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Company Profile

ANBIT Precision Tools (Nanjing) Co.,LTD. is a private enterprise integrating R&D, production
and sales of cemented carbide products, situated in Nanjing University Alumni Economic
Industrial Park.

Equipped with advanced production equipment, testing instruments and mature manufacturing
processes, we specialize in cemented carbide CNC inserts with solid technical strength.

We follow the quality guideline: "People-oriented, innovative technology, customer-first, superior
quality". Rigorous internal management and full product quality control enable us to deliver
premium cemented carbide products and technical services to clients.

Our experienced professional R&D and production team supervises every stage from R&D to
finished goods to achieve top-tier quality. We offer tailored product lines for different workpiece
materials and cutting conditions, plus custom non-standard inserts for special client requirements.

Going forward, we adhere to customer priority and - w ‘a‘

mutual benefit to fully meet market demands. Anbit
provides all-around cutting tool solutions for
machinery processing with high-quality products,
competitive pricing and professional technical
services.
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Efficient cutting eases your machining work;

Genuine quality & fair pricing spares you shopping around.
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ISO Turning Insert Naming Rules
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ISO Turning Insert Naming Rules

EIRERS

TNMG.0408—KM

NREERS

TNMGI6.08—KM

— — o= % Insert Sh 0S5 ¥
A B c Ke BEL mxwmm neuE | KRS | OE sxwmm | DeuE e JIF5H insait Shape oS e
A E o5 , t - [ ‘ Symbol C:glt:r Chip Breaker|Insert Profilel Symbol C:cr;ltgr Chip Breaker| Insert Profile g’\g c D R S T v w K 00 0.79 A
30 /E )

5 D E H 23’ g g Q ’;' A& Q = T0 099 i
1 B | BV | &N B | N | AN EW v o . 01 159 e
c 65" s 05 T 1.98 =
3 % 5 " H | &8\ | =&ES) = R | &N) | #m@(s) 7 02 a8 3
Q 5.56 09 Q@
g >65° T2 2.58 §
] > C A(Y) E(N) F FN) | WE (D) > ° o6 g

g ‘ ﬁ] 6.35 06 07 11 11 03 3.18

0 P R J ay) | WaED) B A aY) | E(N) T 8 08 T3 97

- 9.5625 09 " 09 09 16 16 06 16 04 476

o W Bv | EN B | M| A | emes | OD 10 10 14 =

S T T <65° 12 12 05 5.56

o v G\ SHE(S) ﬁ G &) | %@ (D) I 12.7 12 15 12 12 22 2 08 15 595

H ﬁ <65° 15.875 16 15 15 27 06 6.35

V W Z Q A\ ZN) [Ej X 16 16 16 T6 675

. Py 19.05 19 19 19 33 07 794

@ HE u A(Y) | W@ED) = " " 09 9.52

25 25 25 25 T9 9.72

25.4 25 25 11 R

31.75 31 12 - 121 —
2 22 =~ fr@ B o Baueen maon astem Andtiose

BEAS

TN.GI60408—KM

BERARS

T.MGI60408—KM

TREIMKS ErEERNS

(52%() MEBREEEMER (IR, A0S ) @TIRBEAZEMM)
ref

ference)M grade tolerance detail(according to shape, size.)
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A B
Tolerance of insert nose height
T N M G 16 0408 — km T N M G 16 04 08— KM
wiEE | E=AT . |80° =Ry | 55° 2 |35° = .
TIREEmM RiEROIC EES Inscribed Regular E5H 80° 55° 35° B
> 5 ®re et Eamm) pes (mnr;) N g‘( )| Cice | Trangle Square | prombus | Rhombus | Rhombus | RoUnd
o 2 A
Symbol m(mm) d=1.C. (mm) s (mm) K= TIREEM#RE (mm) BTM BMA R/L-S BHA A
C D 6.35 | £0.08 | £0.08 | £0.08 | £0.11 | 0.16 '
Symbol Corner Radius (mm)
9525 | £0.08 | £0.08 | £0.08 | +0.11 | +0.16 P .
00 FER . . ,/@L /\
127 | 013 | 0.13 | £0.13 | £0.15 - - /,f" . 5
7 e A £0.005 £0025 | %0025 | 15.875 | £0.15 | £0.15 | *0.15 | 0.18 | - 02 02
E F F £0.005 £0.013 0025 | 19.05 | £0.15 | +0.15 | £0.15 | +0.18 04 0.4
C £0013 +0.025 £0025 | 25.4 w018 | - 08 08 MS MM BM BHMP KM
\E ; H +0.013 £0.013 £0.013 O iR 0 .CAZ (mm) @Tolerance of Inscribed Circle
20° Jx25 12 1.2 Q\
E +0.025 +0.025 +0.025 WiER | E=/BF a5 |80 5 | 55° & |35° &= 7 ﬂ
Inscribed | Reguiar | 27 | 80° 550 35 Ronst 1 16 —<
+ + + Circle triangle Rhombus | Rhombus | Rhombus :
G N G 0,025 0,025 013 avare oun 6 D
— J £0.005 £005-+0.13 | *0025 | 635 | £0.05 | +0.05 | £0.05 | £0.05 | +0.05 20 2
30° Lo K +0.013 +0.05-+0.13 | +0.025 | 9.525 | +0.05 | +0.05 | +0.05 | £0.05 | +0.05 | +0.05 24 24
B o L +0025 +005-%0.13 | *0.025 | 127 | +0.08 | £0.08 | +0.08 | +0.08 £0.08 32 22
M +008-+0.18 | +005-+013 | #0413 | 15875 | 01 | 0.1 | 0.10 | %0.10 £0.1
X HE Special
- £008-%0.18 | +0.05-+0. +0, X 0. +0. 0. 0. +0.
HEERS N +008-%0.18 | *0.05-+013 | +0025 | 19.05 | +0.1 | 0.1 | £0.10 | £0.10 £0.1
V=3 T A [
11° Others U £013-+038 | £008-+025| #0413 | 254 +0.13 +0.13 DH‘D%r{nIe{Erj‘DmgngioAn%” : Rﬁﬁzﬂgn
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ANBIT Cemented Carbide ANBIT Cemented Carbide

ZHITI RS —% ZHITIRBSTAR

Turning Insert List Turning insert Grade Infroduction
T EREEE BERaE BRI F#S &5 Grade Name FES4E51 Grade Features
Workpiece ISO CVD PVD Metal Cemented | Superhard
materials Cermet carbide materials N
CVDRE, &#&, BRNIES, ERTHISFHEENN. THEROMI, MIHRLERRE.
01 BC1125 CVD coating, yellow color, general purpose machining grade, suitable for machining steel and
10 stainless steel at medium to high cutting speeds, and outstanding for machining soft steel.
A A
7 20 CVDRE, B&, BANIES, ERTESIHIERE TIEKRN. Hk. THENINT, MmELELF. &
E BC1 225 CVD coating, black color, universal machining grade, suitable for low carbon steel, cast iron, 7)3
g 30 stainless steel machining at low and equal cutting speeds, with better wear resistance. g
= o1 BC1235 CVDirE, BRENE, BANIES, ERTEMRMEINI. =
CVD coated, black and yellow, universal processing grade, suitable for all kinds of steel processing.
10 Te) ™ ™ ©
:jggggfuvggggggfzé 474472% A,UWA,ESA,SZ 1= -
M TR 20 O A iy iy § 22 3 PVDiRE, &iEE, AN, M. SESENT, FBINIEE.
i m — o
Stg;:';iss BN ) W S | & @ & -1 o BP8061 PVD coating, bronze color, stainless steel, steel, high temperature alloy processing, semi-
30 o finishing preferred.
40
BC3125 CVDRE, B&, BRI EmES.
CVD coated, black color, universal grade for machining of cast iron.
—
5 BP205 PVDIRE, BEE, tIEIMAEILINT, TFEN. SEESEIE, FBRENT.
& CVD coated, black color, universal grade for machining of cast iron.
BP2051 PVDiRE, HiRE, WM. TEENFEREINT.
PVD coating, bronze color, steel, stainless steel semi-finishing and finishing.
PVDIRE, REE, BEGE. RESFBRBENTL.
BP9201S PVD coating, silver white, high temperature alloys, titanium alloys, semi-finishing and rough
machining.
5eeE 10 PVDRE, REB, BEEE. REeSFBRMEMNT,
N Non-ferrous 3 BP9202$ PVD coating, silver white, high temperature alloys, titanium alloys, semi-finishing and rough
Metals 20 D machining.
30
PVDIRE, B&, FEWFBREMNL,
01 BP9501-3 . T o . .
PVD coating, black color,stainless steel semi-finish and finish machining.
—
w10 &
H High Hardness 3
Materials 20 Es BP9502-3 PVDIRE, 6, FTEHNFBERMEML,
PVD coating, black color,staniless steel semi-finishing and roughing machining.
30 9 9 ghing 9

009 010



ANBIT Cemented Carbide ANBIT Cemented Carbide

ZHI7IR (523)

Turning Insert (Negative)

CN

ZEHI7IR (523)

Turning Insert (Negative)

= CN

A ZH280°F7L ZER80°F7 A
‘E1$U R~ Dimension (mm) AJ%kES Grade for Choice R~ Dimension (mm) A %kEE Grade for Choice ﬁ
il 7]
A & I T mmies g me T mmes 3
5 Inserts Shape Type a1.C T od Re = Range Inserts Shape Type a1.C T od Re o Range 5
3 2 2 3
53 (=) o =
4 4
CNMG090304-BTM | 9.525 3.18 3.81 0.4 o | CNMG090304-MM | 9.525 | 3.18 3.81 0.4 o | o
=, | CNMGO090308-BTM | 9.525 3.18 3.81 0.8 o | df@ CNMG090308-MM | 9.525 | 3.18 3.81 0.8 o| e
@ CNMG120404-BTM | 12.7 4.76 5.16 04 | A A |4 @ CNMG120404-MM 12.7 4.76 5.16 0.4 o | A
*W' M. RGN
CNMG120408-BTM | 12.7 476 5.16 0.8 A A A T CNMG120408-MM 12.7 476 5.16 0.8 o| a ST
CNMG120412-BTM | 12.7 4.76 5.16 1.2 A A Steel CNMG120412-MM 12.7 4.76 5.16 1.2 o | A Steel
Steel .
CNMG120416-BTM | 12.7 4.76 5.16 16 | o |o SeminIshing CNMG120416-MM | 127 4.76 5.16 1.6 ol f;?;?'ﬁf,fj,t,f,‘z
CNMG160608-BTM | 15.875 | 4.76 5.16 0.8 o |o CNMG160608-MM | 15.875 | 4.76 5.16 0.8 o | e
CNMG160612-BTM | 15.875 | 4.76 5.16 1.2 o | CNMG160612-MM | 15.875 | 4.76 5.16 1.2 oo
CNMG160616-BTM | 15.875 | 4.76 5.16 1.6 o |o CNMG160616-MM | 15.875 | 4.76 5.16 1.6 o | e
CNMG120404-BMA | 12.7 4.76 5.16 0.4 o |a CNMG120404-BM 12.7 476 5.16 0.4 Al a
S
e CNMG120408-BMA | 12.7 4.76 5.16 0.8 o |4 M. REW {”@7 CNMG120408-BM 12.7 4.76 5.16 0.8 Al A %‘Tﬂéﬁ
= % | CNMG120412-BMA | 12.7 476 5.16 1.2 o | ML = CNMG120412-BM 12.7 476 5.16 1.2 o RELLIES
- Steel Stainless steel
Staintoes steel CNMG160608-BM | 15.875 | 4.76 5.16 0.8 o | e Hightemperatur
i finishi alloy steel
semi finishing CNMG160612-BM | 15.875 | 4.76 5.16 1.2 oo semi fimshing
CNMG160616-BM | 15.875 | 4.76 5.16 1.6 oo
CNMG120404R-S 12.7 4.76 5.16 0.4 o | CNMG120404-MR 12.7 476 5.16 0.4 A A -
RN
CNMG120408R-S 12.7 476 5.16 0.8 o |o - CNMG120408-MR 12.7 4.76 5.16 0.8 Ala |nT
CNMG120412R-S 12.7 4.76 5.16 12 o | o #ET CNMG120408-MR 12.7 4.76 5.16 1.2 A | A | Stainless steel
CNMG120404L-5 12.7 4.76 5.16 04 | o |o e fonan rough finishing
CNMG120408L-S 12.7 4.76 5.16 0.8 o |o
CNMG120412L-S 12.7 4.76 5.16 1.2 o |o CNMA120404 12.7 4.76 5.16 0.4 .
CNMG120404-MS 12.7 476 5.16 0.4 . A CNMA120408 12.7 476 5.16 0.8 . sEer
A CNMG120408-MS 12.7 476 5.16 0.8 . A I - CNMA120412 12.7 4.76 5.16 1.2 . AT
NS .
CNMG120412-MS 12.7 4.76 5.16 1.2 . . - Cast iron
- FREMT v CNMA160608 15.875 | 476 | 5.16 0.8 . e
Steel CNMA160612 15.875 | 4.76 5.16 1.2
Stainless steel semi
finishing CNMA160616 15.875 | 4.76 5.16 1.6
CNMG120404 12.7 4.76 5.16 0.4
CNMG120404-MF3 | 12.7 476 5.16 0.4 CNMG120408 12.7 476 5.16 0.8 o e
fﬁt& CNMG120408-MF3 | 12.7 476 5.16 0.8 THN @ CNMG120412 12.7 476 5.16 1.2 T
@ - BT . / Steel
< Stainless steel S CNMG160608 15.875 4.76 5.16 0.8 Castei?'on
finishing CNMG160612 15.875 | 4.76 5.16 1.2 rough finishing
CNMG160616 15.875 | 4.76 5.16 1.6

A NEHEEFRRS Mainly recommended brand (Instock) @ #iTEAAF=AI %R S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order
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ANBIT Cemented Carbide ANBIT Cemented Carbide

ZEHITIE (5 ) ZEHITIE (512Y)

Turning Insert (Negative) Turning Insert (Negative)

_ Y
DN SN QlC - I \\\
<. |

A EH,55°87L EEAH90°E7L A
‘E1$U R~ Dimension (mm) Al %S Grade for Choice R~ Dimension (mm) [l i%Ef#S Grade for Choice ﬁ
7 7
o ] me o | R =5 me R A
g‘ Inserts Shape Type a1.C 0 o Re § Range Inserts Shape Type e T od Re Range 5
3 2 El
2 @ 2
& S g
DNMG110404-BTM | 9.525 | 4.76 3.81 0.4 o | o ) SNMG120404-BTM | 12.7 476 5.16 0.4 o | e
DNMG110408-BTM | 9.525 | 4.76 3.81 0.8 o | o {@; SNMG120408-BTM | 12.7 476 5.16 0.8 o | o i
DNMG150404-BTM | 12.7 476 5.16 0.4 e | ale & 5 SNMG120412-BTM | 12.7 4.76 5.16 1.2 o e ERIT
DNMG150408-BTM | 12.7 4.76 5.16 0.8 o | A| e #*ifgll V SNMG150612-BTM | 15.875 | 6.35 6.35 1.2 o | o Semisftif:?;hing
DNMG150412-BTM | 12.7 476 5.16 1.2 o | o semi finishing SNMG190612-BTM | 15.875 | 6.35 7.94 1.2 o | o
DNMG150604-BTM | 12.7 6.35 5.16 0.4 o Ao SNMG190616-BTM | 19.05 | 6.35 7.94 1.6 o | o
DNMG150608-BTM | 12.7 6.35 5.16 0.8 e | Al SNMG120404-BMA | 12.7 4.76 5.16 0.4 .
DNMG150612-BTM | 12.7 6.35 5.16 1.2 o | o f@“;—' SNMG120408-BMA | 12.7 476 5.16 0.8 . ﬁ%ﬁm
DNMG150404-BMA | 12.7 476 5.16 0.4 . v SNMG120412-BMA | 12.7 476 5.16 1.2 . Steel
_/@\_ DNMG150408-BMA | 12.7 476 5.16 0.8 . REN T SNMG150608-BMA | 15.875 | 6.35 6.35 1.2 . jm'g;fj;z'
—‘:f DNMG150412-BMA | 12.7 476 5.16 1.2 . HHEMT SNMG150612-BMA | 15.875 | 6.35 6.35 1.2 o
DNMG150604-BMA | 12.7 6.35 5.16 0.4 . Stainte steel SNMG120404R-S 12.7 476 5.16 0.4 o o
DNMG150608-BMA |  12.7 6.35 5.16 0.8 . semi finishing SNMG120408R-S 12.7 476 5.16 0.8 o
DNMG150612-BMA | 12.7 6.35 5.16 1.2 . SNMG120412R-S 12.7 476 5.16 1.2 o | o
DNMG150404-MM | 12.7 476 5.16 0.4 o | e Z SNMG120404L-S 12.7 4.76 5.16 0.4 o | o Wi
e DNMG150408-MM | 12.7 476 5.16 0.8 o | e M. FER SNMG120408L-S 12.7 476 5.16 0.8 o o Stigfjfoi’h
= @ﬁ;; DNMG150412-MM | 12.7 476 5.16 1.2 o | e *iﬂeﬁll SNMG120412L-S 12.7 4.76 5.16 1.2 o | o finishing
DNMG150604-MM | 12.7 6.35 5.16 0.4 o | e Stainless steel SNMG150612L-M | 15.875 | 6.35 6.35 1.2 .
DNMG150608-MM | 12.7 | 6.35 5.16 0.8 oo semifinishing SNMG150612R-M | 15.875 | 6.35 6.35 12 | e
DNMG150612-MM | 12.7 6.35 5.16 1.2 o | e
DNMA150404 12.7 476 5.16 0.4 . SNMG120404-MM | 12.7 4.76 5.16 0.4 o | A
DNMA150408 12.7 476 5.16 0.8 . ek SNMG120408-MM | 12.7 476 5.16 0.8 I . RN
- DNMA150412 12.7 476 5.16 1.2 . EINT SNMG120412-MM | 12.7 4.76 5.16 1.2 o | A FREMT
v DNMA150604 127 | 635 | 516 0.4 . o Stain?;i‘;'stee,
DNMA150608 12.7 6.35 5.16 0.8 . semi finishing
DNMA150612 12.7 6.35 5.16 1.2 .
DNMG150404 12.7 476 5.16 0.4 . SNMG120404-BM 12.7 4.76 5.16 0.4 o | o
DNMG150408 12.7 476 5.16 0.8 . R SNMG120408-BM 12.7 476 5.16 0.8 o e %-féﬁém@
=~ DNMG150412 12.7 4.76 5.16 1.2 . WA T SNMG120412-BM 12.7 476 5.16 1.2 o FHEMT
v DNMG150604 127 | 635 | 516 0.4 . Steel Hioh tormeraeire
DNMG150608 12.7 6.35 5.16 0.8 . rough finishing Se;”;’fymsitsﬁg
DNMG150612 12.7 6.35 5.16 1.2 .
A fEHEFERES Mainly recommended brand (Instock) @ $&iTE4F=ET%k# S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order
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ANBIT Cemented Carbide

ANBIT Cemented Carbide

ZHI7IR (52E)

Turning Insert (Negative)

SN

EARZ90°EFL

90°

Qal1.C

/

|
L
B

Re

ZEHI7IR (523)

Turning Insert (Negative)

TN

=60 a7L

A A
‘E1$U R~ Dimension (mm) ali%kEE Grade for Choice R~ Dimension (mm) ali%h#E S Grade for Choice ﬁ
7] 7]
o ] me R 08 & me vl R A
§< Inserts Shape Type a1.C 0 o Re Range Inserts Shape Type aI1.C T od Re S Range %
@ 2 @
5 m =
SNMG120404-MF3 12.7 4.76 5.16 0.4 A A TNMG160404-BTM 9.525 4.76 3.81 0.4 A | A
SNMG120408-MF3 12.7 4.76 5.16 0.8 A | A AN A TNMG160408-BTM 9.525 4.76 3.81 0.8 A | A 0w
BT &
Stainless steel M TNMG160412-BTM 9.525 4.76 3.81 1.2 o | A Mg T
finishing N 3 TNMG220404-BTM | 12.7 476 5.16 0.4 o | o Steel
_ semi finishing
TNMG220408-BTM 12.7 4.76 5.16 0.8 ° °
SNMG120408-MR 12.7 4.76 5.16 0.8 TNMG220412-BTM 12.7 4.76 5.16 1.2 ° .
SNMG120412-MR 12.7 4.76 5.16 1.2 TER _j‘\‘_ TNMG160404-BMA| 9.525 4.76 3.81 0.4 A | A . B
BT /@\ TNMG160408-BMA| 9.525 4.76 3.81 0.8 A | A HFEMIT
Stainl teel 3 _ Steel
rojér;w??:i:h?:g /%‘ TNMG160412-BMA| 9.525 4.76 3.81 1.2 ° | o Stainless steel
semi finishing
TNMG160404R-S 9.525 4.76 3.81 0.4 A | A
SNMG120404-BHA 12.7 4.76 5.16 0.4 . A TNMG160408R-S 9.525 4.76 3.81 0.8 A | A
SNMG120408-BHA 12.7 4.76 5.16 0.8 . . RSN TNMG160412R-S 9.525 4.76 3.81 1.2 . . W
SNMG120412-BHA | 12.7 476 5.16 1.2 . HFEMT TNMG160404L-S 9.525 4.76 3.81 04 | A |a *ﬂlﬂﬂlh
Steel roug
steel TNMG160408L-S 9.525 | 4.76 3.81 08 | A | a finishing
Stainless steel
semi finishing TNMG160412L-S 9.525 4.76 3.81 1.2 ° °
SNMA120404 12.7 4.76 5.16 0.4 . TNMG160404-MS 9.525 4.76 3.81 0.4 A
SNMA120408 12.7 4.76 5.16 0.8 . A7 TNMG160408-MS 9.525 4.76 3.81 0.8 A ﬁﬂ\ ol
T EEINT
SNMA120412 12.7 4.76 5.16 1.2 . Castiron @ TNMG160409-MS | 9.525 | 4.76 3.81 0.9 . steel
rough finishing =" | TNVMG160412-MS | 9525 | 476 | 3.81 1.2 Stainless steel
_ : : : ’ semi finishing
SNMG120404 12.7 4.76 5.16 0.4 . Q. e TNMG160404-MF3 9.525 4.76 3.81 0.4 A
R\ ,
SNMG120408 12.7 4.76 5.16 0.8 . |inT AKB TNMG160408-MF3 9.525 4.76 3.81 0.8 N
SNMG120412 12.7 4.76 5.16 1.2 . Steel & 1
Castiron Stainless steel
rough finishing L finishing
TNMG160404-MM 9.525 4.76 3.81 0.4
M. AEHEW
zét;.\ TNMG160408-MM 9.525 4.76 3.81 0.8 s
? ho.l ML
A g;; TNMG160412-MM | 9.525 476 3.81 1.2 Steel
= og Stainless steel
semi finishing

A NEHEEFRRS Mainly recommended brand (Instock) @ #iTEAAF=AI %R S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order
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ANBIT Cemented Carbide

ANBIT Cemented Carbide

ZHI7IR (52E)

Turning Insert (Negative)

TN

ZEHI7IR (523)

Turning Insert (Negative)

VN

A =60 HL ER3HA A
‘E1$U R~ Dimension (mm) R~ Dimension (mm) o] &S Grade for Choice ﬁ
7] 7]
o ] me T & me PR A
g‘ Inserts Shape Type a1.C 0 o Re e Range Inserts Shape Type e T od Re Range 5
3 2 3
o] o =}
TNMG160404-BM 9.525 4.76 3.81 0.4 4B VNMG160404-BTM 9.525 4.76 3.81 0.4 A | A
ﬂﬂ_&% TNMG160408-BM 9.525 4.76 3.81 0.8 '?ﬂ,?ﬂﬁﬁ VNMG160408-BTM 9.525 4.76 3.81 0.8 &
= T R T
_Kﬁ© TNMG160412-BM 9.525 4.76 3.81 1.2 Stainless steel VNMG160412-BTM 9.525 4.76 3.81 1.2 o | o Steel
High temperature semi finishing
_ alloy steel
semi finishing
TNMG160404-MR 9.525 4.76 3.81 0.4 A VNMG160404-BMA 9.525 4.76 3.81 0.4 o . RER
TNMG160408-MR 9.525 4.76 3.81 0.8 A ;{ﬁ:%glm —— VNMG160408-BMA 9.525 4.76 3.81 0.8 ° ggET
TNMG160412-MR | 9.525 | 4.76 3.81 1.2 A vs VNMG160412-BMA | 9.525 | 4.76 3.81 12 | e Steel
Stainless steel Stainless steel
rough finishing semi finishing
TNMA160404 9.525 4.76 3.81 0.4 VNMG160404-MM 9.525 4.76 3.81 0.4 ° | A . TER
TNMA160408 9.525 4.76 3.81 0.8 Bk VNMG160408-MM 9.525 4.76 3.81 0.8 | A féﬂ%ﬂl]l
@ TNMA160412 9.525 4.76 3.81 1.2 gﬁwl VNMG160412-MM 9.525 4.76 3.81 1.2 ° Steel
ast iron Stainless steel
_ rough finishing semi finishing
TNMG160404 9.525 4.76 3.81 0.4 VNMG160404-BM 9.525 4.76 3.81 0.4 (] BN
M. B ) SREE
TNMG160408 9.525 4.76 3.81 0.8 T 00@@ - VNMG160408-BM 9.525 4.76 3.81 0.8 ] T
@ TNMG160412 9.525 4.76 3.81 1.2 Steel W VNMG160412-BM 9.525 4.76 3.81 1.2 . Stainless steel
Castiron High temperature
_ rough finishing alloy steel
semi finishing
VNMA160404 9.525 4.76 3.81 0.4 d
@ VNMA160408 9.525 4.76 3.81 0.8 > 2353
T
v VNMA160412 9.525 4.76 3.81 1.2 o Ctsjgl?ron
rough finishing

A NEHEEFRRS Mainly recommended brand (Instock) @ #iTEAAF=AI %R S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order

017 018



ANBIT Cemented Carbide

ANBIT Cemented Carbide

ZHI7IR (52E)

Turning Insert (Negative)

WN

ad

A 7NIBAZ80° B FL
‘?u R Dimension (mm) Al%EkES Grade for Choice
7)
o ] me ° e
§< Inserts Shape Type ke T od Re S Range
3 2
a oo
(0]
- WNMG060404-BTM | 9.525 | 4.76 3.81 0.4 .
WNMG060408-BTM | 9.525 | 4.76 3.81 0.8 . Ll
WNMG080404-BTM | 12.7 4.76 5.16 04 | A | A|aA #*ifgll
WNMGO080408-BTM 12.7 4.76 5.16 0.8 A | A| A semi finishing
WNMG080412-BTM |  12.7 4.76 5.16 1.2 A | AlaA
WNMG080404-BMA |  12.7 4.76 5.16 04 | A | A| A
" W, REW
WNMG080408-BMA |  12.7 4.76 5.16 08 | A | A|aA "
oA sExmT
)g < WNMGO080412-BMA | 127 4.76 5.16 1.2 o | o Steel
% Stainless steel
semi finishing
WNMG080404R-S 12.7 4.76 5.16 04 | A |A|e
, WNMG080408R-S 12.7 4.76 5.16 08 | A | A|e -
/Q‘ WNMG080412R-S 12.7 4.76 5.16 1.2 o | o 0T
— WNMG080404L-S 12.7 4.76 5.16 0.4 A|A|e Stﬁe:i'sggggh
S WNMG080408L-S 12.7 4.76 5.16 08 | A | A|e
WNMG080412L-S 12.7 4.76 5.16 1.2 o | o
WNMG080404-MF3 12.7 476 5.16 0.4 AlA
WNMG080408-MF3 | 127 | 476 | 516 0.8 Ala|l THW
BT
WNMG080412-MF3 12.7 4.76 5.16 1.2 A A siness steel
finishing
WNMG080404-MS 12.7 4.76 5.16 0.4 . A
7\ WNMG080408-MS 12.7 4.76 5.16 0.8 o A| W AEN
FREINT
- WNMG080409-MS | 127 | 476 | 5.16 0.9 . A steel
W | WNMG080412-MS 127 | 476 | 5.16 1.2 o | Stainlesssteel
semi finishing
WNMG080404-MM 12.7 4.76 5.16 0.4 o | a
WNMG080408-MM 12.7 4.76 5.16 0.8 .
W, AEW
WNMG080412-MM 12.7 4.76 5.16 1.2 o | a T
Steel
Stainless steel
semi finishing

A NEHEEFRRS Mainly recommended brand (Instock) @ #iTEAAF=AI %R S Make to order

019

ZEHI7IR (523)

Turning Insert (Negative)

WN

7NIAFZ80° B FL

R~ Dimension (mm)

e k) : TEELGEA
Inserts Shape Type e T od Re o Range
’ g
)
WNMG080404-BM 12.7 4.76 5.16 0.4 A | A RN
o BEAS
WNMG080408-BM 12.7 4.76 5.16 0.8 A A o
‘»@ WNMGO080412-BM 12.7 4.76 5.16 1.2 A | Stainless steel
“ High temperature
alloy steel
semi finishing
WNMG080404-MR 12.7 4.76 5.16 0.4 | A
WNMG080408-MR 12.7 4.76 5.16 0.8 o | A TEN
WNMGO080412-MR 12.7 4.76 5.16 1.2 o | A amT

Stainless steel
rough finishing

WNMAO080404 12.7 4.76 5.16 0.4 .
WNMAO080408 12.7 4.76 5.16 0.8 ° b
- WNMAO080412 12.7 4.76 5.16 1.2 . T
Castiron
* rough finishing
WNMG080404 12.7 4.76 5.16 0.4 .
/\ WNMG080408 12.7 4.76 5.16 0.8 ° IN= 273
@ H#HinT
WNMG080412 12.7 4.76 5.16 1.2 . Steel
ﬁ Castiron
rough finishing
WNMG080404-KM 12.7 4.76 5.16 0.4 .
fA\ WNMG080408-KM 127 | 476 5.16 0.8 . A iaﬁflﬁ
@\E WNMG080412-KM | 127 | 476 | 516 1.2 . stecl
\—_“‘ Castiron

rough finishing

A NEHEFFRS Mainly recommended brand (Instock) @ $&iTEALEF=AT kRS Make to order

A
3
gl
7)
)
c
3.
o
«Q
2
@

020



[l ANBIT Cemented Carbide ANBIT Cemented Carbide ™

ZEHITI R (IERY) ZEHI7IR (ER)

Turning Insert (Positive) Turning Insert (Positive)

CcC DC

"\ EF80°G7, 5557 "\
ﬁ R~ Dimension (mm) R Dimension (mm) T[S Grade for Choice ﬁ
7] 7]
n ] me L T & me o | s A
é Inserts Shape Type a1.C 0 o Re § Range Inserts Shape Type @I.C T od Re § Range §
= 2 2 =
il I §
. CCMT060204-BHMP 6.35 2.38 2.8 0.4 A | A . DCMT070204-BHMP 6.35 2.38 2.8 0.4 A . .
CCMT060208-BHMP 6.35 2.38 2.8 0.8 . . DCMT070208-BHMP 6.35 2.38 2.8 0.8 . . .
/@- CCMTO09T304-BHMP 9.525 3.97 4.4 0.4 o | A . %ifi?: DCMT11T304-BHMP | 9.525 3.97 4.4 0.4 A . Eif:]j:
v CCMTO09T308-BHMP | 9.525 3.97 4.4 0.8 A A A machining DCMT11T308-BHMP | 9.525 3.97 4.4 0.8 A ° machining
CCMT120404-BHMP 12.7 4.76 5.56 0.4 A | A A | A
CCMT120408-BHMP 12.7 4.76 5.56 0.8 ° A
CCMT060204-A 6.35 2.38 2.8 0.4 A| A
CCMT060208-A 6.35 2.38 2.8 0.8 A A
/~> CCMTO09T304-A 9.525 3.97 4.4 0.4 A| A BRMT
v CCMTO09T308-A 9.525 3.97 4.4 0.8 o o mc;ecr;?r:?r:g
CCMT120404-A 12.7 4.76 5.56 0.4 o | o
CCMT120408-A 12.7 4.76 5.56 0.8 o | o
A fEHEFERES Mainly recommended brand (Instock) @ $&iTE4F=ET%k# S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order

021 022



[l ANBIT Cemented Carbide ANBIT Cemented Carbide ™

ZEHI7IR (IER) ZHI7IR (EER)

Turning Insert (Positive) Turning Insert (Positive)

SC L TC

|
Re L

A 901 =R Ea, A
% R~ Dimension (mm) o1&k S Grade for Choice R~ Dimension (mm) B]%&kES Grade for Choice ﬁ
7] 7]
)i [l B 2 FEBY1 B ! B : FEEY 5 BE Ji
é Inserts Shape Type @1.C T od Re S Range Inserts Shape Type 2I1.C T od Re 2 rEmge §
@ Iy N @
o) a a 8
2 [aa] o) >
(0] [©]

SCMT09T304-BHMP | 9.525 3.97 4.4 0.4 A | A A TCMT090204-BHMP 5.56 2.38 2.5 0.4 .

SCMTO09T308-BHMP | 9.525 3.97 4.4 0.8 . TCMT090208-BHMP 5.56 2.38 2.5 0.8 .

SCMT120404-BHMP | 12.7 | 4.76 5.56 04 | o | e A|a| ERENT TCMT110204-BHMP |  6.35 2.38 2.8 0.4 A o | ERNT

General General
SCMT120408-BHMP 12.7 4.76 5.56 0.8 A A machining TCMT110208-BHMP 6.35 2.38 2.8 0.8 ) machining
SCMT120412-BHMP 12.7 4.76 5.56 1.2 . TCMT16T304-BHMP 9.525 3.97 4.4 0.4 o | A
TCMT16T308-BHMP 9.525 3.97 4.4 0.8 °
A NEHEEFRRS Mainly recommended brand (Instock) @ #iTEAAF=AI %R S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEIALF=AN%kR S Make to order

023 024



Il ANBIT Cemented Carbide

ZEHI7IR (IER)

Turning Insert (Positive)

VB

Re

(D

A Ef35°87
ﬁ R Dimension (mm) A]EES Grade for Choice
7]
J =8 ms o |
é- Inserts Shape Type ke T od Re § Range
< 2
g =
- VBMT160404-BHMP | 9.525 4.76 4.4 0.4 A
VBMT160408-BHMP | 9.525 4.76 4.4 0.8 A
VBMT160412-BHMP | 9.525 4.76 4.4 1.2 . BRI
General
machining
VBGT160404-HS 9.525 4.76 4.4 0.4 A A
RN
VBGT160408-HS 9.525 4.76 4.4 0.8 A A =made
N N SEEMNT

Stainless steel
High temperature
alloy steel
semi finishing

£ 7]

Parting and Grooving Insert

A fEHEFERES Mainly recommended brand (Instock) @ $&iTE4F=ET%k# S Make to order

025



Il ANBIT Cemented Carbide

ANBIT Cemented Carbide ™

A
E
8
7
7
g
3.
3
g

027

tRTIEZER!

Parting and Grooving Insert

MG

BRI A

R~ Dimension (mm)

i BEHE= &R 15 B8
Inserts Shape Type b 7 | d t Range
MGMN200-M 2 0.2 16 1.6 3.5
MGMN250-M 2.5 0.2 | 185 2 3.85 | A
_ MGMN300-M 3 04 | 21 | 235 | 48 | a BRMT
General
MGMN400-M 4 0.4 21 3.3 48 | A machining
MGMN500-M 5 0.8 26 4.1 5.8
MGMNG600-M 6 0.8 26 5 5.8
MGMN150-G 1.5 | 0.15 16 1.2 35 | o
MGMN200-G 2 0.2 16 1.6 35 | a
MGMN250-G 2.5 0.2 | 185 2 3.85 | A .
- = AR
MGMN300-G 3 0.3 21 2.35 48 | o Genera
MGMN400-G 4 0.3 21 3.3 48 | o machining
MGMN400-02-R 4 0.2 21 3.3 4.8
MGMN300-T 3 0.4 21 2.35 48 | A

A JEHEFFIES Mainly recommended brand  (In stock)

@ RITERA )ik SMake to order

LIRTIEZER!

Parting and Grooving Insert

MR

BRRAIETI R

R~ Dimension (mm)

G e
Inserts Shape Type b r d t

MRMN200-M 2 1 16 1.5 3.5

MRMN300-M 3 1.5 21 2.35 4.8

. : MRMN400-M 4 2 21 3.3 4.8

ﬁ MRMN500-M 5 2.5 26 4.1 5.8

MRMN600-M 6 3 26 5 5.8

TEEL e

A
%
#
7]
R
g
3.
3
8

Range
. .
. .
° ° BRAMT
General
© © machining

A JEHEEIRS Mainly recommended brand  (In stock)

@ R TERAF=o]i%hE S Make to order

028



A
BBNZETI R

Threading Insert

A

BRET A

Threading Insert

60° SEEIFE
Partial profile 60°

55° SEREIAE
Partial profile 55°

SO

ISO Metric

HEEIRLY
NPT

HRERIRLY

Whitworth

TEHIBREY
BSPT

031

032

033

034

035

036




[l ANBIT Cemented Carbide ANBIT Cemented Carbide ™

BNETIR BNETIR

Threading Insert Threading Insert
60° Internal Internal
o 1 H H o o+ 1 H H o
60°SEE B! (Partial profile 60°) 55°3EE F&! (Partial profile 55°)
External External
A SMERL External SMEL External A
& RY BN S RY S &
7] Dimension (mm) Grade for Choice Dimension (mm) Grade for Choice 7]
) i InTsE = nTE R
. s $2EE on - B L2diiE) o : o
z [a) | Processing [a) ] Processing z
3 Type (mm) (TPI) ) o T Type (mm) (TPI) o o T S
= d L hmin X f 5 = ype d L hmin X f = = ype 5
@ o o o) o @
5 o o oY o >
(—E o o om o Q
16ER-A60 0.5-1.5 48-16 9.525 16 0.05 0.8 0.9 A . 16ER-A55 0.5-1.5 48-16 9.525 16 0.08 0.8 0.9 A .
16ER-G60 1.75-3.0 14-8 9.525 16 0.27 1.2 1.7 A ] 16ER-G55 1.75-3.0 14-8 9.525 16 0.21 1.2 1.7 A .
16ER-AG60 0.5-3.0 48-8 9.525 16 0.08 1.2 1.7 A o IMRLL 16ER-AG55 0.5-3.0 48-8 9.525 16 0.07 1.2 1.7 A . IMZLL
External External
A NS E Mainly recommended brand (Instock) @ $&iTEAF=ENi%EE S Make to order AJEHEEIEE Mainly recommended brand  (Instock) @ $&iTEAF=Ei%EE S Make to order
650° Internal Internal
55°
External External
2L Internal RIZLL Internal
RY Epeid A=) RY Eprid A=)
Dimension (mm) Grade for Choice P Dimension (mm) Grade for Choice e
me 55 pe i me 255 - x s
[a) ] Processing [a) ] Processing
Type (mm) (TPI) ) ) Type (mm) (TPI) 1S) )
d L hmin X f = = [DIEE d L hmin X f = = 7P
()] (o)} (o)} )]
o o o o
o o o o
16IR-A60 0.5-1.5 48-16 9.525 16 0.08 0.8 0.9 A . 16IR-A55 0.5-1.5 48-16 9.525 16 0.05 0.8 0.9 A .
161R-G60 1.75-3.0 14-8 9.525 16 0.12 1.2 1.7 A . 161R-G55 1.75-3.0 14-8 9.525 16 0.21 1.2 1.7 A .
16IR-AG60 0.5-3.0 48-8 9.525 16 0.08 1.2 1.7 A . RIRL 16IR-AG55 0.5-3.0 48-8 9.525 16 0.07 1.2 1.7 A L] PIIRE
Internal Internal
A RTHEFEIEE Mainly recommended brand (Instock) @ 3&iTEALEF=mN kR S Make to order A RTHEFEIEE Mainly recommended brand (Instock) @ 3&iTEALEF=a %R EMake to order

031 032



Il ANBIT Cemented Carbide

ANBIT Cemented Carbide ™

A
E
8
7
7
g
3.
3
g

033

BETIR

Threading Insert

ISO2!(1SO Metric)

1/4P

Internal
60°

1/8P External

RY AlERES
Dimension (mm) Grade for Choice o
Ji=]
£S s o o Processing
Type TPI o o Tuioe
d L hmin X f > = yP
(o)} (o)}
o o
o o
16ER100ISO 1 9.525 16 0.61 0.7 0.7 A °
16ER150I1SO 1.5 9.525 16 0.93 0.8 1 A °
16ER2001SO 2 9.525 16 1.25 1 1.3 A i HMEH
External
16ER300ISO 3 9.525 16 1.87 1.2 1.6 A o

A NEHFEFREE Mainly recommended brand (In stock)

@ IRT A O] g S Make to order

1/4P

Internal
60°

1/8P External

A2 Internal

RY EIpridiss
Dimension (mm) Grade for Choice AT s
1) =
S s fa) 7 Processing
Type TPI o o Tvoe
d L hmin X f = = yp
(o)} (o)}
o [
o o
161R100I1SO 1 9.525 16 0.58 0.6 0.7 A °
161R150I1SO 1.5 9.525 16 0.85 0.8 1 A °
161R2001SO 2 9.525 16 1.12 1 1.3 A . PR
Internal
161R300ISO 3 9.525 16 1.69 1.1 1.5 A °

A JEHEEISS Mainly recommended brand  (In stock)

@ IRT A FO] %R E S Make to order

BNETIR

Threading Insert

HEIEN (NPT)

IMRLY External

RY LR S
Dimension (mm) Grade for Choice o
Ji=]
25 s fa) o Processing
Type TPI IS} o Tvoe
d L hmin X f = = yp
()] (o)}
o o
o o
16ER-11.5NPT 11.5 9.525 16 1.64 1.1 1.5 A °
16ER-14NPT 14 9.525 16 1.33 0.8 1 A °
HMRLY
External

A NEHFEFREE Mainly recommended brand (In stock)

@ RT A O] i5%E S Make to order

30°| 30°

Internal

External

REBLL Internal

RY LS
Dimension (mm) Grade for Choice AT sk
1) =
zs 1RiE fa) ¢ Processing
Type TPI o Tvpe
d L hmin X f 5 = yp
[e)] (o)}
o o
o o
16IR-11.5NPT 11.5 9.525 16 1.64 1.1 1.5 A °
16IR-14NPT 14 9.525 16 1.33 0.8 1 A °
RIRLYL
Internal

A JEHEEISES Mainly recommended brand  (In stock)

@ T4 FO]i%ERE S Make to order

A
%
#
7]
R
g
3.
3
8

034



Il ANBIT Cemented Carbide

ANBIT Cemented Carbide ™

BNETIR

Threading Insert

B IEL (Whitworth)

R0.137P

=

Internal
(et}

RO.137P
xternal

IMZRLY External

A
% RY A S
7] Dimension (mm) Grade for Choice
) Ao 1255 IS
= =7 a o Processing
S Type TPI o o Tyfae
Fi d L hmin X f by = yp
— )] (o)}
= o o
{E o o
16ER-11W 11 9.525 16 1.48 1.1 1.5 A °
16ER-14W 14 9.525 16 1.16 1 1.2 A °
IMREL
External

A NEHFEFREE Mainly recommended brand (In stock)

@ IRT A O] g S Make to order

R0.137P

-
h
L

R0.137P
xternal

Internal
558

REBLL Internal

RY LS
Dimension (mm) Grade for Choice AT skE
1) =
2s 2k fa) o Processing
Type TPI ) Tvoe
d L hmin X f 5 5 yp
)] (o)}
o o
o o
16IR-11W 11 9.525 16 1.48 1.1 1.5 A °
16IR-14W 14 9.525 16 1.16 1 1.2 A °
PHIREY
Internal

035

A JEHEEISS Mainly recommended brand  (In stock)

@ IRT A FO] %R E S Make to order

BNETIR

Threading Insert

HHEL (BSPT)

R0.137P

Internal

YMBLY External

RY AlERES
Dimension (mm) Grade for Choice o
Ji=]
£2S s o i Processing
Type TPI o o Tuiae
d L hmin X f = = yp
(o)} (o)}
o o
o o
16ER-11BSPT 11 9.525 16 1.48 1.1 1.5 A °
16ER-14BSPT 14 9.525 16 1.16 0.9 1 A °
HIMREL
External

A NEHFEFREE Mainly recommended brand (In stock)

@ RT A O] i5%E S Make to order

RIBLL Internal

RY EIpridiss
Dimension (mm) Grade for Choice T s
1) =
25 e fa) e Processing
Type TPI o Type
d L hmin X f = 3 yp
(o)} (o)}
o (a9
o o
16IR-11BSPT 11 9.525 16 1.48 1.1 1.5 A °
16IR-14BSPT 14 9.525 16 1.16 0.9 1 A °
PHIREY
Internal

A JEHEEISES Mainly recommended brand  (In stock)

@ T4 FO]i%ERE S Make to order

A
%
#
7]
R
g
3.
3
8

036



Carbide Milling Insert

EATEII R

Carbide Milling Insert

BEHIT] Ran 2Ry
Miling Insert Naming Rule

BHIT RhES—ask
Miling Insert Grades List

BRI AEENE

Miling Insert Grade Infroduction

al=tz = VALY

Square Shoulder Miling Insert

AIEASEHIT] A

Indexable Miling Blade
EXRGED A

Helical Miling Insert

SFEGHEITI A

Plane Miling Insert

REETEIT A

Fast Forward To Milling Insert

FEBtEkLT]

Precision milling ball end cutter

039

041

042

043

047

055

056

059

064




ANBIT Cemented Carbide

ANBIT Cemented Carbide

039

PEHI 7] R a2 AN

Milling Insert Naming Rule

IRRS

[AlPMTII3BPER —GM

i EE R EER S

APM[TII3PDER —GM

& E c re | BEL grwmE | DEuE | RS | BRI anmmEE | DEsE
a5 t e / ‘ Symbol C:g;[:r Chip Breaker| Insert Profilel Symbol C:(r)\lt:r Chip Breaker| Insert Profile
D E H >65°
B A(Y) F(N) ﬁ N F(N) % (N) ]
& H | &y | =&E© R | &N | =m(s) | ()
BY (N = FN) | W@ (D
A’V ﬂ. @» c v) (N) =a F (N) (o | £
0 P R J aY) | w@ED) @ A | BY | BN W}
W BY | &N ﬁ M | Bw | smes | D
S T T
I ﬁ T aY) | BES) =1 G A(Y) | W& (D) >
" W . Q | svw | =N =5 | X
e U | av | m&ED @

BERAS

AP/M T 1135PDE R —GM

BEAS

APIMTI1I3PER —GM

(8% ) MRRBEERER (R, K0\9D ) @ TIREEAZ MM,
A B (reference)M grade tolerance detail(according to shape, size.)
Tolerance of insert nose height
l WIEE | [ESM | ppapy (807 EFZ|55° & (35" | gy
co TIRBEM AEEOILC [ERES | Inscribed | Regular | g e 80° 5 35 Round
3° :5~ [1v=3 e Circle Triangle Rhombus | Rhombus | Rhombus
~ 2% (mm) | 2% (mm) 2% (mm)
Symbol m(mm) d=1.C. (mm) s (mm)
T D 6.35 +£0.08 | +0.08 | £0.08 | £0.11 | =0.16
9.525 +0.08 | £0.08 | £0.08 | £0.11 +0.16
g 12.7 +0.13 | £0.13 | £0.13 +0.15
£7“ 15 A +0.005 +0025 +0025 | 15.875 | +0.15 | £0.15 | £0.15 | +0.18
E F F +0.005 +0.013 +0.025 19.05 +0.15 | £0.15 | £0.15 | £0.18
C £0.013 +0.025 +0.025 254 +0.18
g ; H +0.013 +0.013 +0.013 OREE©I.CAZ (mm) @Tolerance of Inscribed Circle
E 0,025 005 | *005 | pyE |ESAK | pap 800 B |55 B |35 BY| g
Inscribed | Regular | g% 80° 55° 35° Round
+ + + Circle | triangle Rhombus | Rhombus | Rhombus
G N G 0.025 0.025 013 quare oun
J +0.005 +0.05-+0.13 | +0.025 6.35 £0.05 | +0.05 | £0.05 | £0.05 | +0.05
30° J.o K +0.013 +005-+0.13 | *0.025 | 9.525 | £0.05 | +0.05 | £0.05 | +0.05 | £0.05 | 0.05
P o L £0.025 +0.05-+0.13 | +0.025 12.7 +£0.08 | +0.08 | £0.08 | £0.08 +0.08
M +0.08-+0.18 | +0.05-+0.13 | 0.13 15.875 | +0.1 0.1 +0.10 | £0.10 +0.1
] N +0.08-+0.18 | +0.05-+0.13 | +0.025 19.05 | +0.1 +0.1 +0.10 | £0.10 +0.1
HEEA
e Others U +013-+038 | £008-:025| +043 | 25.4 £0.13 £0.13

HI T R a2 AN

Milling Insert Naming Rule

tIEIDRERS

APMTI[I3BPER —GM

NREERS

APMTII[@BEPER-GM

§g 7 TIR49ME Insert Shape
2
S
ezl | ¢ D R s T Y, w K
S a2
32 |/ O
308 N L7 =
8 = | = D = | = —
3.97 06
5 05
5.56 09
6 06
6.35 06 07 11 1
8 08
9.525 09 11 09 09 16 16 06 16
10 10
12 12
12.7 12 15 12 12 22 22 08
15.875 16 15 15 27
16 16 16
19.05 19 19 19 33
20 20
25 25 25 25
25.4 25 25
31.75 31
32 32

(au=y DREE
Symbol Thickness(mm)
00 0.79
TO 0.99
01 1.59
T1 1.98
02 2.38
T2 258
03 3.18
T3 3.97
04 4.76
T4 4.96
05 5.56
T5 5.95
06 6.35
T6 6.75
07 7.94
09 9.52
T9 9.72
11 11.11
12 12.7

==

[EEEHET] R IRE ST b 2 BRI E

The Height Between Insert Bottom And Nose

ExIR8sS tIEIDEIRAS

APMTIIBPER-GM AP MTII3BP[ER — GM

tIEIG RS

APMTII3PDE[R —GM

O il F T =1 =K
A 45° A 3°
0 5° 0 0.1
D 60° B 50 E / < > P
1 10° 1 10.15
E 75° C 7°
F 85° D 150 2 15° 2 0.2 ©
P 90° E 20° T 7l 3 | 20°| 3 |0.25 i
z He F 25 4 25° | 4 0.3
G 30°
5 30°| 5 |0.35
N 0°
*
6 4 =
T s| ot | O
z =2E 7 (045

R 74 Right
L I Left
N NY[@ Neutral

HEEREAS

APMTII3BPER —GM

GM BH2 BM2 XR
e%%i : iﬁa‘"' gﬁ 7&:
M R CN MT
2 A = P~

‘ ) p 2
phae i lﬁ) N 0
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ANBIT Cemented Carbide

ANBIT Cemented Carbide
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BHITIRBS—

Milling Insert Grades List

K
i

T8
Workpiece
materials

ISO

CVvD

PVD

HREE
Cemented
carbide

e
Superhard
materials

01

10

20

30

40

01

10

TR

Stainless

20

BP5302E

Steel

30

BC2125

BP5353E
BP9108D

BP9102D

40

01

10

20

30

BP5352C

01

10

20

30

01

BELRE

10

Non-ferrous
Metals

20

B405

30

01

PR

10

High Hardness|
Materials

20

BP6501

30

BHITIF#S R

Milling Insert Grade Introduction

kS 2#F Model name

[#S4%:5 Model Features

BP9508-4

B, BREMRET, EAINIP/M/K/SEME, HRCA5LIT,
Black purple color, best versatility, suitable for machining P/M/K/S type materials, HRC45°degrees.

BP9502-4

EEE, ESINTIP/M/K/SEMR, HRC50°LLT, {RiEINT.
Black purple color, suitable for machining P/M/K/S materials, HRC50°degrees, partial finishing.

BP9108

HiEE, EBANIN. FEN. KEASSHME, HRCS0UAT, &N, MERSHERNINTRNSE.
Bronze color, suitable for processing steel, stainless steel, titanium alloy and other materials, HRC50°
degrees, manganese steel, spring steel and other materials processing performance is outstanding.

BP9102

HEE, ESININ. FER. KEEFME, HRCS2°LIT, RIEINT.

Bronze color, suitable for machining steel, stainless steel, titanium alloy, etc., HRC52°and less, partial
finishing.

BP9108D

TEMESIBRARIAE, INTEEHRCSSELLT, ERZEXN. NEN. BREHHK. RN,
Wear-resistant general-purpose coating, processing hardness up to HRC55°degrees, tempered hardened
steel, stainless steel, ductile iron, mild steel.

BP9102D

MEMEESIERERE, INTHEEHRCSSELIT, BRFEXIK, AEN, BREHEK. BN,
Wear-resistant general-purpose coating, processing hardness up to HRC58 degrees, tempered hardened
steel, stainless steel, ductile iron, mild steel.

BP5352C

tHE, EENTN. TEN. FHEMR, HRCA2LIT, 4548, ASSIMINTRINEE,

Seven colors, suitable for processing steel, stainless steel, cast iron and other materials, HRC42 °degrees,
45 # steel, A3 and other soft steel processing outstanding performance.

BP5302C

t%, EAININ. FHN. FH%SEHR, HmEInT.

Seven colors, suitable for processing steel, stainless steel, cast iron and other materials, partial finishing.

BP8801

ke, BREMI, EEININ. FFHEMR. HH%EFME, HRCASLIT.

Black and gray, universal machining, suitable for machining steel, stainless steel, cast iron, etc., up to
HRC45°.
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Il ANBIT Cemented Carbide

2z

BHITIRES A

Milling Insert Grade Introduction

h#2S &% Model name

F#E45:5 Model Features

BP9208H

HE, EGWRM. HH%InT.

Yellow color, suitable for steel and cast iron processing.

BP5302E

iR, EEININ. AEREEEINT.

Bronze color, suitable for processing steel, stainless steel and other drilling processing.

BP9101P

BRe, WHERTEME, BRLS, TR, SHEESMER, R SERILINT LR,

Black purple, special material for drilling pins, wide versatility, both dry and wet processing is acceptable,
preferred material for drilling pins, especially in deep hole machining such as crankshaft oil holes.

BP9105

B
i
Hl
7
A
2
=
@
=3
3
=t

HiEe, FHRINIEGES, haTiiEs.

Bronze color, preferred grade for cast iron processing, can also process titanium alloys.

BP9102

HEE, EEINTMN. FHEN. KE2FHME, HRCS2°LUT, WIBINT.
Bronze color, suitable for machining steel, stainless steel, titanium alloy, etc.,, HRC52°and less, partial
finishing.

BP6501

BEG, N, HEN, SESRNEEINISEAENIELE, IMTEEHRCESLAT, BAITASRIEESS.
Black color, preferred for high hardness machining and general machining of quenched and hardened
steel, mold steel, and high alloy steel. The machining hardness is below HRC65 °, and stainless steel and
high-temperature alloys can also be machined.

BP9208S

A6, &RHMME. SEK. NEMHISUHEINTIME, FEEEMNRS, REYGHE. FIXIM/SSEIEIMRERET.

Platinum color, high performance machining material for the latest M, S and N materials, with extremely
dense coating and smooth surface. Excellent cutting performance for M/S materials.

BP9201S

B&f, &AM SE. NFEFREISMHREIN TR, $3IM/SSEIIRIMERERF, misinL.
Platinum color, the latest high-performance machining material for M, S and N materials, excellent
cutting performance for M/S, partial finish machining.
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

HRHHITIA HRHHITIA

Square Shoulder Milling insert Square Shoulder Milling insert
. T
AP = AP
[ O | 1) O |3

N L1 & L1

R~ Dimension (mm) A%k S Grade for Choice R~ Dimension (mm) aJi%kEE Grade for Choice
P itk w | ¥ 0 & BE w | Y U
o ol — o (o] —
Inserts Shape Type L1 L2 T ®d2 Re n | o n Inserts Shape Type L1 L2 T ®d2 Re n | o n
A Y e HARY ¢
o o o o o o
o o o o o o
APMT1135PDER-GM 11.25 | 6.20 3.50 2.80 0.8 o | o | o | e A APMT1135PDER-MO2 11.3 6.2 3.45 2.8 08 | A| o | A || A |A|c6e
APMT160404-GM 17.06 | 9.28 4.76 4.4 0.4 e o o e o e e e e _@4 APMT1604PDER-MO?2 17.3 9.3 5.25 4.4 08 |A| o | A| o | A|A|c6e
APMT1604PDER-GM 17.06 | 9.28 4.76 4.4 0.8 e | o | o | e e e | A| e A ﬁ
B B
o APMT1135PDER-BH2 11.25 | 6.20 3.50 2.80 08 | A | e | Aa|e A| o | Ao APMT1135PDER-54 11.3 6.2 3.45 2.8 08 |A| o | A |e|e | Aa]|ce o
% APMT1604PDER-BH2 17.25 | 9.25 476 | 4.40 08 | A| e | A e A| o | A e - < APMT1604PDER-54 17.3 9.3 5.25 4.4 0.8 | A A e | A | e %
4  — :
3 =
@ a
g APMT1135PDER-BM2 | 11.25 | 6.20 3.50 2.80 08 |A| e | A | e o alce APMT1135PDER-G23 1.1 | 6.20 3.50 | 2.80 08 | A| e | A e o] a|ce %
APMT1604PDER-BM2 | 17.25 | 9.25 476 | 4.40 08 | A | o | A| e o  A|e T APMT1604PDER-G23 17.3 | 9.33 4.76 | 4.50 0.8 | A A o | A | e
- e
i
APMT1135PDER-KZ 11.10 | 6.20 3.50 2.80 08 | A | A|o| e o ale APMT1135PDER-BO 11.3 6.2 3.45 2.8 08 | A| e | A | e | A|A|ce
-
APMT1604PDER-KZ 17.30 | 9.33 476 | 4.50 08 | A | A|o| o o ale APMT1604PDER-BO 17.3 9.3 5.25 4.4 08 | A| e | A|e|A|aA|c6e
~ A, -
—
APMT1135PDER-ZZ 11.25 | 6.20 3.50 2.80 08 |A| o | A | e o | ale APMT1135PDER-R1.6 11.34| 6.2 3.45 2.8 1.6 o| o A o o | o
a;: APMT160408PDER-ZZ | 17.25 | 9.25 476 | 4.40 08 |A| e | A| e o | ale n‘?
APMT1135RHF 1.3 | 6.15 3.74 2.8 48 | o o| o | o o | o
.
APMT1604PDER-R2 17.14 | 9.46 4.95 4.4 2 o| o 4| e o | o
Q‘, . APMT1604PDER-HR30 | 1695 | 933 | 4.76 | 4.4 3 o o A e o e
AJEHEEIEE Mainly recommended brand  (Instock) @ $&iTEAF=EN %M S Make to order A MRS Mainly recommended brand (Instock) @ $&iTEAF=EN%HEE Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

QEz3inszqclVa) oy AIEIsRHI I A

Indexable Milling Blade Indexable Milling Blade % <.

3PKT : MP L F
®

B

BE=7HBH%T]
R~ Dimension (mm) A%k S Grade for Choice R~ Dimension (mm) aJi%hE S Grade for Choice
= BE w | ¥ [l BE w | Y
(28] ol oM N
Inserts Shape Type d t ap g P n | o Inserts Shape Type L w T h Re n | o
Y n | o
o o o o
o o o o
3PKT060304R-M 5.3 2.8 4.7 1.0 0.4 A | o | A A| o | A | o MPHWO060304ZEL 6.35 - 3.18 3 0.4 o | A . ° .
2 :
ﬁ 3PKT100408R-M 6.9 4.0 7.0 1.2 0.8 A | o | A A| o | A | e WD MPHWO060308ZEL 6.35 = 3.18 3 0.8 o | A o o .
"é — y 3PKT150508R-M 10.7 5.0 11.0 1.8 0.8 A | o | A A| o | A o _
B 3PKT190608R-M 13.5 6.0 15.0 2.0 0.8 A | o | A A| o | A | o .
e MPHWO060304ZEL-0.5 6.35 0.5 3.18 3 0.4 o | A . . ° o
% iy X MPHWO060308ZEL-1.5 | 635 | 1.5 | 3.18 3 08 |o|a| e o | o H
A = I
z L :
= 5
8 &8
2 2
g A JEHEEIEES Mainly recommended brand (Instock) @ $&iTEALEF=AT %R S Make to order A JEHEEIEES Mainly recommended brand (Instock) @ 3&iTEALEF=AN%RR S Make to order 2
T
od |
‘ e
4NK1 v PN e
/ ‘7 _
\7 ‘
el bs
FESHITIA
R~ Dimension (mm) A% S Grade for Choice R~ Dimension (mm) Ai%&REES Grade for Choice
= B w | Y R B w | Y
m (V) m (V)
Inserts Shape Type d d1 t ap P w2 Inserts Shape Type A T ®d b Re w9
wn (o)} wn (o)}
o o o o
o o o o
4ANKT040208R-ML 4.5 4.5 3.1 3.5 0.8 A A o | A| A . PNMUO905GNEN-MJ 8.90 6.00 12.20 1.40 0.8 (] o | o L]
4NKT060308R-ML 6.6 6.6 4.6 5.5 0.8 A A o | A | A
4NKT090408R-ML 9.0 9.0 6.0 7.5 0.8 A A o | A| A
A NEHEFFRS Mainly recommended brand (Instock) @ &iTEALEF=AT kRS Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEILF=AN%AR S Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

AIEIsRE I A AR A

Indexable Milling Blade T Indexable Milling Blade
S
WN SN
rx
\ N A
18] - E ©
el

WENTHBHTIA WHEATESEITIR
R~ Dimension (mm) aJi%kE S Grade for Choice R~ Dimension (mm) aJi%kEE Grade for Choice

[l k= w :’l ! k= w :.'j

Inserts Shape Type A T od 7 Re n |9 Inserts Shape Type di ap S F 7 n o

n o n (o]

o o o o

o o [aa] o

WNMUO040304EN-R 6.75 3.18 3.18 0.60 0.4 L] o | A . SNMU1305ANR-MT 13.0 6.0 6.5 3.0 0.8 (]
A WNMUO060408EN-PM 10.14 4.36 4.20 0.00 0.8 L] o | A L] SNMU1206ANEN-GM 12.7 5.7 6.4 2.2 0.8
@ WNMUO8BO608EN-R | 14.02 | 6.65 | 620 | 1.30 08 | e o | a . g/o

B u WNMUO80608EN-GH 14.02 6.65 6.20 1.30 0.8 L] o | A L] - B
o WNEUO80608EN-GH 14.02 6.65 6.20 1.30 0.8 (] o | A . o
i 7
ﬁ WNEUO080608EN-GL 14.02 6.65 6.20 1.30 0.8 . o | A . ﬁ
% A NS E Mainly recommended brand (Instock) @ $&iTEAF=ENi%EE S Make to order AJEHEEISE Mainly recommended brand  (Instock) @ $&iTEAF=ENi%EE S Make to order g
3 a
= =
g g

XHEATBBHIIF SNE 167)FEHEHITIH
R~ Dimension (mm) A% S Grade for Choice R~ Dimension (mm) Bli%ERE S Grade for Choice
= e w | Y T e w Y
Inserts Sh T oS Inserts Sh T RS
serts Shape ype A T od 7 Re E E serts shape ype di ap S F r E §
25 F
WNMUO040308-SG 6.65 3.50 3.05 0.40 0.8 . o | A . ONMUO50505-MT 13.00 3.50 5.20 5.00 0.5 .
WNEU080608-M8 12.50 6.45 4.64 1.40 0.8 L] o | A L]
WNEU080608-M9 12.50 6.45 4.64 1.40 0.8 . o | A .
WNEU080608-M13 12.50 6.45 4.64 1.30 0.8 . o | A .
WNEU080608-M15 12.50 6.45 4.64 1.40 0.8 . o | A .
A RTHEFEIEE Mainly recommended brand (Instock) @ 3&iTEALEF=mN kR S Make to order A RTHEFEIEE Mainly recommended brand (Instock) @ 3&iTEALEF=m RS Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

AR ERHITI A AR A

Indexable Milling Blade Indexable Milling Blade

LN ; & JD m

WNEHBHHITIA
R~ Dimension (mm) Al Ek2 S Grade for Choice R~ Dimension (mm) A %R S Grade for Choice
an BE w | Y i B w z
Inserts Shape Type L1 S W BS Re n S Inserts Shape Type A B Re T od =218
2|8 bg
o | a o |a
o | m m | m
LNGU110408-PR 12.16 4.83 6.60 1.00 0.8 A JDMTO070204R 6.40 4.30 0.40 2.45 2.15 A
.io LNGU15T608-PR 17.01 6.96 10.00 1.80 0.8 A o | o . € \" JDMTO070208R 6.40 4.30 0.80 2.45 2.15 A o | A .
% )
A NEHEEFIES Recommeded grade(Always stock available) @ 3&iTELEF=ATI%E S Maker-to-order A REHEEIRS Recommeded grade(Always stock available) @ #&iTEALEF=ATI%HESMaker-to-order

B B
o g
g L
il i
# #
2 2
2 =
Q Q
=3 =3

AN Stz V) HBHEITIR
R~ Dimension (mm) ai%kES Grade for Choice R~ Dimension (mm) aJi%k2 S Grade for Choice

8 me a1 v o =5 22

Inserts Shape Type A T od W Re v |2 I Inserts Shape Type W1 L S od Re w g

n (o)} < wn (o)}

o o o o o

o o o o o

LPGT010210ER-GM 4.19 2.19 2.10 6.26 1 AOMX120408TR-M8 8.20 11.60 5.07 3.85 0.8
N LPGT010210ER-GM 4.19 2.19 2.10 6.26 1 L AOMX120420TR-M8 8.20 11.60 5.07 3.85 2 ° | A .
= N
A EHEERSS Recommeded grade(Always stock available) @ 1T & 4F7E 5k S Maker-to-order A REHEEIES Recommeded grade(Always stock available) @ #&iTEa4F~ATi%ESMaker-to-order

051 052



Il ANBIT Cemented Carbide

ANBIT Cemented Carbide ™

AR A

Indexable Milling Blade

XN

AIE s A

Indexable Milling Blade

SE

6\?
29° &
\
D ° il
N & | M
[

[~

L S

WECHFHEITI A FmE45 FEHITIA
R~ Dimension (mm) A%k S Grade for Choice R~ Dimension (mm) A%k S Grade for Choice
e ER fich=7 w : &R fich=3 w Z
Inserts Shape Type d | s F & w2 Inserts Shape Type L le S od bs w2
wn o wn o
o o o o
o o o o
XNMUO70508-F57 14.50 6.98 4.60 0.80 - (] P SEMT13T3AGSN-GM 13.40 | 13.40 3.97 4.30 2.45 A A
XNMUO090612-F57 19.05 9.18 5.88 1.20 = o o | o . } 6 > SEMT13T3AGSN-JM 13.40 | 13.40 | 3.97 430 | 2.45 A A
] ]
e SEKT1204AFTN 12.70 | 12.70 4.76 5.16 2 A A A| o . o
gl gl
7] 7]
R )
z e
2 5
@ @
2 &
3 AJEHEEISE Mainly recommended brand (Instock) @ ¥&iTE4F=Ei%kE S Make to order A JSEHEEISE Mainly recommended brand (Instock) @ ¥&iTE4F=Ei%HES Make to order 3
SE SO n
o
a 5
gkﬁ ©
Ea
FmE45 FEEHITIA TEHEITIR
R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) aJi%pEE Grade for Choice
FEER fich=3 w :-; FEER BE W w
Inserts Shape Type L e s od bs oo Inserts Shape Type A T od Re @ n o
wn (o)} un wn
o o o o
o o o o
SEER1203-AFS-D2 12.580 | 12.580 | 3.44 2.3 2 A A A | o . SOMT100420ER-GM 10.30 4.58 4.60 2.0 16 . . °
_/_ o = SEER1203-AFS-G2 12.580 | 12.580 | 3.44 2.3 2 A A A | o . SOMT140520ER-GM 14.14 5.56 5.80 2.0 16 . . .
v SEER1504-AFS-D3 15.875 | 15.875| 4.88 3.2 2.2 A A A | o .
SEER1203-AFS-GD2 15.875 | 15.875| 4.88 3.2 2.2 A A A | o .
SEKR1203AFTN-YM 12.580 | 12.580 | 3.44 2.3 2 A A A | A| o

AREHEFEIEES Mainly recommended brand (Instock) @ 3&iTEALEF=AN%kE S Make to order AREHEFEIEE Mainly recommended brand (Instock) @ 3&iTEALF=AN%kE S Make to order
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ANBIT Cemented Carbide

ERHTIR

Helical Milling Insert ‘ N

SP e

e

R~ Dimension (mm) A%k S Grade for Choice

e BE
Inserts Shape Type L S o r

BP5353E
BP9502-4
BP4351C

SPMT120408-D51 12.70 4.76 11.00 0.8
SPMT120606-D51 12.70 6.35 11.00 0.6

ARTEHEFEIEE Recommeded grade(Always stock available) @ 3&iTEa4F=mNi%kEEMaker-to-order

3
==un

R~ Dimension (mm) a]1%E2S Grade for Choice

=& EERS w z ]
Inserts Shape Type L2 L - - b o | o 5
Ln (o3} <
o o o
o o o

LPMT150412R-D51 12.70 | 15.88 | 11.00 1.2 1.6

LPMT150612R-D51 12.70 | 15.88 | 11.00 1.2 =

A EHEERRS Recommeded grade(Always stock available) @ 1T & 4F~E kS Maker-to-order

Plane Milling Insert
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

FESHEITIA

Plane Milling Insert

FESEITIA

Plane Milling Insert

R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) A%k S Grade for Choice
) pich= w E (©) [l BE w z ©)
Inserts Shape Type D1 T od2 - oo n Inserts Shape Type D1 T ©d2 & o o 0
n | o < n | o <
o o o o o o
o o o [aa] o o
RPGW1003MOE-CN 10.00 | 3.18 4.40 11 . o | e o o | A RPMTO8T2MO—BO 8 2.78 3.4 11 A A Ale
RDGT10T3MOTN-CN 10.00 3.97 4.40 15 . o | o o (o (o | A - RPMW1003MOT-BO 10.00 3.18 4.40 1] A A A | e
RDGT1204MOTN-CN 12.00 4.76 4.40 15 . o | o o (o | o A / e RPMT10T3MO-BO 10.00 3.97 4.40 11 A A A | A
RDGT1604MOTN-CN 16 4.76 5.5 15 | e o e e o o | a \wj RPMT1204MO-BO 12.00 | 4.76 4.40 11 A . o |
g& RDMT0802MOTN 8 2.58 3.4 15 A A A | o RDMW1204MOT-BO 12.00 4.76 4.40 15 A A A | o ;
i RDMT10T3MOTN 10.00 | 3.97 4.40 15 | A A Al o
a3 )
z RDMT1204MOTN 12.00 4.76 4.40 15 A A Ao RPMT1204MOE-CO 12.00 4.76 4.40 11 A (] o | o z
a RDMT1604MOTN 16 4.76 5.5 15 A A Ao “g 3
g RPMT08T2MOE-JS 8 2.58 3.4 11 A A Ao W %
RPMT10T3MOE-JS 10.00 3.97 4.40 11 A A Ao
RPMT1204MOE-JS 12.00 4.76 4.40 11 A A Ao A EHEFEIEES Mainly recommended brand (Instock) @ 3&iTEALF=AT%kkE S Make to order
RPMW1003MO-TT 10.00 3.18 4.40 11 A A Ao | A
RPMT1204MOE-TT 12.00 4.76 4.40 11 A A Ao
&
RC ) 5
RPMW1003MO-NTT 10.00 3.18 4.40 11 A A o | o o 8
RDMT1204MO-NTT 12.00 4.76 4.40 15 A A o | o 1[
RDMT1604MO-NTT 16 4.76 5.5 15 A A Ao ‘—‘L‘——
RDMT1204MOE-ND57 12.00 4.76 4.40 15 A A o | o TESHITIA
@ RDMT1204MOE-D57 12.00 | 4.76 4.40 15 A A o | R<F Dimension (mm) SIS Grade for Choice
v RDMT1605MOE-D57 16 4.76 5.5 15 A A Ao
T fich=3 % z |9)
Inserts Shape Type n | o in
RPMWO08T2MOE-P 8 2.78 3.4 11 A A Ao 21 l e * g § E
/’"\ RPMW1003MOE-P 10.00 3.18 4.40 11 A A A | o | e =)
Q RPMW10T3MOE-P 10.00 3.97 4.40 11 A A A | A o RCKT10T3MO-XM 10 3.97 4.4 7
Py
v RDMW10T3MOE-P 10.00 3.97 4.40 15 A A A|aA : ‘é’ RCKT1204MO-XM 12.00 4.76 4.40 7
RDMW1204MOE-P 12.00 4.76 4.40 15 A A A | o See— RCKT1606MO 16 6.35 5.5 7
RDMW1604MOE-P 16 4.76 5.5 15 A A A | o RCKT2006MO-XM 20 6.35 5.5 7
AJSEHEEREE Mainly recommended brand (Instock) @ 3&iTE4F=AN 1%k S Make to order A NEHEFEFRES Mainly recommended brand (Instock) @ 3RiTEAF=a] %S S Make to order
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ANBIT Cemented Carbide

R#LETREITI A

Fast Feed Milling Inserts

WN

R~ Dimension (mm) Al &R S Grade for Choice
) BS w | Y
Inserts Shape Type n | o
A T B R od m | ;o
(a9 (a9
o o
WNMUO070620ZER-PM 10.60 6.35 1.94 2.00 4.6 ° A (]

WNMUO090720ZER-PM 14.00 7.66 1.94 2.00 55 ° A o

>

AJIEHETFSE Mainly recommended brand (Instock) @ #&iTE#4F=ATERE S Make to order

od
'_
<
R~ Dimension (mm) A% S Grade for Choice
= Bs wo Y
Inserts Shape Type A T od W Re @ |2
wn ()]
o o
o o
LNMUO303ZER-MJ 6.00 3.75 2.85 11.90 1.2 (]
6 - LNMUO303ZER-ML 6.00 3.75 2.85 11.90 1.2 (] A A (]
H LNMUO0202ZER-MM 400 | 270 | 210 | 610 | 09 | e A| A| o
LOGUO030310ER-GM 6.20 3.96 3.45 11.9 1.0 (] A A (]
Fast Feed MI”Ing Inserts AREHEHES Mainly recommended brand (Instock) @ #&iTE4 =] 52 S Make to order

060



[l ANBIT Cemented Carbide ANBIT Cemented Carbide

FStizgzac VA IR T T A

Fast Feed Milling Inserts Fast Feed Milling Inserts

JD SD :

B P==

ssQNE

BER=TIRELTHITIA HEEETREL TR A
R~ Dimension (mm) A%k S Grade for Choice R~ Dimension (mm) aJi%kE S Grade for Choice
) mE w | Y ) g wo | Y

Inserts Shape Type aI-C s BS Re AN w2 Inserts Shape Type R T W od Re w2

LN (o)} L ()]

o o [a o

o o o o

JDMWOQ9T320SR-FT 9.53 3.97 1.80 2.00 15 . . A A . . SDMT120512-GH 15.00 5.56 12.7 4.40 1.2 A .
@ JDMW120420SR-FT 12.00 4.76 2.50 2.00 15 . . A A . ° @
v JDMW140520SR-FT 14.00 5.56 2.80 2.00 15 . ° A A . . H\)—-—" SDMT150512-GH 15.00 5.56 |15.875 5.50 1.2 A ° A °
A EFHEFEIEE Mainly recommended brand (Instock) @ 31T E4EF=m sk S Make to order A JEHEEISES Mainly recommended brand (Instock) @ ¥&iTE4F7Ei%kE S Make to order

B B
o o
g L
il 7
# #
z z
2 =
Q Q
=3 =3

EP

==

—

BE=TIRHAHHITI A

BE_TIRELTEITI A

R~ Dimension (mm) R~ Dimension (mm) Al i%h#S Grade for Choice

i G i = wo | 3
Inserts Shape Type Inserts Shape Type n | o
P yp s BS Re AN P yp R T w ®d | Re o2
o o
o o

WDMWO06T320ZTR 10.00 3.97 1.20 2.00 EPMTO0603TN 8 10.00 3.18 6.35 2.8 . A A °

WDMWO080520ZTR 13.00 5.50 1.50 2.00 iy ; § EPNWO0603TN-8 8 10.00 3.18 6.35 2.8 . A A °

WDMW10X620ZTR 16.00 6.00 2.00 2.00
A JEHEFEIES Mainly recommended brand  (Instock) @ T4 F=Ei%kEE Make to order A JEHEEISE Mainly recommended brand (Instock) @ ¥&iTEAF=Ei%kEE Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

R BT A FEERERKT]

Fast Feed Milling Inserts d1 Precision Milling Ball End Cutter

/

BL ) BN [DH A
- T\ i ®
=t
WEE 7] R R T A ARG A
R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) a]i%kE S Grade for Choice
s s w z flr BE w z
Inserts Shape Type R L T d1 AP w |9 Inserts Shape Type R A B T w2
n (o] n ()]
o o o o
o o o o
BLMPO0603R-M 6 9.00 3.73 6.40 1 . A A . BNM160-M 8.0 16.0 12.0 4.0 . . . . A A °
BLMP0904R-MM 8 11.90 4.80 9.18 1.5 ° A A . BNM200-M 10.0 20.0 15.0 5.0 ° ° ° ° A °
BNM250-M 12.5 25.0 18.5 6.0 . . ° . A A °
] ]
;ﬁu A NFHEFERES Mainly recommended brand (Instock) @ $#1T B4 F=E5Ek# S Make to order gﬁ
E DHB160-F 8.0 16.0 12.0 3.0 ° ° ° ° o A E
z DHB200-F 10.0 20.0 15.0 3.0 (] (] (] (] (] A z
a - DHB250-F 12.5 25.0 18.5 4.0 . o | o | o | o Fl
5 5
(0] (0]

A RTEHEFEFIES Mainly recommended brand (Instock) @ 3&iTEAF~mTi%E S Make to order
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Drilling Insert
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Drilling Insert
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Shallow Hole Drilling Insert
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Deep Hole Drilling Inserts




[l ANBIT Cemented Carbide ANBIT Cemented Carbide

AFLEETIR EFLETIR

Shallow Hole Drilling Insert Shallow Hole Drilling Insert r

wWce QC

)
S

SE=7FMNIR SE_JIFLMITA
R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) aJi%kE S Grade for Choice
=5 me w3 i) e w Y
Inserts Shape Type @1.C S od Re 5 E Inserts Shape Type @ t . d1 E §
& | = S %
WCMX030208FN 5.56 2.38 2.80 0.8 A . . . . A QCMTO050204-DM 5.40 2.10 0.40 2.3 ° A A A
~ WCMX030208FN 5.56 2.38 2.80 0.8 A . . . . A QCMT060204-DM 6.40 2.38 0.40 2.5 ° A A A
’@ WCMX040208FN 6.35 2.38 2.80 0.8 A . . . . A QCMTO070304-DM 7.40 3.18 0.40 2.8 ° A A A
“ WCMT050308FN 7.94 3.18 3.40 0.8 A o | o | o | o | a QCMT080304-DM 8.40 3.18 0.40 34 o | A A A
WCMTO6T308FN 9.53 3.97 3.80 0.8 A . . . . A QCMT10T308-DM 10.40 3.97 0.40 4 . A A A
WCMT080412FN 12.70 4.76 4.40 1.2 A e | o | o | o | A QCMT130408-DM 13.50 4.76 0.80 5.5 e | A A A
WCMT030208EN-TG 5.56 2.38 2.80 0.8 A o | o | o | o | a QCMT170508-DM 17.50 5.56 0.80 55 o | a A A
4 WCMTO040208EN-TG 6.35 2.38 2.80 0.8 A o | o | o | o | A
A RTHEFEIEE Mainly recommended brand (Instock) @ 3&iTEA4EF=al k2 S Make to order
A WCMTO50308EN-TG 7.94 3.18 3.40 0.8 A o | o | o | o | A
i WCMTO6T308EN-TG 9.53 397 | 3.80 0.8 A o| o | o | o] a
WCMTO080412FN-TG 12.70 4.76 4.40 1.2 A . . . . A
S P e
WCMT030208R-PG 5.56 2.38 2.80 0.8 A o | o | o | o | a A ; |
; pr WCMTO040208R-PG 6.35 238 3.10 0.8 A o | o | o | o | A il H 8 c
%jjlj f@& WCMTO050308R-PG 7.94 3.18 3.20 0.8 A ° . ° . A — K .~ \( %ﬁ
); ﬁ WCMTO06T308R-PG 9.53 3.97 3.70 0.8 A ) ) ° . A < t ’;L
«;T: WCMTO080412R-PG 12.70 4.76 4.30 1.2 A . . . . A §
= =
3 SE7IFLMITA 3

A EHEFERES Mainly recommended brand (Instock) @ 31 TE4F=AI %A S Make to order . .
S Y = R~ Dimension (mm) aJi%kES Grade for Choice

R S w :

Inserts Shape Type @1.C t 7 od w2

a |

o o
SPMTO030104-HD 35 14 0.34 1.9 A (] ° ° ° A
SPMT040204-HD 4.65 2.2 0.34 24 A . . . ° A
SPMG050204-DG 5.00 2.38 0.40 2.25 A ° ° ° ° A
SPMG060204-DG 6.00 2.38 0.40 2.61 A ° . ) ° A
SPMG07T308-DG 7.94 3.97 0.80 2.85 A o | o | o | o | A
SPMG090408-DG 9.80 4.30 0.80 4.05 A e | o | o | o | A
SPMG110408-DG 11.50 4.80 0.80 445 A ° ° ° ° A
SPMG140512-DG 14.30 5.20 1.20 5.75 A ° . ) ° A

A JEHEEIEE Mainly recommended brand  (Instock) @ ¥&iTE4F=ENi%kEE Make to order

067 068



[l ANBIT Cemented Carbide ANBIT Cemented Carbide

HFLETIR AELEETIR

Shallow Hole Drilling Insert Deep Hole Drilling Inserts

WP TP

SE-TFLINITIR SE=7IFLINTIR
R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) A%k S Grade for Choice
= s w E P BS wy ||
Inserts Shape Type W1 T RE d1 5’3 E Inserts Shape Type aI.C L S od Re ﬁ §
& @ a2
o o
WPXT042004-G 4.20 2.00 0.40 1.8 A A . TPMT16T312-PM 9.53 16.50 397 34 1.2 A A
WPXT052504-G 5.00 2.50 0.40 23 A A . TPMT16T312-22 9.53 16.50 397 34 1.2 A A
. WPXT063006-G 6.00 3.00 0.60 24 A A . - TPMT16T312-23 9.53 16.50 3.97 34 1.2 A A
E WPXT073506-G 7.50 3.50 0.60 2.8 A A . TPMT220612-PM 12.70 22.00 6.35 44 1.2 A A
e WPXT094008-G 9.60 4.00 0.80 4 A A . e TPMT220612-22 12.70 22.00 6.35 44 1.2 A A
— WPXT125012-G 12.40 500 | 120 44 A A . TPMT220612-23 1270 | 2200 | 635 | 44 12 A A
WPXT156012-G 15.20 6.00 1.20 55 A A )
WPXT186012-G 18.00 6.00 1.20 5.5 A A )
AJSEHEEREE Mainly recommended brand (Instock) @ 3&iTEAF=E1%kE S Make to order A JEHEEISS Mainly recommended brand (Instock) @ ¥&iTE4F7Ei%kEE Make to order

L S
C L P C
h ‘ h
] z - ! 7
It | -c
o = @ J i o
g f g
3 ‘@ o
5 5
3 3
=3 =
BEO7FLINIIIR BE7FLNITIR
R~ Dimension (mm) A%k S Grade for Choice R~ Dimension (mm) Al i%ERES Grade for Choice
s #qE w | ¥ i Bs w :
Inserts Shape Type d : . D1 E § Inserts Shape Type DLW L S od Re w2
N (o)) n (o)}
& | @ =&
SOMT050204 5.00 2.38 0.40 2.25 A ° e | A A LPMT13T308-PM 10.00 14.70 3.97 34 0.8 A A
SOMT060204 5.70 2.38 0.40 2.6 A . . A A LPMT13T308-22 10.00 14.70 3.97 34 0.8 A A
SOMT070306 6.80 2.80 0.60 2.6 A . . A A LPMT13T308-23 10.00 14.70 3.97 34 0.8 A A
SOMTO08T306 7.90 3.97 0.60 2.85 A ° o | A A (- . ; ) LPMT180608-PM 11.50 14.70 3.97 44 0.8 A A
SOMT09T308 9.20 3.97 0.80 3.8 A . o | A A 7 LPMT180608-22 11.50 14.70 397 44 0.8 A A
SOMT11T308 11.00 3.97 0.80 3.8 A . . A A LPMT180608-23 11.50 14.70 3.97 44 0.8 A A
SOMT130408 12.80 4.40 0.80 4.4 A . . A A
SOMT150510 15.00 4.80 1.00 5.4 A ° o | A A
ARTEHEFIEE Mainly recommended brand (Instock) @ 3&iTEAF=mT%# S Make to order A EHEFEREES Mainly recommended brand (Instock) @ 31 TEA4F=AI%k# S Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

ARELEETIR = AELEETIR

Deep Hole Drilling Inserts {) f Deep Hole Drilling Inserts

EP LP

R~ Dimension (mm) A% S Grade for Choice R~ Dimension (mm) A& S Grade for Choice
P S w | Y =M Bs w | T
Inserts Shape Type W1 LE S od Re g § Inserts Shape Type W1 LE S od Re E §
a | & a |2
o o o o
EPMTO050308-MC 8.00 5.56 3.17 2.5 0.8 A A LPMT060308-HP 8.00 6.42 3.17 2.5 0.8 A A
EPMT06T308-MC 9.87 6.35 3.97 2.8 0.8 A A LPMT08T308-HP 9.00 8.42 3.97 2.8 0.8 A A
EPMT08T308-MC 9.87 7.94 3.97 2.8 0.8 A A LPMTO09T308-HP 9.00 9.63 3.97 2.8 0.8 A A
EPMT10T308-MC 9.87 9.53 3.97 2.8 0.8 A A LPMT11T308-HP 9.00 12.70 3.97 2.8 0.8 A A
EPMT12T308-MC 9.87 12.70 3.97 2.8 0.8 A A
EPMT050308-CL 8.00 5.56 3.17 25 0.8 A A LPMT060308-PL 8.00 6.42 3.17 2.5 0.8 A A
EPMT06T308-CL 9.87 6.35 3.97 2.8 0.8 A A LPMTO08T308-PL 9.00 8.42 3.97 2.8 0.8 A A
EPMT08T308-CL 9.87 7.94 3.97 2.8 0.8 A A LPMTO09T308-PL 9.00 9.63 3.97 2.8 0.8 A A
EPMT10T308-CL 9.87 9.53 3.97 2.8 0.8 A A LPMT11T308-PL 9.00 12.70 3.97 2.8 0.8 A A
EPMT12T308-CL 9.87 12.70 3.97 2.8 0.8 A A
ANEHEEFRES Mainly recommended brand  (Instock) @ 3&iTEALEF=mTiskkE S Make to order AREHEFIES Mainly recommended brand (Instock) @ 3&iTEAF=mNi%# S Make to order

C C
A A
g g
a a
2 2
3 HRIETIF 3
R~ Dimension (mm) A i%EES Grade for Choice R~ Dimension (mm) A EES Grade for Choice
=i S wy | § =& S w | Y
Inserts Shape Type Wi LE S od Re g’,’ _ Inserts Shape Type W1 INSL S od R g %
z g 5|5
EPMT050308-MM 8.00 5.56 3.17 2.5 0.8 A A DXKO06A 6.00 18.00 3.00 2.8 11 A A
EPMT06T308-MM 9.87 6.35 3.97 2.8 0.8 A A DXKO7A 7.00 20.00 3.50 3.6 135 A A
EPMT08T308-MM 9.87 7.94 3.97 2.8 0.8 A A DXKO8A 8.00 25.00 4.50 4.0 15.5 A A
EPMT12T308-MM 9.87 12.70 3.97 2.8 0.8 A A DXK10A 10.00 30.00 4.50 4.2 21 A A
A A DXK12A 12.00 35.00 5.50 4.2 24 A A
EPMT050308-ML 8.00 5.56 3.17 2.5 0.8 A A
EPMTO06T308-ML 9.87 6.35 3.97 2.8 0.8 A A
EPMTO08T308-ML 9.87 7.94 3.97 2.8 0.8 A A
EPMT12T308-ML 9.87 12.70 3.97 2.8 0.8 A A
A A
ARTEHEFEIEES Mainly recommended brand (Instock) @ 3&iTELF=mT%Ek# S Make to order A EHEFEIEES Mainly recommended brand (Instock) @ 3 TEA4F=AI%kE S Make to order
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[l ANBIT Cemented Carbide ANBIT Cemented Carbide

RELEETIR RELEETIR

Deep Hole Drilling Inserts Deep Hole Drilling Inserts

TP TP

V)
N

R~ Dimension (mm) aJi%kEE Grade for Choice R~ Dimension (mm) aJi%kEE Grade for Choice
) BE [l BE
Inserts Shape Type d t 7 Inserts Shape Type d t 7

TPMX0902-DRB 7.50 240 0.80 . A A . . TPMX1403-DLB 8.45 3.50 0.80 . A A . °

TPMX0902-DRG 7.50 240 0.80 . A A . . TPMX1403-DLG 8.45 3.50 0.80 . A A . .

TPMX1403-DRB 8.45 3.50 0.80 . A A . . TPMX1704-DLB 10.30 4.00 0.80 . A A . °

TPMX1403-DRG 8.45 3.50 0.80 . A A . . TPMX1704-DLG 10.30 4.00 0.80 . A A . °

TPMX1704-DRB 10.30 4.00 0.80 . A A . . TPMX2405-DLB 14.20 5.50 1.20 . A A . °

TPMX1704-DRG 10.30 4.00 0.80 . A A . . TPMX2405-DLG 14.20 5.50 1.20 . A A . .

TPMX2204-DRB 12.25 4.40 1.00 . A A . °

TPMX2204-DRG 12.25 4.40 1.00 . A A . .

TPMX240504-DRB 14.20 5.50 0.40 . A A . . Q

TPMX240512-DRB 14.20 5.50 1.20 . A A . ° \ /

TPMX2405-DRG 14.20 5.50 1.20 . A A . .

TPMX2807-DRB 17.00 7.50 0.80 . A A . .

TPMX2807-DRG 17.00 7.50 1.60 . A A . °
C C
#h h
R )
9 g
«Q Q
= 5
@ ®
=3 =

ARTHEFEIEE Mainly recommended brand (Instock) @ 3&iTELEF=mT kR EMake to order ARTHEFEIEE Mainly recommended brand (Instock) @ 3&iTELEF=mT kR EMake to order
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Recommended Cutting Parameters For Turning Insert

ISO
InTAst &N == TEREN
Materials Carbon steel Alloy steel Hardened and tempered steel
T HB120-180 HB180-240 HB240-350
Hardness
ISO M2 IOSM
INT#zst BAEGIR SR
Materials Austenite Martensite
R HB120-200 HB330
Hardness
INTAs ROEER BREBFHEL
Materials Grey cast Iron Nodular cast Iron
B HB150-220 HB140-220
Hardness
ISO Nz IOSN
nT#zst 2E®
Materials Aluminium alloy
TEE
Hard;ss HB60

ZHITI R #EEFTIHIRE

Recommended Cutting Parameters For Turning Insert

= BC1125 BC1225 BC1235 BP8061
Grade
450-200 430-180 480-260 300-180
Vi fgrg. 320-140 300-130 340-150 240-150
c(m/min)
200-80 190-70 220-80 200-70
= BC1125 BC1225 BP8061 BP9106
Grade
200-100 190-90 210-110 220-100
RE
Ve(m/min)
200-140 210-130 220-140 260-170
= BC1125 BC1225 BC3125
Grade
280-160 400-190 380-200
RE
Ve(m/min)
280-140 300-150 220-110
1S
Grade sl
RE _
Vc(m/’;‘in) 900-400
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ANBIT Cemented Carbide ANBIT Cemented Carbide

ZHIIN TR Rn SR AR5 5=

Common Problems And Solutions For Turning

ZHIIN TR Re SR AR5 5=

Common Problems And Solutions For Turning

T/ s TIERAR HpRESE gf:éte Cutting Conditions Insert Shape EA‘ZTQ%/G
FRIRINE = Solutions T o
® | 4 2 7 AR e g g o x| 89| BE, |-53|3
IE |'$ £ oy oin t}] = = 14: 7] a c = Q 3 =3 Q |0 Q ol2 = 3 s
g =7 D= g £/ 8|23 : |5 S8 s |a | 5|® "322g8 3|2
JRE = g |8 % Dy A B Bl ol B A2 By Reason 1@ |velFn Ap| 812w 2518 @ |la3C5EF 2|
24 180 SRR IR & Fla R Elsg|lg B B = 5 FAQ Q3 223 2| 2| >| 3 2588528 2@
¥ | ¥ E i f‘: = B | M| E| * o0 3 2 |= gf- Q 8_ Lg 2|3 = % [} 3 o o
B R = = T E|E|R " 8|8 e gle 5 2% TI7g8|<
5 @ = =z
N o = Wear | ,
2= omre | ROEEREX | © 1 T2 | Aoy | arFemewesr | © 1
ﬂjé FEREEBIR IS AERES R =& | OutTolerance Unsuitable Cutting R
a4 @ onaitions
o o| |1 BE s iwee 0 | | | o [1]t] [4]e
76k G LY o t 1 o|lo|o oL 3 Cutting Edge Chipping ) LY o t t o|lo|o
= @ O 09
! J@ YT UTRAR T EE ©) 1 l]o T8 o Unsuitable Geometry @) 1 | ]o
= = Sz 52 - -
E £ IEARES tlv]i]oe 58 | 2% Unsgieble Giting JRE
# Roh. RER o1ty ! ! O | O 1 1 1 ! ©O|lOo| O] O > § g Vibration,Chattering o1} ! ol o 1 ! 1 ! ololo| o
nEE 1 1 o | o 1 ] o Built-up Edge 1 1 o | O 1 ! ©)
WS AT . Unsuitable Cutting
B Il PIRISAES R Heat Cutting Heat Conditions A
T R g nEpskREs | o o1 ! Factors Unsuitable Geometry | © o1 !
R~ T TIFHBERNES O % g Variation of Unsuitable Insert Accuracy o
BEE RY&s0 o 5 s Dimension Position Offset of
T, TEN SRS o1 l 1 ©l© 0|0 L85 Workpiece and Tool o |1 I 1 ©] 0| 0]|O
=R ETEBIR © ! o1 |1 ! Wear Flank Wear © ! o1 |1 !
o . Increase at
EERIEA AUEER © Ly o1 ! | Relief Face Rake Face Wear o L o1 '
igj\_ RG] ¥Rzh. o ol o Lt o|lo|o|o § Chipping Vibration,Shock o L ¢ Lt o|lo|o|o
] _ —
Bl G Tmerian t1 o|lo|1 l|o §  |Builtup Egde | yanituing oo t1 o|o|t L |o
7 — 3 P v :
B reR | URhNSERes blb oot i §  [Comp Craoks "B, A TaCA™ EREREREE )
HIRITITIZS | gy ssansn | o i | lleloe |t |11 ]! Edge Nose Interrupted Cuttin (@) 1 llljoeloe | 1t |t L |
EBSS T = A Deformation P 9
TEES | HH. UEISRERES o L o INERE olo|o|o Tool Life | and Stting Candion o LY o Pt olo|o|o
PIHIRHRNES ! 1 1 © Long, Cuﬁggsggﬁn%ﬁions l 1 1
D KB Q ; . D
1] o ; AT ANE A -g Tangling Chips|  Unsuitable Material S
" = TITDNARRTEE © Lt and Gutting Conditions © Lt e
g B | g PIEIESE TS Ljt]o g Chips Cutting Conditions Ljt]o g
= T RPN N S i i =
5 SEEE | ppnEmsras o Ty Scattering | Unsutable Seometry © e 8
2 . i IMIRARIES ! o z Steel, Cuting Conlfons o 3
{g EEER TEER. MARAAE | O o * Aluminum- Insert Wear, ) - | §
2 S FaE | C . ) Burr Unsuitable Geometry © o1 1 1 o
g % PR ERES 1 o 3 Iron Cast, | cyting Gondiions © 8
[ ) B, 1518 T Turned-down Insort W g
:PJSZS NEER, VEIRFEE | o © g Edge Unsuitable Ggg;hetry (¢} o | O ! ! 1
= -
v g | DHRHTES Ll 7|0t Steel | curingCondtons
SN HaEs P ANE e ) e o) ) 8 u W Insert Wear, e o) o) o)
NEER. WIHRAEE | © © o100 [0) Edge Unsuitable Geometry O o |1 1 1 © ] 0
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TR BN ARERTE

Insert Wear And Solution

TIEHIRAZ b= S RS
YIME N, SR AR, e N
o ST REES R/=
JETEBIR — EmIg/N BKREH
=i HHAEA kAR
WIS, T REEA, \ o
Il iy TIEHEHTER BRI TR
IS (AR
RIS (BFEER i
A7 EEES (ﬁ? E;ﬂ) BB AA FRHAR
x| HIEEEEAN PR AROT)
SR (IR TR SeAIIIFETIRE
- PPN RS
P MITIEERE ATICHERR: (i )
" TIHF. TR HIATI RIS
AT T S5 TR SRR
S ¥ . HESEA AR
| MITERRE AT SR (R
¥ TIHE, TR A THRTIERIE
THRIBH, TRER, e BRI IR
TR T BSR4 TIEHSFITER BT
PITe
BT (D7ET) MR BBk By THIRES AR
wﬁu;;}gﬂ:‘f ISR
¥ 4 e (CVDRIFEHHILIAIE )
T AR R T REE, e
PIMBE M, AITERRER o M, :if’fggg’g
=PANE]
LB (PhEE PIEIDIES ’
R0 S SRR NOTIRE
o (B2, SEWES)
ST AMETRTIASIR ( SHIVESHITIREETH) _
TS,
FTMIR BT
Hepz TIEIAS AR SIY
e % Hovibinasinien T EARSEIAOTIRAE
— ‘ RHEER )
SHIVEREREHE. AR
AR MR
g LIMITI R b 8
ET @ @ BT R SIBHELRG A
IRAMBEL, BT,
BRI, RIS CV DI MR
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A E R
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Insert Wear And Solution

Tool Wear Types Situation Reason Solutions
i i i . Soft grades Select a higher
Higher cuiting resistance T Ce
Notch wear on flank Excessive cutting speed .
Flank Wear = \';ve:r resistant grage
Poor roughness of surface Y Small flank angle educe cutting spee:
or deterioration of accuracy. ¥ e Increase flank angle
Low feed Increase feed
gncontrglled Chipl SOﬂ grgdes " g Change to a higher wear-resistant grade
'00r surface qual |ty Xcessive cutling spee! .
Crater Wear when finishing - Excessive feed E:g:'g: ?:;Z"g speed
High speed processing § j The strength of chip breaker ittt e efiee it @i breelk
carbon steel B | | ufficiet elect a higher strength chip breaker
. . Select a tougher grade
Sudden fracture of cutting edge Eoughnfessflnsgfﬁc;ent Decrease feed rate
Chipping xoessive teed rate Increase honing of cutting edge

(rake face and flank)
Instability insert life r i

Strength of cutting edge insufficient
Instability of the tool

(chamfering to rounding)
Increase the stability and setting angle

Cutting resistance increased

Poor surf: .
Insert Fracture oor suriace 3
roughness _
o—p
v 1

Toughness insufficient

Excessive feed rate

Strength of cutting edge insufficient
Instability of the tool

Select a tougher grade

Decrease feed rate

Increase honing of cutting edge
(chamfering to rounding)

Increase the stability and setting angle

Variation of dimension
Nose wear, cutting edge
drape or passivating,

when processing alloy steel
Poor surface roughness

Plastic Deformation

Soft grade

Excessive cutting speed

Excessive cutting depth and feed rate
Overheat on cutting edge

Select a higher red hardness cutting material
Decrease cutting speed

Decrease cutting depth and feed rate

Select a higher thermal conductivity

cutting material(CVD+sufficient coolant)

Workpiece dissolve with Cutting edge
Poor surface roughness when finishing

Cutting resistance increased
Cutting soft materials 3

&

Build-Up—Edge

Cutting speed too low
Cutting edge obtuse
Unsuitable tool material

Increase cutting speed
Increase rake angle
Select small sticking force

Themal Crack

Crack by heat cycle
(often happen in milling
and interrupted cutting) __

Toughness of tool grade insufficient
Swell and shrink by cutting
heat(cold-thermocyling)

Cutting without coolant/Sufficient
coolant

Select a tougher and more thermal
shock resistance grade

Often in instability cutting
and cutting high—hardness

Flaking ko Build-up edge Increase rake angle
materials @ Uncontrolled chip Increase chip breaker
Notch partial failure Partial chipping Select a higher wear-resistance CVD
Partial cratering Processing hardened material, grade Adopt taper cutting

Notch Wear oxide-scale,superalloy (variable cutting depth)

Decrease setting angle
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ZEHI = BRI T RIS

Turning Parameters Wear And Solution

=ERNXR

HAVEIHIINTIF, EEEHHEREEOINIAE, K97
BEEGISINTIEE. B, SRz ERIAREMER.
BEE. IR RARAOMERE, BREIERTIEHEREERN
DRI, BIFIFMRAI =25,

Normally,short machining time,long tool life and high
machining precision are expected in machining,so the
material quality,hardness,and shape of the
workpiece,and properties of machine should be fully
consodered and then we can select suitable tools and
adopt high—efficiency cutting parameters,namely three
parameters.

V
ap
g o
f
tDHERE (V)

THAEZFR e, RIMEESOMPIEHE ATMESE (n) . AT THEE, EEERIEIRAFETEIRE, FRA%E
B, BADK/5H,. BEBEERERE EHIEEXIN AN

When the workpiece is rotating on the machine,the number of is rotation per minute is defined as Rotating speed of
main axle(n).Because of its rotation,the cutting speed measured on the contacting point of diameter is defined as linear
speed.m/min.Normally,linear,linear speed is considered to measure the effect of cutting speed on machining

T EEE RS2

TIHREXN D ESGEIFERNNE . RSDEIRERN, IEIREM EH, MENESGARGER. NTAEME. BENTIHE,
TIEIRESBHENNEN . BiSKESATIEISSIREEH:
Cutting speed has significant effect in tool life.When the cutting speed is increased,cutting temperature will increase
and tool life will be shortened.Cutting speed varies according to the different types and hardness of work—piece.The
below congclusions are reached after many cutting experiments:

(1) EEEBERT, MHERERES20%, JJEMBERE1/2; TEIERERS50%, JJEmMmBESEERRN1/5,
(1)Normally tool life would be reduced to half when the cutting speed is increased by 20%. Tool life would be 20%
of the original life if the cutting speed is raised by 50%.,

(2) f&iE (20-40m/min ) YIEIZF=44RE0, (FET1EE®YEE.

(2)Low speed (20-40m/min) cutting could easily cause vibration and shorten tool life.

ZEHI =B RN I T AYFZME

Turning Parameters Wear And Solution

s (fn)

HEBRIETHEIER—E, TENBHME, BUNEX/E,

Feed rate is defined as the moving distance of tool after workpiece rotates for one circle,measured by

mm/rotation.
HHEERISZIW

HEERRERNTREARSOXEERR, RBZEINTIEIERRISEERIBNEE.
EXNTIESGRNGE, e/, BENEERK, NESHAREE; #HegdX, HEERS, RIHEREEX, B
ZHIENREXS T BEmRISINE/N,

Feed rate is a key factor that determines surface quality. Meanwhtile it also affect the range of chip forming and the
thickness of chips during machining.
In term of the effect on tool life,small feed rate leads to serious abrasion on clearance face,reducing tool life.

tNEIEE (ap)
DHRESRNTEESEMTREANEE, UK. CRTHRNTEERSEMTEREEN—F.

Cutting depth is defined as the difference between machined surface and unmachined surface.Measured by
mm.it is half the difference value between the original diameter and machined diameter.

tIERERIRZ IR

TIRIRERARIE THRIINTRE . MR HIRIIE. RIERTIERIRIERIEE .

TRIREBWITIESGRINA K. TIEIRE JLJ‘/J\H‘_T SIEMENE, RUBIDITHRENELE, BETESw. S1HERmES
BUREWER, NEYARIEATFEERERRATRERRIIEIRE, LigR IR REEI THRERLE, EMIRNSEERE
IR

Cutting depth should be determined by the machining alllowance and shape of workpiece,power and rigidity of machice,
and tool rigidity.

The change of cutting depth has little effect on tool life.If the cutting depth is too low. The cutting nose only scrapes the
hardened layer on the workpiece surface.reducing tool life.When there is hardened oxide layer on workpiece
surface,higher cutting depth should be adopted within the possible range of machine’ s power to avoid cutting nosr just
cutting the hardened layer of workpiece.
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FLINTFLE WIel R R RIIE

Common Problems And Solutions For Drilling

b1 JRE RIRTTE
Problem Cause Solution
— R ESN AR ER
y . Sk A RIEFHH
AU KOversize holes RS PHEIK SRERE, FAUESHE
Poor clamping Select the holder and chuch with high

Large run—out around spindle

Precisioncalibrating spindle
Check and adjust after clamping drill

TRAARIIFR

EhkBkEmS R

DAL

Non—-symmetric point angle
Large run—out

Chisel edge is off center

BETIR

BEERERE

Regrind drill

Check the precision after clamping drill

EN—HMRE
Irregular hole size

A#B

TRAASIFR

sk BkEmE K

BT R

T tRHBERIE K
Non—-symmetric point angle
Large run—out

Chisel edge is off center
Excessive margin abrasion

EEREESNIRRER

RIEF4H

Rk, (FRNESEE
Select the holder and chuch with high
Precision

Calibrating spindle

Check and adjust after clamping drill

ST
FiASHEEKR
THEEAREE

Poor clamping

Large run—out around spindle
Workpiece is not firmly held

EREESN IR R

IEF4H

BRI, (FRNES5ER
Select the holder and chuch with high
Precision

Calibrating spindle

Check and adjust after clamping drill

iz I=IUPN
Feed rate is too high

PR ERIRE
Reduce the feed speed

IR E
Coolant provide is not enough

BRI MEE TS, 1BnRE
Change the coolant supply method,
Or increase coolant volume

FLINTFLE WIel R R RIGE

Common Problems And Solutions For Drilling

1= =& RIRTTE
Problem Cause Solution
ESERESE(EE

VAR S R TR SRR B

e BaEses —

RS HEhE A BRAEIEhART, (PS5 EEE

£ == = —rAcitiani ; Improve the re—positioning precision of
Loi\l/’?c{;i *fjagféfacy Egg; gleargg?r%onlng of spindie Machineselect the holder and chuch

Large run—out around spindle

With high precision
Callibrating spindle
Check and adjust after clamping drill

WINTEREBE A AAER
The feed direction is not
Vertical to the workpiece

BRI L REERER S MER
Adjust the feed direction vertical to

A% B SuiERe The workpiece
RAREMOAES (ER) I TRIFHEZE
Top center not align with the Check and adjust alignment carefully
Spindle center Before drilling
TIEERISK EHEE
Excessive margin abrasion Regrind
FIOFIBEARSF EePOINERE
Poor center hole accuracy Increase the position accuracy of hole

BEEAR EEHEAR
Bad linearity bad perpendicularity TRAANSIFR

shSLBkEnE K BETIR
R0 BERRERE
Non-symmetric point angle Regrind drill

Large run—out
Chisel edge is off center

Chech the precision after regrinding

AWEEETRR AMEEETR
bad linearity bad perpendicularity

HLRIERE
Insufficient drill rigidity

Eit=t e
Increase drill rigidity

WADEIFEAF
RREHMOARES(FK)
Uneven workpiece rigidity
Top center not align with the
Spindle center (lathe)

TR K IR T A7KEm
FREGFOFL

The workpiece must be horizontal or
Premachined to horizontal before drilling
Pre—drill a center hole
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Shallow Drilling Recommend Cutting Parameter Chat

FLINTFLE IRl R AR RIIE

Common Problems And Solutions For Drilling

087

EE JEtES) RRTTE SO e EEHB BfZDc HHAEM TIELERE Ve
Problem Cause Solution Material > mm mm/r m/min
16.0-23.0 0.05-0.09
iﬁﬁg X - . 20200 24.0-300 0.05-0.09 ( )
BEEiRE - inleN - 31.0-38.0 0.06-0.10 200(170-240
Poor roundness IR IEEE SR Carbon stee 39.0-46.0 0.07-0.11
Non-symmetric point angle Regrind drill 47.0-58.0 0.08-0.12
Large run—out Chech the precision after regrinding - .
S Chisel edge is off center ;28_588 882_8?2
+ REEWN 150-260 31.0-38.0 0.06-0.14 170(140-220)
/ SESLBESRYT EREESIN AR ER Low alloy steel 39.0-46.0 0.08-0.16
FHASHEIEX RIEF4H P 47.0-58.0 0.10-0.20
T E BRIEEEALRT, (FANESEEE 16.0-23.0 0.05-0.09
Poor clamping Select the holder and chuch with high N 24.0-30.0 0.05-0.12
Large run—out around spindle Precisioncalibrating spindle check run aBEeN 150-320 31.0-38.0 0.06-0.16 150(120-180)
Workpiece is not firmly held Out and adjust after clamping drill High alloy steel 39.0-46.0 0.08-0.18
47.0-58.0 0.10-0.22
EfEiEgX EEETIET] 16.0-23.0 0.05-0.08
Clearance angle is too large Regrind drill 24.0-30.0 0.05-0.08
%N 180-250 31.0-38.0 0.06-0.10 140(120-170)
HELRIMEARE RS LRI Cast steel 39.0-46.0 0.07-0.11
Insufficient drill rigidity Increase drill rigidity 47.0-58.0 0.07-0.12
N < 16.0-23. .05-0.
EETY BT P oo 00070
Incorrect regriding Regrind calibration | BEk 150-270 31.0-38.0 0.06-0.16 160(110-230)
39.0-46.0 0.08-0.18
MR AT B A S A IR Efﬁtﬂﬁﬂrﬁfﬂfﬁffl EnAE " e e 47.0-58.0 0.10-0.22
Insufficient coolant or ot JeS 5 ILU 16.0-23.0 0.05-0.09
Unsuitable coolant type Change the coolant supply method, m 24.0-30.0 0.05-0.11
Or increase coolant volume e SR 150-275 31.0-38.0 0.06-0.13 140(110-220)
39.0-46.0 0.08-0.14
BT THEREREE LI EERBESNIERER 47.0-58.0 0.10-0.16
Poor workpiece surface quality A HEE A IRIE=E4 16.0-23.0 0.05-0.10
Poor clamping Select the holder and chuch with high ) 24.0-30.0 0.05-0.14
Large run-out around spindle Precisioncalibrating spindle TRE 150-230 31.0-38.0 0.08-0.16 160(120-220)
TN 39.0-46.0 0.10-0.20
MEEEEEA BE{RHERIREE 47.0-58.0 0.12-0.24
Feed rate is too high Decrease the feed rate
16.0-23.0 0.05-0.10
EIMITIESRS K, TARErETE, wi; RN 24.0-30.0 0.05-0.14
Excossive abrasion on BB, ERRREL K RO 150-220 31.0-38.0 0.08-0.16 200(170-240)
gggél%?\?egguild—up on margin Sggé?a cgated dril 39.0-46.0 0.10-0.20
47.0-58.0 0.12-0.24
1PEELSL (BBIEEL., 12 - —
: re D
j;§ PIET[EES éﬁiﬁ’%ﬁiﬁ dmﬁi’;ﬁﬁgjﬁ? IREHF 160-250 31.0-38.0 0.06-0.14 160(130~200) %
5] Chip jamming X 39.0-46.0 0.08-0.16 5
. Soomelry, bl angleccieng the 47.0-680 0.10-0.20
¢ Step faad etc. 16.0-23.0 0.05-0.10 g
& s . 24.0-30.0 0.05-0.14 &
g o RS TRAARRIFR N JEee 60-110 31.0-38.0 0.08-0.16 300(250-350) g
8 ylindricity HES BN I X 39.0-46.0 0.10-0.20 H
= TR 47.0-58.0 0.12-0.24 =
g - BEG EeEEa 2
= H TI R e s
. “ Non-symmetric point angle e tigr s A 5
_ Regrind drill
T Mol Chech the precision after regrindin
Chisel edge is off center el grinding
- Excessive margin abrasion
b‘ HHAREII(E IREHARE
Feed rate is too low Increase the feed speed
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TIEFERINE

Selection Method Of Cutting Tool

EEERIDEMEERADE:

—. BEETREMBEINTAMRNMOR, TIRESRIRES.
— EEESNIORER, TEERAERIDFEESR.
=, KEU EEEREAONRE S SRIBEDFN AT AR R T EHHAE.
M. SEWMESLESRFENMATIAIE. B2, 8BS,

Selection Method of General Turning Tools:

1.Understand the processed material condition,Machine Model and condition.
2.Select the suitable insert shape,setting angle and clamoin designation.
3.According to above conditions select details of tools as L/R,demension,etc.
4.Select the type,chip break and grade of insert according to all conditions.

tERIAE D RS E A

—. BAEETREMEINTAMENMNOR, TIRESRIAES.
RIS (SNE. WAL, IREE ) BETIDREASE,

=, KR EEEREANRE S SRIBEIFN AT AR R T EHHAE.
M. SEWESEBRFENMATI G, B, B2, MSEHE

Selection Method of Parting and Grooving tools:

1.Understand the processed material condition,Machine Model and condition.

2.Select the insert type according to processing methods(external,internal,face grooving)
3.According to above conditions select details of tools as L/R, demensions,etc.

4.Select the type,clamping designation,chip break and grade of insert according to all conditions

IRAUIEI D RSS!

—. BAEETREMEINTAMENNOR . TIRESEIRES.

—. RIERaHIEl. B IS RETIBRIEEY,

=, KR EREREARE S SRIBEDFN AT AR R T EHAE.
M. &EWESLESERFENMATIAE. B5, 8BS,

D Selection Method of Threading Tools:

1.Understand the processed material condition,Machine Model and condition.

\ S A 2.Select the tool type according to thread's type,processing methods,etc.
I % E IN 3.According to above conditions select details of cutting tools as L/R,demension,etc.

. 4.Select the type,chip break and grade of Insert according to all condition
General Technical Reference

D
%
£

=5
=)
=
@
o
>
3.
9
Q
w
©
@
0
=
Q
=
5
=]

090



ANBIT Cemented Carbide ANBIT Cemented Carbide

TIEHERINE MEEEE STIHEEREIERIR

Selection Method Of Cutting Tool The Correction Coefficient Table Of Hardness And Cutting Speed
PEEIT) A Mgk R IiE: MR SRR
The Correction Coefficient Table Of Hardness and Cutting Speed
—. BAETREFREMLAMELR, TURESRIRS. Tt BEiCEE
— s e T0 " . . i Th tical i | 3 s 1 [ . oo
= BN TARRRREEIRMRARE (FEH. BE%. (k. HHE. BR%S) . Matera Horanese | o el o B (EREE) - oo
A - ‘ o ardness Decrease Hardness Difference(Measured Difference — Theoretical Difference) Hardness Increase

=, RIBINTHEERINTERRS RS SR EMER ARG A5t ] .

R e = — -60 -40 -20 0 20 40 60 80 100
M. &iEL ERERSAOTREL S REfE 2RO . RIS,
B REWHESULSRFANMAOTI A, B2, RS, P HB180 142 124 111 1.00 0.91 0.84 0.77 0.72 0.67

. aqpe g . M HB180 1.44 1.25 1.11 1.00 0.91 0.84 0.78 0.73 0.68
Selection Method of Milling Tool Specifications:
1. The first step is to understand the material condition, machine type and state you need to process. ROH% HB220 1.21 113 106 1.00 0.95 0.9 0.86 0.82 0.79
2. Determine the basic type of milling tool according to the processing method(plane milling, Square shoulder milling, imitation Grey Cast Iron
milling, milling slot, corner milling, etc.). K B
3. According to the machining precision and the shape and size of the machining surface and other factors to determine the NoduI:r‘:Cést iron HB250 1S5 1.21 1.09 1.00 0.91 0.84 0.75 0.7 0.65
use of the overall milling cutter or transposable milling cutter.
4. According to the above factors and your machine model to determine the interface, dimensions and other details of the tool. N HB75 105 1.00 0.95
5. Finally determine the blade specification, groove type, and brand number corresponding to the above factors.
S HB350 1.12 1.00 0.89
>, -, .
AT BMEERE:
HRC -6 -3 0.00 3 6 9

—. BRETREMEMINEINR. TURELS IR
. IRENTTZRAEAIMNIIEMNEASEE (ShH. #58. RHl. 1291, £50) . H HRC60 1.10 1.02 1.00 0.96 0.93 0.9

=, RENTEERINTANR TSR ERERBEETI BT AFLINT IR,
M. IR EEREREAIRELSEMETIRNED . RIEHMA,
A, RERESUESEFEMNTI K. E2, 8BS,

SERRAN TR E =HER N R X I BREE TEREL

Actual Processing Speed=Recommended Processing Speed*Correction Factor Of Cutting Speed

Selection Method for Hole Processing Tool Specifications: -

g P BENTNSERILa%R
1. Understand the material condition, machine type and state you need to process.
2. Determine the basic types of hole cutting tools(drilling, boring, hinge, thread processing, etc.) according to the processing FIEFEREA . HEENMTHMEAEENSEN, BICEEIHB180, EEANJTIFACNMG120404-MM AT, HEFZFIIEIERRE
process. ) s . - . B B — . - . B
3. According to the machining accuracy and the dimension of the machining hole, it is determined that the whole tool or the V=250m/min. SNRLMEEEHHB220, NEEZEE220-180=40, MR LFRSZREEIERE0.84, NI TREVC=
fork—turning tool is used. 250x0.84=210m/min.

4. According to the above factors and your machine model o determine the interface, dimensions and other details of the tool. i.e. Cutting general alloy steel, hardness HB180, CNMG120404—-MM , the recommended cutting speed is V=250m/min. When measured hardness is

HB220, the hardness difference is 40(220-180). Find The corresponding speed correction coefficient is 0.84 on above table, and then the actual
processing speed Vc=250*0.84=210mm/min

5. Finally determine the insert specification, groove type, and brand number corresponding to the above factors.
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JIREaGSYHEEREERIR ZHITI R BB REEEXIRR

The Correction Coefficient Table Of Insert Life And Cutting Speed Comparison Table For Turning Insert Chipbrenker
70:: DA ) oy
% IOT5BES BES | S | B | e (LS| B =B | msE | k| =B
TSRS ERE IS0 | Progess 58] =% i SETT | FEE | HE i =%
AN rocessing
E&ﬁ?& The Correction Coefficient Table OF Insert Life and Cutting Speed Category ANBIT | TaeguTec | KENWAVETAL | HITACHI | ZCCCT | SANDVIK | TUNGALOY | KYOCERA | KORLOY | SUMITOMO | MITSUBISHI
ABIEINT DE-O2.PP PK,FH,FP
TIR#R . R/L-F FA FF FE QF,LC 01. F |VF.XP, VL FAFB, ,FH,FP,
Insert Material 10 5 30 45 60 90 Superfinishing XPLTXF FL FY FS
FEINT - BE. B TS, TSEZF SU, LU,| LP.C
UL FG,FA v 12 XF,PF, DP,GP,PP | VF,VB » LU, G,
BC1125 112 1.00 0.82 0.73 0.67 0.6 Finishing FN CE, BH DF %'mAACSS FE SA, SH
FEON T (BRR) 17,TSNS,CB
BC1225 1.11 1.00 0.84 0.76 0.71 0.64 Finishing(Soft Steel) PF FC FN SF W7 | XQXS VL FL SY
P I UEY¢T))
1.11 1.00 0.84 0.76 0.70 0.63 B £ AFW,FW, LUW,SEW SW
BC1235 Fiishing(Wiper) | WPF ws FW WGF | WLWF P WF, WP HW
BC205 1.25 1.00 0.68 0.54 0.46 0.37 HFEINT BMA MP,MC, CT,AB, PM,QM, | TM,AM,DM, GU (UG)
Semifinishing BTM poMT | MN L ARAY,AE| PMPM Ty 2MERTA | PG.GSPS| VM MP |E0 MP,MA
1.55 1.00 0.47 0.30 0.22 0.14 -y
BC2051 EHE PR RT & | RNRP | Re, v |DR(m@E)|PRHM | THTHS | £/@,PH | B25,HR, | MU, MX,| GH,RP,
Light Roughing () LR(EE ) XMR j&@1& GR UX i A
BP8061U 1.15 1.00 0.82 0.74 0.69 0.64 .
AT R/L-S RX,RHHD,| MR, RN,|TE,UE,HX DR(EE) QR,MR TI,TRS, PX GH.VH HG,HP,HU,|HZ, HL,HM,
Roughing . HT,HY,HZ RP (&) HE,H HDR (&) PR,HR TUS VT’ * HW,HF HX,HR,HV
BP8061 1.10 1.00 0.85 0.72 0.65 0.62
BP9106 1.10 1.00 0.85 0.72 0.65 0.62
BC2115 1.19 1.00 0.75 0.63 0.56 0.47
BC2125 1.22 1.00 0.73 0.61 0.54 0.45
BC3115 1.11 1.00 0.70 0.60 0.50 0.40
BC3125 1.22 1.00 0.80 0.65 0.60 0.55
BC3135 1.25 1.00 0.72 0.63 0.52 0.41
BP4351 1.20 1.00 0.84 0.70 0.63 0.59

SRR TIRE =TI DREXTIHIREEIERE

Actual Processing Speed=Recommended Processing Speed*Correction Factor Of Cutting Speed
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ZHITI R BB E R IRR ZHITI R BB REEEIIRR

Comparison Table For Turning Insert Chipbrenker Comparison Table For Turning Insert Chipbrenker

SNk 13::Va) o

so | JALEE BER | E® | B | B SR REE | wE | e | ffk | == so | LB BESE | EM | BN | M ST REE | sE | e | R | ==
Segon? | ANBIT | TaeguTec | KEMWETAL | HITACHI | ZCCCT | SANDVIK | TUNGALOY | KYOCERA | KORLOY | SUMITOMO | MITSUBISH! Shiegon? | ANBIT |TaeguTec | KEWAMETAL | HITACHI | ZCCCT | SANDVIK | TUNGALOY | KYOCERA | KORLOY | SUMITOMO | MITSUBISHI
BINT BEINT 01,PF |PF,DP,GP FCFB, | FPFV,
ki BEMF | EASF | FPFF |MPABBH| gf ME  |SF.SASS| MQSQ | VP2MP | SUEF | SH,LM kit BF |FASAFG| LFFP JQ SFHF |PRUFXF| 26 PRadle2Pt vLVF | (@8 Bl Lrsv
FFEINT ET,EM PV,DE, EM MM.OM MU.MS MS,GM, FEINT (&)
M Semifinishing | BM/MM MP.UP | sE A ok | SMSTA | MUAMS, | HSMM | EX.EG,GU| yn wa,Es Finishing(Wiper) S A il Uil LUW,SDW | ow
P PM,PS,PF
FEANT GH, HZ ST PC,MT, XM,PM = 54 HQ,GK MV,MP
Roughing BR/MR MRRPP | AE ER MR | THSHTU GARM | AMEMMY o hHLHZ Semifinishing | BHMP | Tpiyr” | MEMP o JE MM UMBRXR sk o | 2@ | HMPMP | MU 2R
FEINT VAAH EEINT (&%7) WM,PR
i , PM KF CF,TA MP uz LK,MA =il 2 WT MW Ty MW
Finishing KF MT FN Semifinishing(Wiper) UR,KM
HHEmT CM,Bi | KQKG, | B25MK | GZ(UX) |MK,GK, sk T CF,CK,GQ,
K Semifinishing KM | MGRT | RPUN | VAE PM KM I ‘ (UX) MK,GK. Finishing BF FPFF MP EF MF Ss&  [griiosK| VP FC | FMLM
M
BT o oiw | w . ) ST T
Roughing KR KTLRT | & | REF#® | ¥R | KRKRR | CH¥R | KH,GCZS| MARK PK, i Semifinishing BM MP,UP EM VM PM | HQ,GK | WL MU , B
FHFEE,CM
7)1 $RINT . M’ - MK, i i,
Prening BE/cE | EASF Es SF HRF MQ VP2 - FJ K Semivishing BHMP MW, P HRHM, T4 KM,KR KF litou FiR MP MU ki
EEMT HRM, | sqQMms fEIL y
s aias L I I\éIlI_JI\'\/I/IIf( NG,UP,MS VI NGP,SM | e n MQU‘TK, VP3 | EGEX MS e HS GTGLTF_ﬁ.PGv NENSE | SFO1 VP1 s,
s MQ sI FS-p,
T ST e
=] _ X LS,MS
At BR/SR RP SR,SMR SGSX | VP4 | MUEM | RS,GJ ALl N BM MT kAFT'[{'F%V T M g/IMQRM, VL
GlzplE] GT-HP,GT-LF
N Ge]Feg|§LijtJing B405 FL | ow-row-g LH AL PP,AL AH | AKAR AGAWAY|  AZ
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Material Comparison

Ezxf0FnENations And Standard

iso | il += B = BE =g Bl == Blexn | mnd o w2 Il 22| @ B%
GB (P%) W-nr DIN AISI/SAE BS EN UNI UNE SS AFNOR JIS
15 1.0401 C15 1015 080M15 C15C16 F.111 1350 CC12
20 1.0402 C22 1020 050A20 2C c20C21 F.112 1450 CC20
Sg‘ 35 1.0501 C35 1035 060A35 C35 F.113 1550 CC35
gi? 45 1.0503 C45 1045 080M40 C45 F.114 1650 CC45
% 55 1.0535 C55 1055 070M55 C55 1655
60 1.0601 C60 1060 080A62 43D C60 CC55
Y15 1.7015 9SMN28 1213 230M07 CF9SMn28 11SMn28 1912 S250 SUM22
zz 40Mn 1.1157 40Mn4 1039 150M36 15 35M5
% % 25 1.1158 Ck25 1025 S25C
§ d 35Mn2 1.1167 36Mn5 1335 36Mn5 2120 40Mn5 SMn438(H)
% 30Mn 1.117 28Mn6 1330 150M28 14A C28Mn 20M5 SCMn1
3 35Mn 1.1183 Cf35 1035 060A35 C36 1572 XS38TS S35C 3
1.0718 9SMnPb28 12L13 CFOMNnPb28 | 11SMnPb28 1914 S250Pb SUM22L
1.0722 10SPb20 CF10Pb20 10SPb 10PbF2
1.0726 35820 1140 212M36 8M F210G 1957 35MF4
Y13 1.0736 9SMn36 1215 240M07 1B | CF9SMn36 12SMn35 S300
1.0737 9SMnPb36 12L14 CF9SMnPb36 | 12SMnPb35| 1926 S300Pb
55Si2Mn 1.0904 55Si9 9255 250A53 45 55Si8 56Si7 2085 5687
1.0961 60SiCr7 9262 60SiCr8 60SiCr8 60SC7
15 1.1141 Ck15 1015 080M15 32C C16 C15K 1370 XC12 S15C
Ck45 1.1191 45 1045 080M46 C45 C45K 1672 XC42 S45C
55 1.1203 Ck55 1055 070M55 C50 C55K XC45 S55C
50 1.1213 Cf53 1050 060A52 C53 1674 XCA48TS S50C
60Mn 1.1221 Ck60 1060 080A62 43D C60 1678 XC60 S68C
1.1274 Ck101 1095 060A96 1870 SUP4
1.3401 X120Mn12 Z120M12 XG120Mn12 | X120Mn12 X120M12 | SCMnH/M
Gr15,45Gr 1.3505 100Cr6 52100 534A99 31 100Cr6 F.131 2258 100C6 SuUJ2
1.5415 15Mo3 ASTMA204Gr,A| 1501-240 16Mo3KW 16Mo3 2912 15D3
1.5426 16Mo5 4520 1503-245-420 16Mo5 16Mo5
1.5622 14Ni6 ASTMA350LF5 14Ni6 15Ni6 16N6
1.5662 X8Ni9 ASTM A353 | 1501-509:510 X10Ni9 XBNi09

MEIRTIRR

Material Comparison

EZRF0frENations And Standard

iso | il += B eF BE =g S am Bl=<n _rmm7 om w2 ] 2| e B&
GB (P%£) |  W-nr DIN AISI/SAE BS EN UNI UNE ss AFNOR Jis
% 1.5680 12Ni19 2515 Z18N5
§§ 1.5710 36NiCr6 3135 640A35  |111A 35NC6 SNC236
§ % 1.5732 | 14NiCr10 3415 16Nicr11 | 15NiCr11 14NC11 | SNCA15(H)
g 1.5752 | 14NiCr14 | 3415, 3310 85OMIS | 36A 12NC15 | SNCB1s(H)
= 1.6511 | 36CrNiMo4 9840 816M40 | 110 | 38CNiMo4(KB) | 35CrNiMo4 40NCD3
%% 1.6523 | 21NiCMo2 8620 850M20 | 362 | 20NiCrMo2 | 20NiCrMo2 | 2503 | 20NCD2 | SNCCM220H)
%E 1.6546 | 40NiCrMo2 8740 311-Type7 4ONICMo2(KB) | 40NiCrMo?2 SNC240
éﬁ? 40CrNiMoA | 1.6582 | 34CrNiMo6 4340 817M40 | 24 | 35CINiMoB(KB) 2541 35NCD6
% 1.6587 | 17CrNiMo6 820A16 14CrNiMo13 18NCD6
15Cr 1.7015 15Cr3 5015 523M15 12C3 SCréts(H)
g% 35Cr 1.7033 34Cr4 5132 530A32 | 18B | 34Cr4(KkB) 35Cr4 32C4 SCH30H)
§§§ 40Cr 1.7035 41Cr4 5140 530M40 18 41Cr4 42Cr4 42¢4 SCH40H)
- 40Cr 1.7045 42Cr4 5140 42Cr4 2245 SCrid0
= 18CrMn | 17131 | 16MnCr15 5115 527M20 16MnCr15 | 16MnCr15 | 2511 16MC5
§ .| 200n | 17176 55Cr3 5155 527A60 | 48 55C3 SUPO(A)
24%1 30CrMn | 1.7218 | 25CrMo4 4130 1717CDS110 25CiMo4(KB) |  55Cr3 2225 25CD4 | SCM420; SCMi430
%ﬁ@r 35CrMo 1.722 34CrMo4 | 4137, 4135 708A37 | 19B| 35CiMo4 | 34CrMo4 | 2234 35CD4 |SCH432 SCRRMB
& | A0CIMoA | 1.7223 | 41CrMo4 | 4140, 4142 708M40 | 19A| 41CrMo4 | 41CrMod | 2244 | 42CDATS |  SCMA40
$ L325TMo. | 17225 | 42CrMo4 4140 708M40 | 19A| 42CrMo4 | 42CrMo4 | 2244 42CD4 SCMA40H)
1.7262 | 15CrMo5 12CrMo4 | 2216 12CD4 SCMAt5H)
% 1.7335 | 13CMo44 | 2TV A182 1501-620Cr. 27 14CrMo44 | 14CrMo45 15CD3.5;15CD4.5
g'% 1.7361 | 32CrMo12 720M24 | 40B| 32CMo12 | F.124A | 2240 | 30CD12
= 1.738 | 10CiMo910 |ASTM A182 F22, 1501-6220r31:45 126M9,10 | TUH 2218 | 12CDY;10
%fgj 17715 | 14MoVe3 1503-660-440 13MoCrV6
(50 50CrVA | 1.8159 50CrV4 6150 735A50 | 47 50Crv4 51Crv4 2230 50CV4 SUP10
S 1.8509 | 41CrAMo7 905M39 | 41B | 41CrAIMo7 | 41CrAIMo7 | 2940 | 40CADS,12
1.8523 | 39CrMoV139 897M39 | 40C | 36CrMoVi2
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Material Comparison

EzxFlFnENations And Standard

iso | il += B = BE =g | B xm Bl | muy om wi B0 22| o B%
GB (P%) | W-nr DIN AISI/SAE BS EN UNI UNE ) AFNOR JIS
T10 1.1545 C105W1 W.110 SR F515F.516 | 1880 Y1105
Cc100KU
T12A 1.1663 C125W W.112 C120KU (€120) Y2120 SK2
crv,9sicr | 1.2067 100Cr6 L3 BL3 100Cr6 Y100C6
cr12 1.208 X210Cr12 D3 BD3 X210Cr13KU X210Cr12 7200Cr12 SKD1
X250Cr12KU
4Cr5MoVSi | 1.2344 | X40CrMoV51 H13 BH13 X40CrMoV5 | 2242 | Z40CDV5 | SKD61
X35CrMoV0O5KU
i Crewv 1.2363  [X100CrMoV51 A2 BA2 o aore) | X100CTMoV5 | 2260 | Z100CDV5 | SKD12
=
& CrWMo 1.2419 105WCr6 X100CrMoV51KU | 105WCr5 2140 | 105WC13 | SKS31 SKs?
(o]
10WCr6
cri2w 12436 | X210Crw12 H07WCrsKU | X210CHW12 | 2312 SKD2
5CrNiMo 1.2542 45WCrV7 S1 BS1 X215CrWA21KU | 45WCrSis | 2710
3Crawgv | 1.2581 | XSowcrves H21 BH21 45WCrV8KU | X30WCrV9 Z30WCV9 |  SKD5
X30WCrvo3Ku
X28WO09KU
Cri2MoV | 1.2601 |X165CrMoV12 ey [X160CTMoV12| 2310 SKD11
5CrNiMo 12731 | 55NIiCrMoV6 L6 X165CrMoW12KU | F.250.S 55NCDV7 |  SKT4
v 1.2833 100V1 w210 BW2 Y1105V SKS43
WBMOSCr4V2005 | 1.3243 S6-5-2-5 HS6-5-2-5 | 2723 |Z85WDKCV| SKH55
WIBCHVCo5 | 1.3256 | S18-1-2-5 T4 BT4 HS6-5-2—5 | HS18-1-1-5 oBoNKCY, | SKH3
WeMo5Crav2 | 1.3343 S6-5-2S M2 BM2 X78WCO1805KU | HSE-5-2 | 2722 | o0 | SKH9
. . Z100WCWV
1.3348 S2-9-2 M7 Z | X82WMoOB0BKU | HS-2-9-2 | 2782 | <I90WOWY
Z80WCV
W18Cr4V | 1.3355 S18-0-1 T BT1 HS2-9-2 HS18-0-1 18-04-01 | SKH2
WBMo5Cr4V3 S6-5-3 M3 X75W18KU SKH52
M42 BM42 SKH59

MEIRTIRR

Material Comparison

4

EzFFrENations And Standard

1SO I N zx e oA e XEER) E =
GB (P%) W-nr DIN JIS DAIDO AISI/SAE
LEREEN
PX5N P20mod
NAKS55
NAK80
3Cr13 SUS420J2mod S-STAR 420mod
i RAFEER
% SKS93 YK30 2
;S 9CrWMn SKS3mod GOA 01mod
(é Cr12MoV X165CrMoV12 SKD11 DC11 D2
g SKD11mod DC53 D2mod
PAFIEER
4Cr5MoSiv1 X40CrMoV51 SKD61 DHA1 H13
DH21
DH31-S
DH2F
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ANBIT Cemented Carbide ANBIT Cemented Carbide

MERTERR MEIRTIRR

Material Comparison Material Comparison

AN ek

EzxFItRENations And Standard EzxFltmAENations And Standard
P N = — 1 s
iso | il = . =g B sm| B xE B h=xn | mur gm0 2 e X iso | il += L K= B xq EE =/ I Bexn | moy gem w2 ] 22| o B%
GB (P%) | W-nr DIN AISUSAE BS EN UNI UNE ss AFNOR m GB (P%) W-nr DIN AISI/SAE BS ‘ EN UNI UNE SS AFNOR Jis
0Cr13;1Cr12 | 1.4000 X6Cr13 403 403817 X6Cr13 F.3110 2301 Z6C13 SUS403 QT400-18 GGG40 60-40-18 400/17 GS370-17 | FGE38-17 | 0717-02 |FGS370-17| FCD400
1.4001 X7Cr14 F.8401 QT450-10 65-45-12 420/12 GS400-13 | FGE42-12 FGS400-12| FCD450
Z ik
1Cr13 1.4006 X10Cr13 410 410821 | 56A X120r13 F.3401 2302 710C14 SUS410 o% QT500-7 G650 20-50-05 007 65500-7 | FGES0-7 | 0727-02 | FGS500-7 | FCDS00
1Cr17 1.4016 X6Cr17 430 430815 60 X8Cr17 F.3113 220 78C17 SUS430 &
i3 14021 20CH13 410 se2  seB:560|  xooc3 F 3401 720013 SUSA0 5% | QT600-3 GGG60 80-60-03 600/7 GS600-2 | FGEB0-2 | 0732-03 | FGS600-2 | FCD600
1.4027 G-X20Cr14 420C29 56B 720C13M SCS2 _g_‘ QT700-2 GGG70 100-70-03 700/2 GS700-2 FGE70-2 | 0737-01 | FGS700-2 | FCD700
OF 4Cr13 1.4034 X46Cr13 420845 | 56D X40Cr14 F.3405 2304 | Z40CM;Z38C13M | SUS420J2 QT800-2 GGGS0 120-90-02 800/2 GS800-2 | FGE80-2 | 0864-03 | FGS800-2 | FCDS800
Q . . N .
S 1Cr7N2 | 1.4057 X20CrNi172 431 431829 57 X16CNi16 F.3427 2321 Z15CNi6.02 SUS431 QT900-2 90012
2 Yicr17 1.4104 |  X12CrMoS17 430F X10Crs17 F.3117 2383 710CF17 SUS430F
47 GG40 NO.60 0140 FGL400 FC350
» 1Cri7Mo | 1.4113 X6CrMo171 434 434817 x8CrMo17 2325 Z8CD17.01 SUS434
o 14313 X5CINi134 495C11 ZACND13.4M SCS5 HT350 GG35 NO.50 350 G35 FG35 0135 FGL350 FC300
DM
1.4408 | G-X6CrNiMo1810 316C16 F.8414 Scs14 8 7§ HT300 GG30 NO.45 300 G30 FG30 0130 FGL300 FC250
4Cr9si2 1.4718 X45CrSio3 HW3 | 401545 52 X45CrSi8 F.322 Z45CS9 SUH1 gfi% HT250 G5 NO.35 250 @5 FG25 0125 FGL250 FC200
0Cr13Al 1.4724 X10CrAI13 405 403817 X10CrA12 F.311 710013 SUS405 -
' f ’ 3 HT200 GG20 NO.30 200 G20 FG20 0120 | FGL200 | FC150
Ccr17 1.4742 X10CrAI18 430 430815 60 X8Cr17 F.3113 Z10CAS18 SUS430 3
8Cr20SiNi | 1.4757 | X80CrNiSi20 HNV6 | 44365 | 59 | X80CiSNi20 | F.320V 780CSN20.02 SUH4 HT150 Sk NO.20 150 e FG15 0115 | FGL150 | FC100
2Cr25N 1.4762 X10CrAI24 446 X16Cr26 2322 Z10CAS24 SUH446 Ht100 100 G10 0110
0Cr18Ni9 | 1.4301 X5CrNi1810 304 304S15 | 58E | X5CINi1810 | F385LF354 | 933 Z6CN18.09 SUS304
1Cr18Ni9Mozr | 1.4305 |  X10CrNiS189 303 303821 | 58M | X10CrNiS18.09 |  F.3508 2346 | Z10CNF18.09 SUS303
0Cr19Ni10 | 1.4306 X2CrNi1911 304L | 304S12 X2CrNi18.11 F.3503 2352 Z2CN18.10 SCS19
14308 |  G-X6CrNi189 304C15 Z6CN18.10M scs13
Cr17Ni7 1.4310 X12CrNi177 301 X12CrNi1707 F.3517 2331 Z12CN17.07 SUS301
wF 1.4311 X2CrNiN1810 304LN | 304562 2371 Z2CN18.10 SUS304LN
g-ﬁ 0Cr19Ni9 | 1.4350 X5CrNi189 304 304831 | 58E | X5CiNi1810 Z6CN18.09 SUS304
=175
gim 0Cr17Ni11Mo2 | 1.4401 | X5CrNiMo1712 316 316S16 | Z6CNDI7.41| X5CrNiMo1712 | F.3543 2347 1.4401 SUS316
@™ | 00Cr17Ni13Mo2 | 1.4429 | X2CiNiMON17133 |  316LN 2375 | Z2CND17.43 | SUS316LN
e 0Cr27Ni12Mo3 | 1.4435 | X2CrNiMo18143 316L | 316512 X2CrNiMo1713 2353 | Z2CDN17.13 SCS16
00Cr19Ni13Mo3 | 1.4438 | X2CrNiMo17133 317L | 317s12 X2CrNiMo18.16 2367 | Z2CND19.15 SUS317L
1.4460 |  X8CrNiMo275 3201 2324 SUS320L; SCH11
D 1Cr8NIOTi | 1.4541 |  X6CINiTi1810 321 2337 | 321S12| X6CiNiTi1811 F.3553 588 Z6CNT18.10 SUS321 D
i,% 1Cr18Ni11INb | 1.4550 |  XBCrNiNb1810 347 347517 | 58F | X6CiNiTi1811 F.3552 2338 | Z6CNNb18.1 SUS347 ;%
g Cr18Ni12Mo2Ti | 1.4571 | X6CiNiMoTi17122 |  316Ti | 320817 | 58J | X6CNiMoTit7 | F.3535 2350 | Z6NDT17.12 gﬁ
5 1.4581 |G-X5CrNiMoNb1810 318C7 XG8CrNiMo18 ZACNDNbB1812M SCS22 =
% Cr17Ni12Mo3Nb| 1.4583 | X10CrNiMoNb1812 318 X6CrNiMoTiNb17 Z6CNDND1713B %
3 g* 1Cr23Ni13 | 1.4828 |  X15CrNiSi2012 309 309524 Z15CNS20.1 SUH309 g
3 > 0Cr25Ni20 | 1.4845 |  X12CrNi2521 310S | 310S24 X6CrNi2520 F.331 2361 712CN2520 SUH310 8
= %’)im Cri5Ni36W3Ti | 1.4864 | X12NiCrSi3616 330 Z120N35.1 SUH330 =
Q @ Q
5 & 1.4865 | G-X40NiCrSi3818 330C11 XG50NICr3919 SCH15 5
5Cr2MnoNi4N | 1.4871 | X53CrMnNiN219 EV8 | 39S54:321812| 58B | X53CrMnNIN219 752CMN21.0 SUH35
1Cr18NI9Ti | 1.4878 |  X12CrNiTi189 321 3218320 | 58C | XBCrNiTi1811 F.3523 Z6CNT18.12 Su321
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ANBIT Cemented Carbide ANBIT Cemented Carbide

RS IYERER RRSIIRR

Grade Comparison Grade Comparison
ey | ftE s = TRE | BEE | ERTL| =HE | =& | BUIR| s S0em e | KD s == TRE | BEE | ERTL FTEE | =&  BUTR|Uses S0em
IS0 Code | ANBIT | zcceT MITSUBISHI Korloy | TaeguTec | SUMITOMO [TUNGALOY | KYOCERA| HITACHI | SANDVIK | KENNAMETAL IS0 Code | ANBIT | zcccT MITSUBISHI Korloy | TaeguTec | SUMITOMO | TUNGALOY | KYOCERA| HITACHI | SANDVIK | KENNAMETAL
KCPO5B
KCPO5 GC4220
AC8015P| T9205 CA510 KCPKO5 ACP2000 KC930M
BC1110 UE6105 TT8105 GC4305 TT7515 GC4230
Po1 AC810P | T9105 | CA5505 | HG8010 | S35 | KSKOSE P10 ACP100 GC30u0 | KC935P
KCK15B
KCK15
e e TT8105 | AGB015P| 19105 | GAB{S Sl b YBC301 F7030 ACP2000 GC4220 | 5op505
YBC151 MC6015 KCP10B
P10 BC1125 | ypdqsp UE6110 NC3215 | 178115 | 'AC810P | T9215 | CAs505 | HCB010 | GC4315 | ceiio P20 | BCA0Z5 | ygCos+ MC7020 NC5330 | TT7515 |‘Acpigg| 13225 GC4230 | gpgrg
GC4325 | KEkisB GC3040
MY5015 T9115 | CA5515 JCKs
MC6015 CA025P KCP10B
T9215 GC4315 | KCP10 GC4230 | MP91M
oo | BC1125 | YBC251 UEe110 NC3225 | TT5100 | AC8025P| T9115 | SAS25 | HG8025 | 5ey375 | kopase P30 | BCA025 | vgaas F7030 NCS330 | 117800 | ACP2000 T3130 GC3040 | SC6525
BC1225 | YBC252 M 5 NC3120 | TT8125 | AC820P | T9225 | CAS515 | IP2000 | <<, 550 | 'Kep2s BC4225 MC7020 5 ACP100| T3225 GC2040 | KCPK30
Mgggﬁg To158 8@883?, GM25 | GC1515 |KCMIsB NCM325 M30B | X500
KCM15
CA025P
yBo252 UE6020 TT8125 | AGBAOF To125 SE525. | psoo0 | ac4ase Kcpas NCa25 3C4230 KCPK30
P30 | BC1235 | YBC351 MC6035 NC3030 T9235 KCP30B P40 YBC302 NCM325 | TT7800 GC3040
YBG352 T5100 |AC6030M CA530 | GM8035 | GC4335 X500
UE6035 o0 To135 | Saieas Sooa3e | KCP3o NC5350 GC2040
UH6400 T6130 | GRooSE KCM158 NCM335 M30B
KCP30B
YBC351 MC6035 78135 | AGBI0R KCraon
CA530 | GM8035 | GC4325 | Kot
P40 | BC1235 | yc3s) UEG035 NC5330 | 117100 |AC6030M CA5535 | GX30 | GC4335 | KCM25B o | M0 ACM200
UH6400 K25
AC630M KCM35B é
KCM35 %
Hi
T9235
MC7015 AC6020M GC2015 | KCM15B < YBM251 F7030 GX2160 | GC2040
M10 | BC2115 A NCot1s | TTo215 |AOTT TO138 | casis | IP10s0s| SEIE1S it E M20 | BC2125 | yoMa2} veoeds NC5330 ACM200| T3225 | CAe535 | Sx31001 SC20%0 | sces2s
9]
<
w)
AC6020M Kepsos NC5330 GC2040
£ MC7015 GC2015 | Kopaos F7030 NC5340 GC4230
o | m20 | Bc2tas | YEN123 us7020 NGo125 | TT9225 A%6601300M Tof1a | CAB525 | IP1050S| GC2025 | SGris, M30 | BC2135 | YBM302 MC7020 NGOM325 | TT7800 | AcM200| 13225 GC4240 | SC8525
= MC7025 A M| T9115 2020 | &S T3130 X500
c Yy GC2020 | Kamis NC5350 M30B
g_ KCM25 S40T
Q KCP40B
AC6030M KCP40 GC2040
YBM151 MC7025 NC9125 AC630M | 168120 IP100S | GC2025 | KCM258 NCM335 M30B
M30 | BC2135 | ygma51 Us735 NC9135 | 119238 | Acg03sP Tons GX30 | GC2020 | KCM25 LR NC5350 | 117800 s4oT | X500
ACS830P KCM35B GC4240
KCM35
M40 | BC2135 | YB253 US735 NC9135 | TT9235 |ACBO3OMI 16434 1P100S KCM35B K10 | BC3115 | YBD151 MC5020 TT7515 | ‘AGrio0| 11218 SC3025
AC630M GX30 KCM35 Aokl T1115 KCK15
CA310 KCK15
MC5005 AC4010K CA4010 KCKO05B ACK200 GC3220
K01 | BC3110 | YBDO52 MC202 NC6310 | TT7005 | AZHONOK) T5105 | SR9919 | Hx3s05 | Gea210 | KEKOSE K20 | BC3115 | YBD252 MC5020 NC5330 | TT7515 | Aaka00| T1215 | ca420m| Gx2120 | GE3220 | sc3025
D CA5505 Al D
E53 CA310 53
T51
% MC5015 NC6310 ﬁgigl g& Toi5 | CAtoro | HX3505 KOs MP91M &
= K10 | BC3115 | YBD102 UC5115 NGoste | TT7015 | (00l Toi45 | SA411S | HX3515 | 6C3210 | Kooy K30 | BC3125 | YBD252 NC5340 GC3040 | KCPK30 s
= MY5015 T9215 | SA4505 1 HG8010 $C6525 =
3 AC415K Cadsls KCK15 3
> >
3. 3.
g D152 MC5015 ACINIEK| 1515 | SR315 KCK15B g
b UCc5115 TT7015 T5115 HX3515 | GC3210 | KCK15 o
3 K20 | BC3125 | yRD252 UE6110 NC6315 | 117025 | AC420K | 15155 | CA4115 | G810 | GC3225 | KCK20B 3
g MY5115 ACA25K | o515 | GA4120 KCK20 g
= AC8025P CA4515 =
o o
: series :
K30 | BC3135 UE6110 T5125 | CA320 | HG8010 | GC3225 | 'Kemio
KCP25B
KCK20
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ANBIT Cemented Carbide ANBIT Cemented Carbide

RS IYERER RRSIIRR

Grade Comparison Grade Comparison
so | XS tha == ARE | BER | FRTI| R | =E | BXIE| LE4s | sHEE sg | X5 the == ARE | BER | FERTI| R | =E | BYIE| 4TS | sHEE
IS0 Code | ANBIT | ZCCCT MITSUBISHI Korloy | TaeguTec | SUMITOMO | TUNGALOY | KYOCERA| HITACHI | SANDVIK | KENNAMETAL IS0 Code | ANBIT | ZCCCT MITSUBISHI Korloy | TaeguTec | SUMITOMO | TUNGALOY | KYOCERA| HITACHI | SANDVIK | KENNAMETAL
PR930
AC1030U PR1005
KCS10 PCA12M
P10 | BP1115 | YBG102 VRIOME PC8105 ACZ150 | \1i710 | PR1118 GC1025 | \\c10 BP9102 PC2005 | 112510 | AcP2500| AH120 | FR830 | pRq5m | §C1010 ik c5010Mm
MS6015 AC5025S GG1125 P10 | BP9105 | YBG252 PC2010 PR1025 GC1025
PR1215 KC5010 TT7080 | ACP200 | AH725 PN215 KC515M
AC520U PR1425 BP9502 PC2015 PR1225 | |0yl | GC1030
PR1225
AH120 | PR30
KCS10
VP10RT AC1030U| AH725 | PR1025 TT2510 AH120 | PR1525
BP1125 VP20RT PC8110 | TT9020 | AC5025S| AH730 | PR1115 GC1025 | KEU10 BP4351C | YBG202 777080 | AGP3000 AH725 | ‘pRe3g | cy1s0 | Ge1o25 | KG222M
P20 | BPgos1 | YBG202 VP15TF PC230 | TT9030 | AC520U| SH725 | PR1215 | 'P2000 | GCq125 | KCU2S P20 | BPS302C | B o208 | MP6120 PC230% | TT8020 | ATH2%00 AHS1SS | PR1025 | CY9020 | GC1030 | KCG325M
VP20MF AC530U| SH730 | PR1225 e BP5353E | Y naors TT9030 | ‘A<p300 | AH3225 | PR1225 | JP4120 | GC2030 | ‘Shanin
J740 | PR1625 TT9080 AHO130 | PR1230
AH120
VP10RT AAI—'|_|7702255 AH120 KC525M
TT8020 PR1025 HC844 KC530
VP20RT PC5300 AC1030U AH730 2 2 BP5352C MP6120 PC3600 | TT8020 | ACP3000| AH725
P30 | BP1135 | YBG202 VP15TF poar1s | 178080 |\tesou| SHzzs | PRi22s | (F0030 | GRI%2 | (Caons BP9108 VP15TF PC3500 | TT8080 | ACU25001 AH3135 | PR1230 | Y25 | SC1030 1 KC725M
A TT9030 SH730 | PR1535 P30 | “oocpg | YBG302 MP6130 PC210F | TT9030 | ACP200| AH130 | PR1535 | 520 | 30030 | KGPMAO
GH330 VP30RT PC5300 | TT9080 | ACP300| AH3225 Jea04s KESM30
J740 AH9130 %400
TT8020 AH120
P40 TT8080 | AC1030U| AH725 IP3000 | GC1025
TT9080 AHB45
AC515S IP050S TT8020 PTH30E
PR1025 KCS10 ACP3000 KC725M
T | M10 | BP2015 | YBG202 VP10MF PC8105 | 115050 | ‘Acsion| AHBO05 | pRiois | IP100S | GC1115 | Sy, P40 | BP4235 | YBG302 VP30RT pcs400 | 118080 1 CU2500] AH140 PTH40H | GC1030 |\ S735)
S YBG205 MS6015 PC8110 AC520U | AHB30 | pRq5,s | JP9105 | GC1125 | (Sritg TT9030 |\ "Acp300 JS4060 | GC2030 |\ ~pMa0
x ACZ150 JP9115 TT9080 GX2140
A
g AA|748603105 PR KCS10
S BP9106 VP10RT AC5015S PR1025 ACU2500
2 PC8110 AH120 | pR{125 GC1115 | KCU10 KC515M
@ M20 | BP8061 sbczuz UPZORT PC8110 UTslen | miiizos AH7025 | pR1215 [l GC1125 | KCU25 M10 YBG252 PC210F ACM100 AH725 PR1025| PN15M | GC1010 SP4019
YBG205 VP15TF TT9080 | AC1030U HS9115 ACK300 PR1225 | PN215 | GC1030
5 VA PC5300 aeso0U| AH725 | pR1425 GC2035 | KC5010 g cKso0 SP6519
SH725 | pr1225 KC5025 S ACP
SHTS9 | PRI5TS & AH725
KC522M
VP10RT AC5025S| AH645 b= YBG202 VP15TF ACU2500 AH3135 PR1525 GC1030 KC525M
178020 AH120 5 YBG205 MP7130 TT9030 AH130 GC1040
M3 | BP2035 xzﬁg$g Eggggg TT8080 ﬁg?gggm AH725 | PR1125 GC1125 | KCU25 = M20 | BP9106 |\ ga9320 MP7030 PC5300 | 119080 | ACK300 | sikoan | PR1025 | jp4a120 | 3Rog30 | SP4019
TT9020 SH725 | PR1535 GC2035 | KC5025 @ YBG252 VP20RT ACP300 | ‘Apj3o55 | PR1225 s30T | SP6519
VP20MF PC5400 | 119080 | AC520U| SH730 X700
MP7035 AC530U| J740 AH9130
TT8020 | AC6040M
M40 MP7035 PC5400 | 118959 | AC1030U| AHB45 GX30 | GC2035 KC522M
TT9080 | AC530U VP15TFE 178020 KC525M
AC1030U 51110 | proos | 13298 | 823228 | KCS10 MP7130 PCO530 | TT8080 AH3135 HCg44 | G040 | KE725M
K10 | BP3015 AC510U | Plyg | pPR1215 | Hosolo | kzep | KCU10 M30 | BP8061 | YBG302 MP7030 PC5400 | TT9030 | ACM300| AH130 | PR1535 | CY250 | S30T | [ 2pyrio
ACZ150 JTH3ts | <Zon | KC5010 xﬁ%ﬂig TT9080 AH9130 JS4045 | GC2030 | kEsMm30
GC3330 Pé%s{stélO
GC3220
VPN SAesibU| AH120 | PROOS oW KCU10 PTH30E X750
K20 | BP3025 VRl —— AC530U| AH7025| PR1215 k20D | KOUZS MP7140 118020 PTHA40H KC725M
D ACZ150 GC4230 M40 YBG302 PC5400 ACM300| AH140 JM4160 KCPM40 D
K20M | KC5025 VP30RT TT9030 R S
. K15W TT9080 R %
£ VP10RT 883599 &
B AC1030U| AH120 GC3040 2
g A Veisr ACSSOL) GHT30 acizio K10 YBG102 PC8110 ACK3000 AH110 | PRS10 | ATHIOE | ooyoio | cCoram g
o GC4230
3 BP?105 | yBG252 MP8010 PC6510 | 19080 | Acu2500 GH1z0 | SRS TH31S 1 GC1020 | KCK20 z
3 SP4019 3
) %
8 CY9020 KC514M 8
2 s ACK3000| AH120 | ppgns | CY150 KC520M 2
g K20 | BP9105 | YBG152 Ve PC5300 | TT6080 | ACU2500 AH9030 | soypny | PTH13S | GC1020 | KC524M g
5 ACK300 | AH9130 JP4120 KCK20 5
> GX2120 SP6519 5
VP15TF ACK3000 CY250 KC522M
K30 | BP9508 VP20RT ACU2500| AH120 JS4045 KC524M
ACK300 GX2040 SP6519
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FEERHRR FEEXYIRR

Hardness Comparison Hardness Comparison
BEE Hardness FERE Hardness FERE Hardness FERE Hardness
BEG HEEG EG nhseE BEG HEES G hseE BEG HEES LiEl HHGRE BEG HEEG EG hseE
Rockwell Hardness(RH) Vikers HernessVH) | Binell HarchessBH) | Tensile Strength Rockwell Hardness(RH) Vickers Herdness(VH) | Brinel Hardness(BH) | Tengile Strength Rockwell Hardness(RH) Vickers Hardness(VH) | Brinel Harcness(BH) | Tensile Strength Rockwell Hardness(RH) Vickers Herdness(VH) | Brinel Hardness(BH) | Tengile Strength

HRC HRA HV HB HRC HRA HV HB HRC HRA HV HB HRC HRA HV HB

70.0 86.6 1037 51.0 76.3 501 1780 32.0 304 298 995 24.0 249 245 820

69.5 86.3 1017 50.5 76.1 494 1750 315 300 294 980 23.5 246 242 810

69.0 86.1 997 50.0 75.8 488 1720 31.0 296 291 970 23.0 243 240 800

68.5 85.8 978 49.5 735 481 1690 30.5 292 287 960 225 240 237 790

68.0 85.5 959 49.0 75.3 474 1660 30.0 289 283 950 22.0 237 234 785

67.5 85.2 941 48.5 75.0 468 1630 29.5 285 280 935 215 234 232 775

67.0 85.0 923 48.0 74.7 461 1605 29.0 281 276 920 21.0 231 229 765

66.5 84.7 906 47.5 74.5 455 1575 28.5 278 273 910 20.5 229 227 760

66.0 84.4 889 47.0 74.2 449 1550 28.0 274 269 900 20.0 226 225 750

65.5 84.1 872 46.5 73.9 442 1525 27.5 271 266 890 19.5 223 222 745

65.0 83.9 856 46.0 73.7 436 1500 27.0 268 263 880 19.0 221 220 735

64.5 83.6 840 45.5 73.4 430 1475 26.5 264 260 870 18.5 218 218 730

64.0 83.3 825 45.0 73.2 424 1450 26.0 261 257 860 18.0 216 216 725

63.5 83.1 810 445 72.9 418 1430 25.5 258 254 850 17.5 214 214 715

63.0 82.8 795 44.0 72.6 413 1405 25.0 255 251 835 17.0 211 211 710

62.5 82.5 780 43.5 72.4 407 1385 24.5 252 248 830

62.0 82.2 766 43.0 721 401 1360

61.5 82.0 752 42.5 71.8 396 1340

61.0 81.7 739 42.0 71.6 391 1320

60.5 81.4 726 41.5 71.3 385 1300

60.0 81.2 713 2555 41.0 711 380 1280

59.5 80.9 700 2500 40.5 70.8 375 1260

59.0 80.6 688 2450 40.0 70.5 370 1245

58.5 80.3 676 2395 39.5 70.3 365 1225

58.0 80.1 664 2345 39.0 70.0 360 1210

&7 79.8 653 2295 38.5 355 1190

57.0 79.5 642 2250 38.0 350 1175

56.5 79.3 631 2205 3745 345 1160

56.0 79.0 620 2160 37.0 341 1140

55.5 78.7 609 2115 36.5 336 1125

55.0 78.5 599 2075 36.0 332 1110

54.5 78.2 589 2035 35.5 327 1095
D 54.0 77.9 579 1995 35.0 323 1080 D
1 53.5 777 570 1955 345 318 1065 =
ko 53.0 77.4 561 1920 34.0 314 1050 5
ol 5245 771 B5jl 1885 33.5 310 1035 ol
% 52.0 76.9 543 1850 33.0 306 1020 %
g 515 76.6 534 1815 325 302 1010 8
g g

107 108



ANBIT Cemented Carbide ™

Il ANBIT Cemented Carbide

A RBKILUH Technical Specification

QO WKL Technical Specification

110

109



	页 1
	页 2
	页 3
	页 4
	页 5
	页 6
	页 7
	页 8
	页 9
	页 10
	页 11
	页 12
	页 13
	页 14
	页 15
	页 16
	页 17
	页 18
	页 19
	页 20
	页 21
	页 22
	页 23
	页 24
	页 25
	页 26
	页 27
	页 28
	页 29
	页 30
	页 31
	页 32
	页 33
	页 34
	页 35
	页 36
	页 37
	页 38
	页 39
	页 40
	页 41
	页 42
	页 43
	页 44
	页 45
	页 46
	页 47
	页 48
	页 49
	页 50
	页 51
	页 52
	页 53
	页 54
	页 55
	页 56

