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) TD4N

wetcuan TD4N Hig

h-Speed End Mill Cutter

o
y Y
L1 N
L >
ITEM CODE D L1 L d T Insert Screw | Wrench
TD4N-1613016-2 30 | 130 2
TD4N-1618016-2 1° 50 | 180 2
TD4N-1713016-2 25 | 130 | 16 2
TD4N-1718016-2 7 25 | 180 2
TD4N-1815016-2 18 25 | 150 2
TD4N-2015020-3 50 | 150 3
TD4N-2020020-3 20 80 | 200 3
TD4N-2115020-3 o1 30 | 150 | 20 3
TD4N-2120020-3 30 | 200 3
TD4N-2216020-3 22 30 | 160 3
TDA4N-2515025-4 25 60| 150 4 ENMUOG03ER-B/C M25 | FT8
TD4N-2520025-4 100 | 200 4 (§2503-15)
TD4N-2615025-4 o6 35 | 150 | 4
TD4N-2620025-4 35 | 200 4
TD4N-2815025-4 08 35 | 150 4
TD4N-2820025-4 35 | 200 4
TD4N-3215032-5 - 70 | 150 5
TD4N-3220032-5 120 | 200 5
TD4N-3515032-5 35 40 | 150 | ., 5
TD4N-3520032-5 40 | 200 5
TD4N-4015032-6 20 45 | 150 6
TD4N-4023032-6 45 | 230 6

Inserts..) D41

Cutting Conditions..) D41

V11




AW TDANMSE 8 X )

TD4NM Connection Multi-Functon Milling Tools

WEI GUAN

LI~ o (]

Non air hole With air hole D|L d B |T Insert Screw Wrench
TD4NM-16-2 TD4NM-16-2+AG |16 |25| M8x1.25 |85 |2

TD4NM-17-2 TD4NM-17-2+AG |17 |25| M8x1.25 | 8.5 |2

TD4NM-18-2 TD4NM-18-2+AG |18 [25| M8x1.25 | 8.5 |2

TD4NM-20-3 TD4NM-20-3+AG 20|30 M10x1.5 [10.5|3

TD4NM-21-3 TD4NM-21-3+AG | 21[30| M10x1.5 [10.5|3

TD4NM-22-3 TDANM-22-3+AG | 22(30| M10x1.5 [105[3| 0 iooiorn oo | M25 -
TD4NM-25-4 TD4NM-25-4+AG |25 (35| M12x1.75 [12.5|4 (e
TD4NM-26-4 TD4NM-26-4+AG |26 [35| M12x1.75 [12.5|4

TD4NM-28-4 TD4NM-28-4+AG |28 (35| M12x1.75 [12.5|4

TD4NM-32-5 TD4NM-32-5+AG |32 |40 M16x2.0 [17.0(5

TD4NM-35-5 TD4NM-35-5+AG | 35|40 M16x2.0 [17.0(5

TD4NM-40-6 TD4NM-40-6+AG | 40|40 M16x2.0 [17.0|6

Inserts..) D41

) TDANE BB R A

wetcuan TD4N Radius Surface Milling Cutt

= — L
By e

Cutting Conditions..) D41

er

L= o

With air hole D L d T Insert Screw Wrench
TD4N-50-22.0-7+A 50 50 22.0 7
TD4N-50-22.225-7+A 50 22.225 7
TD4N-52-22.0-7+A 52 50 22.0 7 ENMUOGO3ER-B/C (szl\ggéis) FTs
TD4N-52-22.225-7+A 50 22.225 7
TD4N-63-22.0-7+A 63 50 22.0 7
TD4N-63-22.225-7+A 50 22.225 7

Inserts..) D41
V1-2

Cutting Conditions..) D41



\WRNMME # X 7 58

wetcuan  RNMM Connection Multi-Functon Milling Tools

BT 8]

@)

P o

Non air hole With air hole D|L d B Insert Screw | Wrench
RNMM-08 RNMM-08+A 08 26| M6*1.0 | 6.5 R M o5y 5008D | FT7
RNMM-10 RNMM-10+A 10 |26 | M6*1.0 | 6.5 RRMC100 5010D | FT8
RNMM-12 RNMM-12+A 12|26 | M6*1.0 | 6.5 M 150 5012D | FT10
RNMM-16 RNMM-16+A 16 |35 | M8*1.25 | 8.5 NV 5016D | FT15
RNMM-20 RNMM-20+A 20 [ 35| M10*1.5 | 10.5 R M 200 5020D | FT20
RNMM-25 RNMM-25+A 25 [39 | M12*1.75 | 12.5 R RN a2y 5025D | LT25
RNMM-30 RNMM-30+A 30 |43 | M16*2.0 | 17.0 B 5030D | LT30

Inserts..)D42,D43  Cutting Conditions.. ) D44,D45

MWHORNME & B B W & D

weteuan RNM Radius Precision Milling Cutter

=P b 0 L]

F o
LS |
L2
L
ITEM CODE D L L1 L2 d T Insert Screw | Wrench
RNMO0811510 115 | 15 | 30 | 10 RNM-080
D FT7
RNM0815012 08 ["450 | 15 | 30 | 12 FRM-080 5008
RNM1011510 115 30 10 RNM-100
RNM1015012 0 "450| 15 | 30 | 12 FRM-100 R T8
RNM1215012 150 30 12 RNM-120
RNM1216016 12 7460 | 20 | 50 | 16 FRM-120 B FT10
RNM1613016 130 40 U160
RNM1616016 16 | 160 40 | 16 RNV 5016D | FT15
RNM1620016 200 40
RNM2015020 150 40 1
RNM2017020 20 170 40 | 20 RNM-200 5020D | FT20
FRM-200
RNM2021020 210 40
RNM2516025 160 50 NM250
RNM2520025 25 | 200 50 | 25 RNM-250 5025D | LT25
RNM2525025 250 50
RNM3015032 150 65
RNM3018032 180 100 N300
RNM3021032 30 | 210 130 | 32 RNV 5030D | LT30
RNM3025032 250 170
RNM3030032 300 100

Inserts..) D42,D43 Cutting Conditions.. ) D44 D45
V1-3



SO MFHO3 mini & 5% itk #5 i 8% 7

weteuaN MFHO03 mini High-Feed Milling Cutter

LI =P t» W (L9

w Y
©
A 4
L1 .
L >
ITEM CODE D L1 L d T Insert Screw | Wrench

MFHO03-1615016-2 16 50 150 2

MFH03-1618016-2 60 180 2

MFHO03-1715016-2 17 30 150 16 2

MFHO03-1718016-2 30 180 2

MFH03-1815016-2 18 30 150 2

MFHO03-2015020-3 60 150 3

MFH03-2015020-4 20 60 150 4

MFH03-2020020-3 80 200 3

MFH03-2020020-4 80 200 4

MFHO03-2115020-3 40 150 20 3

MFH03-2115020-4 21 40 150 4

MFH03-2120020-3 40 200 3

MFH03-2120020-4 40 200 4

MFH03-2215020-3 29 40 150 3

MFH03-2215020-4 40 150 4

MFHO03-2515025-4 70 150 4

MFH03-2515025-5 o5 70 150 5

MFHO03-2520025-4 100 200 4

MFHO03-2520025-5 100 200 5

MFH03-2615025-4 45 150 - 4 LOGU 030310ER-GM (S:la\/(l)%?-Z) FT8
MFHO03-2615025-5 % 45 150 5

MFHO03-2620025-4 45 200 4

MFH03-2620025-5 45 200 5

MFHO03-2815025-4 28 45 150 4

MFHO03-2815025-5 45 150 5

MFHO03-3015032-4 70 150 4

MFHO03-3015032-5 30 70 150 5

MFHO03-3020032-4 120 200 4

MFH03-3020032-5 120 200 5

MFHO03-3215032-5 70 150 5

MFHO03-3215032-6 32 70 150 6

MFH03-3220032-5 120 200 5

MFHO03-3220032-6 120 200 32 6

MFHO03-3315032-5 50 150 5

MFH03-3315032-6 . 50 150 6

MFHO03-3320032-5 50 200 5

MFHO03-3320032-6 50 200 6

MFHO03-3515032-5 50 150 5

MFHO03-3515032-6 35 50 150 6

MFHO03-3520032-5 50 200 5

MFH03-3520032-6 50 200 6

Inserts..)D30 Cutting Conditions..YD30

V1-4



MH MFHMO3mini iE # % ) 58

weteuan MFHMO3 mini Connection Multi-Functon Milling Tools

LI~ o ]

T B
> I 3
Y
ITEM CODE D L d B Insert Screw | Wrench
MFHMO03-16-2 | 16 25 | M8x1.25 | 85
MFHM03-17-2 | 17 25 | M8x1.25 | 85
MFHMO03-18-2 | 18 25 | M8x1.25 | 85
MFHM03-20-3 | 30 | M10x1.5 | 10.5
MFHM03-20-4 30 | M10x1.5 | 10.5
MFHMO03-21-3 | . 30 | M10x1.5 | 10.5
MFHM03-21-4 30 | M10x1.5 | 10.5
MFHM03-22-3 | 30 | M10x1.5 | 10.5
MFHM03-22-4 30 | M10x1.5 | 10.5
MFHMO3-254 | 35 | M12x1.75 | 12.5
MFHM03-25-5 35 | M12x1.75 | 12.5
MFHMO3-26-4 | 35 | M12x1.75 | 125 |  LOGU 030310ER-GM | gyorrs) FT8
MFHM03-26-5 35 | M12x1.75 | 12.5
MFHMO3-28-4 | 35 | M12x1.75 | 12.5
MFHM03-28-5 35 | M12x1.75 | 12.5
MFHM03-30-4 | . 35 | M12x1.75 | 12.5
MFHM03-30-5 35 | M12x1.75 | 12.5
MFHM03-32-5 40 | M16x2.0 | 17.0
MFHM03-32-6 40 | M16x2.0 | 17.0
MFHMO3-33-5 . 40 | M16x2.0 | 17.0
MFHM03-33-6 40 | M16x2.0 | 17.0
MFHM03-35-5 | 40 | M16x2.0 | 17.0
MFHM03-35-6 40 | M16x2.0 | 17.0

Inserts..) D30

Cutting Conditions..) D30

V1-5



W) MFH10E & & 45 i ¢

werauan MFH10 High-Speed End Mill Cutter

L 6= b (LT

N ?
©
i ‘L
L
ITEM CODE D L1 L d T Insert Screw | Wrench

MFH10-2515025-2 25 60 150 5

MFH10-2520025-2 120 200

MFH10-2615025-2 40 150

MFH10-2620025-2 26 40 200 25 2

MFH10-2815025-2 8 40 150 5

MFH10-2820025-2 40 200

MFH10-3215032-2 32 70 150 2

MFH10-3220032-2 120 200

MFH10-3215032-3 32 70 150 3

MFH10-3220032-3 120 200 SOMT100420ER- (s’z\tﬁo%'1q1 ) FT15

MFH10-3315032-2 33 50 150 5

MFH10-3320032-2 50 200

MFH10-3315032-3 50 150

MFH10-3320032-3 3 50 200 32 3

MFH10-3515032-2 35 50 150 5

MFH10-3520032-2 50 200

MFH10-3515032-3 35 50 150 -

MFH10-3520032-3 50 200

MFH10-4015032-3 40 50 150

MFH10-4015032-4 50 150

Inserts..) D31 Cutting Conditions..» D32,D33

V1-6



MH MFHM10& & ® D &8

weteuan. MFHM10 Connection Multi-Functon Milling Tools

f
d
i

ITEM CODE D L d B Insert Screw | Wrench

MFHM10-25-2 25 35 | M12x1.75 | 125

MFHM10-26-2 26 35 | M12x1.75 | 125

MFHM10-28-2 28 35 | M12x1.75 | 125

MFHM10-32-2 - 40 M16x2.0 | 17.0

MFHM10-32-3 40 M16x2.0 | 17.0

MFHM10-33-2 a3 40 M16x2.0 | 17.0 SOMT 100420ER- _ _ | &he:2,)| FT15

MFHM10-33-3 40 M16x2.0 | 17.0

MFHM10-35-2 a5 40 M16x2.0 | 17.0

MFHM10-35-3 40 M16x2.0 | 17.0

MFHM10-40-3 40 40 M16x2.0 | 17.0

MFHM10-40-4 40 M16x2.0 | 17.0

Inserts..) D31 Cutting Conditions..) D32,D33

ITEM CODE D L d T Insert Screw | Wrench
MFHB10-50-22.0-4 50 22.0 4
MFHB10-50-22.0-5 50 50 22.0 5
MFHB10-63-22.0-5 50 22.0 5
MFHE10:63-:22.0:0 63 || 2201 © SOMT 100420ER- _ _ om0 FT15
MFHB10-63-25.4-5 50 254 5
MFHB10-63-25.4-6 50 254 6
MFHB10-80-31.75-7 63 | 31.75 7
MFHB10-80-32.0-7 80 63 32.0 7
Inserts..) D31 Cutting Conditions..) D32,D33

v1-7



\MWASPV ¥EESH D

wercuan - ASPV Vertical Type Polish Milling Cutter

L 6= o L]

)

1;

©

A / A

. L1 -
< L >

ITEM CODE D L1 L d T Insert Screw Wrench
ASPV 1615016-2 35 150 2
ASPV 1620016-2 16 35 200 2
ASPV 1715016-2 i 30 150 16 2
ASPV 1720016-2 30 200 2
ASPV 1815016-2 18 30 150 2
ASPV 2015020-3 20 40 150 3
ASPV 2020020-3 40 200 3
ASPV 2115020-3 91 35 150 | 20 3
ASPV 2120020-3 35 200 3
ASPV 2215020-3 22 35 150 3
ASPV 2515025-4 25 50 150 4
ASPV 2520025-4 50 200 4

ASPV 2615025-4 26 45 150 | 25 4 MPHWO0603_ _ZEL (82'\/6|'>2()§-1) FT8
ASPV 2620025-4 45 200 4
ASPV 2815025-4 28 45 150 4
ASPV 3015032-4 30 70 150 4
ASPV 3020032-4 120 200 4
ASPV 3215032-5 32 70 150 5
ASPV 3220032-5 120 200 5
ASPV 3315032-5 33 50 150 32 5
ASPV 3320032-5 50 200 5
ASPV 3515032-5 35 50 150 5
ASPV 3520032-5 50 200 5
ASPV 4015032-6 40 50 150 6
ASPV 4020032-6 50 200 6
Inserts..»D34 Cutting Conditions..» D35,D35-1

V1-8



MHASPVM &

welcuan ASPVM Connection Multi-Functon Milling Tools

S hEd =1

g N J) BA

le— O —»]

Non air hole With air hole D| L d B T Insert Screw | Wrench

ASPVM-16-2 | ASPVM-16-2+AG |16 |25 M8x1.25 8.5 2

ASPVM-17-2 | ASPVM-17-2+AG |17 | 25 M8x1.25 8.5 2

ASPVM-18-2 | ASPVM-18-2+AG |18 |25 M8x1.25 8.5 2

ASPVM-20-3 | ASPVM-20-3+AG |20 |30 M10x1.5 10.5 3

ASPVM-21-3 | ASPVM-21-3+AG |21| 30 M10x1.5 10.5 3

ASPVM-22-3 | ASPVM-22-3+AG |22|30 M10x1.5 10.5 3

ASPVM-25-4 | ASPVM-25-4+AG |25|35| M12x1.75 12.5 4

ASPVM-26-4 | ASPVM-26-4+AG (26 |35| M12x1.75 12.5 4 IPRRYOEEEL 22k (Sévl520.25—1) FT8

ASPVM-28-4 | ASPVM-28-4+AG (28| 35| M12x1.75 12.5 4

ASPVM-30-4 | ASPVM-30-4+AG (30|35| M12x1.75 12.5 4

ASPVM-32-5 | ASPVM-32-5+AG |32 |40 M16x2.0 17.0 5

ASPVM-33-5 | ASPVM-33-5+AG |33 |40 M16x2.0 17.0 5

ASPVM-35-5 | ASPVM-35-5+AG |35 |40 M16x2.0 17.0 5

ASPVM-40-6 | ASPVM-40-6+AG (40|40 M16x2.0 17.0 6

Inserts..) D34 Cutting Conditions..) p35,D35-1

==

\AHASPVB B[] 48 5 5% 2 8 7
welcuan ASPVB Vertical Type Polish Milling Cutter

ITEM CODE D L d T Insert Screw Wrench
ASPVB 50-22.0-7 50 50 22.0 7
ASPVB 50-22.225-7 50 | 22.225 7
ASPVB 63-22.0-8 50 22.0 8 MPHWO0603 ZEL (SQA520.25-1 ) FT8
ASPVB 63-22.225-8 63 50 | 22.225 8
ASPVB 63-25.4-8 50 25.4 8
Inserts..)D34 Cutting Conditions.. ) D35,D35-1

V1-9



) ASRF30mini

E47)RA i £

werteuan  ASRF30mini Four Corners Super Radius Milling Cutter

]

g (I

N

©

y

ITEM CODE D L1 L d T Insert Screw Wrench
ASRF30-2015020-2 20 50 150 2
ASRF30-2020020-2 80 200 | , | 2
ASRF30-2115020-2 01 35 150 2
ASRF30-2120020-2 35 200 2
ASRF30-2515025-3 05 60 150 3
ASRF30-2520025-3 100 200 3
ASRF30-2615025-3 06 40 150 | | 8
ASRF30-2620025-3 40 200 3

ASRF30-3015025-3 30 40 150 3 sp_ 0772 M3.0 =

ASRF30-3020025-3 40 200 3 (S3003-3)

ASRF30-3215032-4 2 70 150 4
ASRF30-3220032-4 120 200 4
ASRF30-3315032-4 - 45 150 4
ASRF30-3320032-4 45 200 32 4
ASRF30-3515032-4 35 45 150 4
ASRF30-3520032-4 45 200 4
ASRF30-4015032-5 20 45 150 5
ASRF30-4020032-5 45 200 5

Inserts..»D36

V1-10

Cutting Conditions..»D36




) ASRFM30mini 8 & =% 7) 5

wercuan ASRFM 30mini Connection Multi-Functon Milling Tools

LI 6= o (T

Non air hole With air hole D| L d B [T Insert Screw | Wrench
ASRFM 30-20-2 | ASRFM 30-20-2+AG | 20 | 30 | M10x1.5 |10.5| 2
ASRFM 30-21-2 | ASRFM 30-21-2+AG | 21|30 | M10x1.5 |10.5|2
ASRFM 30-25-3 | ASRFM 30-25-3+AG | 25 | 35 |M12x1.75/12.5 3
ASRFM 30-26-3 | ASRFM 30-26-3+AG | 26 | 35 |M12x1.75/12.5| 3
ASRFM 30-30-3 | ASRFM 30-30-3+AG | 30 | 35 |M12x1.75(12.5/3| SP_ _07T2_ _ (ss%%e?-s) FT10
ASRFM 30-32-4 | ASRFM 30-32-4+AG | 32 | 40 | M16x2.0 [17.0/ 4
ASRFM 30-33-4 | ASRFM 30-33-4+AG | 33 | 40 | M16x2.0 |17.04
ASRFM 30-35-4 | ASRFM 30-35-4+AG | 35 |40 | M16x2.0 |17.0|4
ASRFM 30-40-5 | ASRFM 30-40-5+AG | 40 | 40 | M16x2.0 |17.0|5

Inserts..)»D36 Cutting Conditions..) D36
\H ASRFB30mini BiE47JRAREETD

wetauan ASRFB30mini Four Corners Super Radius Milling Cutter

EhEd =Tt

—
ﬂluyt m ’ \
ITEM CODE D L d T Insert Screw Wrench
ASRFB 30-50-22.0-7 50 50 22.0 7
ASRFB 30-50-22.225-7 50 | 22.225 7
ASRFB 30-63-22.0-8 50 22.0 8 SP_ _07T2_ _ (83',\’(')%'39_3) FT10

ASRFB 30-63-22.225-8 | 63 50 | 22.225 8
ASRFB 30-63-25.4-8 50 25.4 8

Inserts..) D36

Cutting Conditions..)D36

V1-11



SA») SWBXM,SWBKM;:E &= 5

welguan  SWBXM,SWBKM Connectlon Multi-Functon Milling Tools

Non air hole With air hole D | L d Insert Screw | Wrench
SWBXM-16-2 | SWBXM-16-2+AG | 16 | 30 | M8x1.25 VNI (szl\élgéf1 5| FT8
SWBXM-20-2 | SWBXM-20-2+AG | 20 | 38 | M10x1.5 | 10.5 | S\voxaoonow (83'\,’('%10_9) FT10
SWBXM-25-2 | SWBXM-25-2+AG | 25 |40 M12x1.75 | 12.5| Swoxaaemow | (sdagiis)| FT15
SWBKM-30-2 | SWBKM-30-2+AG | 30 | 45| M16x2.0 | 17.0| SwWoxaoortow (8%50-3_5) FT20

Inserts..)D37

WD

WEl G U/'N

Cutting Conditions..) D38

SWBX,SWBKER & $H % 7

SWBX,SWBK Ball Type M|II|ng Cutter

LI P b (L
( )

Key way on the insert bottom

N

L1

ITEM CODE D L L1 d Master Insert Slave Insert Screw Wrench

SWBX 1615016-2 150 60 M2.5

SWBX 1620016-2 16 200 80 16 SWBX216MMW SWBX216MSW (S2503-15) FT8
SWBX 2015020-2 150 60 M3.0

SWBX 2020020-2 20 200 80 20 SWBX220MMW SWBX220MSW (S3001-9) FT10
SWBX 2515025-2 150 70 M4.0

SWBX 2520025-2 25 | 200 100 25 SWBX225MMW SWBX225MSW (S 4001-1 3) FT15
SWBX 2523025-2 230 120

SWBK 3015032-2 150 70

SWBK 3020032-2 200 120 M5.0

SWBK 3025032-2 30 250 170 32 SWBX230MMW SWBX230MSW (S5002-5) FT20
SWBK 3030032-2 300 200

Inserts..) D37

V1-12

Cutting Conditions.. ) D38



) ARPFM & & & 7 G

weicuan ARPFM Connection Multi-Functon Milling Tools

LS

Non air hole With air hole D|L d B Insert Screw Wrench
ARPFM-16 ARPFM-16+A 16 [ 32| M8x1.25 | 8.5 | ZCFW 160-R_ _ 5016F FT20
ARPFM-20 ARPFM-20+A 20 (38| M10x1.5 |10.5| ZCFW 200-R_ _ 5020F LT25
ARPFM-25 ARPFM-25+A 25(40({M12x1.75|12.5| ZCFW 250-R_ _ 5025F LT30
ARPFM-30 ARPFM-30+A 30|45| M16x2.0 {17.0| ZCFW 300-R_ _ 5030F LT30

Inserts..» D39

Cutting Conditions..) D40

) ARPF E ¥ [ B 3 8% 7

wetcuan ARPF Radius Precision Milling Cutter

g ]

©
A\
L P

ITEM CODE D L1 L d T Insert Screw | Wrench
ARPF 1613016 40 130
ARPF 1616016 16 40 160 16 ZCFW 160-R_ _ 5016F FT20
ARPF 1620016 40 200
ARPF 2014020 40 140
ARPF 2017020 20 40 170 | 20 ZCFW 200-R_ 5020F LT25
ARPF 2021020 40 210
ARPF 2515025 50 150 1
ARPF 2518025 25 50 180 | 25 ZCFW 250-R_ 5025F LT30
ARPF 2523025 50 230
ARPF 3015032 70 150
ARPF 3018032 100 180
ARPF 3021032 30 130 | 210 | 32 ZCFW 300-R_ _ 5030F LT30
ARPF 3025032 150 |250
ARPF 3030032 200 | 300

Inserts..) D39

Cutting Conditions..) D40

V1-13






INDEX

GJUMSERE 758

GJUM Connecting Multi-Functon Milling Tools

A1 g &

UEXMiE#EI J)58

UEXM Connecting Multi-Functon Milling Tools

A1) &

131

AHUME 1\ )5

AHUM Connecting Multi-Functon Milling Tools

A2 067 tmili &

MECM.11T s&#E 1\ ]85

MECM.11T Connection Multi-Functon Milling Tools

A2 16 = e &

AQXRM;E#E 1\, J]88

AQXRM Connecting Multi-Functon Milling Tools

A3 W67 el &

R390M.11 R390M.17;5E#E3\ )58

R390M.11 R390M.17 Connecting Multi-Functon Milling Tools

A3 Ui @ &

JTSMiEET\ B8

JTSM Connecting Multi-Functon Milling Tools

A4 LI L &

RGAM;iE 1\ ]88

RGAM Connecting Multi-Functon Milling Tools

A4 ="y




INDEX

BNMM;&#E3\ D58 RAWMiE 3\ )88
BNMM Connecting Multi-Functon Milling Tools RAWM Connecting Multi-Functon Milling Tools

AS LTty A7 LT smtg

ABPFM;EEL,JJ8 RAHM &R /]88

ABPFM Connecting Multi-Functon Milling Tools RAHM Connecting Multi-Functon Milling Tools

AS LTy A7 L7 g

RCFMiE#E3\J)58 ASRTME#EIISE

RCFM Connecting Multi-Functon Milling Tools ASRTM Connection Multi-Functon Milling Tools

A6 LT = LIS A8 LT =L

ABPM;E#23\ J5H ASRM20;E#31\ )85

ABPM Connecting Multi-Functon Milling Tools ASRM20 Connection Multi-Functon Milling Tools

Ab Uit A8 Wi oLy




INDEX

ASMMO7/ N E#REI JTE ASLEEStERAER#S ) <2 -

ASMMO7 Connection Multi-Functon Milling Tools ASL Throw Away End Mill Cutter

A13 L =] &
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Connecting Multi-Functon Milling Tools

=

ITEM CODE D L d B Insert Screw | Wrench
©JUM-19 10 5 | MBx1.25. 85 | oMT080204Z | CCMT060204 | (M2;5 FT8
GJUM-17 17 35 | M8x1.25| 8.5 (52502-1)
GJUM-25 25 40 |M12x1.75/ 12,5 | CPMT120308Z | CPMT090308 | &% FT15
GJUM-32 32 40 | M16x2.0| 17.0 | CPMT160408Z | CPMT120408 | 3:% FT20

Inserts..)»DO01 Cutting Conditions..» D06

@_j‘ruhlﬂz M & & X /) B8

Connecting Multi-Functon Milling Tools
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ITEM CODE D L d B T Insert Screw Wrench
-16- 16 35 M8x1.25 | 8.5 1
UEXM-16-1 X AD_T16030_SR a0
UEXM-17-1 17 35 M8x1.25 | 8.5 1 ( )
EXM-20-2 20 35 M10x1.5 | 10.5 | 2
= 0 AP_T12020_SR a3
UEXM-21-2 21 35 M10x1.5 | 10.5 | 2
UEXM-25-2 25 40 | M12x1.75| 125 | 2
UEXM-26-2 26 40 | M12x1.75| 125 | 2 FT15
UEXM-30-2-M12| 30 40 | M12x1.75| 125 | 2
UEXM-30-2-M16| 30 40 | M16x2.0 | 17.0 | 2 VLG
UEXM-32-2 32 40 | M16x2.0 | 17.0 | 2
UEXM-33-2 33 40 | M16x2.0 | 17.0 | 2
UEXM-35-2 35 40 | M16x2.0 | 17.0 | 2
UEXM-40-3 40 40 | M16x2.0 | 17.0 | 3

Inserts..) D01 Cutting Conditions..) D07
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weicuan - AHUM Connecting Multi-Functon Milling Tools
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ITEM CODE | D L d B | T Screw | Wrench
AHUM -16-2 16 33 M8x1.25 8.5 2
AHUM -17-2 17 & M8x1.2 .
. 125 | 85 | 2 JDMT100308R a5 IS
AHUM -20-2 20 33 M10x1.5 10.5 2
AHUM -21-2 21 | 33 | mioxt5 | 105 | 2
AHUM -25-2 25 40 | M12x1.75 12.5 2
AHUM -26-2 26 | 40 | M12x1.75 | 125 | 2
AHUM -32-3 32 | 40 | miex20 | 170 | 3
X JDMT150508R M40 | FT15
AHUM -33-3 33 | 40 | miex20 | 170 | 3
AHUM -35-3 35 | 40 | Mmiex20 | 170 | 3
AHUM -40-4 40 | 40 | m1ex20 | 170 | 4

Inserts..)D14

Cutting Conditions..) D14
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weteuan MECM. 11T Connecting Multi-Functon Milling Tools

L0 6= Gt ol (L9 B

%
ITEM CODE D L d B T Insert Screw | Wrench
MECM.11T-16-2 16 | 33 | M8x1.25 | 85 | 2
MECM.11T-17-2 17 | 33 | M8x1.25 | 85 | 2
MECM.11T-20-3 20 | 35 | M10x1.5 | 105 | 3
MECM.117-21-3 21 | 35 | M10x1.5 | 105 | 3
MECM.11T-25-4 25 | 40 | M12x1.75 | 125 | 4
MECM.11T-26-4 26 | 40 | M12x1.75 | 125 | 4 BDMT11T3 M2.5,| FT8
MECM.117-30-4 30 | 40 | M12x1.75 | 125 | 4
MECM.11T-32-5 32 | 45 | M16x20 | 17.0 | 5
MECM.11T-33-5 33 | 45 | M16x20 | 17.0 | 5
MECM.11T-35-5 35 | 45 | M16x20 | 17.0 | 5
MECM.11T-40-6 40 |45 | miex20 | 170 | 6

Inserts..»D15

Cutting Conditions..» D15

A2

Connecting Multi-Functon
Milling Tools / Holders
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wel cuan AQXRM Connecting Multi-Functon Milling Tools
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ITEM CODE D L d B T Insert Screw | Wrench

AQXRM-16-2 16 30 | M8x1.25 85 | 2 QOGT0830R-G1 M2.2 | FTe
AQXRM-17-2 17 30 | M8x1.25 85 | 2 QOMTO0830R-M2 (52202-1)
AQXRM-20-2 20 35 | M10x1.5 | 105 | 2 QOGT1035R-G1 M2.5 | Erg
AQXRM-21-2 21 35 | M10x15 | 105 | 2 QOMT1035R-M2 (52503-3)
AQXRM-25-2 25 40 | M12x1.75 | 125 | 2 QOGT1342R-G1 M3.0 | prg
AQXRM-26-2 26 40 | M12x1.75 | 125 | 2 QOMT1342R-M2 (S3002-1)
AQXRM-32-2 32 50 | M16x2.0 | 170 | 2 QOGT1651R-G1
AQXRM-33-2 33 50 | M16x2.0 | 17.0 | 2 QOMT1651R-M2 (s'\ﬂ 4.0 | FTis
AQXRM-35-2 35 50 | M16x2.0 | 17.0 | 2 QOGTT836R-G1

QOMT1856R-M2

Inserts..)D02

Cutting Conditions.. D08
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wel cuan R390M.11 R390M.17 Connecting Multi-Functon Milling Tools
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ITEM CODE D L d B T Insert Screw | Wrench
R390M.11-16-2 16 33 | M8x125 | 85 | 2

R390M.11-17-2 17 33 | M8x125 | 85 | 2

R390M.11-20-3 20 35 | M10x1.5 | 105 | 3

R390M.11-21-3 21 35 | M10x1.5 | 105 | 3

R390M.11-25-4 25 35 | M12x1.75 | 125 | 4

R390M.11-26-4 26 | 35 | M12x1.75 | 125 | 4 R390-11T304M-PM MZ5, e
R390M.11-30-4 30 35 | M12x1.75 | 125 | 4

R390M.11-32-5 32 37 | M16x2.0 | 17.0 | 5

R390M.11-33-5 33 37 | M16x2.0 | 170 | 5

R390M.11-35-5 35 37 | M16x2.0 | 17.0 | 5

R390M.11-40-5 40 37 | M16x2.0 | 17.0 | 5

R390M.17-25-2 25 42 | M12x1.75 | 125 | 2

R390M.17-26-2 26 42 | M12x1.75 | 125 | 2

R390M.17-30-2 30 42 | M12x1.75 | 125 | 2

R390M.17-32-3 32 45 | M16x2.0 | 17.0 | 3 R390-170408M-PM LERN
R390M.17-33-3 33 45 | M16x2.0 | 17.0 | 3

R390M.17-35-3 35 45 | M16x2.0 | 17.0 | 3

R390M.17-40-4 40 45 | M16x2.0 | 17.0 | 4

Inserts..)D24

Cutting Conditions..) D24
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witcuan JTSM Connecting Multi-Functon Milling Tools

ITEM CODE D L d B T Insert Screw Wrench
JTSM-16-2 16 30 M8x1.25 8.5 2
JTSM-17-2 17 30 M8x1.25 8.5 2 APMT1135PDER M2.5 FT8
JTSM-20-2 20 32 M10x1.5 | 10.5 | 2 (82502-1)
JTSM-21-2 21 32 M10x1.5 | 10.5 | 2
JTSM-25-2 25 40 |M12x1.75| 12.5 | 2
JTSM-26-2 26 40 | M12x1.75| 125 | 2
JTSM-32-2 32 40 M16x2.0 | 17.0 | 2 APMT1604PDER (s'\fo%ig) FT15
JTSM-33-2 33 40 M16x2.0 | 17.0 | 2
JTSM-35-3 35 40 M16x2.0 | 17.0 | 3
JTSM-40-3 40 40 M16x2.0 | 17.0 | 3

Inserts..» D01

Cutting Conditions..) D07
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weicuan RGAM Connecting Multi-Functon Milling Tools
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ITEM CODE D L d B Insert Screw Wrench
RGAM-08 08 | 28 | M6x1.0 | 6.5 WPROSN  P320_08 s FT8
RGAM-10 10 28 M6x1.0 | 6.5 WPR10ON  P320_10 it FT15
RGAM-12 12 28 M6x1.0 | 6.5 WPR12N  P320_12 Mo FT20
RGAM-16 16 | 32 | M8x1.25 | 85 WPR16N  P320_16 Mo FT20
RGAM-20 20 | 35 | M10x1.5 | 10.5 WPR20N  P320_20 AR FT20
RGAM-25 25 40 | M12x1.75| 12.5 WPR25N  P320_25 o LT30
RGAM-30 30 | 45 | M16x2.0 | 17.0 WPR30N  P320_30 e LT30
RGAM-32 32 45 | M16x2.0 | 17.0 WPR32N  P320_32 e LT30

Inserts..)D03

Cutting Conditions..» D09

Connecting Multi-Functon
Milling Tools / Holders
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weicuen . BNMM Connecting Multi-Functon Milling Tools

Non air hole With air hole D| L d B Insert Screw | Wrench
BNMM-08 BNMM-08+A 08| 28 M6 x 1.0 6.5 BNM-080 5008D FT7

BNMM-10-M5 10 | 28 M5x0.8 55 BNM-100 5010D FT8
BNMM-10 BNMM-10+A 10| 28 M6 x 1.0 6.5 BNM-100 5010D FT8
BNMM-12 BNMM-12+A 12| 28 M6 x 1.0 6.5 BNM-120 5012D| FT10
BNMM-16 BNMM-16+A 16 | 35 M8x1.25 8.5 BNM-160 5016D | FT15
BNMM-20 BNMM-20+A 20| 35 M10x1.5 10.5 BNM-200 5020D | FT20
BNMM-25 BNMM-25+A 25| 40 | M12x1.75 12.5 BNM-250 5025D | LT25
BNMM-30 BNMM-30+A 30| 45 M16x2.0 17.0 BNM-300 5030D LT30

Inserts..»)D16 Cutting Conditions..YD16
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weicuan ABPFM Connecting Multi-Functon Milling Tools

L9 67 b s

Non air hole With air hole D |L d B Insert Screw | Wrench
ABPFM-08 ABPFM-08+A 08 28| M6x1.0 | 6.5 ZPFG080 5008F FT8

ABPFM-10-M5 10 |28 | M5x08 | 55 ZPFG100 5010F FT10
ABPFM-10 ABPFM-10+A 10 |28 | M6x10 | 6.5 ZPFG100 5010F FT10
ABPFM-12 ABPFM-12+A 12 (28| M6x10 | 6.5 ZPFG120 5012F FT20
ABPFM-16 ABPFM-16+A 16 | 34 | M8x1.25 | 8.5 ZPFG160 5016F FT20
ABPFM-20 ABPFM-20+A 20 [ 35| M10x1.5 [10.5 ZPFG200 5020F LT25
ABPFM-25 ABPFM-25+A 25|40 |M12x1.75(12.5 ZPFG250 5025F LT30
ABPFM-30 ABPFM-30+A 30 |44 | M16x2.0 [17.0 ZPFG300 5030F LT30
ABPFM-32 32|44 | M16x2.0 |17.0 ZPFG320 5030F LT30

Inserts..) D03 Cutting Conditions..) D10
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wetcuan RCFM Connecting Multi-Functon Milling Tools

SIS STE]eS

Non air hole | With air hole | D | L d B Insert Screw | Wrench

RCFM-16-2 | RCFM-16-2+AG | 16 | 30| M8x1.25 | 8.5 | ZCETO80CE ZCET080SE | M2.° FT8

RCFM-20-2 | RCFM-20-2+AG | 20 |40 | M10x1.5 [10.5| ZCEW100CE ZCEW100SE | (o9, | FT10

RCFM-252 | RCFM-25-2+AG | 25 |40 M12x1.75/12.5 ZCEW125CE ZCEW125SE | (oo, | FT15

RCFM-30-2 | RCFM-30-2+AG | 30 |43 | M16x2.0 [17.0| ZCEW150CE ZCEW150SE | M2:0 | FT20
Inserts..»D04 Cutting Conditions..) D09
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wercuan ABPM Connecting Multi-Functon Milling Tools

- |
> }
ITEM CODE D L d B Insert Screw Wrench
ABPM-16 16 35 | M8x1.25 | 8.5 ZPFW160 ] rTis
ABPM-20 20 40 | M10x1.5 | 10.5 ZPFW200 s F120
ABPM-25 25 43 | M12x1.75| 12.5 ZPFW250 Me.0 meo|  FI20
ABPM-30 30 | 48 | M16x2.0 | 17.0 ZPFW300 Me,0 Mao  FI20

Inserts..»D03 Cutting Conditions..) D09

A6

Connecting Multi-Functon
Milling Tools / Holders
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wetcuan RAWM Connecting Multi-Functon Milling Tools

LI T

Clamp+

ITEM CODE D L d B T Insert Screw Screw Wrench
RAWM-25-R6-2 25 40 M12x1.75| 12.5 | 2
RAWM-30-R6-2 30 40 M12x1.75| 12.5 | 2
RAWM-32-R6-2 | 32 | 45 | M16x2.0 | 17.0 | 2 Ma.o | YR s

RP_ 1204 (54001-1) M4.5 FT20
RAWM-32-R6-3 32 45 M16x2.0 | 17.0 | 3 (S4501-1)
RAWM-35-R6-3 35 45 M16x2.0 | 17.0 | 3
RAWM-40-R6-3 40 45 M16x2.0 | 17.0 | 3

Inserts..) D04

Cutting Conditions..) D11
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wetcuan RAHM Connecting Multi-Functon Milling Tools

1\ J) 0§

M
1

Clamp+
ITEM CODE D L d B T Insert Screw Screw | Wrench
RAHM-16-R4-2 | 16 33 M8x1.25 | 85 | 2 YR-04
RAHM-17-R4-2 17 33 M8x1.25 | 8 (S'\aﬂo%'zon FTé
S < | 2 rpmTosozmoTN | M25
RAHM-20-R4-2 20 35 M10x1.5 | 10.5 2 YNFlzéoos —
RAHM-21-R4-2 | 21 35 M10x1.5 | 10.5 | 2 (53002-1)
RAHM-25-R5-2 | 25 40 | M12x1.75| 12.5 | 2
RAHM-26-R5-2 | 26 40 | M12x1.75| 125 | 2 M4.0 U=
RDMT10T3MOTN | M9 1 w35 FT15
RAHM-30-R5-2 30 40 M12x1.75| 12.5 2 ( 1 (S3501-1)
RAHM-35-R5-3 | 35 40 M16x2.0 | 17.0 | 3
RAHM-25-R6-2 | 25 40 | M12x1.75| 12.5 | 2
RAHM-26-R6-2 | 26 40 | M12x1.75| 125 | 2
-30-R6- 30 40 | M12x1.75| 12.5 M40 | YR06
RAMM-30-R6-2 X 2 RDMT1204MOTN | smosy | M4.0 FT15
RAHM-32-R6-2 | 32 43 M16x2.0 | 17.0 | 2 (54008-6)
RAHM-35-R6-3 | 35 43 M16x2.0 | 17.0 | 3
RAHM-40-R6-3 | 40 45 M16x2.0 | 17.0 | 3

Inserts..) D04

Cutting Conditions..) D12
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Connecting Multi-Functon
Milling Tools / Holders

ITEM CODE D L d B T Insert Screw | Clamp+Screw | Wrench
ASRTM 30-25-2 25 35 | M12x1.75 | 125 | 2
ASRTM 30-28-2 28 35 | M12x1.75 | 125 | 2 VELE YR-05 ET15
ASRTM 30-30-2 30 40 | M12x1.75 | 125 | 2 |WDNWOOT320| (sa5011) | M3:5
ASRTM 30-32-3 32 40 | M16x2.0 | 17.0 | 3
ASRTM 40-32-2 32 40 | M16x2.0 | 17.0 | 2 Yeos
M4.0 ,
ASRTM 40-35-2 35 40 | M16x2.0 | 17.0 | 2 |WDNW120420 5/t~ M4.0 FT15
( )| (s4008-6)
ASRTM 40-40-3 40 40 | M16x2.0 | 17.0 | 3
Inserts..)»D20 Cutting Conditions..) D20-1

) ASRM20 8 #& =X 7 &

welcuan ASRM20 Connection Multi-Functon Milling Tools

LI~ ]

Non air hole With air hole D|L d B [T Insert Screw Wrench
ASRM20-16-2 ASRM20-16-2+AG |16 |25 M8x1.25 |85 |2

ASRM20-17-2 ASRM20-17-2+AG |17 |25| M8x1.25 | 8.5 |2

ASRM20-18-2 ASRM20-18-2+AG |18 |25| M8x1.25 |85 |2

ASRM20-20-3 ASRM20-20-3+AG |20(30| M10x1.5 [10.5(3

ASRM20-21-3 ASRM20-21-3+AG |21[30| M10x1.5 |10.5|3

ASRM20-22-3 ASRM20-22-3+AG |22[30| M10x1.5 [10.5(3 M2 5
ASRM20-25-4 ASRM20-25-4+AG |25|35| M12x1.75 |12.5|4| EPNWOB03TN-8 |  (s25033) | FT8
ASRM20-26-4 ASRM20-26-4+AG |26 |35| M12x1.75 |12.5|4

ASRM20-28-4 ASRM20-28-4+AG |28 (35| M12x1.75 [12.5|4

ASRM20-30-4 ASRM20-30-4+AG |30 [40| M16x2.0 |17.04

ASRM20-32-5 ASRM20-32-5+AG |32[40| M16x2.0 |17.0|5

ASRM20-35-5 ASRM20-35-5+AG |35 40| M16x2.0 |17.05

ASRM20-40-6 ASRM20-40-6+AG |40|40| M16x2.0 |17.06

Inserts..) D 20 Cutting Conditions..) D 25



slep|oH / sjool Bulin
uoound-piny Buposuuo)n

) ASMMO7/0 8 5 8 = 7) 5

wetcuan  ASMMO7 Connection Multi-Functon Milling Tools

LI~ L]

, i
v
ITEM CODE D L d B T Insert Screw | Wrench
ASMMO7-10-2-M5 | 10 23 M5x08 | 5.5 | 2
ASMMO7-10-2 10 23 M6x10 | 65 | 2
ASMMO7-12-3 12 23 M6x10 | 6.5 | 3
ASMMO07-13-3 13 23 M6x10 | 6.5 | 3
ASMMO7-16-4 16 28 | M8x1.25 | 85 | 4
ASMMO07-17-4 17 28 | M8x125 | 85 | 4 JDMT0702__ R o
ASMMO07-20-5 20 30 | M10x1.5 | 105 | 5 EDMT070220R (stgoi3)| FT6
ASMMO07-21-5 21 30 | M10x1.5 | 105 | 5
ASMMO7-25-6 25 32 | M12x1.75 | 125 | 6
ASMMO07-26-6 26 32 | M12x1.75 | 125 | 6
ASMMO07-30-7 30 32 | M12x1.75 | 125 | 7
ASMMO07-32-8 32 32 | M16x2.0 | 17.0 | 8
ASMMO7-33-8 33 32 | M16x2.0 | 17.0 | 8
Inserts..)D 22 Cutting Conditions..) D 22

\A» APX3000ME & = ) 5

wetcuan APX3000M Connection Multi-Functon Milling Tools

ITEM CODE D L d B T Insert Screw | Wrench

APX3000M-16-2 16 30 M8x1.25 8.5 2

APX3000M-17-2 17 30 M8x1.25 8.5 2

APX3000M-18-2 18 30 M8x1.25 8.5 2

APX3000M-20-3 20 30 M10x1.5 10.5 3

APX3000M-21-3 21 30 M10x1.5 10.5 3

APX3000M-22-3 22 30 M10x1.5 10.5 3

APX3000M-24-3 24 35 | M12x1.75 | 125 | 3 M2.5
APX3000M-25-4 25 35 | M12x1.75 | 125 | 4 AO__1236__PEER (S2503-3)| 18
APX3000M-26-4 26 35 | M12x1.75 12.5 4

APX3000M-28-4 28 35 | M12x1.75 12.5 4

APX3000M-30-4 30 35 | M12x1.75 | 125 | 4

APX3000M-32-5 32 40 | M16x2.0 170 | 5

APX3000M-33-5 33 40 M16x2.0 17.0 5

APX3000M-35-5 35 40 M16x2.0 17.0 5

APX3000M-40-6 40 40 M16x2.0 17.0 6

Inserts..)D 27 Cutting Conditions..) D 28

A9



W) MGAC @ 3 1% 7] 18 (% B8 18 / Taper Nack)

welGuan MGAC Connecting Multi-Functon Milling Holder

Coolant
L S

YEL: v

L DEEEHERS- L1 ) ;
CJJEABRESNMEME  INBINYEIRNZENE - L2 -
OEENDERASHREEH - REEETIME - MEMEE -

I S8 #8 1% / Taper Nack
ITEM CODE ds d2 ds 6° | a da L1 L2
MGAC0610075T 8.7°| 8.8° 16 20 75
MGAC0610098T 48°14.1° 16 43 98
MGAC0610125T M6x1.0 6.5 10 46°|4.1° 20 70 125
MGAC0610156T 48| 4.5° 25 96 156
MGAC0610210T 51°14.9° 32 130 210
MGAC0815100T 3.9°| 3.2° 20 45 100
MGAC0815156T M8x1. 25 65 .5 3.30 3.00 25 96 156
MGAC0815210T 4.0°| 3.8 32 130 210
MGAC0815260T 2.8° 27 32 180 260
MGAC1019100T 0.5°| 0.6 20 45 100
MGAC1019156T 197 1.8° 25 96 156

M10x1.5 10.5 19 5 .

MGAC1019210T 3.1 129 32 130 210
MGAC1019260T 22°|12.1° 32 180 260
MGAC1223135T 0.7°]0.8° 25 75 135
MGAC1223185T 27125 32 105 185
MGAC1223240T | M12x1.75 12.5 23 1.7°11.6° 32 160 240
MGAC1223300T 1.3°[1.2° 32 210 300
MGAC1223360T 1.0°]1.0° 32 270 360
MGAC1629135T 1.9°11.6° 32 55 135
MGAC1629185T M16x2.0 17.0 29 0.8°]0.8° 32 105 185
MGAC1629240T 0.5°|0.5° 32 160 240
MGAC1630310T M16x2.0 70 30 1.80 1_70 42 200 310
MGAC1630370T 14°11.3 42 260 370

A10

Connecting Multi-Functon
Milling Tools / Holders
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A1

AAH MGAC S8 8 3\ J) 18 (BB R & /Straight Nack)

welcuan MGAC Connecting Multi-Functon Milling Holder

Coolant

[sel
©
0| <
T[T ©
v
LS
[44
L1
L2
FEER:
- DIREBHNBERD
- IRABRAENEMN  TIBINYHIRNZEN -
- EBRNERAEREESH 0 MEBLED®  MEME -
B %8 #8 1% / Straight Neck
ITEM CODE ds d2 ds a’ d4 L1 L2
MGAC0815099S 08’ 16 39 99
MGAC0815150S M8x1.25 8.5 15 | 0.3° 16 90 150
MGAC0815200S 02° 16 130 200
MGAC1019130S 05" 20 60 130
MGAC1019180S ° 20 10 180
M10x1.5 10.5 19 [EEE !
MGAC1019230S 0.2 20 160 230
MGAC1019259S 02° 20 179 259
MGAC1224110S 1.0° 25 35 110
MGAC1224160S 04° 25 80 160
MGAC1224210S | \'15 1 75 125 24 |02 25 130 210
MGAC1224260S 0.2 25 170 260
MGAC1224310S 01° 25 220 310
MGAC1224360S 01" 25 270 360
MGAC1630110S 17° 32 35 110
MGAC1630150S 10° 32 60 150
MGAC1630200S M16x2.0 17.0 30 | 0.5 32 110 200
MGAC16302508 04" 32 150 250
MGAC1630300S 03° 32 200 300
MGAC1630360S 02° 32 260 360
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End Mill C

wetgusn ASJd Throw Away

HELENBREINDH

=

-EBADTRBERK > IIETIE
- JJR7R47) - TGRS T

Feature:

- Drilling on the plate vertically or cutting horizontally.
- The end of cutting edge angle is bigger. processing

drag light.
- With 4 pieces inserts, able to do deep and rough

processing.
ITEM CODE End | Periphery| gD L | l1 l@d On End On Periphery Screw Wrench
ASJ2013020 130
ASJ2020020 20 | 200
ASJ2022020 220 20|35/20| ADMT100308L  ACMT100308R | M2.5 FT
ASJ2115020 150
ASJ2120020 21 500
ASJ2515025 150
ASJ2520025 200
ASJ2525025 25 250
ASJ2530025 300 g
s 2615028 150 25/40/25| ADMT12T308L | APMT12T308R |sifste FT10
ASJ2620025 3 200
ASJ2623025 26 1530
ASJ2630025 1 300
ASJ3215032 150
ASJ3223032 230 APMT160408L
ASJ3230032 32 [300 32
ASJ3240032 400
ASJ3515032 150 |0
232222322 e iig g5 | 02| APMT170408L | spymT150408R (M4, FT15
ASJ3540032 400
ASJ4016032 160
ASJ4025032 250
ASJ4030032 4 |40/300)48|55 APMT190508L
ASJ4040032 400
ASJ4046042 460 | 42|

Inserts..) D01

Cutting Conditions..) D06

A12

End Mill Cutter



J8uno IIIN pu3

MWWASLBHAXRBESR Jgon-
C r

wetguan A SL Throw Away End Mill

Pt Feature:
CREIERBRETY - Drilling on the plate vertically or cutting horizontally.
CETNTEBERA > I TR - The end of cutting edge angle is bigger. processing
drag light.
ITEM CODE D L1 L d T Insert Screw | Wrench
ASL2013020 20 85 130
ASL2020020 20 315) 200
ASL2113020 21 35 130 20 ACMT100308R M2.5 FT8
ASL2115020 21 35 150 ADMT100308L sy
ASL2120020 21 35 200
ASL2125020 21 35 250
ASL2515025 25 40 150
ASL2520025 25 40 200
ASL2525025 25 50 250
ASL2530025 25 50 300 o5 2 APMT12T308R M3 FT10
ASL2615025 26 40 150 ADMT12T308L (53001-4)
ASL2620025 26 40 200
ASL2625025 26 50 250
ASL2630025 26 50 300
ASL3215032 32 50 150
ASL3315032 33 50 150
ASL3323032 33 50 |230| 32 AEUNRIHE IS M4 | FTis
ASL3330032 33 70 | 300 SRR S
ASL3340032 33 70 400
Inserts..) D01 Cutting Conditions..) D06

A13
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weteuan GJU Throw Away End Mill Cutter

L0 6= b i (L9 &5

A
d
_v
- L ,
=34 Feature:
. in e E EPRSITRN - - Drilling on the plate vertically or milling horizontally,
f%: 53 E T Rt )BTV TN TI9 R 7) processing without obstacle.
' Lﬁﬁfﬁﬁﬂﬁﬂﬂl - Useful for mould processing.
- fBA=90 - Angle=90°
ITEM CODE D L1 L d T Insert Screw | Wrench
GJU0811010 08 110 10
GJU0811012 110 12
GJU1012010 ‘o 20 120 10 | CCMT060204 M2.5
GJU1012012 120 b2l
GJU1213012 130 12
12 CPMT080204Zz
GJU1217012 170
GJU1613016 130
GJU1615016 30 150 FT8
GJU1617516 16 175 16
GJU1620016 200 CCMT060204 M2.5
GJU1625016 40 | 250 CPMT080204Z .
GJU1625025 70 250 25
GJU1713016 130
GJU1715016 17 30 150 16
GJU1720016 200 2
GJU2013020 40 130
GJU2015020 150
GJUu2020020 200 20 M2.5
GJU2022020 20 40 | 220 CCMT060204 2501 | 1O
CJPE0AY g2l CPMT090204Z (Qgs%aﬁ) FT15
GJU2025025 70 250 25
GJU2115020 30 150
21 20
GJU2120020 40 200
Inserts..) D01 Cutting Conditions..»D06

A14

End Mill Cutter
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weElcuan G J

J

U

U Throw

Aw

=
ay

End

3R -

CEBALENEDRBDEINGE DI TIIEE

Feature:
- Drilling on the plate vertically or milling horizontally,
processing without obstacle.

: EZ?;?EBEI X;Z{:ng«mou'd processing.

ITEM CODE D L1 L d T Insert Screw | Wrench
GJU2515025 40 [150

GJU2520025 45 | 200

GJU2522025 220

GJU2525025 - 50 |250| 25 éﬁ?ﬁ:ﬁ%ﬁﬁ:; M4 | FTis
GJU2530025 300

GJU2540025 60 | 400

GJU2540032 100 | 400

GJU3215032 40 150 2

GJU3220032 45 | 200]

GJU3225032 a9 50 |250| ., CPMT120408 M5
GJU3230032 300 CPMT160408Z (ss5001-1) | FT20
GJU3235032 60 | 350

GJU3240032 400

GJU4018032 40 so | 180] 4, CPMT160408Z ooy | FT20
GJU4025032 250 CPMT190408Z e, e

Inserts..) D01

Cutting Conditions..) D06
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A

AN

AQX

o il%ﬁ

Thw

U]

En

=

Mill

i &t 7

tter

Ty

ITEM CODE D L1 L d T Insert Screw | Wrench
AQXR 1615016-2 G 150
AQXR 1620016-2 a0 1200] ¢ Q0. 0830R. ( M2.2 | FTe
AQXR 1715016-2 17 150
AQXR 1720016-2 200
AQXR 2015020-2 150
AQXR 2021020-2 20 210
AQXR 2025020-2 250 M2.5
AQXR 2115020-2 35 4s0| 2° Clop _ilUsdsn (s25033) | FT8
AQXR 2121020-2 21 210
AQXR 2125020-2 250
AQXR 2516025-2 160
AQXR 2523025-2 25 230
AQXR 2530025-2 a0 300 . Q0 1342R. (81\4030,291) ETs
AQXR 2616025-2 160
AQXR 2623025-2 26 230
AQXR 2630025-2 300 )
AQXR 3217032-2 170
AQXR 3223032-2 230
AQXR 3230032-2 32 300
AQXR 3235032-2 | 350 |
AQXR 3240032-2 45 | 400 Q0. 1651R. T —
AQXR 3317032-2 170 (54001-1)
AQXR 3323032-2 230
AQXR 3330032-2 33 300 4,
AQXR 3335032-2 350
AQXR 3340032-2 400
AQXR 3515032-2 150
AQXR 3520032-2 200
AQXR 3525032-2 250
AQXR 35300322 | %0 300 QO__1856R-__ sio0i | FT15
AQXR 3535032-2 350
AQXR 3540032-2 400

Inserts..) D02

Cutting Conditions.. D08

A16

End Mill Cutter
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4
weteuan G2037 Throw Away End

J8uno IIIN pu3

ill Cutter
=0 477
=P PP
L >
f
d
ITEM CODE D L1 L d Insert Screw | Wrench
G2037-2015020 20 40 | 150 21 SDMT060304 M2.5 FT8
G2037-2021020 40 210 APMT060304 (82502-1)
G2037-2515025 o5 45 150 o5 2 VT
M4 | FT15
2037-2521025 210 L
6203 45 ADMT150308 s
G2037-3220032 32 50 |200| 32
Inserts..» D02
M»B H P & 8 & A B i
weteuan BHP Throw Away End Mill Cutter
=0 P
P PLP
A
2
y
L
ITEM CODE D L1 L d T Insert Screw | Wrench
BHP2515025 150 APNT120208 M35, FT15
25 45 25 2

Inserts..»D01,D02

A17



M) ASMO7) ® B /& ik 2t 1D

wElGUAN ASMO7 Super Excellent Mini Milling Cutter

L0 6= = (L9 &

iifn #% 7]

ASM07-1010010-2] 10 20 | 100 | 10

ASMO07-1112012-2| 11 20 | 120 | 12

ASM07-1212012-3| 12 20 | 120 | 12

ASM07-1313016-3| 13 20 | 130 | 16

ASM07-1413016-3| 14 21 | 130 | 16

ASM07-1513016-3| 15 21 | 130 | 16

ASMO07-1613016-4| 16 25 | 130 | 16

ASM07-1713016-4| 17 25 | 130 | 16 JOMT0702._ R Vi
ASMO07-1813020-4| 18 25 | 130 | 20 EDMT070220R (s1801-3)| F 16

ASM07-1913020-5 19 30 130 20
ASMO07-2013020-5 20 30 130 20
ASMO07-2113020-5 21 30 130 20
ASMO07-2515025-6 25 35 150 25
ASMO07-2615025-6 26 35 150 25
ASMO07-3015025-7 30 35 150 25
ASMO07-3215032-8 32 40 150 32
ASM07-3315032-8 33 40 150 32

Inserts..)D 22 Cutting Conditions..)D 22

|00 N ORI OWWLWWININ

A18
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weElcuan A H

YR

- Aim#k 0B R RE I
T BEERRETVEZR-—KRHFID=E

e— gd —>

A\

Feature:

- Fit for strenght cutting.

- R.P.M. and feeding speed are three times more
than the general ones.

ITEM CODE D L1 L d Insert Screw | Wrench
AHF3215032-3 150
AHF3223032-3 1230
AHF3230032-3 32 40 | 300
AHF3235032-3 1350
AHF3240032-3 400
AHF3515032-3 150 |
AHF3523032-3 - 45 |230] 32 APMT150408R st o S
AHF3530032-3 1300
AHF3540032-3 400
AHF4016032-4 160 |
AHF4025032-4 250
40 50
AHF4030032-4 1300 |
AHF4040032-4 400

Inserts..) D01

Cutting Conditions..) D06



Feature:

F5h - Point A. and B. tolerance within 0.02mm ( uses

- ABEERZE0.02mmBlA (RREBEBRIFR) precision classs insert)

CEELAE0.02mmMA (HREEBEBHRIE) : r(i;?ahstsair;%frttglerance within 0.02mm ( uses precision

- i §5 7] @ SRR B UIHEI - Suited for precisioncutting.

ITEM CODE D L1 L d T Insert Screw | Wrench
UEX 1213012-1 12 25 130 12
UEX 1413016-1 14 30 | 130 APET120204SR asorn| FT1
UEX 1613016-1 30 [130) 1
UEX 1617016-1 16 40 | 170 ADET160308SR saoi | FT15
UEX 1620016-1 40 200
UEX 1813020-2 18 30 130
UEX 2013020-2 30 130
UEX 2015020-2 8l5 150
UEX 2022020-2 20 40 220
UEX 2025020-2 50 | 250 = HFETIZ0ZER Sl Sssiy| FT15
UEX 2030020-2 60 300
UEX 2115020-2 21 30 150
UEX 2213025-2 22 30 130 25
UEX 2413025-2 24 30 130
UEX 2515025-2 BI5 150 2
UEX 2520025-2 40 200
UEX 2523025-2 45 230 P
UEX 2525025-2 25 50 250
UEX 2530025-2 55 | 300 ADET160308SR stz | FT15
UEX 2535025-2 60 350
UEX 2540025-2 70 400
UEX 2540032-2 70 400 32
UEX 2615025-2 BI5) 150

26 25
UEX 2620025-2 BI5) 200
Inserts..) D01 Cutting Conditions..) D07

A20

Right Angle
Mill Cutter
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MHU E

weElcuan U E X

Y5EL -
- ABEERZE0.02mmBlA (FREBEHRIS)
-EBRE0.02mmMUA (REBEZBRIF)

- AR E S EIEE

Rig

EALC P

ad

v

Feature:
- Point A. and B. tolerance within 0.02mm ( uses
precision classs insert)

- right angle tolerance within 0.02mm ( uses precision
class insert )

- Suited for precisioncutting.

ITEM CODE D L1 L d T Insert Screw Wrench
UEX2815025-2 28 35 |150| 25
UEX3015032-2 30 40 | 150
UEX3215032-2 40 | 150
UEX3220032-2 45 | 200
UEX3225032-2 - 50 |250| 32
UEX3230032-2 60 |300
UEX3235032-2 70 |350
UEX3240032-2 70 | 400
UEX3240042-2 90 |400| 42
UEX3315032-2 40 | 150
UEX3320032-2 45 | 200 2 ADET160308SR cioty|  FT15
UEX3325032-2 33 50 |250
UEX3330032-2 50 [300
UEX3335032-2 50 |350
UEX3415032-2 34 40 150 _,
UEX3515032-2 40 | 150
UEX3523032-2 50 |230
UEX3530032-2 50 [300
UEX3535032-2 33 50 |350
UEX3540032-2 50 |400
UEX3540042-2 280 |400| 42
UEX4015032-3 45 | 150
UEX4023032-3 40 45 |230| °2 3

Inserts..)D01

Cutting Conditions..)pg7
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woicuan J TS Right Angle Milling Cutter

L0 6= b 1) 2

«—od—>

A\

Feature: - Fit for strenght cutting.

FEf '. ?@%%%%%gg%%ﬁﬁﬁﬂm% -;;Agéﬁgﬁja;‘%icggs speed are three times more
ITEM CODE D L1 L d Insert Screw | Wrench
JTS1010016-1 10 25 100
JTS1210016-1 25 |100| 16
JTS1213012-1 12 30 |130
JTS1217012-1 30 | 170 12
JTS1410016-1 14 25 | 100
JTS1511016-2 15 30 |110| 16
JTS1613016-2 30 |130
JTS1615015-2 30 [150| 15
JTS1615015.6-2 16 30 [150| 15.6
JTS1615016-2 30 |150
JTS1620016-2 40 |200|
JTS1715016-2 30 |150
7517200162 17 20 1200 APMT1135PDER N
JTS1812020-2 18 30 |120
JTS1912020-2 19 30 |120
JTS2013020-2 30 |130
JTS2015020-2 30 |150
JTS2020020-2 20 30 |200| 20
JTS2025020-2 50 | 250
JTS2030020-2 50 |300
JTS2115020-2 o1 30 | 150
JTS2120020-2 40 | 200
JTS2212025-2 2% 30 [120| 25

Inserts..» D01

Cutting Conditions..) D07

A22

Right Angle
Mill Cutter
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weteuan J TS Right Angle Milling Cutter

g

I

[e— gd —>

R - ABDBERREDE Feature: - Fit for strenght cutting. _
 BEEREESR— B Tx3 S - P.R.M. and feeding speed are three times more
than general ones.
ITEM CODE D L1 L d T Insert Screw | Wrench
JTS2412025-2 24 30 120
JTS2515025-2 35 150
JTS2520025-2 45 200
JTS2522025-2 25 50 220
JTS2525025-2 50 250 25
JTS2530025-2 60 300
JTS2613025-2 30 130
JTS2620025-2 5 40 200 2
JTS2625025-2 50 250
JTS2630025-2 50 300
JTS2813032-2 28 30 130 32
JTS3015025-2 40 150
JTS3020025-2 40 200 25
JTS3025025-2 30 40 250
JTS3030025-2 40 300
JTS3015032-2 35 150
JTS3213032-2 40 130 2
JTS3213032-3 40 130 3
JTS3215032-2 45 | 150 2 APMT1604PDER (s%'o‘}.n FT15
JTS3215032-3 45 150 3
JTS3220032-2 50 200 2
JTS3220032-3 =2 50 200 3
JTS3225032-2 55 250
JTS3230032-2 60 300
JTS3235032-2 65 350 2
JTS3240032-2 70 |400| 32
JTS3315032-2 40 150
JTS3320032-2 33 50 200 2
JTS3325032-2 50 250
JTS3330032-2 50 300
JTS3415032-3 34 40 150
JTS3515032-3 40 150
JTS3523032-3 35 40 230
JTS3530032-3 40 | 300 3
JTS3540032-3 40 400
JTS4015032-3 45 150
JTS4020032-3 | 49 45 | 200

Inserts..) D01

Cutting Conditions..) D07
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wetcuank AHU High-Feed Milling Cutter

LI 6= o (L9 &5

[ — gd —>

< L1 >
L

ITEM CODE D L1 L d Insert Screw | Wrench
AHU 1615016-2 16 30 150
AHU 1620016-2 30 200 | o
AHU 1715016-2 7 30 150
AHU 1720016-2 30 200 JDMT100308R M2.5 FT8
AHU 2015020-2 20 30 150 (S2503-3)
AHU 2020020-2 30 200 | 5
AHU 2115020-2 o 30 150
AHU 2120020-2 30 200
AHU 2515025-2 T 40 150
AHU 2520025-2 40 200
AHU 2615025-2 o6 40 150 o5
AHU 2620025-2 40 200
AHU 3015025-2 30 40 150
AHU 3020025-2 40 200
AHU 3215032-3 40 150
AHU 3220032-3 32 40 200
AHU 3225032-3 40 250
AHU 3230032-3 40 300 JDMT150508R (Q%'oa % | FT15
AHU 3315032-3 40 150
AHU 3320032-3 23 40 200
AHU 3325032-3 40 250
AHU 3330032-3 40 300 52
AHU 3515032-3 40 150
AHU 3520032-3 35 40 200
AHU 3525032-3 40 250
AHU 3530032-3 40 300
AHU 4015032-4 42 150
AHU 4023032-4 40 42 230

Inserts..) D14

Cutting Conditions..) D14

A24

Right Angle
Mill Cutter
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wereuan MEC.11T High-Speed Milling Cutter

]

L5 R

[e— gd —>

< L1 >
L
ITEM CODE D L1 L d T Insert Screw | Wrench

MEC.11T-1613016-2 16 30 130
MEC.11T-1615016-2 30 150
MEC.11T-1713016-2 30 130

17 16 2
MEC.11T-1715016-2 30 150
MEC.11T-1815016-2 18 30 150
MEC.11T-1915016-2 19 30 150
MEC.11T-2011020-3 85 110
MEC.11T-2013020-3 20 35 130
MEC.11T-2015020-3 85 150 20
MEC.11T-2113020-3 21 85) 130 3
MEC.11T-2115020-3 85 150
MEC.11T-2215020-3 22 85 150
MEC.11T-2415025-3 24 85 150 BDMT11T3 (8“4520.3?3) FT8
MEC.11T-2513025-4 85 130
MEC.11T-2515025-4 25 35 150
MEC.11T-2518025-4 85 180 25
MEC.11T-2615025-4 26 35 150 4
MEC.11T-2618025-4 35 180
MEC.11T-2815025-4 28 35 150
MEC.11T-3015025-4 30 35 150
MEC.11T-3215032-5 32 40 150
MEC.11T-3315032-5 33 40 150 5
MEC.11T-3515032-5 35 40 150 32
MEC.11T-4015032-6 40 45 150 6
MEC.11T-5015032-7 50 45 150 7

Inserts..) D15 Cutting Conditions..) D15

A25
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wetcuan ER390.11 ER390.17 2 Flutes Economy Type High-Speed Milling Cutter

L0 6=t (L A

— gd —>

L1 .

ITEM CODE D L1 L d Insert Screw | Wrench
ER390.11-1613516-2 16 30 135
ER390.11-1618016-2 30 180 16
ER390.11-1713516-2 30 135
ER390.11-1718016-2 7 30 180
ER390.11-2015020-2 20 30 150
ER390.11-2018020-2 30 180
ER390.11-2115020-2 1 30 150 20 R390-11T304M-PM (shéls%é?a) FT8
ER390.11-2118020-2 30 180
ER390.11-2515025-2 25 30 150
ER390.11-2520025-2 30 200
ER390.11-2615025-2 o6 30 150 o5
ER390.11-2620025-2 30 200
ER390.11-3015025-2 30 150
ER390.11-3020025-2 30 30 200
ER390.17-2513525-2 25 40 135
ER390.17-2518525-2 40 185
ER390.17-2613525-2 40 135
ER390.17-2618525-2 26 40 185 25
ER390.17-3013525-2 30 40 135
ER390.17-3018525-2 40 185 R390-170408M-PM (sl\cfls%ﬁg) FT15
ER390.17-3215032-2 39 40 150
ER390.17-3220032-2 40 200
ER390.17-3315032-2 33 40 150 89
ER390.17-3320032-2 40 200
ER390.17-3515032-2 35 40 150
ER390.17-3520032-2 40 200

Inserts..) D24

Cutting Conditions..) D24

A26

Right Angle
Mill Cutter
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wereuan R390.11 High-Speed

le— g —>

< L1 >
L
ITEM CODE D L1 L d T Insert Screw | Wrench
R390.11-1513016-2 15 30 130
R390.11-1615016-2 T 30 150
R390.11-1621016-2 30 210 16 2
R390.11-1715016-2 = 30 150
R390.11-1721016-2 30 210
R390.11-1815020-2 18 30 150 | 2
R390.11-1915020-3 19 30 150 3
R390.11-2015020-3 30 150
R390.11-2018020-3 20 30 180 | 0 5
R390.11-2115020-3 30 150
R390.11-2118020-3 &l 30 180
R390.11-2215025-3 22 30 150 25 .
R390.11-2415025-3 24 30 150
R390.11-2515025-4 35 150
R390.11-2520025-4 2° 35 200 R390-11T304M-PM 22, BEE
R390.11-2615025-4 35 150
R390.11-2620025-4 26 35 200 A
R390.11-2815032-4 28 35 150 | o,
R390.11-2915032-4 29 35 150
R390.11-3015025-4 35 150
30 25
R390.11-3020025-4 385 200
R390.11-3215032-5 40 150
R390.11-3220032-5 32 40 200
R390.11-3225032-5 40 250
R390.11-3315032-5 40 150
R390.11-3320032-5 33 40 200 |, 5
R390.11-3325032-5 40 250
R390.11-3515032-5 40 150
R390.11-3520032-5 35) 40 200
R390.11-3525032-5 40 250
R390.11-4015032-5 40 45 150
Inserts..)D24 Cutting Conditions.. YD 24

A27
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weteuan R390.17 High-Speed Milling Cutter

L 6= o (LT AL

— gd —>

ITEM CODE D L1 L d T Insert Screw | Wrench
R390.17-2515025-2 40 150
R390.17-2520025-2 25 40 200
R390.17-2523025-2 40 230
R390.17-2615025-2 40 150
R390.17-2620025-2 26 40 230
R390.17-2623025-2 40 200 25 2
R390.17-2715025-2 27 40 150
R390.17-2815025-2 28 40 150
R390.17-3015025-2 40 150
R390.17-3020025-2 30 40 200
R390.17-3023025-2 40 230
R390.17-3215032-3 40 150 R390-170408M-PM M35 | FT15
R390.17-3220032-3 . 40 200
R390.17-3225032-3 40 250
R390.17-3230032-3 40 300
R390.17-3315032-3 40 150
R390.17-3320032-3 33 40 200 3
R390.17-3325032-3 40 250 32
R390.17-3330032-3 40 300
R390.17-3515032-3 40 150
R390.17-3520032-3 40 200
R390.17-3525032-3 3% 40 250
R390.17-3530032-3 40 300
R390.17-4015032-4 40 45 150 4
R390.17-5015032-5 50 50 150 5

Inserts..)D24 Cutting Conditions..) D24

A28
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AA) APX 3000 F B & i &t 1

weteuan - APX 3000 High-Speed Milling Cutter

I

«—od—>

< L1 >
L
ITEM CODE D L1 L d T Insert Screw | Wrench
APX3000-1613016-2 | 25 | 130
APX3000-1618016-2 25 | 180
APX3000-1713016-2 | 25 130 44 s
APX3000-1718016-2 25 | 180
APX3000-1813016-2 | ¢ 25 | 130
APX3000-1818016-2 25 | 180
APX3000-2015020-3 | 30 | 150
APX3000-2020020-3 30 | 200
APX3000-2115020-3 | 30 150 | 20 3
APX3000-2120020-3 30 | 200
APX3000-2215020-3 | 22 30 | 150
APX3000-2415025-3 | 24 35 | 150
APX3000-2515025-4 35 | 150 M2.5
APX3000-25200254 | 22 35 | 200 AO__1236__PEER (S2503-3) F18
APX3000-2615025-4 | . 35 150 | o5
APX3000-2620025-4 35 | 200 4
APX3000-2815025-4 | 28 35 | 150
APX3000-3015025-4 | 45 | 150
APX3000-3020025-4 45 | 200
APX3000-3215032-5 | ., 45 | 150
APX3000-3220032-5 45 | 200
APX3000-3315032-5 | ., 45 | 150 |
APX3000-3320032-5 45 | 200 | 32 5
APX3000-3515032-5 | . 45 | 150
APX3000-3520032-5 45 | 200
APX3000-4015032-6 | 40 45 | 150
Inserts..) D27 Cutting Conditions..) D28

A29
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VR G AR B IE % 7

weteuan RGA Ball Type Milling Cutter

4 EE Feature:

Ly N - Good cutting capacity and precision.
- PHIE R E T @ 9 capagTy anap . .
) — , =R HI TR EN 2 - Good capacity for removing the metal chips and cutting
HBRLS » &% E steadily with high speed.

- RE=TRESNT - Processed for three-dimension mould and circularizing
to an arc.
ITEM CODE D L1 L d T Insert Screw | Wrench
RGA0812010 25 120 10 PR G
RGA0813012 | % 25 | 130 M3 | Frs
(R4) 12 P320_-D08 (5008)
RGA0815012 30 150 B
RGA1013010 30 130 10 T
10 M4
RGA1015012 35 150 FT15
(R3) P320_-D10 (5010)
RGA1017012 40 170 12
RGA1215012 30 150
RGA1216016 12 30 160 WPR 12N M5
(R6) 16 FT20
RGA1220016 45 200 1 P320_-D12 (5012)
RGA1230032 200 |300, 32
RGA1613016 38 130
RGA1616016 38 160 16
RGA1621016 210
G 16 & 20 WPR 16N M5 FT20
RGA1621020 (R8) 60 210 P320_-D16 (5016)
RGA1621025 70 210 | 25
RGA1625025 80 250 | 25
RGA1630032 200 |300, 32
Inserts..) D03 Cutting Conditions..) D09

A31
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weteuan RGA Ball Type Milling Cutter

LI = s

¥
A
L1—>| |
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\ ot
L1 —————» 3 J_L
< L -
Feature:
- Good cutting capacity and precision.
R - Good capacity for removing the metal chips and cutting
- UHIBE D RIBEEIIE steadily with high speed.
- HIBRYE > SRUDHEIMEIZE - Processed for three-dimension mould and circularizing
CBRE=XTTRENMNT to an arc.
ITEM CODE D L1 L d T Insert Screw | Wrench
RGA2015020 35 150
RGA2017020 85 170 20
RGA2020025 60 200 28
RGA2021020 20 45 | 210 WPR 20N M | FT20
(R10) 20 P320_-D20 (5020)
RGA2025020 50 250
RGA2025025 100 250 25
RGA2030032 200 300 32
RGA2516025 85 ﬂ 25
RGA2519025 40 190
RGA2523032 70 230 32
RGA2525025 | Ri35) | 60 |250 25 PV;’EOR 2;’;‘5 M| 1730
RGA2525032 85 250 32 ="
RGA2530025 70 300 25 1
RGA2530032 100 300 32
RGA3015032 55 150
RGA3018032 55 180
RGA3021032 30 55 210 32 WPR 30N M8
RGA3025032 | (R1%) [ 55 [250 P320_D30 (s032) | LT30
RGA3030032 65 300
RGA3035032 65 350
RGA3215032 85 150
RGA3218032 45 180
RGA3221032 32 55 210 WPR 32N o | LT30
RGA3225032 | (R16) | 70 |250| 32 P320 -D32
RGA3230032 80 300 -
RGA3235032 100 350
RGA3242032 100 420
Inserts..) D03 Cutting Conditions.. D09

A32

Ball Type Mill Cutter
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weleguan S E Ball

Type Milling

Fiv)

==

QDL_

®
N/

L1

Cutte

r

A

A

ITEM CODE D L1 L d T Insert Screw | Wrench
SE0812012 25 | 120

SE0815012 08 30 |150| 12 QCHWOB02TTFN 22| FIT
SE1015012 10 30 | 150 QCHW100702FN

SE1213016 35 |130| 16

SE1215012 12 30 |150| 12 gim\':;g;;;;:m a3, | FT10
SE1216016 45 160 16

SE1614020 35 | 140 20

SE1616016 G 35 |160| 16 QPHW1612T3EN M4 | e
SE1617020 45 | 170 20 1 QPMT1612T3SN21 (S4001-3)
SE1620016 45 200 16

SE2015025 35 |150| 25

SE2017020 40 170 20

SE2019025 20 45 |190| 25 QPHW201504EN a5 IS
SE2021020 45 210 20 QPMT201504SN21

SE2025025 50 |250| 25

SE2520025 25 401290 25 QPHW251904EN Mo | FT20
SE2528032 80 | 280 32 el

Inserts..) D03
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wereuan ABP Ball Type

«Q
(@)
c
—_
—
)
-

2
v
e

Feature:

HERE - Good cutting capacity and precision.
- DHIBE D RIBEEITIE - Good capacity for removing the metal chips and cutting
- HIBRE - &RUHEIMEIZE steadily with high speed.
-fEBERE=xREININT - Processed for three-dimension mould and circularizing
to an arc.
ITEM CODE D L1 L d T Insert Screw | Wrench
ABP1616016 40 160 16
ABP1618020 40 180 20 A-M3.5
(S3501-1)
ABP1620020 40 200 20
16 ZPFW160 FT15
ABP1621016 50 210 16 B-M4
ABP1620025 50 200 25 (S4006)
ABP1625020 70 250 20
ABP2017020 40 170 20
A-M5
ABP2018025 45 180 25 (85003.2)
ABP2020025 20 75 200 25 ZPFW200 R FT20
ABP2023020 50 230 20 (S5007)
ABP2025025 90 250 25 1
ABP2518025 45 180 25
ABP2520025 45 200 A-M5
(85003-2)| FT20
ABP2520032 25 50 200 32 ZPFW250
ABP2525025 50 250 25 B-M6
(5025) LT30
ABP2525032 90 250 32
ABP2530032 120 300
ABP3018032 50 180
A-M6
ABP3025032 70 250 (56004) FT20
ABP3030032 30 90 300 32 ZPFW300
ABP3035032 90 | 350 ous | LT30
ABP3042032 90 420
Inserts..) D03 Cutting Conditions..) D09

A34

Ball Type Mill Cutter
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wetauan ABPF Ball Type Milling Cutter

L7 o s

| od |
>

N

ITEM CODE D R L L1 L2 L3 L4 d1 d2 Insert Screw | Driver
ABPF 0812012 08 4 120 8 10 30 %0 12 7.5 ZPFG080 | 5008F FT8
ABPF 0815012 150 40 110
ABPF 1011510 115 30 85 10
ABPF 1012012 10 o 120 7 13 et 20 12 9.5 ZPFG100 | 5010F | FT10
ABPF 1015012 150 40 110
ABPF 1018016 180 50 130 16
ABPF 1215012 150 40 110 12
ABPF 1216016 12 6 160 8 15 50 | 110 11.5 | ZPFG120 | 5012F | FT20
ABPF 1220016 200 60 140
ABPF 1613016 130 40 90 16
ABPF 1616016 160 40 120
ABPF 1620016 | 16 | 8 | 200 | 10 | 19 | 40 | 160 15.5 | ZPFG160 | 5016F | FT20
ABPF 1618020 180 60 120
ABPF 2014020 140 40 100 20
ABPF 2017020 170 40 130
ABPF 2020025 20 10 | 200 | 125 | 22 70 130 25 19.5 | ZPFG200 | 5020F | LT25
ABPF 2023020 230 40 190 20
ABPF 2025025 250 80 170
ABPF 2515025 150 50 100 25
ABPF 2518025 180 50 130
ABPF 2523025 230 50 180
ABPF 2520032 25 | 125 200 15 25 % 110 245 | ZPFG250 | 5025F | T30
ABPF 2525032 250 100 | 150
ABPF 2530032 300 110 | 190
ABPF 3015032 150 70 80
ABPF 3018032 180 80 100
ABPF 3021032 210 130 | 80
ABPF 3025032 30 15 | 250 18 30 100 | 150 32 29.5 | ZPFG300 | 5030F | LT30
ABPF 3030032 300 110 | 190
ABPF 3035032 350 110 | 240
ABPF 3042032 420 110 | 310
ABPF 3218032 180 80 100
ABPF 3225032 250 100 | 150
ABPF 3230032 32 16 | 300 | 19 | 30 | 110 | 190 31.5 | ZPFG320 | 5030F | LT30
ABPF 3235032 350 110 | 240
ABPF 3242032 420 110 | 310

Inserts..) D03 Cutting Conditions..) D10
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weicusn BNM Ball Type Milling Cutter

L6 b 9

ke
L3
L
ITEM CODE D R L L1 L2 L3 d Insert Screw | Wrench
BNM 0811510 115 30 85 10
BNM 0812012 08 4 120 | 10 30 90 12 BNM-080 5008D| FT7
BNM 0815012 150 30 | 120 | 12
BNM 1011510 115 30 85 10
BNM 1012012 10 5 |120| 13 | 30 | 90 | 12 BNM-100 5010D| FT8
BNM 1015012 150 30 | 120 | 12
BNM 1215012 150 30 | 120 | 12
BNM 1216016 12 6 160 | 15 50 | 110 | 16 BNM-120 5012D| FT10
BNM 1220016 200 60 | 140 | 16
BNM 1613016 130 40 90 16
BNM 1616016 160 | 19 40 | 120 | 16
BNM 1620016 - . 200 40 | 160 | 16 BNM-160 5016D| FT15
BNM 1618020 180 60 | 120 | 20
BNM 1621020 210 | 28 70 | 140 | 20
BNM 1630032 300 200 | 100 | 32
BNM 2015020 150 40 | 110 | 20
BNM 2017020 170 | 22 40 | 130 | 20
BNM 2021020 20 10 210 40 | 170 | 20 BNM-200 5020D| FT20
BNM 2020025 200 70 | 130 | 25
BNM 2025025 250 | 34 80 | 180 | 25
BNM 2030032 300 200 | 100 | 32
BNM 2516025 160 50 | 110 | 25
BNM 2520025 200 | 25 50 | 150 | 25
BNM 2525025 25 125 250 50 | 200 | 25 BNM-250 5025D| LT25
BNM 2520032 200 90 | 110 | 32
BNM 2525032 250 | 41 100 | 150 | 32
BNM 2530032 300 120 | 180 | 32
BNM 3015032 150 60 90 32
BNM 3018032 180 100 | 80 32
BNM 3021032 30 15 210 e 130 | 80 32 BNM-300 5030D| LT30
BNM 3025032 250 170 | 80 32
BNM 3030032 300 100 | 200 | 32
BNM 3035032 350 100 | 250 | 32
Inserts..) D16 Cutting Conditions..) D16
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weteuan RGK Ball Type Milling Cutter

\

Y \
=) ©
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YFEL Feature:
- PEIiREEFRNZ ETHEI - Minimun vibration so as to cutting steadily.
-UHIEZEES  EERRINTA - With steady cutting, fit for heavy cutting and engraving.
- SRR HI B A E A - Special for cutting, milling, and engraving
processing in mould.
ITEM CODE D | L1 L2 L d T Insert Screw | Wrench
RGK2015020 20 120.5 45 150 20 P26315-R10
RGK2020020 ’ 58 200 SDMT060304
RGK2515025 45 150 M2.5
RGK2520025 55 |200| 25 26315-R12 (s2502-1) | FT8
25| 23 P26315-R
RGK2521032 60 210 P SDMTO060304
RGK2525032 90 250
RGK3215032 50 150
RGK3221032 32 | 31 70 210 | 32 P26315-R16 M4 FT15
RGK3225032 80 250 SDMT090308 (S4003-1)
RGK3230032 90 300
RGK4022042 80 220
P26315-R20
RGK4026042 40 |41.5| 80 260 | 42 4 SPMT 120408
RGK4030042 100 300
RGK5020042 100 |200| 42 s500.2) FT20
RGK5020050.8 50 O 100 200 2 P26315-R25
RGK5025050.8 120 250| 50.8 SPMT120408
RGK5030050.8 120 300
Inserts..) D02 Cutting Conditions..) D09

A37
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wereuank RCF Ball Type Milling Cutter

L0 65 b L9 s

) L . ‘

- JJR&ROEEE - UHREE R
- JR%&IRERBNVEHRNBIZE

Feature:
- With convex figure of inserts and cutting in a sound of vibation.

-BEMNIA  NMIERKBERES - With two slots in the inserts locked firm, fit for cutting steadiy.
- EfEHHI B EE R - Special for milling and cutting in mould.
ITEM CODE D L1 L d T Master piave | Pejieneral | Screw | Wrench
RCF1616016-2 16 80 160 16 5 ZCET ZCET M2.5 FTs
RCF1620016-2 80 |200| 16 080CE | 080SE (52501-3)
RCF2015020-2 40 150 | 20
RCF2015025-2 60 150 | 25
RCF2020020-2 60 |200| 20 2 M3 FT10
RCF2020025-2 70 |200| 25 (83003)
RCF2022020-2 70 |220| 20
RCF2025025-2 20 90 |250| 25
RCF2015020-4 50 |150| 20 ZCEW | ZCEW
RCF2015025-4 60 | 150 25 100CE | 100SE M3 ETi0
RCF2020020-4 60 |200| 20 A CPMT
RCF2020025-4 70 200| 25 080204 M2.5
RCF2025032-4 90 [250| 32 (s2502-1) | FT8
RCF2030032-4 110 |300| 32
RCF2515025-2 40 150 | 25
RCF2515032-2 50 150 | 32 M4
RCF2523025-2 60 |230 25 | 2 (sa00s) | FT15
RCF2523032-2 70 |230| 32
RCF2525032-2 100 |250| 32
RCF2515025-4 50 150 | 25
RCF2520025-4 25 60 200 | 25 ZCEW ZCEW
RCF2515032-4 60 150 32 125CE 125SE M4
RCF2520032-4 65 |200| 32 (84009)
RCF2523025-4 60 |230| 25 4 009'32"02 FT15
RCF2523032-4 70 |230| 32 M4
RCF2525032-4 100 | 250 | 32 (54001-3)
RCF2530025-4 60 |300| 25
RCF2530032-4 110 |300| 32
RCF3015032-2 45 150 | 32 2 M5 =
RCF3020032-2 50 |200| 32 (o)
RCF3015032-4 50 150 | 32
RCF3020032-4 80 [200| 32 M5
RCF3023032-4 30 100 |230| 32 ZCEW ZCEW (ssoor) | 120
150CE 150SE CPMT
RCF3025032-4 100 |250| 32 4 090308
RCF3030032-4 100 |300| 32 M4
(s4001-3) | FT15
RCF3035032-4 100 |350| 32
RCF3040032-4 100 |400| 32
Inserts..) D04 Cutting Conditions..) D09

A38

Ball Type Mill Cutter
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Type

wereuan RC U Ball

KB -
- DREROERE

 HIREBER/N

DR RHERBNBERINUYHZE
-ERBNIA MIERKEERLE

it
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M

illing Cu

Feature:

tte

—_

- With convex figure of inserts and cutting in a sound of

vibation.

- With two slots in the inserts locked firm, fit for cutting

e g steadiy.

RREAIEMER - Special for milling and cutting in mould.

ITEM CODE D L1 L d T | Moeert eere | Pelbes®' | Screw | Wrench
RCF4020042-4 200

RCF4025042-4 . 250 . (SIQAO%” o
RCF4030042-4 300 2cEwW | ZCEW | cpyt
RCF4035042-4 40 350 e | | o
RCF4016050.8-4 65 |160

RCF4020050.8-4 oo | 200 50.8 sitors | FT18
RCF4025050.8-4 250

RCF5020042-4 75 | 200

RCF5025042-4 75 | 250

RCF5035042-4 90 |350 2 M6 | 10
RCF5040042-4 100 | 400 R ZCEW | opmT e
RCF5020050.8-4| 50 200 o | 250CE | 2508E | 120408
RCF5025050.8-4 250 M5
RCF5030050.8-4 100 |300]| 50.8 (ss001) | FT20
RCF5035050.8-4 350

RCF5040050.8-4 400

RCU5020042-4 200

RCU5025042-4 250

RCU5030042-4 300| 42

RCU5035042-4 1350 | (SIe\SAo%n LT30
RCU5040042-4 50 100 | 400 ZCET ZCET 1(;22%2
RCU5020050.8-4 200 250CE-N| 250SK-N

RCU5025050.8-4 250 M5 | FT20
RCU5030050.8-4 300 50.8 (85001)
RCU5035050.8-4 350

RCU5040050.8-4 400

Inserts..) D04

Cutting Conditions..) D12
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ASB Ball Type Milling Cutter

WLEI GUAN

ITEM CODE D | L1| L2|(L3| L| d| Masterinsert Slave Insert Peripheral Insert | Insert Screw | Clamp+Screw| WWrench
ASB 4020042-4 100 (100200 (SIXIO%&) VR.08 FT15
ASB 4025042-4 40 | 50 140|110 [250|42| ZPET200CE-N | ZPET200SK-N | CPMT090308 a0 (Sl;/lo%.s% FT20
ASB 4030042-4 140 [160 [300 bR LT30
ASB 5020050.8-4 85 200 M6.0

(S6001-1) YR-28 FT20
ASB 5025050.8-4 | 50 | 63 |115/135|250|50.8| ZPET250CE-N | ZPET250SK-N | CPMT120408 M8.0

M5.0 (S0822) LT30

ASB 5030050.8-4 185(300 (85001-1)

Inserts..) D04

Cutting Conditions..) D08

W) S W B IR

SWB Ball

WLI GUAN

B OE g T

Type Milling Cutter

S PR ST e

jlu

ITEM CODE D L L1 d Master Insert Slave Insert |Peripheral Insert| Screw | Wrench
SWB 2016020-2 160 | 80
SWB 20200202 | 20 [200 | 120 | 20 | SWB220MMW | SWB220MSW S3001-4 FT10
SWB 2516025-2 160 | 80
Wb 22200055 | 2° 200 120 | 25 | SWB225MMW | SWB225MSW $4005-1 FT15
SWB 3020032-2 200 | 120
SWB 30250322 | 30 | 250 | 170 | 32 S5006 | FT20
SWB 3030032-2 300 | 200
SWB 3015032-4 150 | 70
SWB 3018032-4 180 | 100
SWB 3021032-4 210 | 130 SWB230MMW | SWB230MSW
SWB 3023032-4 230 | 150 S5006 | FT20
swB 30250324 | ° [250 | 170 | 2 W-SPO2GS 1840031 FT15
SWB 3030032-4 300 | 200
SWB 3035032-4 350 | 200
SWB 3040032-4 400 | 200
SWB 4016042-4 160 | 80
SWB 4020042-4 200 | 100 S6004-2
SWB 20250404 | %0 [250 [ 140 | 42 | SWB240MMW | SWB240MSW | SPGA090304 |3 "2 ";ﬁg
SWB 4030042-4 300 | 140
(©'SWB 5020050.8-4(H) 200 | 120
©SWB 5025050.8-4(H) 250 | 150 MSPa Ej;s)ggo%g;
(OSWB 5030050.84(H)| 50 | 300 | 150 | 50.8 | SWB250HMN-N | SWB250HSN-N (SPI;AS_‘F 123(’)3‘?8) Hgg
©OSWB 5035050.8-4(H) 350 | 270 $5003-2
(OSWB 5040050.8-4(H) 400 | 250

Inserts..) D17

Cutting Conditions..) D17.D17-1

©SWB50-4 — S6002-1

©OSWB50-4H—+>S6002-2

Ball Type Mill Cutter
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woleusn GCX=-45° Spot Drill Cutter

L1 \

- .
g

=

o L

o

; ITEM CODE D L L1 d Angle Range Insert Screw | Wrench
c

% GCX2010012-45C 2 0 35 12 Omm~20mm TCMX16T308 |S4001-3| FT15
= GCX2013020-45C 20 130 40 20

AT 80 Bl i St 70 (IR ()
7

Figt
i)
< Pk
S N —
& D L3
| L

Fig2

X

f—]
od

. N
B L2 ~ L3

(&) :

ITEM CODE D L1 L2 L3 L d T Insert (pcs) Screw |Wrench
ATC 50-105-220-50.8 105 | 135 220 APLT130422503)
ATC 50-158-275-50.8| 50 | 158 | 190 | 85 | 275 |50.8| 4 | seriizoi0Ry, | 4452, | FT20 Figt
ATC 50-200-300-50.8 200 | 215 300 APLT15042250)

ITEM CODE D L1 L2 L3 L d T Insert (pcs) Screw |Wrench
ATC 50-105-275-50.8 105 190 275 SPLT120408(20) M5.0 :

50 85 50.8| 4 - FT20 Fig2

ATC 50-105-300-50.8 105 | 215 300 S o272
Inserts..)» D02 Cutting Conditions..) D13

A41



MWH G TS H t) Bl i &

wetcuan G TS Rough End Mill Cutter

D| |
T@ﬁ@ [©)
L1
L
ITEM CODE D L1 L d T Insert(pcs) Screw | Wrench
GTS2010025 20 23 |100| 25 2 CCMT060204(6) M2.5 | FT8 R
GTS2513025 25 30 |130| 25 4 CCMT060204(8) (52502-1) IETS ﬁ
GTS3214032 32 40 |140| 32 2 CPMT090308(10) (s%'(ﬁ-s) FT15 g
GTS4020042 40 77 | 200| 42 3 APMT1135PDER(27) aez IR o
GTS-63-25.4 63 43 | 65 | 25.4| 4 M4
APKT1604(12 FT15
GTS-63-27.0 63 43 65 | 27.0 4 (12) (S4001-1)
Inserts..) DO1 Cutting Conditions..) D13
MWHG2038@F Ak #H t) Hl £
wetauan G2038 Rough End Mill Cutter

LRt

[ 1
o |
B B
Dl E - d
L
ITEM CODE D L1 L d T Insert(pcs) Screw | Wrench
o EAEE. SDLX090308(6)
G2038-32-50-155-32 | 32 50 155 | 32 2 ADLX13032ZR(1)
M4
SDLX090308(12) (s4002-3) IR
G2038-40-50-155-32 | 40 50 155 | 32 4 ADLX15032ZR(2)
SPLT120408(12
CAUSEREE 2 63 62 | 80 | 254 | 4 APLT1504ZZ§?(2)) V5
6 (S5003-2) FT20
G2038-80-31.75 80 67 80 | 31.75 SPLT120408(18)
G2038-80-32.0 80 67 80 | 32.0 6 APLT1504ZZR(3)
Inserts..) D02 Cutting Conditions..) D13

A42
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A43

W) ASRT-37REB IR # 7

weteuan  ASRT Three Corners-Radius Milling Cutter

L1
L

ITEM CODE D L1 L d Insert Screw | Clamp+Screw | Wrench
ASRT 30-2515025-2 o5 60 150
ASRT 30-2520025-2 60 200
ASRT 30-2815025-2 o8 40 150 o5
ASRT 30-2820025-2 40 200 WDNWO09T320 M3.5 le|?3:055 =
ASRT 30-3015025-2 30 40 150 (83501-1) (835011
ASRT 30-3020025-2 40 200
ASRT 30-3215032-3 39 70 150 .
ASRT 30-3220032-3 70 200
ASRT 40-3215032-2 32 70 150
ASRT 40-3220032-2 70 200
ASRT 40-3515032-2 35 50 150 32 WDNW120420 (s'\z{lod(')'s(-)e) YIVII?4-.OO6 s
ASRT 40-3520032-2 50 200 (S4008-6)
ASRT 40-4015032-3 40 50 150
ASRT 40-4020032-3 50 200

Inserts..) D20

Cutting Conditions..) D20-1



W) ASR20% 7 8 g & /D

wetcuan ASR20 Multi-Flutes Milling Cutter

g

]

d
o L1
L
ITEM CODE D L1 L d T Insert Screw Wrench
ASR20-1615016-2 | 50 150 2
ASR20-1618016-2 50 180 2
ASR20-1715016-2 30 150 | 16 | 2
ASR20-1718016-2 | ' 30 180 2
ASR20-1815016-2 | 18 30 150 2
ASR20-2015020-2 | 20 60 150 2
ASR20-2015020-3 60 150 3
ASR20-2020020-3 | 0 80 200 | | 3
ASR20-2115020-3 | 30 150 3
ASR20-2120020-3 30 200 3
ASR20-2216020-3 | 22 30 160 3
ASR20-2515025-4 | 70 150 4 EPNWOB03TN-8 ( S'\Z/IS%-?’S_s) FT8
ASR20-2520025-4 100 200 4
ASR20-2615025-4 | - 35 180 | | 4
ASR20-2620025-4 35 200 4
ASR20-2815025-4 | g5 150 4
ASR20-2820025-4 35 200 4
ASR20-3015032-4 | 70 150 4
ASR20-3020032-4 120 200 4
ASR20-3215032-5 | 70 150 5
ASR20-3220032-5 120 200 | | 5
ASR20-3515032-5 | . 45 150 5
ASR20-3520032-5 45 200 5
ASR20-4015032-6 | 45 150 6
ASR20-4023032-6 45 230 6

Inserts..) D20

Cutting Conditions..) D25

A44

R-Type Surface

Milling Cutter
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WWRAHPSBRIR % 7 R4

wetecuan RAH R-Type Surface Mllllng Cutter

LY =) o (LT

B Feature:
- EBENMI=XTER JAREBEFETES - Used by processing of three-dimension mound.
womgh e, SETJIER » REEEM - - With round inserts, high economic efficiency,speed,and
precision.

ITEM CODE D L d T Insert isert | Qamp* | wrench
RAH1213012-R4-1 12 130 VR.05
RAH1215012-R4-1 150 12 1 B @
RAH1415012-R4-1 14 150 (s3002:1)
RAH1615015-R4-2 150 15
RAH1615015.6-R4-2 150 | 156 | 2 VR4
RAH1613016-R4-2 16 130
RAH1615016-R4-2 150 oah)
RAH1620016-R4-2 200 "

RAH1715016-R4-2 17 150 e I FT8
RAH1720016-R4-2 200 A
RAH1820016-R4-2 18 200
RAH2015020-R4-2 150 9
RAH2020020-R4-2 200 20
RAH2023020-R4-2 20 230 VRS
RAH2025025-R4-2 250 25 V3.0
RAH2115020-R4-2 150 (S3002-1)
RAH2120020-R4-2 | 2! 200 20
RAH2221020-R4-2 22 210
RAH2515025-R4-2 . 150 -
RAH2530025-R4-2 300

Inserts..) D04 Cutting Conditions..) D12

A45



iR

wercuan RAH R-Type Surface Milling Cutter

ChEd =1

-BENTI=RTER » THEBAEFEIDER
FEEW - EIEBIR > REEFBM -

MW)WR AHBRIM#® J RS

Feature:

- Used by processing of three-dimension mound.
- With round inserts, high economic efficiency,speed,and

precision.

ITEM CODE D L d Insert gsert | Clamp* | wrench
RAH2515025-R5-2 150
RAH2520025-R5-2 | 200
RAH2523025-R5-2 230
RAH2530025-R5-2 300 5
RAH3015025-R5-2 150
RAH3020025-R5-2 | 5, 200
RAH3025025-R5-2 250
RAH3030025-R5-2 300
RAH3215025-R5-3 150 25
RAH3215032-R5-3 150
RAH3220032-R5-3 | 32 200

RAH3225032-R5-3 250 | °? e | ROO8
R AH3230032-R5.3 300 RDMT10T3MOTN | % M3 FT15
RAH3515032-R5-3 150

RAH3517032-R5-3 170

RAH3520032-R5-3 200 39

RAH3525032-R5-3 | 35 250

RAH3530032-R5-3 300

RAH3535032-R5-3 350

RAH3540042-R5-3 400 42

RAH4015032-R5-3 150

RAH4020032-R5-3 200

RAH4025032-R5-3 | 0 250 %2

RAH4030032-R5-3 300

Inserts..) D04

Cutting Conditions..) D12

A46

R-Type Surface

Milling Cutter
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A47

MWWR AHBRIG # 7JR6

woreuan RAH R-Type Surface Milling Cutter

F5Rh

-RENI=RTER  JTHREBEFLIDAESR
OB - EJEEIR - REERM -

E e =T it

A\

Feature:
- Used by processing of three-dimension mound.
- With round inserts, high economic efficiency,speed,and

precision.
ITEM CODE D L d Insert msert | Clamp* | wrench

RAH2515025R6-2 150
RAH2520025R6-2 | 2° 200
RAH2615025R6-2 150

26 25
RAH2620025R6-2 200
RAH3015025R6-2 | 150
RAH3020025R6-2 200
RAH3215032R6-2 150
RAH3220032R6-2 | 32 200 RDMT1204MOTN | (sdtose) | ' 00 | FT15
RAH3225032R6-2 250 (S4008-6)
RAH3515032R6-3 150
RAH3520032R6-3 | 35 200 32
RAH3525032R6-3 250
RAH4015032R6-3 150
RAH4020032R6-3 | 40 200
RAH4025032R6-3 250

Inserts..) D04

Cutting Conditions..) D12



\»R A H BRI # 7 RS

wetcuan RAH R-Type Surface Milling Cutter

EhEd =1t

YrEf Feature:
-BENMI=XER » JREKRB VI=Ek=] - Used by processing of three-dimension mound.
Wt ETIPEIR » REE S - - With round inserts, high economic efficiency,speed,and
precision.
ITEM CODE D L d T Insert gisert | Clamp+ | wrench

RAH3515032-R8-2 35 150
RAH3523032-R8-2 230 5 YR-08
RAH4015032-R8-2 40 150 32 5.0
RAH4023032-R8-2 230 RDMX1604MOTN | g5502:1) 5.0 FT20
RAH5015032-R8-3 50 150 (S5003-1)
RAH6315042-R8-3 63 150 42 3
RAH6325042-R8-3 250

Inserts..) D04 Cutting Conditions..) D12

MWW A B RIR # 7R3

weteuan WA R-Type Surface Milling Cutter

A\ 4

ITEM CODE D L d T Insert Screw Wrench
WA12.515010-R3-1 12 5 150 10 1
WA12.515012-R3-1 150 12 1
WA1615016-R3-2 150 16 RPMN0602MO (s'\éls%éﬁ) FTS
WA1625016-R3-2 16 250 16 2
WA1625020-R3-2 250 20
Inserts..) D04 Cutting Conditions..) D11

A48

R-Type Surface
Milling Cutter
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A49

MWWHR AWB R % 7 R6

wetouan RAW R-Type Surface Milling Cutter

RiEh

-BENI=RTER » THERBAEFEIDEE
OB - EIERIR > REEFRBM -

EhEd =1

v

Feature:

- Used by processing of three-dimension mound.
- With round inserts, high economic efficiency,speed,and

precision.

ITEM CODE D L d T Insert msert | Clamp* | wrench
RAW2515025-R6-2 | 150 2
RAW2520025-R6-2 200 05 2
RAW3015025-R6-2 | 150 2
RAW3022025-R6-2 220 2
RAW3215032-R6-2 150 2 YR-16
RAW3223032-R6-2 | 32 230 2 M4 FT15
RAW3230032-R6-2 300 2 RPMT1204MOE | (40010 | ) 5 | FT20
RAW3515032-R6-3 150 3 (et
RAW3523032-R6-3 | 35 230 32 3
RAW3530032-R6-2 300 2
RAW4018032-R6-3 180 3
RAW4023032-R6-3 230 3
RAW5015032-R6-4 | 50 150 4

Inserts..) D04

Cutting Conditions..) D11



WWRAMBRIGE $## 77 R4 R5

RAM R-Type Surface Milling Cutter

EhEd =1t

WEI GUAN

158

-BENI=R7TER  JHEBEFLIES
AR EIBIR > REEREM -

\ 4

Feature:
- Used by processing of three-dimension mound.
- With round inserts, high economic efficiency,speed,and

precision.

ITEM CODE D L d Insert gisert | Gamp* | wrench
RAM1615015-R4-2 150 15
utspiserez| |10 |1 T cowosomno | M0, WYSHL,
RAM2015020-R4-2 | 20 150 20
RAM2515025-R5-2 150
RAM2518025-R5-2 | 25 180
RAM2523025-R5-2 230
RAM3015025-R5-2 150 25
RAM3020025-R5-2 200 YR-15
RAM3025025-R5-2 | 0 250 RPMW1003MO (sm(ﬁ-a m3.5 | FT15
RAM3030025-R5-2 300 (539010
RAM3515032-R5-3 150
RAM3520032-R5-3 . 200 30
RAM3525032-R5-3 250
RAM3530032-R5-3 300

Inserts..) D04

Cutting Conditions..) D11

A50

R-Type Surface

Milling Cutter
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oE #t /JJ R5 R6 R8

&/QDR H % R ﬁ& Milling Cutter
s T

weteuan RH R-Type Surfac

o J8

D
e
O
-
,,,,,, I
d
ITEM CODE D L d T Insert gsert | Clamp* | wrench
RH50-22.0-R5-4 22.0 4
RH50-25.4-R5-4 50 %0 25.4 4
YR-05
RH63-22.0-R5-5 22.0 | 5 | RDMT10T3MOTN | gitsry | M3.5 | FT15
RH63-25.4-R5-5 63 50 25.4 5 (53501-1)
RH63-27.0-R5-5 27.0 5
RH40-16.0-R6-3 40 45 16.0 3
RH50-22.0-R6-4 50 50 22.0 4 ROMT1204MOTN M4 YR-06 FT15
RH63-22.0-R6-5 | 50 220| 5 (s40036) | M )
RH63-25.4-R6-5 25.4 5
RH50-22.0-R8-3 50 50 22.0 3
RH60-25.4-R8-3 60 50 25.4 3
RH63-22.0-R8-4 22.0 4
RH63-25.4-R8-3 25.4 3
RH63-25.4-R8-4 63 50 25.4 4
RH63-27.0-R8-3 27.0 3
RH63-27.0-R8-4 27.0 4
RH66-22.0-R8-4 22.0 4
RH66-25.4-R8-3 25.4 3 M5 YR-08
RH66-25.4-R8-4 56 50 25.4 4 RDMX1604MOTN | (s5002-1) M5 FT20
RH66-27.0-R8-3 27.0 8 (S5003-1)
RH66-27.0-R8-4 27.0 4
RH80-25.4-R8-3 25.4 3
RH80-25.4-R8-5 80 50 25.4 5
RH80-27.0-R8-5 27.0 5
RH100-25.4-R8-5 25.4 5
RH100-31.75-R8-5| 100 55 31.75 5
RH100-32.0-R8-5 32.0 5
Inserts..) D04 Cutting Conditions..) D12

A51



O
@)
ITEM CODE D L d T Insert msert | Clamp* | wrench
RW50-22.0-R6-4 | 50 50 22.0 4
RW63-22.0-R6-5 22.0 5
RW63-25.4-R6-5 | 63 50 25.4 5 VRS
M4 - FT15
RW63-27.0-R6-5 27.0| 5 RPMT1204MOE | Md 1 1 o
S4501-1 FT20
RW80-22.0-R6-5 80 22.0 5 ( )
RW80-25.4-R6-5 5 25.4 5
RW92-31.75-R6-6 | 92 31.75| 6
Inserts..) D04 Cutting Conditions.. Y D11
3 = /,
7
W RMBRMEFEHE 5
wolguank RM R-Type Surface Milling Cutter
D
- O
O
=\ / i
d
ITEM CODE D L d T Insert gsert | Qlamp* | wWrench
RM50-22.0-R5-4 | 50 50 22.0 4
RM50-25.4-R5-4 | 50 50 25.4 4 RPMWA003MO M4 YR-15 =15
RM63-22.0-R5-5 | 63 50 22.0| 5 B 3.5,
RM63-25.4-R5-5 | 63 50 25.4 5
Inserts..) D04 Cutting Conditions..) D11

A52

R-Type Surface
Milling Cutter
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WG RABREMB#H JR10

weteuan GR R - Type Surface Milling Cutter

CT N\ |

‘ D

ITEM CODE

d Insert T Wrench

GR120-31.75-6

120

60

31.75 RPMN2004 6 TH4

Cutting Data..) D11

A\A) AS VS E B F b MRk R

wetcuan ASV Super Vertical

Milling Cutter

LT i

_I |-t T T T T T T T T T I
d
ITEM CODE D L d T Insert Screw | Wrench
ASV 50-22.0-3 50 | 50 | 22.0 3
ASV 50-22.225-3 50 | 50 |22225| 3
ASV 63-22.0-3 63 | 50 | 220 3
ASV 63-22.0-4 63 | 50 | 220 4 MPHW120516ZEL M5.0
ss001-1) | FT20
ASV 63-22.225-3 63 | 50 |22225| 3 MPMT120516ZEL ¢ )
ASV 63-22.225-4 63 | 50 |22225| 4
ASV 63-25.4-3 63 | 50 | 254 3
ASV 63-25.4-4 63 | 50 | 254 | 4

Inserts..) D18

A53

Cutting Conditions..) D18



W) GPAHFBE A & 2 ¥ & #% )

weicuan GPAHFB Shell Type Surface Mill Cutter

L0 6= o 1L &

—
d
ITEM CODE D L d T Insert Screw | Wrench
GP500-22.0-4 50 45 22.0 4
GP630-22.0-5 63 50 22.0 5
GP630-25.4-5 63 50 25.4 5
GP630-27.0-5 63 50 27.0 5 M4
HE_ e (s4001-1) | FT15
GP800-31.75-6 80 55 31.75 6
GP800-32.0-6 80 55 32.0 6
GP1000-31.75-7 100 55 31.75 7
GP1000-32.0-7 100 55 32.0 7
Inserts..) D01 Cutting Conditions..)) D07
ITEM CODE D L d T Insert Screw | Wrench
AHFB500-22.0-4 50 45 22.0 4
AHFB630-25.4-5 63 50 25.4 5 APMT150408R (841\401_3) FT15
AHFB800-31.75-6 80 55 31.75 6
Inserts..) D01 Cutting Conditions..) D07

VO P E R EE S D

weteuan PE Shell Type Surface Mill Cutter

d
ITEM CODE D L d T Insert Screw | Wrench
PE630-22.0-4 63 50 22.0 4
PE630-25.4-4 63 50 25.4 4
PE800-25.4-5 80 55 25.4 5 AP__1604 by | FT15
PE800-31.75-5 80 55 31.75 5
PE1000-31.75-6 100 OIS 31.75 6
Inserts..) D01 Cutting Conditions..) D07

A54

Shell Type Surface

Mill Cutter
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A55

W)YAHUB BEEEHFHEHK D

wercuan AHUB High-Feed Surface Milling Cutter

L0 6= b (L AL

—
T N
ITEM CODE D L d T Insert Screw | Wrench
AHUB 50-22.0-4 50 45 | 22,0 4
AHUB 50-22.225-4 50 45 |22.225| 4
AHUB 63-22.0-5 63 50 | 22.0 5
AHUB 63-22.225-5 63 50 [22.225| 5
AHUB 63-25.4-5 63 50 | 25.4 5 JDMT150508R A0, | FT15
AHUB 80-22.0-6 80 55 | 22.0 6
AHUB 80-25.4-6 80 55 | 254 6
AHUB 100-31.75-7 | 100 | 55 | 3175 | 7
AHUB 100-32.0-7 100 | 55 | 320 7
Inserts..) D14 Cutting Conditions..) D14

AAH R390B.11 R390B.17 & & 3 #5 I B 8t /)

weicuan R390B.11 R390B.17 High-Feed Surface Milling Cutter

With air hole D L d T Insert Screw | Wrench
R390B.11-50-22.0-7+A| 50 | 50 | 22.0 | 7 R300 A1 T304M-PM M25 | g
R390B.11-63-22.0-7+A| 63 | 50 | 220 | 7 (52503-3)

Non air hole D L d T Insert Screw | Wrench

R390B.17-50-22.05 | 50 | 50 | 22.0 | 5
R390B.17-63-22.0-6 | 63 | 50 | 220 | 6
R390B.17-63-25.46 | 63 | 50 | 254 | 6
R390B.17-80-31.75-7 | 80 55 | 3175 | 7 R390-170408M-PM S IGE
R390B.17-80-32.0-7 | 80 | 55 | 320 | 7
R390B.17-100-31.75-7| 100 | 55 | 31.75 | 7
R390B.17-100-32.0-7 | 100 | 55 | 320 | 7

Inserts..) D24 Cutting Conditions..) D24



WHWASRF BEBRBEH D

weleusn ASRF

Super Radius Surface Milling Cutter

ITEM CODE D L d T Insert Screw | Clamp+Screw | Wrench
ASRF 50-22.0-3 50 50 22.0 3
ASRF 50-22.225-3 50 50 22.225 3
ASRF 50-22.0-4 50 50 22.0 4
ASRF 50-22.225-4 50 50 22.225 4
ASRF 63-22.0-3 63 50 22.0 8
ASRF 63-22.225-3 63 50 22.225 8 YR-06
ASRF 63-22.225-4 63 50 | 22225 4 (S4008-6)
ASRF 63-25.4-3 63 50 254 3
ASRF 63-25.4-4 63 50 254 4
ASRF 80-31.75-4 80 55 31.75 4
ASRF 80-32.0-4 80 55 32.0 4
ASRF 80-31.75-5 80 55 31.75 5
ASRF 80-32.0-5 80 55 32.0 ©

Inserts..) D19

Cutting Conditions..) D19

MWHWASRT-37RBMEEH T

wercuan ASRT Three Corners-Radius Milling Cutter

¥
¢

-

E

ITEM CODE D L d T Insert Screw | Clamp+Screw | Wrench
ASRT 50-22.0-3 50 50 22.0 3

ASRT 50-22.225-3 50 50 | 22225 3
ASRT 50-22.0-4 50 50 22.0 4 JDMT120420 M4 .0 YR-06

ASRT 50-22.225-4 | 50 | 50 | 22.225 4 WDNW120420 | (S40036) | J00 FT13
ASRT 52-22.0-4 52 50 22.0 4

ASRT 52-22.225-4 52 50 | 22225 4
ASRT 63-22.0-4 63 50 22.0 4

ASRT 63-22.225-4 63 50 | 22225 4
ASRT 63-25.4-4 63 50 25.4 4
ASRT 80-22.0-5 80 60 22.0 5 JDMT140520 M5.0 TR

WDNW140520 | (55002:8) : Pl

ASRT 80-25.4-5 80 60 25.4 5 (S5003-1)

ASRT 80-31.75-5 80 60 | 3175 5

ASRT 100-31.75-6 | 100 | 60 | 31.75 6

ASRT 100-32.0-6 100 | 60 32.0 6

Inserts..) D20

Cutting Conditions..) D20-2

A56

Shell Type Surface

Mill Cutter
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A57

WYHUEXBEBSME T M@ D

weteuan UEXB Shell Type Surface Mill Cutter

i T i

D .
|0
| R
d
ITEM CODE D L d T Insert Screw Wrench
UEXB 50-22.04 | 50 | 45| 220 4
UEXB 63-22.0-5 | 63 | 50 | 220 5 ADET160308SR o FT15
UEXB 63-254-5 | 63 | 50 | 254 5

Inserts..) D01 Cutting Conditions..) D07

MWHASR20Z 7 BIBB T E T

wercuan ASR20 Multi-Flutes Surface Mill Cutter

EhEd =18

D s
A
L
\ A Y
5
ITEM CODE D L d T Insert Screw Wrench
ASR20-50-22.0-7 50 50 22.0 7
ASR20-50-22.225-7 50 22.225 7
ASR20-52-22.0-7 52 50 22.0 7
ASR20-52-22.225-7 50 22.225 7 EPNWO603TN-8 (22520'33) FT8
ASR20-63-22.0-8 63 50 22.0 8
ASR20-63-22.225-8 50 22.225 8
ASR20-66-22.0-8 66 50 22.0 8
ASR20-66-22.225-8 50 22.225 8
Inserts..) D20 Cutting Conditions..) D25-1



MWHASF5 B

wercuan ASF5 Super Radius Surface

3

% A

% B g T
Milling Cutter

LT

R15

—— () Vi
‘ 2D1(D-20) ap=3.0 2D1(D-20) Yo 30
@D 2D P
Fig-1 Fig-2
ITEM CODE D D1 d T Insert Screw |Wrench Shape
ASF5-63-22.225-4 63 43 50 | 22225 | 4
ASF5-63-22.0-4 50 22.0 4
ASF5-80-31.75-4 63 31.75 4 M5.0 ;
80 60 g FT20 | Fig-1
ASF5-80-32.0-4 63 | 320 | 4 (i)
ASF5-100-31.75-5 63 31.75 5
ASF5-100-32.0-5 100 80 63 32.0 5
Bt - SDNW1505ZDTN-R15
ASF5-125-31.75-6 63 | 31.75 | 6
125 | 105
ASF5-125-32.0-6 63 32.0 6
ASF5-160-50.8-8 63 50.8 8 M5.0 FT20 .
160 | 140 Fig-2
ASF5-160-40.0-8 63 | 400 | 8 (85002-8) | TH4
ASF5-200-47.625-10 63 | 47.625 | 10
200 180
ASF5-200-60.0-10 63 60.0 10
Inserts..) D26 Cutting Conditions..) D26
Insert Screw Locater Locater Screw | Wedge Screw Wedge
S5002-8 ASF-SET ASF-S01W GCS816-2 GSC09

A58

Shell Type Surface

Mill Cutter
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W) A S X445-45 7% B S & # )

wetcuan ASX445-45Shell Type Sueface Mill Cutter

250
263
280

4

—

ITEM CODE

D1 D2

Wrench

Shape

ASX 445-50-22.0-3

ASX 445-50-22.0-4

ASX 445-50-22.0-5

50 63

40

22.0

ASX 445-50-25.4-3

ASX 445-50-25.4-4

ASX 445-50-25.4-5

50 63

50

254

ASX 445-63-22.0-4

ASX 445-63-22.0-5

ASX 445-63-22.0-6

63 75.9

45

22.0

ASX 445-63-25.4-4

ASX 445-63-25.4-5

ASX 445-63-25.4-6

63 75.9

50

25.4

ASX 445-80-25.4-4

ASX 445-80-25.4-6

ASX 445-80-25.4-8

80 93.2

50

25.4

ASX 445-80-27.0-4

ASX 445-80-27.0-6

ASX 445-80-27.0-8

80 93.2

50

27.0

ASX 445-100-31.75-5

ASX 445-100-31.75-7

ASX 445-100-31.75-10

100 113.2

50

31.75

N Ogh|oo| o |~ AlOOIIO OOl OWO|D|wWw|H

-
o

ASX 445-100-32.0-5

ASX 445-100-32.0-7

ASX 445-100-32.0-10

100 | 113.2

50

32.0

~N |

-
o

ASX 445-125-38.1-6

ASX 445-125-38.1-8

ASX 445-125-38.1-12

125 138

63

38.1

@ ®

N
N

ASX 445-125-40.0-6

ASX 445-125-40.0-8

ASX 445-125-40.0-12

125 138

63

40.0

© | O

N
N

ASX 445-160-40.0-7

ASX 445-160-40.0-10

ASX 445-160-40.0-16

160 173

63

40.0

ASX 445-160-50.8-7

ASX 445-160-50.8-10

ASX 445-160-50.8-16

160 173

63

50.8

N |l N

=
o

=
(o]

SE_T 13T3

M3.5
(S3506-4)

FT15
LH3.5

Fig, 1

Fig,2

Inserts..) D27

Carbide Shim| Shim Screw | Insert Screw
\./ & &
GMSE-T321 |GCST-0535-2| S3506-4

A59

Cutting Conditions..) D29



XA» APX3000 & i & #a F & 8t

welcuan APX3000 High-Feed Surface Milling Cutter

LA & (9 &5

- D "
| |0
- R .
d
ITEM CODE D L d T Insert Screw | Wrench
APX3000-40-16.0-6 | 40 | 45 | 16.0 6
APX3000-50-22.0-7 | 50 | 45 | 220 7 AOMT1236_ _PEER M2.5 FT8
APX3000-63-22.0-8 | 63 | 50 | 22.0 8 AOGT1236__PEFR (S2503-3)
APX3000-63-254-8 | 63 | 50 | 254 8

Inserts..) D 27

Cutting Conditions..) D 28

AG60

Shell Type Surface

Mill Cutter



WISDBT2~G6 D2 PYIDNE,
SD16.5~50. D)2
SD#16.5~6700x&
SD%{6 5~360/Dxd
SD@20~B55 Dr

’} ot

N
OfF ] ‘




MHOMSD IBERIREHEE

weicuan MSD Disposable Rapid Drilling Tools

Dx2 Dx3 Dx4

A'=7‘

8

L3
L2
L1

ITEM CODE D L Li | L2 | Ls | d Insert Screw | Wrench
C20-MSD12-24LS | 12 | 98 | 50 | 27 | 24
C20-MsD12-36LS | 12 | 110 | 62 | 39 | 36
C20-MSD12-48LS | 12 | 122 | 74 | 51 | 48
C20-MSD12.524LS| 125 | 98 | 50 | 27 | 24
C20-MSD125-36LS| 125 | 110 | 62 | 39 | 36
C20-MSD12548LS| 125 |122| 74 | 51 | 48 | -
C20-MSD13-26LS | 13 | 100 | 52 | 29 | 26 a0
C20-MSD13-39LS | 13 | 113 | 65 | 42 | 39 #r

x
C20-MSD13-52LS | 13 126 | 78 | 55 | 52 GCMT040204 M2, | FTe Eﬂ
C20-MSD13.5-26LS| 135 | 100 | 52 | 29 | 26 =
C20-MSD13.5-39LS| 135 | 113 | 65 | 42 | 39 =
C20-MSD13.5-52LS| 135 |126| 78 | 55 | 52 ;gé
C25-MSD14-28L 14 102 54 | 31 | 28 | 25(20) 15
C25-MSD14-42L 14 |16 68 | 45 | 42 | 25(20) &
C20-MSD14-56L 14 [130] 82 | 59 | 56 | 20
C25-MSD14.528L | 145 |102 | 54 | 31 | 28 | 25(20)
C25-MSD14.542L | 145 |116| 68 | 45 | 42 | 25(0)
C20-MSD14.5-56L | 145 |130| 82 | 59 | 56 | 20
C25-MSD15-30L 15 | 104| 65 | 33 | 30
C25-MSD15-45L 15 | 119| 80 | 48 | 45
C25-MSD15-60L 15 | 134 | 95 | 63 | 60
C25-MSD15.5-30L | 155 | 104 | 65 | 33 | 30
C25-MSD15.545L | 155 | 119 | 80 | 48 | 45 | 25 GPMT060204 M2.2 | e

(S2202-1)

C25-MSD155-60L | 155 | 134 | 95 | 63 | 60
C25-MSD16-32L 16 | 106 | 67 | 35 | 32
C25-MSD16-48L 16 | 122 | 83 | 51 | 48
C25-MSD16-64L 16 138 ] 99 | 67 | 64

Inserts..) D21

Cutting Conditions..)) D21

O25fEHES, IFH20ME RN
©20 shank are supplied when the stock of

25 shank are depleted

B2



WS DB ZEARAMREE

wetguan SD Disposable Rapid Drilling Too

O
>
N

S

)D[U

L1 L
Dx 2 (28 R)
ITEM CODE D L L1 L2 L3 d Insert Screw Wrench
C25-SD17-34L 17 124 69 37 34
C25-SD18-36L 18 | 126 | 71 | 39 | 36 | 25 WCMT030208 e FT8
(S2502-1)
C25-SD19-38L 19 128 73 41 38
C25-SD20-40L 20 130 75 43 40
C25-SD21-42L 21 132 77 45 42
C25-SD22-44L 22 | 134 | 79 | 47 | 44 | 25 WCNT040208 | 2'\"520 25 o FTe
C25-SD23-46L 23 136 81 49 46
C25-SD24-48L 24 138 83 51 48
C32-SD25-50L 25 148 88 53 50
C32-SD26-52L 26 150 90 55 52
C32-SD27-54L 27 152 92 57 54 M3.0
32 WCMT050308 FT8
C32-SD28-56L 28 154 94 59 56 (S3002-1)
- C32-SD29-58L 29 156 9 61 58
% C32-SD30-60L 30 158 98 63 60
52 C32-SD31-62L 31 160 | 100 65 62
o C32-SD32-64L 32 162 | 102 67 64
%— C32-SD33-66L 33 164 | 104 69 66
@ C32-SD34-68L 34 166 | 106 71 68 a5
in?’ﬁ C32-SD35-70L 35 168 | 108 73 70 32 WCMTO06T308 (S3506-1) FT15
5 C32-SD36-72L 36 170 | 110 75 72
d C32-SD37-74L 37 173 | 113 77 74
C32-SD38-76L 38 176 | 116 79 76
C32-SD39-78L 39 178 | 118 81 78
C40-SD40-80L 40 191 126 83 80
C40-SD41-82L 41 194 | 129 85 82
C40-SD42-84L 42 196 | 131 87 84
C40-SD43-86L 43 198 | 133 89 86
C40-SD44-88L 44 201 136 91 88
C40-SD45-90L 45 203 | 138 93 90 40 WCMT080412 (s“/zltgb()s) FT15
C40-SD46-92L 46 206 | 141 95 92
C40-SD47-94L 47 208 | 143 97 94
C40-SD48-96L 48 211 146 99 96
C40-SD49-98L 49 213 | 148 | 101 98
C40-SD50-100L 50 215 | 150 | 103 | 100
Inserts..) D05 Cutting Conditions..) D13

B3



WS D & 2 XN RE B B Dx3

weteusn SD Disposable Rapid Drilling Too

(2]

P

L
Dx 3 (3 8)
ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench
C25-SD17-51L 17 | 133 | 77 | 56 | 51
C25-SD18-54L 18 | 137 | 81 | 59 | 54 | 25 wcwmTo3o208 | M25 0 FTs
C25-SD19-57L 19 | 140 | 84 | 62 | 57

C25-SD20-60L 20 145 87 66 | 60
C25-SD21-63L 21 148 90 67 | 63
C25-SD22-66L 22 151 93 70 | 66 | 25
C25-SD23-69L 23 154 96 73 | 69
C25-SD24-72L 24 157 99 76 | 72 WCMT040208 (Sl\élszoég) ET8
C32-SD20-60L 20 158 | 89 66 | 60

C32-SD21-63L 21 161 92 67 | 63
C32-SD22-66L 22 164 95 71 66 32
C32-SD23-69L 23 167 | 99 74 | 69
C32-SD24-72L 24 170 | 103 | 78 | 72
C32-SD25-75L 25 173 | 107 | 81 75
C32-SD26-78L 26 176 | 110 | 83 | 78
C32-SD27-81L 27 179 | 113 | 86 | 81 32 WCMT050308 M3.0 FTs
C32-SD28-84L 28 182 | 117 | 89 | 84 (83002-1)
C32-SD29-87L 29 185 | 120 | 92 87
C32-SD30-90L 30 188 | 125 | 96 | 90
C32-SD31-93L 31 191 | 129 | 99 | 93
C32-SD32-96L 32 194 | 132 | 102 | 96
C32-SD33-99L 33 197 | 136 | 105 | 99
C32-SD34-102L 34 200 | 139 | 108 | 102
C32-SD35-105L 35 203 | 143 | 111 | 105 | 32 WCMTO06T308 M3.5 FT15
C32-SD36-108L 36 206 | 146 | 114 | 108
C32-SD37-111L 37 210 | 150 | 117 | 111
C32-SD38-114L 38 214 | 154 | 120 | 114
C32-SD39-117L 39 217 | 157 | 123 | 117

Inserts..) D05 Cutting Conditions..) D13

R
i
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WS DB E X R E B I Dx3

weteuan SD Disposable Rapid Drilling Tools

Dx 3 (38 &)

ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench
C40-SD40-120L 40 235 161 126 | 120
C40-SD41-123L 41 238 165 129 | 123
C40-SD42-126L 42 241 168 132 | 126
C40-SD43-129L 43 244 171 135 | 129
C40-SD44-132L 44 247 175 138 | 132
C40-SD45-135L 45 250 178 141 135
C40-SD46-138L 46 253 182 144 | 138
C40-SD47-141L 47 256 185 147 | 141
C40-SD48-144L 48 259 189 150 | 144
C40-SD49-147L 49 262 192 153 | 147
C40-SD50-150L 50 265 195 158 | 150 40 WCMT080412 (gﬁgdg) FT15
C40-SD51-153L 51 268 | 198 | 162 | 153
C40-SD52-156L 52 271 201 165 | 156
C40-SD53-159L 53 274 | 204 | 168 | 159
C40-SD54-162L 54 277 207 170 | 162
C40-SD55-165L 55 280 210 175 | 165
C40-SD56-168L 56 283 213 180 | 168
C40-SD57-171L 57 285 215 185 171
C40-SD58-174L 58 288 218 185 174
C40-SD59-177L 59 290 220 187 177
C40-SD60-180L 60 293 223 190 180
C40-SD61-183L 61 295 225 190 183
C40-SD62-186L 62 298 228 195 | 186
C40-SD63-189L 63 301 231 195 189
C40-SD64-192L 64 304 234 200 192

%
i
¥o
%
G
=
%
G
N

M3.5
C40-SD65-195L | 65 | 307 | 237 | 200 | 195 | ©OWCMTO6T308 | (s3s06-1) | FT15
C40-SD66-198L 66 310 | 240 | 205 | 198 ©OwemT090508 | MBSO Fro0

C40-SD67-201L 67 312 | 242 | 205 | 201
C40-SD68-204L 68 315 | 245 | 210 | 204
C40-SD69-207L 69 318 | 248 | 210 | 207
C40-SD70-210L 70 320 | 250 | 215 | 210

Inserts..) D05 Cutting Conditions..) D13 OEWCO09EIEINETER & StEWC06RYIFEIE

©OWCO06-Drilling tools are supplied when the stock
of WCO09-Drilling tools are depleted.

BS



WS DB E

SD Disposable Rapid Drilling Tools

o &

WEI GUAN

iﬁ R g E EEDXZDX3DX4

POINT SPECIFICATION

AE?‘

Al

LI P

Dx2 2t 2 2 % POINT SPECIFICATION L
ITEM CODE D L L1 L2 L3 d Insert Screw |Wrench
C25-SD16.5-32L | 16.5 | 114 58 37 32
C25-SD17.5-34L | 17.5 | 116 60 39 34 25 WEMT030208 M2.5
C25-SD18.5-36L | 18.5 | 119 63 41 36 (S2202)
C25-SD19.5-38L | 19.5 | 121 65 43 38
C25-SD20.5-40L | 20.5 | 123 69 46 40
C25-SD21.5-42L | 21.5 | 125 71 47 42
C25-SD22.5-44L | 22.5 | 127 | 73 | 49 | 44 | 25 WCMT040208 225 | FT8
C25-SD23.5-46L | 23.5 | 130 76 51 46
C25-SD24.5-48L | 24.5 | 133 79 54 48
C32-SD25.5-50L | 25.5 | 148 82 56 50
C32-SD26.5-52L | 26.5 | 150 85 58 52
C32-SD27.5-54L | 27.5 152 87 60 54 32 WCMT050308 (sl\allo%'z(_)n
C32-SD28.5-56L | 28.5 | 154 89 62 56
C32-SD29.5-58L | 29.5 | 156 91 64 58
Dx 3 25 81 R 4% POINT SPECIFICATION
ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench
C25-SD16.5-48L | 16.5 130 | 74 53 48
C25-SD17.5-51L | 17.5 133 | 77 56 51 o5 WEMT030208 M2.5
C25-SD18.5-54L | 18.5 137 81 59 54 (e
C25-SD19.5-57L | 19.5 140 | 84 62 57
C32-SD20.5-60L | 20.5 158 89 66 60
C32-SD21.5-63L | 21.5 161 92 68 63
C32-SD22.5-66L | 22.5 164 95 71 66 | 32 WCMT040208 (s"é's%éﬁ) FT8
C32-SD23.5-69L | 23.5 167 99 74 69 R
C32-SD24.5-72L | 24.5 | 170 | 103 | 78 | 72 i
C32-SD25.5-75L | 25.5 173 | 107 81 75 ‘4\"3
C32-SD26.5-78L | 26.5 176 | 111 84 78 R
C32-SD27.5-81L | 27.5 179 | 114 87 81 32 WCMT050308 (Sl\élo%é(-)n %
C32-SD28.5-84L | 28.5 182 | 117 90 84 "\*
C32-SD29.5-87L | 29.5 185 | 120 93 87 03
Dx 4 2 21 2 #% POINT SPECIFICATION &
ITEM CODE D L L1 L2 L3 d Insert Screw |Wrench
C25-SD16.5-64L | 16.5 146 | 90 69 64
C25-SD17.5-68L | 17.5 150 | 94 73 68 | o WEMT030208 M2 5
C25-SD18.5-72L | 18.5 155 | 99 77 72 (S2502-1)
C25-SD19.5-76L | 19.5 159 | 103 81 76
C32-SD20.5-80L | 20.5 178 | 108 85 80
C32-SD21.5-84L | 21.5 182 | 113 89 84
C32-SD22.5-88L | 22.5 | 186 | 117 | 93 | 88 | 32 WCMTO040208 (325202-1) FT8
C32-SD23.5-92L | 23.5 190 | 122 97 92
C32-SD24.5-96L | 24.5 194 | 127 | 102 | 96
C32-SD25.5-100L| 25.5 198 | 131 | 106 | 100
C32-SD26.5-104L| 26.5 202 | 136 | 110 | 104
C32-SD27.5-108L| 27.5 | 206 | 140 | 114 | 108 | 32 WCMT050308 i
C32-SD28.5-112L| 28.5 210 | 145 | 118 | 112
C32-SD29.5-116L| 29.5 214 | 149 | 122 | 116

Inserts..) D05

Cutting Conditions..) D13

B6
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weieusn SD Disposable Rapid Drilling Tools

° 2 ||C]F
l
L1 L
Dx 4 (48 8)
SB ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench
B C25-SD17-68L 17 150 | 94 73 | 68
i C25-SD18-72L | 18 | 155 | 99 | 77 | 72 | 25 wcmMTo30208 | JM29 | FT8
o C25-SD19-76L 19 159 | 103 | 81 | 76
i C32-SD20-80L 20 178 | 109 | 86 | 80
@ C32-SD21-84L 21 182 | 113 | 89 | 84
= C32-SD22-88L 22 186 | 117 | 93 | 88 | 32 WCMT040208 | 425 | FT8
?ﬁﬁ‘ C32-SD23-92L 23 190 | 122 | 97 | 92
N C32-SD24-96L 24 194 | 127 | 102 | 96
C32-SD25-100L | 25 198 | 132 | 106 | 100
C32-SD26-104L | 26 202 | 136 | 109 | 104
C32-SD27-108L | 27 206 | 140 | 113 | 108 M3.0
C32-SD28-112L 28 210 | 145 | 117 | 112 | 2 WEMT050308 (83002-1) FUE
C32-SD29-116L | 29 214 | 149 | 121 | 116
C32-SD30-120L | 30 218 | 155 | 126 | 120
C32-SD31-124L | 31 222 | 160 | 130 | 124
C32-SD32-128L | 32 226 | 164 | 134 | 128
C32-SD33-132L | 33 230 | 169 | 138 | 132
C32-SD34-136L | 34 234 | 173 | 142 | 136
C32-SD35-140L | 35 | 238 | 178 | 146 140 | 32 wcmTo6T308 | M35 | FT15
C32-SD36-144L | 36 242 | 182 | 150 | 144
C32-SD37-148L | 37 247 | 187 | 154 | 148
C32-SD38-152L | 38 251 | 191 | 158 | 152
C32-SD39-156L | 39 256 | 196 | 162 | 156
Inserts..) D05 Cutting Conditions..) D13

B7



WS DREERXNKREISEEIE DY

weteuan S D Disposable Rapid Drilling Tools

A':?‘
L

)DJU

L1 L R
Dx 4 (412 F) i
ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench f
C40-SD40-160L 40 275 200 166 160 N
C40-SD41-164L 41 279 205 170 164 %‘
C40-SD42-168L 42 283 209 174 168 E
C40-SD43-172L 43 287 214 178 172 g@
C40-SD44-176L 44 291 219 182 176 iﬂgj
C40-SD45-180L 45 295 223 186 180 &«
C40-SD46-184L 46 299 227 190 184 .
C40-SD47-188L 47 303 231 194 188
C40-SD48-192L 48 307 235 198 192
C40-SD49-196L 49 311 239 202 196 M4.0
C40-SD50-200L 50 315 243 206 | 200 40 WCMT080412 (S4005) FT15
C40-SD51-204L 51 319 247 210 | 204
C40-SD52-208L 52 323 251 214 | 208
C40-SD53-212L 53 327 255 218 | 212
C40-SD54-216L 54 &l 259 222 | 216
C40-SD55-220L 55 BRI5 263 226 | 220
C40-SD56-224L 56 B8IS 267 230 | 224
C40-SD57-228L 57 343 271 234 228
C40-SD58-232L 58 347 275 238 | 232
C40-SD59-236L 59 351 279 242 | 236
C40-SD60-240L 60 BISI5 283 246 | 240
Inserts..) D05 Cutting Conditions..) D13

B8



WS D B B XN R &E & 58 Dx5

weieuan SD Disposable Rapid Drilling Tools

Dx5 (5B R)
ITEM CODE D L L1 L2 L3 d Insert Screw | Wrench
C32-SD20-100L 20 198 129 106 100
C32-SD21-105L 21 203 134 110 105
C32-SD22-110L 22 208 | 139 | 115 | 110 | 32 WCMT040208 x>, | FT8
C32-SD23-115L 23 213 145 120 115
C32-SD24-120L 24 218 151 126 120
C32-SD25-125L 25 223 157 131 125
C32-SD26-130L 26 228 162 135 130
C32-SD27-135L 27 233 167 140 135 32 WCMT050308 M3.(? FT8
C32-SD28-140L 28 238 | 173 | 145 | 140 (S3002-1)
C32-SD29-145L 29 243 178 150 145
C32-SD30-150L 30 248 185 156 150
C32-SD31-155L 31 253 191 161 155
SE C32-SD32-160L 32 258 196 166 160
§éi C32-SD33-165L 83 263 202 171 165
@uﬁ C32-SD34-170L 34 268 207 176 170 . WCMT06T308 M3.5
'\_ C32-SD35-175L 35 273 213 181 175 (S3506-1) FT15
Eﬁ C32-SD36-180L 36 278 218 186 180
@ C32-SD37-185L 37 284 224 191 185
=3 C32-SD38-190L 38 289 229 196 190
%} C32-SD39-195L 39 295 235 201 195
has | C40-SD40-200L 40 310 240 206 | 200
C40-SD41-205L 41 316 246 211 205
C40-SD42-210L 42 322 251 216 210
C40-SD43-215L 43 327 257 221 215
C40-SD44-220L 44 333 263 226 | 220
C40-SD45-225L 45 339 268 231 225
C40-SD46-230L 46 345 273 236 | 230
C40-SD47-235L 47 350 278 241 235 A WCMT080412 (Qﬁgdg) ET15
C40-SD48-240L 48 855 283 246 240
C40-SD49-245L 49 360 288 251 245
C40-SD50-250L 50 365 293 256 | 250
C40-SD51-255L 51 370 298 261 255
C40-SD52-260L 52 375 303 266 | 260
C40-SD53-265L 53 380 308 271 265
C40-SD54-270L 54 385 SHES) 276 | 270
C40-SD55-275L 55 390 318 281 275
Inserts..) D05 Cutting Conditions..)) D13
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VW GTBE 78 87D
wetcuan  GTB Twin Edge Rough Boring Tools
AL-?‘

2l

L1 REIJLUREHMERENEE

ITEM CODE D L1 L d Insert Screw | Wrench
GTB 15.7-135-16| 15.7 85 | 135
GTB 16.7-135-16| 16.7 85 | 135
GTB 17.7-135-16| 17.7 85 135| 16
GTB 18.7-150-16| 18.7 | 100 | 150
GTB 19.7-150-16| 19.7 | 100 | 150
GTB 20.7-160-20| 20.7 | 110 | 160
GTB 21.7-160-20| 21.7 | 110 | 160 2.5
GTB 22.7-160-20| 22.7 | 110 | 160 CCMT060204 s2o022 | FT7 B
GTB 23.7-170-20| 23.7 | 120 | 170 20 )
GTB 24.7-170-20| 24.7 | 120 | 170 S
GTB 25.7-190-20| 25.7 | 140 | 190 E
GTB 26.7-190-25| 26.7 | 140 | 190 o
GTB 27.7-195-25| 27.7 145 | 195 P
GTB 28.7-195-25| 28.7 | 145 | 195 L
GTB 29.7-200-25, 29.7 | 150 |200| 25 *,33
GTB 30.7-200-25| 30.7 | 150 | 200 =
GTB 31.7-200-25| 31.7 | 150 | 200
GTB 32.7-200-25| 32.7 | 150 | 200
GTB 33.7-210-32| 33.7 | 150 | 210
GTB 34.7-210-32| 34.7 | 150 |210
GTB 35.7-220-32| 35.7 | 160 | 220
GTB 36.7-220-32| 36.7 | 160 | 220 ,, TR T M40 | eris
GTB 37.7-230-32| 37.7 | 170 | 230
GTB 38.7-230-32| 38.7 | 170 | 230
GTB 39.7-230-32| 39.7 | 170 |230
GTB 41.7-240-32| 41.7 | 180 | 240
GTB 44.7-250-42| 44.7 | 180 | 250
GTB 46.7-260-42| 46.7 | 190 | 260 42
GTB 49.7-280-42| 49.7 | 210 | 280

Inserts..) D05

B10
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WE] GUAN CK BORING SYSTEM

CK 456 $1~950
CKB 123456 920~%203




GEWID0-1530URG




) GEWN-CK BiaNig & ERIF

wetesuan GEWN -CK Reduction & Extensions Holders

MT5
NT CK No.

C32-CK No.-[__1-[]
C42-CKIN0.-|:|-|:|

=
i
fm\%l
%
g O
3 CK No.-[J
i < |
|
@
O o
O
O
W

B13



W) GEWN-CKBRINE &IERF

wetcuanh GEWN-CK Reduction&Extensions Holders

L1

CK No.

R
i
4z
R
i
.

1RR 58

O
Fig2 [* Fig4 —L
o I R
9 o O] 8
CK No. fl SNy
SCK No. CK No
ITEM CODE CK No.[SCK No. L L1 L2 D1 D2 Fig.
C32-CK1-40-157 1 157 77 40 19 1
C32-CK2-40-157 2 157 77 40 24 1
C32-CK3-69-157 3 157 77 70 31 32 2
C32-CK4-69-157 4 157 77 70 39 2
C32-CK5-69-157 5 157 77 70 50 2
C32-CK6-60-120 6 120 60 64 3
C42-CK1-40-157 1 157 77 40 19 1
C42-CK2-40-157 2 157 77 40 24 1
C42-CK3-69-157 3 157 77 70 31 42 2
C42-CK4-69-157 4 157 77 70 39 2
C42-CK5-69-157 5 157 77 70 50 2
C42-CK6-46-135 6 135 60 64 3
CK11-21 1 1 21 4
CK11-31 1 1 31 19 4
CK11-51 1 1 51 4
CK22-30 2 2 30 4
CK22-45 2 2 45 24 4
CK22-60 2 2 60 4
CK33-30 & 3 30 4
CK33-45 3 8 45 31 4
CK33-60 3 3 60 4
CK44-45 4 4 45 4
CK44-60 4 4 60 39 4
CK44-90 4 4 90 4
CK55-60 5 5 60 4
CK55-90 5 5 90 50 4
CK55-140 5 5 140 4
CK66-60 6 6 60 4
CK66-100 6 6 100 64 4
CK66-120 6 6 120 4
CK66-160 6 6 160 4
CK41-75 1 4 45 19 4

B14
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YWEI GUAN

& 5R (VEHE)

Boring Head

GEWNIE
W ne

G E N

F i

Boring Range @1~@50

2A Max
oA Min
o
"V nEnmmszsmmssme
\ Q ring bars & Insert holder to be ordered separately
: /
. .| ad
L g .
K s
©)
@’ B CK No,
|
—

* One division on the scale corresponds
to 0.01mm diametrical adjustment.
* With spindle coolant supply.
* Please use the correct hexagon wrenches.

2
b
i
5
&
G
2
&
G
S

* B RUER » BUIERE=
AEX0.01mm °
* NGBS, - IJEHUIEIE -
*Eﬁ@ﬁﬁIEﬁEZﬁ%W?ET‘%VE °

B15

* (E(E QAR » BT EERAR"S" * Before adjusting, the screw "S"
R EEE Z should be loosened first.
JARange | ITEM CODE |CKNo,| od | @D | L1 S1
1-22 GEWN2-22CK4 4 10 39 28.5 [ 0-2.0
1-32 GEWNZ2-32CK5 5 12 50 36 |0-3.5
1-50 GEWNZ2-50CK6 16 63.5 45 |0-4.5

Inserts..»D05
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wetguan GST Steel Shank Boring Bars

}W
D] | ) Fig1
L L1
}ﬂ
DI:L Fig2
. L L1
M
DZ{ Fig3
; L i
E m iR D L L1 M Fig #H & 1’ A
GST08-M5-85 8 85 .
5 GEBOYN
GST10-M5-85 10 85 18 2 GEB10.5N
GST12-M5-85 12 85 18 2
GST10-M6-95 10 95 3 GEB12N
GST12-M6-135 12 135 3 | GEB14N GEB16N
GST10-M10-95 10 95 12 1 GEB18N
GST12-M10-135 12 135 12 10 1 :
GST16-M10-165 16 165 3 GEB46N

WG STWEH @l E D R

weteguan GSTW Solid Carbide Shank Boring Bars

[Q

i

Hr

S

R

o

S

M =

/ 5K

| #

£

. L J =

>l
E m w5 D L M A E
GEBO9N
“M5- 8 85 5
GSTWO08-M5-85 GEB10 5N

GSTW10-M6-95 10 95 6 GEB12N
GEB14N
GSTW12-M6-135 12 135 6 GEB16N
GSTW12-M10-135 12 135 10 GEBJBN
GSTW16-M10-165 16 165 10 GEB46N

B16
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L
E m w5 D d L
GEC-1608 16 08 40
GEC-1610 16 10 40
GEC-1612 16 12 40
MWHG E B 8 B I\ 8 O
weicuan GEB Interchangeable Insert Holders
Insert: TPGT080202L

r:#
i
B
5
&
L
#
&
N

E R WK | 3D | L(mm) | Screw E fmiw% | 3L e N | L(mm) | Screw
GEBO9N 29~010.5 18 $2001-1 GEB28N 228~230 27
GEB10.5N 210.5~212 18 GEB30ON 230~232 27

GEB12N 012~214 23 GEB32N 232~034 27

GEB14N 214~316 23 GEB34N 234~036 27

GEB16N 216~218 23 GEB36N 236~238 27 S2001-3
GEB18N 218~220 27 $2001-3 GEB38N 238~240 27

GEB20N 220~222 27 GEB40ON 240~042 27

GEB22N 022~024 27 GEB42N 042~246 27

GEB24N 024~026 27 GEB46N 246~050 27

GEB26N 026~228 27

B17
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wersuswnk: GEWN Fine Boring Head
Boring Range 920~2203

®D Range

B

o]
o
]
ot
b=
o
@
£

Insert-holder

L3

L2

[Back Boring]

1

BIELBE
ROEILER =B +(RIENIER/?2)

1E¥E Boring R#E Back Boring
ITEM CODE |[CKNo,| Insert-holder Insert
@D Range L L1 @D Range L2 L3 B
GENH1-1 20~26 —

GEWN 20- 36CKB1 | 1 GENH1-2 25~31 32.5(29.5| 30~31 10.5| 19 | 10

GENH1-3 30~36 30~36
GENH2-1 25~33 —

GEWN 25- 47CKB2 | 2 GENH2-2 32~40 35.5(32.5| 36~40 11.5( 21 (125 TP0802
GENH2-3 39~47 39~47

GENH3-1 32~42 —
GEWN 32- 60CKB3 | 3 GENH3-2 41~51 40 | 35 46~51 10 | 25 | 16
GENH3-3 50~60 50~60
GENH4-1 41~54 —

GEWN 41- 74CKB4 | 4 GENH4-2 50~63 47 | 43 53~63 14 | 29 | 20

GENH4-3 61~74 61~74
GENH5-1 53~70 62~70
GEWN 53- 95CKB5 | 5 GENH5-2 65~82 57 | 53 65~82 19 | 34 |255
GENH5-3 78~95 78~95
GENH®6-1 68~100 80~100
GEWN 68- 150CKB6 | 6 GENH6-2 94~126 71 |67.2| 94~126 22 | 45.2(32.5 TC1102 R
GENH6-3 118~150 118~150 %
GENH6-1 100~153 112~153 =
GEWN 100- 203CKB6| 6 GENH6-2 126~179 | 71 |67.2| 126~179 22 [45.2|45.5 E
GENH6-3 150~203 150~203 %
1. M TEERETPOSTIA HITRIERO.2 « TCI IR MITIRNITROABSIE - 4 RMITIF - IR
2 MHGENHO-17) K EE - GENHO-2 » GENHO-3TIFEERE RS - 5.RINERB3L, - 5
3. RIEINTES - R - 6. B IEIEE 3Vmax=1200m/min mg
®
GENH R E
GENH Insert-holder
ITEM CODE TYPE Boring Head No, ITEM CODE TYPE Boring Head No,
GENH1-1 GENH4-1
GENH1-2 GEWN20-36CKB1 GENH4-2 GEWN41-74CKB4
GENH1-3 GENH4-3
GENH2-1 GENH5-1
GENH2-2 GEWNZ25-47CKB2 GENHS5-2 GEWN53-95CKB5
GENH2-3 GENHS5-3
GENH3-1 Insert- GENH6-1 Insert-
GENH3-2 (;;83?_23) GEWN32-60CKB3 GENH6-2 (5535133923 ; gExsfs;ﬂzg:g}fZG
GENH3-3 GENH6-3
1A MR - SBSNETEE -
Inserts..) D05 Cutting Conditions..) D23

B18
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weteuan GEW Fine Boring Heads

Boring Range 268~@150

oA Max
@A Min
-

Q

T
% S
4@— . CK6
(236mm)

L1

[]8)
* B ALEEE  BUERHE * One division on the scale corresponds
AER0.01mm - to 0.01mm diametrical adjustment.
] BEIEECES—REBIBETREER - * Itr;glgoéegBirééhe delivery are insertholders
*EIEAEENBRFREBIRFEE - % '
N S, o Please use the correct hexagon and stellar
* EIEMTAR - BEREETIRM"S sy g
A RBEREL - * Before adjusting, the screw "S"
should be loosened first.
E ITEM CODE @A Range @D L1 Insert
i
i GEW68-100CK®6 @68~F100mm 63mm 63mm TPGT080202L
)\E]D)I
% GEW100-153CK6 | @100~Z153mm 95mm 65mm TPGT080202L
o
d
il
@ Insert Holder ITEM CODE Insert Screw Wrench
(0 (EEERER
&F mmm GEWH-01 | TPGT080202L|  J42:0, FT6
< (GEB68)
Insert Holder ITEM CODE Insert Screw Wrench
GEB 25
GEB 32
TPGT080202L | &0, FT6

ST
o o b GEB 41

GEB 53

Insert..)DO05
B19



Wrench Stellar
Wrench Hexagon
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AD+ 1 7 Al
M) JUL Wren/ ﬁ \{V}

WEI GUAN

T For Wrench Stellar T For Wrench Hexagon
1IN-TE 2 B IR F INTEL R B IR F
*
1IN-TT 8 . 11N-T H 2.0
1IN-TT9 11IN-T H 2.5
TIN-TT10 11N-T H 3.0
1IN-TT15 1IN-TH 3.5
1IN-TT20 1IN-T H 4.0

>t
B
=
=
o
e
S
]

Straight For Wrench Stellar L For Color Wrench Hexagon
B 2 B R F METEAZVAY- - E )
* 1IN-ST5 & (mm) @ (inch)
11N-LH 1.5 11N-LH 1/16
1IN-ST6 11N-LH 2.0 11N-LH 1/8
11N-LH 2.5 11N-LH 1/4
1INST7 11N-LH 3.0 11N-LH 5/64
11N-S T 8 11N-LH 4.0 11N-LH 5/32
11N-LH 5.0 11N-LH 5/16
11N-ST 9 11N-LH 6.0 11N-LH 3/32
11N-LH 8.0 11N-LH 3/16
1IN-ST 10 11N-LH 10.0 11N-LH 3/8

C2



Flag For Wrench Stellar

e B E B R F

¥*

FTS5
FT6
FT7
FT8
FTO
FT10
FT15
FT20

Straight For Wrench Stellar

B

mE & R F

*

ST8

ST9

ST10
ST15
ST20
S§ST25
ST30

W+ Jul

T For

12

Wrench Stellar

Wrench Stellar

TRHEHEIRF

¥*

TT8

TT9

TT10
TT15
TT20
TT25
TT30

L For

Wrench Stellar

LBEZRRF

*

LTS5 LT15
LT6 LT20
LT7 LT25
LT8 LT30
LTO
LT10

NARF/EBRF

C3
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T For Wrench Hexagon

TR RBANRF
—115L
TH2.5—
Flag For Wrench Hexagon —135L
. —115L
ﬁﬁ i VAN % W = TH3——135L
@ o —185L
FH1.5 [ 1ooL
TH4=—130L
FH2.0 —160L
—100L
THS5—F—150L
FH2.5 L
—100L
FH3.0 TH6—1—150L
—210L
>t
&
=i
9H
~
il
&
=h
4H
L For Wrench Hexagon T For Wrench Hexagon
LERXBRF TREARBRF
Y LH1.5 L
LH2.0 120L
LH2.5 09N-THE E210L
LH3.0
LH3.5 09N-TH8 ——177L
LH4.0
LH5.0 09N-TH10 ——179L
LH6.0

C4



vemo|

C5



yrJul
viel SUAN




—_— R
d + GTFZ < & 17 A A 8 7] /&
u L =22\
WEI GUAN GTF Intrinsically Safety Type(Vertical & Horizontal Spindle)Tightening Fixture

[EL T = GTF-HSK63

o EMOAIEH /I H#IL , T8 ZHYE
$H R m 72 e @G H 5845 E et
o ERIRRBVERE TR R, OB LETIHR
FRKFERTAR, 84 NiEZIRE

Features:

e Horizpntally withdraw axis of the tool
tightening fixture allowing tool tightening
fixture to rotate both left and right at a angle
of 45 for a total of five rotating.

¢ Rapidly and efficiently in securing tool
tightening fixture system can effectively
prevent the shank from falling when secured
to the cutter horizontally.

PAT. 55 Efm

ITEM CODE kg
GTF-HSK25 3.7
GTF-HSK32 3.7
GTF-HSK40 3.7
GTF-HSK50 3.9
GTF-HSK63 3.9
GTF-HSK100 4.9
GTF-BT30 4.0
GTF-BT40 4.1
GTF-BT50 5.1

C7



S9110SS820Y
Buiny / Buluang

W+JuLP P B B =

Tem cope | gaen | SEEe | item cooe | gmen | S
BOX-22130 22 130~185 BOX-42135 42 135~210
BOX-22180 22 180~235 BOX-47155 47 155~205
BOX-27130 27 130~200 BOX-47185 47 185~235
BOX-27200 27 200~270 BOX-47230 47 230~280
BOX-32135 32 135~200 BOX-53140 53 140~210
BOX-36260 36 260~350 BOX-53185 53 185~255
BOX-38135 38 135~185 BOX-53285 53 285~355
BOX-38185 38 185~235 BOX-65280 65 280~480

¢ R3LEBEMS (HN) ¢ RILEBEMS (BN)
OREBIE  EHOE (FHE) OBHMIE - EHIE (SHE)
®JESR ¢ JEBRER TR

C8
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. % B K &l

nti-Seizure Lubricant

BE /JESEXREM/ RFEDEEFEZEERRERX

IZ#RR T (mm) S8R TR AN
M1.8 T5-T6 0.5Nm
M2.0 T5-T6 0.5-0.6Nm
M2.2 T6-T7 0.6-0.8Nm
M2.5 T7-T8 0.9-1.0Nm
M3.0 T8-T10 1.1-2.0Nm
M3.5 T9-T15 2.0-2.5Nm
M4.0 T10-T15 3.0-3.8Nm
M4.5 T15-T20 3.8-4.0Nm
M5.0 T20-T25 5.0Nm
M6.0 T20-T30 6.0Nm

* IRERUIBERRMHNFERERDEDE.

% :Excessive tightening force will damage the screw or wrench.

C9
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Special Screw Data

L1

B g8 D d L L1 T e &t

S1601-1 | M1.6*0.35 | 2.69 | 3.66 | 1.83 | 6

S1601-2 | M1.6*0.35 | 2.50 | 4.15 | 2.20 | 6

S1601-3 | M1.6*0.35 | 2.49 | 3.26 | 1.45 | 6

S1601-5 M1.6*0.35 | 2.58 | 3.45 | 1.60 6

S1801-2 | M1.8*0.35 | 2.46 | 4.30 | 3.00 | 6 EiETDER

S1801-3 | M1.8*0.35 | 2.55| 4.00 | 2.24 | 6

S1801-4 | M1.8*0.35 | 2.54 | 3.14 | 1.50 | 6

S2001-1 M2.0*0.4 | 2.68 | 3.70 | 2.30 | 6 Y5 HETE

S2001-2 M2.0*0.4 | 3.20| 5.15| 3.10 | 6 15 1ETE

S2001-3 | M2.0*0.4 | 2.68 | 4.90 | 3.55 | 6 VST B
a S2001-5 | M2.0*0.4 | 3.25| 6.08| 4.10 | 6 EiERR

S2001-6 | M2.0*0.4 | 2.79| 4.54| 2.42 | 6

S$2001-7 | M2.0*0.4 | 3.66 | 5.37| 3.71 6

S2001-8 | M2.0*0.4 | 2.88| 5.49| 3.89 | 6

S2001-9 | M2.0*0.4 | 3.00| 5.55| 3.81 6

$2201-1 | M2.2*0.45 | 3.45| 5.60 | 3.50 | 7 — iR F

S$2202-1 | M2.2*0.45 | 3.05| 4.95 | 3.50 | 6 — B/

$2202-2 | M2.2*0.45 | 3.35| 550 | 3.10 | 7 — R

S2202-3 | M2.2*0.45 | 2.86 | 4.70 | 3.17 | 6

S$2202-4 | M2.2*0.45 | 3.07 | 4.75| 3.22 | 7

S$2202-5 | M2.2*0.45 | 3.05| 5.90 | 4.00 | 7

S$2209-1 | M2.2*0.45 | 3.01 | 4.20 | 2.77 | 6
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Special Screw Data

B g8 D d L L1 T e &t
S2501-3 | M2.5*0.45 | 3.50 | 7.00 | 4.25 | 8 | —fXA
S2501-5 | M2.5*0.45 | 3.64 | 8.80 | 6.10 | 8 | —fMR&EA (M)
S$2502-1 | M2.5*0.45 | 3.65| 6.50 | 3.90 | 8 | GJU,RAHTIK
S$2502-2 | M2.5*0.45 | 3.40| 5.65| 3.90 | 7 | P26315-R10,R12
S$2502-3 | M2.5*0.45 | 3.65| 5.12 | 2.80 | 8 | GJU,RAHTIH/
$2502-4 | M2.5*0.45 | 3.52 | 6.30 | 4.10 | 8 | ASJ20/0FK
S$2502-7 | M2.5*0.45 | 3.70 | 6.20 | 3.25 | 8
$2502-8 | M2.5*0.45 | 3.63 | 5.90 | 3.25 | 8
S2502-9 | M2.5*0.45 | 3.22 | 6.50 | 4.00 | 7
S$2502-10| M2.5*0.45 | 3.29 | 5.52 | 3.10 | 8
S$2502-11| M2.5*0.45 | 3.41| 4.72 | 2.50 | 7 | DIJET CSW-2547
S2503-1 | M2.5*0.45 | 3.45| 7.30 | 5.10 | 8 W4HFR390
JD S2503-2 M2.5*0.45 | 4.10 | 6.35 | 4.00 8 R wemTo4o0208)] F

L1 $2503-3 | M2.5*0.45 | 3.65| 6.20 | 3.80 | 8 | —f¥HHA

L S2503-4 | M2.5*0.45 | 3.48 | 6.58 | 4.70 | 8
S2503-5 | M2.5*0.45 | 3.70 | 6.00 | 3.80 | 8 REIRHE
S$2503-6 | M2.5*0.45 | 4.50 | 6.75 | 4.25 | 8
$2503-7 | M2.5*0.45 | 3.35| 4.60| 2.90 | 6
S$2503-8 | M2.5*0.45 | 3.57 | 5.00 | 3.13 | 8
S$2503-9 | M2.5*0.45 | 3.55| 5.95| 3.90 | 8
S$2503-10 | M2.5*0.45 | 3.55  7.92 | 6.00 | 8
$2503-11 | M2.5*0.45 | 4.10  5.58 | 3.00 | 8
S$2503-12 | M2.5*0.45 | 3.51| 5.94 | 3.37 | 8
S$2503-13 | M2.5*0.45 | 3.49 | 6.48 | 3.90 | 8
S$2503-15 | M2.5*0.45 | 3.60 | 6.60 | 4.45 | 8 | DIJET-TSW-2567H
S$2503-16 | M2.5*0.45 | 3.60 | 5.62 | 3.35 | 8 | DIJET-TSW-2556H
S2503-17 | M2.5*0.45 | 3.32 | 8.68 | 6.20 | 8 | SANDVIK

C11
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WEI GUAN Special Screw Data

B 9% D d |t L1 T i
$3001-2 | M3.0°0.5 |3.82 | 6.85 | 5.00 | 8 | RAH R4TJF
$3001-4 | M3.0*0.5 | 4.40 | 8.00 | 5.65 | 10 | ASJ,SEERIFA
S3001-5 | M3.0°0.5 |4.30 | 10.0 | 7.40 | 10 | BIGZA
$3001-6 | M3.0°0.5 |4.35 | 8.00 | 6.00 | 10 | SFHEHIAA (F15)
$3001-7 | M3.0°0.5 | 4.30 | 6.40 | 4.00 | 10 | —RR+tF
$3001-8 | M3.0°0.5 | 3.91|6.00 | 3.35 | 8 | =ZTS3
S3001-9 | M3.0%0.5 | 4.25|7.50 | 4.85 | 10 | DIJET-DSW-307H
$3001-10 | M3.0*0.5 | 4.30| 7.60 | 5.05 10 | DIJET-TSW-307H
$3002-1 | M3.0%0.5 | 3.95|6.70 | 3.85 8 | RAM R4TJF
$3002-2 | M3.0*0.5 | 3.75| 6.00 | 3.30 | 10 | RAH R4JJf5
$3002-3 | M3.0*0.5 | 3.75| 8.50 | 5.85 10
$3002-5 | M3.0%0.5 | 4.20| 6.70 | 4.25 | 9 | BRI F
m $3002-6 | M3.0*0.5 | 4.40 | 8.20 | 5.80 | 9
o M [ ]9 $3002-7 | M3.00.5 | 4.52| 5.97 | 3.40 8
Lt $3002-71| M3.0%0.5 | 4.50 | 5.50 | 3.10 | 8
. $3002-8 | M3.0%0.5 |3.97 | 6.22 | 4.37 | 8
$3002-9 | M3.0%0.5 | 3.96 | 8.15| 6.00 | 8
$3002-10, M3.0*0.5 | 4.49 7.83 | 5.02 | 10
$3002-11] M3.0*0.5 | 3.80  6.17 | 4.35 | 8
$3003-1 | M3.0*0.5 |4.33 9.36 | 6.20 | 10 | RCF2070 K
$3003-2 | M3.0*0.5 |5.52 8.50 | 4.20 | 10
$3003-3 | M3.0°0.5 |4.15| 6.30 | 3.35 | 10 | H11265-143
$3004-1 | M3.0%0.5 | 4.65 8.65| 6.58 8
$3008-1 | M3.0*0.5 | 5.00 | 6.25| 3.60 | 10
$3008-2 | M3.0*0.5 |4.80 7.05| 4.50 | 10
$3009-1 | M3.070.5 | 4.16| 7.83 | 3.52 8
SU3200-1| W1/8*40 | 5.65|12.25  9.45 10
SU3001-7| M3.0°0.5 | 4.55| 7.82 | 5.00 | 10
$3018-1 | M3.0*0.5 | 5.52 [12.28] 9.70 | 10
$3020-1 | M3.0*0.5 |4.20 | 7.85 | 5.05 10

C12
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WEI GUAN Special Screw Data
B SR D d L L1 T @ &
$3501-1 | M3.5*0.6 | 5.20| 7.75| 4.80 | 15 | —fxFH
$3501-2 | M3.5*0.6 | 5.30(11.70| 8.10 | 15 | BIG 15047 F (KE8)
S$3501-3 | M3.5*0.6 | 5.55| 8.65 | 5.00 | 15 | BIG 15047 F3 (K58)
S$3501-5 | M3.5*0.6 | 5.17 |10.60| 8.30 | 15 | —fix& A (NIE)
S$3501-6 | M3.5*0.6 | 5.20 |13.70[10.50| 15 |&ERIEHE (IIE)
$3501-7 | M3.5*0.6 | 5.54| 8.75| 5.50 | 15 WTJFH
S$3501-8 | M3.5*0.6 | 5.64 | 8.53 | 5.40 | 15
S3501-9 | M3.5*0.6 | 5.31| 8.52| 5.35 | 15
S$3501-10| M3.5*0.6 | 4.70| 9.35 | 4.55 | 10 | Ssandvik-880
S$3502-1 | M3.5*0.6 | 5.00| 8.20 | 5.40 | 15 | S3518-1
S$3502-2 | M3.5*0.6 | 4.77 | 6.82 | 4.20 | 10

iﬁ S$3504-1 | M3.5*0.6 | 6.65 8.67 | 5.85 | 15

= S$3506-1 | M3.5*0.6 | 5.00 | 9.00 | 6.50 | 15 | SD-WCMTO06 /5

C S3506-2 | M3.5*0.6 | 5.80| 8.84 | 4.90 | 15 | —fx&HE (ML)
S$3506-3 | M3.5*0.6 | 5.05| 9.37 | 6.95 | 15
S$3506-4 | M3.5*0.6 | 5.20 | 11.30| 7.75 | 15
S$3506-5 | M3.5*0.6 | 5.11 | 9.26 | 6.06 | 15
S3506-6 | M3.5*0.6 | 5.30| 8.90 | 5.70 | 15 | DIJET-TSW-3509H
$3507-1 | M3.5*0.6 | 5.51 | 12.05/ 8.95 | 15
S$3507-2 | M3.5*0.6 | 5.48 | 8.40 | 5.00 | 15
$3507-3 | M3.5*0.6 | 5.53 | 8.65| 5.10 | 15
S$3508-1 | M3.5*0.6 | 4.90| 8.25| 4.85 | 15 | S3512-1
S$3509-1 | M3.5*0.6 | 4.85| 9.30 | 6.60 | 10 | R&EJHH
S$3510-1 | 6#*32T 5.56 |12.50| 9.10 | 15
$3520-1 | M3.5*0.6 | 4.80 ([10.15| 5.65 | 15

Turning / Milling

C13
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Special Screw Data

A ogE D d L L1 T @ &%
S4001-1 | M4.0*0.7 | 5.60| 8.73 | 5.50 | 15 | AQXRJTSTIH (E38)
S4001-2 | M4.0*0.7 | 5.70 |[10.25| 6.95 | 15 | —EE (IIRESE)
S4001-3 | M4.0*0.7 | 5.60| 8.75 | 5.70 | 15 | GJU,RCF/JJ} G&E&A)
S4001-5 | M4.0*0.7 | 5.60 |10.35| 7.25 | 15 | —fxHMA (7J|]§,_,))
S4001-6 | M4.0*0.7 6.05/10.55| 6.50 | 15 | HIIRDMT1204 ]
S4001-7 | M4.0*0.7 | 5.70 |[11.05| 8.25 | 15
S4001-8 | M4.0*0.7 | 5.20 |[10.50| 7.53 | 15
S4001-9 | M4.0*0.7 | 5.6511.60| 9.20 | 15
S4001-10, M4.0*0.7 | 5.41| 8.02 | 4.61 | 15 | =&TS4
S4001-11| M4.0*0.7 | 5.41| 9.88 | 6.52 | 15 | =&TS43
S4001-12| M4.0*0.7 | 5.61 | 7.66 | 4.75 | 15
S4001-13| M4.0*0.7 | 5.30 | 9.90 | 7.50 | 15 | DIJET-TSW-410H
S4002-2 | W1/6*32 7.10 |15.10(11.20 | 20
S4003-1 | M4.0*0.7 | 5.13| 8.05| 4.95 | 15 | RAH R57J 5
S4003-2 | M4.0*0.7 | 5.13| 11.0 | 7.90 | 15 | RAHR5JA (1)
S4003-3 | M4.0*0.7 | 4.92| 9.00| 6.20 | 15 | P28415-0/)F (&=88)
S4003-5 | M4.0*0.7 | 5.15| 9.00 6.18 | 15
S4003-6 | M4.0*0.7 | 5.53 | 9.68| 5.65 | 15 | RH-R6,ASRF,ASRT
S4003-7 | M4.0*0.7-L| 5.80 |10.22| 6.75 | 15 | £
S4003-8 | M4.0*0.7 | 5.18|10.08| 6.67 | 15
S4004-1 | M4.0*0.7 | 5.95/10.00| 6.40 | 15 | R3.5

iﬁ S4005-1 | M4.0*0.7 | 5.60 |11.35| 7.80 | 15 | RCF25,SD/J~

L1 S4005-2 | M4.0%0.7 564 | 8.60| 5.30| 15

L S4005-3 | M4.0*0.5 | 6.82|11.09| 6.60 | 15
S4005-4 | M4.0*0.5 6.84 14.00 9.30| 15
S4005-5 | M4.0*0.7 | 5.42| 7.65, 4.35| 15
S4005-6 | M4.0*0.7 | 5.28| 8.50| 6.22 | 15 | DIJET-DSW-4085
S4005-7 | M4.0*0.7 | 5.31 |10.25| 6.95| 15 | DIJET-DSW-410H
S4005-8 | M4.0*0.5 | 5.56 | 7.02| 4.60| 15
S4005-9 | M4.0*0.5 | 5.53 | 7.85| 5.30 | 15
S4005-10 M4.0*0.7 | 5.27 | 7.90| 5.05| 15 | DIJET-DSW-4075H
S4006 M4.0*0.5 | 5.85[12.80|10.50, 15 | ABP#5{ZR8
S4008-1 | M4.0*0.7 | 553 |12.15, 9.90| 15 | F3I &K HE
S4008-2 | M4.0*0.7 | 6.78 |14.40/10.20| 15 | —f3&HE (MNE)
S4008-3 | M4.0*0.7 | 4.98 |[12.30(10.00| 15
S4008-5 | M4.0*0.7 | 7.03|15.85/11.65| 15
S4008-6 | M4.0*0.7 | 6.00|12.75, 9.40 | 15
S4008-7 | M4.0*0.7 | 5.50|12.20, 9.80 | 15
S4008-8 | M4.0*0.7 | 6.72 | 9.98 5.62| 15
S4009-1 | M4.0*0.7 | 5.85(10.00| 7.80 | 15 | RETFH
S4009-2 | M4.0*0.7 | 5.80 (14.10/11.30| 15 | REZTHFHBE (IE)
S4009-3 | M4.0*0.7 | 6.95|14.40/11.45| 15
S4009-4 | M4.0*0.7 | 6.38|10.50, 8.70 | 15
S4009-5 | M4.0*0.7 | 6.17 | 5.24 | 3.17 | 15 | @Ik I8
S4009-6 | M4.0*0.7 | 6.18| 8.00| 5.62 | 15 | @EI$KTIEB
S4093 M4.0*0.7 | 5.65| 9.53 | 8.15 | 10
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S4501-1 | M4.5*0.75 | 6.80 |10.94| 7.00 | 20 |—f&ER.ERIAFH
S4501-2 | M4.5*0.75 | 5.65 |11.05| 8.20 | 15 | —fi¥A (/)\88)
S4501-3 | M4.5*0.75 | 6.60 [14.85/11.00 | 15 | —fixXEHA (MI&)
S4501-4D | M4.5*0.75 | 5.60 |14.17|11.75| 15
S4501-5 | M4.5*0.75 | 6.75 (|11.85| 8.50 | 15 | SEKT1204/4
X S4501-6 | M4.5*0.75 | 6.65 [11.45| 7.90 | 20
S4505-1 | M4.5*0.75 | 6.77 |10.15| 6.25 | 20 | DIJET-DSW-4510H
S4505-2 | M4.5*0.75 | 6.76 |[11.25| 6.02 | 20 | DIJET-DCM17-S
S4505-3 | M4.5*0.75 | 6.75 |12.35| 8.15 | 20 | DIJET-DSW-4512H
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L1

il D d L L1 T B &
S5001-1 | M5.0*0.8 | 7.17 12.65| 8.00 | 20 |GJU,RCU,ASBTIFH
S5001-H | M5.0*0.8 | 6.47 |11.20| 7.80 | 20 | G2038itFE KAy
S5007 M5.0*0.5 | 7.90(16.70/12.70| 20 | ABP¥IEFER10
S$5002-1 | M5.0*0.8 | 7.15[10.45| 6.50 | 20 | RAH R8 71}
S$5002-2 | M5.0*0.8 | 6.70(11.10| 7.40 | 20

S$5002-3 | M5.0*0.8 | 7.10[12.45| 9.00 | 20

S$5002-5 | M5.0*0.8 | 7.00[12.25| 9.10 | 20

$5002-6 | M5.0*0.8 | 7.00(12.10| 8.80 | 20

S$5002-7 | M5.0*0.8 | 7.18 |16.73|12.40 | 20

S$5002-8 | M5.0*0.8 | 7.00 |10.65| 6.90 | 20

S$5002-9 | M5.0*0.8 | 7.10 |16.00|12.65| 20

S5002-10| M5.0*0.8 | 8.30 21.85/17.30| 25

S$5002-11| M5.0*0.8 | 6.90 (12.80| 9.10 | 20 | DIJET-CSW-513H
S$5002-12| M5.0*0.8 | 6.95(11.10| 7.45 | 20 | DIJET-DSW-511H
S5003-1 | M5.0*0.8 | 6.75|10.75| 7.30 | 20 | G2038EE I~
S$5003-2 | M5.0*0.8 | 6.35/10.28| 6.70 | 20 | G2038%TE )~
S$5003-3 | M5.0*0.8 | 6.63 |13.90| 9.70 | 20

S5005 M5.0*0.8 | 6.45(20.00/15.70 20 | #E#&E A A
S5005-2 | M5.0*0.8 | 8.50 | 18.60({13.00 |H4.0

S5006 M5.0*0.8 | 7.10 |12.20| 9.40 | 20 | BHP25 0K
S5006-2 | M5.0*0.8 | 7.28 |16.05/14.00| 15

S5006-3 | M5.0*0.8 | 8.07 |[16.35/13.50 | 20

S5501-1 | W7/32*28 | 7.05|14.95/12.50| 20
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S6009-2 | M6.0*1.
S8003 M8.0*1.
S8003-2 | M8.0*1.
6025-1 M2.5%0.

8.95 (13.95|12.25| 20
.65/20.10(13.75| 30 | WT25RJJRH
.75/20.60(15.00| 30
.64 | 6.08 | 3.65 | 8 M2.5R &

—_
—_

S6001-1 | M6.0*1.0 | 9.05|17.85/10.80| 30 |RCF,RCU,ASBJJFHF
S$6001-2 | M6.0*1.0 | 9.80 15.05| 9.00 | 30
S6001-3 | M6.0*1.0 | 8.30 |[11.95| 8.00 | 25
S6001-4 | M6.0*1.0 | 8.30 (17.30[13.20| 25
S6001-5 | M6.0*1.0 | 8.64 |13.12| 7.38 | 30
S6001-6 | M6.0*1.0 | 8.30|20.00|15.90 25
S$6001-7 | M6.0*1.0 | 8.70 |17.85/10.80| 30 | RCF40.ASB40
S$6002-1 | M6.0*1.0 (10.68/17.30/10.90| 30 | SWB50 JJF
$6002-2 | M6.0*1.0 | 9.78 |16.45 9.90 | 30 | DIET-HSW-614H
S6004 M6.0*1.0 | 8.00 |17.10/11.80| 20 | ABP30(B3L)JkH
S6004-2 | M6.0*1.0 | 8.40 |17.60|12.90| 25 | GJU40,WT20R7JA
S6004-3 | M6.0*1.0 | 8.55 14.10/10.50 20
- o S6004-4 | M6.0*1.0 | 8.50|14.12[10.40| 25
1 S6004-5 | M6.0*1.0 | 8.55 13.05| 7.70 | 30
L S$6009-1 | M6.0*1.0 [10.10|/18.50|13.70|H4.0
0
0
2

[@)]
—_
—_

N
(@)]
w

6030-1 | M3.0°0.5 |4.32| 7.15| 520 | 10 | M3.028&

6030-2 | M3.0*0.5 | 4.25|10.07| 8.00 | 10 | M3.02E

6035-1 | M3.5%0.6 |5.00 8.20 | 5.00 | 15 | M3.5BEEH

6035-2 | M3.5%0.6 |4.98| 8.03| 5.10 | 15  M3.5BEEHE

6040-1 M4.0*0.7 | 5.48 |11.02| 8.00 | 15 | M4.0FE&

6050-1 | M5.0%0.8 | 7.20 12.31 7.80 | 20 | M5.02E&

S250R-1 | M2.5%0.45 | 3.43 | 6.55 | 3.80 | 7 | Fig1(R3.0)

S400R-1 | M4.0%0.7 | 5.95 9.98 | 6.20 | 15 | Fig2 2
S400R-2 | M4.070.7 | 6.92 |10.40| 7.00 | 15 | Fig2 =
S400R-3 | M4.0%0.7 | 6.65| 9.92 | 7.22 | 15 | Fig2 B
S400R-4 | M4.0%0.7 | 5.08| 8.12 | 4.89 | 15 | Fig1 2
S400R-5 | M4.0%0.7 | 5.10 |10.10] 6.96 | 15 | Fig1 £
S400R-6 | M4.0%0.7 | 5.53 | 11.07| 8.17 | 15 | Fig1 (R2.0) =
S400R-7 | M4.0%0.7 | 5.72 | 9.98 | 7.60 | 15 | Fig2

S500R-1 | M5.0%0.8 | 6.43 12.15 8.30 | 20 | Fig1

S500R-2 | M5.0*0.8 7.00 (12.10

oo

.60 | 20 | Fig1
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Special Screw Data

B 5% D d L L1 T B &
5008 M3.0*0.5 | 4.18 | 7.00 | 5.40 8 RGATEIKTJFHR4
5010 M4.0*0.5 5.95| 8.35| 5.70 15 RGAEIRTIFRS5
5012 M5.0*0.5 | 6.80| 9.15| 7.50 | 20 RGAEIXJJFR6
5016 M5.0*0.5 | 7.48 |12.89) 9.50 | 20 RGAEIXJJFIRS8
5020 M5.0*0.5 | 7.97 |15.30| 11.50| 20 RGASIKJJAR10
5025 M6.0*0.75 | 9.55|20.43| 15.46| 30 RGATEIKTIAR12.5
5032 M8.0*0.75 [12.00|/24.70|19.30| 30 | RGA#EIKJIFER15 R16
5008-1 M3.0*0.5 | 4.15| 6.95 | 5.65 8 RGARBIKIHRAFRE
5010-1 M4.0*0.5 | 5.68 | 8.35| 6.55 15 RGARIKJJFERSEE
5012-1 M5.0*0.5 | 6.70| 9.40| 7.00 | 20 RGAREIRTFHR6EER
5016-1 M5.0*0.5 | 7.42/12.83| 9.70 | 20 RGARINJIFERSEE
5020-1 M5.0*0.5 | 7.97 116.74| 12.80, 20 | RGAEIKJJERI0EE
5025-1 M6.0*0.75 | 9.56 | 20.82| 16.65 30 RGAREIKIIAR12.5FE
5010M M3.0*0.35 | 4.32 | 8.58 | 6.70 8 =Z1BIKTJFRS5
5012M M3.5*0.35 | 5.03|10.00| 7.80 10 =Z1FINTJFRG
5016M M4.0*0.5 | 6.00|14.03/11.70, 15 =Z1FIKJJFERS
5020M M5.0*0.5 | 8.00|16.40(12.90, 20 =Z$BINTJFER10
5025M M6.0*0.75 | 9.45|21.62| 17.55| 20 =Z1BIRTIAR12.5
5030M M8.0*0.75 | 11.95/25.10/ 19.85| 30 =Z1EIRJJAR15
5006D M2.0*0.25 | 2.50| 4.92 | 3.45 6 | BNM#EIRTJAR3(HR)
5008D M2.5*0.35 | 3.13 | 6.35| 4.82 7 | BNMRBIRTER4(HR)
5008D-K | M2.5*0.45 | 3.13 | 6.35 | 4.82 7 | BNM#EIRTIHR4(8ER)
5010D M3.0*0.35 | 3.72 | 7.80 | 5.90 8 | BNM#EIRTJHRS(HR)
5010D-K M3.0*0.5 | 3.72| 7.80 | 6.13 8 BNMIEIR B RE(58R)
5012D M3.5*0.6 | 4.73 | 9.50 | 7.00 10 BNM#EEKJJFHR6
5016D M4.0*0.7 | 5.80|13.23 9.60 15 BNM#EIK I ARS8
5020D M5.0*0.8 | 6.82116.27|12.80, 20 BNMEIRTIER10
5025D M6.0*1.0 | 8.26 |1 20.22|16.10| 25 BNM#EIKTJHR12.5
5025D-T30 M6.0*1.0 | 8.50 |20.65/ 16.10| 30 BNM#EIRTJHR12.5
5030D M8.0*1.25 | 11.05/25.10/ 19.67| 30 | BNM#EIKTIFER15 R16
5008F M3.0*0.35 | 4.40 | 6.70 | 5.00 8 ABPF#&IXJJFER4
5010F M3.5*0.35 | 5.70 | 8.15 | 6.00 10 ABPF{5IK RS
5012F M5.0*0.5 | 6.80| 9.90 | 7.65 | 20 ABPF#&IXJJFER6
5016F M5.0*0.5 | 6.65|13.42/10.55| 20 ABPF#&IXJJFERS
5020F M6.0*0.75 | 8.00 1 16.75/ 13.00| 25 ABPFEIRTIAER10
5025F M6.0*0.75 | 9.60 1 21.88/ 15.40|, 30 ABPF#EIKTIER12.5
5030F M8.0*0.75 [12.00 25.07|17.78| 30 |ABPFf{EIXKJJER15 R16
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Special Screw Data

NO. NOTE NO. NOTE NO. NOTE
S1801-2 | For Fine Boring Tools | S3502-1 | SANDVIK R390-INSERTS 5008 RGA R4-INSERTS
S2001-1 | For Fine Boring Heads | S3506-1 | SD-WCMT06T308 INSERTS 5010 RGA R5-INSERTS
S2001-2 | For Fine Boring Heads | S3506-2 |For General Use(Long type)] 5012 RGA R6-INSERTS
S2001-3 | For Fine Boring Tools | S3508-1 | KYOCERA-INSERTS 5016 RGA R8-INSERTS
S2001-5 | For Fine Boring Tools | S3509-1 | KYOCERA-INSERTS S4006 ABP R8-INSERTS
S2201-1 For General Use S4001-1| AQXR.JTS-INSERTS S5007 ABP R10-INSERTS
S2202-1 For General Use S4001-2 |For General Use(Long type)] 5020 RGA R10-INSERTS
S2202-2 For General Use S4001-3 GJU.RCF-INSERTS 5025 |ABP.RGAR12.5INSERTS
S2501-3 For General Use S4001-5 |For General Use(Long type)] 5032 ABP.RGA R15 R16-INSERTS
S2501-5 |For General Use(Long type)] S4001-6 |HTACHI-RDMT1204 INSERTS| 5008F ABPF R4-INSERTS
S2502-1 | GJU.RAH-INSERTS | S4003-1 RAH R5-INSERTS 5010F ABPF R5-INSERTS
S2502-2 |P26315-R10,R12-INSERTS| S4003-2 | RAHR5-INSERTS(Long type) |  5012F ABPF R6-INSERTS
S2502-3 | GJU.RAH-INSERTS | S4003-3 P28415-0 INSERTS 5016F ABPF R8-INSERTS
S2502-4 ASJ20-INSERTS S4005-1 RCF25.SD-INSERTS 5020F ABPF R10-INSERTS
S2503-1 | SANDVIK R390-INSERTS | S4008-1 | Long Drilling Tools Inserts |  5025F ABPF R12.5-INSERTS
S2503-2 |SUMITOMO-WCMT040208 | S40(08-2 |For General Use(Long type)] 5030F | ABPF R15.R16-INSERTS
S2503-3 For General Use S4009-1 KYOCERA-INSERTS 0015 Square Seat Screw
S2503-5 | KYOCERA-INSERTS | S4009-2 | KYOCERA-INSERTS(Long type) 0018 Triangle Seat Screw
S3001-2 RAH R4-INSERTS S4501-1 | For General Use/Tuming Inserts | 001 1-1 R10 Radius Seat Screw
S3001-4 | ASJ.SE/Turning Inserts | S45(01-2 | For General Use(Small head) 0002-1 | Side Mil Cutter Screw(One hole)
S3001-5 BIG-INSERTS S4501-3 |For General Use(Long type)] 00QQ2 | Surface Mill Cutter Clamp Screw
S3001-6 | Special Turning Inserts | S5001-1 | GJU.RCF.RCU.ASB-INSERTS| ()(012-2 |Tuming Tools Screw(Double hole)
S3001-7 For General Use S5001-H |Gc2038-INSERTS/For General Use]  ()(0(Q3-1 |Turning Tools Screw(Double hole)
S3002-1 RAM R4-INSERTS S5002-1 RAH R8-INSERTS 0003-2 |Tuming Tools Screw(Double hole)
S3002-2 RAH R4-INSERTS S5003-1 | G2038-INSERTS(OId type)] 0Q03-3 |Tuming Tools Screw(Double hole)
S3002-3 | RAH R4-INSERTS(Long type) | S5003-2 [G2038-INSERTS(New type)] 3003-1 | Umbrella Type Screw(One hole)
S3002-5 | Turning Tools Inserts S5005 | For Drilling Inserts System |  3004-1 | Umbrella Type Screw(One hole)
S3003-1 RCF20-INSERTS S5006 BHP 25-INSERTS 3005-2 | Umbrella Type Screw(One hole)
S3501-1 For General Use S6001-1 | RCF.RCU.ASB-INSERTS | 3005-3 | Umbrella Type Screw(One hole)
S3501-2 |BIG-1504 Inserts(Big head)] S6002-1 DIJET-INSERTS 3005-1 Umbrella Type Screw(One hole)
S3501-3 |BIG-1504 Inserts(Big head)] S6004 ABP 30(B)-INSERTS 3006-12 | Umbrella Type Screw(Double hole)
S3501-5 |For General Use(Long type)] SE004-2 | GJU4.WALTER 20R-INSERTS |  30(06-1 | Umbrella Type Screw(One hole)
S3501-6 | Tuming Inserts(Long type) | S8003 | WALTER 25R-INSERTS | 3006-2 | Umbrella Type Screw(One hole)
S3501-7 | WALTER-INSERTS 3006-8 | umbreta Type Left Screw(Double hoke)

3006-6 |Umbrelia Type Screw(Double hole
3008_1 Umbrella Type Screw(Double hole
3008-2 |Umbrelia Type Screw(Double hole

0061 Counter Boring Tools Set Screw Axial
0061 _1 Counter Boring Tools Set Screw Axial
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B % sap) D d L | L1 | L2 | TH [Fig. fg &
3003-1 (US-300301)| M3.0*0.5 |7.00 |10.00| 6.00 T9 | 2 E55],(One hole)
3004-1 (US-300401)| M4.0*0.7 | 9.45|12.73|8.25 | 7.10| T15| 1 E53(,(One hole)
3005-1 (US-300501)| W3/16*32 | 9.45 |12.80| 8.00 H3.0| 2 E53(,(One hole)
3005-2 (US-300502)| M5.0*0.8 | 9.50 | 11.08 | 6.00 T15| 2 253(,(One hole)
3005-3 (US-300503)| W3/16*32 | 9.43 |12.85| 8.15 T15| 2 £53],(One hole)
(US-300504) W3/16*32 | 9.55 | 11.48 | 6.45 H3 | 2 531 (Double hole)
3006-7 (US-300607)| M6.0*1.0 |13.00|17.20|12.00| 9.50 | H4.0| 1 £53{,(One hole)
3006-11 (US-300611) M6.0*1.0 [13.00|17.45|12.40 H4.0 2 #3] (Double hole)
(US-300612) M6.0*1.0 |10.19(20.36(14.92|12.45| H4.0| 1 £23],(Double hole)
(US-300603) M6.0*0.75 [12.97|17.10|12.00 T20| 2 #3) (Double hole)
3006-2 (US-300602)| M6.0*0.75 |13.00[17.03|12.00 H4.0| 2 ££3] (Double hole)
T H (US-300613) M6.0*0.75 |13.49| 16.55/12.80| 9.85 | H3 | 1 253),(One hole)
3006-8 (US-300608)| w1/4*28 [13.00|17.20|12.00 T20| 2 #3] (Double hole)
(US-300604) W1/4*28 |12.95(15.10 |10.00 T20| 2 £3/,(Double hole)
(US-300605) W1/4*28 |12.95(17.30[12.20{10.00| T20 | 1 53} (Double hole)
. 3006-1 (US-300601)| W1/4*28 [13.00[17.10|12.00 H4.0| 2 53|, (Double hole)
- :ﬂéflgj (US-300609) W1/4*28-L [13.00|17.45(12.35(10.00| H4.0| 1 |73 (Left screw-Double hole)
L2 (US-300606) W1/4*28 [12.95|17.18|12.00 |10.00| H4.0| 1 ££3],(Double hole)
LL1 3008-5 (US-300805)| M8.0*1.25 |16.95|21.35|19.10 H5.0| 2 ££3],(Double hole)
(US-300804) M8.0*1.25 |16.95|21.32|14.20|11.30| H5.0| 1 ££3],(Double hole)
3008-2-1 (US-300803)| M8.0*1.0 |17.00/21.25|14.15|11.15| H5.0| 1 #3],(Double hole)
Fig2 3008-2 (US-300802)| M8.01.0 |17.85|25.12|18.05|14.50| H5.0| 1 #3],(Double hole)
- ‘Oi (US-300808) M8.0*1.0 [17.90|22.20 |16.90 [10.75| H4.0| 1 ££3],(Double hole)
L1 3008-1 (US-300801)| w5/16*24 |16.95|21.20 |14.20 H5.0| 2 ££3],(Double hole)
L (US-300806) W5/16*24 |16.80|21.35|14.45|11.25/ H5.0| 1 ££3|,(Double hole)
(US-300807) W5/16*24-L [16.95|21.35|14.00 H5.0| 2 | =S &3 (Left screw-Double hole)
(US-300809) M8.01.0 |16.98|21.25(14.20 H5.0 2 ££3),(Double hole)
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- GCT515N 5.0 5.92 | 3.72 | 7.02 |15.60
iﬂﬁjﬁml
v GST929 4.97 | 3.70 | 6.00 |15.25
E
GST-609 | M3.0*0.5 | 5.00| 3.70 | 5.90 | 8.60
= GST-616 | M3.0%0.5 | 5.00 | 3.70 | 5.97 |16.15
w1 ][ Qm GST-612 | M3.0%0.5 | 5.00 | 3.70 | 5.85 |12.00
: Al GST-614 | M3.0%0.5 | 4.45| 3.65 | 6.07 |13.80
GST-712 | M4.0*0.7 | 6.00 | 5.00 | 6.90 [12.00
GST-712-1 | M4.0%0.7 | 5.97 | 4.97 | 6.95 [12.20
GST-715 | M4.0%0.7 | 5.99 | 4.99 | 6.97 14.50
GCT420N | M5.0%0.8 | 5.50 | 3.70 | 6.18 [18.05 2.5
GCT520N | M5.0%0.8 | 6.00 | 5.00 | 7.48 [18.10| 2.5
GST-419 | M4.0%0.7 | 4.00| 3.70 | 6.05 |19.10 GST419-198
GST-515 | M5.070.8 | 6.47 | 4.98 | 7.52 14.30| 2.5
GST-516 | M5.0*0.8 | 5.46 | 3.63 | 6.23 1543 2.5
GST-517 | M5.0*0.8 | 4.96 | 3.75 | 6.80 [18.10| 2.5
e GST-517-1| M5.0*0.8 | 4.90| 3.68 | 6.75 |16.98| 2.5
G [l ©)[esT-517-2| M5.0°0.8 | 4.96 3.66 | 5.88 | 16.62] 2.5
.| | GST-519 | M5.0%0.8 | 5.46| 3.68 | 6.23 18.62| 2.5
: < | GST-519-1| M5.0%0.8 | 5.47 | 3.66 | 6.19 18.49| 2.5
GST-519-2| M5.0%0.8 | 4.99 | 5.01 | 7.98 18.98 | 2.5
] 1< () 6sT-519-3] M5.0%0.8 | 5.47 | 3.67 | 6.16 |18.58| 2.5 | cCP33
| | GST-519-4| M5.070.8 | 5.47 | 3.70 | 6.23 [18.53] 2.5
: & [ GST-615 | M6.0°1.0 | 6.96 | 4.96 | 7.76 |14.43| 3.0
GST-617 | M6.0*1.0 | 6.99| 4.97 | 7.77 17.01| 2.5
GST-617-1 | M6.0*1.0 | 6.98| 4.98 | 7.76 16.88 | 3.0
GST-618 | M6.0*1.0 | 6.95| 4.96 | 7.76 17.90| 3.0
GST-619 | M6.0*1.0 | 6.50 | 5.00 | 7.48 [18.55] 3.0
CP33 | M5.0%*0.8 | 5.44 | 3.67 | 6.45 19.05 2.5
GST224 | M6.0*1.0 | 5.92 4.78 | 7.80 |18.10| 3.0
GST-311 | M3.0%0.5-L 2.98 | 4.80 |10.72] 1.5
GSV-0513 | M5.0%0.8 4.90 | 6.20 (1245 2.5
GSV-0412 | M4.0%0.7 3.75 | 5.20 |12.10| 2.0
: GCSQ-4411] M4.0%0.7 4.27 | 5.10 [11.00| T8
OD“’T 14 (@] 6Ccs-v511 | M5.0%0.8 5.00 | 5.64 11.00| 2.5
Tt | GS-510 | M5.0%0.8 3.74 | 5.47 |11.00| 2.0
GS-0014 | M6.0%1.0 4.97 | 7.20 (1330 2.5
° GST-516-1| M5.0*0.5 3.69 | 6.47 (1595 2.5
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Fi A B © D E F G
1 [ B NIE-
. - HSC-724 6.69 7.67 4.98 6.97 | 2401 | 3.0 19.05
= A Fig.1
!IIEI @ GCT310N | M3x0.5 5.12 3.75 5.93 | 10.30 Fig1
GCT310N-S| M3x0.5 545 4.10 7.10 2.5 Fig2
GCT415N M4x0.7 5.96 4.98 746 | 15.06 Fig1
GCT415N-S| M4x0.7 6.68 12.00 16.00 | 3.0 Fig2
GCTN410 5.43 3.90 1.40 4.40 8.10 | 10.40
° GSA-514 M5x0.8 6.45 4.97 748 | 1425 | 25
- GLSGO0512 4.90 M5x0.8 1.10 5.30 1165 | 2.0
EIIID- <
GLSG0616 5.80 M6x1.0 2.60 720 | 1525 | 3.0
4] 3 ] e
; GTCS1028 5.75 M10x1.0 | 10.50 | 16.70 | 27.70 4.0
HI[ I ET GSTN514 | M5.0*0.8 4.98 3.68 6.36 | 14.02
E
I—————iié I GSTN514-S| M5.0*0.8 6.98 7.50 | 4.00
L—»‘E LN
JHER ©
I GSTV514 M5.0*0.8 4.96 3.73 6.76 | 14.05| 2.5
F
@ 7?[@]37“’ HSC-520-1 5.47 6.99 4.50 |14.05 (19.24 3.0
=N |y
E HSC520 5.48 6.87 4.51 114.20 119.60 3.0
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"{DEE GS3-612 | 5.88 | M6.0%0.75 | 7.32 | 7.10 | 11.50 | T20
GS9-512 | 4.99 | M5.0%*0.8 | 6.00 | 7.45 | 12.00 | 2.5 | 2.5

F = T Hﬁ%;ﬁ;f'1 5.99 6.97 | 7.75 | 15.03 | 3.0
DN H%ﬁt&f 5.95 6.93 | 8.05 | 15.00 | 3.0

GSA-511 | 3.67 | M5.0%0.8 | 5.56 | 6.00 | 11.30 2.5

g A B c D | E| F| @&

GS-617-1 | M6.0*1.0 | 7.17 | 5.00 | 7.76 |17.20| 2.5

GS3-617-2| W1/4*26 | 7.05| 5.04 | 7.78 |17.70| 2.5
GS-617-2 | W1/4*26 | 7.18 | 5.00 | 7.78 [17.20| 2.5
GS3-617-1| M6.0*1.0 | 7.14| 5.00 | 7.75 |17.20| 2.5
GS-617-3 | M6.01.0 | 7.18 | 5.00 | 7.75 |17.20| 3.0
GS3-617-3 | M6.0*1.0 | 7.07 | 5.04 | 7.78 |17.05| 3.0

GS-619 | M6.0%1.0 | 7.10| 5.10 | 7.79 |19.00| 3.0

GS3-619 | M6.0*1.0 | 7.18| 5.00 | 7.79 |19.05| 3.0

GS-513 | M5.0%0.8 | 5.46 | 3.65 | 6.20 |12.88| 2.0

GS-513N | M5.0%0.8 | 5.46 | 3.65 | 6.20 |12.88| 2.0

GS4-513 | M5.0*0.8 | 5.60 | 3.76 | 6.20 |14.05| 2.0

GS3-513 | M5.0%0.8 | 5.56 | 3.70 | 6.24 |13.15| 2.0

GS-1021-4| M10*1.0 |11.00| 7.95 | 11.95|22.10| 4.0

GS-0821 | M8.0*1.0 | 9.45| 6.17 | 10.20/22.10| 3.0

GS3-0821| M8.0"1.0 | 9.45| 6.13 | 10.20/21.80| 3.0

GS-615-1 | W1/4*26 | 7.17 | 5.02 | 7.80 |1545 2.5

GS-615-2 | M6.0*1.0 | 7.17 | 5.00 | 7.83 1550 2.5

GS-622 | W1/4*20 | 9.28 | 7.83 | 10.63|21.75| 4.0

GS3-415 | M4.0*0.7 | 4.70| 3.76 | 6.22 |14.50| 2.0
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GTCT1515 | 4.00 | 14.80 6.68 10.00| 15.33| 3.21 | 554 | 7.72
ezl
— el GTCT8818 | 8.50 | 17.90 5.30 10.50| 18.50| 3.90 | 4.90 | 7.40
E
GTCW8820 | 4.50 | 19.20 5.60 11.40| 15.80| 3.60 | 3.20 | 7.70
GTCW8802 | 11.50/ 1800, 540 | 11.20 16.70| 3.70 | 3.90 | 8.70
GTCT1517 | 9.60 | 1485  6.50 | 10.00 1650 4.90 | 5.80 | 7.50
GTCU-3R | 2.0513.85]  7.00 | 9.00 | 26.20| 955 220 8.05
GTCU-4R | 3.55|13.85| 7.00 | 9.00 26.20| 955 220 8.05
GTCU-5R | 4.85 1385 7.00 | 9.00 26.20| 955 220 8.05
GTCU-3L | 2.50 1385  7.00 | 9.00 | 26.20, 9.55  2.20 | 8.05
GTCU-4L 3.60 | 13.85 7.00 9.00 | 26.20| 9.55 | 2.20 | 8.05
GTCU-5L | 4.80 1385  7.00 | 9.00 | 26.20| 9.55  2.20 | 8.05
GTCU-6L | 4.80 | 13.85 7.00 9.00 | 26.20| 9.55 | 2.20 | 8.05
GTCG-1419R| 2.90 | 13.90)  6.20 | 3.50 | 19.15 5.40 | 5.10 | 7.70
GCPM-1121] 2.95 | 11.10 5.65 230 | 21.70| 1.25| 2.00 | 10.7
GCPM-1122| 2.97 | 10.90 5.8 2.37 | 22.07| 1.10 | 2.28 | 10.85
GCPM-1326 | 3.77 | 12.88 5.90 2.31 | 25.85| 1.85| 3.05 | 11.40
GCPM-1327 | 4.01 | 12.95 6.25 2.33 | 26.55| 1.52 | 3.10 | 13.31
GCPM-1331| 2.80 | 12.80 5.40 240 | 31.15] 140 | 210 | 14.6
GCP5-6021 | 3.50 | 4.75 M5*0.8L 7.80 | 13.70| 5.80 | 1.25 | 7.20 | 8.50
GCP6-6026 | 3.60 | 470 | M5*0.8L | 7.95| 16.55| 540  1.75 | 7.85 | 8.80
GCP7-6022 | 5.70 | 595 | M6*1.0-L | 9.45| 1850 7.20 | 2.20 | 136 | 10.7
GCP3-6024 | 5.10 | 620 | M6*1.0-L | 9.25|21.40| 7.75 | 1.85 | 135 10.6
GCP4-6024 | 5.00| 6.20 | M6*1.0-L 9.25 | 2435 790 | 1.75| 13.7 | 10.6
GCP-0013 | 4.20 M6*1.0-L 9.20 | 18.70| 5.90 | 2.20 | 12.1 | 9.65
GCPM-30 | 5.00 M8*1.0-L | 10.70| 25.65| 8.80 | 2.30 @ 16.9 | 11.4
GCP-0012 | 4.10 M5*0.8-L 8.00 | 14.90| 6.20 | 2.25 | 11.1 | 8.60
GCP60-8019| 5.10 M8*1.0-L | 10.80| 19.10| 9.00 | 1.90 | 16.7 | 12.0
GCP12-8023| 5.20 M8*1.0-L | 10.80| 22.50| 9.00 | 2.00 | 16.8 | 11.8




W+

JuL =

YWEI GUAN
. B g8 A B C D E F G H I
B —
Al (O L =
{7 ] : E@GCP?Z-ONB 150 | 7.94 | 4.40 13.21| 1.67 | 1.30 | 6.90 | 1.93
I 1 = 1
GTCW1720 | 6.04 |16.85| 8.47 |12.92|21.00| 3.25 | 545 | 9.11
GTCT1521 | 4.10 |14.95 8.42 |12.89|20.57| 3.01 | 4.65 | 9.41
GTCW1414 | 5.02 |13.71| 4.26 7.33 1 14.05| 3.31 | 346 | 6.64 | 8.72
k jI ﬁ‘!c %
T e vl GCPH1120 | 2.90 | 953 | 4.12 |10.50| 19.61| 1.97 | 2.60 | 7.41
) E ,7 E‘>G £
TOR4
ANy =T GTCW1117 | 5.82 |10.96| 6.40 16.57 | 2.63 | 4.70 | 8.07
| E ‘ ’&" E
GSC-10 6.88 | 10.00 | M8x1.0L 13.96 | 2.25 12.90 | SECO
Wedge
GTCT1816 | 5.00 |17.85| 6.54 |11.25| 1551 3.72 | 2.81 | 7.87
GTCD1727 | 6.43 |16.80| 9.35 |13.17|27.20| 3.67 9.13
GTCS1721 | 3.42 [16.90| 8.63 | 12.90|21.05| 3.65 9.11 | SN12
GTCC1723 | 6.67 |16.95| 8.30 |12.75|23.05| 3.76 9.15
GTCD1322 | 4.32 |1276| 6.58 |10.28|21.55| 3.17 9.11 | DN11
GTCV1322 | 4.50 |12.82| 6.60 |10.25|22.25| 2.46 9.11 | VN12
GTCV1326 | 6.55 |13.22| 6.75 | 11.27|25.26| 3.98 9.26
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GCPM-1226 3.50 |13.05 5.25 2.85 126.05| 25 | 4.15|12.90

" @ etk ’EII GTCT-1425 | 4.25 14.25 5.45 3.15 | 25.85| 2.60 | 4.00 | 14.30| 2.5

GTCW1818 | 6.63 18.03 6.55 11.30 | 19.35| 4.71 | 5.56 | 8.21

GTCG1318 | 13.40 | 9.25 6.36 284 | 17.71| 1.81 | 4.48 | 11.30

<

N\

‘ l.cl

<D >
F.

b
>

| GCPR1122 | 6.73 11.37| 5.53 10.18 | 22.05| 1.61 | 4.05 | 9.38 | 3.36

GCPL1122 6.77 |11.49| 555 10.21|22.06| 1.58 | 3.94 | 9.43 | 3.38

B
|

GCP69-1016| 2.10 [10.55| 5.44 8.67 |16.08 | 248 | 2.15 | 9.36 | 1.96

GCP73-0919| 4.30 4.68 5.98 8.63 | 19.79 | 7.56 | 2.90 A 9.63

T‘LW
£
Ny
5|
IJ\‘I
[

GCPT-0516 3.05 2.69 | M6X1.0-L| 8.48 |16.31 | 4.69 | 2.35 | 7.94

GCP7-1915| 6.17 |15.08 6.30 10.90 | 19.05| 4.53 | 1.82 | 8.94

GTCC-1721| 4.51 16.84 8.90 12.65 | 21.15 | 3.71 9.11 | CN12-A
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g | A | B © D| E|F | G| H]|I
GCPS-0514|2.50[2.75| 5.10 | 6.90 [13.90| 5.60 | 2.20 | 6.20 | 8.80
GCPC-0515]3.50 | 3.85| 5.10 | 6.70 14.70| 5.40 | 2.10 | 7.40 | 8.50
GCPD-0616| 1.82|2.70| 598 | 8.4516.38) 5.77 | 1.85 | 8.55 |10.23
GCPD-0618| 3.60|5.00| 6.00 | 8.60 18.15 540  1.90 | 7.70 | 11.0
GCPK-0822|2.90|3.60| 8.13 |11.03/21.50| 7.21 | 3.32 | 11.51|13.39
YR-28 |3.00/3.70, 8.10 /10.55/21.15 5.30| 2.90 | 10.3 | 13.2
* > .| GCPA-0513|3.502.35| 5.10 |10.15/12.70 4.25|2.10 | 6.40 | 8.35
ol T {OY=- wL‘ =34
- tgﬁ GCPB-0515|3.40 | 2.60| 5.60 |12.10/15.60| 4.90 | 2.30 | 7.65 | 10.0
GCP4-0412|2.60|1.90| 4.15 |7.50 |11.35/ 4.15| 2.30 | 5.65 | 6.60
C
__/'\“ K S
°{, Bt | YR8 |7.45/3.60 6.20 |14.8018.80| 5.80 | 5.90 | 9.50 | 10.2
<E—>
_&11 GQ-5410 6.60 4.65 |9.70 9.70 4.00
m| © =] '~!,ZZZZ;LU k=
= L
e e GQ-6513 7.20 550 [12.70/12.70 4.05
) YR-06M |3.70/1.80  4.50 | 8.90|13.40| 3.30 | 1.30 | 7.20
<3| PER A s 3
i | U YR-08M |4.60(2.30| 550 [10.20(15.10| 4.50 | 2.00 | 11.0
. YR-14 |1.80/2.90 3.20 |6.05| 9.00 | 3.20 | 1.80 | 4.55
S g YR-15 |1.95/3.05 3.75 |7.45 10.10| 4.45| 1.95 | 5.85
a (@ m% ,,,,,, QE : ] : : . : . .
. : YR-16 |3.40|3.70| 5.35 | 9.00|13.30| 4.20 | 3.40 | 5.75
YR-05 |3.10|/1.55| 3.80 |7.60|11.60| 3.20 | 1.50 | 5.60
YR-06 |3.20/1.90| 4.10 |8.10 14.40, 4.30 | 2.50 | 9.45
YR-08 [3.20/1.95 525 |9.25 16.40| 4.90 | 2.50 | 8.00
YR-06D |3.32/1.69| 3.70 | 7.40|13.03/ 4.35 | 1.83|6.71 DHEL
YR-08D |4.50|2.58| 5.09 |10.45/17.85| 5.29 | 2.37 | 7.92 | DNET,
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A g A B C D | E F G| H | I
GSC-07 | 12.0 M7x0.75 | 10.10 | 10.22 | — 11.95 | Fig1
GSC-08 7.95 W5/16-24| 14.00 | 12.85 | 3.40 9.70 | Fig2
GSC-09 |11.45 M8x1.0 | 14.55 | 13.50 | 2.98 10.03 | Fig2
GSC-11 12.35 M8x1.25 | 12.35 | 13.28 12.34 | Fig3

0002 (GSC-01)[12.70 W5/16-24|14.60|12.85| 3.40 9.80 | Fig1
GSC-02 | 8.45 W5/16-24|14.50/13.00| 3.20 9.70 | Fig1

0002-3 (GSC-03)|12.10 W5/16-24111.80|11.90| 2.85 7.65 | Fig1

0002-2 (Gsc-04) | 13.30 M8.0*1.0|14.85|12.85| 3.30 9.85 | Fig1
GSC-05 |12.80 W5/16-24/14.30/13.20| 3.90 9.90 | Fig1
0002-5%CfiE .

(GSC-06)Left | 12-40 W5/16-24|14.25/12.70 | 2.75 9.35 | Fig1

T 7.90 | 595 |14.80 13.60

591: Eo ] AA_E
(6SDT01L) 7.90 | 595 | 14.80 13.60

AR IIB BRI TIEE
" (eseTo) 8.00 | 4.95 |10.15/34.80 3.00 | 10.9 | 13.5

GCP71-1315| 8.80 | 14.75| 5.55 7.70 |12.60| 4.45 | 1.00 | 7.50

GCP30-1618]/10.20 | 18.10 5.80 16.20| 4.80 | 2.35 | 8.80 IMW30
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A B .
B (Left) | (Right) c D E | Fig

GCS306 2.3 | 2.3 M3*0.5 6.0 | H1.5 | 1

GCS409 3.5 | 3.5 M4*0.7 9.0 | H2.0 | 1

GCS411 4.85 | 4.85 M4*0.7 10.9 | T8 1

GCS512 5.11 | 5.11 M5*0.8 12.0 | T10 | 2

GCS517 6.55 | 6.95 M5%0.8 17.16 | H2.5 | 2

GCS520 7.2 7.2 M5*0.8 20.8 | H2.5 | 2

GCS610 4.0 | 4.0 M6*0.75 10.1 | T15 | 1

o GCS610-1 4.0 | 4.0 M6%1.0 10.0 | H3.0 | 1
GCS615-1 6.0 | 6.0 M6%1.0 15.2 | T15 | 1

° rrrrr GCS616 7.3 | 6.2 M6%1.0 16.1 | H3.0 | 1
I Al Le) GCS620-1 10.3 | 7.6 M6%1.0 20.6 | H3.0 | 1
E 0 GCS620-3 8.6 8.2 M6%1.0 20.3 | H3.0 | 2
GCS622 8.5 8.5 M6*0.75 222 | T15 | 1

GCS625-1 10.5 | 11.5 M6*1.0 25.0 | T15 | 1

GCS625-3 8.3 | 8.3 M6%1.0 24.7 | H3.0 | 2

: GCS630-3 | 11.7 | 11.5 M6%1.0 29.7 | H3.0 | 2
> GCS632 11.2 | 14.4 M6%1.0 32.0 | H3.0 | 1
GCS718-1 7.0 7.0 M7*0.75 18.0 | T25 | 1

GCS723-1 11.5 | 8.3 M7%0.75 23.1 | H4.0 | 1

e GCS813-1 5.1 5.1 M8*1.25 13.0 | H4.0 | 1
QL;E = GCS816-1 7.0 7.0 M8*1.25 16.7 | H4.0 | 1
— @» GCS816-2 6.0 6.0 M8*1.0 16.1 | H4.0 | 1

) GCS816-3 7.0 | 6.4 W5/16-24 16.3 | H4.0 | 1
GCS820-1 8.1 8.1 M8*1.0 20.2 | H4.0 | 1

GCS820-2 8.3 8.1 M8*1.25 20.2 | H4.0 | 1

GCS820-3 8.1 8.1 | M8*1.0L-1.25R | 20.1 | H4.0 | 1

GCS822-1 10.5 | 7.1 W5/16-24 21.6 | H4.0 | 1

GCS825-1 9.3 | 11.1 M8*1.25 24.7 | H4.0 | 1

GCS828-4 | 12.0 | 10.0 M8*1.0 28.2 | H4.0 | 2

GCS830 13.63 | 12.25 | M8*0.75L-1.25R | 30.22 | H4.0 | 1

GCS830-1 15.7 | 11.3 M8*1.25 30.2 | H4.0 | 1

GCS1021-1 8.6 | 8.6 M10*1.0 21.1 | H5.0 | 1

GCS1025-1 9.2 9.4 M10*1.5 25.6 | H5.0 | 1

A B .

B (Left) | (Right) c D E | F | Fig

GCS8166 6.2 | 7.1 |W5/16x24-L| M6.0x1.0 | 16.0 | 3.0 | 1

GCS8296 13.0| 11.1 | M8x1.0-L | M6.0x1.0 | 28.7 | 4.0 | 1

: GCS401930 | 8.0 | 9.0 | M4x0.7-L| M3x05 | 19.2| 2.0 | 1
GCS502340 | 9.4 | 10.7 | M5x0.8-L | M4x0.7 | 23.0| 2.5 | 1

GCS602850 | 12.6| 13.2 | M6x1.0-L | M5x0.8 | 28.0| 3.0 | 1
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e A B c | p|] E [F]a]® s
GLCS412-AJX| 7.00 |[M4.0*0.7 | 6.2 | 8.8 | 11.70 | T15
GTCS416 | 8.45 |M4.0*0.7 | 4.5 |12.5/16.63] 3.0
GTCS515 | 7.30 | M5*0.8 | 7.7 |11.7) 14.7 |T15
GTCS4 | 8.90 |[M6.0"1.0| 11.5/17.8/22.25 | 4.0
GTCS515-1 | 7.30 | M5*0.8 | 8.0 |11.8] 15.0 | T20
GTCM625 | 10.50 |M6.0*1.0 15.9 24.8|28.25 4.0
GTCU-3R-S01| 11.45 |M5.0*0.810.2|15.0/19.05 | 4.0
GLCS105-1 | 9.97 |M5.0*0.8|13.55|21.35 27.17 | 4.0
GLCS105-2 | 9.97 M5.0%0.8|13.0/20.95 27.15| 4.0| 2.5
T0412 549 | M4x0.5 10.92| 1192 | 20
S400T-1 Max0.7 | 8.20 | 970 1320 | T20 | 5.90
HS-3510 | 5.06 | M35x06 | 4.00 | 7.01 | 938 |T15 | 3.67 |S3506-3
HS-4016 | 5.76 | M4x0.7 | 7.00 |10.40| 13.60 | T15 | 4.00
— HS-5015 | 7.27 | M5x0.8 | 7.62 |11.00| 15.07 | T15 | 5.21
iiﬂl HS-5017 | 7.95 | M5x0.8 | 6.00 |13.10| 16.80 | T20 | 4.97
HS-5018 | 7.26 | M5x0.8 | 7.45 |13.78| 18.09 | T20 | 5.20
HS-6020 | 7.52 | M6x1.0 | 8.92 |18.50| 2021 | T15 | 5.96
HS-6025 | 9.96 | M6x1.0 |13.45 2200 2501 | 40 | 6.99
HS-6028 | 10.68 | M6x1.0 |15.75/21.70| 27.60 | T30 | 5.99
T0516 6.66 | M5x0.8 13.33| 16.12 | T25
T0516-1 | 6.63 | M5x0.8 |10.40|13.40| 1599 | T20
GRCS519 | 8.85 | M5x08 | 9.15 17.85 19.23 | 30 |25 | | 292
GVCS517 | 8.02 | M5x0.8 |11.32/14.17| 16.38 | T20 | 5.95




>) +J
N UL [ AR IR 4
pidl i A B (® D E F G
j GTCS622 8.90 M6.0*1.0 13.2 17.7 | 22.00 4.0
GTCS623 8.90 M6.0*1.0 13.6 18.1 | 22.50 4.
GLCS33 8.80 M5.0*0.8 10.2 27.3 | 31.65 2.5
GLCS43 11.82 M6.0*1.0 11.4 28.4 | 3410 4.0 3.0
GVCW516 | 8.54 M5.0*0.8 5.5 13.3 | 15.45 3.0
GVCW521 8.50 M5.0*0.8 10.9 18.6 | 20.55 3.0
GVCWo621 9.42 M6.0*1.0 8.32 17.6 | 20.55 3.0 3.0
GLCS0621 | 9.45 M6.0*1.0 9.05 18.5 | 20.90 3.0
GS0024 9.50 M5.0*0.8 11.7 19.7 | 23.75 4.0
GTCW521 8.32 M5.0*0.8 7.5 16.75| 20.72 4.0
GTCW526-1 | 9.81 M5.0*0.8 [10.85|20.05| 26.06 4.0
GTCW526-2| 9.78 M5.0*0.8 [ 11.58 | 20.22| 26.05 4.0 2.5
GTCS415 6.98 M4.0*0.7 8.20 12.8 | 14.98 2.5
GTCS829 (12.50 M8.0*1.0 14.5 25.9 | 28.75 4.0
GTCW522 7.28 M5.0*0.8 8.7 18.3 | 21.40 3.0 2.5
; GTCW525 9.95 M5.0*0.8 11.1 21.1 | 2455 2.5 2.5
i c* GTCW527 9.97 M5.0*0.8 | 10.50| 21.95| 26.86 4.0 2.5
F L—ED—> ol | GTCW623-2| 9.92 M6.0*1.0 | 10.10| 20.05| 22.75 3.0 3.0
GTCWS826 | 11.98 M8.0*1.0 [12.30| 22.45| 25.85 4.0 4.0
GTCWS829 |11.97 M8.0*1.0 | 14.25| 25.97| 28.73 4.0 4.0
GTCW418 6.98 M4.0*0.7 7.9 14 .1 17.62 2.5 2.0
GTCW418-1 6.31 M4.0*0.7 9.35 15.67 | 17.52 T8 2.0
GTCW623 10.00 M6.0*1.0 9.7 18.9 23.00 3.0 3.0
GTCW623-1 |10.00 M6.0*1.0 11.33 | 19.00 | 23.31 3.0 3.0
F GTCW625 10.22 M6.0*1.0 12.45 | 20.85 | 25.03 T20 3.0
GTCS0521-1 7.98 M5.0*0.8 9.6 17.4 21.05 T15 T15
GTCS0521-2 | 7.98 M5.0*0.8 9.8 17.5 21.10 3.0 3.0
GTCS626 9.92 M6.0*1.0 12.3 22.1 26.55 4.0 3.0
GCPD-0513 6.46 M5.0*0.8 6.4 11.60| 12.90 2.5 2.5
GCPS-0514-S1 | 6.50 M5.0*0.8 4.2 12.2 | 13.70 | T15 2.0
GCPC-0515-S1 | 6.50 M5.0*0.8 5.7 14.0 | 1550 | T15 2.0
GCP4-0412-S | 5.00 M4.0*0.7 4.10 8.10 9.30 T10
GCPD-0617 7.98 M6.0*1.0 6.50 [ 14.35| 16.63 | T15 3.0
GCPD-0618-S1 | 8.00 M6.0*1.0 9.4 18.1 | 20.20 T20 | T20
GCPD-0618-S2 | 7.98 M6.0*1.0 9.3 16.9 | 18.85 3.0 3.0
GCPD-0822 10.30 M8.0*1.0 9.04 | 20.20| 22.38 4.0 4.0
S0822 10.45| M8.0*1.25 | 11.1 20.5 | 22.25 | T30
GLCS-830 |10.65| M8.0*1.25 | 10.2 27 .4 | 29.60 5.0 4.0
( v D 5 :[ GVCW625 10.28 M6.0*1.0 11.55| 22.56| 25.37 3.0
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A GCIV-35 | 122 | 356 | 4.95| 3.69| 6.50 0.45
GCIP-0404 | 4.14 | 445 | 5.81| 3.50 5.48
GCIP-0505 | 5.01 | 539 | 6.21| 3.24| 5.28
4o 9 GCIP-0504 | 4.18 | 454 | 6.02| 3.51| 6.97
GCIP-0606 | 5.97 | 6.66 | 7.76| 4.16| 5.87
GCIP-0606-1| 5.91 | 6.37 | 7.54 | 4.63| 9.20
GCIP-1110 | 9.22 | 10.41 | 11.97| 6.54 | 11.02
GCIC-79 | 5.95 | 7.68 | 9.56 7.67 0.61
D GCIC-68 | 4.43 | 6.20 | 7.85 6.42 0.59
GCIC-32 | 2.80 | 3.16 | 5.21 4.46 0.32
E g LTW5103-18| 3.50 | 4.65 | 6.17 5.06 0.42
LTW5103-21| 4.07 | 5.63 | 6.98 5.78 0.60
_ . GCIE-35 2.70 | 5.02 | 7.02 6.05 0.60 M3 5B
mﬁ E GCIE-45 3.40 | 6.68 | 9.01 7.72 0.61 M4 5415
E g GCIE-65 3.29 | 6.71 | 9.03 7.76 0.60 8820411
@ GClO-0510 | 5.40 9.90 1.05
ﬁ o GCIO-0610 | 6.20 9.98 1.05
GCPL-5115| 6.10 9.40 |3.40| 9.95
GCPL-5118| 9.98 12.05/3.43 | 9.71
) GCPL-5120| 8.55 11.90/3.70 | 10.20
R e GCPL-5125| 8.45 12.50/4.55| 13.25
<L GCPL-5127 | 8.40 11.30/4.50| 13.35
o GCPL-5130| 11.2 15.5014.50 | 14.75
GCPL-5132| 11.55 18.50| 5.68 | 20.05
E GCPL-5135| 14.1 21.15/7.30 | 20.00
GCPL-5137|16.30 22.88| 6.20 | 23.80
GCPL-5138|17.70 24.97| 8.60 | 25.55
GCPL-5140|18.20 26.70|7.90  29.65
GCAS-0207| 2.10 | 3.18 6.80
GCAS-0105| 1.62 | 2.44 4.30
(ﬂ M GCAS-0611| 6.20 | 7.65 11.50
t*j GCAS-0413| 4.43 | 5.73 12.90
‘ . ‘ GCAS-0610| 6.56 @ 8.43 10.20
| GCAS-0512| 5.54 | 6.79 11.90
GCAS-0710| 7.10 | 8.70 10.56




2
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GTCS825 11.95 | M8x1.0 7.0 19.12 | 25.05 | 4.0 | 8.24
- d) s-sET1006C Air
Q (S.cETA0040) | 15:95 | M10x1.5 30.20 | 39.90 | 6.0 hole
3N D ——
GCSV-0415 5.0 M4x0.7 | 6.80 595 | 15.85 | 3.0
P = ‘GCSV-O415-1 5.0 M4x0.7 | 3.00 515 | 1095 | 3.0
- GCSV-0415-2 | 5.0 M4x0.7 3.00 | 4.20 950 | 3.0
@ - E ASF-S01 8.30 M5x0.8 | 10.10 | 11.50 | 15.00 | 4.0
= -
) e ASF-S01W 8.25 M5x0.8 | 13.20 | 15.85 | 19.05 | 4.0
ig} S-SET0604
. (S—SETVOGOOQ) M6X1 0 6.60 9.20 3.0
i» E
S-SETM03008 6.7 M3.0*0.5 5.80 7.80 2.0 BCBFB3-6
(S-SETM03507) | 8.94 | M3.5x0.6 461 | 711 | T15 CB3540
(S-SETM04014) | 7.56 M4x0.7 11.92 | 1420 | 2.5
(S-SETM05019) | 9.24 M5x0.8 16.33 | 19.28 | 3.0
i = | (S-SETM06028) | 10.33 M6x1.0 2510 | 28.20 | 4.0
S-SET0605
(S-SETM06015) 10.30 M6x1.0 12.0 14.90 4.0
£ E S-SET0606 For
R 10.58 M6x1.0 20.0 | 2342 | 4.0 e
S-SET0804
(5. SETM08041) 13.95 | M8x1.25-L 35.10 | 40.60 | 4.0
(S-SETC04005) M4x0.7 465 | 20 CKB1
(S-SETC04006) M4x0.7 551 | 2.0 CKB2
(S-SETC05009) M5x0.8 846 | 25 CKB3
(S-SETC06011) M6x1.0 11.30 | 3.0 CKB4
(S-SETC08015) M8x1.25 15.00 | 4.0 CKB5
(S-SETC10013) M10x1.5 12.72 | 5.0 CKB6
S-SET0805 * . .
—— e M8.0*1.25 12.70 | 4.0 BB
S-SET1005 o . .
(6. SETC10014) M10*1.5 13.60 | 5.0 EB
S-SET1603 I . .
i 5 e M16*1.5 30.30 | 8.0 B
N S-SET1801 . . y
(S-SETC18024) M18*2.0 24.30 8.0 EE) T
S-SET2011 * . y
(S-SETC20021) M20*1.5 20.50 [10.0 SEET
S-SET2012 o . y
(S-SETC20020) AZE 2 20.00 110.0 s
S-SET2013 . .
(S-SETC20020-1) M20*2.5 20.00 |10.0 SEE T
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S-GENH1 4.95 M3.0%0.5 450 | 660 | 2.0
S-GENH2 4.96 M3.0*0.5 6.10 | 810 | 2.0
S-SETP02507 3.60 M2.5*0.45 423 | 679 | T8
(E:SEETI,QZ%%;) 4.35 M2.5%0.45 5.90 | 825 | 2.0
S-SET0306-1 .
(5-SETP03009) 5.15 M3.0*0.5 6.20 | 915 | 2.5
< [ @ | S-SET0306
:M o Rz 5.35 W1/8-40 492 | 800 | 2.5
i S-SETP03507 5.00 M3.5*0.6 5.00 | 660 | T8
O0lcmarias| 505 | M4.0%0.7 6.70 | 1015 | 2.5
S-SET0402 6.75 M4.0%0.7 9.95 | 14.02 | 3.0
(S-SETP04014)
S-SET0505 .
(- SETP05008) 8.30 M5.0%0.8 5.50 | 9.00 | T25
S-SETP06018 | 12.05 M6.0%1.0 13.05 | 18.00 | T25
7] S-GENH3 7.45 M4.0*0.7 | 7.05 | 8.15 | 1120 | 2.5
M) 4 S-GENH4 8.60 | M5.0%0.8 | 8.50 | 10.0 | 14.00 | 3.0
I S-GENH5 8.30 M5.0*0.8 | 8.80 | 9.70 | 13.60 | 4.0
5 : S-GENH6 13.5 M8.0%1.25| 10.30 | 13.1 | 18.05 | 5.0
S-SETD04005 M4.0%0.5 523 | 2.0
S-SETD04005-1 M4.0*0.5 4.90 2.0 60°
S-SETD04005-2 M4.0*0.5 490 2.0 | 30°
S-SET0503 .
(6. SETD05010) M5.0*0.5 10.05| 2.5
S-SET0506 *
P M5.0*0.5 634 | 2.5
S-SETD05006-1 M5.0*0.5 6.00 2.5 60°
S-SETD05006-2 M5.0*0.5 6.00 2.5 30°
77777 S-SETD06080 M6.0*0.75 7.90 3.0 30°
""" S-SET0603
= (S-SETD06012) M6.0*0.75 12.00 | 3.0
S-SETD08011 M8.0*0.75 145 | 4.0
< «~———— |5-SETD08011-1 M8.0*0.75 10.93| 4.0 | 30°
S-SET0802 *
S SETDObO M8.0*0.75 14.05 | 4.0
S-SETD10013 3/8-24UNF 12.60 | 3/16 | edthoso
S-SET1003 *
5 SETD10015) M10*1.0 15.05 | 5.0
S-SET1002 .
. M10*1.0 16.05 | 5.0
GVUS-1218 M12*1.0 18.10 | 6.0
GVUS-2020 M20*1.5 20.05 | 10.0
GVUS-2029 M20*1.5 29.15 0.0
GVUS0815-4 M8.0*0.75| 6.0 15.00 | 4.0
S-SET2003
F E *
e ‘ > (S-SETG20025) M20*2.5 | 16.9 25.00 | 10.0
S-SETA03006, 5.77 M3.0*0.5 3.75 | 6.00 | 2.0 |Fig.1
Fot 2 S-SETA03008| 5.95 M3.0*0.5 5.50 | 8.00 | 2.0 Fig.1
< o 0018 . -
: 7‘ ) Iy 7-38 M4.0*0.7 510 | 755 | 2.5 |Fig.1
F F
> 0018-1 . .
fyempggs  6-95 M4.0*0.7 7.90 Fig.2
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S-SET0501 .

o SETo! M5.0%0.8 505 | 2.5

S-SETN03008 M3.0%0.5 793 | 1.5
S-SET0504 \

> SET 900 M5.0%0.8 800 | 2.5
S-SET0602 .

@ ml 00 M6.0*1.0 6.05 | 3.0
""" S-SET0801 .

: >-SET0801 M8.0*1.25 820 | 4.0
S-SET0803 .

> SET 080 M8.0*1.25 6.05 | 4.0
S-SET1001 .

> SET 10 M10*1.5 11.85 | 5.0

S-SETP04080| 7.72 | M4.0x0.7 | 5.00 | 7.05  8.15 | 2.5 |G=4.78

GDS-2501 2.08 | M2.5x0.45 2.05 | 460 | 17

GDS-3001 | 3.58 | M3.0x0.5 4.05 | 580 T8

GDS-3501 3.98 | M3.5x0.6 516 | 7.20 | T8

GDS-4001 | 4.98 | M4.0x0.7 6.22 | 8.50 | T10

GDS-5001 5.98 | M5.0x0.8 7.70_| 10.00 | T15

S-SETI02509 |  4.10 | M2.5x0.45 6.70 | 8.80 | IP10
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GMV-S02 X
o= g2y | 6.80 | M4.0%05 8.90 | 14.05 | T15
GCST0535-1] 6.30 | M5.00.5 | 4.80 | 6.00 | 7.02 | 3.5 | M3.5"0.6
- GCST0535 | 6.30 | M5.0*0.5 | 5.40 | 7.45 | 865 | 3.5 | M3.5*0.6
{‘om GCST0535-2 6.40 | M5.0*0.5 | 4.45 | 5.85  7.05 | 3.5 | M3.5%0.6
GCST0535-3| 6.28 | M5.0*0.5 | 4.10 | 6.03| 7.00 | 3.5 | M3.5%0.6
F "E—D' GCST0604 | 7.77 | M6.0*0.75 | 6.35 | 8.50 | 9.65 | 4.0 | M4.0*0.5
GMV-S01 | 7.75 | M6.0*0.75 | 5.75 | 8.40 | 10.00 | 4.0 | M4.0*0.5
GCST0805 | 9.64 | M8.0*1.0 | 9.70 | 11.00/ 13.50 | 5.0 | M5.0*0.8
,L, GCST0806 | 9.46 | M8.0*1.0 |13.80/14.95 16.90 | 4.0 | M6.0*1.0
GQ-S4514 | 6.00 | M4.5*0.75 9.92 1357 | 3.0
@ 3003-2 4.16 |M3.0%0.5-L 4.10] 6.35 | 2.0
I HDS-0618 .
: o 4@ o | 8.55 | M6.0%1.0 15.5 | 18.05| 3.0
GTIS-1515L |14.95| M8.0*1.25-L 11.75 1545 | 4.0
GTIS-1523L [14.90| M8.0*1.25-L 19.20/23.30 | 4.0
GTIS-1823L (17.85|M8.0*1.25-L 18.90/23.40 | 4.0
@ HDS-0416
e 9.60 | M4.0*0.7 | 7.75 |13.85| 15. . 6.20
I I SRR IS 1590 3.0
F
0061-58E1884% | 4.00 | M3.0*0.5 5.70 | 8.59
0061-28E1%4% | 5.00 | M3.0*0.5 8.65|12.70
00618 EIR% | 6.20 | M4.0%0.7 7.40 | 13.65
0061-48EI8%: | 7.72 | M5.0*0.8 9.54 | 14.65
0061-1#MEIE%A | 9.00 | M5.0*0.8 8.15 | 14.00
0061-38ENIZ4: | 9.90 | M6.0*1.0 11.95) 18.05
I GLS-0824 | 8.45 | M8.0*1.25 | 13.2 |18.00/23.45| 4.0
F
GLS-0616 | 5.90 | M6.0*1.0 | 9.45 |13.10 16.65 | 2.5 25
GLS-0818 | 7.96 | M8.0*1.0 | 9.00 |15.15/17.81 | 3.0 3.0
GLS-0821 | 8.00 | M8.0*1.0 | 9.20 |15.50| 21.00 | 3.0 3.0
GLS-0821-1| 7.96 | M8.0*1.25 | 9.30 |15.30/ 20.82 | 3.0 3.0
GLS-0821-2 | 8.00 | M8.0*1.0 | 9.40 |14.80/20.75 | 3.0 3.0
GLS-0823 | 7.86 | M8.0*1.0 |11.80|17.65 23.50 | 3.0 3.0
GLS-1030 | 9.89 | M10.0*1.0 |10.55|23.65| 30.00 | 4.0 4.0
GLS-1236 |11.90 | M12.0*1.0 |17.25/26.42| 36.05 | 5.0 5.0
O GLS-0829 |11.00| M8.0*1.0 | 6.85 |25.4528.55 | 4.0 25
&
Q GLS-0617 | 5.85 | M6.0*1.0 | 6.50 |10.15/16.80 | 2.5 2.5
£ GLS-1027 | 9.82 | M10*1.0 | 9.80 |14.00/27.05| 4.0 4.0
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8 5% A B C D E | 6°
(0008-10R) o
1OR.Elms (18.00]  6.05 9.75 505 | 11
(0008-TP)
TP-—REE [17.55] 3.13 8.08 460 | T
(0008-N2) .
No.famAe |16.15]  3.15 7.60 | 460 | 11
(0008-545) R
saspnmsas 14.58) 580  |15.10/6.20 4.40 | 8
(0008-435) .
O s e 14.45 580 |15.00 6.15| 4.25 | 10
: 5l ssemmee..15.10| 580  |14.65 6.20 450 | 11°
(0008-535-1) .
ey 14.53)  5.81 14.90| 6.10 | 4.12 | 11
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Carbide Shim

2 g Al Blc|[D ]| E [§° [ E
GMR-633 |17.40 | 4.76 10.60 8.30

GMD-431 |14.40 | 476 9.30| 6.70 | 3.42 | 6°
GMC-422-4 |12.85 | 3.18| 1.10| 7.32 | 6.22

GMC-412 [12.70 | 2.72 | 0.90| 7.90 | 7.30

GMC-432 |12.50 | 4.76 | 2.55 | 7.90 | 7.30

GMC-533 |16.00 | 4.76 2.85|11.10| 9.70

GMC-634 |19.00 | 4.76 | 2.15]12.50| 11.00

GMC-422-3 |11.78 | 3.20 7.70 | 6.30

GMC-322 11.75 | 3.18 7.80 | 6.40

GMC-422 (12.10 | 3.20 9.00 | 6.45

GMC-422-2 [12.68 | 3.20 7.80 | 6.50

GMC-422-1 12.65 | 3.20 8.15 | 6.90

GMC-422-5 11.62 | 3.19 8.21 | 6.60 LSC42
GMC-633 |18.15 4.76 11.55| 9.65
GMSE-T321-110.98 | 3.00 | 1.51| 7.12 | 5.48 1270 SS42SHF
GMSE-T32110.55 | 3.01 | 1.40| 6.50 | 5.62 ;1_)
GMS-422-3 | 11.30 | 3.20 1.55| 7.92 | 6.40 SS42S
GMS-432 12.50  4.76 2.45| 8.24 | 7.30

GMS-3T31 | 9.34 | 4.27 7.40 | 5.00

GMS-421 [11.67 | 3.20 6.65 | 3.22

GMS-422-2 [ 11.78 | 3.20 8.05 | 6.35

GMS-422 [12.05| 3.18 8.00 | 6.50

GMS-633 | 19.05 | 4.76 12.00| 9.55

GMS-T321 [10.53 | 3.00 1.53| 6.62 | 5.29

GMT-311-1 [14.68 | 2.72 | 0.95 | 6.20 | 5.45

GMT-321-1 |14.62 | 3.24 | 1.97 | 6.55 | 5.75

GMT-321-2 [14.10 | 3.18 | 2.10 | 6.25 | 5.15

GMT-321-5 |14.05 | 3.18 | 2.02 | 6.26 | 5.21
GMT-321-6[15.16 | 3.24 | 2.00 | 6.56 | 5.86 RO.4
GMT-322 |14.75 | 3.20 | 2.05 | 7.25 | 6.05

GMT-322-1 |15.52 | 3.20 | 1.75 | 6.80 | 4.18

GMT-331 |15.31 | 4.76 | 2.70| 6.82 | 5.88

GMT-331-1 [15.22 | 4.77 | 2.00 | 6.72 | 5.58 R0.4R0.8R1.2
GMT-331-2 |15.39 | 4.76 | 2.70| 7.25 | 5.75 R0.4R0.8R1.2
GMT-632  [19.92 | 4.76 | 2.70 | 8.02 | 7.25

GMT-631  |19.04 | 4.76 | 1.80| 7.55 | 5.98

GMSU-432 |12.50 | 4.77 | 2.73 | 8.06 | 7.37
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WEI GUAN Carbide Shim

A 5% A B C D E 6°| @i
GMT-311 [ 13.80| 2.76 6.30 | 4.80

GMTC-321 | 13.14| 3.20 5.80 | 245 | 7°
GMT-321-3 [ 15.30| 3.20 6.40 | 4.73

GMT-321-4 [ 13.90| 3.18 7.20 | 5.05

GMT-612 | 20.16 2.00 8.08 | 6.86

GMT-622 | 18.70| 3.18 8.00 | 6.35

GMT-622-1 | 20.30| 3.18 8.15 | 6.92

GMW-322-2 | 12.50 3.20 6.33 | 4.75 LLSWN32
GMW-422 | 16.63 | 3.20 7.95 | 6.46

GMW-322 11.08 | 3.18 | 1.45
GMW-322-1 11.92 | 3.19 | 2.01
GMW-422-1 16.17 | 3.18 | 1.12

GMW-432 16.65 | 4.76
GMW-432-1 16.56 | 4.76

.50 | 5.08
.49 | 5.99
.35 | 6.20
.10 | 7.36
12 | 6.90
.28 | 7.46
.10 | 6.20
.80 | 6.65

GMW-432-3 16.16 | 4.76
GMW-432-4 16.40 | 4.76

\‘
o
© [N|00[00 |00 (00 N[O (O

2

2.
GMW-432-2 15.80 | 4.76 | 2.66

2

2

2

GMD-432 12.62 | 4.76 14 | 7.35

GMD-442 12.60| 6.38 | 3.98 | 8.06 | 7.40

GMD-422-2 12.72 | 3.18 8.40 | 6.72
GMD-422 12.52 | 3.20 8.10 | 6.75
GMD-422-1 11.72 | 3.18 7.76 6.40
GMD-422-4 12.59 | 3.18 8.22 6.86 LLSDN42
GMD-432-1 12.66 | 4.76 9.45 | 6.40
GMD-432-2 12.56 | 4.76 8.10 | 6.65
GMD-422-3 11.80 | 3.22 7.88 | 6.50
GMD-321 9.10 | 3.18 | 1.50 | 4.62 | 3.30

GMG-321L-1 [13.16 | 3.19 [13.11| 6.10 | 4.30
GMG-321L 12.60 | 3.20 [12.05| 6.25 | 4.00

GMG-321R-1 |12.60 | 3.22 12.10| 6.25 | 4.00

GMG-321R-2 |13.10 | 3.19 |12.99| 6.13 | 4.31
GMG-321R 13.08 | 3.20 [12.72| 6.10 | 4.00

GMV-322-1 8.36 3.18 | 1.40 | 6.60 | 5.25
GMV-322 9.05 | 3.20 | 1.82 | 6.60 | 5.90
GMV-4T32 11.40 | 3.98 | 1.78 | 8.20 | 6.60

GMV-322-2 9.58 | 3.15 6.60 | 4.85

C39
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W DEBRE/PY &8
welcuan Inserts/Cutting Conditions
GJUM.GJU.GTS
Size(mm) :
ITEM CODE A B Carbide Grade
@ CCMT-060204 6.35 2.38
o v CPMT-090308 9.525 3.18
CPMT-120408 12.70 4.76
CPMT-080204Z 7.94 2.38 HC844
@_ CPMT-090204Z 9.525 2.38 CY250
CPMT-120308Z 12.70 3.18
e A > B l<e CPMT-160408Z 15.875 4.76
CPMT-190408Z 19.05 4.76
ASJ.ASL.AHF.AHFB
Size(mm) -
85@ A \‘ ITEM CODE A B T R arbide Grade
1 B ADMT100308L| 104 | 6.35 | 3.18
@ 15
R ADMT12T308L| 12.6 | 7.39 | 3.9
e BE7 | APMT160408L | 16.45 9.53 | 4.76
On end 11
APMT170408L| 17.6 | 9.53 | 7.76 WH10
|<—A\§5 \ APMT190508L| 19.6 [10.00| 5.5 | 11 CY250
— ?
'B{ Emi ¥ ACMT100308R| 10.0 | 6.35 | 3.4 7
R¥» - ﬂ 7]
AT IBA oy | APMT12T308R| 13.14| 7.39 | 3.9 y
o APMT150408R|15.88| 9.35 | 4.76
UEXM.UEX.BHP
Size(mm) :
Fi‘(»l"[‘ ITEM CODE A B T 6" Carbide Grade
@£D ? APET120202SR 11, 7/7.938| 2.5 | 11
. /J _/: APET120204SR 02550
~ HC844
g A ADET160304SR 1,5 o759 505| 3.8 | 15
ADET160308SR
JTSM.UJTS.GP.PE.GTS
/R Size(mm) .
—F ITEM CODE A B T PR Carbide Grade
m
Q@Eﬂg APMT1135PDER 11.0]6.35| 3.5 | 11 uTi20T
poale— Al Sl L APMT1604PDER 16.5 |9.525| 4.76 | 11 VP15TF

D1

Inserts / Cutting Conditions
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welcuan Inserts/Cutting Condition
AQXR.AQXRM
Size(mm .
}e ITEM CODE A B T Carbide Grade
l QOMT0830R-M2 8.4 5.5 3.0
_1 QOMT1035R-M?2 10.6 7.0 3.5 -
L—A—% [ T| QOMT1342R-M2 13.1 8.7 4.2
QOMT1651R-M2 16.5 11.0 5.1
BHP
R ITEM CODE Size(mm Carbide Grad
/ \ A T 0. aroiae raae
\T 0 NX4545
AL Ll SPMT120308 12.7 3.18 11 TS
—
G2037.RGK.G2038.ATC
R Size(mm :
ITEM CODE A B g Carbide Grade
@ \ SDMT060304 6.35 3.18 11
] & SDMT090308 9.525 | 3.18 | 14 Hesaa
T SPMT120408 12.70 | 4.76 11 Cv250
G2037.G2038.ATC
R Size(mm) .
i e ITEM CODE A B T PE Carbide Grade
'?\_ @ I \ APMT060304 6.35|7.94| 3.18| 11 WL
B 7 ADMT150308 9.525| 15.0 | 3.18 | 14 HCg4d
APMT150408 12.70/15.88] 4.76 | 11
RGK
Size(mm) .
R ITEM CODE A R - PE Carbide Grade
7 \ P26315-R10 6.75 | 10.0 | 2.78 | 14
P26315-R12 8.50 | 12.5|3.18 | 14
N \ P26315-R15 10.50| 15.0 | 3.97 | 14 WAP35
7 P26315-R16 10.50| 16.0| 3.97 | 14 WTPss
T P26315-R20 12.70| 20.0| 4.76 | 11
P26315-R25 12.70| 25.0| 4.76 | 11




O D E BB/

witcuan Inserts/Cutting

B & B

Condition

RGAM.RGA
Size(mm) .
ITEM CODE Dc D1 L1 S Carbide Grade
be 8-12mm  De 16-32mm P3201-D08(WPRSN) 8 3 4 | 2.0
TN P3201-D10(WPR1ON) | 10 | 4 5 | 2.5
@L' P3201-D12(WPR12N) | 12 | 5 6 | 2.5
>ole ~ole) P3201-D16(WPR16N) | 16 | 5 6 | 3.0 Wrie
ot o P3201-D20(WPR20N) | 20 | 5 | 6 | 3.0 S,
P3201-D25(WPR25N) | 25 | 6 9 | 4.0
P3201-D30(WPR30N) | 30 | 8 | 10 | 5.0
P3201-D32(WPR32N) | 32 | 8 | 10 | 5.0
ABPM.ABP
Size(mm) :
ITEM CODE R A B T Carbide Grade
ZPFW160 8.0 |200] 16 | 4
ZPFW200 10.0 | 24.8| 20 | 5 PC20M
ZPFW250 12.5|31.0| 25 | 6
ZPFW300 15.0 | 37.2| 30 | 7
ABPF.ABPFM
Size(mm)
ITEM CODE S A 5 = Carbide Grade
N ZPFG080 4.0 | 97 | 8 | 2.1
ZPFG100 5.0 [12.1] 10 | 2.7
ZPFG120 6.0 |14.6 | 12 | 3.2
KL= ZPFG160 8.0 [16.6 | 16 | 4.2 PCS08M
ZPFG200 10.0 | 20.3 20 5.2 PCA12M
ZPFG250 12.5 | 24.1] 25 | 6.2
ZPFG300 15.0 | 29.2 | 30 | 7.2
ZPFG320 16.0 | 30.2 | 32 | 7.2
SE
Size(mm)
ITEM CODE g s p R »
; 1= QCHW 0806T1 FN 6.2 | 1.98| 0.4 | 3.86 | 2.5
CHW 100702 FN 75 | 2.38| 0.4 | 483 | 2.5
Tu L;c 8PHW120903 EN 9.52 | 3.18 | 0.4 | 5.769| 4.4
X QPHW 161273 EN 12.7 | 3.97 | 0.4 | 7.727| 4.4
— L ¥t QPHW 201504 EN 15.87 | 4.76 | 0.4 | 9.659| 4.4
o QPHW 251904 EN 19.05 | 4.76 | 0.4 | 12.074] 5.5
‘? QPHW 322505 EN 254 | 556 | 0.8 | 15.45| 6.5
S QPHW 120903 FN 9.52 | 3.18 | 0.4 | 5.769| 4.4
QPHW 161273 FN 12.7 | 3.97 | 0.4 | 7.727| 4.4
QPHW 201504 FN 15.87 | 4.76 | 0.4 | 9.659| 4.4

Inserts / Cutting Conditions
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,,»,;ElgumInserts/Cuttlng Conditions
RCU.ASB
Size(mm) Carbide
Fig-1 ITEM CODE A s Shape Grade
— A —>
J—; ZCET250CE-N 38.8 26.0 Fig-1
B
v ZCET250SK-N 45.03 18.95 Fig-2
- Cvo50
ZPET250CE-N 39.3 26.0 Fig-1 Gizey
Fig-2 . UX1045
g ZPET250SK-N 44 .6 19.2 Fig-2 JX1060
’<—A—> GX2030
@ﬁ ZPET200CE-N 35.4 20.3 Fig-1
B
— ZPET200SK-N 39.9 16.1 Fig-2
RCFM.RCF
Size(mm) Carbide
ITEM CODE R | A| B | T Shape Grade
ZCEW100CE 10.0 | 18.3|10.0 | 4.74
ZCEW125CE 12.5| 23.1|12.3|6.10
Fig-1 _
| g Ly ZCEW150CE 15.0 | 28.3 | 14.9 | 7.59 Fig-1
B'_ ZCEW160CE 16.0 | 28.8 | 15.4 | 7.45
Rﬂ o ZCEW200CE 20.0 | 35.4| 20.1 | 8.00 HC844
Fig-2 CY250
A T ZCEW100SE 10.0 | 16.7 | 8.1 | 4.24 CY9020
BI%F ZCEW125SE 12.5| 20.8| 9.3 | 5.40
R’ -
ZCEW150SE 15.0 | 25.7 | 11.8 | 7.09 Fig-2
ZCEW160SE 16.0 | 26.3| 12.4 | 6.96
ZCEW200SE 20.0 | 31.9| 15.7 | 7.00

RAWM.RAHM.RAH.RAW.RAM.WA.RW.RM.RH

ITEM CODE R Size_l(_mm PE Carbide Grade
RPMT0602MOE 6.0 2.38 11 MP91M
RPMW1003MOE 10.0 3.18 11

VP15TF
RPMT1204MOE 12.0 4.76 11
RDMT0802MOTN 8.0 2.38 15
RDMT10T3MOTN 10.0 3.97 15 s
RDMT1204MOTN 12.0 4.76 15 cY2e0
RDMX1604MOTN 16.0 4.76 15
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GTB
ITEM CODE Size(mm? Carbide Grade
R A T g R
—
‘ CCMT060204 6.35(238| 7 | 0.4
g Lo GM25
ST HC844
CCMTO09T308 9.525(3.97 | 7 0.8
GEW.GEB.GEWN.GENH
o ITEM CODE A SBize(m"T“) - Carbide Grade
g\ TPGT080202L 8.2 14.76|2.38| 0.2
® T12A
v gy T1200A
RA_ . L TPGT090204L 9.6 |5.56|2.38| 0.4 T2000Z
BN250
BN700
TPGT011204L 11.0|6.35/2.38| 0.4
SD
ITEM CODE Size(mm) Carbide Grad
A B T A R arbliae raae
WCMX030208 3.8 |5.56(2.38/2.85/ 0.8
WCMX040208 4.3 16.35/2.38(3.15| 0.8
WCMX050308 5.4 |7.94/3.18| 3.2 0.8 JC325V
ACZ330
WCMX06T308 6.5 |9.52|3.97/3.72| 0.8
WCMX080412 8.7 |12.7|4.76| 4.3 | 1.2

D5
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Inserts/C g Condition

"

ASJ.ASL
e @gugfs SEEEE 216 220 225 232 235 240
GG Ay PLIEE mmn =k | R EREE| WE |EREE WE |SOEE WE |[LREE BE CREE WE SRR
“"“g peed| Feed rate min’ mm/min min’ | mm/min min’ mm/min min’ mm/min min’ mm/min min’ mm/min
1EK i £ - e 4380 | 440 | 3,500 | 350 | 2,800 | 280 | 2,190 | 220 | 2,000 | 200 | 1,750 | 180
Mild Steels cy2s0 | 190~ AR
(200HBILF) 220 0.08| v=220m/min fz=0.05mm/t FBIBEFRE step feed=0.3mm | V=220m/min fz=0.05mm/t RIBRERRE step feed=0.3mm
Wil - &% _ 3,980 | 400 | 3,180 | 320 | 2,550 | 250 | 1,990 | 200 | 1,820 | 180 | 1,590 160
- 120 0.03~
arbon & Alloy | CY250
(300HRCELT) 220 0.08| \=p00m/min f2=0.05mm/t EIEREISE step feed=0.5mm | V=200m/min fz=0.05mmit EIBUEAEE step feed=0.5mm
37 5 120~ |0.03~ 3,980‘ 400 ‘ 3,180‘ 320 ‘ 2,550‘ 250 1,990‘ 200 ‘ 1,820‘ 18 ‘ 1,590‘ 160
Stainless Steels | CY250 220 ' 0.06
sus 7| V=200m/min fz=0.05mm/t BEUEARE step feed=0.3mm | V=200m/min fz=0.05mm/t BEGEIGE step feed=0.3mm
3250 e AGE= 3,180‘ 510 ‘ 2,550 | 410 ‘ 2,040‘ 330 1,590‘ 250 ‘ 1,460 | 230 ‘ 1,270‘ 200
Cast Iron CY100H 180 : 01
FC,FCD 1| V=160m/min fz=0.08mm/t FEBREARE step feed=1mm | V=160m/min fz=0.08mm/t BEUELGE step feed=1mm

*OERFIR ¢ 1. RADBIGRIER— R LDHIRKE -
/=i§%‘tﬁﬂﬂ7])*|$zlﬂ}‘§%f§ﬁﬁGF3O ,

*Ef@% 871~ TIFRREITRE
ARG TEREEREE TR—A -

2. TEBBITEEHRCAOU E3LES »

FEERRRINEHEIIT -

GJUM.GJU
} v & Dij
%& yu ItVr *‘ll Dé#ﬂ?ﬁ wﬁlljm%rg M Bﬁlﬁﬁd 218 ERRRE 220 ERRE 2 S‘Eﬁ%:ﬁl‘? 232 ERRE
Work materia rade |cuting Speed achining mode @ER;\I/gluhons T)a—n'_;’l;?‘:,s:'i%%d EER:]\{zlutions Tt,?,",‘é:ﬁanﬁ?d ingrt:\;glutions T%rl‘?:lr?”?ani??d @ER;\;:Iuﬁons T@Efﬁ%"
55 ik 8 {IET ) Side milling 420 384 382 450
Mild Stecls HE():&‘I)“ 80~150 | HERIT  Helical| 2 2%0 1,200 24T 1,150 kI 1,150 e 1,350
(200HBILT) * NI Driling| 1,600 130 1,600 130 1,270 130 1,500 150
Wi a2 BIEEHEI Side milling 420 384 382 450
carbon  AleySiees | HOBM | 65120 [ sstT rteicar| 2950 [4,200 2400 4 150 1910 mH4s0 | %% 380
(30HRCELTF) * FBEEINT Drilling 1,280 100 1,280 100 1,020 100 1,200 120
wom o BIE#HE Side milling 224 203 204 240
] HE():Z‘L“ 40~80 | RIEADIT Helical| 000 660 1278 530 oy 640 oy 700
(30-40HRC) * BEIT  Driling| 700 60 720 60 570 60 680 70
Bl {EIETSEH) Side milling 280 256 254 320
Stainless Steels | HC844 | 60~110 |« BIESIT  Helical| 2000 800 30 770 iz 770 ilfgee 960
* @#HMT  Driling| 1,120 90 1,120 90 890 90 1,050 100
5= 5 I Side miling 600 480 380 450
Castiron | WH40 | 40~80 | BERMIT Helical| 00 1,250 2T 1,000 il 1,200 e 1,320
Fe.Fep * @HNL _ Driling| 700 60 720 60 570 60 680 70
TCEFREIE 1 BABHINIHEEERYBMRRE  EREBHTUHINEA - REBSIENSW - BETHENER ARUBEECBTEQRE - BEFEHI
RECEENZ 1B -
2 EHBIREEILEF - FIACNC (NCHERD) Eﬂﬁﬁﬁlﬂ BEGO2 » GOEITIRMENHE - B EUBNBAME - EZ2H - MERBEIWERFEES - &IV
THERUHIEEH.2 & > BAHL.OE ) ‘
1) EpYEDEIER I 2 B R EEERI YT 88 DAV IR L f@ﬁﬁ%ﬁ!ﬁ%ﬂ]ﬁ% » FEEN C I ERRRERIT0% ©
2) BESFENNIER ?éiﬂ[llf&ﬁl‘ji‘i%u%ﬁﬁuyﬁﬁ%iﬁﬁ%ﬁﬁ%wﬂl °
3) EHHIMBESERHEEN TR - AREEZR AR BETHE -
AHF
. P 225 230 232 235
T o | UDMIEE | MRS | SEERE —— = — —ra
W%szr Z(Jl]m a ttZtr |*a‘1| Dgﬁﬁﬁ m/min Spindle of mm/t EE %g QJE ﬁ%g %g QJ\E $§E %?‘é‘ Qf\E EE L‘%E QﬂE
Cuting Speed|  Machine Feed rate min” | mm/min [cm/min| min" | mm/min|cm/min| min" | mm/min|cm/min | min® | mm/min |cm/min
- BT40 2800 | 840 | 315 | 2335 | 700 | 315 | 2190 | 985 | 47.3 | 2,000 | 900 | 47.3
Mild ge"eb CHs70 | 150~ 0.1~ V=220m/min fz=0.15mm/t Ad=5mm Rd=0.3D
(200HBELT) 220 BTS50 0.25 | 2545 [ 1,018 | 63.6 | 2,120 | 850 | 63.6 | 1,990 | 1,950 | 95.6 | 1,820 [ 1,090 | 95.6
‘ ‘ \‘/:ZOOm‘/min fz‘:0A15m‘m/t Ad‘=5mm I‘?d=0.5[‘) ‘ ‘
N N 2,545 [ 764 | 28.7 | 2120 | 635 | 28.7 [ 1,990 | 895 | 43 [ 1,820 | 820 | 43
ﬁﬁfﬂbgnﬂ%ﬁﬂ cy2s0 | 120 ~ BT40 | 01~ V=200m/min_fz=0.15mm/t Ad=5mm Rd=0.3D
Steel 200 gTs0 02 1229 915 [ 384 [ 1910 | 765 | 384 | 1,790 [ 1,075 | 86 | 1,640 | 985 | 86
EOIRETR) ‘ ‘ \‘/:180m‘/min fz‘=0A2mn“1/t Ad:‘5mm RT:o.so‘ ‘ ‘
" - 1,530 | 305 | 11.4 | 1,275 | 255 | 11.4 | 1195] 360 | 17.3 [ 1,090 [ 330 | 17.3
Gl k| |Gos BT40 | 508~ V=120m/min_fz=0.1mm/t Ad=5mm Rd=0.3D
soSteel 120 | g1sg 02 | 1,275 380 | 238 [ 1,060 | 320 | 238 | 995 | 450 | 36 | 910 | 410 | 36
¢ ) V=100m/min fz=0.15mm/t Ad=5mm Rd=0.5D
. 1,080 | 215 | 4.8 | 900 | 180 | 4.8 | 845 | 255 | 7.3 | 775 | 230 | 7.3
o b e | cy2s0 | 50~ EISOM| 0.05~ V=85m/min fz=0.1mm/t Ad=3mm Rd=0.3D
oSt 100 | orey 02 | 890 [ 270 | 101 [ 740 | 220 [ 101 | 695 | 310 | 148 | 640 | 290 | 1438
g ! V=70m/min fz=0.15mm/t Ad=3mm Rd=0.5D
. 2,800 | 840 | 315 [ 2,335[ 700 | 315 [ 2,190 | 985 | 47.3 | 2,000 | 900 | 47.3
A 120 ~ BT40 | 0.08 ~ V=220m/min_fz=0.15mm/t Ad=5mm Rd=0.3D
Stainless Steels CY250
TS 220| oo 0.25 | 2,545 | 1,018 | 63.6 | 2120 | 850 | 63.6 | 1,990 | 1,195 | 95.6 | 1,820 | 1,090 | 95.6
V=200m/min_fz=0.2mm/t Ad=5mm Rd=0.5D
. BT40 1,275 | 380 | 14.3 | 1,060 | 320 | 14.3 | 995 | 450 | 216 | 910 | 410 | 21.6
N ER o= V=100m/min_fz=0.15mm/t Ad=5mm Rd=0.3D
FC.FCD 100 | prep 025 1,020 | 410 | 256 | 850 | 340 | 256 | 795 | 480 | 384 | 730 | 440 | 38.4
V=80m/min fz=0.2mm/t Ad=5mm Rd=0.5D

*ERFEIR ¢ 1. RAORUIEIRASHI30D B - REEIR0. SmAILIEIRM - SHUOMBRMRERFELNEUTRE -
2. FRARBRIREMNRFERIIAIBELEE < Q(cm/min)=Ad (mm) x Rd(mm) x F(mm/min) /1000 °

3.RMBIEHT) (REBMIHEI) A
4 EINEEH) > EBERI /MRG0 - HEIRE -

5. SN - FBEURAERERERT0%

FEIGAdERTRERS I FRERSZE
BREE TR—
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wElcuAN Inserts/Cutti
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g Conditions

UEXM.UEX.UEXB
PR I o#% o1 B &
WINT#e | AREE @ Y 16 20 25 30 35 40 50
BN T ] Inserts CUme e “aw [EREE| WE [EREE| BE [GREE| @F [EGEE| @ [EREE| BE [ErEE BE [EREE
Grade (m/min) utions Table Spec utions Table Speed utions Table Speed utions Table Spec utions Table Speed utions Table Speed utions| Table Speed
min™ |[mm/min| min™ [mm/min| min® [mm/min| min" mm/min| min”" |mm/min| min" {mm/min| min™" {mm/min
MfiE_IEd ﬁg eiEs CH550 180 |3,580| 180 |2,860| 290 | 2,290 370 |1,910| 370 |1,640| 490 |1,430| 490 |1,150| 510
(200HBELT) HC844 140 |2,780| 220 |2,230| 360 | 1,780| 360 |1,490| 360 |1,270| 460 | 1,110| 460 | 890 | 500
B - 5% | CH550 | ApiiT12020 SR 150 |2,980| 150 |2,390| 240 | 1,910| 310 |1,590| 310 |1,360| 410 |1,190| 410 | 950 | 420
Carbon - Alloy Steel
(30HRCIXT)  |EX35HC8M| ApTiT16030 ISR 100 |1,990| 160 |1,590| 250 | 1,270| 250 |1,060| 250 | 910 | 330 | 800 | 330 | 640 | 350
Cﬁ;zb%ﬁn : Aﬁ, yﬁsgﬁel CH550 50 990 | 80 | 800 | 130 | 640 | 130 | 530 | 130 | 450 | 160 | 400 | 160 | 320 | 170
(30~40HRC) HC844 80 1,590| 130 |1,270| 200 | 1,020/ 200 | 850 | 200 | 730 | 260 | 640 | 260 | 510 | 290
Rifs EX35 100 |1,990| 160 |1,590| 250 | 1,270| 250 |1,060| 250 | 910 | 330 | 800 | 330 | 640 | 360
Stainless Steels |gEGRAZ 125 | 2,490| 200 |1,990| 320 | 1,590| 320 |1,330| 320 |1,140| 410 | 990 | 410 | 800 | 450
=0 WH10 | AP[iT12020 {:SR 80 1,590| 160 |1,270| 250 | 1,020| 250 | 850 | 250 | 730 | 330 | 640 | 330 | 510 | 350
Cast Iron CY100H | AD{iT16030 ;SR 80 1,590| 190 |1,270| 300 | 1,020/ 300 | 850 | 300 | 730 | 390 | 640 | 390 | 510 | 400
RE R
é'it'{?—,w% APET120202FR 350 | 6,960 1,040 | 5,570| 1670 | 4,460| 1,340 | 3,710 | 1,110 3,180 | 1,430 2,790 1,260 | 2,230 | 1,340
e WH10 | ADET160302FR ' ' ' ' ' ' ' ' ' ' ' ' '
Graphite
(65HS)
*ERSIE ;- 1.88 (SR8 MM BERLERGEHNT0% - 2. 83HIEEHE  EBRERBEONERSAD
Note :1.In case of B type boby(under cut type),apply 70% of the above listed values.
2.Blow residing chips with the air,to prevent clogging of cutting edge.
JTSM.JTS.GP.AHFB.PE
3 = N a—N
Tk 18 B DAEME  |EEE PHEE PR E BIERE
(m/min) (mm/7])
L] 180HB DL T NX4545 H D 160 (120~180) 0.1(0.05~0.15)
(S5400,510C%) F7030 M — & tDEl 180 (150~200) 0.15(0.1~0.2)
NX4545 H FEEDHEI 120 (100~160) 0.08(0.05~0.1)
oo 180~280HB F7030 M — & tDEl 150 (120~200) 0.15(0.1~0.2)
aam UTi20T.UP20M H — R DEl 120 (100~160) 0.2(0.1~0.25)
(S45C,SCM440%) F7030 H REEHI 120 (100~160) 0.15(0.1~0.2)
NX4545 H FELDHEl 100 (80~120) 0.8(0.05~0.1)
280~350HB F7030 M — % DAl 140 (120~160) 0.15(0.1~0.2)
F7030 H REELAI 100 (80~120) 0.2(0.1~0.25)
SEER 40HRC M £ AP15TF M ] 70 (50~100) 0.1(0.05~0.15)
. F7030 M — A% LDEl 140 (120~160) 0.15(0.1~0.2)
(Sffoim%) 200HB B UTi20T.UP20M H — % tDEl 120 (80~140) 0.1(0.05~0.15)
F7030 H TEELH 120 (80~140) 0.2(0.1~0.25)
EBiES MAIRE AP15TF M — R EDH| 140 (120~160) 0.15(0.1~0.2)
(FC250%) 350N/mm’ AR HTi10T.UTi20M H —RE LD EI 120 (100~140) 0.2(0.1~0.25)
FCD450 TR S E AP15TF M — % tDEl 120 (100~140) 0.15(0.1~0.2)
SwmEme | AL 450N/mm’ AR HTi10T.UTi20M H —RZIDH| 100 (80~120) 0.2(0.1~0.25)
FCD500 TR B E AP15TF M — Rt 100 (80~120) 0.1(0.05~0.15)
AT 500~800N/mm’ HTi10T.UTi20M H — & EDAl 80 (60~100) 0.15(0.1~0.2)
EEE — HTi10 G — % tDHEl 500 (200~1000) 0.2(0.1~0.3)
BEE 350HB 2L I HTi10 G — MLl 40 (30~60) 0.2(0.1~0.3)
[ = F7030 M —RatrEl 30 (20~40) 0.15(0.1~0.2)
@ JEBE(min )=(1000xtDHLERE) + (3.14 xJEDEIZTBER) S¥aTIEAEMR (mm/nin) =B7)EHRE x JEIDH x JEER
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AQXR.AQXRM
. ©16,17 | ©20,21 ©25,26 | ©32,33 @40 @50
Work i B | Grade cutting Speed
(mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm) (mm/rev) (mm)
SS400 <180HB | VP15TF| 180 10.035 0.2 |0.045| 0.3 | 0.05| 0.3 |0.055| 0.3 | 0.06 | 0.3 |0.065| 0.3
S10C (150-220)
P
SCS:§/|04%O _3%8&5 VP15TF (12106_3200) 0.03| 0.2 |{0.04 | 0.3 |0.045| 0.3 | 0.05| 0.3 |0.055| 0.3 | 0.06 | 0.3
M SUS304 | S270HB | \pione) (120450)| 0-03| 015 0.04 | 0.25 0.045 025 | 0.05 | 0.25/0.055 025 0.06 | 0.25
k| FC300 |S450MPal VP15TF (1510‘_3?20) 0.04| 04 |005| 05 |0.06| 0.5 0.065 05 |0.07| 05 0.075 05
Aluminium | ___ i 500
N Alloy HTi10 (200-800) 0.04| 0.2 | 0.05| 0.3 |0.06 | 0.3 |0.065 0.3 | 0.07| 0.3 |0.075| 0.3
SKD 40 80 0.02 | 0.15| 0.03 | 0.25 |0.035/ 0.25 | 0.04 | 0.25|0.045 0.25| 0.05 | 0.25
H 3kt | ssHRC | /P19TF | (50-120)
ae
-l 1?/ o0
ASB
15x10mm(apxae) | 25x15mm(apxae) | 55x5mm(apxae)
Work Grade . ) ) n ; ; . ) )
min" [mm/min{cm’/min| min" |mm/minjcm’/min| min" |mm/min|cm’/min
Carbon Steels 1,500/ 900 | 135 |1,500| 500 | 86.3 | 800 | 240 | 66
Alloy Steels CY250
(250HBELT) Ve=236m/min fz=0.3mm/tooth | Vc=236m/min fz=0.17mm/tooth Vc=126m/min fz=0.15mm/tooth
Hardened Steels 450 | 90 |13.5| 450 | 140 [24.2 | 380 | 90 |24.8
Ny CY250
Pre-Harden Steels
(40HRC~45HRC) CY9020 Ve=70m/min fz=0.1mm/tooth | Vc=70m/min fz=0.16mmitooth | Vc=60m/min z=0.12mm/tooth
I y250 1,500 1,500| 225 |1,500| 900 |155.4|1,000] 400 | 110
(ZOOHBL\/{—F) Vc=236m/min fz=0.5mm/tooth | Vc=236m/min fz=0.3mm/tooth | Vc=157m/min fz=0.2mm/tooth
[Note]

These conditions are for general guidance; in actual machining conditions adjust the parameters according to your actual machine

and work-piece conditions

®For long type please reduce speed and feed by 70%.

@If using a machine with less than 15kw power reduce daa to 60% speed and 35% feed, cutting data listed is based on or over 22kw

@The following formula shows the chip removal volume (Q) per unit time.
Q(cm*/min)=ap(mm)xae(mm)xVf(mm/min)/1000




AW

an In

WEI GU ser t s/
1800 T 418 [phees| MRS SEee 016 020 025 230
! ity it R E s & R ERS
Work material | GratejourySie Fordrle| 'mi miumin| | ma mmn| e mamn
- A28 |poarsml100- |02 | 3200 | 1600 | 2550 | 1300 | 2050 | 1030 | 1,700 | 850
Carbon & Alloy
(300HRciLT) ((PCZOM)I 200/ 03 V=160m/min z=0.25mmit Ad=0.05D Rd=0.1D
Wil AW ooaaylso- |02~ | 240 ‘ 1,200 | 1,910 ‘ 955 ‘ 1,530 ‘ 765 ‘1,280 ‘ 640 ‘
Carbon & Alloy 150 03 i
(30~40HRC)  |(PC20M) : V=120m/min z=0.25mm/t Ad=0.05D Rd=0.1D
B8 - SiER 1,600 | 385 1,280‘ 310 ‘ 1,020‘ 245 ‘ 850 ‘ 205 ‘
Die Tool Stgels PCA15M 70"'1 0 0'1~015
Pre-Harden Steel|(PC20M 51 L - . — = -
AnoinriRe)  (RCAt V=80m/min fz=0.12mmlt Ad=0.05D Rd=0.1D
298 PCA1SM|, 0 |, | 3200 ‘ 2240 | 2,550 ‘ 1,790 ‘ 2,050 ‘ 1,440 ‘ 1,700 ‘ 1,190 ‘
Cast lron  |(PC20M) 200 ’ 04
FC,FCD (WH10) . V=160m/min fz=0.35mm/t Ad=0.05D Rd=0.1D

*OEIRFIE 1.5

BHEINERER - 23 ERUHIGRNS
@Eﬁﬁzﬁftﬂaﬁéiﬁﬁ}aﬁjﬁﬁw ’

AR HFBIGRT -
BRZ=E - ERAKRE

RENFZEE -

Cc

O LI5S (A)IFHRITEHER B L (B)IRHR

‘/7])#

BIEIZHA

RCFM.RCF
. e g 220 225 230 240
e | UIMIRE | MOREEY | SEERE — frapes 5 ey - = - —
%).%Eung ttjr |*a4| 7jc).;ir|_;,1,t|£;ljﬁ m/min - Spindle of mm/t 3%)2 %g QﬂE @%E %?Eﬂ QﬂE ﬁgﬂi :E‘*‘” QﬂE ﬁE Ei“; Qf\E
Cuting Speed|  Machine Feedrate | min™ | mm/min|cm/min| min" | mm/min| cm/min| min" | mm/min|cm/min | min" | mm/min |cm/min
. 740 | 015 [ 5840] 1750 | 194 | 4670 1,870 | 324 | 3,890 | 1,560 | 389 | 2,920 | 1,170 | 519
Carbon Steels | cy250 | 150 ~ 03 V=220m/min _Ad=0.1mm Rd=0.3D
~ 250| 150 | 017 3,500 | 650 | 38.4 [ 2,800 | 800 | 81.2 | 2,330 | 720 [ 95.7 [ 1,430 | 450 | 127.6
PRRET) 0.3 V=220m/min Ad=0.5mm Rd=0.3D

N 015~ | 5310 1,590 | 17.6 | 4,240 [ 1,700 | 29.4 | 3,540 [ 1,420 [ 35.4 [ 2,650 | 1,060 | 47

=k BT40 = : = =
Alloy Steels CY250 120/~ 0.3 V=220m/min Ad=0.1mm Rd=0.3D
SKD.SKT 200 grsg | 008~ [3180] 540 [ 319 [ 2550 | 660 [ 60.9 [ 2,120 | 530 [ 70.5 [ 1,270 | 410 [ 96.9

(200~250HB) 03 V=220m/min_Ad=0.5mm__Rd=0.3D

aam BTa0 | 008~ 3,450 | 1,040 | 11.5 [ 2,760 | 1,100 [ 19.1 [ 2,300 | 920 | 23 [ 1,720 | 690 | 30.6
Alioy Steels cy2so | 89~ 0.25 V=130m/min _Ad=0.1mm Rd=0.3D
SKT.SKT 120 BT50 | 005~ 2070 ] 440 | 26 [ 1,660 540 | 49.9 | 1,380 | 460 | 612 | 870 | 330 | 78
(25~35HRC) 0.25 V=130m/min__Ad=0.5mm_Rd=0.3D

N 007~ | 1,860 | 370 | 4.1 [1480] 440 | 7.6 [1,240] 370 | 92 [ 930 | 240 | 10.6
GEm - S| s | 50~ BT40 0.2 V=70m/min_Ad=0.1mm Rd=0.3D

Steels 100 gTso | 005~ 1,110 ] 150 | 89 | 890 | 200 | 185 | 740 | 200 \ 266 | 560 | 100 | 23.6
(FO=26:IRT) 0.2 V=70m/min Ad=0.5mm Rd=0.3

Ag 015~ | 5840 | 2,340 | 25.9 [ 4,670 [ 2,340 | 40.5 \3890\2330\ 58.1 | 2,920 | 2,330 | 103.4
CaIs%tu%Eon CY250 | 120 ~ BT40 0.6 V=220m/min_Ad=0.1mm Rd=0.3D

FC200 cea00 ehza1 REAE02T 240 | preg | O~ 3,500 | 1,050 | 103.4 [ 2,800 | 1,120_\ 103.4 | 2,230 | 1,400 | 186.2 | 1,430 | 1,150 | 326.1
0.8 V=220m/min Ad=0.5mm Rd=0.3D
KOERFIE ¢ 1. RADUEIRNZHEI0D ER - REER0. 3mAYEIHIGY - TARBERPERH DELUTRE (BAH)
2. RPMQERTEN KN IAIHIEE -
3. SRR ERIZ TINETE ¢
500 x LDEIERE
R = 7 xJ2ZXR X d-d R:EREBEEE  d:HI@U)FEE =BEAX
4 ETESIRGHIE - B RERISEIRMT -
5. E MRSk EI R TRERI LD RS - HEBRMERAR3~5" - EHREMRPERS 0% - HMEF - DBETER » BRENGERE - WK -RER -
HEEEMER - HBEAE3 UT -
RGAM.RGA RGK
AN S =] TR &
WTL71 WTA21 WTL71 WTA21
W Hl B =]
. Ve(m/min) 150~200 - Dc=25 0.06-0.1
] - R ] - EhRE | 140-220
. fz(mm/7J) 0.1~0.2 Dc=30 0.1-0.15

AN ~ = X -0.

S 2 Ve 140~200 Eae 120-190 Dc=25 0.06-0.1
(=25HRC) fz 0.1~0.2 Dc=30 0.1-0.15
SR ER Ve 80~150 TE® 60-120 Dc=25 0.04-0.08

(30HRC~45HRC) fz 0.1~0.2 g Dc=30 0.8-0.1
X Ve 100~250 150~300 Dc=25 0.06-0.1
Ey = 100-160
" fz 0.15~0.3 0.12~0.3 " Dc=30 0.1-0.15
Ei=R ] 3 - 220~400 JU Dc=25 0.08-0.12
= 90-130
mE® fz - 0.2~0.3 WA DcZ30 0.12-0.18
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ABPF.ABPFM
: 8 710 12
/min mm/tooth
Work b
or Grade | cutingSpeed|  Feed e min | mm/min| min | mm/min| min | mm/min
Carbon Steels | PCS08M 1 6,370 | 2,550 | 5,090 | 2,040 | 4,240 | 1,700
Alloy Steels (Eenian) 09200 0.2~0.3
(30HRCEATR) |\ Pcaosm Vc=160m/min fz=0.2mm/tooth ap=0.025D ae=0.1D
Carbon Steels | PCS08M 80 4,770 | 1,910 | 3,820 | 1,530 | 3,180 | 1,270
Alloy Steels (PCA12M ) ~150 0.2~0.3 :
(30~40HRC) PCA08M Vc=120m/min fz=0.2mm/tooth ap=0.025D ae=0.1D
Die Tool Steels PTHO8M | 7o 3,180 640 2,550 510 2,120 420
Pre-Harden Steels | / pca12M ~100 0.1~0.15
(30~40HRC) (PCA08M ) Vc=80m/min fz=0.1mm/tooth ap=0.025D ae=0.1D
Hardened Steels 200 9,150 | 3,660 | 7,320 | 2,930 [ 6,100 | 2,440
(55~65HRC) PTHO8M ~250 0.2~0.4
SKD11.SKH51 Vc=230m/min fz=0.2mm/tooth ap=0.01D ae=0.02D
PTHOSM 6,370 | 3,820 | 5,090 | 3,050 | 4,240 | 2,550
FCFCD. (e " 200/ 08-04
' PCA08M Vc=160m/min fz=0.3mm/tooth ap=0.025D ae=0.1D
5 i | oot 216 220 @25 230(232)
Work d i
or rade latingSpeed Feedrale | i | mmymin| min | mm/min| min | mm/min| min | mm/min
2ﬁ1rbosn Str}els PCS08M | 100 2,400 | 1,600 | 2,550 | 1,300 | 2,050 | 1,030 | 1,700 850
oy Steels PCA12M - 0.2~0.3
(30HRCELT) |(PGAcam) ~200 Ve=160m/min fz=0.25mm/tooth ap=0.05D ae=0.1D
Carbon Steels | PCS08M 80 1,600 ‘ 1,200 ‘ 1,910 ‘ 955 ‘ 1,530 ‘ 765 ‘ 1,280 ‘ 640
Alloy Steels (PCA12M ) ~150 0.2~0.3 ;
(30~40HRC) PCA08M Vc=120m/min fz=0.25mm/tooth ap=0.05D ae=0.1D
Die Tool Steels PTHO8M 70 3,200 ‘ 385 ‘ 1,280 ‘ 310 ‘ 1,020 ‘ 245 ‘ 850 ‘ 205
Pre-Harden Steels | / pca12Mm 0.1~0.15
(30-40HRC) |(phcem) ~100 Vc=80m/min fz=0.12mm/tooth ap=0.05D ae=0.1D
Hardened Steels 4,575 | 2,740 | 3,660 | 2,200 | 2,930 | 1,760 | 2,440 | 1,460
(55~65HRC) | PTHO8M 2092 50| 0.2~0.4 ‘ ‘ , ‘ ‘ ‘ ‘ ‘
SKD11.SKH51 Vc=230m/min fz=0.3mm/tooth ap=0.01D ae=0.02D
PTHOBM | 3,200 | 2,240 | 2,550 | 1,790 | 2,050 | 1,440 | 1,700 | 1,190
Cast Iron (Peatzu) " 50| 0-3-04 .
FC,FCD PCA08M Vc=160m/min fz=0.35mm/tooth ap=0.01D ae=0.1D
[Note]

®According to the machining situation, refer to the table above to determine the cutting conditions.
@Be sure to practice safety instructions and precautions such as wearing glasses and safety shoes, and placing safety covers
when you use this tool. Because this tool can be broken during machining so failure to follow these instructions may cause

personal injury.

®Never attempt to modify the carbide shank holder. Use the value for the depth of cut(ap) when the carbide shank holder is used
Mill diameters D=8~12mm:ap<0.2mm.
Mill diameters D=16~32mm:ap<0.3mm.
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RAMM.RAM.RM
RAWM.RAW.RW WA
: ,\ ; &
WM M B O | DAme| DHEE THMH | B ® | eem | ees | eEE ) B8 P
Terials to be machined HB Gemoetries Grades Speal RPO06
P F7030 250
R i N 200~300 -
(S5400,810C%) (EURRATS AP?‘E’TF ¢ o ) W 58 118-280 | RPMT(-41) MP91M 300-110
UTI20T | (100-200) Unalloyed Steel
7030 150 nalloye ee
. 118-280 | RPMT(-41) X500 250-110 -
180~280HBIA T | AP15TF | (1320~220)
S ; 140
ki) uT20T | (10340,
ki F7030 200-280 RPMT(-41) MP91M 220-110 -
(S45C,SCM440%) 160
280~380HBEAT | AP15TF | (110~190)
UTi20T | (70%0) R 200-280 | RPMT(-41) X500 150-110 -
F7030 120 = s
Alloyed Steel
1A 5% i 30-45HRC | AP15TF| (80~140) Y
(NAKS5) : = 280-415 | RPMT(-41) MP91M 150-80 | 0.03-0.05
B o0
o F7030 130
BE%H 300HB AP15TE | (90~160) 280-415 |  RPMT(-41) X500 120-80 0.03-0.05
(SKD,SKT%) 00
UTi20T (r0-120
N 45-60HRC | AP1STF (s0-100) s RPMT(-41) MP91M | 200-120 | 0.03-0.15
(SKD,SKT%) UTi20T | (070 3
Stainless Steel
. F7030 180 RPMT(-41) X500 150-110 0.03-0.05
M| i 260HBEAT | AP15TF| (130~220)
(SUS420J2%) T 140
I -
N - (1007570 IiEE | RPMT(-41) X500 300-110 0.04-0.1
K| E®iF#E HABEE AP1STF | (130~220) =
(FC250%) 350N/mm A | uTi20T (108i(1)70) Cast Iron
FCD250 AT AP15TF (1083(1)%» IKARERE|  RPMT(-41) X500 200-80 0.03-0.08
mxE| 3 | 360-500Nmm | yTigoT | (g0r4)
smo S 110 2
W% repsoo MARE AP15TF | (80~140) .ﬁggﬁ RPEX(-701) GH1 1000-400 | 0.04-0.15
e 500~800N/mm’ | yTi20T (702(1)10) Aluminum & Alloys
GR TP
. e | E 5 = =
wWHEM | B E | DEe | DHRE BOERE gz W H B B | DR DREIRE BIEGEE
m/min (mm/Z]) | “(mm) m/min (mm/7])
P ) 125 0.35 F7030 200
UTi20T | (100~150) | (0.2~0.5) P| =& (160~250)
(SS400, 0.35
180HBLAT srocs) | 18O0HBLT NX4545 (0.2~0.5)
Sl NX2525 s 9.29 UTi20T 160
P (150~200) | (0.2~0.3) UP20M | (125~200)
(545 110 03 o F7030
S, UTi20T | (80~150) | (0.2~0.4) " 160
R=3M | 180~280HB NX4545 (125~250) 0.2
280~350HRC 2% T (0.1~0.3)
NX2525 (13(1)9200) (o.%gg.s) (s45C, LSO T
S UP20M (1007~5160) -
. 0.2 280~350HRC| UTi20T - =
S=EEHM | 40~60HRC | HTI10 (153950) (0.1~0.3) 2 (DO S
M| (B s 2 160 9-2
N F 140 0.35 | 2o , 125~200) | (0.1~0.3)
M Qﬁ&%ﬁ?}é 200HBIATF | UTi20T | (100~180) | (0.2~0.5) 3 SUS304%) UTi20T ( )
S uUsxF
o - F5010 | (1097350
K| BEER | meE i 125 0.4 NG K| Bm THEEE ( )
(FC250% ) [350N/mmi1X(T (100~150) | (0.3~0.5) | = (FC300, | 350N/mm’ | HTi1o 100 0.2
FCD400%) | I (80~125) | (0.1~0.3)
55 0.25 - 80
2 - UTi20T | (40-70) | (0.1~04) | 3 UTi20T | (60~100)
1000 0.15
N MD220 | 200~1500)| (0.05~0.25)
nes U 50 0.25 mE®
S - I (30-70) | (0.4~04) | 3 B AR (3006~510000) © o5a 2)
¢ JTJEER(min")=( 1000 x LDHIFRE) -+ (3.14 x TJELHITIEE) ¢ JJEER(min")=( 1000 x LJHIRE)+( 3.14 x JJELPHITIER)

¢ BRITIESER(mm/min)=E7)ERE

x JJE7I# x JJRER

¢ BRI ESES(mm/min)=27JEiRE

x JJEZE x TEEBE
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RCU
tIi%&15x10(0.3Dx0.2D tIi%&15%x10(0.3Dx0.2D tIi%&15%x10(0.3Dx0.2D
BT AR | T e : A0 = e :
Work material Grade LS ERRE QfE LS ERREE QfE LS ERREE QfE
min” mm/min cm’/min min’ mm/min cm'/min min’ mm/min cm*/min
e 25 1,500 900 135 1,500 500 86.3 800 240 66
Carbon & Alloy Steels CY250
(ASIBIALEEN 1) V=236m/min fz=0.3mmit V=236m/min fz=0.17mmit V=126m/min fz=0.15mmit
i - SRR 450 90 135 450 140 24.2 380 90 248
Ha dened & Pre-Harden Steels CY250
(40HRC-45HRC) V=70m/min fz=0.1mml/t V=70m/min fz=0.16mm/t V=60m/min fz=0.12mm/t
=5 1,500 1,500 225 1,500 900 155.4 1,000 400 110
Cast Iron CY250
(200HBEXT) V=236m/min fz=0.5mm/t V=236m/min fz=0.3mm/t V=157m/min fz=0.2mm/t

KEIRFH: BERPOVDHSBEFRPEE e THRERTABRDEREMNERREE -
1. ERRTIEMNEMER » B GRERADBERERT70%%&ER -
2 BEREBEm HIDRAELOKPA TS - FEiSEBRRERI60% » iR EEREE0%REM - (ERUEIREZE22KWEL LA THIER)

RAHM.RA

H.RH

IR | T pshese

Work material | Grade

H [ K|
RE | T | hes
m/min | Spindle
Cuting of mm/t

Speed |Machine| Feed rate

220(265R4) | ©25(285R5)| ©32(3E5R5)| ©80(4E5R8)| 9100(588R8) | #125(6E4R8)

B | Ef | QfE | BE| E6 ) off | EF | £6 | ofF | EF | £E6 | oF | EX | £8 | oFE 88X | E£% | oE
.| B= 3 . .| B= 3 . . EE 3, . L | BB 3 . .| B= 3 . . EE 3, .
min™ | mm/min|[CM7MIN| mMin™ | mm/min|CM7/MIn min™ | mm/min|SM7MinE min™ [mm/min|SM7/minl min™ |mm/min|[CM7MIn| min™ | mm/min [cM/min

3,980( 3,180 | 28.6 | 3,180| 2,540 | 28.6 | 2,490 2,990 | 43.1 - -

M!f—gﬁgf@ls gz;gg 150 ~ |BT40| o V=250m/min_ fz=0.4mm/t Ad=1.5mm Rd=0.3D V=250m/min_fz=0.5mm/t Ad=2mm Rd=0.3D
(200HBILT) 250|500 08 3,980] 3,180 | 47.7 | 3,180] 2,540 | 47.6 | 2,490] 2,990 | 71.8 | 1,000 3,200 | 320 | 800 [ 3,200 | 400 | 640 [3,070 | 479.7
(CY25) ) ‘V=250‘m/min‘ fz=0.‘4mm/t‘ Ad=‘1.5mm‘ Rd=0‘.5D ‘ V=‘250m/‘min f‘z=0.8n‘1m/t /‘Ad=2m‘m Rd‘=0.5D‘
N 3,180 2,540] 229 [ 2550[ 2,040 23 [1,190] 2,390] 344 | - - - - - - - - -
@%@og@%@ gz;gg 120 ~ BT40| 0.3~ V=200m/min fz=0.4mm/t Ad=1.5mm Rd=0.3D V=200m/min fz=0.4mm/t Ad=2mm Rd=0.3D
Steels cy2s)| 230|gTsg| 08 3,180] 2,540 ] 38.1 [ 2,550] 2,040 | 38.3 | 1,990 2,390 | 57.4 | 800 | 2,240 | 224 | 640 |2,240] 280 | 510 [2,140 | 334.4
(30HRCIXT) | ( ) V=200m/min fz=0.4mm/t Ad=1.5mm Rd=0.5D V=200m/min fz=0.7mm/t Ad=2mm Rd=0.5D
- 528 cy150 BT40 2,390| 960 | 8.6 |1910] 760 | 86 |1490] 890 [ 128 - | - [ - | - [ - [ - | -] -] -
Carbon & Alloy 100 ~ 0.2~ V=150m/min fz=0.2mm/t Ad=1.5mm Rd=0.3D V=150m/min fz=0.2mm/t Ad=2mm Rd=0.5D
Steels CY250 200 5150 06 2,390 1,430] 21.5 [ 1,910] 1,150] 21.6 | 1,490] 1,340] 32.2 | 600 | 960 | 96 | 480 | 960 | 120 | 380 | 910 | 142.2
(30~40HRC) | (CY25) ‘V=150‘m/min‘ fz=0.‘3mm/t‘ Ad=‘1.5mm‘ Rd=0‘.5D ‘ V=‘150m/‘min f\z:OATm/t ;‘Ad=2.5‘mm R‘d=0.5I‘D
wom | oo 1,590] 480 | 29 [1,270] 380 [ 2.9 [ 990 [ 450 | 43 | - - - - - - - - -
ﬁcrxﬁﬂéon;l%?@ CY150 60~ |BT400.15~ V=100m/min_ fz=0.15mm/t Ad=1mm Rd=0.3D V=100m/min fz=0.15mm/t Ad=1.5mm Rd=0.3D
40399:% CY250 1 ™ o 50| 03| 1.59] 640 | 64 [1270] 510 [ 64 [ 990 | 590 | 94 [ 400 | 320 [ 256 | 320 | 320 | 32 [ 250 [ 300 [ 375
( S ) | (CY25) V=100m/min fz=0.2mm/t Ad=1mm Rd=0.5D V=100m/min fz=0.2mm/t Ad=2mm Rd=0.5D
e - 22l 1,270[ 380 | 23 [1,020[ 310 [ 23 J8oo[30 [ 35| - [ - [ - - [ -] -1 -71-17]-
Carogn&Aloy| .\ 160 ~ BT40| .15 ~ V=80m/min_fz=0.15mm/t _Ad=1mm Rd=0.3D V=80m/min_{z=0.17mm/t Ad=1.5mm Rd=0.3D
(45~55HRC) 100|gT50| 03 1.270] 380 | 3.8 | 1,020 310 | 3.9 | 800 | 360 | 5.8 | 320 | 260 | 156 | 250 | 250 | 18.8 | 200 | 240 | 225
V=80m/min fz=0.15mm/t Ad=1mm Rd=0.5D V=80m/min fz=0.2mm/t Ad=1.5mm Rd=0.5D
B BT40 3,180] 1,590 | 14.3 [ 2,550 1,280 14.4 [1990[ 1,490 215 | - [ - [ - [ - [ - [ - [ - [ -] -
Stainless | CY250 |150 ~ 0.2~ V=200m/min_fz=0.25mm/t Ad=1.5mm Rd=0.3D V=200m/min_fz=0.3mm/t Ad=2mm Rd=0.3D
Steels CY30 | 240|grso| 08 2,860 1,716 25.7 [ 2,200[ 1,370 ] 25.7 [ 1,790] 1,610 38.6 | 720 [ 1,730 [ 173 | 570 [ 1,710 213.8] 460 [ 1,660 | 259.4
sus V=180m/min_fz=0.3mm/t _Ad=1.5mm Rd=0.5D V=180m/min_fz=0.6mm/t _Ad=2.5mm Rd=0.5D
. 2,860] 2,990 | 20.6 | 2,200[1,830] 206 [ 1,790[2150] 31 | - [ - [ - [ - [ - [ - [ - [ - | -
i 5 CY100H| 150 ~ BT40 0.3~ V=180m/min fz=0.4mm/t Ad=1.5mm Rd=0.3D V=180m/min fz=0.5mm/t Ad=2mm Rd=0.3D
CF%S‘F'Cr%n (WH10)| 220|gTs0| 1.0 | 2.860[2:860] 42.9 [ 2.290] 2,290 ] 42.9 | 1.790[ 2690 64.6 [ 720 [2:300[ 230 [ 570 [2.280[ 228 [ 460 [2.210 [ 345.3
V=180m/min fz=0.5mm/t Ad=1.5mm Rd=0.5D V=180m/min_ fz=0.8mm/t Ad=2.5mm Rd=0.5D

*ERFIE : 1. RAVDEIRESEERGF IBHEIB0DER - REEIR0.3mmATIHI A -
2. VNERBERTELNGF IEHNUTHRE -
J.ERAMQERTEMNFBENHEIBEE - Q(cm /min)=Ad(mm) x Ra(mm) x F(mm/min)/1000 ©
4. SRIERE - SBENRAEMREERT0% -
b RARVLDEIR G B — AR - BEEERAGERBEKBT - DERKEM T HRTETHE -
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Conditions

SD
e E 9 Hl E B # 58 B & (Diameter)
Cutt S} d
MATERIAL HB MotoriMin 17.5~22 22.5~30 30.5~40 40.5~50
Unall o B 80~180 200~280 0.05~0.1 0.07~0.12 0.1~0.2 0.15~0.25
o 2, 150~225 150~220 0.05~0.12 0.08~0.15 0.12~0.25 0.18~0.28
EREA 150~260 160~220 0.06~0.12 0.08~0.18 0.15~0.3 0.2~0.3
g, 150~240 120~180 0.05~0.1 0.06~0.15 0.12~0.2 0.18~0.25
o B 150~250 100~200 0.05~0.1 0.07~0.12 0.12~0.2 0.15~0.22
LES 170~270 120~200 0.05~0.12 0.07~0.15 0.12~0.22 0.15~0.25
e 160~220 120~180 0.1~0.17 0.15~0.2 0.18~0.25 0.2~0.3
Nl 150~260 110~180 0.08~0.14 0.12~0.18 0.15~0.22 0.18~0.25
Lk 40~140 250~350 0.075~0.15 0.1~0.18 0.15~0.25 0.18~0.3
camEm 50~150 220~280 0.1~0.2 0.15~0.22 0.18~0.3 0.22~0.35
& LRIVUIEHEEASDX2fE R SDX3EEA
& SDX4E-EDHIKBUR ELX80%(E A
@ SDX5E-LDHIKBUR ERLXx70%FEH
GTS.G2038.ATC
J)E D(mm)

WHHTE |+ t%ﬁag mT 220 225 232 240 250 263
®E Bl Bl Bl Bl Bl Bl
m/min | 28 @@ EE @E% EE @@ EE @??’1 EE @@ EE @E%‘ EE

min” mm/min min” mm/min min” mm/min min” mm/min min” mm/min min” mm/min
@ | 1590 | 190 1270 | 330 990 300 790 300 640 300 510 | 290
/| HCB844| 80
SS.SM , | @ | 2070 | 280 1660 | 430 1290 | 430 | 1030 | 430 830 | 430 660 | 410
(90~130HB) | X4 | 160
® | 2070 | 390 1660 | 620 1290 | 620 | 1030 | 620 830 | 620 660 590
1430 | 170 1150 | 270 895 | 270 715 | 270 570 | 270 450 | 260
REH - 528 Hossas| ©° @
scsom |1 L @ | 1910 | 260 1530 | 400 1190 | 400 950 | 400 760 | 400 600 370
> 150
R ® | 1910 | 360 1530 | 570 1190 | 570 950 570 760 570 600 | 550
ceTaE s | @ | 1270 | 120 1020 | 200 795 | 200 640 | 200 510 | 200 400 190
skp,skT |HCB®4| | 5y | 4430 | 160 | 1150 | 240 895 | 240 | 715 | 255 | 570 | 255 | 450 | 240
(25~35HRC) | Ex40 120
@ | 1430 | 230 1150 | 340 895 | 340 715 360 570 360 450 340
aE o | D[ 1270 | 120 1020 | 200 795 | 200 640 | 200 510 | 200 | 400 190
sus  |HCB844| | | () | 1430 | 160 1150 | 240 895 | 240 715 | 255 570 | 255 450 | 240
(210HBBLT) 100
@ | 1430 | 230 1150 | 340 895 | 340 715 | 360 570 360 | 450 | 340
= e @ | 1590 | 190 1270 | 300 990 300 790 300 640 300 510 | 280
5 Whzo | 55
FC.FCD !l @ | 1910 | 260 1530 | 400 1190 | 400 950 | 400 760 | 400 610 380
(220HBLLF) | HC832 | 120
@ | 1910 | 360 1530 | 570 1190 | 570 950 570 760 570 610 550
W
@® @ ®
i I - i - Q
NN\ 1 N = { 1] c%
D | | | -
b 05D =] 0.25D

D13
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S

Size(mm)
ITEM CODE
A B T R
/ 4 JDMT100304R 0.4
|
‘ / = JDMT100308R 11 6.1 3.5 0.8
N Y
o A x JDMT100320R 2.0
PN /‘
— ‘ JDMT150504R 0.4
- \ 7/ JDMT150508R 0.8
16 9.1 5
JDMT150520R 2.0
JDMT150530R 3.0
Dia
Work material Grade AHU10 AHU15
216 220~32 225~50 263~80 2100
Ve(mimin) 120~200 120~180 120~180 120~180 120~180
Mild Steels PTH30E
fz(mmitooth) 0.06~0.12 0.1~0.2 0.15~0.25 0.15~0.25 0.15~0.25
Carbon Steels, STTHEGIE Ve(mimin) 120~200 120~180 120~180 120~180 120~180
Alloy Steels TB6045 fz(mmitooth) 0.05~0.1 0.08~0.2 0.15~0.25 0.15~0.25 0.15~0.25
Ve(m/min) 120~180 120~160 120~160 120~160 120~160
Die Steels TB6045
fz(mm/tooth) 0.05~0.1 0.08~0.2 0.1~0.2 0.1~0.2 0.1~0.2
Stainjess e0ss Ve(m/min) 200~300 200~300 200~300 200~300 200~280
Steels fz(mm/tooth) 0.1~0.15 0.15~0.2 0.15~0.25 0.15~0.25 0.15~0.25
o TR Ve(m/min) 80~120 80~120 80~120 80~120 80~120
(wet condition) PTH30E fz(mmitooth) 0.1~0.15 0.15~0.2 0.15~0.25 0.15~0.25 0.15~0.25
Ve(m/min) 120~180 120~160 120~160 120~160 120~160
Cast Iron PTH13S
fz(mm/tooth) 0.06~0.12 0.1~0.2 0.15~0.25 0.15~0.25 0.15~0.25
itani Ve(m/min) 30~60 30~60 30~60 30~60 30~50
remer | e
fz(mm/tooth) 0.08~0.1 0.1~0.2 0.1~0.2 0.1~0.2 0.1~0.2

(@ Choose the best cutting condition from above table.
(@ Please reduce feed rate 30% from above table for slotting.
In order to avoid of insert breakage,please change insert earlier.
(@ The steel chips may cause cuts,burns or damages to eyes.Be sure to install the

@ safty cover around the tool and wear the safty glasses when carring out any works.

(® Please don't use cutting oil as coolant.(It may be cause of fire.)
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Condit
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Size(mm) Angle
A ITEM CODE
Al T |28|WI[RJ|[]S ]| al g
t 11T304ER-JT 0.4
o -
= | @I 11T308ER-JT 0.8
/ 11T312ER-JT 1.2 . .
10°F v x 6.7 |3.80]| 2.8 |[11.0 18 | 13
A T 1T1T316ER-JT 1.6
% 11T320ER-JT 2.0
s 11T331ER-JT 3.1
Feod Rat Insert Grade (Speed) Feod Rat Insert Grade (Speed)
Work material (n‘:;/to;r?) PVD Coated Work material (n?;/tooaﬂ?) PVD Coated
PR830 PR905 PR830 PR905
Stainless Steel 0.06~0.08~0.1 100~180 - Stainless Steel 0.08~0.12~0.15 100~180 -
Carbon Steel 0.06~0.1~0.15 120~200 - Carbon Steel 0.08~0.15~0.25 120~200 -
Alloy Steel 0.06~0.1~0.12 100~180 - Alloy Steel 0.08~0.15~0.2 100~180 -
Metal Mold Steel | 0.06~0.08~0.1 80~150 - Metal Mold Steel | 0.08~0.12~0.2 80~150 -
Gray Cast Iron 0.06~0.1~0.15 - 100~180 Gray Cast Iron 0.08~0.18~0.25 - 100~180
Ductile Iron 0.06~0.08~0.1 - 80~120 Ductile Iron 0.08~0.15~0.2 - 80~120
Feed Rat Insert Grade (Speed) Feed Rat Insert Grade (Speed)
) eed Rate ) eed Rate
Work material (mmitooth) PVD Coated Work material (mmitooth) PVD Coated
PR830 PR925 PR830 PR925
Stainless Steel 0.06~0.08~0.1 100~180 100~180 Stainless Steel 0.08~0.1~0.12 100~180 100~180
Carbon Steel 0.06~0.1~0.12 120~200 100~150 Carbon Steel 0.08~0.15~0.18 120~200 100~150
Alloy Steel 0.06~0.08-0.1 100~180 - Alloy Steel 0.08~0.12~0.15 100~180 -
Metal Mold Steel | 0.06~0.08~0.1 80~150 - Metal Mold Steel | 0.08~0.1~0.12 80~150 -
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welcuan Inserts/Cutting Conditions
Size(mm)
ITEM CODE
A B T
BNM-060 6 5 2 3
BNM-070 7 5.5 2 8.5
BNM-080 8 7 2.4 4
BNM-100 10 8.5 2.6 5
_ )+ < BNM-110 11 9 2.6 5.8
BNM-120 12 10 3 6
‘ T ‘ R 5 BNM-160 16 12 4 8
BNM-200 20 15 5 10
BNM-250 25 18.5 6 12.5
BNM-300 30 22.5 7 15
BNM-320 32 28,5 7 16
Fr(mm/rev) A A
¥ i p e
THEpHl e IYEE @D(mm) (mm) | (mm)
26 28 210 | 212 | @16 | @20 | @25 | @30 | @32
] 160~260HB 200~400 0.2 0.3 04 0.5 0.6 0.6 0.7 0.7 0.7 D/10 | D/10
IREIRHE 170~300HB 150~350 0.2 0.3 04 0.5 0.6 0.6 0.7 0.7 0.7 D15 | D/15
=il 180~280HB 180~230 0.2 0.3 04 0.4 0.5 0.5 0.6 0.6 0.6 D15 | D/15
EEEH 180~280HB 150~200 0.2 0.3 0.4 0.4 0.5 0.5 0.6 0.6 0.6 D/15 | D/15
=AM 280~400HB 110~170 0.15 | 0.25 0.3 0.4 0.4 0.4 0.5 0.5 0.5 D/20 | D/20
TEE 180~255HB 130~180 0.15 | 0.25 0.3 0.4 0.5 0.5 0.6 0.6 0.6 D/20 | D/20
PN 40~55HRC 70~90 0.15 | 0.25 0.3 0.4 0.5 0.5 0.6 0.6 0.6 D/30 | D/30
BN 150~250HB 90~130 0.15 | 0.25 0.3 0.4 0.4 0.4 0.5 0.5 0.5 D/20 | D/20
WEE 80~150HB 150~200 0.25 0.4 0.5 0.6 0.7 0.7 0.8 0.8 0.8 D/10 | D/10
Raw 30~100HB 200~300 0.25 0.4 0.5 0.6 0.7 0.7 0.8 0.8 0.8 D/6 D/6
aE 200~400 0.3 0.5 0.6 0.7 0.8 0.8 0.9 0.9 0.9 D/5 D/5
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Condi
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Size(mm)

ITEM CODE A B T R
SWB230MMN 22.2 14.8 5.35 15
SWB230MSW 27.5 12.3 5.35 15

SWB250HMN-N 34.4 | 25.7 7 25

SWB250HSN-N 42.6 | 20.8 7 25

SWB 50

tDH| R RE
Work material Grade CIETES BREINLT ERIEtE FERIESEHE
N(min-t) 1500 1500 1500 1200
Fhii F(mm/min) 720 1000 680 420
(50#,55#) JC5040
FE/2150-250HB Ap(mm) e 10 2 o
Ae(mm) - 10 15 10
N(min-") 1350 1350 1350 1100
£sH F(mm/min) 350 900 600 380
(2G45) JC5040
37 150-280HB Ap(mm) 15 10 25 40
Ae(mm) - 10 15 10
N(min-) 1250 1250 1250 1000
R F(mm/min) 550 750 500 300
(Cr12Mo1V1) JC5040
B 150-255HB Ap(mm) 15 10 25 40
Ae(mm) - 10 15 5
N(min-1) 1200 1200 1200
X ST F(mm/min) 420 540 400 -
(4Cr5MoSiVA) SWB250MSW
B2 40-50HRC Jcso15 Ap(mm) 6 =5 =8
Ae(mm) - 6 10
N(min-") 1200 1200
SRR AN P F(mm/min) 360 400 - -
18E55-63HRC 108015 Ap(mm) -3 -3
Ae(mm) - 6
N(min-) 1500 1500 1500 1200
P JC5015 F(mm/min) 970 1400 900 480
(HT250) (JC5040)
B 1602601E Ap(mm) 15 10 25 40
Ae(mm) - 10 15 10
N(min-T) 1300 1300 1300 1050
(QTi%iiimzu) JC5015 F(mm/min) 700 1000 650 370
’ JC5040
FB/E170-300HB ( ) Ap(mm) 15 10 25 40
Ae(mm) - 10 15 10

D17

Inserts / Cutting Conditions



suonipuo) bumng / suesu

W

YWEI GUAN

IR

Inserts/C

SWB 30

utti

/ ]
ng C

g

o

Hl
ndi

"

tion

LI B RE
Work material Grade IEIES 3 BrENL ERIESTE FBIEEH
N(min) 2,300 2,300 2,300 1,800
PR F(mm/min) 800 1,020 770 450
(50#,55¢#) JC5040
TE/E2150-250HB Ap(mm) i W s 28
Ae(mm) - 6 9 6
N(min) 2,090 2,090 2,090 1,670
e F(mm/min) 720 920 700 420
(2G45) JC5040
FEE150-280HB Ap(mm) 10 10 16 28
Ae(mm) - 6 9 6
N(min-t) 1,950 1,950 1,950 1,560
R F(mm/min) 630 810 600 390
(Cr12Mo1V1) JC5040
1B/E150-255HB Ap(mm) 10 10 16 28
Ae(mm) - 6 9 3
N(min) 1,600 1,600 1,600 -
RN SWB230MMW F(mm/min) 400 480 400 ]
(4Cr5MoSiVA) SWB220MSW
¥/ 40-50HRC Jc8o15 AR = = i -
Ae(mm) - 5 8 -
N(min) 1,400 1,400 - .
SR R NS 2‘\’/"\/22‘;’;"/"\8"\/"\‘1’ F(mm/min) 280 350 - ;
BE55-63HRC ote Ap(mm) = > i i
Ae(mm) - 5 - -
N(min) 2,300 2,300 2,300 1,840
[ 5 JC5015 F(mm/min) 1,140 1,380 1020 640
(HT250) (JC5040)
TBZ160-260HB Ap(mm) 10 10 16 28
Ae(mm) - 6 9 6
N(min) 2,060 2,060 2,060 1,650
(QTi%iia@M) JC5015 F(mm/min) 890 1,130 820 500
’ JC5040
FE/2170-300HB ¢ ! ) 10 10 i 28
Ae(mm) - 6 9 6

N, 1% PR 2§ 258 (min™! ),F T{EA S (mm/min)

T 1 RAPBIBFRIBSAN THRIITIEE TEERE

2 (ERES
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Stocked
Coated Grades Cermet & Carbide
Carbide
N ITEM CODE C-Coated G-Coated | Cermet
R0.8, P K
I |>
S w [ T
5|3 © o =
/
12.70 \ | |.5:56." | MPHW120516ZEL o|® )
\/
MPHW120516ZFL ®
MPMT120508ZEL |® @ ®
MPMT120516ZEL
OHl | = 350 263 280 2100 2125
l g 3 ¥ =3 N B o « B o ~ B o ~ X — 3 : —
BINIME Tsiess B | £62 s | €6 | e | 83 | 26 | oB | 83 | 56 | oB | 82 | 85 | o | 82 | 86 | o
Work material Grade Cuting mm/t . 4| R= i . RE it . 4| RB= ity . 4| RB= Fty . 4| R= T
Speed | Feedrate| MiN™ [mm/min|CM/Min| min™ | mm/min|cM/Min| min™ |mm/min|cM/Min| min™ |mm/min|/cM/Min| min™ |mm/min|cm/min
Carbon Steels 1150 | 690 | 138 | 910 | 550 | 151 | 720 | 720 | 432 | 570 | 710 | 532 | 460 | 690 | 646
Alloy Steels | CY250V | 100~ 0.5~ Vet
(250HBLLT) | GF30 200 e Lol oy Vc=180m/min  P=0.5D ae=15mm
Pre-Harden 640 ‘ 230 ‘ 46 ‘ 500 ‘ 180 ‘ 58 400‘ 240 ‘ 144 ‘ 320 ‘ 240 ‘ 180 ‘ 250 ‘ 220 ‘ 206
Steels | CY250V | 80~ | 0.1~
GF30 150|  0.15 Ve=100m/min Ve=100m/min  P=0.5D ae=15
(40-50HRC) P=0.5D ae=8mm ¢=100m/min  P=0. ae=15mm
Stainless | cy250v | 100~ | 0.15~ 1150‘ 690 ‘ 138 ‘ 910 ‘ 550 ‘ 151 720‘ 720 ‘ 432 ‘ 570 ‘ 710 ‘ 532 ‘ 460 ‘ 690 ‘ 646
Steels | GF30 200 0.3 - -
oS 8om/mie Vc=180m/min  P=0.5D ae=15mm
100~ | 045~ 1150‘ 860 ‘ 172 ‘ 910 ‘ 680 ‘ 186 720‘ 860 ‘ 516 ‘ 570 ‘ 850 ‘ 637 ‘ 460 ‘ 830 ‘ 778
Cast Iron CY100H 200 . 0.3 .
: e Vc=180m/min  P=0.5D ae=15mm
o 400~ | 0.05~ | 5100 2300‘ 460 ‘ 4040‘ 1800‘ 529 3180‘ 2550 1530‘ 2550 2550‘ 1912‘ 2040 ‘ 2450 | 2296
Aluminium WH10
1000 0.2 Sy ——
T L - Vc=800m/min  P=0.5D ae=15mm

® When performing wet cutting, GF30 is recommended as the insert material.

@ The following formula shows the chip removal volume (Q) per unit time.
Q(cm®/min)=ap(mm) X ae(mm) X Vf(mm/min)/1000

D18
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welcuany Inserts/Cutting Conditions
Size(mm)
ITEM CODE
R T W
w
SDNW1205ZDTN-R15
15 5.56 12.7
SDMT1205ZDTN-R15
H | = @32 @40 250 263 @80
55| RE | wire T
BINTHE | Triess) 2R | iR | e | E0 | b | 9% | EE | o | @2 | EE | o | #& | EE | O |#2 | EE | o
rade | Quitng | mmt || R | 5 [ REE | S| SRE | S R | o RE | S
Speed | Feedrate | mMin mm/min|CM7/Min| min™ |mm/min|CM /Ml Min™ [mm/min|[CM7Min| - min™ |mm/min|[CM7Min| mMin™ |mm/min|cm/min
General 180~ 1790 | 5370 | 171 | 1430 | 6400 | 256 | 1150| 6900 | 510 | 910 | 5500 | 520 | 720 | 5400 | 650
TB6020 0.6~1.5 v — - - - P—— - -
Structural 200 Vc=180m/min fz=1.5mm/tooth ap=1.0mm ae=1.0D Ve=180m/min fz=1.5mm/tooth ap=1.5mm ae=1.0D
Steels TB6045 | 90~ 895 | 2690 | 86 | 720 | 3240 | 130 | 570 | 3420 | 257 | 455 | 2730 | 258 | 360 | 2700 | 325
(200HBELT) CY250 150 0.6~2.0 Ve=90m/min fz=1.5mm/tooth ap=1.0mm ae=1.0D Ve=90m/min fz=1.5mm/tooth ap=1.5mm ae=1.0D
180~ 1790 | 5370 | 171 | 1430 | 6400 | 256 | 1150] 6900 | 510 | 910 | 5500 | 520 [ 720 | 5400 [ 650
CzlrlbO”StStef'S TB6020 200 | 0-6~1-5 [ yo=180m/min fz=1.5mmitooth ap=1.0mm ae=1.0D Ve=180m/min fz=1.5mm/tooth ap=1.5mm ae=1.0D
Oy Steels |45 =
(30HROLLD) | o 90 06-20 89_5 [ 2(_390_\ 86 | 720_\ 3240\_ 130 | 570 ] 34?0\ 2_57_\ 455 | 273(3\ 258 \_ 360 | 2700 [ 325
CY250 150 Ve=90m/min fz=1.5mm/tooth ap=1.0mm ae=1.0D Ve=90m/min fz=1.5mm/tooth ap=1.5mm ae=1.0D
895 [ 1430 | 45 | 720 | 1730 69 570 | 1820 | 130 | 455 | 1450 [ 140 | 360 | 1400 | 170
Carbon Steels| TB6045 80
Alloy Steels | TB6020 | °° _ 0.4~0.8 |  _ o _ _ _ o _ _
(30~45HRC) CY250 120 Ve=90m/min fz=0.8mm/tooth ap=1.0mm ae=1.0D Ve=90m/min fz=0.8mm/tooth ap=1.5mm ae=1.0D
995 | 600 | 19 | 790 | 710 | 28 | 630 ] 760 | 38 | 500 | 600 | 38 | 400 | 600 | 48
Alloy Steels TB6005 70~ 0.2~0.6 Ve=100m/min fz=0.3mm/tooth ap=1.0mm ae=1.0D Ve=100m/min fz=0.3mm/tooth ap=1.0mm ae=1.0D
(40~50HRC) 120|°°°° 700 | 280 | 9 [ 550 | 330 | 13 | 440] 360 [ 18 [ 350 | 280 | 18 | 280 | 280 | 22
TB6020 Vc=70m/min fz=0.2mm/tooth ap=1.0mm ae=1.0D Ve=70m/min fz=0.2mm/tooth ap=1.0mm ae=1.0D
Alloy Steels 70~ 700 | 280 [ 5 | 550 | 330 | 7 440 350 | 9 [ 350 ] 280 9 [ 270 [ 270 [ 11
(50~55HRC) TB6005 100 | 0.05~ Vc=70m/min fz=0.2mm/tooth ap=0.5mm ae=1.0D Ve=70m/min fz=0.2mm/tooth ap=0.5mm ae=1.0D
Alloy Steels 50~ 02| 500 [ 50 | 0.8 | 400 [ 60 [ 1 440 ] 350 [ 9 [ 350 [ 280 | 9 [ 270 [ 270 [ 11
(565~60HRC) 100 Ve=50m/min fz=0.05mm/tooth ap=0.5mm ae=1.0D Ve=50m/min fz=0.05mm/tooth ap=0.5mm ae=1.0D
180~ 1790 | 7160 | 344 | 1430 8580 [ 515 | 1150] 9200 | 920 | 910 | 7280 [ 920 | 720 | 7200 | 1150
Gt e TB6020 200 08=2.0 Vc=180m/min fz=2.0mm/tooth ap=1.5mm ae=1.0D Vc=180m/min fz=2.0mm/tooth ap=2.0mm ae=1.0D
TB6045 | 90~ 072 895 [ 3580 | 172 | 720 [ 4320 | 259 | 570 ] 4560 | 456 | 455 [ 3640 | 459 | 360 | 3600 576
CY250 150 Vc=90m/min fz=2.0mm/tooth ap=1.5mm ae=1.0D Vc=90m/min fz=2.0mm/tooth ap=2.0mm ae=1.0D

@ Select the best cutting condition when working,referring to the above list.
(If the over hung is 3D or less,the recommended cutting speed is Vc=180~200m/min;3D or more:Vc=90~130m/min.
(2 The thick and heavy chips are generated by using this tool.Be sure to remove them with air blow in order to avoid any breakage by blocking with chips.
The recommended method is "Spindle center through" when blowing air.(Pay attention when removing chips in cavity work with the machining center<vertical type>.)
(@Before carrying out the work without any workers,be sure to remove the chips and confirm the safe condition for cutting.
@The steel chips may cause cuts,burns or damages to eyes.Be sure to install the safety cover around the tool and wear the safety glasses when carrying out any works.
(®Replace the insert in good time to avoid any breakage of the tools because of wear and tear.
®The following formula shows the chip removal volume (Q) per unit time.
Q(cm’/min)=ap(mm) X ae(mm) X Vf(mm/min)/1000
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ASR 20. ASRM20
‘ Telarance Size(mm)
g_ i ) E ; ITEM CODE Class = | = ™ Shape
5 o EPNWO0603TN-8 8 | 10 |3.186.35
. iy 1) 4 N i
I‘:lgﬁiﬁ_ﬂfiﬁ Class Fig1
VY } 5 EDNW12T3TN-10 10 12 13.97 | 10
< EF;
00 /| L
MR EPMT0603TN-8 8 | 10 |3.18]|6.35
Fig2rslsfisie M .
" . Class Fig2
~ j; EDMT12T3TN-10 10 12 13.97 | 10
A4
\ .
Figag;.m@ﬁ" EPMTO603EN-8LF C,';"SS 8 10 | 3.18 | 6.35 Fig3
ASRT. ASRTM
Size(mm)
T ITEM CODE oW T
CD\ﬁ WDNWO09T320 9.525 3.97
WDNW120420 12 4.76 Fig1
Fig 1R ’-l»‘ WDNW140520 14 5 515
WDNTO09T320 9.525 3.97
WDNT120420 12 4.76 Fig2
-
WDNT140520 14 5.56
WDNW120420Z 12 4.76
Fig3
WDNW140520Z 14 5.56
|.l,
WDNT09T320ZH 9.525 3.97
@ WDNT120420ZH 12 4.76 Fig4
WDNT140520ZH 14 5.56

(WDNW120420=JDMT120420)
(WDMW140520=JDMT140520)
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E & #
J@Dc 225(270) 232(270) 240(37)
WIITHR | fIss— <30Dc <30Dc <30Dc
Work material | HR#H I
b)) BEINT A BEINT AP BEINT
n(min-) 1,910 2,550 1,500 1,990 1,200 1,600
Ve(m/min) 150 200 150 200 150 200
wEEEAE | Jsaos0 | VI(m/min) 3,820 6,120 3,000 5,970 3,600 7,200
(200HBEAF) | JX1045 | fz(mmit) 1.0 1.2 1.0 1.5 1.0 1.5
(GX2030) ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm*/mmin) 76 98 90 149 138 230
n(min) 1,910 2,550 1,500 1,990 1,200 1,600
Ve(m/min) 150 200 150 200 150 200
B xioea | v1(mimin) 3,820 6,120 3,000 5,970 3,600 7,200
E?ﬂCUT) (GX2030) | fz(mm/t) 1.0 1.2 1.0 1.5 1.0 1.5
ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm¥mmin) 76 98 90 149 138 230
n(min") 1,280 1,910 1,000 1,500 800 1,200
Ve(m/min) 100 150 100 150 100 150
B V1(m/min) 2,050 3,060 1,600 2,400 1,920 2,880
CE3 aPa020 fz(mmit) 0.8 0.8 0.8 0.8 0.8 0.8
(35~45HRC) | %1045
JS4060 [ ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm?/mmin) 41 49 48 60 74 92
n(min-) 1,280 2,550 1,000 1,990 800 1,600
Ve(m/min) 100 200 100 200 100 200
V1(m/min) 2,050 4,080 1,600 3,190 1,920 3,840
Al JP1060
SUS fz(mmit) 0.8 0.8 0.8 0.8 0.8 0.8
ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm*/mmin) 41 65 48 80 74 123
n(min") 1,910 2,550 1,500 1,990 1,200 1,600
Ve(m/min) 150 200 150 200 150 200
—_— V1(m/min) 5,730 7,650 4,500 5,970 5,400 7,200
FC JX4060 | fz(mmit) 1.5 1.5 1.5 1.5 1.5 1.5
FCD jﬁlggg ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm¥mmin) 115 122 135 149 207 230
n(min") 1,020 1,530 800 1,200 640 960
Ve(m/min) 80 120 80 120 80 120
V1(m/min) 410 620 320 480 390 580
KX JP4020 | Fz(mmit) 0.2 0.2 0.2 0.2 0.2 0.2
(45~55HRC) | Jx1005
ap(mm) 1.0 0.8 1.2 1.0 1.2 1.0
ae(mm) 20 20 25 25 32 32
Q(cm*/mmin) 8 10 10 12 15 19
n(min") 770 1,280 600 1,000 480 800
Ve(m/min) 60 100 60 100 60 100
W 5 V1(m/min) 80 130 60 100 80 120
(95~62HRC) | Jx1005 | fz(mmit) 0.05 0.05 0.05 0.05 0.05 0.05
ap(mm) 0.5 0.5 0.5 0.5 0.5 0.5
ae(mm) 20 20 25 25 32 32
Q(cm*mmin) 1 1 1 1 1 2
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JREY

250(47]) 263(47) 280(570) 2100(67])

<3Dc 3Dc | 5Dc <3Dc 3Dc | 5Dc <3Dc 3Dc | 5Dc <3Dc 3Dc | 5Dc

: BE| ! ! BE| ! ! ; BE| ! ! : BE| ! !
& NI | 5Dc | 7Dc >7Del @M I |5Dc | 7Dc >7Del @R I |5Dc | 7Dc >7De| @M I |5Dc | 7Dc >7De

i

960 | 1,280 | 960 | 830 | 580 | 760 |[1.020| 760 | 660 | 460 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 420 | 290

150 | 200 | 150 | 130 90 150 | 200 | 150 | 130 90 150 | 200 | 150 | 130 | 90 150 | 200 | 150 | 130 90

5,760 | 7,680 | 5,760 | 4,980 | 3,480 | 4,560 | 6,120 | 4,560 | 3,960 | 2,760 | 4,500 | 6,000 | 4,500 | 3,900 | 2,700 | 4,320 | 5,760 | 4,320 | 3,780 | 2,610

1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5

15 [ 125 | 1.0 0.7 0.7 16 | 125 | 15 0.7 0.7 15 | 125 | 15 0.7 0.7 165 [ 125 | 1.0 0.7 0.7

40 40 40 40 40 40 50 40 50 50 65 65 65 65 65 80 80 80 80 80

346 | 384 | 346 | 139 97 | 342 | 383 | 228 | 139 97 439 | 488 | 293 | 177 | 123 | 518 | 576 | 346 | 212 | 146

960 | 1,280 | 960 | 830 | 580 | 760 |1.020 | 760 660 | 460 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 420 | 290

150 | 200 | 150 | 130 90 150 | 200 | 150 | 130 90 150 | 200 | 150 | 130 | 90 150 | 200 | 150 | 130 90

5,760 | 7,680 | 5,760 | 4,980 | 3,480 | 4,560 | 6,120 | 4,560 | 3,960 | 2,760 | 4,500 | 6,000 | 4,500 | 3,900 | 2,700 | 4,320 | 5,760 | 4,320 | 3,780 | 2,610

1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5 1.5

156 | 1256 | 15 0.7 0.7 1.5 125 | 1.0 0.7 0.7 15 | 125 | 156 0.7 0.7 15 | 1.25 | 1.0 0.7 0.7

40 40 40 40 40 40 50 50 50 50 65 65 65 65 65 80 80 80 80 80

346 | 384 | 230 | 139 97 | 342 | 383 | 228 139 97 439 | 488 | 293 | 177 | 123 | 518 | 576 | 346 | 212 | 146

640 | 960 | 640 | 580 | 580 | 510 | 760 | 510 | 460 | 460 | 400 | 600 | 400 | 360 | 360 | 320 | 480 | 320 | 290 | 290

100 | 150 | 100 90 90 100 | 150 100 90 90 100 | 150 | 100 90 90 100 | 150 | 100 90 90

2,050 | 3,080 | 2,050 | 1,860 | 1,860 | 1,640 | 2,440 | 1,640 | 1,480 | 1,480 | 1,600 | 2,400 | 1,600 | 1,440 | 1,440 1,540 | 2,310 | 1,540 | 1,400 | 1,400

0.8 0.8 0.8 0.8 08 | 0.8 | 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 08 | 0.8 08 | 0.8 0.8 0.8

15 1.5 1.0 0.7 0.7 1.5 1.5 1.0 0.7 0.7 15 "5 15 0.7 0.7 %5 1.5 1.0 0.7 0.7

40 40 40 40 40 50 50 50 50 50 65 65 65 65 65 80 80 80 80 80

123 | 185 82 52 52 123 | 183 82 52 52 156 | 234 | 104 66 66 185 | 277 | 123 78 78

640 [1,280| 640 | 640 | 580 | 510 |1.020 | 510 | 510 | 460 | 400 | 800 | 400 | 400 | 360 | 320 | 640 | 320 | 320 | 290

100 | 200 | 100 | 100 90 100 | 200 | 100 | 100 90 100 | 200 | 100 | 100 90 100 | 200 | 100 | 100 90

2,050 | 4,100 | 2,050 | 2,050 | 1,860 | 1,640 |3,270 | 1,640 | 1,640 | 1,480 | 1,600 | 3,200 | 1,600 | 1,600 | 1,440 | 1,540 | 3,080 | 1,540 | 1,540 | 1,400

0.8 0.8 0.8 0.8 08 | 0.8 | 0.8 0.8 0.8 0.8 0.8 0.8 0.8 0.8 08 | 0.8 08 | 0.8 0.8 0.8

1.5 1.5 1.0 0.7 0.7 1.5 1.5 1.0 0.7 0.7 1.5 1.5 1.5 0.7 0.7 1.5 1.5 1.0 0.7 0.7

40 40 40 40 40 50 50 50 50 50 65 65 65 65 65 80 80 80 80 80

123 | 246 82 52 52 123 | 245 82 57 52 156 | 312 | 104 73 66 185 | 370 | 123 86 78

960 | 1,280| 960 | 830 | 580 | 760 |1,020 | 760 | 660 | 460 | 600 | 800 | 600 | 520 | 360 | 480 | 640 | 480 | 420 | 290

150 | 2000 | 150 | 130 90 150 | 200 150 | 130 90 150 | 200 | 150 | 130 90 150 | 200 | 150 | 130 90

5,760 | 7,680 | 5,760 | 4,980 | 3,480 | 6,080 | 8,160 | 6,080 | 3,960 | 2,760 | 6,000 | 8,000 | 6,000 | 3,900 | 2,700 | 5,760 | 7,680 | 5,760 | 3,780 | 2,610

1.5 1.5 1.5 1.5 1.5 2.0 2.0 2.0 1.5 1.5 2.0 2.0 2.0 1.5 1.5 2.0 2.0 2.0 1.5 1.5

1.5 1.5 18 1.0 0.7 {ir5 1.5 1.5 1.0 0.7 15 15 1 1.0 0.7 1 1 18 1.0 0.7

40 40 40 40 40 50 50 50 50 50 65 65 65 65 65 80 80 80 80 80

346 | 461 | 346 | 199 97 | 456 | 612 | 456 | 198 97 585 | 780 | 585 | 254 | 123 | 691 | 922 | 691 | 302 | 146

510 | 770 | 510 | 510 | 510 | 410 | 610 | 410 | 410 | 410 | 320 | 480 | 320 | 320 | 320 | 260 | 390 | 260 | 260 | 260

80 120 80 80 80 80 120 80 80 80 80 120 80 80 80 80 120 80 80 80

410 | 620 | 410 | 410 | 410 | 330 | 490 330 | 330 | 330 | 320 | 480 | 320 | 320 | 320 | 320 | 470 | 320 | 320 | 320

0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 02 | 02 0.2 0.2 0.2 0.2 0.2

1.5 1.5 1.0 0.7 0.7 1.5 1.5 1.0 0.7 0.7 1.5 1.5 1.0 0.7 | 0.7 1.5 1.5 1.0 0.7 0.7

40 40 40 40 40 50 50 50 50 50 65 65 65 65 65 80 80 80 80 80

25 37 16 " 1" 25 37 17 12 12 31 47 21 15 15 38 56 26 18 18

390 | 640 | 390 | 390 | 390 | 310 | 510 | 310 | 310 | 310 | 240 | 400 | 240 | 240 | 240 | 200 | 320 | 200 | 200 | 200

60 100 60 60 60 60 100 60 60 60 60 100 60 60 60 60 100 60 60 60

80 130 80 80 80 70 110 70 70 70 60 100 60 60 60 60 100 60 60 60

0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05 | 0.05| 0.05 | 0.05 | 0.05| 0.05| 0.05 | 0.05 | 0.05 | 0.05

0.5 0.5 0.5 0.5 0.5 05 | 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 0.5 05 | 05 0.5 0.5 0.5

40 40 40 40 40 50 50 50 50 50 65 65 65 65 65 80 80 80 80 80

D20-2

Inserts / Cutting Conditions



suopuo) Bumny / sussu|

W 1B 8’

weteuan Inserts/Cut

==

ITEM CODE Size(mm)
D1 S1 Re
Re GCMT040204-U1 5.0 2.38 0.4
GPMT060204-U1 5.56 2.38 0.4
11°
st | GCMT040204-U2 5.0 2.38 0.4
GPMT060204-U2 5.56 2.38 0.4
DHLEE SEHR (mm/rev)
W7 BE I/d=2,3F I/d=4F A& (mm)
212-214.5 215- 216- 212-214.5 | ©15-222.5 | ©23-034 ©235-948 249-956
0.06 0.07 0.08 0.10 0.08
(0.04-0.10) | (0.04-0.10) | (0.04-0.10) | (0.04-0.12) | (0.04-0.10)
& <180HB 150 200 140 0.06 0.08 0.10 0.12 0.10
(SS400) = (100-200) (150-300) (100-200) | (0.04-0.10) | (0.04-0.12) | (0.04-0.12) | (0.04-0.14) | (0.04-0.12)
0.08 0.10 0.12 0.10
- (0.04-0.12) | (0.04-0.12) | (0.04-0.14) | (0.04-0.12)
0.06 0.09 0.12 0.15 0.12
(0.04-0.10) | (0.06-0.12) | (0.08-0.14) | (0.08-0.18) | (0.08-0.14)
(SEEE%W 180-280HB 120 150 100 0.06 0.12 0.14 0.17 0.14
S48C) (80-160) (120-180) (80-120) (0.04-0.10) | (0.06-0.14) (0.08-0.18) (0.08-0.20) (0.08-0.18)
0.12 0.14 0.17 0.14
- (0.06-0.14) | (0.08-0.18) | (0.08-0.20) | (0.08-0.18)
0.06 0.08 0.09 0.11 0.09
e (0.04-0.10) | (0.06-0.10) | (0.06-0.12) | (0.06-0.14) | (0.06-0.12)
kil
120 150 100 0.06 0.10 0.12 0.14 0.12
SCM440 !
( SCra20) 180-280HB (80-160) (120-180) (80-120) (0.04-0.10) | (0.06-0.12) | (0.08-0.16) | (0.08-0.18) | (0.08-0.16)
0.10 0.12 0.14 0.12
- (0.06-0.12) | (0.08-0.16) | (0.08-0.18) | (0.08-0.16)
0.07 0.07 0.08 0.10 0.08
] (0.04-0.10) | (0.04-0.10) | (0.04-0.10) | (0.04-0.12) | (0.04-0.10)
™ GRH 3
(SUS304 <200HB 100 150 110 0.07 0.08 0.10 0.12 0.10
SUS316) = (80-120) (120-200) (80-140) (0.04-0.10) (0.04-0.12) (0.04-0.14) (0.04-0.16) (0.04-0.14)
0.08 0.10 0.12 0.10
; (0.04-0.12) | (0.04-0.14) | (0.04-0.16) | (0.04-0.14)
0.07 0.07 0.10 0.10 0.10
(0.06-0.10) | (0.06-0.10) | (0.04-0.14) | (0.06-0.14) | (0.06-0.14)
B <350MPa 120 150 140 0.07 0.15 0.20 0.20 0.20
(FC250) = (80-160) (120-180) (110-160) | (0.06-0.10) | (0.10-0.18) | (0.10-0.25) | (0.10-0.25) | (0.10-0.25)
0.15 0.20 0.20 0.20
i} (0.10-0.18) | (0.10-0.25) | (0.10-0.25) | (0.10-0.25)
0.06 0.07 0.10 0.10 0.10
(0.04-0.10) | (0.06-0.10) | (0.06-0.14) | (0.06-0.14) | (0.06-0.14)
w5 <450MP 120 150 100 0.06 0.12 0.15 0.18 0.15
(FCD400) = a (80-150) (120-180) (80-120) (0.04-0.10) | (0.08-0.14) | (0.08-0.20) | (0.08-0.20) | (0.08-0.20)
0.12 0.15 0.18 0.15
. (0.08-0.14) | (0.08-0.20) | (0.08-0.20) | (0.08-0.20)

D21
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ASMO07.ASMMOQ7
Size(mm)
g D ITEM CODE "G~ = [ 1 Shape
Fig1
JDMTO070202R 6.4 4.3 0.2 | 2.45
Insert with 5mm flute Iength for shoulder cutting J D M T O 7 0 2 0 4 R 6 " 4 4 . 3 0 o 4 2 " 4 5
JDMT070208R Cﬂgss 6.4 | 4.3 | 0.8 | 2.45
EDMTO070220R-T 6.4 4.3 2 2.5 Fig2
insertwih 2.0mm cormer - T low-depthhigh-oedate auting EDMTO070220R 6.4 4.3 2 2.5 Fig2
ASMO07.ASMMOQO7
recommended , 210 212 214 216 220
Work A MAiEDe (21 7)) (3187) (31470) (414070) (5H70)
recommended material types Tool diameter 2 Flutes 3 Flutes 3 Flutes 4 Flutes 5 Flutes
n(min) 3,820 3,180 2,730 2,390 1,910
S-C SCM SKD SKT Ve(m/min) 120 120 120 120 120
éﬁ?bﬂﬁgeas Vfimm-min) ~4,590 ~5,730 ~6,550 ~7,640 ~7,640
S}';’%fé?es'feas EJ\>/<C;|=O12 00 0~18 0) fz(min/t) ~0.6 ~0.6 ~0.8 ~0.8 ~0.8
ap(mm) 0.3 0.3 0.3 0.3 0.3
ae(mm) =5 =7 ~8 ~10 =/l
Q(min*/min) 7 12 16 23 25
n(min") 3,500 2,920 2,500 2,190 1,750
Ve(m/min) 110 110 110 110 110
Ego’\il ‘%}(_%EKT JX1020 Vf(mm-min) ~4,200 ~5,260 ~6,010 ~7,010 ~7,010
erlz-yHgtrgslr; Steels (Vc=1 00~1 60) fz(min/t) ~0.6 ~0.6 ~0.8 ~0.8 ~0.8
Die Tool Steels ap(mm) 0.3 0.3 0.3 0.3 0.3
ae(mm) =5 =7 =t A0 =1l
Q(min*/min) 6 11 14 21 23
n(min") 2,870 2,390 2,050 1,790 1,430
Ve(m/min) 90 90 90 90 90
E%\ﬂ SSOTA%EKT JX1020 Vf(mm-min) ~2,290 ~2,870 ~3,690 ~4,300 ~4,300
Klrli»yHgtrgslr; Steels ( VC=80~1 80) fz(min/t) ~0.4 ~0.4 ~0.6 ~0.6 ~0.6
Die Tool Steels ap(mm) 0.3 0.3 0.3 0.3 0.3
ae(mm) =5 =/ ~8 10 =/l
Q(min*/min) 3 6 9 13 14
n(min") 3,820 3,180 2,730 2,390 1,910
Ve(m/min) 120 120 120 120 120
sus JX1020 Vf(mm-min) ~4,590 ~5,730 ~6,550 ~7,640 ~7,640
Stainless Steels (Vc=1 00~1 80) fz(min/t) ~0.6 ~0.6 ~0.8 ~0.8 ~0.8
ap(mm) 0.3 0.3 0.3 0.3 0.3
ae(mm) =g =Y/ =) ~10 =l
Q(min*/min) 7 12 16 23 25
n(min*) 4,780 3,980 3,410 2,990 2,390
Ve(m/min) 150 150 150 150 150
fo Fop JX1020 Vf(mm-min) ~5,730 ~7,170 ~8,190 ~9,550 ~9,550
Cast Iron ( Ve=1 20~220) fz(min/t) ~0.6 ~0.6 ~0.8 ~0.8 ~0.8
ap(mm) 0.3 0.3 0.3 0.3 0.3
ae(mm) ~5 =7 =) ~10 =l
Q(min*/min) 9 15 20 29 32

1.please refer to the above list for cutting conditions
2 for slotting or ramping*feed rate should be set to 70% as general criteria
3.ensure to index the insert at the correct time to ensure safety of the tool-body

4.the evacuation of swarf can cause burns*cuts or damage to the eyes
please ensue the correct safety cover is fitted around the machine*and
necessary personal protection equipment is worn by the machine operator
5.due to fire risks do not use neat cutting oil as a coolant

D22
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HRIITREA
[
- —o|t+eo
[
_ _ Insert YRR | e | OEREE(mmirev)
Bt iz e, IS e e & TIRHER GRADE (m/min) | (mm/@) HEE MAX
T30 - &8 (Carbon - Alloy Steels) 0.2 T1200A 160 0.15 0.06 0.15
iR (Stainless Steels) 0.2 T1200A 100 0.15 0.06 0.15
N @8 (Hardened Steels) 0.2 BN250 50 0.10 0.06 0.10
GEWN20- 36CKB1 f5#(Cast Iron) 73 0.2 H1 100 0.20 0.06 0.15
IR##(Ductile Iron) 0.2 H1 80 0.15 0.06 0.12
BRs#(Ductile Iron) 0.2 BN700 120 0.15 0.06 0.10
FBEE(Aluminum) 0.2 H1 200 0.20 0.06 0.15
A E(Aluminum) 0.2 DA2200 300 0.20 0.06 0.15
Bi# - S=3(Carbon - Alloy Steels) 0.2 T1200A 180 0.15 0.06 0.15
R (Stainless Steels) 0.2 T1200A 120 0.15 0.06 0.15
N (Hardened Steels) 0.2 BN250 60 0.10 0.06 0.10
GEWN25- 47CKB2 5%3%(Cast Iron) 88 0.2 H1 120 0.20 0.06 0.15
kg (Ductile Iron) 0.2 H1 100 0.15 0.06 0.12
ER##(Ductile Iron) 0.2 BN700 180 0.15 0.06 0.10
FEEFE(Aluminum) 0.4 H1 200 0.20 0.10 0.15
FEE®(Aluminum) 0.2 DA2200 400 0.20 0.06 0.15
B - &M (Carbon - Alloy Steels) 0.2 T1200A 180 0.20 0.06 0.15
iRl (Stainless Steels) 0.2 T1200A 150 0.20 0.06 0.15
S5 (Hardened Steels) 0.2 BN250 80 0.10 0.06 0.10
CEINE GUGIES gli(Cast Iron) 103 0.2 H1 150 0.20 0.06 0.15
IR8#(Ductile Iron) 0.2 H1 100 0.15 0.06 0.12
BRs#(Ductile Iron) 0.2 BN700 200 0.15 0.06 0.10
FEEE(Aluminum) 0.4 H1 300 0.25 0.10 0.15
$BAE(Aluminum) 0.4 DA2200 800 0.25 0.10 0.15
Bi# - S&3(Carbon - Alloy Steels) 0.2 T1200A 180 0.25 0.06 0.15
A#(Stainless Steels) 0.2 T1200A 150 0.25 0.06 0.15
FEN i (Hardened Steels) 0.4 BN250 80 0.10 0.08 0.10
GEWN41- 74CKB4 i%ﬁ%(Cast Iron) 103 0.4 H1 150 0.30 0.10 0.15
EXgi(Ductile Iron) 0.4 H1 100 0.20 0.10 0.12
ER#@#(Ductile Iron) 0.4 BN700 200 0.20 0.10 0.10
SBE S (Aluminum) 0.4 H1 300 0.30 0.12 0.15
§AEE (Aluminum) 0.4 DA2200 800 0.30 0.12 0.15
B8 - &5 (Carbon - Alloy Steels) 0.4 T1200A 180 0.25 0.10 0.15
R (Stainless Steels) 0.4 T1200A 150 0.25 0.10 0.15
7N §fl(Hardened Steels) 0.4 BN250 80 0.10 0.10 0.10
GEWN53- 95CKB5 | s#i(Cast Iron) 103 0.4 H1 150 0.30 0.10 0.15
GEWNG8- 150CKB6 | sgti(Ductile Iron) 0.4 H1 100 0.20 0.10 0.12
GEWN100- 203CKBE | 1145 puctie iron) 0.4 | BN700 | 200 020 | o010 | o0.10
B& = (Aluminum) 0.8 H1 300 0.30 0.16 0.28
$BAE(Aluminum) 0.4 DA2200 800 0.30 0.12 0.15

1 AKREBUENEHIRIZEEE BRBEK. THSERER ETEERE -
2. BENSINIOEEEDWBHE - A=EREHRIER, BRESIRIVES -
SAERMEFMNI TEIBLSR, B EA=ERERET2000Z ¢

4 {EFCBN#EEBN250KBN7008S » 25 sz T tIH! -
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weteuan Ins s/C ting Conditions
R390M.11 , R390M.17 , R390.11 , R390.17 , R390B.17,ER390.11,ER390.17
Size(mm)
ITEM CODE 1a W 5 b le
R390-11 T3 04E-PL 11 6.8 3.59 0.9 0.4
R390-11 T3 08E-PL 11 6.8 8159 1.5 0.8
R390-11 T3 08M-PL 11 6.8 3.59 1.2 0.8
R390-11 T3 08E-ML 11 6.8 3.59 1.5 0.8
R390-11 T3 16E-ML 11 6.8 3.59 0.8 1.6
R390-11 T3 24E-ML 11 6.8 3.59 2.4
R390-11 T3 31E-ML 11 6.8 3159 3.1
R390-11 T3 08E-KL 11 6.8 3.59 1.5 0.8
R390-11 T3 08M-KL 11 6.8 8159 1.2 0.8
R390-11 T3 04E-NL 11 6.8 3.59 0.9 0.4
R390-11 T3 08E-NL 11 6.8 3.59 1.5 0.8
R390-11 T3 20E-NL 11 6.8 3.59 2
R390-11 T3 31E-NL 11 6.8 3.59 3.1
Size(mm)
ITEM CODE 1a iw s b le
R390-17 04 08E-PL 17 9.6 4.76 1.5 0.8
R390-17 04 08M-PL 17 9.6 4.76 1.5 0.8
R390-17 04 08E-ML 17 9.6 4.76 1.5 0.8
R390-17 04 08E-KL 17 9.6 4.76 1.5 0.8
R390-17 04 08M-KL 17 9.6 4.76 1.5 1.6
R390-17 04 08E-NL 17 9.6 4.76 1.5 24
R390-17 04 20E-NL 17 9.6 4.76 0.3 2
R390-17 04 31E-NL 17 9.6 4.76 3.1
R390-17 04 40E-NL 17 9.6 4.76 4
R390-17 04 50E-NL 17 9.6 4.76 5
R390M.11 , R390M.17 , R390.11 , R390.17 , R390B.17,ER390.11,ER390.17
FHEL S, fZ(mm/i)
ANSR - 1i7 JRBER | *IR(E @i T
E-PL agAl | 11 0.08 (0.05-0.12)
E-ML 0.10 (0.05-0.15)
E-KL 0.08 (0.05-0.12)
E-NL 0.20 (0.10-0.30)
M-PL aeE | 11 0.08 (0.05-0.15)
M-KL 0.10 (0.08-0.15)
E-PL B Ay 17 0.08 (0.05-0.12)
E-ML 0.10 (0.05-0.15)
E-KL 0.08 (0.05-0.12)
E-NL 0.20 (0.10-0.30)
M-PL B Ay 17 0.08 (0.05-0.15)
M-KL 0.10 (0.08-0.15)
E-PM EREMI| 11 0.10 (0.08-0.15)
E-MM 0.13 (0.08-0.20)
E-KM 0.12 (0.12-0.20)
M-PM EREMI| 11 0.10 (0.08-0.15)
M-MM 0.13 (0.08-0.20)
M-KM 0.12 (0.12-0.20)
E-PM FRIT| 17 0.10 (0.08-0.15)
E-MM 0.15 (0.08-0.20)
E-KM 0.15 (0.12-0.20)
M-PM EEMI| 17 0.10 (0.08-0.15)
M-MM 0.15 (0.08-0.20)
M-KM 0.15 (0.12-0.20)
M-PH 58 | 11 0.12 (0.08-0.20)
M-MH 0.16 (0.08-0.22)
M-KH 0.15 (0.12-0.22)
M-PH E=E 17 0.20 (0.15-0.35)
M-KH 0.20 (0.15-0.35)
E PCD | 11 0.15 (0.10-0.25)
E PCD 17 0.15 (0.10-0.25)
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Inserts/Cu

t

EEVHIFE S R-BERE ASR20,ASRM20

X o 216(27)) 220(37)) 025(47]) 232(57)) 240(67])

WTITHE | Ao | SOk <30Dc <30D¢ <30Dc <30D¢ <30Dc
Feedrate BE | EENI| B |SENI| BR (SN &R |SEnI| B8 |EEmT
n(min") 1,800 | 3,590 1,440| 2,870| 1,150| 2,300 900| 1,800| 720| 1,440
Ve(m/min) 90 180 90| 180 90| 180 90| 180 90| 180
B % 5 Jsaoso |V 1(m/min) 2,880 (10,060 | 3,450(12,060| 4,600(14,720| 4,500 (14,400| 4,320(13,830
&5l JX1045 | fz(mmit) 0.8 1.4 0.8 1.4 1.0 1.6 1.0 1.6 1.0 1.6
< 30HRC (GX2030) [ ap(mm) 08| o6 10] o5 10| 05| 10| o5 10] o5
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm*/mmin) 30 78 55 96 92 147 113 180 138 221
n(min™') 1,800 | 3,590| 1,440| 2,870| 1,150| 2,300| 900| 1,800 720| 1,440
Ve(m/min) 90 180 90| 180 90| 180 90| 180 90| 180
JP4020 | V1(m/min) 2,880 [10,060| 3,460|12,060| 4,600 |14,720| 4,50014,400| 4,320|13,830
ngigﬂ jélggg fz(mmit) 08| 1.4 o8] 14| 10| 16| 10| 18] 10| 16
(30~40HRC) ap(mm) 0.8 0.6 1.0 0.5 1.0 0.5 1.0 0.5 1.0 0.5
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm?*/mmin) 30 78 55 96 92| 147 113 180 138| 221
n(min™') 1,800 | 2,590| 1,440| 2,080| 1,150| 1,660| 900| 1,300| 720| 1,040
Ve(m/min) 90 130 90 130 90 130 90 130 90 130
EEL V1(m/min) 2,160 | 6,220 2,600 7,400| 2,760| 7,970 2700| 7,800| 2,600| 7,490
a2l JPA020 I (mmit) 06| 1.2 o6 12 o6| 12| o6 12| o6 1.2

(40~50HRC) | JX1045

ap(mm) 0.5| 0.35 0.6| 0.35 06| 0.35 0.6| 0.35 0.6| 0.35
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm?*/mmin) 14 28 25 42 33 56 41 68 50 84
n(min™) 1,600 | 2,390| 1,280| 1,920 1,020| 1,530 800 | 1,200 640 990
Ve(m/min) 80 120 80| 120 80| 120 80 120 80| 120
A B JP4020 V1(m/min) 640 960 770| 1.160 820| 1,230 800| 1,200 770| 1,160
&5 JX1005 | fz(mm/t) 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2 0.2
Bl k) ap(mm) 04| 025| 04| 025 04| o025 04| 025 04| 025
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm?/mmin) 3 3 5 5 7 6 8 8 10 9
n(min™') 1,200 | 2.000| 960| 1,600| 770| 1,280| 600| 1,000/ 480| 800
Ve(m/min) 60 100 60| 100 60| 100 60 100 60| 100
RELE V1(m/min) 120 200 150| 240 160| 260 150| 250 150| 240
EﬁismsHRC) JX1005 fz(mmi/t) 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05
ap(mm) 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.3
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm*mmin) 0.8 0.8 1.2 1.2 1.6 15 1.9 1.9 2.4 2.3
n(min™') 1,800 | 3,590| 1,440| 2,870| 1,150| 2,300| 900| 1,800| 720| 1,440
Ve(m/min) 90 180 900 180 90| 180 90 180 90 180
e V1(m/min) 1,800 | 7,180| 2,160| 8,610| 2,300| 9,200| 2,250| 9,000| 2,160 | 8,640
SUS JX1060 [ fz(mm/t) 0.5 1.0 0.5 1.0 0.5 1.0 0.5 1.0 0.5 1.0
ap(mm) 0.8 0.6 1.0 0.5 1.0 0.5 1.6 0.5 1.0 0.5
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm*/mmin) 19 56 35 69 46 92 56 113 69| 138
n(min™') 1,800 | 3,590 1,440| 2,870| 1,150| 1,300| 900| 1,800| 720| 1,440
Ve(m/min) 90 180 90 180 90| 180 90 180 90| 180
maE V1(m/min) 1,320 | 11,490 | 6,050 | 5,500| 6,440(16,560| 6,300| 6,200| 6,050 (15,560
Ego JX1045 | fz(mmit) 1.2 1.6 1.4 1.8 1.4 1.8 1.4 1.8 1.4 1.8
ap(mm) 1.0 0.8| 1.25 1.0 1.25 1.0 1.25 1.0 1.25 1.0
ae(mm) 13 13 16 16 20 20 25 25 32 32
Q(cm*/mmin) 56 19| 121 248| 161 331 197 | 405| 242| 498
B K fz(mmit) <1.8(@HAz:<1.0) | <1.8(BRz<1.0) | <1.8(G8MAfz:<1.0) | <1.8(BMz<1.0) | <1.8(&8F1z:<1.0)
& Kap(mm/t) <1.25(8 R ap:<1.0)|<1.25(@F ap:<1.0)| <1.5(@M ap:<1.0) | <1.5(B M ap:<1.0) [ <1.5(B M ap:<1.0)
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witcuany Inserts/Cutting Conditio
EAECDHI R R-/)BEEY ASR20
s @D 350(770) 352(77) 2 63(87) 266(870)
vﬁ? ﬂiii, gﬁﬁ»ﬁa S <3D?z % § 5 ‘32_? § § g | _<3Dc 3 é’ s <3g¢:: § § p
gm|T2 S | 8| N |am|BE| S | 3| K |=m|BEl §| 8| X |em|BE| &S| X
M| & w | A M| & w | A MI| & o | A MI| & o | A
n(min) 580(1,150] 830| 830| 580| 560(1,110| 00| 80| 560| 460 910| e60| e60| 460 440| 870 630| 30| 440
Ve(m/min) 90| 180| 130 130| 90| 90| 180| 130| 130| 90| 90| 180| 130| 130| 90| 90| 180 130| 130| 90
—— 154020 | V(mimin)  [3.770| 9,2004,150|4,150]2,900 [3,820 | 2.440) 5,600 5,600 3.920] 3,590) 3,740] 3,960 3,960 2.760| 3,520]11,140| 5,040 5,040 3,520
&5l JX1045 [ rz(mmit) 13| 16| 10| 10| 10| 10| 15 10| 10] 10| 13| 15 10| 10| 10| 10| 16 10| 10| 10
< 30HRC (GX2030)
ap(mm) 10| o8| 10| 07| o5 10| 05| o8| 05 04| 10| o8 10| 07| 05| 10| 05 o8| 05| 04
ae(mm) 40| 40| 40| 40| 40| 40| 40| 40| 40| 4of 50| s0| s0| 0| 50| s0| 50| 0| 0| 50
aemimmin)| 151| 204] 155| 116 58| 157| 249| 179 112| 63| 180 350] 198| 139 69| 176| 279 202 125) 170
n(min) 580[1,150| 830| 830| 580| 560(1,110| 00| 8oo| s60| 460 910 ee0| 660| 460| 440| s70| 630| 630| 440
Ve(m/min) 90| 180| 130 130| 90| 90| 180 130| 130| oof 90| 180 130 130| 90| oo| 180| 130| 130| 90
JP4020 | vitmiminy  [3,770]9,2004,150|4,150| 2,900[3,920 | 2,440 5,600| 5,600( 3,920 3,590 3,740] 3,960| 3,960| 2,760 3,52011,140| 5,040( 5,040 3,520
Eg;ﬁm jélggg fz(mmit) 13| 16| 10| 10| 10| 10| 16| 10| 10| 10 13| 15 10| 10| 10| 10 16| 10| 10/ 10
(30~40HRC) ap(mm) 10| 08| 10| 07| os[ 10| 05| o8| 05 04| 10 o8 10] 07| 05| 10| 05/ o8| 08| 04
ae(mm) 40| 40| 4o| 40| 40| 40| 40| 40| 40| 40| 50 s0| 50| s0| 50| s0| s0| s0| 50| 50
aememmin)| 151| 204 1e6| 16| s8] 157| 249] 179 112| 63| 180 350 198| 139| 9| 176 279| 202| 202| 70
n(min) 580| 830| 580 580| 580| 560| 800| 560| 560| 560 460| 660| 460| 460| 460| 440 30| 440| 440| 440
Ve(m/min) 90| 130| 90| oo 9of 90| 130] o] 90| 90| of 130| 90| oo| 90| 90| 130| 90| 90| 90
B |, Vi(m/min) |2,3203,3202,320( 2,320| 2,320[2,360|2,720| 2,360/ 2,360| 2,360] 2.210| 3,170 2,210| 2,210| 2,210[ 2,210| 6,050| 2,120 2,1202,120
&5 Ix1045 | f2mmit) 08| 08| o8| o8| os[ 06| 12| 06| 06| 06 08 08| 08| 08 o8] o5 12| 06| 06| 05
(40~50HRC) ap(mm) 10| 10| 10| 07| 05| os6| 03s] 05| 04| 03[ 10 10| 10| 07] 07 o8| 0.35] 05 04| 03
ae(mm) 40| 40| 4o 40| 40| 40| 40| 40| 40| 40| s0f s0| s0| s0| s0| 50| s0| s0[ 50| 50
acmimmin)| 93| 133| 93| 65| 46| 57| 94| 47| 38| 28 11| 1s0] 11| 77| 5| 64| 108| 53| 42| 32
n(min) 510| 770| 510| 510| 510 490| 740| 490 490| 490| 10| 10| 460 410| 10| 390| 580| 390| 300| 390
Ve(m/min) 80| 120 so| 80| 80| so| 120 80| so| so| 80| 120 90| so| 80| 8ol 120] 80| 80| 80
HWEILE | spagao | V™M | 510] 770] sto] s10] 510 690]1040] 60| 60| 690f 500 740[2210) 00| 500f 630 930 630] 630 630
a5 JX1005 | fz(mmit) 02| 02{ o02] 02| o02[ 02| 02| 02| 02| 02| 02 o02[ o8] o2 o2 o2 02l 02 02 o2
(50~55HRC) ap(mm) 10| 10| 10| 07| 05 04| 025 0.35| 0.25| 0.15] 1.0 10| 10] 07 05 04| 025 035 0.25| 0.15
ae(mm) 40| 40| 40| 40| 40| 40| 40| 40| 40| 40| 50 s0| 50| 0| s0| 50| 50| 0| 50| 50O
acmmminy)| 20[ 31[ 20 14| 10| 11| 10| 10| 7| 4| 28] 37| 111 18| 13| 13| 12| 1| ¢ s
n(min) 390| 640 390| 390| 390| 370| 620] 370| 370| 370| 310| 510 310| 310| 310| 290| 490| 200| 290 290
Ve(m/min) 60| 100 60 60| eof 60| 100] 0| eo| 60| eo| 100 eo| 60| 60| eo| 100| 60| 0] 60
W\ vi(mmin) | 100 160 100| 100 100| 130| 220| 130| 130 130| 100| 160 100| 100| 100| 120 200| 120[ 120] 120
EEEEJHRC) IXT005 1 0.05| 0.05| 0.05 0.05| 0.05| 0.05| 0.05] 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05| 0.05] 0.05| 0.05| 0.05 0.05 0.05
ap(mm) 05| 05 05 05 05| 05 03 05| 03] 02| 05| o5 o05| 05| 05| 05| 03] 05| 03 o2
ae(mm) 40| 40| 40 4ol 4o 40| 40| a0 40| 40| so0| sof s0| s0| s0f 50| 50| sO| HO| 5O
aemmminy)|  20] 32[ 20 20| 20| 26| 25 26| 16| 10| 25| 40| 25| 25 25 30| 30| 30 18 12
n(min) 580[1,150] 960 580| 580| 560 1,110 920 560| 560| 460 910| 760| 460| 460| 440| 870| 730| 440 440
Ve(m/min) 90| 180 150, 90| 9of 90| 18g 150| 90| 90| oo 180 150| 90| 90| oo 180| 150| 90| 90
Vi(m/min) | 1,450 5,750| 2,400{1,450| 1,450( 1,960| 7.770 3,220 1,960 1,960| 1,380| 5,460| 2,280 1,380| 1,380| 1,760(6,960{ 2,920 | 1,760 1,760
?ﬁﬂ JX1060 | f7(mmpt) 05| 10 os 05| os o5 1d o5 os| 05| o5 10 05 05 o5l 05 10[ 05 o5 o5
ap(mm) 10/ o8 10 07| os 10| o5 o8| 05| 04| 10| o8 10| 07| 05[] 10| 05 08| 05 04
ae(mm) 40| 40| 40 40| 4o 40| a9 40| 40| 40| s0| s0| s0| 0| s0| s0[ 50| 0| 0| 5O
a(cm3mmin)| 58.0[184.0] 96.0| 40.6| 20.0| 78.4| 155.4103.0| 39.2| 31.4| 69.0[218.4{114.0 48.3| 34.5 88.0|174.0|116.8] 44.0] 352
n(min't) 580[ 1,150 830| 830| 580 560|1,110{ 800 80| 560 460 910| 660| 660 460| 440| 870 630| 30| 440
Ve(m/min) 90| 180 130 130| 90| 9o 180 130| 130| 9of 90| 180| 130 130| 90| o 180 130| 130 90
&8 Vi(m/min) | 4,350110.350| 6,230( 6,230|4,350| 5,490/13,990] 7,840| 7,840/ 5,490| 4,140(8,830|5.940( 5,940| 4,140 4,930112,530] 7,060 7,060 4,930
EgD IX1045 |t mmpy 15 18 15 15 15| 14 1.8 14| 14| 14| 15 18| 15 15 15| 14| 18 14| 14| 14
ap(mm) 15| 15 10| 10| 07| 125 10 o8| 06| 04 15 15| 15 10| 07| 125 1.9 o8| 06| 04
ae(mm) 40| 40| 40| 40| 4ol 40| 40 40| 40| 40 s0| s0| 50| 50| s0| 0| 50 50| S0 50
acmammin)| 261 621 374| 249| 122| 275 se0| 251 188| 88| 311| 737| 4a6| 207| 1a5| 308| 627] 282 212] 99
8K fz(mmit) <2.0(EMfz<1.0) <1.8(@MAfz<1.0) <2.0(0@Afz<1.0) <1.8(@MAfz<1.0)
R Kap(mm/t) <2.0(BHAap:<1.5) <1.5(8Map:<1.0) <2.0(BRap:<1.5) <1.5(&8HA ap:<1.0)
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WEIGUAN Inserts/Cutting Conditions
Size(mm)
ITEM CODE
R T W
@ SDNW1505ZDTN-R15
“ " SDMT1505ZDTN-R15
15 5.56 | 15.875
{jj]? SDMT1505ZDTN-R15
SDEW1505ZDTN-R15
E: s
IREYHIRAR ASFS
anzus | amas [ wrmn | 1903 | ooncs | oeaws) | camonts | oz
Work material Grade m/min m/min ISR oy o = = ENDE =i
Cuting Speed|  Feed rate mm’/’min mm‘?r’nin mm’/’min mmwnin mm’/’min mm‘?r’nin mm’l’min mm‘?r’nin mm’/’min mm‘ﬂnin
0l 910 | 5,460 | 570 |4,300 | 360 |4,320 [ 290 |4,350 | 230 | 4,140
(200HBIXF) ia=
200 Vc=180m/min fz=1.5mm/t ap=1.5mm ae=0.7Dc
BEB- 828 | 54060 | 100 810 | 4,860 | 510 |3,830 | 320 |3,840 | 255 |3,830 | 205 |3,700
(B0HRCUT) | xq0as | 1% | 1.0-20
180 Ve=160m/min fz=1.5mm/t ap=1.5mm ae=0.7Dc
BEA-A2H 810 | 4,860 | 510 3,830 | 320 |3,840 | 255 |3,830 | 205 |3,700
(30~40HRC) 100~
160 Vc=160m/min fz=1.5mm/t ap=1.5mm ae=0.7Dc
%@ a2@ | JPA020 505 | 1,620 | 320 |1,280 | 200 |1,280 | 160 |1,280 | 127 [1,220
(40~45HRC) JX1045 | 80~ 0.4~0.8
JS4060 120 Vc=100m/min fz=0.8mm/t ap=1.5mm ae=0.7Dc
5K 88 s i 455 | 550 | 286 | 430 | 180 | 430 | 143 | 430 | 115 | 415
(45~50HRC) 0.2~0.4
R 120 Vc=90m/min fz=0.3mm/t ap=1.5mm ae=0.7Dc
5K R wiees 350 | 280 | 220 | 220 | 140 | 220 | 110 | 220 | 90 | 210
(50~60HRC) | 54020 0.05~0.2
100 Ve=72m/min fz=0.2mm/t ap=1.0mm ae=0.7Dc
R 455 | 1,820 | 285 1,430 | 180 [1.430 | 143 [1,430 | 115 | 1,400
JX1060| 100 | 1.0~2.0 :
Vec=90m/min fz=1.0mm/t ap=2.0mm ae=0.7Dc
Bl Js4060( 810 [ 6,480 | 510 5,100 | 320 |5,100 | 255 |5,100 | 205 5,000
FC.FCD Ixto4s [ 100% | 1.0~2.0 :
JP4020 Ve=160m/min fz=2.0mm/t ap=1.0mm ae=1.0Dc
*IX1005RSEEMEATR, MESREM
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wetcuan Inserts/Cutting Conditions
APX3000M.APX3000
Grades SIZE(mm)
Shape ITEM CODE
P ==l L1|L2|S1|F1|Re
SEICRES) [te}
0 | — N N
Ola |a L
= (> [> =
AOMT123602PEER-M o0 12 | 66 | 36 | 1.8 | 0.2
123604PEER-M| |®|® 12 | 66 | 36 | 16 | 04
123608PEER-M| |®|® 12 | 66 |36 |12 |08
o 123610PEER-M| |®|® 12 | 66 |36 |10 |10
yimi 123612PEER-M| |®|® 12 | 66 | 36 | 08 |12
123616PEER-M (N ) 12 | 66 | 36 | 04 | 1.6
S1
R 123620PEER-M| |@| @ 12 | 66 | 36 | 04 | 2.0
123624PEER-M| |®|® 12 | 66 | 36 | 04 | 24
123630PEER-M| |®|® 12 | 66 | 36 | 04 | 3.0
123632PEER-M| |®|® 12 | 66 | 36 | 04 | 3.2
Py AOMT123604PEER-H|® |® | ® 12 | 66 | 36 | 16 | 04
/\11» 123608PEER-H|® (@ | ® 12 | 66 |36 |12 |08
123616PEER-H|® | ® | ® 12 | 66 | 36 | 04 |16
-;81-
L AOGT123602PEFR-GM L 12 | 66 | 36 | 1.8 | 0.2
| Ao 123604PEFR-GM o 12 | 66 | 36 |16 | 04
linza="1 7
o] 441 - o 123608PEFR-GM o 12 | 66 |36 |12 |08
s =SV 0
Re/ “ﬂ‘-
ASX445
Grades SIZE(mm)
Sh e
ITEM CODE
ape Bl |S|E|E|2 |o| |D1/S1|F1|Re
2B (239 =
~|Ola|a|Xx =
| =>>|z T
SEET13T3AGEN-JL |E |® o oo 13.413.97|19 |15
SEMT13T3AGSN-JM [M|®@ |@ | @ @ | ® 13.4/39711.9 |15
SEMT13T3AGSN-JH |[M|@® (@ | @ | ® 13.413.97|19 |15
SEMT13T3AGSN-FT | M ° 13.4(3.97(1.9 |15
SEMT13T3AGSN-JP | G ° 13.4(3.97|22 | -

D27
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welcuaN Inserts/Cutting onditions
B = 12-216 218-025 228-2100
= TE | IEGEE | tIEIE 2 . :
W | BE [ o | ae [ UF |sageB| g |segeE| UF |[soges
S| (m/min) (mm) (mm) | (mmitooth) (mrﬁ) (mmifooth) | (mm) (mmitooth)
P ) 0.15 5 0.25 5 0.20
230 0.25D1 4-7 0.10 5-7 0.20 5-7 0.15
(180-270)| - 7-8.5 0.15 7-8.5 0.10
3 8.5-10 0.10 8.5-10 0.07
<180HB | VP15TF -2 0.15 -3 0.25 -3 0.20
(88400.510C) e 220 25 0.10 35.5 0.20 355 0.15
(170-260)| 0-501 558 015 T 558 010
. 820 8-12 8-10 0.07
180 - 0.10 - . 3 0.10
(140-210)| -0.75D1 Z-10 010 37 0.07
180 ) 8'18 5 0.25 5 0.20
4-7 . 5-7 0.20 5-7 0.15
(140-210)| 0-25D1 785 015 | 7-85 0.10
85-10 0.10 85-10 0.07
SR - S -2 0.15 -3 0.25 -3 0.20
(s45C,sCMa440)| 180-350HB VP15TF| 170 S5 2-5 0.10 35.5 0.20 355 0.15
(130-200) ; 558 0.15 5.5-8 0.10
: 8-10 010 8-10 0.07
20 2 0.10 2 0.15 3 0.10
(110-160)| -0-75D1 210 0.10 37 0.07
M ) 0.15 5 0.20 -5 0.20
180 025D1 <L 0.10 5-7 0.15 5-7 0.15
(140-210)| 785 0.10 7-8.5 0.10
85-10 0.07 85-10 0.07
550 <270HB | VP20RT -2 0.15 -3 0.20 -3 0.20
(SUS304) 170 -0.5D1 2-5 0.10 3-5.5 0.15 3-55 0.15
(130-200)| - —— [ 558 010 | 55-8 070
8-10 0.07 B-10 0.07
120 ) 0.10 2 0.10 3 0.10
(110-160)| -0.75D1 410 0.07 37 0.07
< . e
250 4-7 . 5-7 . 57 .
MC50201 29p-300)| -0-25D1 785 | 015 | 7.85 0.0
85-10 010 85-10 007
il 2 0.15 -3 0.25 -3 0.20
(FC300) £350HB MC5020 240 -0.5D1 2-5 0.10 3-5.5 0.20 3-55 0.15
(190-290) 558 015 | 55-8 | 0.10
— 8-10 0.10 8-10 0.07
MC5020 -4 0.10 4 0.15 3 0.10
(160-260)| -0-75D1 210 010 1 3-7 0.07
130 - 007 = 538 = o7
. 4-7 0.07 5.7 . 5-7 15
MC5020| (100:150)| -0-25D1 785 010 | 7-6.5 0.10
< T 8.5-10 0.07 8.5-10 0.07
& <800MPa 2 : -3 0.20 3 0.20
120 5 . 0.15 .
FCD450) MC5020 N 2-5 0.07 3-55 3-5.5 0.15
( (90-140) | -0-5D1 55-8 | 0T0 555 010
- 8-10 8.% 8-10 0.07
MC5020 q -4 0.07 -4 : -3 0.10
(80-120) | -0-79D1 270 007 [ 37 0.07
N 500 | 0.25D1 4 015 2 0.25 4 0.20
(200-1000) 47 0.10 47 0.15 47 0.10
BB - 500 g -4 0.15 -4 0.20 -4 0.20
H TF15 1000y 0501 47 0.10 47 0.10 47 0.10
500 -0.75D1 -
e 5 0.10 5 0.15 5 0.10
H 4 0.10 5 0.15 5 0.15
7091%0 -0.25D1 47 0.07 5.7 0.10 5-7 0.10
EEES | 40.56HRC| VP1 o 85 0.07
(SKD) . STF[ g5 e 2 0.10 3 0.15 -3 015
(60-100) ' 2.5 0.07 355 0.10
70 - - -
(50:80) | 0-75D1 4 0.07 4 0.07 3 0.07
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NE[‘GMN Inserts/Cutting Conditions
AS X445

W T AR o TIE pmsE ?ﬁjgg TEE—ETIH U —EE VA | FEIHI—E A
min) R (oot | S | st ® oot | S | 65 E qomicon) | $TIE

P F7030 280(210-350) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH
(334%?@10@ <180HB VP15TF 250(200-300) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH
VP30RT 230(180-280) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | ym | 0.3(0.2:0.4) | JH

NX4545 180(130-230) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM - -

F7030 250(200-300) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2:0.4) | JH

VP15TF 220(170-270) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH

180-280HB VP30RT 200(150-250) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH

R - 5210 NX4545 150(120-180) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM = -
(545C.5CM440) F7030 180(130-230) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2:0.4) | JH
VP15TF 140(100-180) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | UM | 0.3(0.2-0.4) | JH

280-350HB VP30RT 120(80-160) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH

NX4545 100(80-120) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | ym = -

M VP15TF 220(170-270) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2-04) | JH
(Sffﬂ) <270HB VP30RT | 200(150-250) | 0.15(0.1-0.2)| JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH
NX4545 150(120-180) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM = -

K . 4sOMPa MC5020 200(150-250) - - | 02(0.10.3) | JM | 0.3(0.2-0.4) | &
oo | VP15TF 180(130-250) | 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM | 0.3(0.2-0.4) | JH
2450MPa MC5020 | 110(80-150) - - | 0.20.1-0.3) | JM | 0.3(0.2-0.4) | ¥

N S - HTI10 300~ 0.15(0.1-0.2) | JP | 0.2(0.1-0.3) | JP | 0.3(0.2-0.4) | JP
S nas - VP15TF 40(20-50) [ 0.15(0.1-0.2) | JL | 0.2(0.1-0.3) | JM = -
H BIEEN 40-55HRC VP15TF 80(60-100) [0.1(0.05-0.15)| JL | 0.15(0.1-0.2) | JM | 0.2(0.1-0.3) | JH
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g Co

MFHO3 - MFHMO3

i CVD
Insert ITEM CODE Slze(mm) Anglel MEGACOAT NANO CVD Coated Carbidef
A|T|ed|W|Z |re| & |PR1535| PR1525 | PR1510 | CA6535
LOGU 030310ER-GM |6.7 [3.96[3.45/11.9| - |1.0| - ° ° ° °
General Purpose
HEEYDEI1E{E Recommended Cutting Conditions
7 TS RERESE RS (EERGTZ: mm/t) # ap=0.5mmEVIHEER (BEE) #=F )R M E(EDHIERE Ve: m/min)
e ?&ﬁu*a Holder Description and Feed Rate Recommended Feed ap=0.5mm(reference value) Recommended Insert Grade
o Workpiece MFH16 | MFH20........ MFH20 MFH25 MFH25 MFH32 MFH32 MEGACOAT NANO [ SYD2 B
w= | 2T 3T | e AT | AT | 5T | e 5T | 6T PR1535 | PR1525 | PR1510 | CA6535
% % i Carbon Steel S *
(Sxxc) 120~180~250|120~180~250 - -
& &8 Alloy Steel 0.2~0.7~1.2 0.2~0.5~0.8(0.2~0.8~1.5|0.2~0.5~0.8 | 0.2~0.8~1.5/0.2~0.5~0.8 o *
(SCM%) 100~160~220|100~160~220 - -
& B §fDie Steel ) e L/ ) (P 0 A A 0 A I *
(SKDZ)(~40HRC) 0.2~0.5~0.9 0.2~0.4~0.6(0.2~0.6~1.2| 0.2~0.4~0.6 | 0.2~0.6~1.2| 0.2~0.4~0.6 80~14M0~180 80~140~180 - -
& EL§f Die Steel ) e v LTy T v L ) G v L e * _ R
(SKD)(40~50HRC) 0.2~0.3~0.5 0.2~0.25~0.3| 0.2~0.3~0.6 | 0.2~0.25~0.3| 0.2~0.3~0.6 | 0.2~0.25~0.3 60~100~130 | 60~100~130
REBATHB * ¥
(As‘ﬁtseggf;'a'”'ess Steel 100~160~200|100~160~200 - -
%EEE%KF\;me 0.2~0.5~0.9 0.2~0.4~0.6(0.2~0.8~1.2|0.2~0.4~0.6 | 0.2~0.6~1.2| 0.2~0.4~0.6 o *
GM z\gin;:ggg)sm,messs(ea .2~0.5~0. .2~0.4~0. .2~0.8~1. .2~0.4~0. .2~0.6~1. :2~0.4~06| - 0250 - - 180~240~300
A7 L AR 0 N
Precipitation Hardened Stainless Steel - - -
(SUS630%) 90~120~150
X [0§8 8 Gray Cast Iron 0T~ 0B 0 R N . ) P B _ * B
(FC) 0.2~0.7~1.2 0.2~0.5~0.8(0.2~0.8~1.5|0.2~0.5~0.8| 0.2~0.8~1.5(0.2~0.5~0.8 120~180~250
IREBEY *
Nodular Cast Iron 0.2~0.5~0.9 0.2~0.4~0.6| 0.2~0.6~1.2| 0.2~0.4~0.6 | 0.2~0.6~1.2| 0.2~0.4~0.6 - - 100~150~200 -
(FCD)
NEMRER x *
= ' ~30~ - - 20~30~50
Ni-base heat resistant alloy 0.2~0.3-0.6 0.2~0.25-040.2~0.4~0.8| 0.2~0.25~0.4| 0.2~0.4~0.8| 0.2~0.25~0.4 | -22~30=%0
$K & £ Titanium Alloy * Yo
(Ti-6A1-4V) 40~60~80 - 30~50~70 -

TR / Standard pitch C—1BJTJH#R#& / Close pitch * 5137 / 1st recommendation ¥« Z52#£7%F / 2st recommendation

XNIEMASE, NSSHERIINT - HFEHPEEFRARA/EREHNDINE - REEENINIRE, FEEENREUEIRE &g - &
BT30MEAIN TARINID IR, HEF IS ERRETHEBIRMAI25%UT - ENIREFRABEBEN, ANEFHANE
Machining with coolant is recommended for Ni-base heat resistant alloy and titanium alloy. The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting

speed and the feed rate within the above conditions according to the actual machining situation. For machining center equivalentto BT30, reduce feed rate to 25% or less of the
recommended condition. For slotting, intemal coolant or center through coolant is recommended.

IR CELESRGILIRAYEZRE) Note for Machining Program (Approx. R)

EeRMTRENT

N

itk

DR | DFE 7 ()

SEAS R(mm)

BIHIERE

Sh Hold | t Cutting edge angle Approx. R K(mm) Maﬁimﬁﬁiiggf
a P e (o] er nser Unmachined part | workpiece at contouring
: EEEIIHENT
— HRAIERB(
+ 4 — Max.gnfcllnan(f;n an(gle)of
. workpiece at contouring
7 () MFH...03... GM 12 1.6 0.39 90

IS
\ Cutting edge angle

=\

EIHIEREK
Unmachined part

Approx. R

EEINIL(#EL]) Vertical milling (plunging)

SEBEIT (L)) Available for vertical milling

TR R RAELDR(ae) EEINTFERBERTEMS7Z=0.2(mmHERA
/. Maximum Maximum Width of Cut (ae) For vertical milling (plunging),reduce feed rate to fz=0.2mmit
or less
/ LOGUO3® % 3.5mm
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Condition

S

HERoEEE P % 3%#/& & Carbon Steel / Alloy Steel S *
Classification of Usage {EE# Die Steel Pig *
B GBS 72 A 5 81 (SUS30425) Austenitic Stainless Steel * *
M S KERT M (SUS403%) Martensitic Stainless Steel * *
* ¥ENNT /147 Roughing / 1st Choice RO Gray Cast on *
Yo $ANNT /217 Roughing / 2nd Choice K :
W& T /115 Finishing / 1st Choice IREH Nodular Cast Iron *
O: 45001 /88247 Finishing / 2nd Choice S M#MES (NEfH# &%) Ni-base heat resistant alloy * ¢
& & (Ti-6A-4V) Titanium Alloy * DNg
H |&#®E# High Hardened Steel ]
: CVD
Size(mm Anglel MEGACOAT NANO |y costed carbicel
Insert ITEM CODE ( =
A| T |ed | Z|re|®|PR1535PR1525 PR1510| CA6535
n - SOMT 100420ER-GM |10.30| 458 | 46 . o | o .
=
j[ = 2.0 | 16
< 140520ER-GM 14.14| 5.56 | 5.8 ° ° ° °
General Purpose
SOMT 100420ER-LD | 10:45| 458 | 46 1 0.9 o . . o
2.0 |16
LL 140520ER-LD 1476 556 | 5.8 | 1.6 ° ° ° °
AEDR
Large ap
) SOMT 100420ER-FL 1044|458 |46 [ 14| 20 ° ° ° °
16
N _ 1457|556 | 58 | 3.1 | 1.4 (] ® [ °
—— 140514ER-FL
Wiper edge
NIRRT EGIIIRAVEEE) Note for Machining Program (Approx. R)
Rk B TR |DRE, (°)| &R Rmm) | DHEE ) SRENZEET
Sh Holder In rt | Cutting edge angle Approx. R K(mm) Max. inclination angle of
a p = (o] = 5@ Unmachined part | workpiece at contouring
GM 10° 3.0 0.85 90°
“Baxenac) | MFH..10... LD 14° 35 0.69 65°
lax. InC ination angle of
workpiece at contouring FL 14° 30 0_89 80°
\ GM 10° 3.5 1.37 90°
T Vomeme | MFH..14... LD 16 5.0 1.06 65
Clitngsagoinde  doprox R i FL 13° 3.0 1.36 80°
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MFH10 - MFHM10 - MFHB10
[ . .
HEEYDHIE{E Recommended Cutting Conditions
7 TS BUSRELERG (EfGTz: mm/t) HEDRMEEIEIREVC: m/min)
B ﬁ‘ﬁwz Holder Description and Feed Rate Recommended Insert Grade
@ . CVD % B
) Workpiece MEGACOAT NANO
w2 7 MFH25- MFH32- MFH40- MFH...R-10 MFH...14 CUD Conter Crrice
iR PR1535 | PR1525 | PR1510 | CA6535
F 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap=<1.0mm) | 0.5~1.2~1.8(ap=<1.0mm) Yo
el SRS 0.5~1.5~2.0 120-180-250 120180250 - -
(Sxxc) 0.2~0.4~0.5(ap=1.5mm) | 0.3~0.7~1.0(ap<1.5mm) | 0.4~1.0~15(ap<15mm)
& &#Aloy Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) 0.5~1.5~2.0 v +*
(SCM%) 0.2~0.4~05(ap<1.5mm) | 0.3~0.7~1.0(ap=1.5mm) | 0.4~1.0~15ap=1 5mm) R 100~160~220| 100~160~220 ) )
&2 $@Die Steel 0.5~0.7~0.8(ap=<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) 0.5~1.2-1.8 A *
iy .9~1.2~1. ~140~ 80~140~180 - -
(SKD%)(~40HRC) 0.2~0.3~0.4(ap=1.5mm) | 0.3~0.6~0.8(ap=1.5mm) | 0.4~0.8~1.2(ap=1.5mm) 80~140~180
& B §fDie Steel 0.15~0.3~0.5(ap<1.0mm)| 0.2~0.5~0.8(ap<1.0mm) | 0.2~0.6~0.9(ap=1.0mm) 0.2~0.71.0 Y *
(SKD%)(40~50HRC) 0.15~0.2~0.25(ap=15mm)| 0.2~0.3~0.45(ap<1.5mm) | 0.2~0.5~0.7(ap=1.5mm) e 60~100~130 | 60~100~130 - N
RERRAT MR 0.5~0.7~0.8(ap=<1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap=1.0mm) * Y
Austenitic Stainless Steel 0.5~1.2~1.8 100~160~200| 100~160~200 - -
(SUS304%) 0.2~0.3~0.4(ap=1.5mm) | 0.3~0.6~0.8(ap=<1.5mm) | 0.4~0.8~1.2(ap=1.5mm)
BB R 05~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap=<1.0mm) | 0.5~1.0~1.6(ap=1.0mm) Y *
Martensitic Stainless Steel 0.5~1.2~1.8 150~200~250 - - 180~240~300
GM (SUS403%) 0.2~0.3~0.4(ap=<1.5mm) | 0.3~0.6~0.8(ap=1.5mm) | 0.4~0.8~1.2(ap=1.5mm)
MR AR 0.5~0.7~0.8(ap=1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap=1.0mm) *
Precipitation Hardened Stainless Steel 0.5~1.2~1.8 90~120~150 - - -
(SUS630%) 0.2~0.3~0.4(ap=<1.5mm) | 0.3~0.6~0.8(ap=<1.5mm) | 0.4~0.8~1.2(ap=1.5mm)
o N 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap=<1.0mm)
IR ##Gray Cast Iron 0.5~1.5~2.0 - 120~1§0~250 -
(FC) 0.2~0.4~0.5(ap=<1.5mm) | 0.3~0.7~1.0(@p<1.5mm) | 0.4~1.0~1.5(ap<1.5mm)
IREBEH 0.5~0.7~0.8(ap=<1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap=1.0mm) *
Nodular Cast Iron 0.5~1.2~1.8 - 100~150~200 -
(FCD) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm)
NERBESS 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap=1.0mm) | 0.2~0.6~1.0(ap=1.0mm) 0.2~0.8-1.2 * Pk
Ni-base heat resistant alloy [0.15~0.2~0.3(ap=1.5mm)| 0.2~0.4~0.6(ap=1.5mm) | 0.2~0.5~0 8(ap=1 5mm) I 20-30~50 - - 20~40~50
54 £ Titanium Alloy 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap<1.0mm) | 0.2~0.6~1.0(ap=<1.0mm) * P
i 0.2~0.8~1.2 60~ - 0 -
(Ti-6AI-4V) 0.15~0.2~0.3(ap <1.5mm)| 0.2~0.4~0.6(ap=<1.5mm) | 0.2~0.5~0.8(ap=<1.5mm) 40~60~80 30~50~70
f% % #8 Carbon Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap=1.0mm) | 0.5~1.2~1.8(ap=1.0mm) | 0.5~1.5~2.0(ap=<1.0mm) | 0.5~1.5~2.0(ap<2.0mm) ¥ *
(Sxxc) 0.06~0.1~0.2(ap=3 5mm)|0.06~0.15~0.3(ap <3 5mm)| 0.06~0.2~0.3(ap <3 5mm) | 0.06~0.2~0.3ap=<3.5mm) | 0.06~0.2~0 A(ap=<5.ommy | ' 20~180~250 120~180~250 - )
& & #Aloy Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.5~2.0(ap<1.0mm) | 0.5~1.5~2.0(ap<2.0mm) *
(sCMz) 0.06~0.1~0.2(ap=3.5mm)| 0.06~0.15~0.3(ap=3 5mm)| 0.06~0.2~0.3(ap=3 5mm) | 0.06~0.2~0.3(ap=3.5mm) | 0.06~0.2~0.A(ap<5.0mm) | 1 00~160~220| 100~160~220 ) °
{2 2 §Die Steel 0.5~0.7~0.8(ap=1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8(ap<2.0mm) ¢ *
(SKD%)(~40HRC) 0.06~0.08~0.15(ap=3.5mm) | 0.06~0.1~0.2(ap=<3.5mm) | 0.06~0.15~0.2(ap=<3.5mm) | 0.06~0.15~0.2(ap=<3.5mm) | 0.06~0.15~0.3(ap=50mm) 80~140~180 | 80~140~180 B
& B §8Die Steel 0.2~0.3~0.5(ap=1.0mm) | 0.2~0.5~0.8(ap<1.0mm) | 0.2~0.6~0.9(ap=1.0mm) | 0.2~0.7~1.0(ap=1.0mm) | 0.2~0.7~1.0(ap<2.0mm) Y *
(SKD=5)(40~50HRC) 0.03~0.05-0.1(ap<3.5mm) | 0.03-0.08~0.15(ap<35mm)| 0.03-0.1-0.15(ap<3,5mm) | 0.03-01-0.15(ap=35mm) | 0.03-0.1~02(ap<5.0mm) | 00~100~130 | 60~100~130 - :
%F—E%?gﬁ%ﬁ Stogl | 0507-08ap=1.0m) | 05-0.8-1.2ap=10mm) | 0.5-1.0~16lap=1.0mm) | 05-1.2+18(ap=1.0mm) | 0.5-1.2~1 Sap=20mm) * %
ustenitic Stainless Steel B0~ R0~ - -
(SUS304%%) 0.06~0.08~0.15(ap=3.5mm) | 0.06~0.1~0.2(ap=3 5mm) (0.06~0.15~0.2(ap=3.5mm)0.06~0.15~0.2(ap=3.5mm)(0.06~0.15~0.3(ap=5.0mm)| 100~160~200) 100~160~200
i 7,
LD ﬁaﬁfss_afsfiliﬁess Stopl | 0507 08e=1.0mm) | 0.5~0.8~122p<10mm) | 0.5-1.0-1.6(ap=1.0mm)| 0.5-1.2-1 8(ap=1.0mm) | 0.5~1.2~18{ap<20mm) 15020250 _ *
~: - 180~240~300
(SUS403%) 0.06~0.08~0.15(ap<3.5mm) | 0.06~0.1~0.2(ap=3.5mm) 0.06~0.15~0.2(ap=<3.5mm)0.06~0.15~0.2(ap<3 5mm)|0.06~0.15~0.3(ap=5.0mm)
ﬁﬁ ﬁ,?@%*ﬁ?ﬂl Steey| 057070 8(@p=1.0mm) | 0.5-0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap=1.0mm) | 0.5~1.2~18ap<1.0mm) | 0.5~1.2~1.8(ap<20mm) *
recipition Hardened Stainless Steel 90~120~150 - - -
(SUS630%) 0.06~0.08~0.15(ap=3.5mm) | 0.06~0.1~0.2(ap=3.5mm) 0.06~0.15~0.2(ap=3 5mm)0.06~0.15~0.2(ap=3.5mm){0.06~0.15~0.3(ap=5.0mm)|
% 8% % Gray Cast Iron 0.5~0.8~1.0(ap=1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap=1.0mm) | 0.5~1.5~2.0(ap= 1.0mm) | 0.5~1.5~2.0(ap=2.0mm) 'S
’ : 120~180~250 -
(FC) 0.06~0.1~0.2(ap=3.5mm)| 0.06~0.15~0.3(ap= 3.5mm)| 0.06~0.2~0.3(ap=3.5mm) | 0.06~0.2~0.3(ap=3.5mm) | 0.06~0.2~0.4(ap=50mm)
IREBHE 0.5~0.7~0.8(ap=1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) | 0.5~1.2~1.8(ap<2.0mm) *
Nodular Cast Iron - 100~150~200 -
(FCD) 0.06~0.08~0.15(ap<3.5mm) |0.06~0.1~0.2(ap=3.5mm)|0.06~0.15~0.2(ap=<3.5mm) |0.06~0.15~0.2(ap=<3.5mm) [0.06~0.15~0.3(ap=<5.0mm)
NEMHESS 0.2~0.4~0.6(ap=1.0mm) | 0.2~0.5~0.9(ap=1.0mm) | 0.2~0.6~1.0(ap= 1.0mm) | 0.2~0.8~1.2(ap=1.0mm) | 0.2~0.8~1.2(ap<2.0mm) * Pre
. . 20~30~50 - - 20~40~50
Ni-base heat resistant alloy | ,03-0.05-0.1(ap<3 5mm) |0.03~0.08~0.15(ap=3.5mm) | 0.03~0.1~0.15(ap<35mm) | 0.03~0.1~0.15(ap=35mm) | 0.03~0.1~0.2(ap=<5.0mm)
44 £ Titanium Alloy 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap= 1.0mm) | 0.2~0.6~1.0(ap=1.0mm) | 0.2~0.8~1.2(ap=1.0mm) | 0.2~0.8~1.2(ap<2.0mm) * P
(Ti-BAI-4V) 0.03~0.05~0.1(ap=3.5mm) |0.03~0.08~0.15(@p<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.15(ap<3.5mm) | 0.03~0.1~0.2(ap=50mm) 40~-60~80 ” 30~50~70

* E1#ETE / 1st recommendation ¢ EE2HE7E / 2st recommendation




welcuan Inserts/Cut Conditions
HEEYDHI1E{E Recommended Cutting Conditions
7 TS BUERESE RS (EERGTZ: mm/t) HET R HEEIEIREVC: m/min)
4r ?&ﬁuﬂ- Holder Description and Feed Rate Recommended Insert Grade
@ . CVD % B
X Workpiece MEGACOAT NANO ;
w2 2 MFH25- MFH32- MFH40- MFH...R-10| MFH...14 VD Contd Caride
iR PR1535 | PR1525 | PR1510 | CA6535
fi% % #ff Carbon Steel 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) 05~1.5~2.0
(Sxxc) 0.2~0.4~0.5(ap<1.5mm) | 0.3~0.7~1.0(@p=<1.5mm) | 0.4~1.0~1.5(ap<1.5mm) ’ ! ’ 120~180~250| 120~180~250 .
& & HAloy Steel 0.5~0.8~1.0(ap=1.0mm) | 0.5~1.0~1.5(@@p=<1.0mm) | 0.5~1.2~1.8(ap=<1.0mm) 0521152210
(scmz) 0.2~0.4~0.5(ap<1.5mm) | 0.3~0.7~1.0(ap<1.5mm) | 0.4~1.0~1 5(ap=<1.5mm) ST 100~160~220| 100~160~220 ) .
{& 2 §fDie Steel 0.5~0.7~0.8(ap=1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm) D=6 pAe
(SKDZ)(~40HRC) 0.2~0.3~0.4(ap<15mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap<1.5mm) e 80~140~180 | 80~140~180 .
& B §#fiDie Steel 0.15~0.3~0.5(ap<1.0mm)| 0.2~0.5~0.8(ap<1.0mm) | 0.2~0.6~0.9(ap=<1.0mm) D207~
(SKD)(40~50HRC) 0.15~0.2~0.25(ap=<1.5mm) 0.2~0.3~0.45(ap< 1.5mm)| 0.2~0.5~0.7(ap=<1.5mm) e 60~100~130 | 60~100~130 - )
RECRER A MM 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap=1.0mm) | 0.5~1.0~1.6(@ap<1.0mm)
Austenitic Stainless Steel 0.5~1.2~1.8 100~160~200| 100~160~200 - -
(SUS30435) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap=<1.5mm) | 0.4~0.8~1.2(ap<1.5mm)
FL ﬁﬁg%—f*ﬁﬂl Steel 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap<1.0mm)
artensitic Stainless Steel ~1.2~ ~200~ - - ~240~
(SUS40355) 0.2~0.3-0 A(ap=<1 5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8-1 2(ap=1 5mm) DAL 150~200~250 180~240~300
ﬁiﬁggﬁfﬁﬁgmssm 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(@p=1.0mm) 0.5-1.2-18 0-T0-150 : R _
(SUS630%) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap<1.5mm) | 0.4~0.8~1.2(ap=<1.5mm)
% 1§88 Gray Cast Iron 0.5~0.8~1.0(ap<1.0mm) | 0.5~1.0~1.5(ap<1.0mm) | 0.5~1.2~1.8(ap<1.0mm) 0.5~1.5-2.0
(FC) 0.2~0.4~0.5(@p<1.5mm) | 0.3~0.7~1.0(ap<1.5mm) | 0.4~1.0~1.5(ap=<1.5mm) T 120~180~250 i
IREBHEH 0.5~0.7~0.8(ap<1.0mm) | 0.5~0.8~1.2(ap<1.0mm) | 0.5~1.0~1.6(ap=<1.0mm) *
Nodular Cast Iron 0.5~1.2~1.8 - - 100~150~200 -
(FCD) 0.2~0.3~0.4(ap<1.5mm) | 0.3~0.6~0.8(ap=<1.5mm) | 0.4~0.8~1.2(ap<1.5mm)
NERBESS 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap=<1.0mm) | 0.2~0.6~1.0(ap=<1.0mm) 0.2~0.8~1.2 Pig
Ni-base heat resistant alloy |0.15~0.2~0.3(ap<1.5mm)| 0.2~0.4~0.6(ap=1.5mm) | 0.2~0.5~0.8(ap=<1.5mm) U 20~30-50 . . 20~40-50
$5 2 2 Titanium Alloy 0.2~0.4~0.6(ap<1.0mm) | 0.2~0.5~0.9(ap<1.0mm) | 0.2~0.6~1.0(ap<1.0mm)
(Ti-6AI-4V) 0.15~0.2~0.3(ap <1.5mm)| 0.2~0.4~0.6(ap<1.5mm) | 0.2~05~0.8(ap <1.5mm) 02012 40~60~80 - 30~50~70

ANIEMAEE KESHBRENMI -

Machining with coolant is recommended for Ni-base heat resistant alloy titanium alloy.

HEDHRMHPEBFRARAETREAMDINE - REEENIIESG, £8ER

The figure in bold font is center value of the recommended cutting conditions. Adjust the cutting speed and the feed rate within the above conditions according to the actual machining situation.

Y EE14#ETE | 1st recommendation

ARUEIRE . &

RIBHIILDRIP RFLAEITE (TR T, BT)ERBBREE2=0.1~0.3(mm/t) AR -
When finishing with LD type and FL type with wiper edge, reduce feed rate to fz=0.1-0.3mml/t or less.
HBTOMREIM TN B, A E AR EEHBIEHM25%UT -

For machining center equivalent to BT30, reduce feed rate to 25% or less of the recommended condition.

MBI LS EABEHES N, MR

= e

EFSAR -

For slotting, internal coolant or center through coolant is recommended.

V¢ EE2#7% / 2st recommendation

FEENIL(HEL]) Vertical milling (plunging)

ARk RAHEL)R (ae)
Maximum Maximum Width of Cut (ae)
T HEENIFERFRERZ=0.2(mm/)ERA
/. SOMT 102 5% 8mm For vertical miIIi,rTg (Slunging),reduce feed rate to fz=0.2mm/t
|
/ SOMT14%5% 11.5mm oress
ERRmIT
TIE AR MW T HETEBE) SEMNT 25l T BT
Insert Ramping Contouring Vertical Helical Milling Pocketing
(rising wall angle)
GM o o (90°) o o o
LD o A (65°) x . .
FL o 2 (80°) x x x

TR RAE , BT s REEY FEFT B NN THRHE © Some applications are not available depending on insert.

%W?FLE@LDB’Q%E?&DDIE}JﬁE%EﬁBﬁﬁU ° For FL and LD type,there is a limit of rising wall angle at contouring.
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Fig-1 Fig-2 Fig-3(CBN) Fig-4(CBN)
P ifil carbon steels IEI - - IEI
M | SUS, etc. || __| i - _Ggﬁ?rg? cumng}g?=
K FC eFCD r';"l - I";"I First recommended
H SEEMEl Hardened steels| [l M ™ IEI Gﬂn{g_jg{ — =
N | #8535 Aluminum Alloy M S:goer:g rglég:wqgwended
S ﬁ@% Titanium Alloy IEI -
‘555%5 'mn EE .:ss EE ?EE%%E Q'ILHCD%IE ‘ﬂi‘ﬁﬁ CBN Dml.-cccné;g R Seetm)
T o0 =l o |l 2|1 3| 2| 8|2Z|clglgl|e 2]
Class | Q S S =] = = =) =) QN R | 2 |W| T |h|re
S| 85|35 |3 |2 |&|5|35]a]|8
MPHWO060302ZEL [ ] 6.35| - |3.18/30.2[ Fig.1
MPHWO060302ZEL-0.5 [ ) 6.35(0.5(3.18| 3|0.2| Fig.2
MPHWO060304ZEL * o ® 6.35 - [3.18/30.4| Fig.1
MPHWO060304ZEL-0.5 * (] () 6.35|0.5|3.18| 3 (0.4 Fig.2
MPHW060304ZFL | Hi#& ® |63s| - orgapal
1g.
MPHWO060308ZEL *x | ® o | o| o[ o 6.35| - |3.18|30.8| ©
MPHWO060308ZEL-1.5 * [ ] [ ] [ J ( J [ J [ J 6.35|1.5|3.18| 3 |0.8(Fig24
MPHWO060308ZFL ® [6.35) - [3.18/3(0.8
MPHWO060320ZEL * [ ] [ J [ ] 6.35| - [3.18/3| 2 13
MPHWO060308ZEL | Ngg o | x | o o | @ 6.35| - [3.18|3]os8| ©
MPHWO060320ZEL | Ncess () * ) ) ® 6.35| - [3.18/3] 2
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Standard cutting conditions for vertical roughing ’

GER) AERRESr0.88IK -

{Note) Use nose corner radius re0.8 insert

IFRE— | Too HE2C 0 @16(27] 2 Flutes) @20(37) 3 Flutes) #25(47) 4 Flutes)
4 R = = =
gl &7 Fid &
Iﬁ;iﬂ Red inclestes L B <3Dc Modu S Bank <3Dc Modu Lt e Bnank <3Dc Modis o Bhank
e || @ BB SBIT ), spelsperpe| >toe | 200 [REMTlsp spelsperoe| >7pe | 20 [FEMTlp. spelspe70c| >7de
purposs | processing purposs | processing purposs | processing
n(min-*) 2,990 | 3,990 | 2,990 | 2,990 | 2,390 | 2,390 | 3,190 | 2,390 | 2,390 | 1,920 | 1,920 | 2,550 | 1,920 | 1,920 | 1,530
eS| Ve(m/min) 150 200 150 150 120 150 200 150 150 120 150 200 150 150 120
=kt JS4060 | vfmm/min) | 900 | 1200 | 720 | 600 | 340 | 1,080| 1,440 | 870 | 720 | 410 | 1,160 | 1,530 [ 930 | 770 | 430
Carbon Steels| JP4020
Alloy Steels JX1045 | fz(mm/t) 015 | 015 | 0412 | 01 | 007 | 015 | 015 | 012 | 01 [ 007 [ 045 | 015 | 012 | 0.1 | 0.07
30HRCAF ap(mm) 36 | 36 | 36 | 36 3 4 4 4 4 4 45 | 45 | 45 | 45 | 45
ae(mm) <4 <4 <3 <2 <2 <4 <4 <3 <2 <2 <4 <4 <3 <2 <2
n(min-1) 2,990 | 4,980 | 3,990 | 3,990 | 2,990 | 2,390 | 3,390 | 3,190 | 3,190 | 2,390 | 1,920 | 3,190 | 2,550 | 2,550 | 1,920
= Ve(m/min) 150 250 200 200 150 150 250 200 200 150 150 250 200 200 150
y ATHO8M
Cca:St Iron JP4020 | VAmm/min) | 1,200 | 2,000 | 1,200 | 1,040 | 600 | 1,440 | 2,400 | 1,440 | 1,250 | 720 | 1,540 | 2,560 | 1,530 | 1,330 | 770
F JS4060
FCD 1X1045 | fz(mmit) 02 | 02 | 015 | 013 | 0.1 02 | 02 | 015 | 013 | 01 | 02 02 | 015 | 013 | 0.1
ap(mm) 3.6 3.6 3.6 3.6 3.6 4 4 4 4 4 4.5 4.5 4.5 4.5 4.5
ae(mm) <4 <4 <4 <4 <3 <4 <4 <4 <4 <3 <4 <4 <4 <4 <3
& A fz Maximum fz (mm/t) <025 <025 <0.25
& Aap Maximum ap (mm) <5 <5 <5
TEmE— | oo HeDC o @32(57) 5 Flutes) @40(67] 6 Flutes) @50(77) 7 Flutes)
N AR = N
I\{/?I: *al’(*i Red indicates <3Dc ModuEﬁ:nar%igJe@hank <3Dc Moduﬁlgﬁlnaﬁzgtzhank <3Dc
ori primary ’ %Hﬂtbﬁ“ BR [mEmT BE [=EmnT B [ZEiT 3Dc-5Dc|5Dc-7Dc| >7Dc
n’;‘;g::{‘;‘;zs. Overhangrratio | 2%, (M ospecd |3Dc-5Dc|5Dc-7Dc| >7Dc | Genirai | Hignspeca |3Dc-5Dc|5Dc-7Dc| >7Dc | Gonorai | Flgnspesa
purposs | processing purposs | processing purposs | processing
n(min-1) 1,500 | 2,000 | 1,500 | 1,500 | 1,200 | 1,200 | 1,600 | 1,200 | 1,200 960 960 1,280 960 960 770
eS| Ve(m/min) 150 200 150 150 120 150 200 150 150 120 150 200 150 150 120
e JS4060 | VAmm/min) | 1,130 | 1,500 | 900 | 750 | 420 | 1,080 | 1,440 | 870 | 720 | 410 | 1,010 | 1,350 | 810 | 680 | 380
Carbon Steels| JP4020
Alloy Steels JX1045 fz(mm/t) 0.15 0.15 0.12 0.1 0.07 0.15 0.15 0.12 0.1 0.07 0.15 0.15 0.12 0.1 0.07
30HRCIAF ap(mm) 5 5 5 5 5 57 | 57 | 57 | 57 | 57 | 63 | 63 | 63 | 63 | 63
ae(mm) <4 <4 <3 <2 <2 <4 <4 <3 <2 <2 <4 <4 <3 <2 <2
n(min-1) 1,500 | 2,490 | 2,000 | 2,000 | 1,500 | 1,200 | 2,000 | 1,600 | 1,600 | 1,200 960 1,600 | 1,280 | 1,280 960
= Ve(m/min) 150 250 200 200 150 150 250 200 200 150 150 250 200 200 150
il ATHO8M
ggSt Iron JP4020 Vmm/min) | 1,500 | 3,120 | 2,000 | 2,000 | 1,130 | 1,440 | 3,000 | 1,920 | 1,920 | 1,080 | 1,350 | 2,800 | 1,800 | 1,800 | 1,010
JS4060
FCD 1X1045 | fz(mmit) 02 | 025 | 02 02 | 015 | 02 | 025 | 0.2 02 | 015 | 02 | 025 | 02 | 02 | 015
ap(mm) 5 5 5 5 5 5.7 5.7 57 57 5.7 6.3 6.3 6.3 6.3 6.3
ae(mm) <4 <4 <4 <4 <3 <4 <4 <4 <4 <3 <4 <4 <4 <4 <3
& A fz Maximum fz (mm/t) <025 <0.25 <0.25
& Kap Maximum ap (mm) <5 <5 <5
S— 0 @63(87) 8 Flutes AR
o || By 7y ) 1 LR DB TR VBB A D VS8 - BRI TS - SRS
T Red indicates <3Dc Tk BR - ERBAERR - HEDEIFHFETAE -
Work primary %Hﬂtbﬁu =RIT|30¢-5P¢|5De-7Dc| >7De 2.R3MIERDBREMBENE  BUERRRAFEEBR -
r;:gg;’rg’;‘:: Overnangjratiof} At S R SHIHM)ETREEMNRREE - ENREBIREAR - LTEZHARB
purposs | procsssing BHZE BEERKEETHRAEZRES - BIFAREZFHGERS
n(min- 760 | 1,020 | 760 | 760 | 610 WHEAE - BREZZMRIE TR -
( ) ATREREER  UAEERAMSHKKE -
] Ve(m/min) 150 | 200 150 150 120 SUHIRERBIEMBNNENEBBRAE .
PR - 6.MZ1000*JX1045*BH250 RBE KRN UIH - EEMALZ (WR) IH] -
5% JS4060 | VAmm/min) | 920 | 1,230 | 730 | 610 | 350 7. B DERIENE DR - UBERN L -
Carbon Steels|  JP4020 Pa— 015 1 015 1 o12 | o1 | 007 8. ERATIRN JEEFABTI0 AT + BIRIZE D MG RIBEM T 1 - BHRIL
Alloy Steels 5 : : : : : I TR EERIRE - B RIEHIRE (ap)2 BRIEZT)EGE (f2)E
30HRCIUF ap(mm) 74 | 74 | 71 | 71 | 74 THE -
ae(mm) <4 <4 <3 <2 <2 {Note)
- 1.These conditions are for general guidance; in actual machining conditions adjust
n(min-1) 760 1,270 | 1,020 | 1,020 | 760 the parameters according to your actual machine and work-piece conditions.
- 2.To prevent tool breakage due to chips clogging tool flutes,always be sure to
= Ve(m/min) 150 250 200 200 150 use an air blower,etc. to remove chips.
o [ ATHO8M - 3.The evacuation of swart can cause bums,cuts or damage to the eyes please
JP4020 V(imm/min) | 1,220 | 2,540 | 1,640 | 1,640 [ 920 ensue the correct safety cover is fitted around the machine,and necessary
FC JS4060 personal protection equipment is wom by the machine operator.
FCD JX1045 fz(mm/t) 0.2 0.25 0.2 0.2 0.15 4.Ensure to index the insert at the correct time to ensure safety of the tool-body.
5.Make settings so that the cutting depth and per-flute feed rate do not exceed
ap(mm) 71 71 71 741 741 the maximum values.
6.MZ1000,JX1045,and BH250 are not suitable for wet cutting,Use them for
ae(mm) <4 <4 <4 <4 <3 dry cutting (air blow).
= f 7.Due to fire risks do not use neat cutting oil as a coolant.
ga)(fz Maximum fz (mm/t) S04 8.When using the BT30 arbor for modular mills.determine the processing
Esiﬁap Maximum ap (mm) <5 conditions using the standard cutting conditions table as a general guide. if

vibrations are a concem due to the processing conditions,adjust conditions by
1.reducing cutting depth (ap)or 2.reducing per-flute feed rate(fz)

D35

Inserts / Cutting Conditions



suonpuo) bumng / suesu|

W) D H R 6 H e

ng Conditi

WEI GUAN

it R ER I TEELDEIRIGF ASPV - ASPVM - ASPVB

Inserts/C

utti

S

on

Standard cutting conditions for vertical side finshing ——
TEBE— | Tooltorier @16(27) 2 Flutes) ©20(37) 3 Flutes) @25(47) 4 Flutes)
o] < g A Y. P
I\ﬁ)ﬁﬂ Red ndicates L B <3Dc Modu Lt e Bhank <3Dc Modo Lt e Bnank <3Dc Moduns e Bank
,ﬁgﬁl"a'}’s,';‘i OEHEGED || FHE ’E,;?SEE} 3Dc-5Dc|5Dc70¢| >7Dc | 2 ES?PDE} 3Dc-5Dc|5Dc7Dc| 57D | 20, E;?;’.’,E} 3Dc-5Dc|5Dc-7Dc| >7Dc
y purposs processing purposs processing purposs processing
n(min-1) 5,980 | 11,950| 7,970 | 7,970 | 5,980 | 4,780 | 9,560 | 6,370 | 6,370 | 4,780 | 3,830 | 7,650 [ 5,100 | 5,100 | 3,830
Ve(m/min 300 600 400 400 300 300 600 400 400 300 300 600 400 400 400
fix 5=
NN ATHO8M -
=kscEi] MZ1000 Vf(mm/min) | 1,560 | 4,780 | 2,400 | 2,080 | 1,200 | 1,870 | 5,740 | 2,870 | 2,490 | 1,440 | 2,300 | 6,120 | 3,680 | 3,060 | 1,840
Carbon Steels| jp4g20
Alloy Steels Jsa060 | fZ(mmit) 013 | 02 | 015 [ 013 | 01 | 043 | 02 [ 015 | 013 | 01 | 045 | 02 | 0.18 | 0.15 | 0.12
BOHRCIAT | IX1045 f, (mm) 05 | 05 | 05 | o5 | 05 | o6 | 06 | 06 | 06 | 06 | o7 | 07 | 07 | 07 | o7
ae(mm) <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 <02 | <02 | <02 | <02 | <02
n(min-1) 5,980 | 11,950 | 9,960 | 7,970 | 7,970 | 4,780 | 9,560 | 7,970 | 6,370 | 6,370 | 3,830 | 7,650 | 6,370 [ 5,100 | 5,100
= Ve(m/min) 300 600 500 400 400 300 600 500 400 400 300 600 500 400 400
= ATHO8M
CgSt Iron JP4020 | VA(mm/min) | 1,800 | 4,780 | 3,990 | 3,190 | 2,400 | 2,160 | 5,740 | 4,790 | 3,830 | 2,870 | 3,070 | 7,650 | 5,100 | 4,080 | 3,060
F JS4060
FCD JX1045 fz(mmit) 0.15 0.2 0.2 0.2 0.15 0.15 0.2 0.2 0.2 0.15 0.2 0.25 0.2 0.2 0.15
ap(mm) 0.5 0.5 0.5 0.5 0.5 0.6 0.6 0.6 0.6 0.6 0.7 0.7 0.7 0.7 0.7
ae(mm) <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <0.2 <02 | <02 | <02 | <02 <0.2
& A fz Maximum fz (mm/t) <03 <03 <03
& Xap Maximum ap (mm) <05 <05 <05
*%fg?g oo f8De @32(57) 5 Flutes) @40(67) 6 Flutes) @50(77) 7 Flutes)
N i ’N =
I\{/?/:Cfral‘(ﬂ Re(é;;f‘i;cr;tes %Hjttﬁ“ <3Dc ModuEﬁ:naral;iZ?e@hank <3DC Moduﬁlsﬁjna%gjeﬁéhank <3Dc
J r — r — o — 3Dc-5Dc¢|5Dc-7Dc| >7Dc
,;Zf‘e’;}‘e",'“ey"‘,ee‘i Overhang ratio | 8P BRI, cpclspe.spe| >7pe | 28 [REMMsne.spo|sperpe| >7pe | 2o [mbll
purposs processing purposs | processing purposs processing
n(min-*) 2,990 | 5,980 | 3,990 | 3,990 | 2,990 | 2,390 | 4,780 | 3,190 | 3,190 | 2,390 | 1,920 | 3,830 | 2,550 | 2,550 | 1,920
| Ve(m/min) 300 600 400 400 300 300 600 400 400 300 300 600 400 400 300
KRR ATHO8M -
S& MZz1000 | VAimm/min) | 2,250 | 5,980 | 3,600 | 3,000 | 1,800 | 2,160 | 5,740 | 3,450 | 2,880 | 1,730 | 2,020 | 5370 | 3,220 | 2,680 | 1,750
Carbon Steels| jp4020
Alloy Steels 154060 | fZ2(mmit) 0.15 0.2 0.18 | 0.15 | 0.12 | 0.15 0.2 0.18 | 0.15 0.12 | 0.15 0.2 0.18 | 0.15 | 0.13
BOHRCIAT | JX1045 {0 (mm) 08 | 08 | 08 | o8 | o8 | 0es | oss | 088 | 08 | 088 | 1 1 1 1 1
ae(mm) <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 <02 | <02 | <02 | <02| <02 | <02
n(min-1) 2,990 | 5,980 | 4,890 | 3,990 | 3,990 | 2,390 | 4,780 | 3,990 | 3,190 | 3,190 | 1,920 | 3,830 | 3,190 | 2,550 | 2,550
= Ve(m/min) 300 600 500 400 400 300 600 500 400 400 300 600 500 400 400
e ATHO8M
ggst Iron JP4020 Vmm/min) | 2,990 | 7,480 | 4,980 | 3,990 | 3,000 | 2,870 | 7,170 | 4,790 | 3,830 | 2,880 | 2,690 | 6,710 | 4,920 | 3,570 | 3,220
JS4060
ECD JX1045 | fzZ(mml/t) 0.2 0.25 0.2 0.2 0.15 0.2 0.25 0.2 0.2 0.15 0.2 0.25 | 0.22 0.2 0.18
ap(mm) 0.8 0.8 0.8 0.8 0.8 0.88 0.88 0.88 0.88 0.88 1 1 1 1 1
ae(mm) <02 | <02 | <02 | <02 | <02 | <02 | <02 | <02 | <0.2 <02| <02 | <02 | <02 | <02 | <02
& A fz Maximum fz (mm/t) <03 <03 <03
& Aap Maximum ap (mm) <05 <05 <05
S EDc FED
HFHRE— | Tool di ?63(87) 8 Flutes) E= ) _ _
Tt : = 1 AR B R A R BUE R Y B R A R E - WIEIITH - SHE @I
Red indicates <3Dc TRk - B - EREKRERR > HBIRFETRE -
Work ronmary SR BR [BEmT|*Pe-sPe[5De-7De| >7De 2. RFIERY) B FEMBEDE - HUERRTIG SR -
e 3HEMYBTEENRRE - HENDEREAR - OAETBEARET
e BHZE - E&EE%H%EEE%EE%%E%E CRMEABBZRMERS
n(min-1) 1,520 | 3,040 | 2,030 | 2,030 | 1,520 WEME  BREZERIRETFE -
: ATDRERFER > UHBEFERMEMKRSE -
I ATHOSM Ve(m/min) 300 | 600 | 400 | 400 | 300 S-WﬁUE?EEEbE?Ji‘&?ﬁﬁiﬂﬂ%’iﬁ*%ﬁi@%?@@ S—— -
A - 6.MZ1000*JX1045*BH250 RN BEEREINLIH - AFEHE (IRR) LDHE -
E%m Stee! Mz1000 | VAmm/min) | 1,830 | 4,870 | 2,930 | 2,440 | 1,590 7B EAIENEIEIEIR - BIEERA K -

A oS I - () 045 | 02 | 018 | 015 | o043 | 8- ERIMITDEMBTIONHE - SBIMBEIHIEARBENT - BRI
ey Sicalt JS4060 : : : : ; M TBEEMIRE - 881 REDHRE (ap)2 RESDERE(2)%E
30HRCEAT ap(mm) 112 | 142 | 112 | 112 | 112 T -

ae(mm) <02 | <02 | <02 | <02 | <0.2 {Note)
N 1.These conditions are for general guidance; in actual machining conditions adjust
n(min-t) 1,520 | 3,040 | 2,530 | 2,030 | 2,030 the parameters according to your actual machine and work-piece conditions.
A 2.To prevent tool breakage due to chips clogging tool flutes,always be sure to
=i ST Ve(m/min) 300 600 | 500 | 400 | 400 use an air blower,etc. to remove chips.
A 3.The evacuation of swart can cause bums,cuts or damage to the eyes please
l(::(a;St Ll jgzggg VA(mm/min) | 2,440 | 6,080 | 4,460 | 3250 | 2930 | “gsye the correct safety cover is fitted around the machine,and necessary
personal protection equipment is wom by the machine operator.
FCD Jx1045 | fz2(mm/t) 0.2 025 | 0.22 0.2 018 | 4 Ensure to index the insert at the correct time to ensure safety of the tool-body.
ap(mm) 112 112 112 112 112 5.Make settings so that the cutting depth and per-flute feed rate do not exceed
P i . i i . the maximum values.
ae(mm) <02 | <02| <02 | <02 | <02 | 6-MZ1000,JX1045,and BH250 are not suitable for wet cutting,Use them for
) . ) : | dry cutting (air blow).

2 - fz Maximum fz (mm/t 7.Due to fire risks do not use neat cutting oil as a coolant.

BX g = ( / ) 203 8.When using the BT30 arbor for modular mills.determine the processing

?i-j(ap Maximum ap (mm) <05 conditions using the standard cutting conditions table as a general guide. if

D35-1

vibrations are a concem due to the processing conditions,adjust conditions by
1.reducing cutting depth (ap)or 2.reducing per-flute feed rate(fz)
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ASRF30mini - ASRFM30mini - ASRFB30mini
P | Carbon steels - - III -: —petYl  E—HE
Fig_1 M SuUS, etc. - General cutting,First recommended
5 ]
geﬁr?il edge type K FCeFCD - Ilrl P:Ii —RgLDEl —HE
General cutting,Second recommended
H | Hardened steels ("1
? 2 .
) & S 8 8 Size(mm)
Fi9.2 Iltem Code o = S 7
1)
1Siﬁfagl;'|]::))--T‘egd=ge type é 8 8 § g g . . %
§ E E § (;‘< 5'_) Width Thickness 5)
S| S5 SO
SPNWO7T2TR oo 0|0 |0 7.8 2.8 Fig.1
Fig.3 SPMTO7T2TR M e e °® 7.8 28 Fig.2
RBEIEAR
Ultra sharp edge type| SPMTO7T2ER-LF [ AN ) 7.8 2.8 Fig.3
Red indicates primary recommended insert grade
—— sty | 70Ol diameter 220 @25 732 240 240 | 950 | 063
Work material ﬁﬁggmy&gﬂzﬂ Type Regular| Long |Regular| Long |Regular| Long [Regular| Long Bore Bore Bore
flutes 2 2 3 3 4 & ) 5 5 7 8
n(min-) 2710 2390| 2170 1910 1690 1490 1350 1190 1350 1080 860
BREeSSE Ve(m/min) 170 150 170 150 170 150 170 150 170 170 170
Corbon Sieats - | Gx2140 |/mm/min) 7040 6210 8460[ 7440| 8780[ 5810] 8770] 4640| 8770] 9820 8940
Alloy Steels 1S4045 fz(mm/t) 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3 1.3
< 30HRC ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8
ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cm3/min) 68 45 102 67 140 70 168 67 168 236 272
n(min-') 2390| 2070| 1910| 1660 1490| 1290| 1190| 1040 1190 960 760
Ve(m/min) 150 130 150 130 150 130 150 130 150 150 150
Bxifie TEM JS4045 Vf(mm/min) 5730| 4960| 6870| 5970 7150| 4640| 7140| 3740| 7140 8060| 7290
Alloy Steels fz(mm/t) 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2 1.2
el S JPA120 I (mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8
(30~40HRC) ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cm?/min) 55 36 82 54 114 56 137 54 137 193 222
n(min-') 1590| 1430] 1270| 1150 1000 900 800 720 800 640 510
Ve(m/min) 100 90 100 90 100 90 100 90 100 100 100
Pre-hardened steels | JP4120 [|_/f(mm/min) 3810| 2860 4570| 3450| 4800/ 2700| 4800| 2160 4800 5370 4890
(40”’50HRC) JsS4045 fz(mmi/t) 1.2 1 1.2 1 1.2 1 1.2 1 1.2 1.2 1.2
ap(mm) 0.5 0.4 0.5 0.4 0.5 0.4 0.5 0.4 0.5 0.5 0.5
ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cm?/min) 23 14 34 21 48 22 58 21 58 81 93
n(min-) 1590 1430] 1270 1150 1000 900 800 720 800 640 510
Ve(m/min) 100 90 100 90 100 90 100 90 100 100 100
Vf(mm/min) 3180 2280[ 3810 2760 4000 2160 4000 1720 4000 4480 4080
Stainless steels JM4160 | fz(mm/t) 1 0.8 1 0.8 1 0.8 1 0.8 1 1 1
ap(mm) 0.8 0.5 0.8 0.5 0.8 0.5 0.8 0.5 0.8 0.8 0.8
ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cm¥/min) 31 14 46 21 64 22 77 21 77 108 124
n(min-) 3180 2870 2550 2290 1990 1790 1590 1430 1590 1270 1010
Ve(m/min) 200 180 200 180 200 180 200 180 200 200 200
= JP4120 Vf(mm/min) 9540 6880 11470 8240 11940 6440| 11920 5140| 11920| 13330| 12120
st e GX2140 | fz(mm/t) 1.5 1.2 1.5 1.2 1.5 1.2 1.5 1.2 1.5 1.5 1.5
ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.8 0.8
ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cms3/min) 92 50 138 74 191 77 229 74 229 320 368
n(min-) 1270/ 1110 1020 890 800 700 640 560 640 510 400
SEER Ve(m/min) 80 70 80 70 80 70 80 70 80 80 80
R JP4105 | Vfmm/min) 1520/ 1110 1830| 1330| 1920| 1050 1920 840 1920 2140| 1920
(50~55HRC) JPa120 |ZmmO 0.6 05 06 0.5 0.6 0.5 0.6 0.5 0.6 0.6 0.6
High-hardened ap(mm) 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.3 0.5 0.5 0.5
Steels ae(mm) 12 12 15 15 20 20 24 24 24 30 38
Q(cms/min) 9 4 14 6 19 6 23 6 23 32 36
n(min-) 1040 960 830 760 650 600 520 480 520 410 330
SEEH Vo(m/min) 65 60 65 60 65 60 65 60 65 65 65
(55~62HRC) JP4105 Vf(mm/min) 830 670 990 790 1040 630 1040 500 1040 1140 1050
> fz(mm/t) 0.4 0.35 0.4| 0.35 0.4] 0.35 0.4] 0.35 0.4 0.4 0.4
R ap(mm) 0.3 02 03 0.2 0.3 0.2 0.3 0.2 0.3 0.3 0.3
Ses ae(mm) 10 10 12 12 16 16 20 20 20 25 32
Q(cm:/min) 2 1 4 2 5 2 6 2 6 9 10
This cutting condition table shows general guideliness for cutting conditions when L/D<3. when performing actual machining adjust the cutting conditions according to the shape to be machinied, purpose,machine being used, etc.
® Points requiring care when creating the machining program i
~Use with axiardirestion outting depths 2p of 1-2mm of lass. omer R asttonin caw | Remainder | - Ofer Cut ) ’
R2.0 0.62 0
R2.8 0.5 | 0.17 |
R3.0 0.47 | 0.23

Remainder

Comer R definition in CAM

D36
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SWBX,SWBXM,SWBK,SWBKM

Fig.1 £7J,{KFH Iy

(Main blade for low cutting force)

Fig.3 &I70,{&FH /7Y

(Sub blade for low cutting force)

R
EINY @) ‘ 7
T A ] T
Fig.2 70, #1IERIITH Fig.4 8170, sEERIT A
(Main blade for welding & hardened material) (Sub blade for welding & hardened material)
— R . — R
GINSC)h ‘ JINSOR
7 T A
T A
» B e, R T o |
cat- No Type JC5240(JC8118|JC8015| R | A B | T -
SWBX216HM Main%ﬁéﬁfﬁﬁﬁome) e o 8 | 15 | 79 | 33 1
SWBX216MMW Main(forwaezlﬁﬁwivrgggfgmaterial) . 8 15 7.9 3.3 2
SWBX216HS Sub&%ﬁﬁﬂﬁtt?ﬂﬁme) o o 8 | 161 | 66 | 33 3
SWBX220HM Maini?ﬁﬁfﬁzgime) e o 10 | 188 | 99 | 39 1
SWBX220MMW | . FZ)EREII LR ool ® 10 | 188 | 99 | 3.9 2
SWBX220HS Sub(@rﬂﬁﬂﬁﬂfﬁom) ® L 10 | 229 | 88 | 39 3
SWBX220MSW | g o Bl ERIITA ® 10 | 229 | 88 | 3.9 4
SWBX225HM Main%ﬁéﬁfﬁﬁime) o o 125 | 223 | 124 | 46 1
SWBX225MMW | . 2L e ® 125 | 223 | 124 | 46 2
SWBX225HS Sub(@ﬂﬁﬂﬂtﬂﬁme) [ o 125 | 263 | 105 | 4.6 3
SWBX225MSW | g o L EIRIITA ® 125 | 263 | 105 | 46 4
SWBX230HM Main%ﬁéﬁfﬁﬁﬁome) e o 15 | 279 | 147 | 6 1
SWBX230MMW Mam(forwieg%ﬁ*i?ge%fmaterial) @ | 15 | 279 | 147 | 6 2
SWBX230HS su i B o o 15 | 328 | 123 | 6 3
SWBX230MSW SUb(fom%?ﬂé%ﬁﬂ}e?matenm) ® 15 | 328 | 123 6 4
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SWBX,SWBXM,SWBK,SWBKM

t) Hl &

Conditions

WO

Work materials

TR BYsR
Insert type]

Alar =1

Grades

JJEEE(mm) Tool dia.

16

20

25

(mm)

ap
(mm)

ae
(mm)

n
(min-1)

VFf

(mm/min)

(mm)

ap
(mm)

ae

(mm) |(min-1)

n

Vf

(mm/min)

(mm)

ap
(mm)

n
(min-1)

1%

(mr

(mm)

ap
(mm)

n
(min-1)

VFf
(mm/min)

(50#,55#)
IEE250HBLAT
Carbon steel
(c50,c55)
Below 250HB

HM/HS

JC5240
(JC8118)

40

4200

800

60

3500

1100

70

1.3

3000

1000

80

1.5

3000

1200

60

4000

560

70

3180

890

120

1.3

2550

760

120

1.5

2300

800

(GM190,IDC5)
IEE285HBL T
Cast steel
(1.7225)
Below 285HB

HM/HS

JC8118
(JC5240)

40

4000

800

60

4000

1200

70

1.3

3200

1100

80

1.5

3000

1200

60

3800

530

70

3020

820

120

1.3

2400

720

120

1.5

2090

720

EE
(SKD61,SKD11)
IEE255HBRLT

Die steel
(1.2344,1.2379)
Below 255HB

HM/HS

JC5240
(JC8118)

40

4000

900

60

3500

900

70

1.3

3200

900

80

1.5

2600

900

60

3400

680

70

2700

680

120

1.3

2160

590

120

1.5

1950

630

FRIEHA
(HPM7,PX5,P20
1EE30~36HRC
Mold steel
(1.2311,P20)
30~36HRC

HM/HS

JC8118

40

4000

900

60

4000

600

70

1.3

2600

600

80

1.5

2500

500

60

3400

680

70

3020

450

120

1.3

2400

480

120

1.5

2060

310

(NAK80,P21)
IEE38~43HRC
Mold steel
(1.2311,P21)
38~43HRC

HM/HS

JC8118

40

3600

550

60

2800

500

70

1.3

3200

600

80

1.5

1900

350

60

3000

430

70

2700

400

120

1.3

2100

420

120

1.5

1800

270

RN
(SKD61,DAC,DHA)
[#EE42~52HRC

Hardened die steel
(1.2344,1.2379)
42~52HRC

HW/HS
(MMW/MSW)

JC8118
(JC8015)

40

0.8

0.8

3000

500

60

0.8

0.9

2400

550

70

1.0

1900

450

80

1.0

1900

500

60

0.8

0.8

2200

260

70

0.8

0.9

1750

350

120

1.0

1600

350

120

1.0

1600

400

i3 SRR |
(Cr12MoV)
IEE55~62HRC
Hardened die steel
(1.2379)
55~62HRC

(MMW/MSW)

JC8118
(JC8015)

40

0.5

0.5

2000

300

60

0.5

0.5

1900

450

70

0.5

0.7

1500

320

80

0.6

0.8

1500

350

60

0.5

0.5

1200

150

70

0.5

0.5

1400

280

120

0.5

0.7

1400

280

120

0.6

0.8

1400

280

(HT250)

1 E 160~260HB
Grey iron
(GG25)
160~260HB

HM/HS
(MMW/MSW)

JC8118
(JC8015)

40

4000

1000

60

3200

1200

70

1.5

3200

1500

80

1.5

2500

1300

60

3800

950

70

3180

1160

120

1.5

2550

1000

120

1.5

2300

1140

IRERE
(QT700)
1EE170~300HB
Nodular cast iron
(GGG70)
170~300HB

HM/HS

JC8118
(JC5240)

40

4000

600

60

3600

1000

70

1.3

3200

900

80

1.5

2600

1000

60

3800

530

70

3020

820

120

1.3

2400

720

120

1.5

2090

720

B RS s
(sus304,316,317),
17cr%k
Austenitic
Stainiess steel
AISI 304,316,317

HM/HS

JC8118

40

3600

800

60

3200

600

70

1.3

2600

600

80

1.5

2200

400

60

3400

680

70

3020

450

120

1.3

2400

480

120

1.5

2060

310

BT
(SUS403,420J2,430
13Crk
Martensitic
stainless steel
AISI 403,420J2,430

HM/HS

JC8118

40

4200

800

60

4200

800

70

1.3

3800

850

80

3000

1100

60

4000

560

70

3180

600

120

1.3

2550

760

120

2300

800

WEREERIE

NRANISHERBERITHEEERETESHE -

2)ERES (F2)

NOTE) 1.The figure to be adjusted accouding to the machine rigidity or work rigidity.
2.Use air blow

D38
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BBMREFLAER/IRENERVER -
(1)Clean the insert seat:
Using an air-blow etc., clean the sides and V-bottom of the insert seat.

To meet the precision requirement of "less than 0.01mm", please follow
this procedure.

FRFRIFET Clamp screw
(EHBEEIEET) (high precision screw)

(2)i87) R VIEERECEE ) B AR RERIRETRE R, AR -

(2)Put in the insert with its top positioned to the screw-tightening side of the tool body.

VIZEE
V-bottom

C)HERRFREFRERL] -

(3)Tighten the high precision screw with its special wernch.

(4)EEHER -

(4)THis is the end of set-up of inserts.

[BEIREC

Top mark

Tool body

welcuan Inserts/Cutting Conditions
ARPF - ARPFM
P | i Carbon steels " | ™ " | ™ .
K | FC - FCD " | M| W | M o T;’Fr]?rglf cutﬁ;m5
Py Graphite M First recommended
N [iBEaS Aluminum Alloy 1] O —GﬂﬁningEI{ Cutﬁ;}ﬁﬁ
H |S@Eas  Hardened steels ™ [ ™ [ Second recommended
EEFMH stock VAESIZN Figure
AESIZN=] ERnfiE BE JRIE Coated Grades CBN TERY
Details of cutting edge shape ltem Code Tolerance ™ TH2E | THi2/E | C R/E |HDIRE Size(mm)
ATHO8M | ATH12M | PTHO8M | PCA12M | HD7010 | BH250 A DDc T re
ZCFW160-R0.5-F * * 0.5
ZCFW160-R1.0-F * * . - 42 1
ZCFW160-R2.0-F * * 2
ZCFW160-R3.0-F * * 3
ZCFW200-R0.5-F * * 0.5
ZCFW200-R1.0-F * * 19.9 - 55 1
ZCFW200-R2.0-F * * 2
ZCFW200-R3.0-F * * 3
ZCFW250-R0.5-F * * 0.5
ZCFW250-R1.0-F * * B o5 62 1
ZCFW250-R2.0-F * * 2
ZCFW250-R3.0-F * * 3
oDC ZCFW300-R1.0-F *x | % 1
- ZCFW300-R2.0-F *x | * 27.2 30 7.2 2
Y ZCFW300-R3.0-F * * 3
ZCFW160-R0.3 ° ° ° 0.3
TE£0015 ! ZCFW160-R0.5 o | o 0.5
ZCFW160-R1.0 ° ° ° . 15 N 1
/[ ZCFW160-R1.5 ° ° 1.5
%@%_ | ZCFW160-R2.0 ® ) ® 2
— ZCFW160-R3.0 ° ° 3
3 ZCFW200-R0.3 ° ° ° 0.3
ZCFW200-R0.5 ° ° 05
ZCFW200-R1.0 ° ° ° 19.9 20 . 1
ZCFW200-R1.5 ° ° 15
ZCFW200-R2.0 ° ° ° 2
ZCFW200-R3.0 ° ° 3
ZCFW250-R0.3 ° ° 0.3
ZCFW250-R0.5 ° ° 0.5
ZCFW250-R1.0 ) ) ) 226 25 6.2 1
ZCFW250-R2.0 ° ° ° 2
ZCFW250-R3.0 ° ° 3
ZCFW300-R0.3 ° ° 0.3
ZCFW300-R0.5 ° ° 05
ZCFW300-R1.0 ° ° ° 27.2 30 7.2 1
ZCFW300-R2.0 ° ° ° 2
ZCFW300-R3.0 ° ° 3
TR 8588 Set-up procedures of Inserts
()BIRTIE EE T EIREERC.OTmmT, SBIR A BIFT S B TR R




wercuan Inserts/Cutting Conditions
ARPF - ARPFM
216 220 225 230 232
W£1Tm2ﬁ3| |£e)j g{ﬁ wﬁ:{t{fg# Sezr';i*Ei?\?sﬁng BT Se:rEi*Eiﬂli]s{:ing BT Se?nzi*figli]sﬁng BT Sezrﬁi*Eiggsﬁng BT Se:rEi*Eiﬂli]sﬁng BT
Condition || B, | @z, Finishing | FH f memmer | Finishind || B, | s | Finishing | P, | @ | Finishing | B | masimT [Finishing
purpose | processing purpose | processing purpose | processing purpose | processing purpose |processing
n(min”) 3,190 | 5,970 5,970 2,550 | 4,780| 4,780 2,040 | 3,820| 3,820 1,700 3,180 | 3,180 1,590 | 2,990 | 2,990
T 3= 80 Ve(m/min) | 160 | 300 | 300 | 160 | 300 | 300 | 160 | 300 | 300 | 160 | 300 | 300 | 160 | 300 | 300
E%{f\ﬂ&eels ﬁm?gm V(mm/min)| 1,600 | 2,390 | 2,390 | 1,280 | 1,910 | 1,910 | 1,020 | 1,530 | 1,530 | 850 | 1,270 | 1,270 | 800 | 1,200 | 1,200
gl:l-);:‘tij_slz) (PCA12M) fz(mm/t) 025 | 02 | 02 | 025 | 02 | 02 |025 | 02 | 02 [025| 02 | 02 |o025| 02 | 02
ap(mm) 08 | 08 | 02 1 1 02 | 125 | 125 | 02 | 16 | 16 | 02 | 16 16 | 02
ae(mm) 16 16 | 02 2 2 02 | 25 | 125 | 02 | 32 | 32 | 02 | 32 | 32 | 02
n(min™) 2,390 | 5,570| 5,570 1,910| 4,460 4,460 1,530 | 3,570| 3,570]1,270| 2,970 2,970 1,190 | 2,790|2,790
ﬁiiﬂﬂ ATHOSM Ve(m/min) | 120 | 280 | 280 | 120 | 280 | 280 | 120 | 280 | 280 | 120 | 280 | 280 | 120 | 280 | 280
afoﬁﬂsmels ATH12M |VAmm/min)| 1,200 | 2,230 | 2,230 [ 960 | 1,780 | 1,780 [ 760 | 1,430 | 1,430 | 640 | 1,190 | 1,190 | 600 | 1,120 | 1,120
Alloy Steels (PCA12M) |fz(mm/t) 0.25 | 0.2 02 | 025 | 0.2 02 | 025 0.2 02 | 025 | 02 02 [ 025 | 02 0.2
(30~45HRC) ap(mm) 08 | 08 | o2 | 1 1 02 [ 125 [ 125 | o2 | 16 | 16 | 02 | 16 | 16 | 02
ae(mm) 1.6 16 | 02 2 2 02 | 256 | 25 | 02 | 32 | 32 | 02 | 32 | 32 | 02
n(min”) 1,990 | 5,570| 5,570 1,590 | 4,460 | 4,460 1,270 | 3,570| 3,570 1,060 | 2,970 | 2,970 | 1,000 | 2,790 2,790
Ve(m/min) | 100 | 280 | 280 | 100 | 280 | 280 | 100 | 280 | 280 | 100 | 280 | 280 | 100 | 280 | 280
ﬁr‘dﬁiﬂdsmag ATHO8M |Vfimm/min)| 480 | 670 | 670 | 380 | 530 | 530 | 310 | 430 | 430 | 250 | 360 | 360 | 240 | 330 | 330
45~55HRC ATH1ZM f57(mmi) 0.12 | 0.06 | 006 | 012 | 0.06 | 0.06 | 0.12 | 0.06 | 0.06 | 0.12 | 0.06 | 0.06 | 0.12 | 0.06 | 0.06
ap(mm) 08 | 08 | 02 1 1 02 | 125 | 125 | 02 | 16 | 16 | 02 | 16 | 16 | 02
ae(mm) 16 | 08 | 02 2 1 02 | 25 | 125 | 02 | 32 | 16 | 02 | 32 16 | 02
n(min’) 1,590 4,380 (4,380 1,270 3,500 3,500 1,020 | 2,800| 2,800 850 |2,330|2,330( 800 |2,190(2,190
Ve(m/imin) | 80 | 220 | 220 | 80 | 220 | 220 | 80 | 220 | 220 | 80 | 220 | 220 | 80 | 220 | 220
12 K 5 VAmm/min)[ 380 | 530 | 530 | 300 | 420 | 420 | 240 | 340 | 340 | 200 | 280 | 280 | 190 | 260 | 260
Hardened Steels | ATHO8M
55~62HRC fz(mmit) 0.12 | 0.06 | 0.06 | 0.12 | 006 | 0.06 | 0.12 | 0.06 | 0.06 | 0.12 | 0.06 | 0.06 | 0.12 | 0.06 | 0.06
ap(mm) 08 | 08 | 02 1 1 02 | 125 | 125 | 02 | 16 | 16 | 02 | 16 | 16 | 02
ae(mm) 16 | 08 | 02 2 1 02 | 25 | 125 | 02 | 32 | 16 | 02 | 32 16 | 0.2
n(min”) 3,190( 7,560 | 7,560 | 2,550 | 6,050 | 6,050 | 2,040 | 4,840| 4,840 1,700 | 4,030 [ 4,030 | 1,590 | 3,780 | 3,780
Ve(m/min) | 160 | 380 | 380 | 160 | 380 | 380 | 160 | 380 | 380 | 160 | 380 | 380 | 160 | 380 | 380
= ATHO8M [Vfimm/min)| 2,240 | 4,540 | 4,540 | 1,790 | 3,630 | 3,630 | 1,430 | 2,900 | 2,900 | 1,190 | 2,420 | 2,420 | 1,110 | 2,270 | 2,270
Cast Iron ATHIZM T mmit) 035 | 03 | 03 [ 03| 03 | 03 |03 | 03 | 03 [035| 03 | 03 [035| 03 | 03
ap(mm) 08 | 08 | 02 1 1 02 [ 125 [ 125 | 02 | 16 | 16 | 02 [ 16 | 16 | 02
ae(mm) 16 | 16 | 02 2 2 02 | 25 | 25 | 02 | 32 | 32 | 02 | 32 | 32 | 02
n(min”) 5,970| 7,960 7,960| 4,780 6,370 | 6,370
Ve(m/min) | 300 | 400 | 400 | 300 | 400 | 400
as HD7010 |VAmm/min)| 2,990 | 4,780 | 3,980 | 2,390 | 3,820 | 3,190
Graphite fz(mmit) 025 | 03 | 025 | 025 | 03 | 0.25
ap(mm) 08 | 06 | 01 1 07 | 041
ae(mm) 16 | 11 | 03 2 15 | 14
n(min") 5,970| 9,950 9,950| 4,780 7,960 | 7,960
Ve(m/min) | 300 | 500 | 500 | 300 | 500 | 500
e VAimm/min)| 2,990 | 7,960 | 4,980 | 2,390 | 6,370 | 3,980
Castaluminumalloy] HD7010
AC4A, ADC12% fz(mm/t) 025 | 04 025 | 025 | 04 | 025
ap(mm) 0.8 0.6 0.1 1 0.7 0.1
ae(mm) 16 | 11 | 03 2 15 | 04
& K fz Maximum fz (mm/t) <0.6 <0.6 <0.6 <0.6 <0.6
£ Xap Maxlmum ap (mm) <5.0 <6.0 <8.0 <10.0 <10.0

(=)

(VIEEEL) B R PR EER IR R B XS - FERITIH,

QATNEXERIEURRERE MNELRES FHRER 228#% -
RARERFHBEREEESETNK - BN FEREESSTIRRE, DEIREapsEER MU TE: HMEDc12 FiFap=0.2mmB T,
NEDc16LA ERFap=0.3mmPATF »

K EHRIDCL LF SBIRE RIS EERETHE -
If overhang length is 3Dc or more, make adjustments to
the table above according to the table at right.

AERIIER, BN, ERERSER, HRIETETRE

22 1 L 5l Overhang ratio | VC(m/min) Vf(mm/min)
<3Dc 100% 100%
3Dc~5Dc 70% 70%
5Dc~8Dc 60% 60%
8Dc~10Dc 50% 50%
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weicuay Inserts/Cutting Conditions TD4N,TD4NM
INSL T INSL T INSL
‘ BN
fi
o fCaNP el o JCaNE o 1aNE Aiil
N U0 E [ N LAY 5 N W53 11
Fig.1* ENMUOG03ER-B Fig.2* ENMUOG03ER-C Fig.3* ENGU0603ER-C
P_ | carbon steels [ | [ | " | General cutting,
M | sus, etc. H First recommendation
K | FC.FCD.Cast irons H ] M~ General cutting,
Second recommendation
H | Hardened steels [ " | il
e el Tolerance AJ Coating JS Coating GX Coating Size (mm) .
CEED JP4105 JP4120 JM4160 JS4045 GX2140 INSL | W1 T P
ENMUOB03ER-B | . . . o Fig 1
ENMUOG603ER-C . . L] L] 10 6 3.7 |Fig.2
ENGUO603ER-C G (] Fig.3

[ Note] Please note that the GX Coating and JS Coating do not cause a reaction in conductive touch sensors.

Red indicates primary recommended insert grade

Work material |Recommended Tool dia.DCX 216(2 flutes) | 220(3 flutes) | 325(4 flutes) | d32(5 flutes) | 240(6 flutes)
inserts grade Overhang ~3DCX [4Dcx~7DCX| ~3DCX [4DCX~7DCX| ~3DCX [4DCX~7DCX| ~3DCX [4DCX~7DCX| ~3DCX |4DCX~7DCX
n(min-) 3380 | 2990| 2710 2390| 2170] 1910f 1690] 1490| 1350 1190
Ve(m/min) 170 150 170 150 170 150 170 150 170 150
Carbon steels GX2140 |/mm/min) 6760 4780| 8130] 5730] 10410[ 9160 10140] 8940| 9720 8560
Alloy steels 1S4045 fz(mm/t) 1 0.8 1 0.8 1.2 1.2 1.2 1.2 1.2 1.2
< 30HRC ap(mm) 0.6 0.6 0.6 0.6 0.6 0.6 0.5 0.5 0.5 0.5
ae(mm) 10 10 14 14 19 19 22 22 28 28
Q(cmz/min) 41 29 68 48 158 104 112 98 136 120
n(min-) 2990 2590 2390 2070 1910|1660 1490 1290 1190 1040
Ve(m/min) 150 130 150 130 150 130 150 130 150 130
Alloy steels JP4120 Vf(mm/min) 5980 | 4140 7170/ 4960 7640 6640 7450( 6450 7140| 6240
Tool steels fz(mm/t) 1 0.8 1 0.8 1 1 1 1 1 1
30~40HRC JS4045 ap(mm) 0.6 0.6 0.6 0.6 0.6 0.6 0.5 0.5 0.5 0.5
ae(mm) 10 10 14 14 19 19 22 22 28 28
Q(cms/min) 36 25 60 42 116 76 82 71 100 87
n(min-) 1990 1790 1590| 1430 1270 1150] 1000 900 800 720
Pre-hardened Ve(m/min) 100 90 100 90 100 90 100 90 100 90
SEEl JPaq20 | VAmmimin) 3980| 2860 4770|3430 5080 3680| 5000/ 3600| 4800 3450
Meysieas (1454045 |20 3RO T T B I N T R Y
40~50HRC ae(mm) 10 10 14 14 19 19 22 22 28 28
Q(cm¥/min) 24 14 40 24 58 35 55 40 67 48
n(min-) 1990 1970 1590/ 1430 1270|1150 1000 900 800 720
Ve(m/min) 100 90 100 90 100 90 100 90 100 90
Sl decs Vf(mm/min) 3980| 2860 4770 3430 5080 3680 5000 3600] 4800 3450
sus JM4160 | fz(mmit) 1 0.8 1 0.8 1 0.8 1 0.8 1 0.8
ap(mm) 0.6 0.5 0.6 0.5 0.6 0.5 0.5 0.5 0.5 0.5
ae(mm) 10 10 14 14 19 19 22 22 28 28
Q(cm:/min) 24 14 40 24 58 35 55 40 67 48
n(min-) 3980 | 3580 3180 2870| 2550] 2290] 1990] 1790| 1590 1430
Ve(m/min) 200 180 200 180 200 180 200 180 200 180
Cast Irons JP4120 | VAmm/min) 9550 | 7160| 11440 8610| 12240[ 9160 11940] 8950] 11440 8580
FC GX2140 | f2(mmit) 1.2 1 1.2 1 1.2 1 1.2 1 1.2 1
FCD ap(mm) 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6 0.8 0.6
ae(mm) 10 10 14 14 19 19 22 22 28 28
Q(cms/min) 76 43 128 72 186 104 210 118 256 144
n(min-) 1590 1390 1270 1110[ 1020 890 800 700 640 560
Ve(m/min) 80 70 80 70 80 70 80 70 80 70
High-hardened JP4105 | fmm/min) 1270 890 1530 1070 1630 1140 1590 1110 1530, 1070
Steels JP4120 |AmmY 0.4 0.32 0.4 0.32 0.4 0.32 0.4 0.32 0.4 0.32
50~55HRC ap(mm) 0.3 0.2 0.3 0.2 0.3 0.2 0.3 0.2 0.3 0.2
ae(mm) 10 10 14 14 19 19 24 24 30 30
Q(cm:/min) 4 2 6 3 9 5 11 6 14 7
n(min-) 1190 1190 950 950 760 760 600 600 480 480
) Ve(m/min) 60 60 60 60 60 60 60 60 60 60
High-hardened Vf(mm/min) ~720| _~570| ~860] ~690] ~920] ~730] ~900] ~720| ~860] ~690
Steels JPA105 T (mmit) ~03| ~024] -~03] -~024] -~03] ~024] -~03] ~0.24] -~03] -~0.24
55~62HRC ap(mm) 55~57HRC ~0.3| ~0.15 ~0.3| ~0.15 ~0.3| ~0.15 ~0.3] ~0.15 ~0.3| ~0.15
58~62HRC ~0.2 ~0.1 ~0.2 ~0.1 ~0.2 ~0.1 ~0.2 ~0.1 ~0.2 ~0.1
ae(mm) 10 10 14 14 19 19 24 24 ~30 30
Q(cme/min) ~2 ~1 ~4 ~2 ~5 ~3 ~6 ~4 ~8 ~4
Tool dia. DCX 216 218 220 222 225 228 232 235 240 242
) Maximum ramp angled 08 08 0.8 0.8 0.8 0.6 05 0.5 0.3 0.3
Ramp angle 0| Rerora Hole Dia 24~30 | 28-34 | 3238 | 36~42 | 42~48 | 48~54 | 56-62 | 62~68 | 72~78 | 76~82

| Helical miling

Cutting depth per rotation should be set to ap = 1 mm or less.
[Note] 1)Itis recommended that the tool be used while performing sufficient chip removal and checking that there are no abnormal vibrations.
2)The ramp angle 8 should be set within the ranges listed above. Use at ramp angles of 0.5° or less is recommended.
3) For hole diameters outside the ranges listed above, a pilot hole should be drilled before milling.

In CAM, define the tool shape as an R2.0 radius shape.

Programming R Remains | Over Cut
(mm) (mm) (mm)
R3.0 0 04
R2.0 0.2 0
R1.5 0.3 0

Remains

&

(Programming R)
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wu&g\ ts*ICuttlfg Coﬁnjditions
- ﬂ —
s LA SENE
(| N A :
:\I‘A &SJ i
L 1°\<L’J / r 1
I rRo010 o 8 -7 RO.1LAF  Corner radius : BE\OW 0.1mm
RNM,RNMM
B 58 PVD3&E coated Diﬁ@“ﬂ?éﬁﬁed Fﬂ%ﬁ?g R Y (mm) Dimensions
Cat. No. D(l;gfgs %91%92105)3 JC10000 ﬂ% . S A B T
RNM-060-R03 [ ) () 0.3
RNM-060-R05 [ ) () 0.5 2 6 5 2
RNM-060-R10 [ ) () 1
RNM-080-R03 () [ ) () 0.3
RNM-080-R05 [ ) () () [ ) 05 | 27 8 7 24
RNM-080-R10 () () () () 1
RNM-100-R0 )
RNM-100-R03 () () () 0.3
RNM-100-R05 () () () () 05 | 20| 10 | 85 | 26
RNM-100-R10 () () () () 1
RNM-100-R15 [ ) () 15
RNM-100-R20 [ ) [ ) [ ) 2
RNM-120-R0 o
RNM-120-R03 () () () 0.3
RNM-120-R05 [ ) () () () 05 | ., i 10 5
RNM-120-R10 [ ) () () () 1
RNM-120-R15 [ ) () () 15
RNM-120-R20 () () () 2
RNM-130-R03 ) 0.3
RNM-130-R05 () 0.5
4 13 10 3
RNM-130-R10 ()
RNM-130-R20 () 2
RNM-160-R0 ()
RNM-160-R03 () () () 0.3
RNM-160-R05 () [ ) () 0.5
RNM-160-R10 () () ® 1 53 10 12 4
RNM-160-R15 () () () 15
RNM-160-R20 o () () 2
RNM-170-R03 ) 0.3
RNM-170-R05 o 0.5
RNM-170-R10 (] 1 53 1 12 4
RNM-170-R20 () 2
RNM-200-R0 )
RNM-200-R03 () () () 0.3
RNM-200-R05 () () () 0.5
RNM-200-R10 () [ ) () 1 67 | 20 15 5
RNM-200-R15 () () () 15
RNM-200-R20 () () () 2
RNM-200-R30 ()
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== RO.1LA~ Corner radius : Below 0.1mm

RNM,RNMM

AU 88 PVDiRE coated Di?n@“n?é%?{ed ﬁL?n%E?& R ¥ (mm) Dimensions
Cat. No. D(I;Jt_g3 .1(9180(_)210)5 JC10000 (IK(T(?) e s A B T
RNM-210-R03 (] 0.3
RNM-210-R05 (] 0.5
6.7 21 15 5
RNM-210-R10 [ J 1
RNM-210-R20 { ] 2
RNM-250-R0O (]
RNM-250-R03 { ] @ 0.3
RNM-250-R05 ([ (] 0.5
RNM-250-R10 ([ o 1 8.3 25 18.5 6
RNM-250-R15 { ] @ 1.5
RNM-250-R20 ([ J o 2
RNM-250-R30 o
RNM-260-R03 (] 0.3
RNM-260-R05 (] 0.5
8.3 26 18.5 6
RNM-260-R10 (] 1
RNM-260-R20 ([ J 2
RNM-300-R03 (] { ] 0.3
RNM-300-R05 o (] 0.5
RNM-300-R10 { ] o 1
RNM-300-R15 { ] 1.5 10 30 225 !
RNM-300-R20 o o 2
RNM-300-R30 o
RNM-320-R03 o o 0.3
RNM-320-R05 o o 0.5
RNM-320-R10 (] (] 1 10.7 32 235 7
RNM-320-R15 ® 1.5
RNM-320-R20 o o
RNM-320-R30 o
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welcusn Inserts/Cutting Conditio
RNM,RNMM
R Y (mm) Tool dia
WINTHE D*ﬁu% D*ﬁfg 6 8 10 12/13
Work materials ,nsi%pe G,:ngs apla | n|Vvilap|lae | n|Vi|ap|ae| n | Vi|ap|ae| n | vr
(mm) (mm) (min™) {(mm/min) (mm) (mm) (min™) {(mm/min) (mm) (mm) (min") {(mm/min (mm) (mm) (min™) |(mm/min)
=i RNM
(50#,55#) HRM |[JC8015| 0.2 | 0.1 [15920|3980| 0.3 | 0.1 |11,940[2990| 0.3 | 0.1 |9550|2870| 0.3 | 0.1 |7,960]2,390
EE250HBLLT | FRM
Tk 3R RNM
(GM190,ICD5) | HRM |[JC8015| 0.2 | 0.1 [15920/3,980( 0.3 | 0.1 [11,940[2,990| 0.3 | 0.1 |9,550|2870| 0.3 | 0.1 [7,960]2,390
EE285HBLTT | FRM
TEHR RNM
(SKD61,SKD11) | HRM |[JC8015| 0.2 | 0.1 [15920[3980| 0.3 | 0.1 |11,940/2,990| 0.3 | 0.1 |9550(2:870| 0.3 | 0.1 | 7,960 2,390
WEE255HBLAT | FRM
FHIEH RNM DH103
(HPM7,PX5,P20)| HRM JC8015| 02 | 01 [15920[3980( 03 | 0.1 |11940/2990| 0.3 | 0.1 9550|2870 0.3 | 0.1 |79602.390
EE30~36HRC FRM
FRIE RNM DH103
(NAK8O,HPM1,P21)  HRM | jognqs| 02 | 0.1 [14850(3710( 0.2 | 0.1 |11,140[ 2790 0.3 | 0.1 |8910(2670| 0.3 | 0.1 |7:430|2230
IEE38~43HRC FRM
AR N
(SKD61,DAC,DHA) ';E‘:M %‘%225 0.2 | 0.1 |13260/1,3330| 0.2 | 0.1 |9950|1,000( 0.3 | 0.1 |7.960| 800 | 0.3 | 0.1 6630 660
IEE42~52HRC
RN
(SKD11,SLD,DC11)] FRM | DH102| 0.2 | 0.1 [10,610[1,060| 0.2 | 0.1 |7,960| 800 [ 0.3 | 0.1 |6,370| 640 | 0.3 | 0.1 |5310| 530
EE55~62HRC
EREEH
(SKH,HAP) FRM | DH102| 0.1 | 0.1 |7960 | 320 | 0.1 | 0.1 [5970| 240 | 0.1 | 0.1 [4770| 290 | 0.1 | 0.1 |3980| 320
EE63~70HRC
P RNM | DH102
(HT250) HRM | DH103| 0.2 | 0.1 [18570[6,500| 0.3 | 0.1 [13,930|4,880| 0.3 [0.15 [11,140|3900| 0.3 | 0.2 |9,280|3,2250
1#E160~260HB| FRM |JC8015
IREHE RNM | DH102
(QT700) HRM | DH103| 0.2 | 0.1 [18570[6,500| 0.3 | 0.1 [13,930|4,880| 0.3 [0.15 [11,140|3900| 0.3 | 0.2 |9,280|3250
1EE170~300HB| FRM |JC8015
BRI RNM
(SUS304,316,317)| HRM | JC8015| 0.2 | 0.1 [14,850{4,460| 0.3 | 0.1 |11,140| 3340 0.3 | 0.1 |8910|2670| 0.3 | 0.1 |7430[2230
17Cr% FRM
BEREAHN RNM
(SUS403,420J2,430)| HRM |JC8015| 0.2 | 0.1 |14.850|4460| 0.3 | 0.1 |11,140[ 3340 0.3 | 0.1 |8910(2670| 0.3 | 0.1 [7.430|2230
13Cr& FRM
Ei/%s%s% RNM KT9 | 0.3 | 0.2 [18570[7:430| 0.4 | 0.2 [13,930|5570| 0.5 | 0.2 [11,140|4460| 0.6 | 0.2 |9,280|3,710
?’E%% RNM KT9 |03 |02 185707430 0.4 | 0.2 [13930[5570| 0.5 | 0.2 |11,140| 4460 0.6 | 0.2 [9,280|3,710
?5/51\3%;%% RNM KT9 |03 |02 185707430 0.4 | 0.2 [13930[5570| 0.5 | 0.2 |11,140| 4460 0.6 | 0.2 |9,280|3,710
‘(f@ﬁo%) RNM KT9 | 0.2 | 1.5 [13,260[5,300| 0.25 | 0.15 [ 9950 3,980| 0.3 | 0.15 [7,960|3,180| 0.4 |0.15 | 6,630 2,650
a = RNM [JC10000] 0.3 | 0.2 [18570|7,430| 0.4 | 0.2 [13930[5570 0.5 | 0.2 |11,140| 4,460| 0.6 | 0.2 |9,280|3710
AEE HRM
(Ti-6Al-4V) FRM JC8015| 0.2 | 0.1 |5310(1,080| 0.2 | 0.1 |3980| 800 [ 0.25 | 0.1 |3,180| 760 | 0.25 | 0.1 |2,650| 640
IEE35~43HRC
SRaE HRM
(INCO718) FRM JC8015| 0.2 | 0.1 [4240( 850 | 0.2 | 0.1 |3,180| 640 [ 0.25 | 0.1 |2,550| 610 | 0.25 | 0.1 |2,120| 510
IEE35~43HRC
ap #i@L)R  aeH EIOEUNR n: EEEER VI ERRIRE
ap:Depth of cut, ae:Width of cut,  n:Spindle speed, Vf:Feed speed
BERIESEE
NRPENBERBIEANTHANERETESHE - EEEmm) N Vi
2)RhEERBREMRE T (L/Dc)R3DCEMBHRNTSH - L/Dc (min) | (mm/min)
BIRDEBRESAZTMEREN(min ) REHZEREZEVI(mm/min) - ~3Dc 100% | 100%

3 E—REIRE BHRER IR EEREE -
4)ERRSURED R, BRI

NBRMITREER SROTEDENRE -

S)ERMBIITE BIELERPMEMIEEN(ming) REHEEVI(mm/min) EEEI80% -

~3DcPl E~5Dc

70%

7

0%

5DclA E~10Dc

50%

5

0%
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RNM,RNMM
R Y (mm) Tool dia
WINT MR D*ﬁu% D*ﬁfg 16/17 20/21 25/26 30
Work materials ,nsi%pe G,:ngs apla | n|Vvilap|lae | n|Vi|ap|ae| n | Vi|ap|ae| n | Vs
(mm) (mm) (min") {(mm/min) (mm) (mm) (min) {(mm/min) (mm) (mm) (min") [(mm/min (mm) (mm) (min) {(mm/min)
=i RNM
(50#,55#) HRM |JC8015| 0.4 | 0.1 [5970|2390| 0.5 | 0.1 |4,770(1,910| 0.8 | 0.1 |3,820]1,530| 1 0.1 |3,180( 1,270
EE250HBLT | FRM
Tk 3R RNM
(GM190,ICD5) | HRM |[JC8015| 04 | 0.1 5970|2390 0.5 | 0.1 |4770(1,910| 0.8 | 0.1 |3820|1530] 1 | 0.1 [3,180]1,270
EE285HBLATT | FRM
TEHR RNM
(SKD61,SKD11) | HRM |[JC8015| 04 | 0.1 |5970(23%0]| 0.5 | 0.1 |4770|1,910] 0.8 | 0.1 |3820[1530] 1 | 0.1 |3,180]1,270
WEE255HBLAT | FRM
FHIEH RNM DH103
(HPM7,PX5,P20)| HRM JC8015| 04 | 01 [5970(23%0| 05 | 0.1 |4770(1910| 0.8 | 0.1 |3820| 1530 1 | 0.1 |3,180|1270
EE30~36HRC FRM
FEIE RNM DH103
(NAK80,HPM1,P21) HRM JC8015| 04 | 01 [5570(1670| 05 | 0.1 |4460(1340| 08 | 0.1 (3570|1070 1 | 0.1 |2970| 890
IEE38~43HRC FRM
AR N
(SKD61,DAC,DHA) ';E‘:M %‘%225 04 | 01 |4970| 750 | 0.5 | 0.1 |3980| 600 | 0.6 | 0.1 |3180| 480 | 0.8 | 0.1 |2650| 400
IEE42~52HRC
RN
(SKD11,SLD,DC11)] FRM | DH102| 0.4 | 0.1 [3980( 600 | 0.5 | 0.1 |3,180| 480 | 0.6 | 0.1 |2550]| 380 | 0.8 | 0.1 |2,120| 320
EE55~62HRC
EREEH
(SKH,HAP) FRM | DH102| 0.2 | 0.1 |2980| 300 | 0.2 | 0.1 {2390 240 | 0.3 | 0.1 [1910| 190 | 0.4 | 0.1 |1590| 160
IEE63~70HRC
P RNM | DH102
(HT250) HRM | DH103| 0.4 | 0.2 [6,960|3480| 0.5 | 0.2 |5570|3340| 0.8 | 0.2 [4460]|2680] 1 | 0.2 |3710]|2230
I#E160~260HB| FRM |JC8015
REBEH RNM | DH102
(QT700) HRM | DH103 | 04 | 0.2 |6960|3480| 0.5 | 0.2 |5570|3,340| 0.8 | 0.2 |4/460(2680| 1 0.2 |3,710(2230
IEE170~300HB| FRM |JC8015
BRI RNM
(SUS304,316,317)| HRM | JC8015| 0.4 | 0.1 |5570(2230| 0.5 | 0.1 |4460|1,780| 0.8 | 0.1 |3570|1430] 1 | 0.1 [2970[1,190
17Cr%& FRM
ERERENR RNM
(SUS403,42042,430) HRM |JC8015| 04 | 0.1 |5570(2230| 0.5 | 0.1 |4460/1,780| 0.8 | 0.1 |3570(1,430[ 1 0.1 |2970( 1,190
13Cr& FRM
Ei/%s%s% RNM KT9 | 08 [ 02 [690(3500] 1 0.2 | 5570|2800 1.2 | 0.2 |4460(2230| 1.6 | 0.2 [3,710( 1,860
?’E;ﬁ% RNM KT9 |08 | 0.2 |6960(3500( 1 0.2 |5570(2,800| 1.2 | 0.2 |4460(2230| 1.6 | 0.2 |3,710] 1,860
ﬁﬂﬁﬁi%ﬁ RNM KT9 |08 | 0.2 |6960(3500( 1 0.2 |5570(2,800| 1.2 | 0.2 |4460(2230| 1.6 | 0.2 |3,710] 1,860
(Si 13%Kim)
f@ﬁ% RNM KT9 | 05 | 0.15 4970|2500 0.7 | 0.15|3980|2,000| 0.8 | 0.15|3,180|1,590( 1 |0.15 |2650] 1,330
a = RNM [JC10000] 0.8 | 0.2 |690|3500| 1 | 0.2 |5570(2800[ 1.2 | 0.2 |4460|2230| 1.6 | 0.2 |3,710] 1,860
AEE HRM
(Ti-6Al-4V) FRM JC8015] 0.25| 0.1 |1,990| 480 | 0.3 | 0.1 |1,590| 380 | 0.35 | 0.1 |[1,270| 320 | 0.4 | 0.1 |1,060| 270
IEE35~43HRC
SRaE HRM
(INCO718) FRM JC8015]025| 0.1 |1,590| 380 | 0.3 | 0.1 |1270] 300 | 0.35 | 0.1 [1,020| 260 | 0.4 | 0.1 | 850 | 210
IEE35~43HRC
ap:BiEILDE  ae HEHEUIR n: EEEEE VI SERRTRE
ap:Depth of cut, ae:Width of cut,  n:Spindle speed, Vf:Feed speed
HERERSE
RMERERBTEEMN BN TESREE - TEBEmm) N Vi
2)RPBIERBREBETE(L/Dc)R3DCHNEBNISH - L/Dc (min<) | (mm/min)
BRTDEBREEHEEMERN(min )RERREVI(mm/min) - ~3Dc 100% | 100%
3)BE—HEIRS BHEBREE IREEREE - ~3DcBlE~5Dc | 70% 70%
4)ERRSUREDRE SRS RKRNTRRERE SRS IEUBNRE - 5DcBlE~10Dc | 50% | 50%

S)ERMBIITH BIELERPMEMIEEN(ming) REHEEVI(mm/min) BEEI80% -
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