting edge
0.1

. A022 ZEHITIE Tuming Tools
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ERIT] /F#ERI—Y5 3R Table for positive inserts chipbreaker

CCMT-RA DCMT-RA SCMT-RA TCMT-RA VBMT-RA VCMT-RA

Vs 4 A o o

AD40 AD41 A042 A043 A044 A045

RCGT-HP

A046

RCGT-RP

©

A046

RCMT-R*

AD46

Turning ToolsZEHITIR A023 .
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IERE N T#E A Positive inserts chipbreaker for aluminum processing

AFHZESIMI. Used for finish turning.

BEEMHEBERERE.

Aluminum alloy and other non-ferrous metals.

T/ 8l EmEmirraE.

Procedure: turning, end face and copying cutting.

i FRMEER AR AIESYIHIEE TUHIER. ERRFMESHYIRIRIAEE
AN e, R R(2500m/min).

T8R4y The tip part

27.5°

SN

Advantages: open positive rake angle chipbreaker in high cutting speed cutting light.
Used as far as possible the high cutting speed (high2500m / min )

can obtain more production efficiency.

ElRtE: ZRTHEEEEMEMT.

Limits: used for non-ferrous metal material processing.

SHAFH: EEMERATE.

Typical parts: ordinary aluminum parts.

FHIHITERSY
Main cutting edge

27.5°

AL

BliUY B UM Wnuiwnfy
a1

AT+ EdImI.

Used for semi-finishing and rough turning.

HASHARAEER.

Aluminum alloy and other non-ferrous metals.

TiF: ZFHl. FimmmiaE.

Procedure: turning,end face and copying cutting.

s FHAERRER ATASTNIEE TSR, £RRAESHIHIEERE
B INAYE .

Advantages: open positive rake angle chipbreaker in high cutting speed cutting light.
Used as far as possible the high cutting speed can be obtained more production efficiency.
BRE: ZATFAREERHARMNI.

Limits: used for non-ferrous metal material processing.

HBAFN. EHENETE.

Typical parts: ordinary aluminum parts.

JIER4 The tip part

c‘G{ﬁ_,,_

EENHITIER S
Main cutting edge

S

FTEmIZER;

Used for finish turning;

ERTHEE, HAEFHEEEHENT

Suitable of copper Aluminum chip breaking machining;

TFr: Z5hE. imEFfiRgH];

Procedure: turning, end face;

g%iﬁbﬂ%i’cmﬁfi%ﬁﬁﬁﬁﬂ. AEBYIHIER TRIRBIHEE A ESRARENE

Advantages: with a lower cutting force light cutting groove, reliability and versatility,
achieved no fault cutting;

BEIRE: IHERET A, MR BRI R RS,
Limits: limit in the feed rate and cutting depth;

HETH: B, 1
Typical parts : Aluminum copper.

TJ1ZER47 The tip part

—

. A024 ZEHITIE Tuming Tools
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IERYR N T #ERI—15 3% Table for positive aluminum processing inserts chipbreaker

CCGT-AF DCGT-AF SCGT-AF TCGT-AF VCGT-AF RCGT-AF RDGT-AF
- g . N — A W on pisfin
o ) () ~’ o) N N
| && -, P @ -—‘-‘-’-‘?f‘/ : :

—— Sy
AD48 A049 A052 A050 AD51 A052 A052

CCGT-AL DCGT-AL SCGT-AL TCGT-AL VC/PGT-AL
A048 A049 AD52 A050 A051

CCGT-TF3 DCGT-TF3 VCGT-TF3

&y

©

]

AD48

AD49

A051

Turning ToolsZEHITIR A025 .
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Negative Inserts for Turning
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ZHIM IS & T/ Negative inserts for turning

I S Type d s dt
CN..0903.. 9.625 3.18 3.81
CN..1204.. 12.7 476 5.16
CN..1606.. 15.875 6.35 6.35
CN..1906.. 19.05 6.35 7.94

8|28 Sl & 2828 &8
g gy RE LT TR
CNMG080304-FW . il s
CNMGD90308-FW 08 || % |&
CNMG120404-FWV 04 |+ |% %
CNMG120408-FW 08 |+ % *
CNMG120412-FW 12 || % |
CNMG120404-SA 04 * | %
CNMG120408-SA 0.8 * |
WBinLT CNMG120412-SA 12 * | &
Finishing
CNGG120402E-LHC 0.2 ||k * | 3
CNGG120404E-LHC 04 * | | & * | ¥
CNGG120408E-LHC 08 * | | * | 3%
CNGG120412E-LHC 12 | o & * |3
CNMG090304-MD 04 ¥ |
CNMG090308-MD 0.8 T K
CNMG120404-MD 04 e | %
CNMG120408-MD 0.8 7| %
CNMG120412-MD 1.2 v | K
CNMG160608-MD 08 Y| %
CNMG160612-MD 1.2 Al 4
CNMG190608-MD 08 b ¢
CNMG190612-MD 12 e | %
CNMG190616-MD 1.6 ¥ K
CNMG120404-TM 0.4 |k
CNMG120408-TM 0.8 | %
CNMG120412-TM 1.2 ¥ |
ML CNMG160608-TM 08 # | %
Semi finishing
CNMG120408-SN 0.8 bAd *
CNMG190608-SN 08 | % *
CNMG190612-SN 1.2 A *
CNMG120412-MM6 1.2 W | K *
* A —#FEES Recommended grade
Ye AP THEFER S Optional grade
HRED
—A110 Turning ToolsZE#I 71 R AD27 .
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ZHIMIATIR Negative inserts for turning

o 1S Type d S d1
Sl 1T CN..0903.. 9525 3.18 381
i CN..09T3.. 9.525 397 3.8

p— CN..1204.. 127 4,76 5.16
CN..1606.. 15.875 6.35 6.35

CN..1906., 19.05 6.35 7.94

w g
e
CNMG120404-MA i bl ¢
CNMG120408-MA 08 %
CNMG120412-MA 1.2 Y| %
CNMG160608-MA 0.8 ¥ | K
HEMT
Semi finishing CNMG120404-K3 0.4 *
CNMG120408-K3 0.8 * |k
. CNMG160612-K3 1.2 *
CNMG120408-RA 0.8 * |
CNMG120412-RA 12 * | W
CNMG120416-RA 1.6 * | i
CNMG160608-RA 0.8 * | %
CNMG160612-RA 1.2 * |
1 CNMG160616-RA 1.6 * | 3t
CNMG190612-RA 12 * | 3t
CNMG190616-RA 1.6 * | H
CNMG120408-K6 08 * | %
CNMG120412-K6 1.2 * | K
$HnT
Rough machining
CNMADST304 0.4 Yo%
CNMA120404 0.4 ¥ | W
CNMA120408 0.8 ¥k
CNMA120412 1.2 ¥ | K
CNMA120416 1.6 ¥k
CNMA160608 0.8 Y|k
CNMA160612 1.2 ¥ | K
CNMA160616 16 ¥ | K
CNMA190608 0.8 Y| Kk
CNMA190612 12 Yo |
CNMA190616 16 Y|
CNMA190624 24 ¥ |k
* FE—1EFERES Recommended grade
W AEHEFES Optional grade
HRED
. A028 EHITIE Tuming Tools —-A110
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ZHIm AT/ Negative inserts for turning

= #E Type d S di

31 T CN..1204.. 127 4.76 516
CN..1606.. 15875 | 635 6.35
CN..1906.. 19.05 6.35 793
CN..2507.. 254 7.94 9.12
CN..2509.. 254 9.52 9.12

5
1 |

EEEREEEEEEE
AR A AR AR AR L Bk
AR
CNMM190616-RM 16 * | % *
CNMM190624-RM 24 * | *
CNMM250724-RM 24 * % *
CNMM250924-RM 24 * | % *
CNMM190624-RH 24 Y | K
s CNMM250724-RH 24 7| %
BHMT
iy proaseig CNMM250924-RH 24 *
CNMM250724-RS 24 Yo [ %
CNMM250924-RS 24 7 *
\
* R E—HEFIES Recommended grade
Y REZfEFE Optional grade
ames
—Al110 Turning ToolsZ=H71E A029 .
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ZFHIMI AT/ Negative inserts for turning

B Type d S d1
DN..1104., 9.525 476 3.81
DN..1504.. 12.7 476 5.16
DN..1506.. 12.7 6.35 5.16
EIE B ﬁe
glg e alal|g
B || ) | O | S0 B
DNMG110404-FW 04 || &|%
DNMG110408-FW 08 ||| %
DNMG150404-FW 04 |||+
DNMG150408-FW 08 |7 |K|+%
DNMG150604-FW 04 |||
DNMG150608-FW 08 |+ ||+
f&mL DNMG150612-FW 12 || % | ¥
Finishing DNGG150402E-LHC 02 * o * |
DNGG150404E-LHC 04 * ¥ * | ¥
DNGG150408E-LHC 08 * ¥ * | Y
DNGG150602E-LHC 02 * * * | ¥
DNGG150604E-LHC 04 * ¥ * | ¥
DNGG150608E-LHC 08 * ¥ * | Y
DNMG110404-MD 04 ¥ | %
DNMG110408-MD 08 ¥ | %
DNMG150404-MD 04 ¥r | %
DNMG150408-MD 08 i | %
DNMG150412-MD 1.2 ¥ | %
DNMG150416-MD 16 ¥r | %
| DNMG150604-MD 04 ¥ | *
DNMG150608-MD 08 ¥ | %
DNMG150612-MD 1.2 ¥t | %
DNMG150616-MD 16 ¥t | %
DNMG150404-TM 04 Yo | %
DNMG150408-TM 08 ¥ | %
DNMG150412-TM 1.2 ¥ | %
DNMG150416-TM 16 ¥ | %
DNMG150604-TM 04 ¥r | %
A DNMG150608-TM 08 i ¢
S;‘:ﬁﬁ?ﬁng DNMG150612-TM 1.2 ¥ | %
DNMG150616-TM 1.6 ¥r | %
DNMG150408-SN 08 ¥ K
DNMG150608-SN 08 ¥ | %
DNMG110408-MA 08 AR 3
DNMG150404-MA 04 Y | %k
DNMG150408-MA 08 * | K
DNMG150604-MA 04 ¥ | %
DNMG150608-MA 08 ¥ [
* hE—#FME Recommended grade
Yo AEZHEFERES Optional grade
hoL 1
. AO030 EHITIE Tuming Tools —-A110
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ZHIM I & T]F Negative inserts for turning

8 11 AIE Type d s 1

jsg _— DNMGT104.. 9525 476 381
DNMG1504.. 127 476 516

DNMG1506.. 127 6.35 5.16

5
1 |

gle g 8288
FlEEReLELER
DNMG150408-K3 08 IR 2L
DNMG150412-K3 1.2 * | &
ML DNMG150608-K3 0.8 * | K
Semi finishing ' DNMG150612-K3 12 * | %
DNMG150408-RA 0.8 * |
DNMG150412-RA 1.2 * |
DNMG150416-RA 16 * | ¥
’ DNMG150608-RA 0.8 * |
L : DNMG150612-RA 1.2 * |
DNMG150616-RA 16 * |
DNMG150408-K6 0.8 B
DNMG150608-K6 0.8 w |
FHMmT '
Rough machining
DNMA110404 04 ¥ | K
DNMA110408 08 |k
DNMA110412 1.2 Tt | K
DNMA150404 04 Al
DNMA150408 08 ¥ | K
DNMA150412 1.2 | K
DNMA150604 04 Vo | %
DNMA150608 0.8 3w |
DNMA150612 1.2 |
* HE—HEFIES Recommended grade
Y REZHEFS Optional grade
SIS
—A110 Turning ToolsZEHI77H A031 .
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ZFHIMI AT/ Negative inserts for turning

RIS Type d S d1
SN..0903.. 9525 3.18 3.81
SN..1204., 12.7 476 5.16
SN..1506.. 15.875 6.35 6.35
SN..1908.. 19.05 6.35 7.93

e BEE
el alale
e L =T S [ e ER |- ¥
SNMG120404-FW Yo | % | ¥
SNMG120408-FW B ¥ | K|
SNMG120412-FW 12 |4 | % | ¥
SNMG120408-SA 08 * g
. SNMG120412:8 12
wmT IOI 25 L
Finishing
SNGG120404E-LHC 0.4 * # * | ¥
_ SNGG120408E-LHC 08 * Yo * | v
)' : . SNGG120412E-LHC 1.2 * ¥ * | v
L
SNMG090304-MD 0.4 A
SNMG120404-MD 04 Y| %
SNMG120408-MD 0.8 A
SNMG120412-MD 1.2 | %
SNMG150608-MD 08 | %
SNMG150612-MD 12 ¥ | %
SNMG190608-MD 0.8 ¥r | %
SNMG190612-MD 1.2 ¥ | %
SNMG190616-MD 1.6 e | K
SNMG120412-TM 1.2 |
SNMG120408-SN 0.8 bl ¢
SNMG120416-SN 16 Ye | %
Sj:ﬁ?lli]sﬁng SNMG150412-SN 1.2 ¥ |
SNMG150612-SN 12 I8 ¢
SNMG190612-SN 1.2 Y| %
SNMG190616-SN 1.6 %
SNMG120404-MA 0.4 Yo | %
SNMG120408-MA 0.8 b=dIb ¢
SNMG120412-MA 1.2 7 | K
SNMG120408-K3 0.8 *
K E—HEFEES Recommended grade
Yo RS HEFERES Optional grade
HHsn
. A032 EHITIB Tuming Tools —A10
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ZHIM I & T]F Negative inserts for turning

gl 8 - A2 Type d S di
SN..1506.. 15.875 6.35 6.35

I SN..1906.. 19.05 6.35 7.93
SN..2507.. 254 794 9.12

SN..2509.. 254 952 9.12

=
o |

R 3I8(e|e g8 288 2
22 R e e TR
SNMG120408-RA 038 x| x| | |
SNMG120412-RA 12 * |
SNMG150608-RA 0.8 * |
SNMG150612-RA 12 * |
SNMG150616-RA 16 * | %
. | SNMG190608-RA 0.8 * |
SNMG190612-RA 12 * | ¥t
SNMG190616-RA 16 * |
SNMG190624-RA 24 * | %
AEMIT SNMA090304 0.4 Y| %
Rough machining SNMAQS0308 0.8 ¥r | %
SNMA120404 04 7 | K
SNMA120408 0.8 o |
SNMA120412 1.2 o | H
SNMA120416 16 o | %
SNMA150608 08 ¥ | K
SNMA150612 12 ¥ | A
SNMA150616 16 7 | K
SNMA190608 0.8 ¥ | K
SNMA190612 12 |
SNMA190616 16 e | &
SNMA190624 24 Y| K
SNMA250724 24 It |
SNMA250924 24 | H
SNMA250924 24 ¥ | K
SNMM250724-RM 24 *
- SNMM250924-RM 24 #*
\
SNMN190616-RH 16 | %
SNMM190624-RH 24 P K
BHML SNMM250724-RH 24 Yo | %
Heavy processing SNMM250924-RH 24 ¥ | %
SNMM250724-RS 24 ¥ | %
. SNMM250924-RS 24 fo |k
* AE—#FEFES Recommended grade
Yo RSB ZiEFES Optional grade
L 1
—~A110 Turning ToolsZE#I71E AD33 .




= @
[OULcuT

ZFHIMI AT/ Negative inserts for turning

sl 1|
S Type d S d1
o TN..1604.. 9.525 476 3.81
TN..2204.. 127 476 5.16
slelg B Rﬁe
il alale
e L =T S [ e EA |- P
TNMG160404-FW 04 |+ |%| %
TNMG160408-FW 08 | |%| &
TNMG160412-FW 12 |4 | % | ¥4
TNMG220404-FW 04 |9 K| %
TNMG220408-FW 08 |+ |%|%&
TNMG160404-SA 0.4 * ¢
A TNMG160408-SA 0.8 ¥
i L\
Finishing F N
TNGG160402E-LHC 0.2 * A4 * | 3
TNGG160404E-LHC 0.4 * I * |
TNGG160408E-LHC 08 * b4 * | 3
TNGG160412E-LHC 1.2 * b d * | ¥
TNGG220408E-LHC 0.8 * I * |
TNMG160404-MD 0.4 A
TNMG160408-MD 0.8 | %
TNMG160412-MD 1.2 Yo | %
TNMG220404-MD 0.4 ¥ | %
| | TNMG220408-MD 0.8 ¥r | %
TNMG220412-MD 1.2 ¥ | %
TNMG160404-TM 0.4 b ¢
TNMG160408-TM 0.8 |
EHmMT TNMG160412-TM 1.2 Y| %
Semi finishing TNMG220408-TM 0.8 ¥ | %
| TNMG220412-TM 1.2 ¥ |k
TNMG160404-MA 0.4 ¥
TNMG160408-MA 0.8 Y K
TNMG160412-MA 1.2 h*4
* AE—H#FME Recommended grade
WS ZIEFRS Optional grade
HHsn
Bl A034 EHTIR TG Tools =10



ZHIM I & T]F Negative inserts for turning

3 ®
[OLcur

S BIE Type d S d1
TN..1604.. 9525 476 3.81
TN..2204.. 127 476 516
TN..2706.. 15.875 6.35 6.35
I I
ARREE EEEE
SEREBREERR
TNMG160408-SN 0.8 Yo | K
TNMG220408-SN 08 7| K
TNMG220616-SN 16 Y| K
FHmMI
Semi finishing TNMG160404-K3 0.4
TNMG160408-K3 038 * | %
TNMG160412-K3 1.2
TNMG160408-RA 0.8 * |
TNMG160412-RA 1.2 % |
TNMG220408-RA 08 * | ¥
TNMG220412-RA 12 | % |
TNMG270616-RA 16 |* ¥
TNMG160408-K6 0.8 7o | K
TNMG160412-K6 12 | v | K
TNMG220408-K6 038 . % | K
fahnT TNMG220412-K6 1.2 | | %
Rough machining |
TNMA160404 04 ¥ | %
TNMA160408 0.8 | ¥ [ %
TNMA160412 12 ¥ | K
TNMA160416 16 | e | %
TNMA220404 04 e |
TNMA220408 0.8 | 7o | %
TNMA220412 1.2 o | K
TNMA220416 16 | v | *
TNMA270616 16 % | %
* RE—HEFIES Recommended grade
YA —EFS Optional grade
anse
—A110 Turning ToolsZE#I71E AD35 .
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ZHIMIATIR Negative inserts for turning

RIS Type

d S d1

VN..1604..

9.525 4.76 3.81

B2 &
& 8|2
e L =T S
VNMG160404-FW ; Yo | % | ¥
VNMG160408-FW 08 | |%| &
VNMG160404-SA 0.4 * ¥r
BT VNMG160408-SA 08 * ¥
Finishing
VNGG160401E-LHC 0.1 * ¢ * | W
VNGG160402E-LHC 0.2 * Yo * |
VNGG160404E-LHC 0.4 * g * |
VYNGG160408E-LHC 0.8 * b4 * | W
VNMG160404-MD 0.4 ¥r| %
VNMG160408-MD 0.8 Yo | %
VNMG160412-MD 1.2 Yo | %
VNMG160404-TM 0.4 | %
VNMG160408-TM 0.8 Yo | %
YNMG160412-TM 1.2 bl ¢
VNMG160404-MA 04 Yo | %
e T VNMG160408-MA 0.8 | %
Semi finishing
VNMG160404-SN 0.4 o | %
VNMG160412-K3 1.2 * |
VNMG160408-K6 0.8 ¥ | K
T
Rough machining VNMA160404 0.4 <Al
ares * JyE—HEFERES Recommended grade

B ~036 #ammumning Tools

—A110

Y AE_HEEFES Optional grade



3 ®
[OLcur

ZHIm AT K Negative inserts for turning

'3 o T
S Type d S d1
WN..0604.. 9.525 476 381
WN..0804.. 127 476 5.16
v Tl s
glelg(g|ge(g(g(8le]s]g]2]
g gy RE LT TR
WNMG060404-FW 04 |3 % 3
WNMG060408-FW 08 |+ |%| &
WNMG060412-FW 12 || % | %
WNMG080404-FW 04 |+ % *
WNMG080408-FW 08 |+ % |
LT WNMGO080412-FW 12 || %l
Finishing WNMG080408-SA 0.8 * hxd
WNMG080412-SA 1.2 * e
WNGG080408-LS 08 * 3 * | v
WNGG060404E-LHC 04 * b * | ¥
WNGG060408E-LHC 0.8 * e * |3
WNGGO060412E-LHC 12 * ¥ x|
WNGG080404E-LHC 04 * ¥r * | ¥
WNGG0B0408E-LHC 0.8 * e * [
WNGGO080412E-LHC 1.2 * ¥ * | ¥
WNMG060404-MD 04 bl 4
WNMG060408-MD 0.8 b+ ¢
WNMG060412-MD 12 o | h
WNMG080404-MD 04 ¥ | &
WNMG080408-MD 0.8 |k
WNMG080412-MD 1:2 | %
WNMG100612-MD 1.2 ¥ |
WNMG080404-TM 04 ¥ | %
WNMG080408-TM 0.8 hdi g
WNMG080412-TM 1.2 7| %
WNMG080416-TM 16 Yo | %
WNMG080408-SN 0.8 W |
FHmI
Semi finishing
* AE—#FEFES Recommended grade
Yo RSB ZiEFS Optional grade
HRED
—A110 Turning ToolsZE#I 71 R AD37 .




= @
[OULcuT

ZHIMI£ATIR Negative inserts for turning

S Type d S d1
WN..0604.. 9.525 476 381
VWN..0804.. 127 476 5.16
NEREE AEE
£EIE|NR gg|R
WNMGO080408-MM6 0.8 oIl ¢
: WNMG080412-MM6 1.2 N
/A\
WNMG080404-MA 04 Yok
WNMGO080408-MA 0.8 ¥ | K
EHmIT
Semi finishing
WNMG080404-K3 04 * |
WNMG080408-K3 08 * |
WNMG080412-K3 1.2 * | ¥
WNMG060408-RA 08 * [
WNMG060412-RA 12 * |
WNMG080408-RA 0.8 * | 3%
WNMG080412-RA 1.2 * | ¥
WNMG080416-RA 1.6 * | ¥
WNMG080408-K6 0.8 Yok
WNMG080412-K6 1.2 Yo |
#RmT
Rough machining
WNMAOB0404 0.4 ¥ Kk
WNMAOB0408 08 Yook
WNMAOB0412 1.2 ¥ |k
WNMAOB0404 0.4 bdlh ¢
WNMAOB0408 08 ¥k
WNMADB0412 1.2 Yo | K
VWNMADB0416 1.6 ¥ |k
* hE—EFE Recommended grade
Yo E TR S Optional grade
SIS
. A038 EHITIE Tuming Tools —A10



EHERTIH

Positive Inserts for Turning

ruming Tools #7712 A039 [




= @
[OULcuT

ZHIMTIERT] R Positive Inserts for turning

dt

B Type d 3 di a
CC..0802.. 6.35 2.38 2.8 7
CC..09T3.. 9.525 397 44 7
CC..1204.. 12.7 476 5.5 7

8|e SIBEEEE 3&§$
& gIEER|EIEEE|R
CCMT060202-FW 02 | |% w * hd
CCMTO060204-FW 04 |4 |% 3% * b o
CCMTO060208-FW 08 | |% A4 * bie
CCMTO9T302-FW 02 |¥% % b * ¥
CCMTO09T304-FW 04 |4 % 4 * ¥
CCMTO09T308-FW 08 | |% v g * ¥
CCMT120404-FW 04 | |%* e * Ve
CCMT120408-FW 08 | |X o * r
CCGT060202E-LHC 0.2 * b4 * | ¥
CCGT060204E-LHC 0.4 * ¥r * | 3
CCGT060208E-LHC 0.8 * 4 * | ¥
f&mL CCGT09T302E-LHC 02 * w * | v
Finishing CCGTO9T304E-LHC 0.4 * A4 * | 3
CCGT09T308E-LHC 0.8 * I * | ¥
CCGT120402E-LHC 0.2 * b4 * | 3%
CCGT120404E-LHC 04 * b d * | ¥
CCGT120408E-LHC 0.8 * I * |
CCGT060202-SL 0.2 * *
CCGT060204-SL 0.4 * *
CCGT09T302-SL 0.2 * *
CCGT09T304-SL 04 * *
CCGT09T308-SL 0.8 * *
CCGT120404-SL 0.4 * *
CCGT120408-SL 0.8 * *
CCGT060201-TF3 0.1 * g * | ¥t
CCGT060202-TF3 0.2 * w * | ¥
CCGT090301-TF3 0.1 * b4 ¥ | ¥
CCGT09T302-TF3 0.2 * b d * | 3¢
CCGT09T304-TF3 0.4 * Ir * | ¥
CCMT060204-MD 04 | % ¥ | 3
CCMT060208-MD 0.8 B ¢ ¥r| %
CCMT09T302-MD 0.2 | K | %
CCMT09T304-MD 04 | % gl g
B CCMTO09T308-MD 0.8 T | % Yol %
CCMT120404-MD 04 s ¢ Yo | o
CCMT120408-MD 0.8 T | % Y|
HHEMIT CCMT120412-MD 1.2 v | % Yol
Semi finishing CCMT060204-MD 0.4 i
CCMT060208-MD 08 e | %
CCMTO09T302-MD 0.2 | K
CCMT09T304-MD 0.4 b ¢
CCMTO09T308-MD 0.8 Y|k
CCMT120404-MD 0.4 ok
CCMT120408-MD 0.8 o | %
CCMT120412-MD 1.2 el
CCMTO09T308-RA 0.8 Yr
CCMT120408-RA 0.8 * [ W |
T CCMT120412-RA 1.2 A e
Rough machining
. A040 ZEHITIE Tuming Tools :!:5',13\,__8_:1 * #E—3EF RS Recommended grade
‘ﬁ‘lﬂ'_mm AL " HEFHE Optional grade




ZHIMITIERTIR Positive Inserts for turning

3 ®
[OLcur

R &
d _j’(
E E
Jz s 12 Type d S d1
%, DC..0702. 635 | 238 | 28 7
BE. 113 9.525 3.97 44 7
e TEEE | BHEE
g8 B e REEE TR
DCMTO070202-FW 02 |+ |% b * B
DCMTO70204-FW 04 |+ | % b1 * W
DCMT11T302-FW 02 |%|% *| (%] |%x|%
’ DCMT11T304-FW 04 |%|% Ao I I 3
DCMT11T308-FW 08 |#|% x| (x| |%x|®
DCGT070202E-LHC 0.2 * *
. DCGT11T302E-LHC 0.2 * *
[ DCGT11T304E-LHC 04 * *
S, DCGT11T308E-LHC 0.8 * *
- DCGT11T312E-LHC 1.2 * *
WmL
Finishing DCGT070201-TF3 0.1 * b *
w DCGT070202-TF3 0.2 * ¥ *
DCGT11T301-TF3 01 * Yo *
E DCGT11T302-TF3 0.2 * b *
DCGT11T304-TF3 04 * 7 *
DCGT070202-SL 0.2 * *
DCGTO70204-SL 04 * *
DCGT11T302-SL 02 * *
DCGT11T304-5L 04 * *
DCGT11T308-SL 0.8 * *
DCMTO070204-MD 04 b g o | v
DCMTO070208-MD 08 ¥ | % &
DCMT11T302-MD 0.2 Yo |k Yo | %
' DCMT11T304-MD 04 ¥ Kk ¥ | %
DCMT11T308-MD 0.8 ¥ | K |
HHEI T DCMT11T312-MD 1:2 | * Yo | ¥
Semi finishing DCMTO070204-MD 04 Yo | %
DCMTO070208-MD 08 ¥ | K
DCMT11T302-MD 02 V| %
DCMT11T304-MD 04 Ve | K
DCMT11T308-MD 08 |
DCMT11T312-MD 1.2 |k
DCMT11T308-RA 0.8 * ¥ | ¥
p a
Rough machining
* HE—HEFIES Recommended grade
H AL ZHFHES Optional grade
JALE
—A110 Turning ToolsZ=HI171E A041 .
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ZHIMIIERTIR Positive Inserts for turning

g i
2 Type d S d1
SC.09T3.. 9525 | 397 44 7
SC..1204.. 12.7 55 55 7

B AREEREEE ﬁe
g8 TEEREEEER
SCMTO09T304-FW 04 |+ % b ¢ * ¥ | ¥
SCMTO09T308-FW 08 | |%x 3% * Y| %
SCMT120404-FW 04 |4 % b+ * v
SCMT120408-FW 08 |¥ % b ¢ * ¥ | o
SCGT09T302E-LHC 0.2 * b d *
SCGTO9T304E-LHC 0.4 * ¥ *
SCGTO9T308E-LHC 08 * b4 *
Fi-p SCGT120402E-LHC 0.2 * ¥r *
Finishing SCGT120404E-LHC 0.4 * 4 *
SCGT120408E-LHC 08 * w *
SCGT120412E-LHC 1.2 * b4 *
SCGT120404-SL 04 * *
SCGT120408-SL 0.8 * *
SCGT120412-SL 1.2 * *
SCMTO09T302-MD 0.2 Yo | % ¥k
SCMT09T304-MD 0.4 Y| % Yo | ¥
2 SCMT09T308-MD 0.8 i ¢ ¥
ijﬁrﬁli]sﬁng SCMTO09T312-MD 1.2 ¥ | % v [k
SCMT120404-MD 0.4 | % Yo | ¥
SCMT120408-MD 0.8 bl ¢ W |
SCMT120412-MD 1.2 fe | Y| ¥
SCMT09T302-MD 0.2 Al 4
SCMTO9T304-MD 04 Yt Kk
SCMT09T308-MD 08 e | A
SCMT09T312-MD 12 | K
SCMT120404-MD 0.4 | N
SCMT120408-MD 0.8 Yo | K
SCMT120412-MD 1.2 %
SCMT09T308-RA 0.8 r Y|
SCMT120408-RA 08 e | % | Yo
FmT SCMT120412-RA 12 ¥ ¥ | ¥
Rough machining
* R E—HEFME Recommended grade
P AEZHEFRES Optional grade
JHaE
. A042 ZEHITIE Tuming Tools —A10



ZHIfTIERLT]H Positive Inserts for turning

3 ®
[OLcur

#12 Type d S d1 a
TC..0902., 5.56 2.38 25 7
TC..1102.. 6.35 238 28 7
TC..1103.. 6.35 3.18 28 7
TC..16T3.. 9.525 3.97 44 i
v Il s
AE MEBEEEEEE
-3 NEEEEERERE
TCMTO6T104-FW 04[] %] ¥ * ¥r [ %
TCMT090204-FW 04 |+ | & ¥ * ¥ | ¥
TCMT110204-FW 04 || %/ s * ¥ | %
TCMT110208-FW 08 || %| ¥ * e | #
TCMT110304-FW 04 || K| Y| k| K|
TCMT110308-FW 08 || %/ ¥ * ¥ | ¥
TCMT16T304-FW 04 ||| ¥ * ¥ ¥
TCMT16T308-FW 08 || % ¥ * % | #
TCGT090202E-LHC 02 [ * Y *
BmL TCGT080204E-LHC 04 f * T *
Finishing TCGT090208E-LHC 08 ] * ¥ *
TCGT110202E-LHC 02 , * 7 *
TCGT110204E-LHC 0.4 | * ¥ *
TCGT110208E-LHC 08 [ * ¥ *
TCGT16T302E-LHC 0.2 [ * % *
TCGT16T304E-LHC 0.4 [ * ¥ *
TCGT16T308E-LHC 08 ] * ¥ *
TCGT16T312E-LHC 1.2 _ * B *
TCGT090202-SL 02 ] * *
TCGT090204-SL 04 ; * *
TCGT110202-SL 02 | * *
TCGT110204-SL 0.4 [ * *
TCGT110208-5L 08 ] * *
TCGT16T304-SL 0.4 | * *
TCMT090204-MD 04 ¥ | K ¥ | ¥
TCMT090208-MD 0.8 ar 3 | %
TCMT110204-MD 0.4 Yo | K P | ¥
TCMT110208-MD 08 7o | K e | 3
TCMT110304-MD 04 ¥ [ ¥* | H
TCMT110308-MD 08 o | K ¥ | ¥
TCMT110312-MD 12 e | H Yo | ¥
TCMT16T304-MD 0.4 o |k ¥ | %
TCMT16T308-MD 0.8 7 K ¥ [ ¥
TCMT16T312-MD 12 Yo | K |
TCMT220408-MD 08 % | 7 | #
TCMT090204-MD 04 ] K ;
TCMT090208-MD 08 [ ¥ | %
TCMT110204-MD 04 | ¥ | %
HHEmMT TCMT110208-MD 0.8 [ ¥ | %
Semi finishing TCMT110212-MD 1.2 [ ¥ | %
TCMT410308-MD 0.8 j 7| K
TCMT110312-MD 1.2 j ¥ | %
TCMT16T304-MD 04 [ ¥ | %
TCMT16T308-MD 08 | ¥ | %
TCMT16T312-MD 12 [ % | %
TCMT220408-MD 08 | Y | %
TCMT16T308-RA 0.8 B3 7| %
L 1
Rough machining |
|
|
HIHES

Yo B S Optional grade
* FE—fEFS Recommended grade

Turning ToolsZEEITIR A043 .
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ZHIMIIERTIR Positive Inserts for turning

Im

4.
| Lt

L

\

g1
L ] S Type ¢ | s | & | a
VB..1103.. 6.35 3.18 28 5
VB..1604.. 952 | 476 44 5
el NREEEE ﬁe
g TIRIEIEIE|E(R
VBMT110302-FW ; * | ¥ * | ||
VBMT110304-FW 0.4 * | ¥ * % [ &
VBMT160404-FW 04 * | ¥ J e | %
’ VBMT160408-FW 0.8 * | ¥ +* o | %
VBGT110302E-LHC 0.2 * P *
VBGT110304E-LHC 04 *| | *
- VBGT110308E-LHC 0.8 * P *
LT . VBGT160402E-LHC 0.2 * ¥ *
Finishing # VBGT160404E-LHC 04 *| | *
VBGT160408E-LHC 08 * P *
VBGT160412E-LHC 12 *| | *
VBGT110302-SL 0.2 * *
VBGT110304-SL 04 w *
VBGT110308-SL 038 * *
: VBGT160402-SL 0.2 ¥ w*
VBGT160404-SL 0.4 5 *
VBGT160408-SL 08 * *
VBMT110304-MD 04 %o | % o | %
VBMT160404-MD 0.4 e | % | %
VBMT160408-MD 0.8 e | K e | %
4 VBNIT160412-MD 12 | |%|* % | %
HHFMIT
Semi finishing VBMT110304-MD 0.4 ¥ | %
VBMT160404-MD 04 e | %
VBMT160408-MD 08 ¥ | %
VBMT160412-MD 1.2 LA ¢
VBMT160408-RA 08 * | ¥ o | %
VBMT160412-RA 12 * | % % [ #
|mT ’
Rough machining
* HE—HFME Recommended grade
WRETHEIERES Optional grade
anss
. A044 ZEHITIE Tuming Tools —A10



ZHIMITIERTIR Positive Inserts for turning

3 ®
[OLcur

E Type d s d1 a
VC..103.. 6.35 3.18 28 7
VC..1604.. 9.525 476 44 7
VC..2205.. 127 5.56 55 7

1 |

2188|828 282|188 T
£ T 88 gRIEEREEER
VCMT110302-FW 02 * | ¥ * Yo | ¥
VCMT110304-FW 04 * | *| || %
y VCMT110308-FW 08 * | % * | ¥
4 VCMT160402-FW 0.2 * | % *| ||
VCMT160404-FW 04 * | * e | #
VCMT160408-FW 0.8 * | & * P |
VCGT110302E-LHC 02 * b *
VCGT110304E-LHC 04 | * Yo *
P VCGT110308E-LHC 08 * ¥ *
é‘? VCGT160402E-LHC 02 | * Y *
VCGT160404E-LHC 04 * ¥ *
VCGT160408E-LHC 08 | * % *
EmT VCGT160412E-LHC 1.2 * s *
Finishing VCGT110302-SL 02 '| * *
VCGT110304-SL 04 * *
D VCGT110308-SL 038 | * *
: VCGT160402-SL 0.2 * *
VCGT160404-SL 04 | * *
VCGT160408-SL 0.8 * *
VCGT110301-TF3 0.1 | * ¥ *
w VCGT110302-TF3 0.2 . * 4 *
) T_ﬁé |
|
VCMT110304-MD 04 ¥ | % %
VCMT160404-MD 04 % * | %
FHmT VCMT160408-MD 038 e | % s
Semi finishing
|
VCMT110304-MD 04 | ¥ | %
VCMT160404-MD 04 % | %
VCMT160408-MD 0.8 o | %
VCMT110308-RA 08 * | % | %
VCMT160408-RA 0.8 * | ¥ | %
EmT VCMT160412-RA 1.2 * | %o | %
Rough machining|
* AE—#FEFES Recommended grade
Yo RSB ZiEFES Optional grade
anss
—A110 Turning ToolsZEH| 718 AD45 .
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ZHIMIIERTIR Positive Inserts for turning

HE Type d S di a
od , RC..0803.. 8 3.18 35 7
RC..1003.. 10 3.18 44 7
RC..10T3., 10 3.96 45 7
: — RC..1204., 12 476 44 7
% — EL RC..1606.. 16 6.35 55 7
RC..2006.. 20 6.35 6.5 7
RC..2507.. 25 7.94 72 7
RC..3209.. 32 9.52 95 7
2\g S|218|8 9
g8 ggfsR
RCMT0803MOE-R1 ¥ [ % ¥ | ¥
RCMT1003MOE-R1 o | A 7 |
RCMT10T3MOE-R1 Yo |k Yo | ¥
RCMT1204MOE-R2 o | K % | o
RCMT1606MOE-R3 ¥ | K Yo |3
RCMT2006MOE-R4 e |k % | &
RCGT2006MOS-HP ¥ [ & Yo |+
RCGT2507MOS-HP e | K ¥ |+
AT RCGT3209MOS-HP 7 | % ¥ %
Rough machining
RCGT1606MOS-RP ¥ | & Yo | ¥
RCGT2006MOS-RP ¥ | % 7 |
RCGT2507MOS-RP 7| % 7 [
e RCGT3209MOS-RP 7o | K ¥ |

* A E—HEFIES Recommended grade
W AE_HEFHES Optional grade

. A046 ZEHITIE Tuming Tools —A10



AR

Aluminum Processing Inserts

olsZEHITIR AO4T .
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S8 T1IEER T B Positive Inserts for Aluminum

odi

CCGT060201-TF3

= |8

& 2|z

o o o

ZN CCGT060202-TF3 635 | 238 7 # * | %
ﬁy CCGT09T301-TF3 01 | 95% | 397 4.4 7 2 * | ¥

— CCGTO9T302-TF3 02 | 955 | 397 44 7 % ¥* | ¥

. CCGTO9T304-TF3 04 | 9525 | 397 4.4 7 e * |
CCGT080202-AL 0.2 635 | 238 28 7 #r * | #

CCGT060204-AL 0.4 635 | 238 28 7 ¥ * | #

CCGT080208-AL 0.8 635 | 238 28 7 #r * | #

=X CCGTO09T302-AL 02 | 9525 | 397 44 7 ¥ * | #

N CCGT09T304-AL 04 | 952 | 397 44 7 T * | ¥
CCGT09T308-AL 08 | 952 | 397 4.4 7 r * | ¥

amI _ CCGT120402-AL 0.2 127 | 478 55 7 ¥ * | #
Aluminum COGT120404-AL 0.4 127 | 476 55 7 T * | ¥
CCGT120408-AL 0.8 127 | 476 55 7 P * | #

CCGT060201-AF 0.1 635 | 238 238 7 e * | %

CCGTOB0202-AF 0.2 635 | 238 28 7 % * | #

CCGT060204-AF 0.4 635 | 238 28 7 ¥ *x | %

v CCGT080208-AF 08 635 | 238 2.8 7 #r * | #

V) ~ CCGT09T302-AF 02 | 9525 | 397 44 7 7 * | %

: CCGT09T304-AF 04 | 9525 | 397 44 7 % * |

— CCGTO09T308-AF 08 | 9525 | 397 44 7 % * | ¥
CCGT120402-AF 0.2 127 | 478 55 o % e

CCGT120404-AF 0.4 127 | 476 55 7 % * | %

CCGT120408-AF 0.8 127 | 476 55 7 #r * | #

* A E—HEFIES Recommended grade
Y AE TS Optional grade

. A048 ZEHITIE Turning Tools




{8 T1IERI T B Positive Inserts for Aluminum

Fi
7
_5(

Odt

I i

3 ®
[OLcur

E =SB

2 = | 2

a o |

DCGT070201-TF3 7 ¥ * |
DCGTO070202-TF3 . ; 4 4 7 * * | W
DCGTIT301-TF3 0.1 9.525 397 44 7 b4 * | %
DCGT11T302-TF3 0.2 9.525 3.97 44 7 w * | %
DCGT11T304-TF3 0.4 9.525 397 44 7 ¥ * |
DCGT070202-AL 0.2 6.35 2.38 28 7 ¥ * |
DCGTO070204-AL 0.4 6.35 238 28 7 b * | W
fBmT R DCGTO070208-AL 0.8 6.35 2.38 28 7 w * | W
Aluminum DCGT11T302-AL 0.2 9.525 3.97 44 7 G4 * |
DCGT11T304-AL 0.4 9.525 397 44 7 ¥ * |
DCGT11T308-AL 0.8 9.525 397 44 7 bAY * |
DCGT070201-AF 0.1 6.35 2.38 28 7 b e * |
DCGTO070202-AF 0.2 6.35 2.38 28 7 * * |
DCGTO070204-AF 0.4 6.35 2.38 28 7 Yt * |
DCGT070208-AF 0.8 6.35 238 28 7 b ¢ * | %
DCGT11T302-AF 0.2 9.525 397 44 7 7 * | r
DCGT11T304-AF 0.4 9.525 397 44 7 b4 *x | w
DCGT11T308-AF 0.8 9.525 3.97 44 7 s * | %

* HE—EFHEE Recommended grade
Y AEZHFEE Optional grade

Turning ToolsZEHITIR A049 .
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S8 T1IEER T B Positive Inserts for Aluminum

= |8
£ 22
o o o
TCGT090202-AL : ; 7 e * | ¥
TCGT090204-AL 0.4 55 | 238 25 7 #r *x | %
TCGT090208-AL 0.8 556 | 238 25 7 e * | %
TCGT110202-AL 02 635 | 238 28 7 T *x | %
TCGT110204-AL 0.4 635 | 238 28 7 T * | #
= TCGT110208-AL 0.8 635 | 238 28 7 P * | %
™ TCGT110302-AL 0.2 635 | 3.8 28 7 T * | %
‘_4 TCGT110304-AL 0.4 635 | 318 28 7 #r * | #
T—— TCGT110308-AL 08 635 | 3.18 28 7 P * | #
TCGT16T302-AL 02 | 95% | 397 44 7 o * | #
ST TCGT16T304-AL 04 | 9525 | 397 4.4 7 ¥ * | #
Aluminum TCGT16T308-AL 08 | 95% | 397 44 7 T * | #
TCGT090202-AF 02 556 | 238 25 7 e * | #
TCGT090204-AF 0.4 55 | 238 25 7 # * | %
TCGT090208-AF 0.8 55 | 238 25 7 e * | %
TCGT110202-AF 0.2 635 | 238 28 7 T * | %
TCGT110204-AF 0.4 635 | 238 28 7 T * | #
R TCGT110208-AF 0.8 635 | 238 2.8 7 P * | %
lﬁx}\ TCGT110302-AF 02 635 | 318 | 28 7 | % * |
AT TN TCGT110304-AF 0.4 635 | 318 28 7 r * | #
—— TCGT110308-AF 08 6.35 3.18 28 7 e * | %
TCGT16T302-AF 02 | 95% | 397 44 7 T * | #
TCGT16TI04-AF 04 | 9525 | 397 4.4 7 r * | #
TCGT16TI08-AF 08 | 952 | 397 44 7 T * | %
* HE—HFHE Recommended grade
WHETHEERES Optional grade
anss
. A0S0 ZEHITIE Tuming Tools —A10
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{8 T1IERI T B Positive Inserts for Aluminum

gt S
R I
N

= 2|8
& =2
o o B
VCGT110301-TF3 Ye * | ¥
VCGT110302-TF3 % * | &
VCGT160412-LHK 12 9.525 4.76 44 7 w
A - w VCGT220530-LHK 3.0 12.7 5.56 5.5 7 T
VCGT160404-AL 04 | 9525 | 476 44 7 Y * | &
4.-\ . VCGT160408-AL 08 9.525 476 44 7 b= ¢ * |
! "\/ VCGT220530-AL 3.0 127 | 556 55 7 b * |
VPGT220530-AL 3.0 12.7 5.56 55 1 e * | i
VCGT110302-AF 0.2 635 | 318 238 7 e * |
VCGT110304-AF 0.4 635 | 318 28 7 ¥ * | ¥
VCGT110308-AF 0.8 6.35 3.18 2.8 7 b4 * | ¥
VCGT130302-AF 0.2 794 | 318 34 7 e *x | ¥
VCGT130304-AF 04 7.94 3.18 34 7 Ve * | i
= ’7 VCGT130308-AF 08 7.94 3.18 34 7 b 41 * | W
A O VCGT160402-AF 02 | 955 | 476 | 44 7 | % *x | &
ML VCGT160404-AF 04 | 9525 | 476 44 7 % * | *
Aluminum VCGT160408-AF 08 9.525 4.76 44 7 b= * |
VCGT160412-AF 12 | 9525 | 476 44 7 P *x | ¥
VCGT220520-AF 20 12.7 5.56 55 7 ¥ * | &
VCGT220530-AF 30 12.7 5.56 55 i bt * |
VBGT110302-AF 0.2 635 | 318 238 5 Yo * | *
VBGT110304-AF 0.4 635 | 318 28 5 ¥ * | ¥
VBGT110308-AF 0.8 6.35 3.18 28 5 b1 * | ¥
VBGT160402-AF 02 | 9525 | 476 44 5 e * | ¥
VBGT160404-AF 04 | 9525 | 476 44 5 e * |
VBGT160408-AF 08 9.525 4.76 44 5 b1 * | W
VBGT160412-AF 12 | 9525 476 44 5 e * | ¥
* HE—HFES Recommended grade
Ye B EFES Optional grade
anien
—Al110 Turning ToolsZEHI71E A051 .




= @
[ULcuT

S8 T1IEER T B Positive Inserts for Aluminum

= S |8

& Z|2

o o o

RCGT0602MO-AF : 7 | % * | %

RCGT0803MO-AF 8 3.18 34 7 | % * | %

St RCGT1003MO-AF 10 3.18 44 7 | % * | %

EmnT :ﬁ: RCGT10T3MO-AF 10 397 | 44 7 | % * | %
Aluminum : RCGT1204MO-AF 12 476 55 7| % * | %
RDGT0803MO-AF 12 476 55 RS * | %

RDGT1003MO-AF 12 476 55 15 | % * | %

RDGT10T3MO-AF 12 476 55 15 | & * | #

RDGT1204MO-AF 12 4.76 5.5 15| % * | %

* A E—HEFIES Recommended grade
W AEHEFES Optional grade

R JIIER!T] /'S Positive Inserts for Aluminum S Type

e IE
o o
g | E
SCGTOOT302-AF : ; 7 | % * | %
SCGTOIT04-AF 04 | 9525 | 397 | 44 7 | % * | %
e SCGTO9T308-AF 08 | 9525 | 397 | 44 7 | % * | %
ﬂ SCGT120402-AF 02 | 127 | 47 | 55 7 | % *x | %
E: 3 SCGT120404-AF 04 | 127 | 476 | 55 7 | % *x | %
SR SCGT120408-AF 08 | 127 | 476 | 55 7 | % * | *
BmnL
Aluminum SCGT120404-AL 04 | 127 | 476 | 55 7 | % o
SCGT120408-AL 08 | 127 | 476 | 55 7 | % ¥ | %
Y
*HE—HEFIRS Recommended grade
WAL THEFRE Optional grade
anss
. A052 ZEHITIE Tuming Tools —A10



