PRODUCT CATALOGUE

Ganzhou Rely Cutting Tools Co., Ltd.

Address: 2nd Floor, Lusheng Building, Jinling West Road, Ganzhou Economic and
Technologica Development Zone, Ganzhou, Jiangxi 341001, China

Tel./ Whatsapp/ Wechat: +86 19928748823
E-mail: info@gzrcct.com

Website: www.gzrcct.com

A L

TURNING INSERTS

RICH GRADE LINEUP FOR EVERY KIND OF MATERAL
NEW COATINGS ENSURE LONG TOOL LIFE

Provide you with quality service

(o)

CERMET MILLING INSERTS DRILLING BLADE TURNING INSERTS

i'

GROOVING




ABOUT US

RELY

Ganzhou Rely Cutting Tools Co., Ltd.

Ganzhou Rely Cutting Tools Co., Ltd. (Abbr.: RELY) is
located in Ganzhou, China - "Tungsten Capital of the
World", is a professional enterprise specializing in
design, manufacture, and sale of carbide cutting tools.

We provide various cutting tools, Turning Inserts, Milling
Inserts, Grooving Inserts, Cermet Inserts, Aluminium
Inserts, Threading Inserts, Small Parts Machining Inserts,
widely used in high precision turning, milling, boring,
drilling, parting, grooving, and threading.

Our products are exported to all over the world. We
adhere to the principle of customer-centered and
provide professional solutions for global customers.

We own an imported production line from developed
countries like Germany, so that we can customized all
kinds of cemented carbides products according to your
drawing and sample, OEM and ODM projects are
welcome.

Below are a few other reasons why you should
cooperate with our company:

- Reliable and Premium Quality Products.

- Professional Service.

- Favorable Factory-Direct Pricing.

- Worldwide Shipping.

- Swift Response to Inquiry/ Quote Requests.

We look forward to cooperating with you for a better
future!

I Equipment

I Products

¢ TS, REABMBNMNIER, BRERE, FAEGK
Rich grade lineup for every kind of materal
New coatings ensure long tool life

Website: www.gzrcct.com



REMR COATING MATERIALS RS HE GRADE RECOMMENDED
SHEF ‘ RELY

REMREMT SR

Coating Materials and Substrates Grade recommended
1’2 EM#H Coating Materials I Z=HIB# & Materials for turning
THIRTS JISEER RE
Cutting state JIS usage coating
classification
-------------------- > PO1

W EEIR M Wear resistance

T
P10 RCC31 w
RCC32 H RCC41 .
Pl P20 N RCC42
RCPO7

P Steel P30 L

i B R Collapse resistance P40 L J
fit BE 3R Wear resistance MO1
M RN M10 RCPO7
M Stainless M20 | \
steel M30 ‘ RCPO7S ‘
M B3R M Collapse resistance M40
T ERM Wear resistance KO1
o K10 ( h
K
K Castiron E;g RCKO3
= U o
I FDDE$Z$$E SUbStrOteS it A8 #R M Collapse resistance K40
it iRt Wear resistance SO1 P
S10
S WiRa® RCPO7S
Heat-resistance S20
Mg R M Collapse resistance S40
@R E(1) it BiR1E Wear resistance N10
NEEBEE N20 NHO1
N Nonferrous N30 0 )
metals

Mt B3R M Collapse resistance

Pt RE(2)
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MESHE GRADE RECOMMENDED

MSHEE S HEE

Grade recommended Grade recommended

—— ——
I Bt B # & Materials used for milling I 048 /417 /42541 /& Materials used for grooving and threading
PIEPRZS JISERS S RE PIHPRAS JISERR S RE
Cutting state JIS usage coating Cutting state JIS usage coating
classification classification
) PO1 M PO1 T
i R Wear resistance W EEIR M Wear resistance
P10 RCP41 P10 RCP41 w
P P20 RCP04S P4 P20 L RCP04S N
P Steel P30 | P Steel P30 L RCPO5S
N , P40 . . P40 L
i AR iR M Collapse resistance it BB R Collapse resistance /
fit B3R Wear resistance MO1 — fit BE 3R Wear resistance MO1 —
M KR M10 RCP51 M RN M10 RCPO5S
M Stainless M20 RCPO5S M Stainless M20 RCPOY
steel M30 \ steel M30 N
it B8 #R1% Collapse resistance M40 il B #2 % Collapse resistance M40
it EIR 1 Wear resistance KO1 A fit BiRtE Wear resistance KO1 e
D
K10 K10
RCP04S
K %% K20 H RCK033 K gk K20 RCP04S
K Castiron K Castiron
it B R M Collapse resistance K40 it B R M Collapse resistance K40
fit BE#R 4 Wear resistance S01 (T i IR Wear resistance S0O1 o
SHnas s10 \RCPOSS]  —— SHtmas 510 RCPO7
Heat-resistance 520 RCPOTS Heat-resistance 520 — RCPO7S
c1||oy S30 L ) O"OY S30 { %
it AR iR M Collapse resistance S40 it BB R Collapse resistance S40
it IR Wear resistance N10 N i B3R M Wear resistance N10 N
NEEEE N20 NHO1 NBEEeERE N20 NHO1
N Nonferrous N30 — N Nonferrous N30 —
metals metals
it B 3R M Collapse resistance M B3R M Collapse resistance

Website: www.gzrcct.com



REMNR COATING COMPARISON TABLE ( "-
RELY

FRERETR FRERENTR

Comparison Table for Coatings of Each Company Comparison Table for Coatings of Each Company
I /&2 Coating I %2 Coating
Big| RS &K == HRIE =_E =ZHI | I¥%ER B4 BAULSE | BRE RETR FER B ERSZE | &il == =HE nE =EHM | %R =E] BAULS | BRE RETR $FER
USE [CLASSIFICATION| LEVEL RELY MITSUBISHI | TUNGALOY | KYOCERA HITACHI SANDVIK |KENNAMETAL SECO WALTER ISCAR TAEGU TEC USE |CLASSIFICATION LEVEL RELY MITSUBISHI | TUNGALOY KYOCERA HITACHI SANDVIK |KENNAMETAL SECO WALTER ISCAR TAEGU TEC
PO5 UE6105 | T9105 | CA510 | HG8O10 ggjggg Egg%’s xgggg mgggs :giggs TT8ns RCP41 | FH7020 | T3130 JP4005 | GC4220 | KC715M | T250M | WKP25S | IC4100 | TT7080
RCP04S | F7030 | T3030 JP4105 | GC4230 | KC930M | T350M | WKP25 | IC520M | TT7030
RCC31 MC6015| T9115 CA515 | HG8010 | GC4315 | KCP10 TP1501 | WPP10S | IC8150 | TT8115 P10 JP4020 KC935M | MP1500 | WPP20 | IC4050
588212 UE6110 GC4215 | KC9110 | TP1500 | WPP10 1C9015 JP4115 KCPK10 | MP2500 | WKP35S | DT7150
P10 | RcCan JP4120 IC903
RCP41
RCP04S RCP41 | MV1020 | AH9030 | PR1525 | JS4045 | GC1010 | KTPK20 | MP3000 | WSM20 | 1C808 | TT9080
. RCC31 |MC6025| T9125 | CA525 |IP2000 | GC4325 | KCP25 | TP2501 | WPP20S | 1C8250 | TT8125 pog | RCPO4S [ VPISTF | AH120 | PR1225 | GX2140 | GC125 | KCPM20 | F25M IC810 | TT9030
RCC32 | yg6020 HG8025 | GC4225 | KC9125 | TP2500 | WPP20 | 1C9015 | TT5100 RCPO5S | VP20RT | AH725 | PR830 GC2040 | KCU25 | F30M IC380
RCC41 GM25 MP6120 GC4240
po0 | REC42
RCPO7
EEESLS RCP04S | VP30RT | AH3035 | PR1525 | JS4060 | GC1030 | KCPK30 | MM4500 | WSM30 | 1C830 | TT8080
RCPO5S RCPO5S | MP6130 | AH130 | PR1230 | JX1045 | GC1130 | KCMP30 |F40M | WSM35 | 1C928 | TT8020
RCC41 | MC6035 | T9135 | CA530 |IP3000 | GC4235| KCP30 | TP3500 | WPP30S | IC8350 | TT8135 AH140 JX1060 | GC2030 | KC725 WSP45S | IC330 | TT7800
RCC42 | UE4035 GM8035 KC9140 WPP30 | IC8025 | TT7100 P30 SH730 CY150 KC730 WSP45
P30 | RCPO7 | \p1sTE CY150 KC735
ECPO“S CY250 KC7140
CPO05S KCU40
pag | RCPO7 | UE6035 | T9135 | PR66O | IP3000 | GC4235 | KC9140 | TP3500 | WTN53 | IC8350 | TT8135
RCPO5S | UH6400 GM8035 IC8025 | TT7100
RCPO7 PR1025 | JX1020 | GC1025 | KC522M IC903
RCPO7 | MC7015 | T9115 CA6515 | IPO50S | GC2015 | KCM15 | TS2000 | WSM10 | IC807 | TT9215 RCPO5S PR1225 | CY9020 | GC1030
RCPO5S | US7020 | AH110 | PR915 | IP100S | GC1105 | KC5510 WSMI0S | 1C8025 | TT5080 % M10 | sy JP4020 | GC1130
$ M10 MP9005 | AH905 | PR1025 GC1115 | KCU10 1C907 ” 1P4120
10 US905 | AH8005 | PR1215
" VPO5RT PR1225 z M
VPIORT PR1305 = | ABW RCPO7 | F7030 |GH3330| PR1525 | JX1015 | GC2030 | KC730M | F25M | WSM35 | 1C908 | TT908
= M PR1310 = RCPO5S | VP15TF | AH330 | PR1025 | CY150 KC525M | F30M | WSM35S| 1C928 | TT9030
2 | REN RCPO7 |MC7025| T6120 | CA6525 |IP100S | GC2025 | KCM25 | TP2501 | WMP20S | 1C808 | TT9225 ; M20/ RCPST m%??g ﬁ:]gg PR1225 | CY15 KCU25 | MS2050 | WXM3S
S RCPO7S |US7020 | T6020 |PR915 |HQ8025 | GC1125 | KC5525 | TP2500 | WSM20 | 1C8080 | TT9080 ] MP9120
® MP9015 | T9125 | PR930 KCU25 | TM2000 | WSM20S | IC908 | TT9020 3
z M20 VP20MF | AH630 | PR1025 KC5020 | 752500 @
m $20 UP20M | AH120 | PR1125 RCPO5S | F7030 | AH130 | CA6535 | JX1045 | GC2040 | KC994M | F30M |WSM35 | IC328 | TT8080
3 . AH725 | PR1215 VP30RT | AH140 | PR1535 | JX1060 KC725M | F40M |WSM35S| 1C330 | TT8020
AH8015 | PR1225 M30 MP7030 GX2160 KC7140 WXM35 | 1C830
PR1325 MP7140 JM4060 KCU40
RCPO7S | MC7025 | AH725 | CA6525 | GM8035| GC2035 | KCM35 | TP3500 | WSM30 | IC8080 | TT9235 MP9130 IM4160
MP7035 | T6130 |PR1125 |GX30 KC9240 | TM4000 | WSM30S | IC830 | TT8020
M30 US735 | T6030 | PR1535 RCP04S | MV1020 | T1115 | PR905 | JP4020 | GC3330 | KCK15 | MK1500 | WAK15 | IC5100 | TT6800
VPISTE | AH630 RCK033 | MC5020 JP4120 | GC3220 | KCK20 | MK3000 | WKK25 | DT7150
VP20MF | AH645 F5010 GC3020 | KC915M | TI50M | WKP25S
MS6015 o F5020 GC3040 | KC930M
MP7035 | AH645 | PR1125 | GX30 | GC235 TM4000 IC830 | TT8020 K1SW | KC935M
VI US735 PR1535 1C928 Egg\?v KCPK10
VPI5TF
MS6015 . GC3330
MC5005 | T5105 | CA4505 | HG3305 | GC3205 | KCKO5 | TK1001 | WKKI10S | IC5005 | TT7005
K05 UC5105 T5115 | CA4010 | HX3305 TK1000 | WAK10 RCP04S | VP15TF | AH725 | PR1510 | GX2140 | GC1010 | KTPK20 | MK2500 | WKP35S | IC830 | TT6080
ucs115 RCKO033 | VP2ORT | AH120 | PR1210 | JS4045 | GC1020 | KCPK30 | MK2000 | WPP20 | 1C810
RCKO3 | MC5005 | T515 | CA4505 | HX3305 | GC3210 | KCK15 | TK1001 | WKK10S | IC5010 | TT7015 K30 2:131300 Jgﬂ%‘és gg}ggg Egg;%'\,cl ME$838 :gg?g
RCP04S | MC5015 | T5115 | CA4515 | HG3305 TK1000 | WKK20S | 1C5100 | TT7310
K10 GH110 CY250 | GC1130 | KC525M 1C928
UC5105 | T5125 | CA4115 | HG3315 WAKI0 GH130 KoU40 16950
ucs115 HX3315 WAK20
RCKO3 | MC5015 | T5125 | CA4515 | HX3315 | GC3215 | KCK20 | TK2001 | WKK20S | 1C8150
K20 | RCPO4S | UC5T5 | T9125 | CA4120 | HG3315 TK2000 | WAK20
VPI5TF CA4115 | HG8010 WAK30
UE6110
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NF#EE

N A 7

Applications Recommended

I 23 Sort
Bs XEHE NI =
Grade Surface color Applications Recommended
RBRERE, EATHENIMANOERNNT, LNBRESBYENTHR,
RCP 02 suitable for turning hardworking meterial,such as Nickel base alloy,
superhard meterial.
RCP 07 KERE, TENRENRNGMEER,
purple color coating,cutting for ss,and regular steel.
RCP 08 - - BHEEGRE, U ZNATRY, FHEW, HH®RNT,
&Qf yellow color,general use for ss,steel,castiron.
RCP 41 % RERE, TZETEARNGNOGE, BEES,
black coating, regular milling for major steel.
RCP 04S RERE, I ZETEARNGNEL, BEES,
black coating(thincker),regular turning for major steel.
RCP &1 RERE, BTRG. FTHERNZEH.
brown coating,milling for steel,SS.
RERE, BTFREG. FERNNEH,
RCP 055 A brown coating,turning for steel,SS.
RCP 61 ar RERE, RABKONaNORE, NIRME. FHER.
\ siliver coating,special Nano coating,can be used for steel,SS,alloy.
RCC 31 LABVEE, MAEMBBERE, NEZH.
black and yellow coating,can be used for steel.
RCC 32 A 2ABEE, MBEDBBRERE, WEETH,

black and yellow coating,can be used for steel.

APPLICATIONS RECOMMENDED

‘ RELY

I 23 Sort
Bs XHEAE R FA#EE

Grade Surface color Applications Recommended
REHRE, WEER.

RCC 41 A double coating,only for steel.
WEHRE, MEEH,

RCC 42 A double coating,only for steel.
RERE, NEEH,

RCK O3 A black coating,turning grade.

Website: www.gzrcct.com



TERSAN INSERTS NAMING RULE
3 SERTS GRU @iY

TR &N TR &N

Inserts naming rule Inserts naming rule
— —
PN H O .
I 7R &E#N Inserts naming rule 1 ZJR&E#HA Inserts naming rule
C C M T 1 2 O 4 O 8 S M (5) tIHITIKE Length of cutting edge (6 IKEE Insert thickness
JIR®IR Insert shape &(ISO) RIEER 1SO ANSI
BERZ (ANSI)
@ @ ® @ ® ® @ clo[rRs [T [v[w]| ROELE | e EE(mm) | k% | EBEmm) | &=
D E O I:l A Q Diameter of IC | IC Size | &2 Insert thickness | Code |Insertthickness| Code
: 7 =
— | l— | e | e | e = (inch) | Code 1.59 01 116 1
03 | 04 03 | 06 3.97 532 | 12 1.98 T1 5/64 12
) BRKS Insert shape @ xHnER (3 #iFwE Allowed tolorence 04 | 05 04 | 08 | 08 176 316 | 15 2.38 02 3/32 15
Clearance angle of main cutting edge 05 ‘5 2.78 T2 - -
o T K5 | DRBEMEZ(mm)| RPEICKEZ(mm) EESHEZ(mm) 3.18 03 1/8 2
()80 09 58 093 =3 Code| Tolerancerange |Inscribedcircle Tolerance | Thickness S Tolerance 05 06 05 09 03 556 7132 18 3.97 T3 5/32 25
\85° 82° Code|Clearance angle|Code|Clearance angle 06 7
A B c A £0.005 £0.025 £0.025 06 | 07 06 | 1 | 1 | 04 6.35 s | 2 4.76 04 3/16 5
F £0.005 £0.025 20.013 08 | 09 07 | 13 05 7.94 516 | 25 5.56 05 7132 55
A 3° B 5° - e - 08 8 6.35 06 1/4 4
<:> c 0.013 0.025 0.025 09 | 11 | 09 | 09 | 16 | 16 | 06 9.525 38 3 97;59245 8; 53//1;’ 2
D E H H +0.013 +0.025 +0.013 12 | 10 10 -
12 12
E +0.025 +0.025 +0.025
I:I c | 7k D | 15, 12 | 15 | 12 | 12 | 22 | 22 | 08 12.7 2 | 4 T@ T@
[ ¢ L M G *0.025 +0.013 +0.025 16 | 19 | 15 | 15 | 27 | 27 | 10 15.875 5/8 5
J +0.005 +0.025 +0.05~%0.15 16 16 N _
19 23 19 19 33 33 13 19.05 3/4 6 EEEBNREASTHINRSHAZEANESE
O Q Q E | 20°Q\ F 25° K +0.013 +0.025 +0.05~%0.15 20 20 Thickness is defined as height from bottom of
o p R L +0.025 +0.025 +0.05~+0.15 22 27 22 38 32,225 778 7 insert to the highest part of cutting edge
M £0.08~£0.18 +0.013 +0.05~%0.15 = gg O VR 22554 : -
|:| /\ 6 | z0°l\ N0 N £0.08~20.18 0.025 *0.05~20.15 32 | 38 | 31 | 31 | 54 | 54 | 21 31.75 174 | 10
S T T U +0.13~20.38 +0.013 +0.08~%0.25 32 32
m
Hith Hith
ot P | 1°), 0 o m
v w z iC ic s '
@) TIRKS Nose radius Code BEX®&S Custom Symbols
IS0 ANSI IYNHS, FAKSHEBENSSNEENHES
(@ BE#RMNEXRR Chipbreaker and clamping system 5. = ss =
TIRHEE(mm) S | DR*ER(mm) | KS
Ks axd BLEEE TREE RS axH BRHBIE TREE Noseradius | Code | Noseradius | Code
Code|With/Without|With/Without|Section plane of insert|Code|With/Without|With/Without|Section plane of insert EEf Noradius| 00 000 00
hole chipbreaker hole chipbreaker 0.03 003 001 01
265 0.05 005 .002 013 Wi B K S Chipbreaker code
=] x T % L = p
B With Without Nl without | without [ 0.1 01 .004 02
0.2 02 .008 05 A
0.4 04 1/64 1 E
5 BE >65° b BE 0.8 08 1/32 2 e \
H With Single-side @ R without | Single-side 7 1.2 2 3/64 3 FEe-Y
1.6 16 1116 4 LS SM SF MS
e 2.0 20 5/64 5 &
= x b WRE 2.4 24 3/32 6 9 Q
¢ With Without F Without Double-side @ 2.8 28 7/64 7 Qﬂg
3.2 32 1/8 8 —_—
- (ﬁ?ﬁ%) MA TF ™ PM
= WRE z E=] i BFIIR o BRI R
J With Double-side @ A With Without D:D Round insert l\fO Round insert °
(RHIF)
<65°
=] x A )
w With Without M With | Single-side L 17
<65°
=] BE g WE
T With Single-side G With Double-side @
<65°
Q =] x X L o (5273
With Without Special
<65°
U =] WE
With Double-side * EEETNREBSTHNSSHSZENSE
Thickness is defined as height from bottom of insert to the highest part of cutting edge

-7- Website: www.gzrcct.com



TERIRR

fERIEH

Chipbreaker

I
1 2B )R #E R Negative inserts chipbreaker
Mg ¥ EtE R ERNEE
Application Chip breaker Features Cutting edge shape
f 230
el Xiif, EENZARENELE, |
‘.@ei Large front Angle, low resistance ensure good
chip handling. 15“:%r_/\/
LS
BRWE, A ZHEAFIIURENT B L
B, BRIVERRSBEFE, 30 7] 016
Effective break off, in a wide range of feed ] ———_15°)
field can achieve stable chip treatment,
ensure the cutting effect and strength
- balance.
210 PF
> T
=S
(@)

BEMBNT] (RAE) MHERSERER,
Suppress burr and boundary wear by tilting
the cutting edge(negative direction)

-43

BB, £ Z2HLSREILURENTB L
B, BRTHERSREFE,

Effective break off, in a wide range of feed
field can achieve stable chip treatment,
ensure the cutting effect and strength
balance.

o
o
o~

£
|
A

CHIPBREAKER

fEEIRE

Chipbreaker

‘ RELY

I
1 2B TR 1B Negative inserts chipbreaker
J2PS W E BR FEREEE
Application Chip breaker Features Cutting edge shape
; \ " " . 0.12 | go
BEUNREBENWBE, RAZSTHIEREN 27 %_/—
REM.
The tip strength of this chip-breaker improve
the stability of reaped cutting and light 27n§ 012y go
intermittent. %
MA
0.1
MR, BHSTEINTISHE, ARINI 7o
RRUNINTRSELERA, 20°
Small cutting depth, high feed cutting can
effectively curl chips. Copying processing can 1503%. 0.2
improve chip processing ability.
PM
v g EANNREARNITDEMRRDREBE, BEF 12%? 0.25
38 Fo5LE T HMEERTF DI ERG. %(_
- 7% Positive edge ensure excellent cutting effect
2. and tip strength. It is also helpful to prevent 0.25
(%] o_§ -+
=y the workpiece from piercing the wall to the 9°%
5 19°
Q blade damage.

SM
B T) R U, 12T ) K SR B zmé 012 y go
REM,
The tip strength of this chip-breaker improve
the stability of reaped cutting and light 27°§ 012y go
intermittent.

™

TF

BUNREBENWBE, IWSHSTEHNRHH
Bk,
The tip strength of this chip-breaker ensure
the smooth chip handling with high feed
cutting.

01
5° %20“
0.1
misg%/_
5° 20°

12°

Website: www.gzrcct.com



L pi i CHIPBREAKER QELY
RERE EESE3

Chipbreaker Chipbreaker

I
I EBT] R #E R Positive inserts chipbreaker I EB ]R8 Positive inserts chipbreaker
mig b 8 4 R EREEE J52heS W E BR ERIEE
Application Chip breaker Features Cutting edge shape Application Chip breaker Features Cutting edge shape
0.2
R 5°.
g V £ g _?’! 15°
\ i INTRTSB S B, 7.5° K S0 0038 P bR B
' Small cut deep field subdivision chip. Universal chip-breaker for light cutting. 0.2
w g ¥ .
T S ¢ § _Tj 15
2. fin LS gl PM
5T 5T
=1 RENIR, FAFRNTIBR/NEER, ETXRB 0° o AERNIE, ERERNTIBM/NERER, ETHE 0°
@ HeR, BILEESE T, BRRENTREEREE, {_V/_ 5 HeRR, BILEESETIHF, BRTREN TR ERREE, {_V/_
In the inner diameter processing, this chip «@ In the inner diameter processing, this chip
breaker make the stainless steel chip into a 0.2 breaker make the stainless steel chip into a 0.2
small roll shape, easy to eliminate iron chip, 70 small roll shape, easy to eliminate iron chip, 70
prevent winding the holder, to ensure a stable prevent winding the holder, to ensure a stable
SF finish surface roughness. SM finish surface roughness.

Website: www.gzrcct.com
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TURNING INSERTS

I AENRY
INSERTS FOR PROCESSING STAINLESS STEEL

W
INSERTS FOR PROCESSING STEEL

-10 -

O T%E, HIUWTEKETHE, NMIAEROBRAER
Advantages: reliable giving problem-free machining

® {IHIFEA/N, fifEER
Advantages: cutting resistance small
metal surface treatment good wear resistance



E7]

fERIEH

Chipbreaker

I &8 Chipbreker

SM

PM PR ™

SM O ¥EMTI,; #RIR, 2RAERH, TEREHB

® Designed for semi-fininshing machining;
Sharp cutting edges ensure smooth chip breaking

MA ® NI, ERMEERIFRN
® Designed for finishing machining

MS ® NI, BMIL; HwARH, ERERBNIR, MEE

® Designed for semi-finishing machining & rough machining; Larger land width;
Less likely to cause blade sticking in low speed processing

TF ¢ ERUMEHARFRUEIENATESEEMEINTI
® Designed for processing of high hardness material

PM o NMEMEBEMIER, BERSHNHIDh IR
® Designed for semi-finishing machining of steel; Possess outstanding shock resistance

PR o MEMMEMIER, RERFSNIN0ERE, REEN

® Designed for rough machining; Possess good toughness & high wear resistance

™ ® ¥EMmIT
® Designed for semi-finishing machining

-11 -

fEEIRE

TURNING INSERTS ‘ RELY
Chipbreaker
I

1 E&-AJIH Chipbreker-Negative inserts
h'.;”{\ V /7~ -

LS SF SM
TR 0.4mm
LS o BOHEEEE 20 %Fl_/
MEIRENTF I RERFEERNTEIG, IEBLEMEXREBERS.
. . . . ESIETDIE:
® Chip breaking groove for light cutting 0.6

When the cutting depthis less than the radius R of the tool tip, the chip
treatment performance is greatly improved.

TIREB
13°

SF o EBIKI/BE
FHIBHE LS 5 MS MBI B, BIDH ~ PRI TR ERFNMARRGE,

® Auxiliary chip breakerAuxiliary chip breaker of main chip breaker LS and MS. =7

The light cutting and medium cutting fields can play an excellent role in 9° ﬁ\/
resisting boundary damage.

't

SM o h{HIFKEE TIE 05mm
2RKHIfA, JEMMEE. 25° :
g SMET B ST A NSMET BB IIMLRR. HILEEERE. 150 F’l\’
® Chip breaking groove for medium cutting ETHDE
Two large front corners can effectively break chips. 25¢§ J-5mm
The appearance shape and cutting treatment range of the newly designed 33 4ﬁ_:l\/

MS chip breaking groove are different from those of the
existing MS chip breaking groove.

1B 4 E58E Chip treatment range

4 4
3 3
g 7
R "R
2 2
a a
p SM p
(mm).I (mm) 1 SF ]
0 0
0.1 0.2 0.3 04 0.1 0.2 0.3 04
#s f(mm/rev) ## f(mm/rev)

Website: www.gzrcct.com
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IERTIR

Positive inserts

1 7JF inserts

CCMT09T308-SM

Fmmfi& | APPLICATION

AEWNEBMI, BNIT
Semi-finishing & finishing machining for stainless steel

1EiM%E | ADVANTAGES

hE. ME. ENNTNORSIHXRENXBE. MEMERIF
High shock resistance & wear resistance

-12 -

TURNING INSERTS

IERTIR

Positive inserts

‘ RELY

|
I17JFR inserts
~t
B me Y oo 233
Size = a T T T
Shape of insert Type ® 9 g 9
RE
CCMT060204-SM 0.4 [ N )
CCMT060208-SM 0.8 e O
CCMT09T304-SM 0.4 e O
CCMT09T308-SM 0.8 e O
CCMT120404-SM 0.4 e ©o
CCMT120408-SM 0.8 [ N )
DCMT070204-SM 0.4 e O
DCMT070208-SM 0.8 e O
DCMT11T304-SM 0.4 e O
DCMT11T308-SM 0.8 [ N )
TNMG160404-SM 0.4 e O
TNMG160408-SM 0.8 [ N )
SCMT120404-SM 0.4 e O
__ kRE SCMT120408-SM 0.8 (I )
O]
%‘190"
(mm)
e Type A T d a BS Type A T d a
CC 0602 6.35 2.38 2.8 7° CC_09T3._ 9.525 3.97 4.4 7°
CC_1204. 12.7 476 55 7° DC.0702_ 635 238 28 7°
DC11T3_ 9.525 3.97 4.4 7° TN_1604_ 9.525 3.97 4.4 7°
SC 1204 12.7 4.76 5.5 7°

Website: www.gzrcct.com



E7]

IERTIR

Positive inserts

I
17]JF inserts
o X I X
= g
. £S5 S 9983
Shape of insert Type ® 2 g 3
VBMT160404-SM o o
VBMT160408-SM e o
VCMT160404-SM o o

CCMT060202-MV

8= Type

8= Type

VB_1604._

DC.0702.

VC_1604.

TURNING INSERTS

I JJF inserts

‘ RELY

TIR9ME
Shape of insert

ns

Type

ik
spelis
10d0d
20dod
,0d0d

K RE

[O]

TCMT110204-MV

BS Type

TC 1102_

VC_1604.

A T
6.35 2.38
9.525 3.97
12.7 4.76

Website: www.gzrcct.com
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RAkR

Negative inserts

1 7J5 Inserts

CNMG120408-SM

Fmmfi& | APPLICATION

AEWNEBMI, BNIT
Semi-finishing & finishing machining for stainless steel

HEMmE | ADVANTAGES

hE. ME. ENNTNORSIHXRENXBE. MEMERIF
High shock resistance & wear resistance

-14 -

TURNING INSERTS

b=pabay

Negative inserts

|
1715 Inserts
<t
TR me Y ge 223
Size = a T U U
Shape of insert Type ® o o o
RE - N ~
CNMG120404-SM 0.4 o O
CNMG120408-SM 0.8 o O
d
DNMG150404-SM 0.4 [ I )
DNMG150408-SM 0.8 o O
e
SNMG120404-SM 0.4 o O
SNMG120408-SM 0.8 o O
d
TNMG160404-SM 0.4 o O
TNMG160408-SM 0.8 o O
d
(mm)
BE Type A T d BE Type A T d
CN.1204_ 12.70 4.76(4.42) 5.16 DN_1504_ 12.70 4.76 5.16
SN 1204 12.70 4.76 5.16 TN_1604_ 9.525 4.76 3.81

Website: www.gzrcct.com
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=Pk

Negative inserts

I
17]JR Inserts
” o R~ o X 3D
TR s Size |58 % % 9
Shape of insert Type ® 2 g 3
RE
VNMG160404-SM 0.4 o o
VNMG160408-SM 0.8 o o
WNMG080404-SM 0.4 o o
WNMG080408-SM 0.8 o o
CNMG120404-MS 0.4 o o

SNMG120404-MS 0.4 o0
xR SNMG120408-MS 0.8 o0
ol [I
’:‘vgm T le
(mm)
8BS Type A T d BE Type A T d
VN_1604_ 9.525 4.76 3.81 WN_0804_ 12.70 4.76 5.16
CN_1204. 12.70 4.76 5.16 SN_1204_ 12.70 4.76 5.16

-15 -

TURNING INSERTS

1 7]/ Inserts

R~
TSN LIS e B2 2333
. T g UV UV T
Shape of insert Type ® o o o
P N RN

RE
TNMG160404-MS 0.4 o O

4 = e R

K TNMG160408-MS 0.8 o O
WNMG080404-MS 0.4 o O
WNMG080408-MS 0.8 o O
CNMG120404-MA 0.4 o O

SNMG120404-MA 0.4 o0
__ KRE SNMG120408-MA 0.8 o0
ol [k
90° > T e

(mm)

BE Type A T d BS Type A T d
TN_1604_ 9.525 4.76 3.81 WN_0804_ 12.70 4.76 5.16
CN_1204_ 12.70 4.76 5.16 SN_1204_ 12.70 4.76 5.16

Website: www.gzrcct.com
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=Pk

Negative inserts

I
17]JR Inserts
. o R~ Mo X I I
TR s Size |58 % % 9
Shape of insert Type ® 2 g 3
RE
TNMG160404-MA 0.4 o o
RE I T
< TNMG160408-MA 0.8 o o
WNMG080404-MA 0.4 o o
WNMG080408-MA 0.8 o o
CNMG120404-TF 0.4 o o

TNMG160404-TF 0.4 o O

TNMG160408-TF 0.8 o O
(mm)

BS Type A BS Type A T d
TN_1604_ 9.525 4.76 WN_0804_ 12.70 4.76 5.16
CN_1204. 12.70 4.76 TN 1604 _ 9.525 4.76 3.81

-16 -

TURNING INSERTS

1 7JF Inserts

TS mg RY |go 222
. T g U UV T
Shape of insert Type ® o o o
RE -~
WNMG080404-TF 0.4 o O

KRE b e
WNMGO080408-TF 0.8 o O

&
0
{o]=1e1

(mm)

BS Type A

WN_0804._ 12.70

4.76

5.16

1 1B 1E5EE Chip treatment range

(REW)
4
E 3
S
ap 2
0
0.1 0.2 03 0.4

#es f(mm/rev)

Website: www.gzrcct.com
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WA T

Inserts for steel processing

1 7JF inserts

CCMT09T308-SM

Fmmfi& | APPLICATION

AEWNEBMI, BNIT
Semi-finishing & finishing machining for stainless steel

1Ei%E | ADVANTAGES

hE. ME. ENNTNORSIHXRENXBE. MEMERIF
High shock resistance & wear resistance

-17 -

TURNING INSERTS

W

Steel parts

‘ RELY

I
17]F inserts

NH A mg Ge B9 333
Shape of insert Type - ® o g g
CNMG120404-PM 0.4 o O

'CNMG120408-PM | s oo

CNMG120412.PM | 2 oo

'CNMG160608-PM | 08 | oo

CNMG160612-PM | 2 oo

'CNMG160616-PM | 6 oo

'CNMG190608-PM | s oo

CNMG190612-PM | 2 oo

CNMG190616-PM | e | °co

'CNMG190624-PM | 24 oo
DNMG150404-PM 0.4 o O

(mm)
BE Type A T d BE Type A T d
CN_1204._ 12.70 4.76 516 CN_1606_ 15.875 6.35 6.35
CN_1906_ 19.05 6.35 7.93 DN_1504_ 12.70 6.35 5.16
DN_1506_ 12.70 6.35 5.16 TN _1604_ 9.525 4.76 3.81
TN_2204_ 12.70 4.76 5.16

Website: www.gzrcct.com
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WG

Steel parts

I
171/ inserts
TR s Size |58 % % 9
Shape of insert Type ® 2 g 3
RE
WNMG080404-PM 0.4 o o
RE T e e
< WNMG080408-PM 0.8 o o
WNMG080412-PM 1.2 o o
> e
VNMG160404-PM 0.4 o o

VBMT160404-PM

CCMT060202-PM 0.2 o o

CCMT060204-PM 0.4 o O

} CCMT060208-PM 0.8 [ N )

‘ CCMTO09T304-PM 0.4 o o

55° . N T ¢ CCMT09T308-PM 0.8 o o
(mm)

BE  Type A T d BE Type A T d
TN 1604 9.525 4.76 3.81 WN 0804 12.70 4.76 5.16
CN_1204._ 12.70 4.76 5.16 TN 1604 9.525 4.76 3.81

-18 -

TURNING INSERTS

‘ RELY

17JF inserts
R~
TR ne s EZ 838
. o 0 ) 0
Shape of insert Type ® o S 9
RE
DCMT070202-PM 1.2 o O
DCMTO070204-PM 0.4 o O
DCMT070208-PM 0.8 o O
DCMT11T304-PM 0.4 o O
DCMT11T308-PM 0.8 o O
(mm)
BE Type A T d BE Type A T d
DC 0702_ 6.35 2.38 2.80 DC 11T3_ 9.525 3.97 4.40

1 1B 1E5EE Chip treatment range

(%9)

S PM

(mm) PF

0.1 0.2 0.3 04 05
#4 f(mm/rev)

Website: www.gzrcct.com



%7 TURNING INSERTS @-LY
ZHIBTIR-LS

Turniing inserts

- 15/780° | Ef | B
KRE (mm)
1E=W80° | IEf | B A }d g Type |[KF A T d o«
(mm) ’9‘ a CC.0602 6.35 2.38 28 7°
}d mg Tyee 58 A T 4 a EPSR »-E CC09T3. | 9525 3.97 44 7°
A CC.0301 35 14 19 7°

Shape of insert Type o 2828 828 aa % § § % § §

TIE 5 e RIlwo 2222222222322 3 CCGT 0602003FRL-U | 0.03 L)
Shape ofinsert ype R I N I I ceotoso0i U 01| e
QG R QB L

CCET 0301003 %/ -FSF | 0.03 o0 CCGT 060202F ¥, -U 0-2 bl
'CCET 030101R-FSF | 01 | oee [CCGT 09T3003F*AU 1008 | . O
'CCET 030102%,-FSF | 0.2 | oe (CCOT 09TS0IF™-U | 0 | ] O

'CCET 030104%/-FSF | 04 | e e e CCGT 09T302F ffi.-U 0.2 e o
CCET 0401003 R/ -FSF | 0.03 PRI | (CCGT 0602005MF 4 -U <005 | O
'CCET 040101RL-FSF | 01 | oe [CCGT 06020IMFFAL-U | <01 | O
'CCET 0401028 -FSF | 0.2 | oe [CCGT 060202MF™-U | <02 | O

e L I o o CCGT 060204MF ®/.-U | <0.4 o0
CCET 0301005M R/ -FSF | <0.05 [ I ) CCGTO9T3005MFR/LU <005 ..................... . . ..............................................................
'CCET 03010IMRL-FSF | <01 | oe CCETO9TSOIMFRL-U | <01 | ] O
'CCET 030102MRI-FSF |<0.2 | oo (CCOT 09T302MFY-U <02 | ) O

COET O30t0aM AL Fer ol o o CCGT 09T304MF R/L-U | <0.4 o0
CCET 0401005M ¥l -FSF | <0.05 PP CCGTOs0201ER-U | 01 | O
‘CCET 040101MRL-FSF | <01 | ee [CCGT 0602026FA-U | 02 | O

CCET 040102MR/-FSF |<0.2 | e e CCGT 060204E */.-U 0.4 e o
'CCET 040104MRL-FSF |<0.4 | ee (CCGTO9TBOEM-U |01 | . O
CCET 0301005MR~/ -F | <0.05 o0 (CCGT 09T302E % -U | 0.2 | O S

CCET 03010 R eoq T o o CCGT 09T304E R/L-U 0.4 o0
‘CCET 030102MRL-F <02 | oe [CCBT 06020IMERL-U | <01 | O
'CCET 030104MRL-F  |<0.4 | ee [CCGT 060202ME*A-U | <02 | O

CCET 040101M RI_F <01 PP CCGT 060204ME R/ -U | <0.4 e o
‘CCET 040102M R -F <02 | oe [CCGT 09TB0IME ®-U | <01 | . O
'CCET 040104MR-F | <0.4 | oe (CCET09TS02ME™A-U |<02| O

CCGT 09T304ME R -U | <0.4 o0

-19 - Website: www.gzrcct.com



%7 TURNING INSERTS @-LY
ZHIBTIR-LS

Turniing inserts

e IEW55° | Ef | BA
KRE (mm)
15/780° | Efs | B . mg Type |[KF A T d o«
(mm) E DC_0702_ 6.35 238 28 7°
} ms e | 5§ A T d a »rE DCMT3. | 9525 397 44 79
a CC_0602_ 6.35 2.38 2.8 7°
H»rE T CCO09T3. | 9525 397 44 7 o - » n B
_ R : Shqgf_(ﬁ?jsert %i 52_{9 }%Eg g g g g § § § g g § § § g §,
RE = 6 = n e s
TIE5ME B RYIlwo 2222222222322 3 DCET 0702003 R -FSF | 0.03 ®o o
Shape of insert Type it - s s O - s < O i i R o o
RE = = SRR @R R R e,
CCGT 0602005MF R/L-J [<0.05 I ) DCETO7O202R/LFSF ...... 02 ...................... . . ..............................................................
CCGT060201MFR/LJ <01 """"""""""" .. """""""""""""""""""""""""""""""" DCET 070204 R/, -FSF 0.4 o o
CCGT 060202MFR-J |<02 | e e DCET 11T3003 % -FSF 1003 | O S
CCGT 09T301MF R/.-J <0.05 o O DCET11T301R/LFSF ........ 01 ...................... . . ..............................................................
CCGT 09T302MFR-J | <01 | 1SS — DCET MT302%FSF |02 | O S
[Ty ey D o o T DCET 117304 ¥ -FSF | 0.4 g
CCGT 09T304AH 0.4 PP [DCET 0702005M " -FSF|<005 | O S
CCGT 09T308AH | o8 | e e DCET 070201M%(-FSF |<0.1| O S
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" DCET 070202M R/ -FSF |<0.2 e o
'DCET 070204M R -FSF |<0.4 | ee
DCET 1173005M R/_-FSF | <0.05 o O
DCET 11T30IM R-FSF | <01 | | ee
DCET 11T302MRI-FSF | <02 | oee
DCET 11T304MR/-FSF | <0.4 | oee
DCET 0702005M R/ -F | <0.05 [ I )
DCET 07020M RL-F | <01 | ee
DCET 070202M RL-F <02 | oee
'DCET 070204MRiL-F  |<0.4 | ee
DCET 1T3005MR/L-F  |<0.05 I )
DCET 11T301MRL-F | <01 | | ee
DCET MT302MRL-F <02 | ee
DCET 11T304MRL-F | <04 | oee

-20 - Website: www.gzrcct.com
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ZHIBTIR-LS

Turniing inserts

——
I1E/55° | EA | B4
KRE (mm)
A BME Type § g A T d a
[ E . DC 0702. 6.35 2.38 2.8 7°
NEIF DCT3. | 9525 3.97 44 7°
TR M BS RIlwo 2222222322323 23
Shape of insert Type SN S s s o o s
RE - -
DCGT 0702003 R/.-F 0.03 o o
DCGT 070201 ”RL-F | 01 | oe
'DCGT 070202/ -F | 02| oe
DCGT 0702048 -F | 04 oe
DCGT 1173003 ®/L-F 0.03 [ I )
DCGT MT3O1RL-F | o1 oe
DCGT 11T302RLF | 02| oe
DCGT 1MT304RLF | 04 oe
DCGT 0702005M R/ -F | <0.05 o0
DCGT 07020M Ri-F | <01 oe
DCGT 070202MRL-F | <0.2| oe
'DCGT 070208MRL-F | <0.4| oe
DCGT 11T3005M R/, -F <0.05 [ I )
DCGT 1T30IMRL-F | <01 | oe
DCGT MT302MRLF | <02 oe
DCGT 1MNT304MRLF | <0.4 | oe

TURNING INSERTS

IEm55° | EfA | B

KRE (mm)
:'"-» = R g)
A BE Type ¥ B A T d a
% DC.0702_ 6.35 2.38 2.8 7°
» & DC 11T3. 9525 3.97 4.4 7°
. ) RT_]‘ hlﬁ Q x O X N N N U mm m O X XV O X
Rlakixis ES Size%§%%%%%%%%%%8888
Shape of insert Type - 28 382 29 8 § 3 % § §
DCGT 11T304AH 0.03 )
DCGT 11T308AH 0.1 o0

-21 -
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%7 TURNING INSERTS @-LY
ZHIBTIR-LS

Turniing inserts

e 15/#55° | Ef | B
(mm)
15/160° | Ef | B - mg Type S & A T d o«
KRE e Te | B¢ A T 4 a v VB_1103_ 6.35 318 2.8 5°
LTeoso2 | 476 238 23 11° )‘Epggi """ VB1604. | 9525 476 44 5°
‘/OON Al =, P0s02 T 556 238 30 1t
Ny | [N N 635 238 35 1t
EPSR(%@ ...... RS AU 635 218 B3 RY|@o Z 2 2 2 2 2 B m 2 2 R B B X
5 TP 1603 9525 318 45 11 TR BS size 58 9 9 9 9 929 292298888
Shape of insert Type ® 2 832 2B/ 2Ta g8 2323 3 3
Shape of insert Type c T 2828285823838 ¢8E8 8 _VBET 1103005M%-F |<005| O O ]
TPGH 080201 7L 01 . o &5 VBET 11030MY.-F | <01| ... O
------------------------------------------------------------------------------------------------------------------------------------- VBET 110302MR[.-F <0.2 o O
TPGH 080202 R/, 0.2 O O
Dongs L o - VBGT 1103003%F 003 oo
Teon oson0ar T N o o T VBGTMO301%-F | 01| . e
“ron osozoat R o o T &5 VBGT 110302%-F | 0.2 °© o
TPGH 110202 71 05 P _VBGT 1105005M™.-F 1005 | n AN
eon mosar T R o o T VBGTMO30M Y -F | 01) e
TPGH 110302 °L 02 . o VBGT 110302M R/, -F 0.2 o o
hen Tosoa® T i o o _VBET 1103005M".-Y | <005 oo
eon mosos®. T o [T oo s &5 VBET TIOSOTM -
TPGH 160302 °L 02 . o _VBET 110302M*4-Y
eontsosoart T R o o VBET T10304M .Y
Ao Teen reososn. T o T o o _VBGT 1103003%.-Y
@) : _VBGT 110301 *-Y
- ! TPGH0802O1M/L <O1 ..................... .. ______________________________________________________________ VBGT 110302R/.-Y
R e e VBGT 110304
TPGH 090201M R/ <0.1 [ ) VBGT 110508 7Y
Thoh 09020oM R |<o | T o o _ | VBOT1604027h-Y
........................................ e e @ VBGT 160404 R} -Y
— oty x
TPGH110204MR/L """"" <04 """"""""""" .. VBGT1103003MR/LY <005 .................... . . ______________________________________________________________
- VBGT 110301M R/.-Y | <0.1 o O
TPGH 110302M % | 02 O S VBGT 110302MRL-Y | <0.2| e
TPGH 110304M ® | 04 O S VBGT 110304MRL-Y |<0.4| ee®
TPGH 110308M f. | <0.8 oo VeoT Tos0eMALy sl o o
TPGH 160302M R/ <0.2 [ N )
TPGH 160304M B |<04 | ee
TPGH 160308M . |<08 | oo

Website: www.gzrcct.com
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ZHIBTIR-LS

Turniing inserts

——
1E£/]60° | EA | B
K RE (mm)
3 mg Type | J X A T d a
& ANy } ______ weoeor [ 397 159 25 5
EPSS(I;) T WB_0802 476 238 23 5°
Shape of insert Type T o o o o & & a0 0 O 0O 0 O O O
RE R T I
WBGT 060101M R/ -CF | <0.1 [ I )
‘WBGT 060102M Fi(-CF |<0.2 | oo
WBGT 060101MP R/ -CF | <0.1 e o
‘WBGT 060102MPRI-CF |<0.2 | oo
WBGT 0601003 ®/.-F 0.03 e o
‘WBGT 060101 % -F | o1 oo
‘WBGT 060102%-F | 0.2 | oe
‘WBGT 060104 %(-F | 0.4 | oo
WBGT 0802003 R/.-F | 0.03 o o
‘WBGT 0080201%4-F | 01 | oo
‘WBGT 080202%-F | 02 | oe
‘WBGT 080204%-F | 0.4 | oo
WBGT 060101M R/ -F <0.1 [ )
‘WBGT 060102M ®i-F  |<0.2 | oe
‘WBGT 060104M ®i-F | <0.4 | oo
WBGT 0080201M R/ -F | <0.1 e o
‘WBGT 080202M ¥-F |<0.2 | oo
‘WBGT 080204M F/(-F  |<0.4 | oe

-23-

TURNING INSERTS

ZHIBTI R

Turniing inserts

118458 Chip treatment range

(RER)

(mm)

S
01 0.2 03 04

#s f(mm/rev)

o AEITIF &R Negative inserts chipbreaker
23°)$I\/_

15°

e [EBITIF#&ER Positive inserts chipbreaker

e {T_/—t

Website: www.gzrcct.com
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MILLING INSERTS

I HNMX

WRHI2MIEIT), @F%as, BRAME. SHESI0I.

i, BRPDEIRESmmMax,

Economical: 12 Cutting Edges High Feed Milling inserts;
Machining versatility over a wide range of materials;
Excellent wear ressistance;Depth of cuts up to 5mmMax.




7]

G

Milling inserts

|
1 887171/ Milling inserts
BA it} 5 o 5 5 5 T RBE TS M
= 1:.5 a [Iﬁlil
linsert Shape Order NO E 3 2 g 2 Holder
- = oo w N
APKT1003PDSR-76 ° ° ° ° ° EHTR/ISCAR
R - «:.........T"‘\i
APKT100305 ) ) ) ) ) FHT£/ISCAR
Cll =4 APKT100308 ° ® ° ° ) BEE/ISCAR
\ APKT100312 ° ° ° ° ° EHr£/ISCAR
APKT100320 ° ° ° ° ° fREFK/ISCAR
R390-11T304-PM ° ) ) ) ) 45455 /SANDVIK
R390-11T308-PM ° ° ° ° ° L4452/ SANDVIK
R390-11T308-PL ) ) ) ) ) 45455 /SANDVIK
R390-11T304-PL ° ) ) ) ) 45455/ SANDVIK
APKT1135-H2 ° ) ) ) ) =%/MITSUBISHI
APKT1135-M2 ° ) ) ) ) =%/MITSUBISHI
APKT1135-DL ) ) ) ) ) &£ E/DURACARB
— 3 APKT1604-M2 ° ) ) ) ) =%/MITSUBISHI
n. APKT1604-H2 ° ) ) ) ) =#/MITSUBISHI
APKT1604-DL ° ) ) ) ) &£ E/DURACARB
APKT1604PDSR-76 ° ) ) ) ) fRHTK/ISCAR
APKT1705PER-EM ° ) ) ) ) #5E%/TAEGU TEC
R390-170408-PM ) ) ) ) ) 45455 /SANDVIK
R390-180612-PM ) ) ) ) ) 4455 /SANDVIK
RPMW08T2MO-GM ° ) ) ) ) B %/GENERAL
RPMWO0802MO ° ® ° ° ° B %/GENERAL

-25-

MILLING INSERTS

1 887371/ Milling inserts

‘ RELY

) Py} Py} Py} )
BER B % Q % 8 % CEI AL EY
linsert Shape Order NO ~ a o S o Holder
ey = @ @ o
* RPMWO08T2MO-NT (] () (] (] o 1B3/GENERAL
RPMW1003MO-DL (] () (] o (] %K Z/DURACARB
RDMW10T3MO (] (] ([ ([ ([ B3/GENERAL
RDMT10T3MO [ ] [ ] [ ] ([ ([ E3/GENERAL
RCKT10T3MO () () () () o 454 52/SANDVIK
RDMW1003MO (] (] (] (] o B3/GENERAL
* RDMW1204MOT-PM (] (] (] ([ ([ E3/GENERAL
* RDMW1204MOT-PR (] (] (] ([ ([ B3/GENERAL
RPMT1204MO-DL () () (] (] o #ZFEZ/DURACARB
RPET1204MO-A (] () (] (] (] =2/MITSUBISHI
RDMX1204MO-GM (] (] (] (] ([ H3Z/HITACHI

*APKT&FI{ERCP41&RCP51HES, M LLS/cost-effective grade choice :RCP41& RCP51
*RPMWO8T2MO-NT:##J7JR/SHARP ANGLE

*RDMW1204MOT-PM:64 /6 DOT

*RDMW1204MOT-PR:3 4%/ HAVE NO DOT

Website: www.gzrcct.com
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G

Milling inserts

I
I 887171/ Milling inserts
BRE B g g g g g TR TR e
5 _% o oo
linsert Shape Order NO E 3 2 9 2 Holder
= - 5] I ]
RCKT1204MO ([ J ([ J ([ J ([ J ([ J L4452/ SANDVIK
RCMX1606MO [ J [ J [ J [ J [ J iB3/GENERAL
RCKT1606MO (] (] (] (] (] B3 /GENERAL
* RCKT1606MO-NT [ J ([ J ([ J ([ J [ J B 3/GENERAL
* RDMW1605MOT-PM [ J ([ J ([ J ([ J ([ 1E%5/GENERAL
RDMW1605MO () (] (] (] (] iB%/GENERAL
RDMW1604MO () (] (] (] [ ] iB#/GENERAL
LPGT010210ER-GM ([ J ([ J ([ J ([ J (] 58 R/IKYOCERA
EDHT0402ER-CM () () (] (] () &AN/DIJET
MPHW060308 (] (] (] (] (] B3Z/HITACHI

MILLING INSERTS

1 887371/ Milling inserts

‘ RELY

*RCKT1606MO-NT:## JJR/SHARP ANGLE
*RDMW1605MOT-PM: 61 /6 DOT

BER B g g g g g CEI AL EY

= |% o] 4 oo

linsert Shape Order NO E 5 § 8 2 Holder

[ 8 N
YPHW100308ZER o ] (] (] (] & N/DIJET
EPMT060320 ([ (] ([ ([ ([ HRIE/TUNGALOY
EPNW060320 [ ([ ([ ([ [ HIE/TUNGALOY
ENMU100412 ZER-PM (] (] ([ ([ ([ #7X/DIJET
A
-.
: e |

SOMT100420ER-GM o ] o o (] 4 E7/TAEGU TEC
SOMT140520ER-GM ] [ o o [ ] 45 E 5/ TAEGU TEC
LNMX100608PNR-MM o (] o o (] KORLOY/5=&#
LNMX151008PNR-MM o [ ] (] (] KORLOY/m&#
WNMX09T312NN-MM o ) (] (] (] KORLOY /52 & #
RDMX0905ZEER-M (] (] (] (] o BHRKYF/PRAMET
RDKT090530 ER-FM ([ ([ ([ ([ ([ BHRCKYF/PRAMET
PDGWO090530-NT ] o o o o ERIKYF/PRAMET
RDMW090530 SR o ] (] (] o ERKYF/PRAMET

Website: www.gzrcct.com
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Milling inserts

I
I 887171/ Milling inserts
BRE B (;g g g g g TR TR e
5 _,I=l§ o oo
linsert Shape Order NO E 3 2 g 2 Holder
- = [e3) o N

ADMX160608 SR-M ([ J ([ J ([ J ([ J ([ J BRKF/PRAMET
LNGX120508ER-M ([ J ([ J ([ J ([ J ([ J BHKEF/PRAMET
LNGX160708-NT [ J [ J [ J [ J [ J BRKS/PRAMET
WDMWO080520ZTR (] (] (] (] (] HAN/DIJET
WPMWO080615ZSR ([ J ([ J ([ J ([ J ([ #HN/DIJET
XNHUO605ANR-MLW ([ J ([ J ([ J ([ J (] $5E7/TAEGU TEC
XNHUO906ANTN (] (] (] (] (] 4 ER/TAEGU TEC
TNGX2207PNTN () () (] (] (] 45 E7R/TAEGU TEC
XNKT060405 ([ J ([ J ([ J ([ J ([ J KORLOY/m= & #
XNKT080508 [ J [ J [ J [ J [ J KORLOY/m&EHF
4NKT060308R-M (] (] (] (] (] %5 E 5 /TAEGU TEC

MILLING INSERTS

Gl

Milling inserts

‘ RELY

|
IRT
D* 90° s
[ é} ? |
1 §] &J 150 =
R¥lq >
(mm)
RT070204R-81 ®2/Order NO D s b1 I R T
RT070204R-81 43 238 22 64 04 1.1
RT100308R-81 635 34 29 91 08 16
FiTE=] BEI ALY
Order NO RCP41 RCP51 RCP08 RCC033 RCPO2 Holder
RT070204R-81 o [ ) [ ) ® ® SAFTY
RT100308R-81 o [ ) [ ) o o SAFTY
I1BLMP
A g S

(mm)

BLMPO603R #BS/Order NO A B S D1
WEHNRA, HrEliERis, KIEIED, g Ai BLMPO0603R-M 9 6.38 3.75 3.2
Economical: 4 Cutting Edges; High Productivity: BLMP0904R-M 1.9 918 48 42
Excellent performance at high feed milling. ELMP1306R-M
Bs AR BT AT m g
Order NO RCP 41 RCP51 RCP08 RCCO033 RCPO2 Holder
BLMP0603R-M [ J [ J [ J [ J ([ 5 E5=/TAEGU TEC
BLMP0904R-M [ J [ J [ J [ J ([ B %/TAEGU TEC
BLMP1306R-M [ J [ J [ J [ J (] $$E 5/ TAEGU TEC

Website: www.gzrcct.com
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Milling inserts

1JDMT

A [
L2
v - 11

L1 Sl
(mm)
JOMT #E5/Order NO L1 L2 s1
INETI R, BT E, oSSIEAgEE JDMTO070204R 6.4 430 245
High feed miIIing; Improved wear and heat resistance. JDMTO070208R 6.4 4.30 2.45
s o] 3K e J] T @ hE
Order NO RCP41 RCP51 RCP08 RCCO033 RCO2 Holder
JDMT070204R o [ ] [ ] o [ J ZHIE/TUNGALOY
JDMT070208R [ J [ J [ J [ J [ J F=HE/TUNGALOY
ILNMU
P T
: } A : z
B
A4
R
(mm)
LNMUO303ZER-MJ #5/Order NO A B T R

REA, OMIEA, Rits, BREILTHREAESN
RATPRTEXIMm, EATFTREWRNNENSE,
Economical: 4 Cutting Edges; Low cutting load and
Improved Stability; Depth of cuts up to Tmm; Suitable
for low power manchining.

LNMUO030310 ZER-MJ 11.59 6.0 4.29 1.2

BS o] % B 7 #F aa b8
Order NO RCP41 RCP51 RCP08 RCCO033 RCPO2 Holder
LNMU030310 ZER-MJ ° ° ° ° ° HEE/TUNGALOY

MILLING INSERTS

‘ RELY

AN
A
o c D1
< A
RE
(mm)
WNMUO80408EN-GM BE/Order NO Ic s D1 BS RE
WEANE, HHEES, KREMRART, LEER, B, WNMU040308 EN-GM 14.02 6.65 62 1.7 0.4
MEERIEH, MBIz, WNMU040310 EN-GM 1402 665 62 17 04
Economical: 4 Cutting Edges; Large dip Angle. WNMUO0B0608 EN-GM
WNMU080612 EN-GM 14.02 665 62 13 0.8
WNMUO080616 EN-GM 14.02 665 62 13 0.8

s RCP41 RCP51 RCP08 RCCO033 RCPO02 Rl i
WNMUO040308 EN-GM () () () () () HE/KYOCERA
WNMU040310 EN-GM ) ) ) ) ) HE&/KYOCERA
WNMU080608 EN-GM ) ) ) ) ) R&/KYOCERA
WNMUO080612 EN-GM ) ) ) ) ) H&/KYOCERA
WNMU080616 EN-GM ) ) ) ) ) R&IKYOCERA

I XNEX

XNEX080608-TR

RANT), BFER, AEEEH, WENTEES, XA

E—TBAE T BRI, BB,

Economical: 6 Cutting Edges; Wide chip-breaker;

Superrior wear resistance.

oS RCP41 RCP51 RCP08 RCCO033 RCPO02 TREIF 2R

XNEX040308 TR ) ) ) ) ) WS/SECO
XNEX080608 TR ) ) ) ) ) LIE/SECO

-28 -
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Milling inserts

ISDMT

SDMT1205ZDTN

mARBESNIIR, 5. &FER, FHRRITKERS
TDREAAERYE, BRTR2mMmMax,

Economical: 4 Cutting Edges High Feed Milling inserts;
Improved resistance;Depth of cuts up to 2mmMax.

|
RE
/N
@ D1
\ 4
S
(mm)
#5/Order NO A ] RE D1

SDMT120512-GM

12.7 5.56 15 4.4

SDMT150512-GM

15.875 5.56 15 4.4

BS BEI k)
OKE?NO RCP 41 RCP51 RCP08 RCCO033 RCPO02 Howeﬁn
SDMT120512-GM [ (] ([ @ @ BR#4/ZCCD
SDMT150512-GM ([ ([ [ ] [ [ BR$4/ZCCD
1 3PKT
RE‘

w]
>
o

T
3PKT100408R-M
PIHIEER, IR, SHIRRT, DOEFME, FREHK.
Charp Edge; Good chip flow increases tool life and machinability.
Bs T[ 3% Be 7] hE
Order NO RCP 41 RCP51 RCP08 RCC033 RCPO2 Holder
3PKT100408R-M [ ] [ J [ J [ J [ J ZIE/TUNGALOY
3PKT150508R-M [ J [ J [ J [ J [ J 45 E 5 /TAEGU TEC

MILLING INSERTS

‘ RELY

IPNMU

LT

>l

PNMUO905XNER
REIOMIEE, 8. EFER, EH, KR,
Rites, REA,

Economical: 10 Cutting Edges High Feed Milling inserts;
Excellent performance for heavy-cutting milling.

S EES LT
OriarNG RCP41 RCP51 RCP08 RCCO033 RCPO02 felit
PNMUO905XNER-GM [ ] ] ] [ ] [ J RE/KYOCERA
IHNMX

#N
N

<«
(mm)
HNMX0906 #5/Order NO D S D1
WEI2NMIET, &% ¥ae, EREE. SHEMNTI. HNMX0906ANSN-R 16.5 6.35 4.9
fiEE, BRTERESmmMax,
Economical: 12 Cutting Edges High Feed Milling inserts;
Machining versatility over a wide range of materials;
Excellent wear ressistance;Depth of cuts up to 5mmMax.
Bs BE k)
OrderNO RCP41 RCP51 RCP08 RCCO033 RCPO02 il
HNMX0906ANSN-R ([ [ ] ([ ] ([ ([ BRKEF/PRAMET
HNGX0906ANSN-R [ J [ J [ J [ J [ J BRKF/PRAMET

Website: www.gzrcct.com
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Milling inserts

I
ILOGU
Ra
O |v w
(mm)
LOGUO30310ER-GM ES/Order NO A T D w R
REREL TR, TEMWE, LOGUO30310ER-GM 6.2 3.96 345 119 1.0
High feed milling;Improved wear and heat resistance. LOGUO30310ER-GMNT 62 396 345 119 1.0
Bs CES Yk e-)
Order NO RCP 41 RCP51 RCP08 RCCO033 RCPO02 Holder
LOGUO30310ER-GM [ J ([ (] (] (] REIKYOCERA
LOGUO30310ER-GMNT [ J [ J [ ] (] (] RE&EIKYOCERA
I SNMX
S ®
A &
Je
Q) N
& L
(mm)
SNMX1206ANN-MM #5/Order NO Ic S R D
"Z"ENGITISTIAFETI K, IEIEAE, AEE, SNMX1205ANN 127 62 08 6.0
FRIET TR B9fEREFH K. SNMX120512 FM 127 62 08 6.0
Economical: 8 Cutting Edges; Low cutting load
enssures excellent tool life.
Bs oI B 7] A kg
Order NO RCP 41 RCP51 RCP08 RCCO033 RCPO02 Holder
SNMX1206ANN ([ ([ ] ([ ([ ([ E/R¥S/WALTER
SNMX120612 FM ([ [ ] [ ([ ([ E/R¥S/WALTER

*SNMX1206 ANN:F57# 8 Chipbreaker: F57
*SNMX120612 FM:F27# 8 Chipbreaker: F27

-30-

MILLING INSERTS

I ANGU

BS

‘ RELY

ANGU
pilR= o] B J] AT am h2
Order NO RCP41 RCP51 RCP08 RCCO033 RCPO02 Holder
ANGU110404SRGE ° ° ° ° ° 5 48/KENNAMETAL
ANGU110408SRGE ° ° ° ° ° SAFTY
ANGU15T604SRGE ° ° ° ° ° SAFTY
ANGU15T608SRGE ° ° ° ° ° 4@ %/ TAEGU TEC
ANGU15T612SRGE ° ° ° ° Y 4@ 5/ TAEGU TEC
ILNMX
ID1
<« > <« >
(mm)
LNMX151008PNR-MM BE/Order NO D T R D1
LNMX100608PNR-MM 6.5 6.5 0.8 3.5
LNMX151008PNR-MM 10 10 0.8 4.5
Bs o] 45 B 7 #F am hE
oS o RCP41 RCP51 RCP08 RCCO033 RCPO02 Akl
LNMX100608PNR-MM ° ° ° ° ° KORLOY/5=3& &
LNMX151008PNR-MM ° ° ° ° ° KORLOY/553&

Website: www.gzrcct.com
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Milling inserts

|
I APKT
) |6} ”
N ——
LOGUO30310ER-GM
BS o3& B T FF kR
order NO RCP41 RCP51 RCP08 RCCO033 RCPO02 Ho g™
APKT16PER-EM [ ) [ ) [ ) [ ) o ¥ E5w/TAEGU TEC
APKT170508PER-EM [ ) [ ) o o o ¥ ET/TAEGU TEC
APKT170516PER-EM [ ) [ ) [ ) o ® ¥ E=/TAEGU TEC
APKT170524PER-EM [ ) [ ) o o o ¥ E5/TAEGU TEC
APKT170530PEM-EM [ ] [ ) o o o ¥ E5/TAEGU TEC

-31-

MILLING INSERTS

Bk T]

Ball milliing

‘ RELY

|
1P3200&P3202
» | 4B " v
® ® * 5 :
O/ i Ceed
P3200/P3202:R4 R5 R6 R7 R8 R9 R10 R12.5 4 e
(mm)
o : o)
B - 7 R Size B 3833833833833 3
£3 74 RSO . S I O . G S G S
@ e | D S L d B N - I N = R R - B R
] - wn - N w >
P3200/P3202-D08 2 8 2 4 3 [ J [ J
P3200/P3202-D10 2 10 25 5 4 [ J [ J
P3200/P3202-D12 2 12 25 6 5 [ J [ J
P3200/P3202-D16 2 16 3 6 5 [ J [ J
P3200/P3202-D20 2 20 3 6 5 [ J [ J
P3200/P3202-D25 2 25 4 9 6 [ J [ J
P3200/P3202-D30 2 30 5 10 8 [ J [ J
P3200/P3202-D32 2 32 5 10 8 [ J [ J
1P3204
Y
A S
- L b A
6 v < >
P3204 P3204 P3204 P3204 P3204 d lq
D25/R12.5 D16/R8 D10/R5 D12/R6 D20/R10
(mm)
% i ()
sy | BE Rysze B2 3232 333333233333
%g 78 g © U U U U U U U U U O O O O
® e D S L d SRR IBEL IRV S &S 8 3
@ = W = N w b
P3204-D08 2 8 2 4 3 [ J [ J
P3204-D10 2 10 25 5 4 [ J [ J
P3204-D12 2 12 25 6 5 [ J [ J
P3204-D16 2 16 3 6 5 [ J [ J
P3204-D20 2 20 3 6 5 [ J [ J
P3204-D25 2 25 4 9 6 [ J [ J
P3204-D30 2 30 5 10 8 [ J [ J
P3204-D32 2 32 5 10 8 [ J [ J

Website: www.gzrcct.com
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I ADVANTAGES

ORI/, il iR
Cutting resistance small
metal surface treatment good wear resistance




EEME
EEHEE
Cermet

I£EMEENX Cermet definition

EEMEEXFBiFEcermetdcerametZHceramic (&) #metal (£8) £48WMHN.,
EEMER—MESHH, EHNEXNEARNBEERRE, W: ENEXIHEENESEARN—TME,
FHMRESHEFIRNBESSENESHH.

(FiE) EXH: HEBRUMERMHKNYE, RESENEENRERS, NAENNETREYE,
BENMSE. SREMNRASNEES,

ZEASTMELZRSEXA: —HBHEREHECES— NI SHHEEHEMKN,
EHNRNEEMH, HPEFELGH15% ~ 85% RS H, INEHENEET,
ERMNBEBZBNBBERS/N,

AEXNAEEXNEEHEREESHHMIERIBENE=-4=E LHEFERBH—XMH,

The English word cermet or ceramet is made of the combination of ceramic and metal.
Cermetis a kind of composite material, its definition is slightly different in different periods,
such as: some definition by a material composed of ceramics and metals, or ceramic and metal
composites made by powder metallurgy.

"Cihai" defined as: materials made from metal and ceramic raw materials, combined with some
advantages of metal and ceramic, such as toughness and flexural resistance of the former,
high temperature resistance, high strength and oxidation resistance of the latter.

The ASTM Professional Committee defines it as a heterogeneous composite material consisting

of ametal or alloy and one or more ceramic phases, in which the latter accounts for about

15% ~ 85% of the volume fraction,and at the temperature of preparation, the solubility between the
metal and ceramic phases is quite small.

In anarrow sense, Cermet refers to a class of materials in which metal and ceramic phases
have interfaces in three-dimensional space.

| £E/S Grade

® [En4ALR (Nb/ToflE#h) CN
Surrounding tissue (Nb/Tof0E4ts) CN

® 1% TIiCN
nucleus TiCN

7

® Co&Ni

EEWESCIOMRERRFBFERKRMBEXT500

-33-

CERMET

| £/ S Grade

FEMS: TICN+NbC
Rig: MENI (2EEHR)
main component: TICN+NbC
Purpose: steel finishing
(all-round material)

141 Characteristic

‘ RELY

FEMS: TiICN+TaC
Ri&: WEEEINT GEELEN)
main component: TICN+TaC
Purpose: steel milling processing
(focus onred hardness)

FEMS: TiCN+TaC
% WERBNT GEERIMY)
main component: TICN+TaC
Purpose: semi-finishing steel
(focus on strength and toughness)

M&EERTI A

SMBR, EENE, FEHETENSEY, ENRBEBREERENIMN,
Silvery appearance , metallic luster, non - grinding surface with slight snow
pattern, the domestic closest to the appearance of Japanese cermet.

M&EERTI A~

ERRENO#KIZ, RIETRIBREHYINE, KERREK, B3,
Domestic unique edge passivation technology, uniform passiv-ation of tip and
wings, passivation of waterfall flow, sharp + strong.

GEHIERIIK

AEILR RERBIOLERR, BRHEEFARNNIER, HEE. RE. JTIEMH.
Provide different cutting edge treatment schemes in different working
conditions, effectively meet the customer's different processing requirements,
roughness, brightness, cut mark inhibition, efficiency, stability.

GEHIRTI A

BETFERIDOEHNE, BHRAKKE, ARRBET0OEHIZ, BR0FNIiE (8% WK,
From the Japanese cutting edge grinding standard, more optimization and
improvement, micron level precision cutting edge control process, super
inhibition of processing white (white turbidity) phenomenon.

Website: www.gzrcct.com



EERE
EREMEE
Cermet

I 8% Superiority

01. ZH0HI Light cutting

FETFEREENE—ERE, SEWENESECERER

BNDRENNBEHERSE, RIEEERF, TESEHEK,
Different from the single hard phase of hard alloy,

the solid solution composite hard phase of cermet
has the characteristics of self-sharpening wear
similar to that of grinding wheel, better
maintenance and longer working life.

02. EK & Longer life

FMEREE (EMAWCHKKES) TIRHEL, EBBE (EM

ATICN) IKREEWERRHER, NEIENER,
Cermet (principal component TiCN) and ferrous

metals have a lower coefficient of friction than
carbide (principal component WC tungsten carbide)
blades, resulting in lighter cutting.

03. MIXERERF
Machining surface quality improvement

EME (EMHATICN) IKRERHENNHER, DHIE
NRIMBENBERN (REE) £, BRRANIERE
RE, EBEWHEMNI,

Cermet (principal component TiCN) has a lower
affinity with ferrous metals, resulting in less fusion
reaction (built-up edge) between the tool tip and the
material during cutting. Effectively improve the
quality of machining surface. Suitable for steel parts
processing.

04. 4K R Sustainable development

SEMENERS (TIK) ERLNEETSTERSSHN
ERS (W) , TEREERRKENTFREN, EGHNTH
ZRITKRE,

The reserves of the principal component of cermet
(Ti titanium) on Earth are much higher than those of
the principal component of cemented carbide (W
tungsten), and the product is less disturbed by the
fluctuation of raw material cost, which is more
conducive to sustainable long-term development.

-34-

CERMET

10BN TNl TE XY L

‘ RELY

Machining surface comparison after cutting

ESEWE
Cermet

HEREE
Cement carbide
inserts

Rz=1.6pm

Rz=3.4pm

SCM435 Steel, Dry Cut, CNMG1204082 A KB
VxDOCxF=200m/min x 2.0mm x 0.20mm/rev

Fe (¥, Iron) Fe (£, Iron)
Contact Angle Eft R E Solubility BfEE
WE 0° 7%
TiC 125° <0.5%
Ti(C,N) 132° 0%

| /& M &A1 45 M 70 {58 R 1B R 1R

Cermet material properties and use problem solving

EEME (cermet) XPZMRKEMWE (ceramic) —HR
B, &€& (metal) —HRBEH, EEHENERESHN
RN ER. €SERENERSSNEARISEERNB AR,
ESEMENTERMNRANE,. ERESHEIERNERS.

The name cermet is as hard as ceramic and as
strong as metal. The main components of cermet are
titanium and tantalum, and the main components of
hard alloy are tungsten.

BEHNENES. RAZ0SANMER, BLIRERESS
TEREIMAE ., DREFEBHT—HS ITHNAR, WR
NREEBE, NMIASER/FER. SEAERIIFNHT
Bl, MEAFMECTHETRENFRSEYR . RERIFNOMH
Bk, SR SHEENNER. AtEREERETIRTHE
Wit. URERERSESBHELERE. NMIEHENISER
R, #TERREPIN. EPOMETERSEIBRA
g, BEEHENASZREZNIAR. SEEEZNINH
HNREMR. EREEMECERS., SEMERKEENN

Website: www.gzrcct.com
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EEHEE
Cermet

| £EMEEM RS TR 2 =R

Cermet material properties and use problem solving

RANE, AMENREMMNENE, KNENEERENES,
EUSHERANES, PEMS. SZHIARD, B, £8EHE
EXRERTEMIIAS, HHOEHMI,

Tungsten has a high affinity with iron and is easy to
alloying, Therefore, when cutting steel with carbide
tool, the tip of the tool will melt a part of the
workpiece. if the tip of the tool dissolved, the
processing surface will become not beautiful,
resulting in not good cutting.While titanium and
tantalum can also be used in biological materials
such as rings and watches, have good corrosion
resistance, especially low affinity with iron.
Therefore, the use of cermet cutting tool steel is
difficult to dissolve like carbide, processing surface
can also be processed very beautiful. When cutting
metal end face, there may be white turbidity near
the center, but cermet is not easy to occur this
phenomenon.Cermet is the best material for steel
processing. But cermet has its drawbacks. Cermet is
a structure made of titanium and tantalum, the main
components of which are solidified with an
adhesive. Titanium and tantalum have high
chemical stability, and are difficult to combine with

SRMEZFHTRERELFTE DAL
Wear forms and cutting forces of cermet
turning tools

ﬁiﬁ Machined surface
/ /[ omIR

Cutting tool
/B¢

&o
el

S
Pok®
s P Y T —
Cutoff angle
BINIE
am]ﬂ Material to be cut Machined surface

the adhesive, weak impact and prone to notching.
So cermet is not suitable for intermittent cutting
with impact processing.

B, BENRESERE. RBEN, MHIRNIREE
. HEMAKBETERE. BTIHENSENNRESR
£, SHUIKRHUHSHIARY (HE, RO) . BRER
EEMEN. PEEN. URERKBSHEIERAE. ATR
ERESE, BoSRMEMRANTHMENRESEREN
TR, EEMENBTER—TE.

In addition, titanium and tantalum have low heat
conductivity and small heat capacity, and the
cutting tool tip is easy to store heat. After applying
water-soluble cutting fluid, thermal cracks (cracks
and notches) may occur at the tool tip due to the
difference in heat level between cutting and idling.
Therefore, when using cermet, the impact should be
small, and it is better not to use water-soluble
cutting fluid. In order to improve the thermal
conductivity, some cermet materials have added
trace elements with high thermal conductivity. This
method is applied in cermet.

Crescent pit abrasion

| RFEER/NE
| BENEBRER

Wear of rear-eutter face ™.,
i‘ L1 S
| s
|

N S -
§ U
J!'I:l !|1i b

o

~

- = )
EnEmmvL
Wear of rear cutter face"Vb" BN iﬁﬂﬁ

Wear of rear
cutter face

® NREIHERIKX, SWNENIARIBEFERRII,
If the rear cutter face wear is too large, it will have

an adverse effect on the dimensional accuracy of
the machined surface.

-

CERMET

‘ RELY

EMEZEHTREEREXATE DAL
Wear forms and cutting forces of cermet

turning tools

® ERAIH:
SEATKE, IHALEX, BABREZ/N, BEHBRT
REBE, BEAARE, MIFRE,
Ideal cutting:
When the front Angle increases, the cutting Angle

ent alsoincreases, and the wedge Angle becomes

smaller, which can not ensure the strength of the
tool tip, and the back component force reverses
and the processing is unstable.

| £EMEEIRBE RS R Cermet cutting problem solution

01. BTIE&"Vb"
REER
Plastic
deformation
rear tool wear
"Vb" two wings
wear

-35-

RA:

BTNEHRS®EMHAMBKBEMOLA, FUABENGIEERSHERZTE, EHRINEIMERE
AL, ZEZSIENERBEEEIBTEHFENRER—PSHA, BKENITNEHREZES
MRE, BTESEERBGSIEN., KN, URHFIRKREIMEHRAGE", "SL"SEETEHN
A, WPEEDSE—S LA, BEEREE/EAR, EXTUIREZRER,

XK
ERMEREEFREEFSNHISEMENS, BIHIEERBIEHNKE, LR NER
THEZRE., REHA,

Reasons:

The back tool face is in contact with the material being cut for a long time, so the
usual back tool face wear is caused by friction, occurs when the material being cut is
hard. The wear caused by this friction is also often further amplified by the heat
generated by the cutting. Therefore, when machining materials whose cutting heat
is easy to become high, abnormal wear on the back tool face will also appear. At this
time, if the tool tip is called "edge collapse”, "elbow" and other plastic deformation
problems, the cutting resistance will further rise, and the rear tool face wear

becomes greater. Butit's kind of a secondary cause.

Countermeasures:

Choose a tougher wear resistance higher Shengong cermet brand, will reduce the
cutting speed to an appropriate level. It is also easy to occur in the case of small
feed. Increase the feed.

Website: www.gzrcct.com
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Cermet

| £EMETEIRBMRER AR Cermet cutting problem solution

02. HITIE#E
BT EERE
Frontknife wear
crescent pit wear

% |

03. ZIRTIRFHL
Secondary tool
tip formation

o

Stpaniiod

RA:
HHERASEATIRNERABIBHEM L., AIJJHER, BETNRAENISEREXE,
TNHENELRER/ARE, ESHAAENETE, BUIBRY X, EHI2E, XERENINER
SZTEENMHIAEREBRNMREN, SZHINRE, S5, MRIIREELD 0T E ME
PESRN (ENES) N, ZOBEESZHN,

R
1. BREIERE#S, TEERARE. 2. 18N5/A. 3. FAPVDREEEWE.

Reasons:

Front face wear is mostly caused by the component of the tip being carried away by
the chip. The front tool surface is worn, and the tool tip becomes a high-temperature
aggregation area at first. The organization of the tool body becomes unstable, and
more components are taken away by the chips, so it will expand rapidly.That is to
say, this is a problem that is easy to occur when machining materials with high
cutting heat capacity and strong viscosity. In addition, the composition of the tool
tip and the cutting material composition is easy to react (high affinity), the problem
is also prone to occur.

Countermeasures:
1. Reduce cutting speed and feed, delay the development of wear. 2. Add front
corners. 3.Use PVD-coated cermet.

JREA:
TRIDREBRFEHNBSZAENRG, NIZEAMBE, RMEREDB DO, XM
EMIERE, BBERT—IHFHNIX—#, XNBEREEEMENELEEVHI., FEEZEI
TEA. 1. MERER, RAFENEMHANBEREE. JEMNPESETEMENENNES
BB .

XK
1. ATENEBEE LAMBRSMEERE., 2. ATHIEZRIIROEE, EXHRA. FREBESH
E%Z, 1. FAPVDAESEME.,

Reasons:

Secondary tip formation is an injury that occurs easily in turning. When processing
easily hardened materials, the cut object adheres to the front end of the cutting
edge. The attachment is so hard, it's like forming a new knife point. This kind of
situation appears less on the cermet cutter. Consider the following reasons. 1. The
cutting temperature is low, not reaching the recrystallization temperature of the
material being cut. High affinity between the type of tool material and the material
being cut.

Countermeasures:

1. Increase the cutting speed in order to increase the cutting temperature. 2. In order
to prevent the formation of the second tool tip, increase the front Angle and use the
cutting fluid with high lubrication. 1. Use PVD coated cermet.
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04. BT EBRER
Rear tool face
boundary wear

05. iR
Defect

<

JREA:
TEI DR ARFSBUSENIMRNNIECEENMEET K. ZH0BEREEFHUSIENE
HERIEKXR, FUENISZEAEME. 4. ARE. ALERN, SEFEETENOBR
EiR,

XK
BEOTHNER, EUIBNEERN, BEY X, FEXENEMEIMRANRASNSEXNTFNEIDS
B, 1IEXHDNEETDA, 2. RBRATIRABRPES,

Reasons:

The deep end of the cutting edge expands abnormally due to the work hardening
layer of the processed material. This part is usually worn more than the rest of the
back tool face. So in the processing of easy hardening materials, castings, hot
forgings, hot treatment products, we need to pay attention to the edge wear of the
main cutting edge .

Countermeasures:

Through the following countermeasures, the chip thickness is reduced, the width is
enlarged, so that the surface part of the hardened material being cut is separated
from the cutting edge. 1. Increase the cross cutting edge Angle of the cutting edge. 2.
Change the model with larger knife Angle R.

REA:

TNROBR—KRBDETE, HNIEENEMBHNNETAERE D ENERNIE, FRULE
MBI AENME, TESEFERRNTE, FAREVHEMEN, HPFESEX, UM A
FERTIBI VI RNEIR,

MR
1. ERERNESEEERS., WRTHE, EATIRRA, 2. B/RA, BERETDINEE, 3. €8
WEEINERT, BidREHLEUHFEIENRINE,

Reasons:

The defect of the tip is usually caused by impact. Machining is the process of
repeated impact and friction by cutting materials and cutting tools, so no matter
what kind of materials are cut, tools have the possibility of defects. Especially in the
cutting of hard materials, the impact will be larger, so we must pay attention to the
early cutting defects.

Countermeasures:

1. Replace the softer cermet grade. If possible, increase the tip R Angle. 2. Reduce
the front Angle to ensure the strength of the cutting edge. 3. In the case of strong
intermittent cutting, ensure tool rigidity by reducing feed.

Website: www.gzrcct.com
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06. HMER
Microdefect

¥\

07. Brs
fracture

JRE:

MRIREEEVHDZESB~ENORNRIR, BRI PETE, ELETREEEENEEM
BEEN—EFENRN—MOMTEN, B, MBRRTEEDHEOSRTDEMRE~E, B
BEETHIRNETE MR N TE, STEI7] EFEMBREN, JEBELATS, B, 35748 E
WETNEEIR,

K
1. ERBTIERNESENERS, 2. WRTEE, BRTDRRA. 3. m/dif, BEREIZINEE., 4.
R ETEINERT, BIRBEHLASURERIENRNIM,

Reasons:

The microdefect is a small defect in the edge of the cutting edge. It is caused by
vibration or impact, but may also be caused when the fused material being cut falls
off, taking part of the edge tip with it. Thus, microdefects may occur when cutting
hard or soft material being cut. When there is a slight defect on the cutting edge, the
cutting resistance becomes higher, and therefore, it is easy to produce abnormal
back tool face wear.

Countermeasures:

1. Replace the softer cermet grade of Shengong. 2. If possible, increase the R Angle
of the tip. 3. Reduce the front Angle to ensure the strength of the cutting edge. 4. In
the case of strong intermittent cutting, ensure tool rigidity by reducing feed.

RE:
BFHEDEIMRNRBERTD FROBERRD, SESHHEANERG. TERRK., TEMRR
%, RARENRZEABFENBENRES S EMRnR,

XK
BIANRERS, 1. TR, WFREDBMETEERE, BEIENRE, 2. BEANAERE, B
REIEE, 3. REETHMRNRENNMOIRS, REETE5HR.

Reasons:

Blade breakage is rare due to problems with the material being cut. Need to re-
examine the cutting conditions, tool shape, tool material type. In particular, itis easy
to break when there are problems in blade installation.

Countermeasures:

Check the installation status. 1. Remove the blade, clean the installation part of the
tool bar, and then install it properly. 2. Tighten with appropriate torque to reduce
cutting conditions. 3. Check the installation of the cutting material and the vibration
of the machine, whether there is serious flutter.
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08. MFEIRRIE
Shell spalling

1

09. RHElE
Built-up edge

JREH:

MERFFNOHRDO, IAEFENTHERERE., 1. BFHENEIMENEETR, ENED EFEESEN
hmslE, 2. HNREERYEREINENSIE, ISRABHNKXZURIESEEMHNNT, &
BEEMHNNTIE G, ESoHhETEEESHME, XEMHDNENBE~EEERDMRE,

xR
FLESEEMANTIMNNERIAZORLIEEREN, WRERETBENNZESIFNER, B
MEW: 1. REHRGSPHRE, DHENEER. 2. HNIRAR,

Reasons:

The following reasons may be considered for the gap of shell spalling. 1. Due to the
elastic deformation of the material being cut, compression stress is generated on
the cutting edge. 2. Caused when the adhesion on the blade is peeled off. The typical
case of shell spalling is the processing of high hardness materials. In the cutting of
high hardness materials, the back component has a tendency to become very high,
which causes compression stress on the front edge of the cutting edge and spalling.

Countermeasures:

It is very difficult to prevent the problem of shell spalling in the processing of high
hardness materials. Good results should be obtained if cutting resistance is reduced.
We suggest: 1. Reduce the feed rate and cutting speed to curb back tool face wear.
2. Reduce the sharp Angle of the knife.

RE:

WINEIMA RS HFERETIRBEM~E, BEEENIRRMHNSAE. B4, SRITIHE
R—&, SEDNEMBSTIRAMRNFEIESEESZTLERERE., SRBETEN, ERSEET]
FER, TULMEAMFZR, A, ANEIMRENIENERE, SBIORNHERTEESR
B, BARAERNOBMMTEEY, FNERRIFESR,

LR
1. RSEERE, 2. XEBVIBNR, BNREEXSERA.

Reasons:

The component of the material being cut is caused by the heat of cutting melting at
the tip of the tool, usually occurring in the machining of softer materials. In addition,
as with the front tool surface wear, if the cutting material and blade material affinity
is high, also prone to chip nodules. When the chip tumor occurs, sometimes it will
delay blade wear, which can also be considered as an advantage. However, at the
same time, it will accelerate the deterioration of the processed surface, leading to
micro breakage of the tip, etc., which has the possibility of developing into a bigger
problem, soitis best to avoid.

Countermeasures:

1. Improve cutting speed. 2. Improve the flow of chips and improve the surface finish
of the blade.

Website: www.gzrcct.com
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10. BHTE
Plastic
deformation

1. BELY
Hot crack

RA:

TIREMTHAEIBENFEN, EXAENSIENDIRERELIAN, EXSHERT, HFY
HIASIENTDRMERK, BS5IEANEEETRK, NIZZTETEHROMEIBRESEEN
MR, SZFETIRNEETE,

XK
1. EAMIEENSERERS, 2. ATMHRMER, BREDHZRE ORNTELERE., #48
2) . 3. ERIHIR,

Reasons:

Tip plastic deformation is caused by cutting resistance, but tip deformation caused
only by resistance is rare. In most cases, the material softening caused by cutting
heat is easy to cause large plastic deformation. It is easy to produce plastic
deformation of tool tip when machining materials that are easy to produce cutting
heat or materials with low heat conductivity.

Countermeasures:
1. Choose the harder cermet brand of Shengong. 2. In order to suppress the cutting
heat, reduce the cutting conditions (reduce the cutting speed, feed). 3. Use cutting fluid.

JREA:

AEGBAB/RDETE, XPRADEREEENBNREMAN LN PE, EXHERT, EOM
BB REBITARBKFIDQUGE, NMFERY, RENOTREHRAMRG, WRKR, NI
HIARABSZZE0ME, WEE, IEXESBRTES =%,

LR
1. EREEEANNTNRES, RAOWMELR, 2. EEHRIRADEERNSEEEES, 3. IRT
g2, NBRIRSHRASHSH, 4. WREESR, BARTESHARERERRAR,

Reasons:

Thermal crack is generated by thermal shock. This thermal shock is the shock of
repeated heating and cooling over a short period of time. In this case, any substance
will undergo repeated thermal expansion and cold contraction, resulting in cracks.
Thermal cracking may lead to sudden damage, such as defects. It is easy to produce
in machining materials with high cutting heat, intermittent cutting, and wet cutting.

Countermeasures:

1. Use sharper blade models to minimize fever. 2. Choose the metal ceramic brand
with better thermal shock resistance of Shengong. 3. Change from liquid cooling to
gas cooling if possible. 4. If air cooling is not possible, use as much coolant
continuously as possible.
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o) R 4
Problem summary

EREBEBABS AR, EREMRRE, 1. AR|ED, NPERRODDRRRSERLGEDETE
M, 2. M IENEGAMOBERERE, 3. EREEENNE LFENRNRENESTIE
FFEEREERE, 4. AEEEEIISBAONPENTRP IR,

The above problems can be roughly divided into two types, wear type and defect
type. 1. In the defect type, sudden problems such as initial defect and knife-tip
defect cannot be predicted. 2. The life of cutting tools is largely determined by the
wear type. 3. Wear includes the depth of the pit generated on the front tool face and
the width of the wear generated on the back tool face. 4. The criteria are described
in the following table in JISB4011.

ERX5D EmAERR TEERMEIRYE
Wear differentiation Wear differentiation Main applicable cutting conditions
e o ) BESMEMT
RITIEER (KT) US| EhI) Usually all kinds of processing
ZEHHRNENT
1.00-1.25mm Rough machining of ordinary castiron
B, WOEBMNT
OO 2 i Semi-finishing of cast iron and steel
E7EER (VB)
0.40 RERINAY D T
-4umm Processing of special steel
y= 2
0.20mm BEML

Precision machining

Website: www.gzrcct.com
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EREMEE
Cermet
I17]JF inserts
TR 5 &R g e 22 TRETIFF RN
Shape of insert name Type s 3 E Holder
CERMET-M TNMG160404R-C o0 kyocera -C
" CERMET-M | TNMG160404L-C | oo | kyocera-C
" CERMET-G | TNGG160404R-C | oo | kyocera-C
" CERMET-G | TNGG160404L-C | oo | kyocera-C
" CERMET-G | TNGGI60402R-C | oo kyocera-C
" CERMET-G | TNGG160402L-C | oo | kyocera-C
CERMET-M WNMG080408 -HQ o0 kyocera -HQ
" CERMET-M | WNMGO080404-HQ | oo | kyocera-HQ
" CERMET-M | VNMG160408-HQ | oo | kyocera-HQ
" CERMET-M | VNMG160404-HQ | oo kyocera-HQ
" CERMET-M | VBMT160408-HQ | oo | kyocera-HQ
" CERMET-M | VBMT160404-HQ | oo | kyocera-HQ
" CERMET-M | VBMTI10304-HQ | oo kyocera-HQ
" CERMET-M | TPMT110308-HQ | oo | kyocera-HQ
" CERMET-M | TPMT110304-HQ | oo | kyocera-HQ
" CERMET-M | TNMG160408-HQ | oo | kyocera-HQ
- _CERMETM | TNMGI60404-HQ | @ @ | kyocera-HQ
AA). | CERMETM | TCMTNO208-HQ | oo | kyocera-HQ
Voie ) CERMET-M TCMT110204 -HQ ) kyocera -HQ
TomT " CERMET-M | DCMT1T308-HQ | oo | kyocera-HQ
Y " CERMET-M | DCMT1T304-HQ | oo kyocera-HQ
@f—i " CERMET-M | DCMT070204-HQ | oo | kyocera-HQ
pemT " CERMET-M | CCMTO9T308-HQ | oo | kyocera-HQ
e " CERMET-M | CCMT09T304-HQ | oo | kyocera-HQ
@ " CERMET-M | CCMT060204-HQ | oo | kyocera-HQ
S | CERMETM | DNMGIs0408-HQ | @ @ | kyoceoHQ
Sy | CCRMETM | DNMGTS0404-HQ I R kyocera-HQ
<~ CERMET-M SNMG120408 -HQ o0 kyocera -HQ
SUEA | CERMETM | CNMG120408HQ | e @ | koceraHQ
CNMG CERMET-M CNMG120404 -HQ o0 kyocera -HQ
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TIR 5N SR B ge Z 2 BELLE
Shape of insert name Type vs 3 § Holder

CERMET-G WNGG080404R-S e o kyocera-C

" CERMET-G | WNGGO80402R-S | oo kyocera-C

' CERMET-G | WNGG080402L-S | oo kyocera-C

CERMET-G | VNGG160404R-S | oo kyocera-C

" CERMET-G | VNGG160402R-S | ee kyocera-C

' CERMET-G | TNGG160404R-S | oo kyocera-C

' CERMET-G | TNGG160404L-S | ee kyocera-HQ

o coniere | meonoins e e
CERMET-G TNGG160402L -S o O kyocera-HQ

" CERMET-G | | DNGG150404R-S | oo kyocera-HQ

" CERMET-G | | DNGG150402R-S | oo kyocera-HQ

CERMET-G | CNGG120404R-S | oo kyocera-HQ

" CERMET-G | CNGG120402R-S | oo kyocera-HQ
CERMET-G WNGG080404R-C o O kyocera -HQ

' CERMET-G | WNGG080404L-C | oo kyocera-HQ

" CERMET-G | VNGG160404R-H | oo kyocera-HQ

CERMET-G | VNGG160402R-H | oo kyocera-HQ

\ | CeRETG | TPoHiosoas | e @ | kyoceraHQ
fo (CERMET'G | TRGHMOB02L-S | o kyocera -HQ

CERMET-G TPGH090204L -S oo k VOCGI'CI'HQ ..........

e " CERMET-G | TPGH090202L-S | oo kyocera-HQ

& ' CERMET-G | TPGH080204L-S | oo kyocera-HQ

é\ ' CERMET-G | TPGH080202L-S | ee kyocera-HQ

d Nt | CERMETG | TBGTOGO104L-S | oo kyocera-HQ

TBeT CERMET-G | TBGTO60102L-S | oo kyocera-HQ

" CERMET-G | | DNGG150408R-H | ee kyocera-HQ

" CERMET-G | | DNGG150404R-H | oo kyocera-HQ

" CERMET-G | CNGGI20408R-H | ee kyocera-HQ

" CERMET-G | CNGG120408L-H | ee kyocera-HQ

" CERMET-G | CNGG120404R-H | oo kyocera-HQ

" CERMET-G | CNGG120404L-H | oo kyocera-HQ
CERMET-M RPMT1604MO -BB [ I ] kyocera-HQ

" CERMET-M | RPMTI203MO-BB | oo kyocera-HQ
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I17]F inserts
TR 5N 1 BS ge Z 2 TEEIITRAE
Shape of insert name Type s 3 E Holder
CERMET-G VBGT110304R-F o o kyocera -F
' CERMET-G | VBGTI0304L-F | oo | kyocera-F
' CERMET-G | VBGTI0302R-F | oo | kyocera-F
' CERMET-G | VBGTI0302L-F | oo | kyocera-F
" CERMET-G | VBGTIO30WR-F | oo kyocera-F
' CERMET-G | VBGTI0301L-F | oo | kyocera-F
veer ' CERMET-G | DCGTIT302R-F | oo | kyocera-F
' CERMET-G | DCGT070204R-F | oo | kyocera-F
' CERMET-G | DCGT070204L-F | oo | kyocera-F
" CERMET-G | DCGTO70202RF | oo kyocera-F
" CERMET-G | DCGT070202L-F | oo | kyocera-F
CERMET-G VBGT110304R-Y o o kyocera -Y
" CERMET-G | VBGTMO0304L-Y | oo kyocera-Y
\\Q\i ' CERMET-G | VBGTI0302R-Y | oo | kyocera-Y
' CERMET-G | VBGTI0302L-Y | oo | kyocera-Y
" CERMET-G | VBGTIO301R-Y | oo | kyocera-Y
CERMET-G DCGTMT304ER-U [ I ] kyoceraER-U
" CERMET-G | DCGTIIT3026R-U | oo kyoceraER-U
' CERMET-G | DCGT070204ER-U | oo | kyoceraER-U
' CERMET-G | DCGT070202ER-U | oo | kyoceraER-U
" CERMET-G |« CCGTO9T304ER-U | oo kyoceraER-U
' CERMET-G | CCGTO9T302ER-U | oo | kyoceraER-U
CERMET-G DCGT1MT304EL -U o o kyoceraEL -U
' CERMET-G | DCGTIIT302eL-U | oo | kyoceraEL-U
' CERMET-G | DCGT070204EL-U | oo | kyoceraEL-U
N @) CERMETG | DCGTO70200ELU | @ @ | kyoceraEL-U
o CERMET-G CCGTO9T304EL -U o O kyoceraEL -U
e ' CERMET-G | CCGTO9T302EL-U | oo | kyoceraEL-U
" CERMET-G | CCGTO60204EL-U | oo kyoceraEL-U
' CERMET-G | CCGT060202EL-U | oo | kyoceraEL-U
CERMET-G SEEN1203AFTN o o kyoceraAFTN

CERMET @iY
17JF inserts
TIE5ME SR BS o 22 TRETIFF R
Shape of insert name Type vs 3 § Holder

CERMET-M WNMG080404 -MT o 0 taegue tec -MT

" CERMET-M | VBMT160408-MT | oo | taegue tec-MT

" CERMET-M | TNMG160404R-VF | oo | taegue tec-VF

" CERMET-M | DNMGI50404R-VF | oo | taeguetec-VF

" CERMET-M | DCMT1T304-FG | oo | taeguetec-FG
CERMET-G TCGT110202R-W o o0 sumitomo -W

" CERMET-G | TcGTHo202L-w | oo sumitomo-W

\ | cmewero | Tomnozosew | @8 [ smiomoW
0~ _ CERMET-G TCGT110204L -W o o0 sumitomo -W

(= s | commoar | ee | ammer
CERMET-G CCGTO9T302R-F o 0 sumitomo -FY

" CERMET-G | CCGTO9T304R-F | oo | sumitomo-FY

= " CERMET-G | CCGTO9T302L-F | oo | sumitomo -FY

O " CERMET-G | CCGT060204R-F | oo | sumitomo -FY

—-!""CCGT CERMET-G |  CCGT060204L-F | oo | sumitomo-FY
CERMET-G CCGT060202R-F oo sumitomo -FY

" CERMET-G | CCGT060202L-F | oo | sumitomo-FY
CERMET-G TNMG160404R-2G o0 mistubish -2G

" CERMET-G | TNMG160404L-2G | oo | mistubish-2G6

" CERMET-G | TNGGI60404R-F | oo mistubish-F

" CERMET-G | TNGG160404L-F | oo | mistubish-F

" CERMET-G | TNGGI60402R-F | oo | mistubish-F

" CERMET-G | TNGG160402L-F | oo | mistubish-F

" CERMET-G | | DCGTI1T304R-S | oo | mistubish-SR

" CERMET-G | | DCGTIIT304L-S | oo | mistubish-SR

TNGG " CERMET-G | | DCGTI1T302RS | oo | mistubish-SR

" CERMET-G | | pcGTnT302L-S | oo | mistubish-SR

- " CERMET-G | | DCGTIT304R-H | oo mistubish-SN

o " CERMET-G | | DCGTIT302R-H | oo | mistubish-SN

scor— | cermETG | ccetosTsO4RC | oo | mistubish-SN

" CERMET-G | ccGTo9T304L-C | oo | mistubish-SN

" CERMET-M | CCGTO9T302R-C | oo | mistubish-SN

 CERMETM | cceTooT3o2L-c | oo mistubish-SN

" CERMET-G | CCGT060204R-C | oo | mistubish-SN

" CERMET-M | CCGT060204L-C | oo | mistubish-SN
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Cermet
|
I17JR inserts
T E oM 8 B ge Z 2 TR I B
Shape of insert name Type =g 8 g Holder
- CERMET-G CCGT060202R-C o O mistubish -SN
‘ O CERMET-G CCGT060202L -C o o mistubish -SN
5 0

CERMET-G VNGG160404R-C o o tungaloy-
CERMET-G VNGG160402R-C o O tungaloy-
CERMET-G DCGT11T304R-C o O tungaloy-
CERMET-G DCGT11T302R-C o o tungaloy-
CERMET-G CNGG120404R-C o O tungaloy-C
CERMET-G CNGG120404L -C o o tungaloy-C
CERMET-G CNGG120402R-C o O tungaloy-C
CERMET-G CNGG120402L -C o O tungaloy-C
CERMET-G TNGG160404R-P o O tungaloy -P
CERMET-G TNGG160404L -P o O tungaloy -P
CERMET-G TNGG160402R-P o o tungaloy -P
CERMET-G TNGG160402L -P o o tungaloy -P
CERMET-M TNMN220408 o O -
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ikl

IR TIETI0 T

Parting&Grooving tools
|
I MGMN-G
Sy R v D v
g_w 5
'y J A - A
(mm)
s
Type B R L D s
MGMN150-G 1.5 0.15 16 1.2 3.5
MGMN200-G 2 0.2 16 1.6 3.5
MGMN250-G 2.5 0.2 18.5 2 3.85
MGMN300-G 3 0.4 21 2.35 4.8
MGMN400-G 4 0.4 21 3.3 4.8
IMGMN-M
S‘[ R v D
g_w .
Yy J A R
(mm)
B
Type B R L D S
MGMN300-M 3 0.4 21 2.35 4.8
MGMN400-M 4 0.4 21 3.3 4.8
MGMN500-M 5 0.8 26 4.1 5.8
MGMN600-M 6 0.8 26 5 5.8
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I MGMN-T
Sy R y D v
Q_Iﬁ 5
Y J 3 R A
(mm)
BE
Type B R L D S
MGMN150-T 1.5 0.15 16 1.2 3.5
MGMN200-T 2 0.2 16 1.6 3.5
MGMN250-T 2.5 0.2 18.5 2 3.85
MGMN300-T 3 0.4 21 2.35 4.8
MGMN400-T 4 0.4 21 3.3 4.8
MGMN500-T 5 0.8 26 41 5.8
MGMNGB00-T 6 0.8 26 5 5.8
I MRMN-M
(mm)
BE
Type B R L D S
MRMN200-M 2 1 16 1.5 3.5
MRMN300-M 3 1.5 21 2.35 4.8
MRMN400-M 4 2 21 3.3 4.8
MRMN500-M 5 2.5 25.86 412 5.8
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Parting&Grooving tools

ITGF32R
(mm)
IMGGN-V e Ic T D L R
TGF32R300-150R 9.525 3.18 4.5 3.1 1.50
" GBA4SRI00-050R - 27 a7 85 35  oso T
| U GBAdsRIS0-O7SR 27 a7 ss s o7s T
| g_q e —1 _TGF32R200-100R 127 476 55 46 100
& NG .. JOF32R250-125R 127 LATE BB B B e
- g TGF32R300-150R 12.7 4.76 5.5 2.0 1.50
) " ToFarac0200R - 27 a7 85 a5 200 T
ffi B R L D s
MGGN150-V 1.5 0.15 16 1.2 3.5
""" MGGN1SORY | 15 ods e 12 s I TGF32RR~L
""" weeNzo0v | 2 02 16 1e s
""" MeoN200Rv | 2 02 16 1e  ss
""" weeNsoov | 3 o4 21 235 48 = :
""" MGGN3OORV | 3 o4 21 235 48 T @ fo
""" weeNsoov | 4 o4 2 ss  4s &/
""" MGGN4OORY | 4 o4 2 ss  as .u i
(mm)
T s IC T D L R
ITGF32R TGF32R/L 040 0.40 9.525 4.5 3.18 0.9 0.05
Crerazm oas | 045 o525 45 s1s 13 oos
Crerszwm 0so | 050 9525 a5 s1s 13 oos 7
N ) Crerszw 0ss | 055 o525 45 818 16 o005
( . Crerazw os0 | 060 9525 45 818 16 oos
\ ‘4 rerazw oes | 065 9525 45 818 16 o005
PR Cremmaon | omo esss as ae oa
(mm) TGF32RL 075 0.75 9.525 4.5 3.18 0.1
FiUE=] TGF32RL 080 0.80 9.525 4.5 3.18 0.1
Type ¢ ! P - R Crtorsae 0ss | 085 o525 45  sas o T
TGF32R050-025R 0525 318 45 00 025 rerazm oso T 000 Tosrs as TTaag T o T
" TGFa2R080-050R | o525 318 45 11 o040 Crersze oes 095 o525 a5 sis o T
reFsRioo-0s0R | o525 348 45 1s  oos rarsem 100 T o0 Temas us aae T S
reFammisoorsR | o525 348 45 24 ors Rz 108 T o5 oss us aas T oq
TeFam200-100R | o525 348 45 24 100 rarerm w0 T 10 Tess us aas T oq
reFasroso-12sR | o525 88 45 24 25 T Crersem s 115 es25 45 a8 o T

Website: www.gzrcct.com
-43 - g



HIEIE T PARTING & GROOVING MACHININ
G & GROOVING MAC G @'LY

IR TIETI0 T

Parting&Grooving tools

I GBA43RL

Y
A

ITGF32RRL

A4
Py
A

(mm)
«!C W S s IC T D L R
» Type
(mm)
GBA43RiL 100 1.00 12.7 4.76 5.5 2 0.05
UEI """"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""
f;; S IC T D L R GBA43RiL 105 1.05 12.7 4.76 5.5 2 0.50
GBA43RL 110 1.10 12.7 4.76 5.5 2 0.05
TGF32RL 120 1.20 9.525 45 3.18 0.1
................................................................................................................................................................. .
TGF32RL 125 1.25 9.525 45 3.18 0.1 LGBA4sRL 15 5 27 476 55 35 02
TUGFas R rae T 130 osss T a5 sag o T GBA43RL 120 1.20 12.7 4.76 5.5 3.5 0.2
" TGF32RL 135 | 135 9505 45 318 o1 GBA43RL 125 1.25 12.7 4.76 55 3.5 0.2
CUrGE32RL 140 T 140 0525 45 31g T o1 GBA43RL 130 1.30 12.7 4.76 5.5 3.5 0.2
TGF32RL 145 1.45 9.525 45 3.18 0.1 GBA43RL 135 1.35 12.7 4.76 5.5 3.5 0.2
TGF32RL 150 1.50 9.525 45 3.18 0.1 GBA43RL 140 1.40 12.7 4.76 5.5 3.5 0.2
TGF32RL 155 1.55 9.525 45 3.18 0.1 T GBA43RL 145 | 145 127 476 55 35 0o T
 TGF32Rw 160 | 160 9525 45 318 o1  GBA43RL 150 | 150 127 476 55 35 o2
~ TGF32RL 165 | 1.65 9.525 45 318 ot GBA43RL 155 1.55 12.7 4.76 5.5 3.5 0.2
. YGF32FL 170 170 9525 45 348 O e, GBA43RL 160 1.60 12.7 4.76 5.5 2 0.2
T S s BBARS T BT R e
L YGF32FL 475 175 . 9.525 45 . 348 O GBA43RL 165 1.65 12.7 4.76 55 2 0.2
TGF32RL 180 1.80 9.525 45 3.18 0.1
----------------------------------------------------------------------------------------------------------------------------------------------------------------- GBA43RiL 170 1.70 12.7 4.76 5.5 2 0.2
TGF32RL 185 1.85 9.525 45 3.18 0.1 L S S T
----------------------------------------------------------------------------------------------------------------------------------------------------------------- GBA43RL 175 1.75 12.7 4.76 5.5 2 0.2
TGF32RL 190 1.90 9.525 45 3.18 0.1
................................................................................................................................................................. .
TGF32RL 195 1.95 9.525 4.5 3.18 0.1 GBA43/L180 ...................... 180 ......... 127 ......... 476552 ............ 02 .................................
R T iy S R 500 oaoe T PR T oy GBA43RL 185 1.85 12.7 4.76 5.5 2 0.2
TGF32R/L205 """"""""""" 205 """" 9525 """"" 45 """"" 3 18 """""""""""" 01 """"""""""""""""""" GBA43RL 190 1.90 12.7 4.76 55 4.6 0.2
" UTGE32RL 210 | 210 9505 45 318 o1 GBA43RL 195 1.95 12.7 4.76 55 4.6 0.2
" TGF32RL 215 | 215 9525 45 318 o1 GBA43RL 200 2.00 12.7 4.76 5.5 4.46 0.2
TGF32RL 220 2.20 9.525 45 3.18 0.1 GBA43RL 205 2.05 12.7 4.76 5.5 4.6 0.2
TGF32RiL 225 2.25 9.525 4.5 3.18 0.1 GBA43RL 210 2.10 12.7 4.76 5.5 4.6 0.2
 TGF32RL 230 | 230 9525 45 318 o1  GBA43RL 215 | 215 127 476 55 46 o2
TGF32R”L 235 235 9525 45 .18 o1 GBA43RIL 220 2.20 12.7 4.76 5.5 4.6 0.2
e EERRSTL SER
.JGF32RL 240 | 240 9525 45 318 O GBA43RL 225 2.25 12.7 4.76 55 5 0.2
TGF32RL 24 2.4 2 4 1 ROt R
...JGF32% 245 |z 9525 & S 318 O GBA43RL 230 2.30 12.7 4.76 5.5 5 0.2
TGF32RL 250 2.50 9.525 4.5 3.18 0.1
----------------------------------------------------------------------------------------------------------------------------------------------------------------- GBA43RL 235 2.35 12.7 4.76 5.5 5 0.2
TGF32RL 255 2.55 9.525 45 3.18 0.1
................................................................................................................................................................. ,
Caraa e 560 oo s o o GBA43RL 240 2.40 12.7 4.76 5.5 5 0.2
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Parting&Grooving tools

|
I GBA43RL
;R:
‘.C
IC W
—» »
(mm)
Be
Type S IC T D R
GBA43RiL 245 2.45 12.7 4.76 5.5 0.2
GBA43RiL 250 2.50 12.7 4.76 5.5 0.2
GBA43RiL 255 2.55 12.7 4.76 5.5 0.2
GBA43RiL 260 2.60 12.7 4.76 5.5 0.2
GBA43RiL 265 2.65 12.7 4.76 5.5 0.2
GBA43RiL 270 2.70 12.7 4.76 5.5 0.2
GBA43RiL 275 2.75 12.7 4.76 5.5 0.3
I MRMN-M
Xiw|®
(mm)
Be R
Type w R BAR 0
24N08OF010 0.8 0.05 2.0 7
24N100F010 1.0 0.10 25 7
24N125F010 1.3 0.10 4.0 7
24N150F010 1.5 0.10 6.0 7
24N175F010 1.8 0.10 6.0 7
24N200F020 2.0 0.10 6.0 7
24N250F020 2.5 0.20 6.0 7
24N300F020 3.0 0.20 6.0 7
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PARTING & GROOVING MACHINING

I KTKFE Bﬁﬁﬁ

@ H
[} E?ﬂam ® EFI(L)

‘ RELY

TE 5 me R o 2 Z
=8 T U
Shape of insert Type © 9 9
w a B RE T H d

TKFB 12R15005M 1.5 0.25 26 <005 30 8.7 5.2 o o
TKFB 12R28005M 28 03 46 <005 30 8.7 52 o O
TKFB 12R28010M 28 03 46 <01 30 8.7 52 o o
TKFB 16R38005M 38 0.3 6.3 <005 40 9.5 52 o o
a TKFB 16R38010M 38 0.3 63 <01 40 95 52 e o
TKFB 12L28005MR 28 03 46 <005 30 8.7 52 o o
TKFB 12L28010MR 28 03 46 <01 30 8.7 52 o o
TKFB 16L38005MR 38 0.3 6.3 <005 40 95 52 e o
TKFB 16L38010MR 38 0.3 63 <01 40 95 52 o o

i* 1* T

® HFEINR) ® EF/7(L)
” = R~ o X X
TIR4ME Bs Size £ 3 S Q
Shape of insert Type © g g
w a B RE T H d
TKFB 12R28005-GQ 28 15 46 005 30 87 5.2 o o
” TKFB 12R28015-GQ 28 15 46 015 30 87 5.2 o o
TKFB 16R38005-GQ 38 18 6.3 005 40 95 5.2 o o
TKFB 16R38015-GQ 38 18 6.3 015 40 95 5.2 e o
TKFB_I2R28,. B :74° [ rovreermsreerm o rm oo et oo e
TKFB_16R38_  6:72°
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PARTING & GROOVING MACHINING

‘ RELY

| . o .
I REYIREN T SIGER Grooving machining
< S Grade
/ | . N TIR 5N 8BS flz_{e 3 3
I RETHEN T SIGEE Grooving machining Shape of insert Type eJe!
W B C RE A L H d S 2
R [#S Grade
TR me S — X GER 150-010DM | 150 3.0 4.8 0.1 6.8 16.44 505 3.4 ()
. O O [ —— T st
Shape of insert Type T U GER 200-010DM | 2.00 3.2 48 0.1 6.8 1644 505 3.4 [ )
w B C RE A L H d S 3 E ............................................................................................................................
. wie2e GER 230-020DM | 2.30 3.2 48 02 6.8 1644 505 3.4 [ )
N A GER/. 100-005A .00 15 1.8 0.05 6.69 6.5 258 2.5 C ) o ] e T T T T
R R e R L L R ) dI:; GER 250-020DM | 2.50 3.2 4.8 0.2 6.8 1644 505 3.4 o0
5 GE R/ 120-005A 120 1.5 1.8 0.05 6.69 65 258 2.5 o0 | T T T e LT T
'''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''''' : GER 300-020DM | 3.00 4.5 4.8 0.2 6.8 1644 505 3.4 )
GER/_ 125-005A 125 15 1.8 0.05 6.69 65 258 2.5 e e Ly T T T
oINS R A O RO j; GER 350-020DM | 3.50 4.5 48 02 6.8 1644 505 3.4 )
GE R/ 150-010A .50 15 1.8 0.1 6.69 6.5 258 2.5 e e By e T T T
""" A A S RO —H Ll [ GER 400-0200M | 4.00 45 48 02 68 1644 505 3.4 o 0
8 |[c GE R/ 200-010A 200 1.5 18 01 6.69 65 258 25 o0
. 3 - GER 150-010EM | 1.50 3.0 6.8 0.1 9.54 21.66 555 4.4 o0
Re e GER/. 100-005B 1.00 2.2 2.6 0.05 846 82 318 2.7 o0 b R Y LT T
R S R e RO 5_\ GER 200-010EM | 2.00 3.2 6.8 0.1 954 21.66 5.55 4.4 )
— . | GER/L 120-005B 120 2.2 26 0.05 846 82 318 2.7 @ 0 e Ko T A e T T
R R o RO . GER 250-020EM | 2.50 4.5 6.8 0.2 9.54 21.66 5.55 4.4 o 0
GER/. 125-005B 125 2.2 2.6 0.05 846 82 318 2.7 o0 {;; ............................................................................................................................
""" - R RS ¥ GER 300-020EM | 3.00 4.5 6.8 0.2 9.54 21.66 555 4.4 o0
g GER/_ 145-010B 145 22 26 01 846 82 318 2.7 (I ) e L Y T T
""" R e RO i | | GER 350-020EM | 3.50 5.5 6.8 0.2 9.54 21.66 5.55 4.4 )
GER/. 150-010B 150 2.2 2.6 01 846 82 318 2.7 e e lolE e N R R L T T
""" A RO A GER 400-020EM | 4.00 5.5 6.8 0.2 9.54 21.66 5.55 4.4 o 0
GE R/ 200-010B 200 22 26 01 846 82 318 2.7 o 0 B Lo R T T
-------------------------------------------------------------------------------------------------------------- GER 450-020EM | 4.50 6.5 6.8 0.2 9.54 21.66 5.55 4.4 o 0
GE R/ 250-020B 250 22 26 0.2 846 82 318 2.7 o o P s dbutnvant e I eSS O s A0 S B S A LS IS
""" R A AR RO " 500-020EM | 5.00 6.5 6.8 0.2 9.54 21.66 5.55 4.4 o0
GER/. 300-020B 300 22 2.6 02 846 82 318 2.7 C ) ) T e
GER 100-005AR | 1.00 15 1.8 0.5 6.69 6.5 258 2.5 () o
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" L d -
GER 200-100AR | 2.00 15 1.8 10 6.69 65 258 25 () @ I
GER 100-050BR | 1.00 2.2 2.6 0.5 8.46 82 318 2.7 o0 88BI IC
GER 200-100BR | 2.00 22 2.6 1.0 846 82 318 2.7 o0 RE T
R GER 150-010CM | 150 2.5 2.7 0.1 58 11.48 4.05 2.8 ()
i = A I N I
ez GER 200-010CM | 2.00 2.5 2.7 01 58 11.48 4.05 2.8 o0
o GER 250-020CM | 2.50 2.5 2.7 0.2 58 1148 405 2.8 [ )
L @ d GER 300-020CM | 3.00 2.5 2.7 0.2 58 11.48 405 2.8 ()
GER 350-020CM | 3.50 2.5 2.7 0.2 58 11.48 405 2.8 o0
B o e S S A I L R
REﬂmo.ozs ‘L"
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DRILLING INSERTS

1 fhE. WE. EAND0RSIGRELBE, MBLEREY
High shock resistance & wear resistance
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/LTI DRILLING BLADE @iy
kAl

Drilling blade

—— .
1 7R inserts
IDH‘mserts Shape of insert Type ® S0 o o o &~ & o 3 2 o o o o o
= N N © =2 N =2 0N & O 0 0 @0 @
-~ O - N w S
T M me e 3333233333333 3 TPMX140308 °
. =T =Y v e « B o B v B« B v B v R « A v e v o T < < T J e B B R LR EEEEEEEEE
Shape of insert Type ® 232 8282w 8 8 82 2 g TPMX170408 ]
B 2 S N T 3 Sy . T R P PP PP
TPMX240512 °
SPMG050204 ®@ O O L
------------------------------------------------------------------------------------------------------------------------------------- TPMX280716 °
SPMG060204 @ O O e
..................................................................................................................................... °
SPMG07T308 o 00
------------------------------------------------------------------------------------------------------------------------------------- TAEGU TEC °
SPMG090408 o 00 T SO S OSSR USROS RURRSRRR
------------------------------------------------------------------------------------------------------------------------------------- SOMT SERIES °
SPMG110408 ®@ O O AR .
°
WCMX030208 @ O O R
..................................................................................................................................... °
WCMX040208 e o0 o R |
..................................................................................................................................... °
WCMX050308 e 00
WCMX06T308 e 00
WCMX080412 e 00
ISCAR TOGT ° s
------------------------------------------------------------------------------------------------------------------------------------- 1B EF Y Assembly parts
TOGT °
_____________________________________________________________________________________________________________________________________ BS Type 24T Screw #RF Wrench i JJEE Center Cutterbed
..................................................................................................................................... TPMX140308 M2.5 T7 DZIC14
TPMX170408 M2.5 T15 DCIC17
SANDVIK SEIRES O
..................................................................................................................................... TPMX240512 M4 T15 DCIC24
. R424.9-13T308 @
e | . TPMX280716 M4 T15 DZIC28
m R424.9-180608 °
LT e
TPMT16T312 °
TPMT220612 ®
| B3R =804 Assembly parts
BES Type 25T Screw #RF Wrench 3 J1EE Center Cutterbed
TPMT16T312 M3 T10 D2C15
TPMT220612 M3 T10 D2C15
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THREADING INSERTS

1 EaTANYIEDR, ENN0EMERE, EB+2TE
The positive rake angle makes inserts' cutting performance excellent,
The Chip curling well

ESRER, SMBRIKEY
High repeat accuracy; Varies threading inserts’ teeth shape

- 49 -
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Threading inserts

——
I17]JF inserts
’-,..-*
I
a3
—
061R1.01SO <S=
(mm)
ms gz RIS e 2 32223222222233
it S s 4 " 2gsgifegsssoeoss
- 0 = N w0 »
06IR 0.51SO 0.5 ° °
“o0sRO8ISO |08 | | e e
T 06R 10150 | w | e e
C06IR 15150 | s e e
C0sR 125150 | 125 | | e e
08IR 0.5ISO 05 | 476 22 23 ° °
08IR 075150 | 0.75 | 476 22 23 | e e
C08IR 1010 | 10 | 476 22 23 | e e
08IR 12550 | 1.25 | 476 22 23 | e e
08R 15150 | 15 | 476 22 23 | e e
11IR 0.51S0 05 | 635 318 2.8 ° °
MR O7ISO | 0.7 | 635 318 28 | e e
1R 07510 | 0.75 | 635 318 28 | e e
1R 0.8ISO | 0.8 | 635 318 28 | e e
MR 10IS0 | 10 | 635 318 28 | e e
MR 125150 | 125 | 635 318 28 | e e
TR 1510 | 15 | 635 318 28 | e e
TR 175150 | 17 | 635 318 28 | e e
1R 20150 | 2.0 | 635 318 28 | e e
1R 2510 | 2.5 | 635 318 28 | e e
16IR 0.5ISO 0.5 | 9.525 3.97 4.4 ° °
16IR 0.7510 | 0.7 | 9.525 3.97 44 | e e
1R 0.81SO | 0.8 | 9.525 3.97 44 | e e
C16IR 1.0150 | 10 | 9.525 3.97 44 | e e
C16IR 125150 | 125 | 9.525 3.97 44 | e e

-50 -

THREADING INSERTS

‘ RELY

17]F inserts -
- - S < S
16IR 1.5I1SO 1.5 | 9.525 3.97 4.4 ([ ] [ ]
iR i7siso 17 | esos 597 aa | « o«
iR 2os0 20 | 9sos 597 ad | « «
CleRasiso o5 | 9sos 597 ad | « «
iR soso 50 | 9sos se7 ad | « «
iR asiso | ss | esos se7 aa | « «
22IR 2.5ISO 2.5 127 4.85 5.5 ] [ ]
Tomsoso | so | w7 ass ss | « «
Tomssso | ss | w7 ass ss | « «
“omaoso 4o | 107 ass ss | o« «
Tomasso | ws | w7 ass ss | « «
“omsoso 5o | w7 ass ss | « o«
Tomssiso | ss | 17 ass ss | o« o«
“oamsoso a0 |07 wes ss | « «
27IR 5.5IS0O 5.5 | 15875 6.35 6 ] ([ ]
Tomeoso oo | wen ew s | « «
Tomgoso 7o | wen ew 6 | « o«
Commsososo wen ew s | « «

Website: www.gzrcct.com



By7] THREADING INSERTS @iy
122 7]

Threading inserts

1 7R inserts -
171/ inserts
P X
: ; t_—/ 16ER 4.0TR
T )
11ER 1.01SO <S=
(mm)
%g i%% R~ Size gg § % % 5 % § § 5 § c3 cg; § § § 22VER 4.0TR 27VER 10.0TR
e >l ic s d 9838&333§§§§§§ s
T1ER 0.51SO 0.5 6.35 318 2.8 ® [ ) ’\
11ER 0.751S0 | 0.75 | 6.35 318 28 | e e ( '
CER 1010 | 10 | 635 318 28 | s e
Cmemnasso e ess s 2e e g
11ER 1.51SO 1.5 6.35 318 2.8 o [ )
s s ess s s e e
T1ER 2.01SO 2.0 6.35 318 2.8 o [ ) R Size 9o % B %D B om o ® D B D
JJGER 0.751S0 | 0.75 | 9.525 3.97 44 | oo ® ® %5 £ S8 3338335 59 38333
_J6ER1.01S0 | - 1.0 | 9525 397 44 | ® . ic s S 8v N e 2 n 2N e g aegg e
16ER 1.251SO 1.25 | 9.525 3.97 4.4 ° ° 1R 1.5TR 15 | 635 318 2.8 ° °
C16ER 15150 | - 15 | 9525 397 44 | s e e O e o o
16ER 175150 | 175 | 9.525 3.97 44 e e 16IR 1.25TR 125 | 9505 397 4.4 ° °
C16ER 2.01S0 | 2.0 | 9.525 3.97 44 e e R e T A o o
16ER 2.51S0 | 2.5 | 9.525 3.97 44 e e g L o o
16ER 3.01S0 | 3.0 | 9.525 3.97 44 e e e e o o
16ER 3.51S0 | 3.5 | 9.525 3.97 44 e e S o o
22ER 3.5IS0 35 | 127 485 55 ° ° B S 1 o o
22ER 4.0ISO | 40 | 127 485 55 | e e B o o o
Q2R 451S0 | 45 | 127 485 55 | e e I e o o
22ER 5.01S0 | 50 | 12.7 485 55 e e S i o o
22ER 5510 | 55 | 127 485 55 | s e e T o o
27ER 5.5IS0 55 | 15875 635 6 ° ° BT e A I o o T
C27ER 6.0ISO | 6.0 | 18875 635 6 | e e
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Threading inserts

——
1 7]R inserts -
° c s d 2RIBEVIR8ZZTEEE S
27IR 6.0TR 15875 635 6 ° °
C27R70TR | 7.0 | 15875 635 6 | e e
 27R8OTR | 80 | 5875 635 6 | e e
16ER 1.25TR 125 | 9.525 3.97 4.4 ° °
C16ER1STR | 15 | 9.525 3.97 44 e e
C16ER20TR | 20 | 9525 3.97 44 | e e
C16ER25TR | 25 | 9.525 3.97 44 e e
C6ER30TR | 3.0 | 9.525 3.97 44 e e
16ER35TR | 35 | 9525 3.97 44 | e e
C16ER 40TR | 4.0 | 9.525 3.97 44 e e
22ER 3.5TR 127 485 55 ° °
22ER40TR | 40 | 127 485 55 e e
22ER45TR | 45 | 127 485 55 e e
22ER5O0TR | 5.0 | 127 485 55 e e
C22ER60TR | 60 | 127 485 55 | e e
27ER 6.0TR 15875 635 6 ° °
C27ER7.0TR | 7.0 | 15875 635 6 | e e
_27ER8OTR | 8.0 | 8875 635 6 | e e
22VER 3.0TR 127 485 55 ° °
 22VER 40TR | 40 | 127 485 55 | e e
 22VER50TR | 5.0 | 127 485 55 e e
 22VER 6.0TR | 6.0 | 127 485 55 | e e
27VER 6.0TR 15875 635 6 ° °
 27VERBOTR | 8.0 | 18875 635 6 | e e
C27VER10TR | 10 | 15875 635 6 | e e
C27VER12IR | 12 | 5875 635 6 | e e
L2TVIR 6.0TR 80 B85 835 L8 O O
L2TVIR 8OTR 1801 LT N VOO e e
L2TVIRIOTR L0 8T S e e
27VIR 12TR 15875 635 6 ° °

-52 -

THREADING INSERTS

I JJF inserts

22IR N60 27ER Q55
(mm)
R~ Size Mo XA X X X X B D xm N AN XXX
) — ) & )
S T 8 SSCCECECEC8888E8 8
(0] =) (o] o o o o A A OO gy o O O O O o
IC S d SN N ® 2N 2 e O e e ®
Xm0 N ® b
22IR N60 3.5-5.0 12.7 4.85 5.5 [ ] o
22ER N60 3.5-5.0 12.7 4.85 55 [ J o
27ER Q55 5.5-6.0 | 15875 6.35 6 [ J o
27I1R Q55 5.5-6.0 | 15875 6.35 6 [ J o

Website: www.gzrcct.com



	1: 封面
	2: 公司简介
	页 3
	页 4
	5: 各公司材质对比
	6: 牌号
	7: 车削用刀片表示方法
	8: 槽型-正负角
	页 9
	10: 车刀
	11: 槽型
	12: 不锈钢加工
	页 13
	页 14
	页 15
	页 16
	17: 钢件
	页 18
	页 19
	页 20
	页 21
	页 22
	页 23
	24: 铣刀
	页 25
	页 26
	页 27
	页 28
	页 29
	页 30
	页 31
	32: 金属陶瓷
	页 33
	页 34
	页 35
	页 36
	页 37
	页 38
	页 39
	页 40
	41: 切槽刀
	页 42
	页 43
	页 44
	页 45
	页 46
	47: 钻孔刀
	页 48
	49: 螺纹刀
	页 50
	页 51
	页 52

