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koves is a global service-oriented enterprise,specialized in developing and selling industrial products.
since established in 2009,from tne very beginning,koves pay attention to technical service as
basement,we are has” hign performance cnc cutting tools and systems technology laboratory” ,also
our according to the customer’ s product and process requirements formulation and optimization of
manufacturing process;reasonable selection of cutting parameters;calculating cycle times;selest
tools,cutters,blades and accessories;customized non-standard tool;provide a full range of technical
services related to mechanical processing.
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Summary of Insert Grades

SBEFHIINT

General Turning

HERS M TN ek N| FE2E BREE
Workplece Stainless steel Cast Iron Nonferrous Hardess
Material
M01 M10 M20 M30 M40 CEMNCORICIMEENN 0 i Pl BSEGE FSPD SR HOT H10 H20

. : : : : : : : : : : : : : : : : :
N KC111 KC3110 o o o o
wEERae| - CRCEEY 3110 s s
CVD Coated . . . .
Carbide KC1125 : : : :
e T Cxezim ) [_ke2120 o
REERES S| : . . : : ; ; : h ; ; : : : :
PVD Coated : : : : : : : : : : : : : : :
Carbde I - Cemwmo> - [ kp2130
BEAS : :
Uncoated [ kw20
Carbide . .

LERE : KT20 : : KT20 :

Cermet : ; ; : - - : : . :

MRS
Workpiece
Material

PVD
REEREE
PVD Coated
Carbide

BHESRILED
Solid Carbide Mini Boring Bar

N BEeRE [t

Hardess

M RN 273

Stainless steel Cast Iron Nonferrous

BREE
Uncoated
Carbide

MRS
Workpiece
Material

PVD
RERERSE
PVD Coated
Carbide

INEEINT T A

Small Part Cutting Inserts

M TEH K {7273 ] BELRE S [REAT=E H [t

Stainless steel Cast Iron Nonferrous NRSA Hardess

L LR R I P R T BT K01 | K10 | K20 | K30 [SNOSIEN20SIENSON S01 | S10 | S20 | S30 Ja, [k Wi - & [V ; V1)

KVX : KVX

BREE
Uncoated
Carbide

01

DAHE—E

Summary of Insert Grades

P IRE I T

For Grooving, Parting off

HMERES

Workpiece

[SlEEs]

B
Hardess

Stainless steel

PVD

REERGE
PVD Coated : - -
Carbide @ KVX

KTX

Material
P10 | P20 [ P30 | P40 ["[kIu "LV ' PI R ' kT T ET KO1 | K10 | K20 | K30 [SNTOSEN20SENSON S01 | S10 | S20 [ S30 Ja; [k i - & [V ; 1]

KTX

KVX

BERAE

Uncoated
Carbide

BT _
Threading Turning

MRS
Workpiece
Material

M TR

F% N BELR R

Stainless steel Cast Iron Nonferrous Hardess

PVD
REERSE
PVD Coated
Carbide

KTX

BREE

Uncoated
Carbide

HHEIINT
Drilling
MRS

Workpiece
Material

PVD g 2 2
REERSE EIED
PVD Coated : : :

Carbide KP2330

N BEERE R

Hardess

M W 273

Stainless steel Cast Iron Nonferrous

{ KP1320

HERAS
Uncoated
Carbide

02
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Inserts Material Construction

o KP2120

HEfTS M TN wix N| meem BRI
XAV:{:E:% Stainless steel Cast Iron Nonferrous Hardess _
o | | - . HOVES
REERAEE : : : : : : : : : : : : : : : : : :
(F;VDb%OatGd : : : : : : : : : : : KP2220 : : TIK## (Cutting meterial)
arbide : : : : : - - : : : : : : : ; - : :
: : : : : : : : : : : : S W BT ERA S (Carbide uncoated)
; ; : : : : : : : : : : : : : : ; ; C:HRAECVDRAE (Carbide coated CVD)
: : - - - - - - - : : : : : : : : : P:FER& &PVDAE (Carbide coated PVD)
: : : : : : : : : : : : : T:&/EMZ (Cermet uncoated)
EELS : : : : : : : : : : : : : E: £ EMEPVDRAE (Cermet coated PVD)
- : : : : : : : : : : : ([ kw20 ) D:EHEENA (PCD)
g”ﬁ;’.gted : : : : : : : : : : : : : B 5 HEALEE (CBN)
arpiae . . . . . . . . . . . . .
. . : : : : : WM TITHF (Main application meterial)
. : : : : : 5 5 : : : : 1: %M (Steels)
SRR : : : : 2 R (Stainless steel)
: : : : : : : : : : : 3:45% (Cast iron)
: : : : : : : : : : : 4:F5®&E€E (Light and non-ferrous
metal)
5:884% (Aluminium)
6: kA& KERBEE (Hard meterials)
MIFFX (Main application method)
1:ZFH|MI (Turning)
2:8EEIMT (Milling)
3:453k (Drilling)
1S0#f ¥R (1S0 513 application range)

05:1SO K05/P05 10:1SO K10/P10
15:1SO K15/P15 20:1SO K20/P20
25:1S0 K25/P25 30:1SO K30/P30
35:1SO K35/P35 40:1SO K40/P40

03 www.pcbn.com www.pcbn.com 04
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Turning Insert Grades

CVDiREREREG =AY

CVD coating carbide inserts

KC1 1 1 EARE: B, ¥HINL
Cutting Range: Finishing and Semi-finishing

BBMEMT-TICN,AlOFIREIBNITINGR B S RIFMIEMER
BRAESEASS, BARFNONERIEE E5TN 62
NEYKE, FHEML.

Super fine MT-TiCN,Al20sand TiN coating on carbide substrate,
smooth surface and superior wear resistance,
Application: Suitable for the cutting of steel and alloy steel.

KC1 1 2 EFARE: FBEIRAENT
Cutting Range: Semi-finishing to Light Roughing

TBAEAMT-TICN, ALOFNIREEIB ITINIR RSN S RIFFIEAIE
EERASREMES, BERIFNFEREENRNTIEER
%, EETHN, GWNOFHEREMENT.

Super fine MT-TiCN,Al203and TiN coating on carbide substrate,
smooth surface , superior wear resistance and improved
toughness upgraded from KC1125,

Application: Suitable for the cutting of steel and alloy steel
under interrupted conditions.

KC31 1 0 EFAKE: HEINTAIEFE, T
Cutting Range: For Cost iron Semi-finishing to Roughing

THRBHRMEMTHLOTES, SHEEARNERSENALOGRE
TGS, AEEREFMEMNRN, MUXEERS, EATIEEK
BRES TR,

New grade, special for iron cutting .Al203and coated on thick micro-grain
carbide substrate, superior wear resistance and greatly improved toughness
Suitable for bad machining conditions which require high toughness.

05
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Turning Insert Grades

PVDIiREEREE 57!

PVD coating carbide inserts

KP21 20 BARE: B, ¥BmT
Cutting Range: Finishing and Semi-finishing

TIAINIRE SBATR AR EAEE S A8 RIFINAEREET
BEIER D BE S EG T AHERIREIN I R¥EEMT

TIiAIN coating on super micro-grain carbide substrate with good

toughness, superior adhesion resistance and longer tool life
Application: Suitable for stainless steel cutting

K P 2 1 3 EARE: FERRAMAENT
Cutting Range: Semi-finishing to Light Roughing

FMEIFROEAFITICN TINGREIRE S, BERIFMRPEERIRITM
HEYE, EETAEREFENTIAMENT, 755 BT EERiHE).

TiCN and TiN coating on good toughness carbide substrate,
superior resistance to thermal shock and mechanical shock,
Application: Suitable for stainless steel cutting and interrupted
cutting.

www.pcbn.com 06
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tversatility

I | RgEsTE
M el Nz 4‘—/—/\
ZFHIZI R RE ZHITDR#REN
Turning Insert Grades Turning Insert Grades
PVDSEERA SRS SEIEIE
PVD coating carbide inserts Cermet Grades
KTX EARE: B, FRBINT KT2 0
Cutting Range: Finishing and Semi-finishing
. ‘
ﬁ
/ ‘
EREENERSSEN EERIFNSEIEN LR BAERIFAN TICN PVDIRE,
IR AT I R R 0,955 BB N S 2 SE MR B R RIS,
With highly hard substrate, favorable red hardness and .Use TiCN PVD For turning and milling of steel ,cast iron and stainless
coating with excellent versatility - . ! '
Application: Suitable for steel cutting High wear resistance and good roughness
K KX ERAXE: B, FHBNT
Cutting Range: Finishing and Semi-finishing
AT N EtiEs
Grades for N applications
EEENERASER BERIFNSELEN LEEAERFH TIAIN PVDIRE,
HEFRTAERRIER
With highly hard substrate, favorable red hardness and .Use TiAIN PVD
coating with excellent versatility
Application: Suitable for stainless steel cutting
KVX ERXE: B, FHEINT
Cutting Range: Finishing and Semi-finishing
MEFRIERG SRR, BENEENRFNMEYE, E4TH, BESNMIEEMY
B, HORBEIEE.
Micro-grain carbide substrate with high hardness and superior wear resistance
Application: copper alloys and aluminum alloys
Buffed on top face reduced built-up edge
BEENERASER BERIFNERLEN LRBHAUENPVDERIRE
W BT AE RN REHE
With highly hard substrate, favorable red hardness and excellen
Application: Suitable for stainless steel and steel cutting
www.pcbn.com www.pcbn.com 08
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Insert Identification System
C N M G 12 04 04 PM
1 2 3 4 5 6 7 8
1 T A TR 2TEEA IRERS 6 7 /v B S(mm) 7T IREAEER
Insert shape Insert clearance angle Tolerance Insert thickness Corner rakdius
A 85° e
w B A
K 85° d m s 1348
; (Fmm) (£mm) (£mm) || | s
H120 O A 1002570005[0.025 e Te o) o 4 0 S=159 R
C |0.025|0.013|0.025 | |o |o }@ 1 S=198 L
L 90° [] E 0025 (0025|0025 | |o |o £ 2 s 02 | 0.2
—a F10.013 |0.005|0.025 |e |e |e 03 8:3.18 04 104
0 135° O A3 G [0.025]0.025[0.130 | |® |e e 05 (05
B|5° H 00130013 |0.025]e |o |o T3 S=3.97 08 | 0.8
pioge| O c|7 0.050 | 0.05 | 0.025 | » s 04 S=4.76 12 [12
i D | 15° J 0080 (005 |0025| |e o ] 05  $=5.56 16 [ 1.6
C 80° E | 20° 0100 | 0.05 | 0025 . \&( 06  S=6.35 BRI Roundinset 20 | 20
D 5%° F [ 25° 0.050 | 0.013 [ 0.025 | e 07  S=7.94 00 AYIE (%% )inch 24 |24
E 75 Q‘ G | 30° K | 008000130025 |e 09  $=9.52 MO PIEIE (A% ) Metric 30 | 3.2
M 86° N | 0° 0.100 | 0.013 | 0.025 °
V 35° Pl 11° 005 [008 [0.13 |e
. 0 | 4% M |0.08 |013 |0.13 °
R O Special 010 |0.15 |0.13 . ]
R 0.05 [0.08 |0.025|e
S 90 [ N [008 |013 [0025| |e
0.10 |0.15 |0.025 ° ]
T 60° =
A 0.08 0.13 013 | Chip breaker
R U [013 [020 [0.13 o
W 80 ) 0.18 |0.27 |0.13 . 0
KM
4 PRI RRE RN 5 Y I KE
Chip-breaker and clamp type Insert size
PM
Q O c D R S T Vv w
;F%Q (] BA 7, + MES S 40%60°
sV Without hole Cylindrical hole+double countersink d 4
e=a H& 88 a2 0 0
F 3 B + EES 70:90° mm @
oA Without hole Cylindrical hole+double countersink 556 05 - - 05 09 - 03
N O C3 | KM 6.0 - | - |06 - | -] - | - 5
T3, Without hole E4# Cylindrical hole ggg 06 07 = 06 L i 04 APK
T O g ' : - - : - - -
A UD OO0 | e smms oo 794 | 07 | - | - |07 | - | - | -
B Cyllndrlcal hole Cylindrical hole+ countersink 80 - - 08 - - - -
H O3 YOrd 9.525 | 09 1 - 09 16 16 06
M I:D:, _ED:] BEEF + L EE S 70°90° 10.0 - - 10 - - - -
E}L Cyllndrlcal hole Cylindrical hole+ countersink 12 0 12
= w OO O™ : - - - : - v
R mas 400 | EAZL+ BEES 4060 127 | 12 | 15 | - | 12 | 22 | 22 | 08
Cylindrical hole+double countersink Cylindrical hole+ countersink 15875 16 19 - 15 27 - 10
J A B O UO1J 16.0 - - 16 - - - -
B+ REESA 702000 | BRI+ REELA 702007 16.74 | - - - 16 - - -
Cylindrical hole+double countersink Cylindrical hole+ countersink 1 905 1 9 _ _ 1 9 33 _ 13
X gmagit Special 20.0 - - 20 - - - -
25.4 25 - 25 25 - - -

09 www.pcbn.com www.pcbn.com 10



] Rlg#LTH
M s W A
FHIJIR—RER FHIJTIR—R&
Features of Turning Insert Features of Turning Insert
N | 1 |
25 4 7] K (0 BY) _ EHTIRER)
Turning Inserts (Negative) Turning Inserts (Positive)
i TIES el B mm TIHME e B
. Applicable . Applicable
Chipbreaker Shape Chipbreaker Range Features Chipbreaker Shape Chipbreaker Range Features
g A B A
£ ToHFEE, FARTIE £ — rms
= il . — Rq R SNEE
% 151 TRBER, TREURE, RETHEDEISRRETH GPK 2.5 I FEHRERTIRIEE STIEIEFIE
3 ZE I Strong tool nose due to flat cutting edge and sharp cutting
None > Without chip breaker, Flat-top. Stable placement 1. L edge due to double rake angle.
1 Strong edge design for intermittent cutting coinditions . 01,
» : >
0 02040608 0 01020304
f(mm/r) f(mm/r)
/g 7' N B A
= = o . N
26 WEETEE " a3 A ENGTHERIE ) QEFRER £ 20T 7] R a9fuh A
i e PIEI70 CRE R, R ETEI K4 T I TR 225 T BEGE R RUE S 7] F T BUMRR SE AT, B AE I T
KM st . Ml
2 I\ ! Double—mdgd chlpbreakerA ; TMP 1 [ Special chip breaker design to keep both sharp cutting edge
1 = Strong cutting edge and wide land for improved performance 0.5 ~ and good impact resistance which can efficiently avoid accum-
0 02 04 06 0.8 0 01020304 " ulated and suited for semi-finishing steel and stainless steel.
f(mm/r) f(mm/r)
B A 5 A
= W, FRRESWENTIA = om P, —
&¢ SRR RIS SRR RRA AT FRAEIBEER &3 ZRRSP IO EEmIERRNL, WRnEEEt,
4 % 2 T Finishing to semi finishing of steel parts and stainless steel
KR 3 For rough machining of carbon steel, cast steel and alloy steel N 1.5 inner holes, simple chip breaking groove design,
2 The combination of variable rake angle and variable edge width oné 1 Strong universality and wide application range
U n can meet the requirements of sharpness and strength of cutting 0. ~
0 0204 06 08 edges with different cutting depths 0 01020304
f(mm/r) f(mm/r)
7 A 7 A
E “E*f‘ﬁif_l, AEWEEINTA £ BEASNRASNFBEINIERNI, DRBRITHREEDEA,
S g WE M EE N coifjes %zi RIFAOMTBEHIRT Z WAk EER T
g RERLDRE, PEEES = ot Py Semi finish machining to medium machining of super alloys and
PM 3 1 SM 1.5 titanium alloys, and the blade inclination design ensures low cutting
2 | For semi-finishing of general steel and alloy steel \ 1 force,_Good chip bre_aking control comes from professional chip
¢ ~ Double-sided chip breaker ) o N breaking groove design
0 0204 0608 Strong flat cutting edge ) R aD e
f(mm/r) f(mm/r)
& A = A
£ W, LRBTIEIA E AFAERNEEASBERBIN IR,
G g WHE M EE 83 ERBHAFIMD IR B L MA T ER,
4 REIEIT, DEEFES zé o NN TR RIFNRE S EENERNIESS
MM 3 I i SA 1.5 For superfinishing to finishing of stainless steel and superalloys,
2 l For medium cutting of stainless steel and mild steel 1 Excellent chip prgaking effect at Iowlfeed and smal[cutting erth, o
1 = - Double-sided chip breaker 0.5 _ Good surface finish and longer tool life can be obtained during machining
0 02 0.4 06 0.8 Sharp cutting edge 0 0102 03 04
f(mm/r) f(mm/r)
4 SRR SERAIFAEIN L. o\
= WEIFAIRE, TIHIERR, MNsRETIR. £ #EINT
® g FHRELTEE, WBHHESRER, WEEE %23, EHIYERR, TR /N
4 2
MH 3 Semi finishing of steel parts and stainless steel. ) R/L-F 1.5 Finishing control cutting flow direction
2T Double rake angle design, light cutting, reinforced tool tip 1 which can reduce the cutting resistance
d L1 ~ Open chip breaking groove, ideal chip breaking and chip removal effect, 0.5 -
0 0204 06 08 wide chip breaking range 0 01020304
f(mm/r) f(mm/r)
€ A —~ A
£ ATEESSMUKSEN+BINT, E ERATREINTIAEMT
& g BEE=RENTOMIERR, DEER! &3 B &M T AV EEIR T W thRei= ST,
4 ;
SM 3 { For semi finishing of superalloys and titanium alloys, R/L-U 1‘2= Suitable for finishing and semi-finishing,
2 With high strength cutting edge and positive rake angle, 1 it can control the chip even under low feed conditions.
1 T R cutting is light and fast! 0.5(-4— R
0 02040608 0 01020304
f(mm/r) f(mm/r)
7z A —~ A
E WE B 3 £ BESTHEA
&o TIREFIFNIBI T8 & KA, JREFIES
4 ) ) 4
AH 3 Double-sided chip breaker APK 7 ) .
2 Sharp tool nose and strong cutting edge g For aluminum alloy cutting
1 - 1 Sharp tool nose due to large rake angle
0 02040608 0 02040608
f(mm/r) f(mm/r)

11
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ZHIT R (A ZHIT R (GRE)

Turning Inserts (Negative) Turning Inserts (Negative)

CN.. DN..

_ 550 |
-
°
R+ Size d ‘ R~ Size
S (mm) % ithe) (mm)
Model d s d1 Model d s 1
| CN..0903 .. 9.525 3.18 3.81 r s DN..1104.. 9.525 476 3.81
s CN..1204 .. 12.7 4.76 5.16 DN..1504.. 12.7 4.76 5.16
——— CN..1606 .. 15.88 6.35 6.35 DN..1506.. 12.7 6.35 5.16
CN..1906 .. 19.05 6.35 7.94
CN..2509 .. 254 9.53 9.12
T B # R R SE R N T A%} Insert grades and application T A MRERERMIAE Insert grades and application
|ﬂﬁ9¢‘ﬁ; ,%Ji R . £ 8288 28 88¢2 g o 8 lﬂﬁ%% l\%?l @it Eap T S = 88 28882 9 o §
EEEIEERS 3 r B H1Rap 8 8 5 5 5 T MR ECSE S nsert shape ode P e | onm el @l dlelalalE a2l e e
mm/rev mm X N4 X X & 2 X X X X X X X X R N X X N X X X X X 22 2 X X
BT CNMA120404 0.4 0.25-0.70  3.0-7.0 e B|mT DNMA150408 0.8  0.25-0.70 3.0-70 @
BT CNMA120408 0.8 0.25-0.70  3.0-7.0 e Roughing - DNMA150412 1.2 0.25-0.70 3.0-7.0
CNMA120412 1.2 0.25-0.70  3.0-7.0 . DNMA150608 0.8 0.15-0.65  0.8-4.0 .
DNMA150612 1.2 015-0.65 1.2-40 e
HREMT CNMG120404KM 04  0.17-055 1.2-50 e LT DNMG150408KM 08  0.17-050 1.0-40 e
Semi-Finihing CNMG120408KM 0.8 0.17-055 1250 Semi-Finisting 0 DNMG150412KM 1.2 020-050 1340 e
CNMG120412KM 12  020-055 1550 e DNMG150608KM 08  0.17-0.47 1.0-40 o
DNMG150612KM 1.2 023-063 1340 e
BT PRLFY CNMG120408KR 0.8  0.20-0.60 1.20-6.4 ° ° |mT DNMG150408KR 0.8  0.20-0.60 1.20-5.4 ° °
o ﬂ\ CNMG120412KR 1.2 0.30-0.90 1.80-6.4 ° ° Roughing DNMG150412KR 1.2 0.30-0.90  1.80-5.4 ° °
] CNMG160608KR 0.8  0.20-0.60  1.20-8.1 ° ° DNMG150608KR 0.8 0.20-0.60  1.20-5.1 ° °
CNMG160612KR 1.2 0.30-0.90 1.80-8.1 ° () DNMG150612KR 1.2 0.30-0.90 1.80-5.4 ° °
FEMT CNMG120404PM 04  012-052 0.7-4.8 o o EEMT DNMG150404PM 04  0.12-052 0.7-4.8 e o
SEMATETE CNMG120408PM 0.8  012-052 0.7-48 o o Semi-Finishing DNMG150408PM 0.8 012052 0.7-48 o o
CNMG120412PM 12 0.12-052  0.7-4.8 o o DNMG150604PM 04  0.12-052 0.7-4.8 o o
DNMG150608PM 0.8  0.12-052 0.7-4.8 e o
¥EMT CNMG120404MM 0.4  0.10-0.50 0.5-5.0 o o DNMG150612PM 12  0.12-0.52  0.7-4.8 o o
SR, CNMG120408MM 0.8  0.12-0.50 0.5-5.0 o o EEMT DNMG150404MH 0.4  0.07-020 0.34-3.5 ° o
Semi-Finishing @ DNMG150408MH 0.8  0.14-040  0.68-3.5 o o
S,emi-Fin:iEhing CNMG120404MH 04  0.07-0.20 0.34-3.9 e o
CNMG120408MH 0.8  0.14-0.40  0.68-3.9 e o HREINT DNMG150404SM 0.4  0.08-0.22  0.40-3.9 o o
CNMG120412MH 1.2 0.20-0.60  1.02-3.9 o o REAIEY DNMG150408SM 0.8  0.15-0.44  0.80-3.9 ° o
LEMT CNMG120404SM 0.4  0.08-0.22 0.40-4.3 o o
Semi-Finishing CNMG120408SM 0.8  0.15-0.44  0.80-4.3 o o YAEMT DNMG150404MM 04  0.10-0.50  0.5-5.0 o o
SE A DNMG150408MM 0.8 012050 0.5-5.0 o o
?ﬁ%féﬂl i CNMG120404MT 04  0.15-040 1.0-5.0 o o
emi-Finishing CNMG120408MT 0.8  0.17-0.55 1.2-5.0 o o YREIT DNMG150404R-VF 0.4  0.15-0.40 0.8-4.0 °
SR DNMG150408R-VF 0.8  0.17-0.50  1.0-4.0 °
YEMT /BT CNMG120402AH 0.2  0.05-0.20 0.8-35 o o
Semi-fnishing/Finishing CNMG120404AH 0.4  0.10-0.40 0.8-3.5 o o gEmT DNMG150404-TM 0.4  0.15-0.40  0.8-4.0 °
CNMG120408AH 0.8 0.13-0.55  0.8-3.5 e o Semi-Finishing DNMG150604-TM 0.4 0.15-0.40  0.8-4.0 .
* Kk Kk % K % *
454 Stainless Steel * * & * * % * ¥ ¥ % *
* % T4 Stainless Steel * * * %
* *
F ok Kk K
1@ 4N Hardened Steel * %
* EikPreferred Yy Ai%optional o irEEfFstandard stock OiTB4& = order production PR Hardened Stec L4
* EikPreferred ¢ HiEoptional o ixfEE FEstandard stock OiT# 4 =order production

13 www.pcbn.com www.pcbn.com 14
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* EikPreferred

o iTfEEfFEstandard stock
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N A 1 RgrTE
. \ N \
FEHDR(EGER) , FHTDR(EGRE) _
Turning Inserts (Negative) Turning Inserts (Negative)
d i | - R Size 55° R~ Size
el | Filhey (mm) HE (mm)
Model Model
Sh d s dt ] d ! d s df i
. ko)
‘b SN..1204 .. 12.7 476 5.16 | KN..160405.. 19.2 9.525 4.76 2.2 0.5
SN..1506 .. 15.88 6.35 6.35 L——l
r S SN..1906 .. 19.05 6.35 7.94
T I SN..2509 .. 254 9.53 9.12 S | —
e ) T) B %15 B 5E B AN T 44} Insert grades and application o ) TR MBRREERMIHE Insert grades and application
PAIN=EiNiA i-,‘E_,—' ©S g v © ¥ o o o v o S o jjﬁ& gl:-E_,—' o VW n LW LW o O o W’ o o
s LA = S8 S |Y¥| @Bl @@ S|= I 7/ S 4A = T ¥ = ¥ © = Q4 © o < o ~
Insert shape Model r @i PRap T o S - - I 3 3 5 5 S f 8 2 Insert shape Model r i YiRap T 5 F X I S 3 ox oo 5 8 & 8 2
mm/rev mm O O 0O O © o a a oo - O 2 0 mm/rev mm O O 0O O O o a o oo F O 2 0
X X X NG & X X X X X g X X X X X X 2 S X X X X X X X X X
SNMA120404 04  0.15-0.70 1.0-6.0 ® KNUX160405R-11 0.5  0.20-0.35  1.0-6.0 ° °
AT SNMA120408 0.8 0.15-0.70 1.0-6.0 ® KNUX160405L-11 0.5  0.20-0.35  1.0-6.0 ° °
Ralgiing SNMA120412 12  0.20-0.80 1560 e -
EEMT
MEmT SNMG120404KM 04  0.17-055 1250 @ Semi-Finishing
Semi-Finishing SNMG120408KM 0.8 0.20-0.55 1.5-5.0 ° * *
SNMG120412KM 1.2  0.25-0.60 2.0-50 e FEEM Stainless Steel * *
BT SNMG120408KR 0.8  0.20-0.60  0.80-5.2 ° °
Relching SNMG120412KR 12 0.30-0.90  1.20-5.2 ° °
SNMG120416KR 16  0.40-1.20  1.60-5.2 ° ° B84 Hardened Steel
SNMG150608KR 0.8  0.20-0.60  1.20-7.9 L O Y EikPreferred A ¥Eoptional LY i:: standard stock OiTE4 i
1 order production
SNMG150612KR 1.2 0.30-0.90  1.80-7.9 ° ° *_jﬁ P IR TREF P
SNMG150616KR 1.6  0.40-1.20  2.40-7.9 ° °
SNMG190612KR 12  0.30-0.90  1.80-9.5 ° °
SNMG190616KR 1.6  0.10-1.20  2.40-9.5 ° °
wyEmT SNMG120404-TM 0.4  0.12-0.40  1.0-5.0 °
Semi-Finishing SNMG120408-TM 0.8 0.17-0.55  1.2-5.0 °
wEmT SNMG120404PM 0.4  0.15-0.50 1.2-5.0 e o
Semi-Finishing . SNMG120408PM 0.8  0.15-0.50  1.2-5.0 o o
EREMT SNMG120404MM 04  0.10-0.50  0.5-5.0 o o
Semi-Finishing ‘ SNMG120408MM 0.8 0.12:050  0.5-5.0 e o
FEMT SNMG120404MH 04  0.07-0.20 0.34-3.8 e o
Semi-Finishing u SNMG120408MH 0.8  0.14-0.40  0.68-3.8 o o
EEMT SNGG120404R-C 0.4 0.15-0.30 1.0-4.0 °
Semi-Finishing SNGG120404L-C 0.4 0.15-0.35  1.0-4.0 °
SNGG120408R-C 0.8  0.15-0.35  1.0-4.0 °
SNGG120408L-C 0.8 0.15-0.35  1.0-4.0 °
*x *x Kk Y & *
T4 Stainless Steel * *
*x *
*
* %
ETE 4N Hardened Steel *

16



KOVES’

e N I 1 RgrTE
" . o '
£ 7] - (fa ) | 2470 (R |
Turning Inserts (Negative) Turning Inserts (Negative)
r
60° — -
d gl
d . R Size Y - R Size
< S (mm) ns ()
Model i Vodal
— | d s 1 “ ode d S d1
TN..1604 .. 9.525 4.76 3.81 | VN..1604.. 9.525 476 3.81
TN..2204 .. 12.7 4.76 5.16
> s 35° .
MI
y o JJ)#MJE&%FEZ}EIM#S} Insert grades and application T4 45 JRSE B AN T A Insert grades and application
ﬂ)ﬂl—g}*ﬂ‘} gg"—._v AT iR e Jd B 2 &3 S 8 8 8 S o o = ]JH—%H,E iJ'E_T' o LW I 1V VW o o o W’ o o o
Insert shape Model r ain I®ap & 5 T I I I § & © 5 8 & 8] = e b Model #HBf  PFap = = =T ¥ 2 = ¥ 2 2 £ 5, & g g
mm/rev mm O O O O O aa oo ok O 2 0O nsert shape odel r h ® ®» ¥ ¥ - © 8§ N © © & F g =2
¥ ¥ ¥ ¥ x v v v < £t <o HLALERY G 91Y 98 B8 8lE &R S8
BT TNMA160404 0.4 025070 3.0-7.0 ®
0.4 = o °
Roughing TNMA160408 0.8 025070 3.070 e ﬁﬂ’grﬁg mgﬁ}gg:g; 08 8'82_8'18 g':_l'g .
TNMA160412 12 025070 3.0-70 ® . - ——
?ggl']:'[h' TNMG160404KM 0.4  017-050 1.2-35 @ - VNMG160404KM 04  015-036 0.8-3.0 ®
emi-Finishing TNMG160408KM 08  020-050 1535 @ e : o =
A TNMG160412KM 12 020-0.50 1535 @ ‘ VG easosIt R
0.4 » -
,ﬁfg,ﬁg mmgzg:ggﬁ o g';g g'gg 1:2: : J [ VNMG160404PM 04  015-050 1.2-5.0 o o
’ = * Semi-Finishing VNMG160408PM 0.8 0.15-0.50 1.2-5.0 e o
TNMG160412KR 12 0.20-0.50 1.5-3.5 °
: gE
. .07-0. Semi-Finishing ‘ VNMG160408MM 0.8  0.07-0.30 0.5-2.0 o o
TNMG160404MM 0.4  0.05-0.30 0.8-5.0 o o
w 0.8 10-0. .0-5.
;ﬁﬁ?nﬁhing . e — YREINT VNMG160404MH 0.4  0.07-0.20 0.34-3.3 e o
Semi-Finishin = -
YAEIT \ TNMG160404MH 0.4  0.07-0.20 0.34-3.7 o o o 0 YNMG160408MH SR 021 0203 OR0°6823:3 ° e
Semi-Finishing &- TNMG160408MH 0.8 0.14-0.40 0.68-3.7 o o
w - ® G160404SM 0.4  0.08-0.22 0.40-3.3 o o
EEIT ) BIT A TNGG160401SA 041  0.05-0.15  0.40-4.1 EWMT VALY
i Semi-Finish g "
Semifnishing/Finishing -~ GRS 02 0.15-0.44  0.80-4.1 emi-Finishing VNMG160408SM 0.8  0.15-0.44  0.80-3.3 e o
wgEmT TNMG160404SM 0.4  0.05-0.15  0.40-4.1 o o
I 0.4 e .
Semi-Finishing & TNMG160408SM 0.8  0.15-0.44  0.80-4.1 o o ?eﬁ-ﬂli]n:izhing z:mglggjggm 0.8 8'158'32 ?'g 2(5) :
EEEMT TNMG160404MT 0.4  0.10-0.50 0.5-5.0 °
Semi-Finishing A TNMG160408MT 0.8 0.12-0.50  0.5-5.0 ° e * x % ii f * % *
*
WREIT BT ) TNMG160402AH 0.2  0.04-0.28 0.5-3.0 ° **
Semfnishing/Finishing A TNMG160404AH 0.4 005030 0835 ° S5 Hardened Steo! x
TNMG160408AH 0.8  0.10-0.40 0.8-3.5 °
U— * EikPreferred ¥ Hlikoptional o irifEEfFstandard stock OiTB 4 order production
EEMT TNMG160404R-C 0.4  0.12-0.30 1.0-35 ° °
Semefinizhing TNMG160404L-C 0.4  012-0.30 1.0-3.5 ° °
TNMG160408R-C 0.8  0.15-0.35 1.3-3.5 ° °
TNMG160408L-C 0.8  0.15-0.35 1.3-3.5 ° °
BT 2 TNGG160402R-F 0.2 003020 0.1-1.5 ° .
Finishing _ TNGG160402L-F 0.2 0.03-0.20 0.1-1.5 ° °
ik Eﬁ)é TNGG160404R-F 0.4  0.05025 0.3-2.0 . .
TNGG160404L-F 0.4 005025 0.3-2.0 ° °
* *x *x K Kk K *
T 454N Stainless Steel * * *x *
* k
* *
¥ % Kk K
P58 M Hardened Steel *

Y Ei%kPreferred

17

7«'\{ A %optional

o inEEEfFEstandard stock

OiTE4F=order production
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KOVES’
] Rl TH

ZHITD R (GRE) ZHI7D R (EEY)

Turning Inserts (Negative) Turning Inserts (Positive)

WN.. CC..

80° ]
</ ]
y d Rt Size R Size
- % 1 1. ke (mm) HE (mm)
© Model d s 1 4 Model d s 1
% — WN..0604 .. 9.525 4.76 3.81 CC..0602.. 6.35 2.38 2.8
WN..0804 .. 12.7 4.76 5.16 CC..09T3.. 9.525 3.97 44
J s CC..1204.. 12.7 4.76 5.5
r — ) —
. )o ﬂ)#ﬁ)ﬁo&i%)ﬂq iquJf)l);ﬂS} I&sert gradeg andoappIiS?tion
T 55 25 siin map o S 2 88 28882 g o 8
Insert shape Model r i # a8 5 5 ¥ F T f I N b 5 & & & 3
mm/rev mm O O 0O O O o a a o o - O =2 0
X X N X R X G e w2 a7 NG 7 4 X
71 J5 #% JR % 3% F A0 T #1 %} Insert grades and application EREMT CCMT060204GPK 0.4 0.06-0.15  0.3-2.0 °
AR5 F ks . . TElelRIgela|lgls|e ° o Semi-Finishing CCMT060208GPK 08 008021 0520 e
Insert shape Model r fn  #Fap T 5 S - - I 3 % = 5 S & 8 g CCMT09T304GPK 04 008021 0325 e
mm/rev i S 2 ¢ g g aea iz 2 20 CCMTO09T308GPK 0.8  0.10-0.30 06-30 e
EmT WNMA080404 0.4 025055 1540 e CCMT120404GPK 04 009027 03-3.5 e
Roughing ‘ WNMA080408 0.8  0.25-0.70  3.0-7.0 ° CCMT120408GPK 0.8  0.12-0.35  0.6-3.5 °
WNMA080412 1.2 0.25-0.70 3.0-7.0 ° EEEMT CCMT060202TMP 0.2 0.02-0.07 0.15-1.6 o o o o
SSmEFinishing CCMT060204TMP 04 0.06-0.17  0.2-2.4 o o o o
MEMT WNMG080404KM 0.4 0.12-0.52 0.7-4.8 ° CCMT060208TMP 0.8 0.07-0.22 0.1-2.0 e o o o
Semi-Finishing WNMG080408KM 0.8 0.17-0.55 1.2-4.0 ° CCMTO09T302TMP 0.2 0.08-0.23 0.3-3.0 o o e o
WMMG080412KM 1.2 0.25-0.55 1.5-4.0 ° CCMT09T304TMP 0.4  0.10-0.30 0.5-3.0 o o o o
CCMTO09T308TMP 0.8  0.09-0.27  0.3-3.6 o o o o
|mT WNMG080404KR 0.4 0.12-0.52  0.7-4.8 ° ° CCMT120404TMP 0.4 0.24-0.36 1.0-3.6 o o
Roughing » WNMG080408KR 0.8  0.20-0.60  1.20-5.8 ° ° CCMT120408TMP 0.8 0.24-036  1.0-3.6 o o
Z- WMMG080412KR 1.2 0.30-0.90  1.20-5.8 ° EREMT CCMT060202 0.2  0.02-0.07 0.15-1.6 o o
— Semi-Finishing CCMT060204 0.4  0.05-0.16 0.35-1.9 o o
Mg T WNMG080404PM 0.4 0.12-0.52 0.7-4.8 o o > CCMT09T302 0.8 0.02-0.07 0.15-2.4 o o
Semi-Finishing WNMG080408PM 0.8 0.12-0.52 0.7-4.8 o o d 'O;\ CCMT09T304 0.4 0.05-0.16 0.35-2.9 e o
A - CCMTO09T308 0.8 0.10-0.32 0.70-2.9 e o
A CCMT120404 0.4  0.10-0.32  0.35-3.9 o o
WNMG080404MM 04  0.10-0.50 0.5-5.0 o o CCMT120408 08  0.16-0.48  0.70-3.9 ° o
WNMG080408MM 0.8 0.12-0.50 0.5-5.0 o o YREMT CCMT060204SM 0.4 0.05-0.16 0.35-1.9 o o
SEAAEINTY CCMT060208SM 0.8  0.10-0.32  0.70-1.9 ° o
CCMT09T304SM 0.4 0.05-0.16  0.35-2.9 o o
REhT WNMG080404MH 0.4 0.07-0.20 0.34-2.6 e o CCMT09T308SM 0.8 0.10-0.32 0.70-2.9 e o
SRS WNMG080408MH 0.8  0.14-0.40 0.68-2.6 o o CCMT120404SM 0.4  005-0.16  0.35-3.9 o o
CCMT120408SM 0.8 0.10-0.32  0.70-3.9 o o
HEREMT WNMG080404SM 0.4 0.08-0.22 0.40-2.9 o o HEMT CCMT060202-FA 0.2 0.03-0.15 0.1-1.5 °
SR WNMG080408SM 0.8  0.15-0.44  0.80-2.9 o o ST CCMT09T302-FA 02  003-0.15  0.1-2.0 °
EEMT WNMG080404MT 0.4  0.12-0.40  1.0-4.0 .
Semi-Finishing WNMG080408MT 0.8 0.17-0.55 1.2-4.0 ° YREMT /BT CCMT060204FG 0.4 0.07-0.15 0.4-2.0 °
SEENTEA AT g CCMT060208FG 0.8  0.08-0.18  0.4-2.0 °
CCMTO09T304FG 0.4 0.07-0.20 0.4-2.0 °
MEENT BT WNMG080402AH 0.2  0.04-028  0.5-3.0 ° CCMT09T308FG 0.8  0.10-0.25  0.6-2.0 °
Semi-fnishing/Finishing @ WNMGO080404AH 0.4 0.05-0.30 0.8-3.5 ° MENT  EMNT CCGT060202APK 0.2 0.01-0.12 0.05-3.0 °
WNMGO080408AH 0.8 0.10-0.40 0.8-3.5 ° Semi-fnishing/Finishing CCGT060204APK 0.4 0.02-0.15 0.1-3.0 °
CCGTO060208APK 0.8 0.02-0.20 0.1-4.0 L]
MEENT  EINT ) WNMG080404R-VF 0.4 0.05-0.30 0.8-3.5 ° CCGTO09T302APK 0.2 0.02-0.20 0.05-3.0 °
Semi-fnishing/Finishing _r;‘#, WNMG080404L-VF 0.4 0.05-0.30 0.8-3.5 ° CCGTO09T304APK 0.4 0.02-0.30 0.1-5.0 °
, !!'— CCGTO09T308APK 0.8 0.03-0.50 0.1-5.0 °
= CCGT120402APK 0.2  0.02-0.30  0.05-4.0 o
s 5 % & | % * CCGT120404APK 04  0.03-0.50 0.1-5.0 )
454 Stainless Steel * * *x * CCGT120408APK 0.8 0.04-0.80 0.1-5.0 °
*
* * % * K % *
*x  * T4 Stainless Steel * *
ETE 4N Hardened Steel * *
Y &EPreferred * Alkoptional o infEEEfFstandard stock OiT B4 order production * * *
ETE 4N Hardened Steel *
Y Ei%Preferred * A]%optional o R EEEfEstandard stock OiTB4=order production
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KOVES’

N A 1 RgrTE
ZFHIJI R (IER) N ZFHITIR(IER)
Turning Inserts (Positive) Turning Inserts (Positive)
R~ Size RF Size
Eidhey (mm) e (mm)
Model q s d1 Model d s 1
CC..0301.. N5 1.4 1.9 DC..0702 .. 6.35 2.38 2.8
CC..0401.. 4.3 1.8 2.3 DC..MT3.. 9.525 3.97 44
CC..0602.. 6. 35 2.3 2.8
CC..09T3.. 9. 525 3.9 4.4
T1 B ¥ J5 Re5E N T 41 %4 Insert grades and application T0 5 ¥ FURSE A AN T4 %4 Insert grades and application
INag N Fidkh = I . Pl 2R B|2 K8 8|2 o IS5 TR o\F bich —_— - 2823 288|832 o S
Insert shape Model r i HlRap S 5 - - £ S 3 3 o5 5 2 p & % Insert shape Model r dfafn HlRap 5 5 S I © S 3 x5 5 S & 8 2
mm/rev mm O O 0O O O oo a ook O 2 0 mm/rev mm O O 0 O O o a a o o - O 2 0
NS N X X X X X X X X NG NG X X & & X X N X X X X X e N X X
BT CCGT0301005L-F 0.05 0.01-0.05  0.1-0.3 YaEmT DCMT070204GPK 04  0.06-0.15 0.3-20
Finishing CCGT030101L-F 0.1 0.01-0.05  0.1-0.3 ° ° . Semi-Finishing DCMT070208GPK 0.8  0.08-0.21 0.3-2.5 °
CCGT030102L-F 0.2  0.01-0.05 0.1-0.3 ° ° ° DCMT11T304GPK 04  0.08-021 0325 e
CCGT0401005L-F 0.05 0.01-0.10  0.1-0.5 DCMT11T308GPK 0.8  0.10-0.26 0.5-3.0
CCGT040101L-F 0.1 0.01-0.10  0.1-0.5 ° ° ° YT DCMT070202TMP 0.2  0.03-0.12 0.1-1.5 o o o o
CCGT040102L-F 0.2  0.01-0.10  0.1-0.5 ° ° ° Semi-Finishing DCMT070204TMP 04  0.06-0.17 0.2-2.3 o o e o
CCGT0602005R-F 0.05 0.01-0.06  0.04-1.3 ‘ DCMT11T302TMP 0.2  0.04-0.22 0.1-2.0 o o o o
- CCGT0602005L-F 0.05 0.01-0.06  0.04-1.3 DCMT11T304TMP 0.4  0.08-0.23 0.3-3.0 e o e o
CCGT060201R-F 0.1 0.02-0.08  0.05-1.5 ° ° DCMT11T308TMP 0.8  0.10-0.30  0.5-3.0 o o o o
CCGT060201L-F 0.1 0.02-0.08  0.05-1.5 ° ° ¥EmT DCMT070202 0.2  0.02-0.07 0.15-1.5 e o
CCGT060202R-F 0.2 0.03-0.11 0.06-1.7 ° ° Semi-Finishing - DCMT070204 0.4 0.05-0.16  0.35-2.1 o o
—— CCGT060202L-F 0.2  0.03-0.11  0.06-1.7 ° ° @ DCMT11T302 0.2  0.02-0.07 0.15-2.3 o o
(R ) CCGT09T3005R-F 0.05 0.02-0.08  0.05-1.5 g DCMT11T304 04  0.05-0.16  0.35-3.1 o o
CCGT09T3005L-F 0.05 0.02-0.08  0.05-1.5 DCMT11T308 0.8  0.10-0.32  0.70-3.1 o o
CCGTO09T301R-F 0.1 0.03-0.11 0.06-1.7 o ° EREMT DCMT070202-FA 0.2 0.05-0.16  0.35-2.1 °
CCGTO09T301L-F 0.1 0.03-0.11  0.06-1.7 ° ° SR - DCMT11T302-FA 0.4  0.10-0.32  0.70-2.1 °
CCGTO09T302R-F 0.2  0.04-0.15  0.08-2.0 ° ° Y
CCGT09T302L-F 0.2  0.04-0.15 0.08-2.0 ° °
YREIT /KT CCGT060201R-U 0.1 0.02-0.08  0.05-1.5 ° ° ° EEMT DCMT070202SM 0.2  0.05-0.16  0.35-1.5 o o
SRR CCGT060201L-U 0.1 0.02-0.08 0.05-1.5 ° ° . Semi-Finishing s DCMT070204SM 04  0.07-020 04-15 o o
CCGT060202R-U 0.2  0.03-0.11  0.06-1.7 ° ° ° {\ > DCMT11T304SM 0.4  0.08-025 0.5-2.5 o o
CCGT060202L-U 0.2  0.03-0.11  0.06-1.7 ° ° ° = DCMT11T308SM 0.8  0.07-0.20  0.4-2.0 e o
CCGT060204R-U 0.4  0.05-0.15  0.08-2.0 DCMT11T312SM 1.2 0.10-0.25  0.6-2.0 o o
CCGT060204L-U 0.4  0.05-0.15  0.08-2.0 MAEHT /BT DCMT070204FG 0.4  0.07-020 0.4-1.5 °
CCGT09T301R-U 0.1 0.03-0.11  0.06-1.7 ° ° ° Semi-fnishing/Finishing DCMT070208FG 0.8  0.07-0.20 0.4-1.5 °
CCGT09T301L-U 0.1 0.03-0.11  0.06-1.7 ° ° ° ‘ DCMT11T304FG 04  0.10-0.25  0.6-1.5 °
CCGT09T302R-U 0.2  0.04-0.15  0.08-2.0 ° ° ° DCMT11T308FG 0.8  0.10-0.25  0.6-2.0 °
CCGT09T302L-U 0.2  0.04-0.15 0.08-2.0 ° ° ° ERMT /T DCGT070202APK 0.2  0.01-0.20  0.05-3.0 °
CCGT09T304R-U 04  0.05-0.20 1.0-2.5 ° ° ° Semi-fnishing/Finishing DCGT070204APK 0.4  0.02-0.30  0.1-4.0 °
CCGT09T304L-U 0.4  0.05-020 1.0-2.5 ° ° ° DCGT070208APK 0.8  0.03-0.40  0.1-4.0 °
M T CCGT060201SA/AM 0.1 0.02-0.15 0.10-1.4 ° @g DCGT11T302APK 0.2 0.02-0.30 0.05-4.0 °
Semi-fnishing/Finishing CCGT060202SA/AM 0.2 0.02-0.15 0.10-1.4 (] DCGT11T304APK 0.4 0.03-0.50 0.1-5.0 °
CCGT060204SA 04  0.03-0.20 0.10-1.4 ° DCGT11T308APK 0.8  0.03-0.50  0.1-5.0 °
CCGT09T301SA/AM 0.1 0.02-0.15  0.10-2.4 ° DCGT11T312APK 1.2 0.04-0.60 0.15-5.0 °
CCGTO09T302SA/AM 0.2 0.02-0.15  0.10-2.4 °
CCGT09T304SA 0.1 0.03-0.20  0.10-2.4 ° *x % * K K *
CCGT09T308SA 0.8  0.03-0.25  0.10-2.4 ° T4 Stainless Steel * * *x *
*
% *x k *
54 Stainless Steel * * * *
PERE4N Hardened Steel *
*x _
I b Y EikPreferred i\( Aifkoptional o frfEEFEstandard stock OiT B4 F=order production

24X Hardened Steel

X BifPreferred

Y% @i%optional

o iTfEREfFEstandard stock

OiTB4Forder production
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KOVES’
i Mg TH

ZFHITDRQER) ZFHIZDROER)

Turning Inserts (Positive) Turning Inserts (Positive)

DC.. RC..

r
-
d he)
—
~ ! R+ Size R Size
) - RE (mm) e (mm)
Model d s d1 ~ Model d s d1
DC..0702 .. 6.35 2.38 28 RC..0602MO 6 2.38 28
o 70 * DC..M1T3.. 9.525 3.97 4.4 RC..0803MO 8 3.18 34
55 RC..1003MO 10 3.18 3.6
- RC..1204MO. 12 4.76 4.2
TR e ﬂﬁﬁfﬁ%iﬁﬂj’bﬂﬁﬁﬂ Inss)rtgragesagd a;'):;’)licatiu?n . B T A e ﬂﬁMJﬁé&%ﬁﬂE’I%ﬂ Ilr))sertgradecs)andc?r’pliLcoationO ;
4 = N S - o < I =] =} 7 5 N = - N <& A ® - A ® O - I
Insert shape Model po #Afn fiFep T S X - S 5 D 2 2 5 g 8 g S Insert shape Model ;M Rap 5 5 £ T 2 EX X EEsE g
mm/frev. mm 2 2 2 ¢ 2 & & & & & £ Q 2 Q mm/rev.  mm 9 2 ¢ ¢ ¢ £ & & ¢ &L L@
T DCGT0702005R-F 0.05 0.01-0.06  0.04-1.3 ° ° RCMT0602MO 6.0  0.06-0.15  0.2-2.0 °
Rnihng DCGT0702005L-F 0.05 0.01-0.06  0.04-1.3 [ [ ﬁf’s”hﬁg RCMT0803MO 8.0  0.08-0.21  0.3-2.5 °
DCGT070201R-F 0.1  0.02-0.08 0.05-1.5 ° ° RCMT10T3MO 10.0  0.25-0.50  1.5-4.0 °
DCGT070201L-F 0.1  0.02-0.08  0.05-1.5 ° ° RCMT1204MO 12.0  0.30-0.60  2.5-5.0 °
DCGT070202R-F 0.2  0.03-0.11  0.06-1.5 ° °
DCGT070202L-F 0.2  0.03-0.11  0.06-1.5 ° °
DCGT11T3005R-F 0.05 0.02-0.08  0.05-1.5 J ° BT RCMT0602M0-61 6.0  0.07-0.35 0.6-2.4 °
DCGT11T3005L-F 0.05 0.02-0.08  0.05-1.5 ° ° Finishing RCMT0803M0-61 8.0  0.08-0.56  0.8-2.4 °
DCGT11T301R-F 0.1 0.03-0.11  0.06-1.7 ° ° RCMM1003M0-61 10.0  0.12-0.56  0.4-2.5 °
(LBIREER) DCGT11T301L-F 0.1 0.03-0.11 0.06-1.7 ° ° RCMM1204M0-61 12.0  0.13-0.57  0.3-2.5 °
DCGT11T302R-F 0.2  0.04-0.15  0.08-2.0 ° ° BT RCKT10T3MO-WM 10.0  0.10-0.30 °
DCGT11T302L-F 0.2 0.04-0.15  0.08-2.0 ° ° Finishing RCKT1204MO-WM 12.0  0.10-0.42 °
YN/ BIT DCGT070201R-U 0.1  0.02-0.08 0.05-1.5 ° ° °
Semi-fnishing/Finishing DCGT070201L-U 0.1 0.02-0.08 0.05-1.5 L] L o -
DCGT070202R-U 0.2  0.03-0.11  0.06-1.5 ° ° ° - RCGT0602MO-APK 6.0  0.05-0.20 0.5-2.0 °
DCGT070202L-U 0.2  0.03-0.11  0.06-1.5 ° ° ° Finishing RCGT0803MO-APK 8.0  0.05-0.25 0.5-2.5 °
DCGT070204R-U 0.4  0.04-0.15  0.08-1.5 ° ° ° RCGT1003MO-APK 10.0  0.10-0.30  1.0-3.0 °
DCGT070204L-U 0.4  0.04-0.15  0.08-1.5 ° ° ° RCGT10T3MO-APK 10.0  0.10-0.30  1.0-3.0 °
DCGT11T301R-U 0.1  0.03-0.11  0.06-1.7 ° o o ° RCGT1204MO-APK 12.0  0.10-0.35  1.0-3.5 °
DCGT11T301L-U 0.1  0.03-0.11  0.06-1.7 ° o o °
DCGT11T302R-U 0.2  0.04-0.15  0.08-2.0 ° ° ° * *
DCGT11T302L-U 0.2 0.04-0.15 0.08-2.0 [ ) ) ° T454W Stainless Steel
DCGT11T304R-U 0.4  0.05-0.2 1.0-2.5 ° ° ° |
DCGT11T304L-U 0.4  0.05-0.2 1.0-2.5 ° ° ° *
MAEMT /EIT DCGT070201SA/AM 0.1 0.02-0.15  0.10-1.4 °
SO EE TR DCGT070202SA/AM 0.2 0.02-0.15  0.10-1.4 ° PERE4R Hardened Steel
322?1)17‘?28::2;23 8‘1‘ ggggfg 318;: : Y BEikPreferred 7,'\{ A %koptional o i EEfEstandard stock OiJ B4 F=order production
DCGT11T302SA/AM 0.2 0.02-0.15 0.10-2.4 °
04  0.03-0.20 0.10-2.4 °
¥ *
T4 Stainless Steel * *
* *
*
ZEE4N Hardened Steel
* EikPreferred Yy Hi%koptional o ixEEEFEstandard stock OiJ& 4= order production
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KOVES’

[ 1] Rz TH
w . . .
ZFHIJT) R (ER) N ZFHITI R (ER) -
Turning Inserts (Positive) Turning Inserts (Positive)
60° i
d ~ J— 70 J\/
© R~ Size R Size
q e (mm) d ] a5 (mm)
! --F-Fr- Model "E"|” Model
Qb } d s d1 ©] 1] d s d1
..
; L\ SC..09T304.. 9525 397 44 ‘ 7C..0902.. 556 238 25
70 * SC..120404.. 12.7 4.76 5 s TC..1102.. 6.35 2.38 28
S TC..16T3.. 9.525 3.97 4.4
r
Vi H‘Mﬁ&;ﬁﬁﬁ buIMﬂb} Insert grades and appllcatlon
TR Eilhe . S B = ) o ]
nset shape Model e R Esiooisissfn g
mm/rev mm T ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ < x
. - J) B # R R 3&E A AN T #184 Insert grades and application EREMT TCMT090204GPK 04  0.06-0.18 03-1.5 ®
A5 Z5 Mafm map - S = 8§88 28 8 8 ¢ S o 8 SemvEshing TCMT090208GPK 0.8  008-022 0518 @
Insert shape Model r i #ap 2 8 5 55 5 8y P 285K ¢ 3 TCMT110204GPK 04  0.06-0.20 0320 @
mm/rev mm ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ ¥ % X ¥ x TCMT110208GPK 0.8  0.08-025 0620 ®
FENT SCMT09T304GPK 04  0.08-025 0330 e TCMT16T304GPK 04  0.08030 0330 @
Semi-Finishing SCMT09T308GPK 0.8  0.10-0.30  0.5-3.0 ° TCMT16T308GPK 0.8  0.10-0.35  0.6-3.0 °
SCMT120408GPK 0.8 0.12-0.35 0.6-4.0 ° TCMT16T312GPK 1.2 0.12-0.40 0.9-3.5 °
SCMT120412GPK 1.2 0.15-0.40 0.9-4.0 [} REMT TCMT090204TMP 0.4 0.06-0.17 0.2-2.3 e o o o
WEMT SCMTO09T304TMP 0.4  0.08-023 0.3-3.0 ° ° SEHE TCMT110204TMP 0.4  0.06-0.19 0.2-2.5 o o o o
Semi-Finishing SCMTO09T308TMP 0.8  0.10-0.30  0.5-3.0 ° ° TCMT110208TMP 0.8  0.09-0.26 0.4-2.5 o o o o
SCMT120408TMP 0.8  0.09-0.27 0.3-3.6 ° ° TCMT16T304TMP 0.4  0.08-0.23 0.3-3.0 ° o o o
SCMT120412TMP 1.2 0.12-0.36  0.6-3.6 ° ° TCMT16T308TMP 0.8  0.10-0.30  0.5-3.0 o o o o
. SCGT09T302APK 0.2  0.02-0.30 0.1-4.0 ° FaEMT TCMT090202 0.4  0.04-0.14  0.30-1.9 o o
imﬁ}.‘?ﬁmng SCGTO09T304APK 0.4  0.04-0.40 0.1-5.0 o Sem-Finishing TCMT090204 0.8 005016  0.35-2.6 o o
SCGT09T308APK 0.8  0.03-040 0.1-5.0 ° TCMT110202 0.2  0.02:0.07 0.15-2.2 ° o
SCGT120404APK 04  0.03-050 0.1-5.0 ° TCMT110204 04  0.05-0.16  0.35-3.0 o o
SCGT120408APK 0.8  0.04-0.60 0.15-5.5 ° TCMT110208 0.8  0.10-0.32  0.70-3.0 o o
TCMT16T304 04  0.05-0.16  0.70-4.5 o o
* * TCMT16T308 0.8  0.10-0.32 1.05-4.5 ° o
TEE4M Stainless Steel *
* EREMT A TCMT090204-TM 04  0.10-025 0.6-2.0 °
* Semi-Finishing .:
ERE4N Hardened Steel —_—
. . ) — . ) YAEmMT TCMT110202-FA 02 003015 0.1-1.5 °
% BifPreferred Yy Alioptional o infEEfFEstandard stock OiJ B4 order production Semi-Finishing
LAEMT EMNT TCMT110204FG 04  010-025 0.7-3.5 °
Semi-fnishing/Finishing TCMT110208FG 0.8 0.13-0.30 1.0-3.5 °
LAENT EMT TCMT110304-FG 04  007-020 0.4-1.5 °
Semi-fishing/Finishing
TCGT090202APK 0.2 0.01-0.12  0.05-3.0 °
¥ /T TCGT090204APK 0.4 002015 0.1-4.0 o
Semi-fishing/Finishing
TCGT110202APK 0.2 0.02-0.20  0.05-4.0 °
TCGT110204APK 0.4  0.03-0.30  0.1-4.0 °
TCGT110208APK 0.8  0.03-040 0.1-5.0 °
TCGT16T302APK 0.2  0.02-0.30  0.05-5.0 °
TCGT16T304APK 0.4  0.03-040 0.1-55 °
TCGT16T308APK 0.8  0.03-0.50 0.1-5.5 °
TCGT16T312APK 1.2 0.04-060 0.15-5.5 °
*x X Y ok % *
T4 Stainless Steel *x %
*
*
8 4R Hardened Steel *
* BikPreferred ¥ Alikoptional o ir fEfEfEstandard stock OiTEA4EF=order production
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KOVES’

(][] Rlg2zTH
sl 1 Ny 1
ERTIRER) ERTIRER)
Turning Inserts (Positive) Turning Inserts (Positive)
60°
R Size R~ Size
Fidhss (mm) 25 (mm)
Model Model
d S d1 d S d1
TC..0902.. 556 238 25 TB..0601.. 3.97 1.59 2.3
TC..1102.. 6.35 2.38 25
TC..1103.. 6.35 2.38 28
TC..16T3.. 9.525 3.97 4.4
e = ] B #1H5 B 5&E A i T #1 %) Insert grades and application TS ) T A MBERERMMIHE Insert grades and application
TR A Fichoy 2N 2R B2 8|8 8|2 o S TN Fiche 2 & 2 8§ 8 28 8 8 ¢ o 2
8 Rap  — = = hat X 1 N2 Sl S| &Els 2l 2E &
Insert shape Model r #Efn Rap 5 5 E S - I 3 s 5 5 S & 8 2 Insert shape Model r MEfn #HRap S - E X - I X s = 5 8 B 8 2
mmirev. mm @ @ 2 2 Q0 ¢ L L8 8B L Q¢E D mm/rev. _mm O O 2 Qg QgL e e el Q@
BT TCGT090201R-F 0.1 0.02-0.08 0.05-1.5 ° ° TBGT060101R-F 0.1 0.03-0.15 0.06-1.0 ()
Finishing TCGT090201L-F 0.1 0.02-0.08  0.05-1.5 ° (] TBGT060101L-F 0.1 0.03-0.15  0.06-1.0 °
TCGT090202R-F 0.2 0.03-0.11 0.06-1.7 (] (] TBGT060102R-F 0.2 0.05-0.20  0.1-1.3 °
TCGT090202L-F 0.2 0.03-0.11 0.06-1.7 ° o TBGT060102L-F 0.2 0.05-0.20 0.1-1.3 ° ° °
TCGT110201R-F 0.1 0.02-0.10  0.05-1.5 ° ° TBGT060104R-F 0.4 0.08-0.20  0.1-1.3 o
TCGT110201L-F 0.1 0.02-0.10 ~ 0.05-1.5 U L4 BT = TBGT060104L-F 0.4  0.05-020 0.1-1.3 ° ° °
TCGT110202R-F 0.2 0.03-0.13  0.06-1.7 ° ° Finishing (RIEER)
TCGT110202L-F 0.2 0.03-0.13  0.06-1.7 ° ° e *
TCGT110301R-F 0.1 0.02-0.10  0.05-1.5 ° 454 Stainless Steel *
(BEER) TCGT110301L-F 0.1 0.02-010 0.05-1.5 °
TCGT110302R-F 0.2 0.03-0.13  0.06-1.7 ° .
TCGT110302L-F 0.2 0.03-0.13  0.06-1.7 °
BT 8 TCMT090204SM 0.4 0.05-0.16 0.35-2.6 e o 84N Hardened Steel
Finishing £ TCMT090208SM 0.8 0.10-0.32  0.70-2.6 e o N N ) . - -
e RS i 1506 | 09500 515 * BikPreferred 7,’\*7 B foptional o iRfEEEfEstandard stock OiJB 4= order production
_/@:_ TCMT110208SM 0.8  0.10-0.32  0.70-3.0 o o
Aot TCMT16T304SM 0.4 0.05-0.16  0.35-4.5 e o
TCMT16T308SM 0.8 0.10-0.32 0.70-4.5 e o
TCMT16T312SM 1.2 0.16-0.48  1.05-4.5 e o
T TCGT110201SA 0.1 0.02-0.15 0.10-2.4 ]
Finishing TCGT110202SA 0.2 0.02-0.15  0.20-2.4 °
TCGT110204SA 0.4 0.03-0.20  0.20-2.4 °
TCGT16T304SA 0.4 0.03-0.20 0.20-2.4 o
* *
T Stainless Steel * * *
*
* *

EHE 4N Hardened Steel

Y &iEPreferred

% AToptional

o i EEEfEstandard stock

www.pcbn.com

OiJB4Frorder production
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KOVES’
i Mg TH

ZEH7] R (ER) ZHIT] R (ER)

Turning Inserts (Positive) Turning Inserts (Positive)

VC..

-
TP.. d o
2 |
£ 70
R size A R size
FilR=3 (mm) FilR=3 (mm)
Model d s 1 350 s | Model d s i
TP..0802.. 4.76 2.38 2.3 VC..1103 .. 6.35 3.18 2.8
TP..0902.. 5.56 2.38 3.0 VC..1604 .. 9.525 4.76 44
TP..1102.. 6.35 2.38 3.5
TP..1103.. 6.35 3.18 8.3
TP..16T3.. 9.525 3.18 4.5
o e I)J#MJﬁ&iﬁFEDHIMH@L Insert grades and application T e JJJ#MJEE&%FHMIMH& Is’sert grades and application
7 Z =5 . = P2 R B 2RI S8 o S ¢ =5 8 - S a2 & 8 28 8 8 ¢ o S
Insert shape Model r e fn tap T 5 = ¢ T - g g g 5 3 2 8 g Insert shape Model r prisesply MFap 5 5 £ - - S 3 & » 5 8 & 8 2
mmirev mm S 8 0 0 O EE & E E&E ¢ s 0O mm/frev. mm 2 ¢ 2 Q2 Q2 & & & g8 L QP
BT TPGH080201R-F 0.1  0.02-0.08  0.05-1.0 ° ° LREIT VCMT110304TMP 0.4  0.03-0.20 0.15-2.7 o o o o
Finishing TPGH080201L-F 0.1  0.02-0.08  0.05-1.0 ° ° Semi-Finishing VCMT160404TMP 04  0.07-020 0.2-2.7 o o o o
TPGH080202R-F 0.2  0.03-0.10  0.06-1.2 ° ° o VCMT160408TMP 0.8  0.09-0.27 0.5-2.7 o o o o
TPGH080202L-F 0.2  0.03-0.10  0.06-1.2 ° ° °
TPGH080204R-F 0.4  0.04-0.12  0.08-1.5 ° °
TPGH080204L-F 0.4  0.04-0.12  0.08-1.5 ° ° ° LT VCMT110304 0.4  0.05-0.16  0.35-2.1 e o
TPGH090201R-F 0.1  0.02-0.08  0.05-1.0 ° ° Semi-Finishing VCMT110308 0.8  0.10-0.32  0.70-2.1 o o
TPGH090201L-F 0.1  0.02-0.08  0.05-1.0 ° ° 0 VCMT160404 0.4  0.05-0.16  0.35-3.1 o o
TPGH090202R-F 0.2  0.03-0.10  0.06-1.2 ° ° VCMT160408 0.8  0.10-0.32  0.70-3.1 o o
TPGH090202L-F 0.2  0.03-0.10  0.06-1.2 ° ° °
TPGH090204R-F 0.4  0.04-0.12  0.08-1.5 ° ° wEEmT VCGT110301R-F 0.1  0.02-0.08 0.05-1.5 °
TPGH090204L-F 0.4  0.04-0.12  0.08-1.5 ° ° ° Semi-Finishing VCGT110301L-F 0.1  0.02-0.08 0.05-1.5 °
TPGH110202R-F 0.2  0.03-0.10  0.06-1.2 ° ° 5 VCGT110302R-F 0.2  0.03-0.13  0.06-1.7 °
TPGH110202L-F 0.2  0.03-0.10  0.06-1.2 ° ° \Q/ VCGT110302L-F 0.2  0.03-0.13  0.06-1.7 °
TPGH110204R-F 0.4  0.04-0.12 0.08-1.5 ° ° _ VCGT110304R-F 0.4  0.05-0.20 0.08-2.0 °
TPGH110204L-F 04  0.04-012  0.08-1.5 o o (BInErER) VCGT110304L-F 04  0.05-0.20  0.08-2.0 .
(BHREER) TPGH110302R-F 0.2  0.03-0.10  0.06-1.2 ° ° ¥EMT VCGT110302R-U 0.2  0.03-0.13  0.06-1.7 ° °
TPGH110302L-F 0.2  0.03-0.10  0.06-1.2 ° ° ° Semi-Finishing VCGT110302L-U 0.2  0.03-0.13  0.06-1.7 ° °
TPGH110304R-F 04  0.04-0.12  0.08-1.5 ° ° = VCGT110304R-U 04  0.05-0.15  0.08-2.0 ° °
TPGH110304L-F 0.4  0.04-0.12  0.08-1.5 ° ° ° » VCGT110304L-U 04  0.05-0.15  0.08-2.0 ° °
TPGH110308R-F 08  0.05-0.15  1.0-1.7 ° ° VCGT160404R-U 0.4  0.05-0.17  0.08-2.0 °
TPGH110308L-F 0.8  0.05-0.15  1.0-1.7 ° ° VCGT160404L-U 04  0.05-0.17  0.08-2.0 °
TPGH16T302R-F 0.2  0.03-0.10  0.06-1.2 ° ° y VCGT110302APK 0.2 0.02-0.20 0.05-3.0 °
TPGH16T302L-F 0.2  0.03-0.10  0.06-1.2 ° ° ;‘;ﬁ’;?ni{hmg VCGT110304APK 0.4  0.02-0.20 0.1-4.0 °
TPGH16T304R-F 0.4  0.04-0.12  0.08-1.7 ° ° VCGT110308APK 0.8  0.03-0.30 0.1-5.0 °
TPGH16T304L-F 0.4  0.04-0.12  0.08-1.7 ° ° VCGT160402APK 0.2 0.02-0.30  0.05-5.0 °
TPGH16T308R-F 0.8  0.05-0.20  1.0-2.0 ° ° W VCGT160404APK 04  0.03-040 0.1-5.0 °
TPGH16T308L-F 0.8  0.05-0.20 1.0-2.0 ° ° : VCGT160408APK 0.8  0.03-0.50 0.1-5.0 °
BT TPGT080202L-W 0.2  0.03-0.15 0.1-0.4 ° ° VCGT160412APK 1.2 0.05-0.60 0.1-5.0 °
Finishing TPGT090202L-W 0.2  0.03-020 0.1-0.4 ° °
0 !(ﬁﬁ‘/&ﬁﬁ) TPGT110202L-W 0.2  0.03-0.20 0.1-0.5 ° ° [ VCGT110301SA/AM 0.1 0.02-0.15  0.10-1.4 °
Semi-Finishing VCGT1103028A/AM 0.2 0.02-0.15  0.20-1.4 °
* * VCGT110304SA/AM 0.4 0.03-0.20 0.20-1.4 o
4 Stainless Steel *
*
*x * F* N K *
PERE4N Hardened Steel 54 Stainless Steel *x * *
% EikPreferred Y% Hikoptional o i fFstandard stock OB 4 order production * *
*
PEFE4N Hardened Steel *
* EikPreferred Yt Hlikoptional o itk EEfEstandard stock OiTBi4forder production
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KOVES’

i RUs TH
FHIJTDR(ER) N ZFHIJI R (IER)
Turning Inserts (Positive) Turning Inserts (Positive)
A
-c | -~
d D) ! - d o
\&y) R=F Size 7\ | R~ Size
,,,,|,,, Fi{E=1 (mm) ‘@ Eili (mm)
. Model d s " | Model § S y
/ * VB..1103.. 6.35 3.18 28 p 5° VB..1103.. 6.35 3.18 28
VB..1604.. 9525 476 44 4 * VB..1604.. 9525 476 44
s
— s
35° 350 N
7] i NI #%1%} Insert grades and application 3 y ot
TR me ‘ wﬁﬁjﬁ%ﬁ%b EM%I‘{’, 2 g S p?? e i s DA me Dﬁﬁ)ﬁ%ﬁaﬂﬂﬁﬁﬁInss}rtgrages?da[i)hcag?n . _
Insert shape Model r  W#Afn fFap T St - £ T 5 T % % g & g S Insert shape Model ¢ M@fn Fap T T E S Z E 5 5 % 5 g 8 8 S
’ mm/rev. mm  © 2 ¢ C Q2 & T LB E Q2@ mim/revh RSmmES SCH B) RSN RER SO R Rap Rai e Re Rl REN NSl O
;#eﬁ_i;lilnﬁhin VBMT160404GPK 04  0.08-0.20 0.3-25 e HREMT VBMT110304SM 04  0.05-0.16  0.35-2.1 o o
& VBMT160408GPK 0.8  0.10-0.25 05-25 SauAIEE VBMT110308SM 0.8  0.10-0.32  0.70-2.1 o o
o VBMT160404SM 0.4 005016  0.35-3.1 e o
VBMT160408SM 0.8  0.10-0.32  0.70-3.1 o o
VBMT160412SM 12 0.16-0.48  1.05-3.1 e o
EREMT VBMT110304TMP 0.4 0.03-0.20 0.15-2.7 e o e o MEEmNT VBMT160404-FG 0.4 0.02-0.15 0.10-1.4 °
SeniiiSing VBMT160404TMP 0.4  0.07-0.20 0.2-27 o o o o Semi-Finishing
° VBMT160408TMP 0.8 009027 0527 o o e o
REMT VBGT110301SA/AM 0.1 0.02-0.15  0.1-1.5 .
MAET VBMT110302 0.2 0.02-0.07 0.15-1.4 e o Semi-Finishing VBGT110302SA/AM 0.2 0.02-0.20 0.2-1.5 °
Semi-Finishing VBMT110304 0.47[0.05-0.161 [ 0.85:2.1 O O VBGT110304SA/AM 0.4 0.05-0.20  0.2-1.5 °
VERINIIOSCS 05 | 010052 | G782 o o VBGT160401SA/AM 0.1  0.01-0.20  0.1-1.5 o
VBMT160404 04 005016 0.35-3.1 e o VBGT160402SA/AM 0.2 0.02-0.20  0.2-1.5 o
VBMT160408 0.8  0.10-0.32  0.70-3.1 o o *
F454 Stainless Steel *x %
VBGT110301R-F 01  0.02:0.08 0.05-1.5 ° °
U VBGT110301L-F 041  0.02-0.08 0.05-1.5 o
VBGT110302R-F 0.2  0.03-0.13  0.06-1.7 ° ° * %
VBGT110302L-F 02  0.03-0.13 0.06-1.7 . ERE4 Hardened Steel
VBGT110304R-F 0.4 005015 0.08-2.0 °
\6) VBGT110304L-F 04  0.05-0.15  0.08-2.0 ° * EiPreferred Yy Aioptional o trEEEfEstandard stock OiTE 4= order production
VBGT160402R-F 0.2  0.03-0.13  0.06-1.7 °
(BIREETF) VBGT160402L-F 0.2  0.03-0.13  0.06-1.7 .
VBGT160404R-F 0.4 005015 0.08-2.0 °
VBGT160404L-F 0.4 005015 0.08-2.0 °
¥HMT VBGT110302R-U 0.2  0.03-0.13  0.06-1.7 . .
SO AL VBGT110302L-U 0.2  0.03-0.13 0.06-1.7 ° °
VBGT110304R-U 0.4  0.050.15 0.08-2.0 . o
VBGT110304L-U 0.4  0.05-0.15 0.08-2.0 O )
— VBGT110308R-U 0.8  0.08-020 0.08-2.3 o
* VBGT110308L-U 0.8  008-0.20 0.08-2.3 .
VBGT160402R-U 0.2  0.03-0.13  0.06-1.7 o
VBGT160402L-U 0.2  0.03-0.13 0.06-1.7 O
VBGT160404R-U 0.4  0.050.15 0.08-2.0 5 o
VBGT160404L-U 0.4 005015 0.08-2.0 o
o VBGT110302APK 0.2 002015 0.05-3.0 °
Semi-Finishing VBGT110304APK 0.4 002015 0.1-4.0 o
VBGT110308APK 0.8 003018 01-5.0 °
VBGT160402APK 0.2  0.03-0.30 0.05-4.0 °
VBGT160404APK 0.4 003040 0.1-5.0 °
VBGT160408APK 0.8 003050 0.1-5.0 °
VBGT160412APK 1.2 0.05-0.60 0.1-5.5 °
*x X * K K *
T4 Stainless Steel * Kk
*
* *
ZETE 4N Hardened Steel *
* EikPreferred Yy Hifoptional ® iR fEEEfFstandard stock OiJBa&F=order production
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N A 1 RgrTE
M 24
7] B (ERY) 3 ZHDR
Turning Inserts (Positive) Turning Insert
(=4
WB.. HEFETHIR MR _ N
f Recommended Cutting Conditions
80° 5o s :
\ " YIEEEH#EZFEV c(m/min)
' d —1 R~ Size T Recommended Cutting Speed
"-5 6 "'|" e (mm) Workpiece Materials BERE KC1115 KC1125 KP2120 KP1115 KC3110 KT20 KW20
— Model HB f(mm) f(mm) f(mm) f(mm) f(mm) f(mm) f(mm)
. d S d1 0.1 02 0.3 01 0.2 04 01 0.2 04 0.1 02 04 01 02 04 01 0.2 04 0.1 0.2 0.3
() . WB..0601.. 3.97 159 23 B o oo 0 530 0
_ 190 430 380 320 360 310 250
r
_ 250 300 270 240 270 230 190
_ 270 320 300 270 320 280 220
_ 300 260 240 220 230 200 170
i us AR g s i i B o oo
Iﬂﬂhﬁﬁ Mfl i&fAfn t}J‘"ﬁTsap = ¥ - Q4 © = « mo‘—ogog
13) o 275 290 240 200 260 220 180
ey i |G S E S 2 E B(gElBlElE F]8
WBGT060101R-F 01  0.01-0.05 0.1-0.3 ° °
WBGT060102R-F 02  0.01-0.08 0.1-0.4 ° ° _ 350 e T I -
WBGT060102L-F 02  0.01-0.08 0.1-0.4 D ° °
- o = [ [ ]
BT (BIRRER) WBGT060104L-F 0.4  0.01-0.10 0.1-0.5 ° ° .
325 200 160 120 180 140 100
PAd *
TN Stainless Steel * SRR/ SRR
o e e 200 250 230 180 150 120 110
* TER SRR
M S B Martenate 280 220 180 155 110 95 100
24N Hardened Steel Aifgﬁe 180 180 150 120 100 90 80
Y BEikPreferred {\7 Al %optional ® iR EEFEstandard stock OiJE&F=order production
180 550 360 270
100 340 240 160
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BAES/IMERAETI -

Solid carbide mini boring bar

S TR RESEE
Size Shape Applicable

PSCR H—H— A —
PSGFR ’
pSTR e =

TR RMAR

Recommended Cutting Conditions

Material

WA VC (m/min)

60-100
50-80
40-60
Stainless steel %1 40-90

D s e0-1s0
Titanium K& & 30-70

Copper §@ 60-150

©1.0-02.0 (mm/rev) @2.5-®4.0 (mm/rev) ®4.5-05.5 (mm/rev)

0.02-0.03
0.01-0.03
0.01-0.02
0.01-0.03
0.01-0.03
0.01-0.03

0.01-0.03

Features

MFLINT
B/MNTER3.2mm

Inner hole machining
Minimum machining diameter 3.2 mm

AFLEHRIINT
BVNTER3.2mm

Back turning machining for inner hole
Minimum machining diameter is 3.2mm

RAIEINT
B/INTEZ3.2mm ##%51.0-2.5mm

Internal grooving machining

Minimum machining diameteris 3.2mm,

Goove width is 1.0-2.5mm

IR EEINT
B/\INTE26.0mm ##%51.0-4.5mm

Face grooving machining
Minimum machining diameter 6.0mm
Groove width 1.0-4.5mm

AR T
BNNTERA3.3mm $2#60.5-1.5mm

Internal thread machining

Minimum machining diameter 3.3mm Pitch 0.5-1.5mm

7,42 boring bar ®

0.02-0.08
0.02-0.05
0.02-0.04
0.02-0.05
0.02-0.06
0.02-0.05
0.02-0.05

0.03-0.10
0.03-0.06
0.02-0.06
0.03-0.08
0.03-0.1

0.03-0.1

0.03-0.08

www.pcbn.com

7L,
Boring

] e
‘ ad
L
= o
T 5 me Sizsand O ibes
Insert shape Model = slj\ggé d | 1 w a s KTX  KW20
Min Dia mm

PSBR0310-1 0.05 3.2 3.0 10 35 0.5 1.4 ° °
PSBR0315-1 0.05 3.2 3.0 15 45 0.5 1.4 ° °
PSBR0410-1 0.05 4.2 4.0 10 35 0.6 1.9 ° °
PSBR0415-1 0.05 4.2 4.0 15 45 0.6 1.9 ° °
PSBR0420-1 0.05 4.2 4.0 20 50 0.6 1.9 ° °
PSBR0610-1 0.05 6.2 6.0 10 40 0.75 2.9 ° °
PSBR0615-1 0.05 6.2 6.0 15 45 0.75 2.9 ° °
PSBR0620-1 0.05 6.2 6.0 20 50 0.75 2.9 ° °
PSBR0310 0.05 3.2 3.0 10 40 0.5 1.4 ° °
PSBR0315 0.05 3.2 3.0 15 50 0.5 1.4 ° °
PSBR0410 0.05 4.2 4.0 10 40 0.6 1.9 ° °
PSBR0415 0.05 4.2 4.0 15 50 0.6 1.9 ° °
PSBR0420 0.05 4.2 4.0 20 60 0.6 1.9 ° °
PSBR0610 0.05 6.2 6.0 10 45 0.75 2.9 ° °
PSBR0615 0.05 6.2 6.0 15 55 0.75 2.9 ° °
PSBR0620 0.05 6.2 6.0 20 65 0.75 2.9 ° °

*

T4 Stainless Steel *

*
*

*

788 M Hardened Steel
*EE eAliE SRR TR
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] Mgz TR

57 mw
Copying Square Grooving

ol
=
B

TR A me Sitn T o T A5 e Sitn T oo
Insert shape Model = BEE ‘ | 0 w . < - Insert shape Model = BEE p | 0 w . s KTX KW20
Min Dia mm Min Dia mm

PSCR0410-1 0.05 4.2 4.0 10 35 1.0 1.9 ° ° PSGR0310-1.0-1 3.2 3.0 10 35 1.0 0.8 1.4 ° °
PSCR0415-1 0.05 4.2 4.0 15 45 1.0 1.9 ° ° PSGR0315-1.0-1 3.2 3.0 15 45 1.0 0.8 1.4 ° °
PSCR0420-1 0.05 4.2 4.0 20 50 1.0 1.9 ° ° PSGR0310-1.5-1 3.2 3.0 10 35 1.5 0.8 1.4 ° °
PSCR0610-1 0.05 6.2 6.0 10 40 1.3 2.9 ° ° PSGR0315-1.5-1 3.2 3.0 15 45 15 0.8 1.4 ° °
PSCR0615-1 0.05 6.2 6.0 15 45 1.3 2.9 ° ° PSGR0410-1.0-1 4.2 4.0 10 35 1.0 1.4 1.9 ° °
PSCR0620-1 0.05 6.2 6.0 20 50 1.3 2.9 ° ° PSGR0420-1.0-1 4.2 4.0 20 50 1.0 1.4 1.9 ° °
PSGR0410-1.5-1 4.2 4.0 10 35 1.5 1.4 1.9 ° °
PSGR0420-1.5-1 4.2 4.0 20 50 15 1.4 1.9 ° °
PSCR0410 0.05 4.2 4.0 10 40 1.0 1.9 ° ° PSGR0410-2.0-1 4.2 4.0 10 35 2.0 1.4 1.9 ° °
PSCR0415 0.05 4.2 4.0 15 50 1.0 1.9 ° ° PSGR0420-2.0-1 4.2 4.0 20 50 2.0 1.4 1.9 ° °
PSCR0420 0.05 4.2 4.0 20 60 1.0 1.9 ° ° PSGR0610-1.0-1 6.2 6.0 10 40 1.0 1.8 2.9 ° °
PSCR0610 0.05 6.2 6.0 10 45 1.3 2.9 ° ° PSGR0620-1.0-1 6.2 6.0 20 50 1.0 1.8 2.9 ° °
PSCR0615 0.05 6.2 6.0 15 55 1.3 2.9 ° ° PSGR0610-1.5-1 6.2 6.0 10 40 1.5 1.8 2.9 ° °
PSCR0620 0.05 6.2 6.0 20 65 1.3 2.69 ° ° PSGR0620-1.5-1 6.2 6.0 20 50 15 1.8 2.9 ° °
PSGR0610-2.0-1 6.2 6.0 10 40 2.0 1.8 2.9 ° °
PSGR0620-2.0-1 6.2 6.0 20 50 2.0 1.8 2.9 ° °
* PSGR0610-2.5-1 6.2 6.0 10 40 25 2.0 2.9 ° °
454 Stainless Steel * PSGR0620-2.5-1 6.2 6.0 20 50 25 2.0 2.9 ° °
e PSGR0310-1.0 3.2 3.0 10 40 1.0 0.8 1.4 ° °
S PSGR0315-1.0 3.2 3.0 15 50 1.0 0.8 1.4 ° °
S PSGR0310-1.5 3.2 3.0 10 40 1.5 0.8 1.4 ° °
P FE4N Hardened Steel PSGR0315-1.5 3.2 3.0 15 50 1.5 0.8 1.4 (] (]
N N PSGR0410-1.0 4.2 4.0 10 40 1.0 1.4 1.9 ° °
*EE KA ofRHEETR ol A PSGR0420-1.0 4.2 4.0 20 60 1.0 1.4 1.9 ° °
PSGR0410-1.5 4.2 4.0 10 40 1.5 1.4 1.9 ° °
PSGR0420-1.5 4.2 4.0 20 60 1.5 1.4 1.9 ° °
PSGR0410-2.0 4.2 4.0 10 40 2.0 1.4 1.9 ° °
PSGR0420-2.0 4.2 4.0 20 60 2.0 1.4 1.9 ° °
PSGR0610-1.0 6.2 6.0 10 45 1.0 1.8 2.9 ° °
PSGR0620-1.0 6.2 6.0 20 65 1.0 1.8 2.9 ° °
PSGR0610-1.5 6.2 6.0 10 45 1.5 1.8 2.9 ° °
PSGR0620-1.5 6.2 6.0 20 65 1.5 1.8 2.9 ° °
PSGR0610-2.0 6.2 6.0 10 45 2.0 1.8 2.9 ° °
PSGR0620-2.0 6.2 6.0 20 65 2.0 1.8 2.9 ° °
PSGR0610-2.5 6.2 6.0 10 45 25 2.0 2.9 ° °
PSGR0620-2.5 6.2 6.0 20 65 2.5 2.0 2.9 ° °

*

TE5M Stainless Steel *

%*
*

%*

YERE4N Hardened Steel
*EIE A IR oiTBAER
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Face Grooving Threading
T e ) \
S:“Ii = J "tl 7777777 s i(/_f e | e — «ﬁ
. a 2d ? et 15 @I
L | 50

I | od} SJK/

WF w
| L |
Il SiA HE Siz}eia_-nr\?gaﬁdes T E N HE Siz§a_{1?grajﬁ)aes
Insert shape Model = BEE . | " w . s — Insert shape Model = BOEE , | L w WF%EE & x| e
Min Dia mm Min Dia mm
PSGFR0400-1.0-1 6.0 4.0 45 1.5 1.5 1.8 ° ° PSTR0315-F60-1 0.05 3.3 3.0 12  0.5-1.0 60 ° °
PSGFR0400-1.5-1 6.0 4.0 45 2.0 2.0 1.8 ° ° PSTR0415-F60-1 0.05 4.3 4.0 1.2 05-1.0 60 ° °
PSGFR0600-1.0-1 8.5 6.0 45 1.0 1.5 2.9 ° ° PSTR0615-A60-1  0.05 6.2 6.0 20 0515 60 ° °
PSGFR0600-1.5-1 8.5 6.0 45 15 2.0 2.9 ° ° PSTR0315-F55-1 0.05 3.3 3.0 1.2 48-24 55 ° °
PSGFR0600-2.0-1 8.5 6.0 45 2.0 2.5 2.9 ° ° PSTR0415-F55-1 0.05 4.3 4.0 1.2 48-24 55 ° °
PSGFR0800-1.0-1 10.4 8.0 60 1.0 2.0 3.9 ° ° PSTR0615-A55-1  0.05 6.2 6.0 2.0 28-16 55 ° °
PSGFR0800-1.5-1 10.4 8.0 60 1.5 2.5 3.9 [ [
PSGFR0800-2.0-1 10.4 8.0 60 2.0 3.0 3.9 ° °
PSGFR1000-2.0-1 12.4 10.0 70 2.0 2.5 4.9 ° ° PSTR0315-F60 0.05 3.3 3.0 12  05-1.0 60 ° °
PSGFR1000-2.5-1 12.4 10.0 70 2.5 3.0 4.9 ° ° PSTR0415-F60 0.05 4.3 4.0 1.2 05-1.0 60 ° °
PSGFR1000-3.0-1 12.4 10.0 70 3.0 8.5 4.9 (] ® PSTR0615-A60 0.05 6.2 6.0 2.0 0.5-1.5 60 ° (]
PSGFR1000-3.5-1 12.4 10.0 70 3.5 4.0 4.9 () ° PSTR0315-F55 0.05 3.3 3.0 1.2 48-24 55 [ ]
PSGFR1000-4.0-1 12.4 10.0 70 4.0 4.5 4.9 ° ° PSTR0415-F55 0.05 4.3 4.0 1.2 48-24 55 ° °
PSGFR1000-4.5-1 12.4 10.0 70 4.5 5.0 4.9 ° ° = PSTR0615-A55 0.05 6.2 6.0 2.0 28-16 55 ° °
PSGFR0400-1.0 6.0 4.0 50 1.5 1.5 1.8 ° ° &
PSGFR0400-1.5 6.0 4.0 50 2.0 2.0 1.8 ° °
PSGFR0600-1.0 8.5 6.0 50 1.0 1.5 2.9 ) ° *
PSGFR0600-1.5 8.5 6.0 50 1.5 2.0 2.9 ° ° 454 Stainless Steel *
PSGFR0600-2.0 8.5 6.0 50 2.0 2.5 2.9 () ) D
PSGFR0800-1.0 10.4 8.0 70 1.0 2.0 3.9 (] ] *
PSGFR0800-1.5 10.4 8.0 70 1.5 2.5 3.9 ° ° BE
PSGFR0800-2.0 10.4 8.0 70 2.0 3.0 3.9 [ () PERE4M Hardened Steel
PSGFR1000-2.0 12.4 10.0 80 2.0 2.5 4.9 ° ° N N
PSGFR1000-2.5 12.4 10.0 80 2.5 3.0 4.9 o o *HiE A oIR AT Ol B
PSGFR1000-3.0 12.4 10.0 80 3.0 8 4.9 [ °
PSGFR1000-3.5 12.4 10.0 80 3.5 4.0 4.9 ° °
PSGFR1000-4.0 12.4 10.0 80 4.0 45 4.9 ° °
PSGFR1000-4.5 12.4 10.0 80 4.5 5.0 4.9 (] ]
*
T 549 Stainless Steel *
%
*
%
Y884 Hardened Steel
*HiE AHE oI ol BAFE
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KTP28R..FA
FkfT N T

Parting off inserts

S —
T - —
0° L
RISMR
73)#9“:[‘3 Fidk = Size and Grades
Insert shape Model .
P w L1 R T H L () KTX KVX KW20
KTP28R/L100FA 1.0 5.0 0.08 3.0 6.0 26 16 ° ° °
KTP28R/L150FA 1.5 7.0 0.08 3.0 6.0 26 16 ° [ °
KTP28R/L200FA 2.0 8.5 0.08 3.0 6.0 26 16 ° ° °
‘ KTP28R/L250FA 2.5 8.5 0.08 3.0 6.0 26 16 ° ° °
* *
454 Stainless Steel *
e e
*
AY

Y584 Hardened Steel

* aJifkoptional

Y &EikPreferred

41

o ixEEEfEstandard stock

O1iJE 4 order production

www.pcbn.com

KTP28R..FN

YtEmT

Grooving inserts

VADRIS

Insert shape

T4 Stainless Steel

PETE4N Hardened Steel

filRs
Model

KTP28R/LO50FN
KTP28R/LO70FN
KTP28R/L100FN
KTP28R/L125FN
KTP28R/L150FN
KTP28R/L200FN
KTP28R/L250FN

& L1
T -] i
\90 ]
RI SR
Size and Grades
w L1 R T H L (=) KTX KVX KW20
0.5 2.0 0.05 3.0 8.0 25 0 ° ° °
0.7 2.8 0.05 3.0 8.0 25 0 ° ° °
1.0 4.0 0.05 3.0 8.0 25 0 ° ° °
1.25 5.0 0.05 3.0 8.0 25 0 ° ° °
149 58 0.05 3.0 8.0 25 0 ° ° °
2.0 6.0 0.05 3.0 8.0 25 0 ° ° °
2.5 6.5 0.05 3.0 8.0 25 0 ° ° °
* *
*
bAY bAY
*
bAS

Y EikPreferred

www.pcbn.com

Sﬁ{ A i%optional

o tREEEfEstandard stock

OiJE 4 F=order production
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KTP28R..FB
JEEAmT

Back turning inserts

TR 5K S

Insert shape Model
KTP28R/LO5FB
KTP28R/L10FB

T4 4N Stainless Steel

T8 4W Hardened Steel

@
< —
&
eo
L1
L
RI5HR
Size and Grades
w L1 R T H L (=) KTX KVX KW20
0.5 4.0 0.05 3.0 8.0 26 60 ° ° °
1.0 4.0 0.1 3.0 8.0 26 60 ° ° °
* *
*
* *
*
*

Y Ei%kPreferred * A i%optional

43

o irfEEEfFstandard stock

OiTB4& = order production

www.pcbn.com

KTP28R..FT
BRI T

Threading inserts

& e
z Jo- > H
!
L
RISHR
73)#9”}2 BHE Size and Grades
Insert shape Model .
P igie w R T H L o KTX ~ KVX  KW20
KTP28R/L6000FT 0.2-0.6 1.5 0.00 3.0 8.0 24 60 ° ° °
KTP28R/L6005FT 0.5-1.25 1.5 0.05 3.0 8.0 24 60 ° ° °
KTP28R/L5500F T 64-48 1.5 0.00 3.0 8.0 24 55 () ° °
- KTP28R/L5505FT 48-24 1.5 0.05 3.0 8.0 24 55 o o o
* *
454 Stainless Steel *
% e
*
AS

B84 Hardened Steel

Y & kPreferred i\( A ifoptional

www.pcbn.com

o trEEFstandard stock OiJE 4 F=order production
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MrERE T NETIET] &
Grooving inserts . Grooving inserts
<
WD.. - —F—0) M.MN
3 = | )
[ ! ' )
E 5 Ii ﬁ 5[ 5 ILEF t
\A/___l
7
RI SR RISHR
T E N HE Size and Grades T E A HE Size and Grades
Insert shape Model Insert shape Model
P w L R H A KTX KVX KW20 P w r I d t KTX KVX  Kw20
WD22N2.00S-0.2T 2.0 22 0.2 4.0 o MGMN150-G 1.5 0.15 16.0 1.2 8.5 o [
WD22N3.00S-0.3T 3.0 22 0.3 4.0 ° MGMN200-G 2.0 0.2 16.0 1.6 BE5) o o
WD25N4.00S-0.4T 4.0 25 0.4 4.0 ° MGMN250-G 215 0.2 18.5 2.0 3.85 ° °
il WD25N5.00S-0.4T 5.0 25 0.4 4.0 ° MGMN300-M 3.0 0.4 21.0 2.35 4.8 ° o
WD22R-2.00S-06F 2.0 22 4.0 6 ° MGMM400-M 4.0 0.4 21.0 3.3 4.8 ° °
WD22R-3.00S-06F 3.0 22 4.0 6 ° MGMN500-M 5.0 0.8 26.0 4.1 5.8 o °
MGMN600-M 6.0 0.8 26.0 5.0 5.8 o (]
WD22N3.00S-1.5R 3.0 22 1.5 4.0 o MRMN200-M 2.0 1.0 16.0 1.5 8.5 o °
WD25N4.00S-2.0R 4.0 25 2.0 4.0 ° MRMN300-M 3.0 1.5 21.0 2.35 4.8 o °
MRMN400-M 4.0 2.0 21.0 3.3 4.8 ° °
* * * *
4 Stainless Steel * T4 Stainless Steel *
s PAY PAY A
* *
bAs A
788 M Hardened Steel T8 4M Hardened Steel
* Ei%Preferred Y% Hikoptional o irfEEEfEstandard stock OiJ B4 order production * EikPreferred ¢ i%optional o I fEEEfEstandard stock OiTE 4= order production
: il &z
WEHIRMAGR -
Recommended Cutting Conditions WETIEI& AR
Recommended Cutting Conditions
P E)EE AV c(m/min) IR EREEFES(mm/rev)
e Recommended Cutting Speed Recommended Cutting Speed — . .
T IR YIHIEREHETFEV c(m/min) PIHI SR EIEZFE(mm/rev)
Workpiece Materials I 2.0 3.0 4.0 5.0 e Recommended Cutting Speed Recommended Cutting Speed
P KTX KVX KW20 T TR 9P 9=p
f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev) Workpi Material
S orkpiece Materials [ e KTX KVX ey | AP 2.5 3.0 4.0 5.0 6.0
(;);Erc\g;i:izlg 50-100-170 50-100-170 0.06-0.12 0.08-0.20 0.10-0.25 0.12-0.25 the form f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
P\]ﬂfﬁﬁgﬂg 40-70-100  40-70-100 0.05-0.10 0.07-0.12 0.08-0.14 0.10-0.16 %E??.?f 50-100-130  50-100-130 0.06-0.12 0.07-0.15 0.08-0.20 0.10-0.25 0.12-0.25 0.15-0.25
processing
MFLisEINT
M S %@ﬂ} 100-130-170 0.06-0.12 0.08-0.20 0.10-0.25 0.12-0.25 iner ol nd 40-70-100  40-70-100 0.05-0.10 0.06-0.10 0.07-0.12 0.08-0.14 0.10-0.16 0.10-0.18
processing
Stainless Steel o SNEIANT
ainless Stee pgl}"[:‘u;ﬁrﬁne[!‘dl 0 0.05-0.10 0.07-0.12 0.08-0.14 0.10-0.16 M REEN Cyneral 60-110-150 0.06-0.12 0.07-0.15 0.08-0.20 0.10-0.25 0.12-0.25 0.15-0.25
processing
Stainless Steel  pyF|mEMT
%I;IEIJQE} 50-100-170 50-100-170 0.06-0.12 0.08-0.20 0.10-0.25 0.12-0.25 Igffcre"s?ﬁ;"d 50-80-120 0.05-0.10 0.06-0.10 0.07-0.12 0.08-0.14 0.10-0.16 0.10-0.18
processing
RILBEMT  40-70-100  40-70-100 105000 | eoer | oo | 01606006 QEE”:E 50-100-130 50-100-130 0.06-012  007-015 008020  0.10-0.25  012-025  0.15-0.25
processing
mi'ﬁﬂﬁea; 40-70-100 40-70-100 0.05-0.10 0.06-0.10 0.07-0.12 0.08-0.14 0.10-0.16 0.10-0.18
processint
46
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Grooving inserts L

Grooving inserts

SP.. TGF32.. b
S

-
7

Fiche (mm)
r O d S Model d 5 a1

b / TGF32.. 9.525 3.18 4.6
W = > ]

Aﬁ ‘L( J Rt Size
W

RISHR RI 5%
T BN il = Size and Grades IS HE Size and Grades
Insert shape Model Insert shape Model
P w I R KTX KVX  KW20 P w B R KTX KVX KW20
SP200 2.0 9.3 0.2 o ° TGF32R033 0.33 0.8 0.05 ° °
SP300 3.0 11.3 0.2 ° () TGF32R050 0.50 1.2 0.05 ] °
SP400 4.0 11.3 0.25 . ° TGF32R075 0.75 2.0 0.1 ° °
— SP500 5.0 11.4 0.3 . ° TGF32R095 0.95 2.0 0.1 ° °
SP600 6.4 11.4 0.35 © ° TGF32R100 1.00 2.0 0.1 ° °
TGF32R120 1.20 2.0 0.1 ° °
TGF32R125 1.25 2.0 0.1 ° °
TGF32R150 1.50 2.0 0.1 () ()
* * TGF32R175 1.75 2.0 0.1 ° °
54 Stainless Steel * TGF32R200 2.00 2.5 0.1 . .
A P TGF32R250 2.50 2.5 0.1 ° .
* TGF32L033 0.33 0.8 0.05
* TGF32L050 0.50 1.2 0.05
PR Hardened Steel TGF32L075 0.75 2.0 0.1
N N . —, N . TGF32L095 0.95 2.0 0.1
* Ei%Preferred Yk Hikoptional o T EEfEstandard stock OiTE 4 Forder production TOF32L100 100 50 01
TGF32L120 1.20 2.0 0.1
TGF32L125 1.25 2.0 0.1
TGF32L150 1.50 2.0 0.1
TGF32L175 1.75 2.0 0.1
TGF32L200 2.00 2.5 0.1
TGF32L250 2.50 245 0.1
* *
T4 Stainless Steel *
bAs PAs
*
bAe
7184 Hardened Steel
* BikPreferred 7,’\*7 A %optional o tnEEfFEstandard stock O1TB 4 F=order production
e A 74 &
HEFTIRISRMR HERIHIRAER it
¥ A3 : i Recommended Cutting Conditions
Recommended Cutting Conditions
YIEIEEHEFEV c(m/min) YIEIER E HEEf(mm/rev)
g Recommended Cutting Speed Recommended Cutting Speed
];14:*7]*4 _ MIf
M BBV c(m/min) MR B (mm/rev) Workpiece Materials KTX KVX KW20 0.33-0.50 0.75-0.95 1.00-1.45 1.50-2.50
Recommended Cutting Speed R ded Cutting Speed
TR TR g Sp ecommended Cutting Spee f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
Workpiece Materials Ft’t:cécf?jrsrlng KTX KVX KW20 2.0 3.0 4.0 5.0 YIrEmLT 80-180 0.01-0.05 0.02-0.07 0.03-0.08 0.03-0.08
f(mm/rev f(mm/rev f(mm/rev f(mm/rev
SNEINT : —— —— —— ) HRINT 80-180 0.03-0.06  0.03-0.06
Cyjincricai 60-100-150 0.07-0.12 0.08-0.15 0.09-0.20 0.10-0.25
processing M TN i T 60-130 0.01-0.04 0.2-0.06 0.03-0.07 0.03-0.07
Stainless Steel
SMNEIINT AT 60-130 0.02-0.05  0.02-0.05
AR Cylindrical
M Stainless Steel processing EmT 60-100 0.01-0.05  0.02-0.07  0.03-0.08  0.03-0.08
SNEMT AT Coglos 0.03-0.06  0.03-0.06
Cylindrical 60-100-150 0.07-0.12 0.08-0.15 0.09-0.20 0.10-0.25 150-400
processing e fEmT 0.01-0.04 0.02-0.06  0.03-0.08 0.03-0.08
150-400

Nonferrous metal BT 0.03-0.06 0.03-0.06
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KOVES’

[ 1] Rz TH
/) ﬁ \| ﬁ J:|I_
YIMTYItE T VIR IE 7]
Grooving inserts Groovinginserts
s R=F Size R~ Size
S (mm) HE (mm)
Model . Model d S d1
MLG10 2.38 1INR.. 6.35 3.1 3.0
MLG14 4.76 16NR.. 9.525 BE5 4.0
MLG20 6.35
RI5#R
7 Z Eilks Size and Grades
. 0= RISHR m£3g£; MJZ
TR o\F bidhy Size and Grades w B R KTX  KVX  KW20
Insert shape Model
w B R L H KTX KVX KW20 11NRO50CUT 0.50 0.8 0.05 ° °
MUGTO12L 12 7 o1 = 50 ° ° 11NRO75CUT 0.75 1.2 0.05 ° °
LG5, 15 - 01 7 50 ° ° 11NR100CUT 1.0 1.5 0.1 ° °
MLG1020L 20 ; oF = 5.0 o ° 11NR120CUT 1.2 1.8 0.1 ° °
MLG1415L 1.5 7 0.1 1.8 6.5 o D UERILCCE =5 £ O C O
MLG1420L 2.0 2 0.1 1.8 6.5 . o LGNROS0CU 05 (0 U0 O O
MLGA430L 3.0 . 04 T 55 ° ° 16NRO75CUT 0.75 15 0.05 ° °
MLG2020L 2.0 3 0.1 16.8 9.03 ° . 16NR100CUT 1.0 2.0 0.1 L L
MLG2030L 3.0 3 0.1 16.8 9.03 . ° 16NR150CUT 1.5 2.2 0.1 ° o
MLG2040L 4.0 3 0.1 16.8 9.03 ° . 16NR200CUT 2.0 2.3 0.1 L L
16NR250CUT 25 2.3 0.1 ° °
* * 16ER050CUT 0.5 1.0 0.05
B4 Stainless Steel * 16ER075CUT 0.75 1.5 0.05
% ol 16ER100CUT 1.0 2.0 0.1
* 16ER150CUT 1.5 2.2 0.1
% 16ER200CUT 2.0 2.3 0.1
@4 Hardened Steel 16ER250CUT 2.5 2.3 0.1 - —
*EIE A oWAEER  OilBAR 74540 Stainless Steel *
< <
*
>
4N Hardened Steel
*Hit A% oFNHERETE  OiTHAEFE
N 74
EFVRIREE _ N
}E?—:tﬂ‘ﬁ'ug'ﬁ:i Recommended Cutting Conditions
Recommended Cutting Conditi
ecommended Lutling Lonaitions MR EV C(m/min) M E (mm/rev)
Tk " —t‘, Recommended Cutting Speed Recommended Cutting Speed
o ) s 5 NTH=
IRIER EERERF{EV e(m/min) TRLR AR (mm/rev) Workpiece Materials . 0.33-0.50 0.75-0.95 1.00-1.45 1.50-2.50
. Recommended Cutting Speed Recommended Cutting Speed KTX KVX KW20
BRCpe mIfFER f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
Workpiece Materials 1.2-1.5 2.0 3.0 4.0
KTX KW20 80-180 0.01-0.05 0.02-0.07 0.03-0.08 0.03-0.08
f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
60-120 0.02-0.08  0.02-0.08  0.02-0.08  0.02-0.08
M P 60-130 0.01-0.04 0.2-0.06 0.03-0.07 0.03-0.07
Stainless Steel
50-100 ’ . ’ ’
M RER 0.02-0.04  0.02-0.04  0.02-0.04  0.02-0.04
Stainless Steel 60-100 0.01-0.05  0.02-0.07  0.03-0.08  0.03-0.08
150-400 0.01-0.04  0.02-0.06  0.03-0.08  0.03-0.08
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KOVES’

] Rl TH

1R TI R

Thread inserts g
BT R P
TT..60.. Thread inserts | R
-
. | o
. -
T
RY5# R RIY5HR
T B 5 e Size and Grades T BN #HE Size and Grades
Insert shape Model . Insert shape Model .
P BE R T A o KTX  KKX  KVX  KW20 4 BE e R T A o KTX  KKX  KVX  KW20
TT32R6000 05~25 0.0 3.18 9.525 60 ° o TT32R5501 28-10 0.1 3.18 9.525 55 ° °
TT32R6001 1.0~2.5 0.1 3.18 9.525 60 ° (] TT32R5502 14-11 0.2 3.18 9.525 65}
TT32R6002 1.5~2.5 0.2 3.18 9.525 60 TT43R5501 28-11 0.1 4.76 12.70 55 ° °
TT32R6003 2565 0.3 3.18 9.525 60 TT43R5502 14-11 0.2 4.76 12.70 55
TT43R6001 1.0~3.5 0.1 4.76 12.70 60 ° ° TT43R5503 10-7 0.3 4.76 12.70 55
TT43R6002 15785 0.2 4.76 12.70 60 TT43R5504 8-7 0.4 4.76 12.70 55
TT43R6003 2855315 0.3 4.76 12.70 60
TT43R6004 3.0~3.5 0.4 4.76 12.70 60
TT32L6000 0~28 0.0 3.18 9.525 60 TT32L5501 28-10 0.1 3.18 9.525 55
TT32L6001 1.0~2.5 0.1 3.18 9.525 60 TT32L5502 14-11 0.2 3.18 9.525 55
TT32L6002 1.5~2.5 0.2 3.18 9.525 60 TT43L5501 28-11 0.1 4.76 12.70 55
TT32L6003 288 0.3 3.18 9.525 60 TT43L5502 14-11 0.2 4.76 12.70 55
TT43L6001 1.0~3.5 0.1 4.76 12.70 60 TT43L5503 10-7 0.3 4.76 12.70 55
TT43L6002 1.5~3.5 0.2 4.76 12.70 60 TT43L5504 8-7 0.4 4.76 12.70 55
TT43L6003 285784 0.3 4.76 12.70 60
TT43L6004 3.0~3.5 0.4 4.76 12.70 60
* * * *
T4 Stainless Steel * T Stainless Steel * *
% % PAs PAe
* *
bAs < <
24N Hardened Steel PERE4N Hardened Steel
Y EitPreferred 7«A§( ikoptional o it EEEstandard stock OiTE % F=order production Y &%kPreferred Sﬁ{ A if%optional o i EEEfEstandard stock OiJE 4 F=order production
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KOVES’
i Mg TH

BT R
E?@UJ)—# Thread inserts

Thread inserts

60°;z4piEsy 60°zmigs

60° full external thread 60° full external thread
T
R~ Size R Size
FilR=1 (mm) HE (mm)
Model Model
A T D A T D
D 16ERI/L.. 9.525 3.68 4.0 D 06NR.. 3.97 1.91 2.3
22ERIL.. 12.70 4.9 4.85 08NR.. 4.76 2.38 2.3
11NR.. 6.35 3.18 3.0
16NR.. 9.525 3.68 4.0
22NR.. 12.70 4.9 4.85
T E N e Siz§ajn?gajﬁdes
Insert shape Model . =
82w R x v ¢ ke ok o — - SEITEE,
16ERM AB0 0.5-1.5 0.06 0.8 0.9 60 ° Insert shape Model 995 .
16ERM G60 1.75-3 0.22 1.2 1.7 60 o %?ftch TPl R X v © SR a8 a8 MSHEY
16ERM AG60 0.5-3 0.06 1.2 1.7 60 ° 06NR A0 0.75-1.25 0.05 0.6 0.6 60 48.00  44.00
16ER A60 0.5-1.5 0.06 0.8 0.9 60 ° o ° ° 08NR AB0 1.0-1.75 0.07 0.6 0.7 60 48.00  30.00
16ER G60 1.75-3 0.22 1.2 1.7 60 ° ° ° ° 11NR A60 0.5-1.5 0.02 0.8 0.9 60 22.00 ° 29.00 22.00
16ER AG60 0.5-3 0.06 1.2 1.7 60 ° ° ° ° 16NR A60 0.5-1.5 0.02 0.8 0.9 60 22.00 ° 29.00 22.00
16NR G60 1.75-3 0.11 1.2 1.7 60 22.00 o 29.00 22.00
16NR AG60 0.5-3 0.02 1.2 1.7 60 22.00 . 29.00 22.00
16ELM A60 0.5-1.5 0.06 0.8 0.9 60 22NR N60 3.5-5 0.22 1.7 25 60 44.00 48.00  44.00
16ELM G60 1.75-3 0.22 1.2 1.7 60
16ELM AG60 0.5-3 0.06 1.2 1.7 60 06NL A0 0.75-1.25 0.05 0.6 0.6 60
16EL A60 0.5-1.5 0.06 0.8 0.9 60 08NL A60 1.0-1.75 0.07 0.6 0.7 60
16EL G60 1.75-3 0.22 1.2 1.7 60 11NL A60 0.5-1.5 0.02 0.8 0.9 60
16EL AG60 0.5-3 0.06 1.2 1.7 60 16NL A60 0.5-1.5 0.02 0.8 0.9 60
16NL G60 1.75-3 0.11 1.2 1.7 60
16NL AG60 0.5-3 0.02 1.2 1.7 60
* * 22NL N60 3.5-5 0.22 1.7 25 60
454 Stainless Steel * *
¥ PAd * *
* T4 Stainless Steel * *
PAs Al PAd s
88 4M Hardened Steel *
* &ikPreferred Sﬁ{ A%optional o frEEEEfEstandard stock OiJH4Forder production S50 Hardened Steel * *
Y &EikPreferred Sﬁ{ A if%optional o infEETEstandard stock OiJE 4 =order production
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KOVES’
i Mg TH

BT A BT R

Thread inserts Thread inserts

55%zoME 55%zmigy

55° full external thread 55° universal internal thread
R~F Size
#HE (mm)
47 Model
. R=F Size o U D
Fidh = (mm) 06NR.. 3.97 1.91 2.3
Model A . 5 08NR.. 4.76 2.38 2.3
11NR.. 6.35 3.18 3.0
D 16ERIL.. 9.525 3.68 4.0 16NR.. 9.525 3.68 4.0
22ERIL.. 12.70 4.9 4.85 22NR.. 12.70 4.9 4.85
RI SR
T BN RS Size and Grades
Insert shape Model .
P ﬁ%ﬁ TPI R X Y © KTX KKX KVX KW20
TR AT e SIS SHR 06NR A55 24 0.10 0.6 0.6 55 ° .
Insert shape Model o ) 08NR A55 24,20 0.10 0.6 07 55 . .
Pitch TPI R X Y o KTX  KKX  KVX  KWw20 11NR A55 40-16 0.06 0.8 0.9 55 . ° ° °
16ERM A55 40-16 0.06 0.8 0.9 55 o ONRTASS 40-16 pioH 02 059 55 ° ° ° °
16ERM G55 14-8 0.22 1.2 1.7 55 o SRICS: 14-8 022 2 7 & ° S S S
16ERM AG55 40-8 0.06 1.2 1.7 55 o IENRAGSS 40-8 0f06 E2 17 53 ° ° ° °
16ER A55 40-6 0.06 0.8 0.9 55 o o o o 22IRINOS -5 U Bt 22 SS ° ° °
16ER G55 14-8 0.22 12 1.7 55 ° ° ° °
16ER AGS55 40-8 0.06 1.2 1.7 55 ° ° ° o UL 24 010 06 06 D3
22ER N55 7-5 047 1.7 25 55 ° ° o WL 24,20 0.0 D 0.7 a3
11NL A55 40-16 0.06 0.8 0.9 55
16ELM A55 40-16 0.06 058 0.9 55 16NL AS5 40-16 O3 0.8 0.9 )
16ELM G55 14-8 0.22 1.2 1.7 55 16NL G55 14-8 0.22 1.2 1.7 o
16ELM AGS55 408 0.06 12 1.7 55 16NLAGS5 40-8 006 1.2 17 o
g 406 0.06 7 08 = 22NL N55 7.5 0.47 1.7 25 55
16EL G55 14-8 0.22 1.2 1.7 55
16EL AG55 40-8 0.06 1.2 1.7 55 * *
22EL N55 75 0.47 1.7 25 55 M5 Stainless Steel * *
s ¥
* * B
TE54 Stainless Steel * * w "
%o S ERE4N Hardened Steel
% % * Y &kPreferred 7,’\*7 B optional o infEETFEstandard stock OiTB4Forder production
4N Hardened Steel
Y Ei%Preferred 7,'\{ A ¥optional o tr/fEEFstandard stock OiT B4 =order production
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KOVES’

[ 1] Rz TH
%QHH_ Q\’%&DH- o R Size
Thread inserts Thread inserts i (o
A T D
o/\ LYAN 11NR.. 6.35 3.18 3.0
60 23 FMERLL 60 NI 34 16NR.. 9.525 3.68 4.0
60° metric external thread 60° metric internal thread 22\R.. 1270 49 485
R~F Size T B e Siz);ajr;?g{ges
=
BE (mm) Insert shape Model 1245 T & 2 v & — e
Mode| Pitch
A T D 11NRM 1.00 ISO 1.0 0.07 0.6 0.7 60 °
16ERI/L.. 9.525 3.68 4.0 11NRM 1.25 1SO 1.25 0.08 0.8 0.9 60 °
22ERIL.. 12.70 4.9 4.85 11NRM 1.50 ISO 1.5 0.11 0.8 1.0 60 O
11NRM 1.75 1SO 1.75 0.12 0.9 11 60 °
D 16NRM 1.00 ISO 1.0 0.07 0.6 0.7 60 °
16NRM 1.25 1SO 1.25 0.08 0.8 0.9 60 °
16NRM 1.50 ISO (5] 0.11 0.8 1.0 60 °
16NRM 1.75 1SO 1.75 0.12 0.9 12 60 °
16NRM 2.00 ISO 2.0 0.14 1.0 13 60 °
16NRM 2.50 ISO 25 0.17 1.1 15 60 °
16NRM 3.00 ISO 3.0 0.19 1.1 15 60 °
T BN e su’;ﬂ?gf‘aes 11NR 0.50 ISO 0.5 0.03 0.6 0.6 60 . . ° °
Fecrdi Nodel . } 11NR 0.75 1SO 0.75 0.05 0.6 0.6 60 ° ° ° °
Pitch TPI R X Y () KTX KKX KVX KW20 11NR 1.00 ISO 1.0 0.07 0.6 0.7 60 o ° ° °
11NR 1.25 1SO 1.25 0.08 0.8 0.9 60 ° ° ° °
16ERM 1.00 1SO 10 2 0.7 0.7 60 ° 11NR 1.50 ISO 15 0.1 0.8 10 60 . o . .
16ERM 1.25 SO 1:25 0.15 0.8 0.9 60 L4 11NR 1.75 1SO 1.75 0.12 0.9 11 60 ° ° ° °
16ERM 1.50 ISO 1.5 0.19 0.8 1.0 60 O 11NR 2.00 1SO 2.0 0.14 0.8 0.9 60 ° ° . °
16ERM 1.75 ISO 1.75 0.22 0.9 1.2 60 ° 16NR 1.00 ISO 1.0 0.07 0.6 0.7 60 ° ° ° °
16ERM 2.00 ISO 2.0 0.25 1.0 1.3 60 4 16NR 1.25 1ISO 1.25 0.08 0.8 0.9 60 ° ° ° °
16ERM 2.50 ISO 25 0.33 1.1 15 60 ° 16NR 1.50 ISO 15 0.11 0.8 10 60 ° ° ° °
16ERM 3.00 ISO 3.0 0.41 1.2 1.6 60 ] 16NR 1.75 1SO 1.75 0.12 0.9 1.2 60 ° ° ° °
16ER 0.50 ISO 0.5 0.06 0.6 0.6 60 ° ° L4 ° 16NR 2.00 ISO 2.0 0.14 1.0 1.3 60 ° ° ° °
16ER 0.75 ISO 0.75 0.09 0.6 0.6 60 ° ° ° ° 16NR 2.50 ISO 2.5 0.16 1.1 15 60 ° ° ° °
16ER 1.00 ISO 1.0 0.12 0.7 0.7 60 ° ° ° ° 16NR 3.00 I1SO 3.0 0.19 1.1 15 60 ° ° ° °
16ER 1.25 ISO 1.25 0.15 0.8 0.9 60 ° ° o ° 22NR 3.00 ISO 3.0 0.19 1.1 15 60 ° ° °
16ER 1.50 ISO 15 0.19 0.8 1.0 60 ° ° ° ° 22NR 3.50 ISO 35 0.23 16 29 60 ° ° °
16ER 1.75 ISO 175 0.22 0.9 1.2 60 ° ° ° ° 22NR 4.00 ISO 4.0 0.26 1.6 2.3 60 ° ° °
16ER 2.00 ISO 2.0 0.25 1.0 13 60 ° ° ° ° 22NR 4.50 ISO 4.5 0.30 1.6 2.3 60 ° ° °
16ER 2.50 ISO 25 0.32 1.1 1.5 60 ° ° ° ° 22NR 5.00 ISO 5.0 0.34 1.6 2.3 60 ° ° °
16ER 3.00 ISO 3.0 0.41 1.2 1.6 60 ° () ° () 11NRM 1.00 ISO 1.0 0.07 0.6 0.7 60
22ER 3.00 1SO 3.0 0.41 1.2 16 60 ° ° ° 11NRM 1.25 1SO 1.25 0.08 0.8 0.9 60
22ER 3.50 ISO 3.5 0.48 1.6 23 60 ° ° ° 11NRM 1.50 ISO 15 0.11 0.8 1.0 60
22ER 4.00 1SO 4.0 0.55 1.6 23 60 ] ° ] 11NRM 1.75 1SO 175 0.12 0.9 1.1 60
22ER 4.50 ISO 4.0 0.62 1.7 2.4 60 ° . L4 16NRM 1.00 ISO 1.0 0.07 0.6 0.7 60
22ER 5.00 ISO 5.0 0.70 1.7 25 60 ° ° ° 16NRM 1.25 1SO 1.25 0.08 0.8 0.9 60
16ELM 1.00 ISO 1.0 0.12 0.7 0.7 60 16NRM 1.50 ISO 15 0.11 0.8 1.0 60
16ELM 1.25 ISO 1.25 0.15 0.8 0.9 60 16NRM 1.75 ISO 1.75 0.12 0.9 1.2 60
16ELM 1.50 ISO 1.5 0.19 0.8 1.0 60 16NRM 2.00 ISO 2.0 0.14 1.0 1.3 60
16ELM 1.75 1SO 1.75 0.22 0.9 1.2 60 16NRM 2.50 ISO 2.5 0.17 1.1 1.5 60
16ELM 2.00 ISO 2.0 0.25 1.0 1.3 60 16NRM 3.00 ISO 3.0 0.19 1.1 18 60
16ELM 2.50 ISO 25 0.33 1.1 1.5 60 11NR 0.50 ISO 0.5 0.03 0.6 0.6 60
16ELM 3.00 ISO 3.0 0.41 1.2 1.6 60 11NR 0.751SO 0.75 0.05 0.6 0.6 60
16EL 0.50 ISO 05 0.06 0.6 06 60 11NR 1.001SO 1.0 0.07 0.6 0.7 60
16EL 0.751SO 0.75 0.09 0.6 0.6 60 11NR 1.251SO 1.25 0.08 0.8 0.9 60
16EL 1.00 ISO 1.0 0.12 0.7 0.7 60 11NR 1.50 1SO 1.5 0.11 0.8 1.0 60
16EL 1.25 1SO 1.25 0.15 0.8 0.9 60 11NR 1.751SO 1.75 0.12 0.9 1.1 60
16EL 1.50 ISO 15 0.19 0.8 1.0 60 11NR 2.001S0 2.0 0.14 08 09 60
16EL 1.75 1SO 1.75 0.22 0.9 1.2 60 16NR1.0011SO 1.0 0.07 06 07 60
16EL 2.00 ISO 2.0 0.25 1.0 1.3 60 ENRRIE25]ISC) 1.25 0.08 08 09 60
16EL 2.50 ISO 25 0.32 1.1 15 60 IR 1LD =10 1.5 0.1 038 1.0 60
16EL 3.00 1SO 3.0 0.41 1.2 1.6 60 YRS IS 1.75 0.12 0.9 12 60
22EL 3.00 1SO 3.0 0.41 1.2 1.6 60 IENR 28050 2.0 0.14 1.0 13 60
22EL 3.50 ISO 35 0.48 1.6 23 60 HENR 250 159 2.5 0.16 Lt 1.5 60
22EL 4.00 ISO 40 0.55 1.6 23 60 1ENRSED S 3.0 0.19 Okt LS s
22EL 4.50 1SO 40 0.62 1.7 24 60 22NR3 00115 <0 0519 i 125 HCO
22EL 5.00 1SO 50 0.70 1.7 25 60 22NR 3.501S0 & 028 LS a8 &
* * rasEs | TR
. . 45 0.30 . .
754541 Stainless Steel * * 22NR 5.00 ISO 5.0 0.34 1.6 23 60
* PAS
* : * *
% % T 454 Stainless Steel * *
YERE4N Hardened Steel * e N
Y & kPreferred Sk A optional o frfEEEfEstandard stock OiTB 4 order production bAe bis
ZERE N Hardened Steel
Y EikPreferred ﬂ{ AJi%optional o I EEfEstandard stock OiTE 4 F=order production
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KOVES’

Rz TH
bBET] F
Thread inserts ,
- SR4 T
6 0z sz (UN) Thread inserts
60° Inch male thread (UN) 6O°_H- U N
g (UN)
R Size 60° Inch internal thread (UN)
] Fiche (mm)
Model
A T D T .
16ER/L.. 9.525 3.68 4.0 )o RF Size
22ERIL.. 12.70 4.9 4.85 Fihoy (mm)
D j Model
A T D
16NRIL.. 9.525 3.68 4.0
: 22NRI/L.. 12.70 4.9 4.85
D =
L
)J)#?HT‘Z ij'% Siz§;‘r‘\?g£ajﬁaes
Insert shape Model TPl B . . & KT KKX VX KW20
12 ° RI5#K
12?3 zg m ig 8.15 8:2 ?:i gg ° TR fichs] Size and Grades
16ERM 18 UN 18 0.18 09 11 60 . Insert shape Model BE  qp = X v . R I
16ERM 16 UN 16 0.20 1.0 1.2 60 °
16ERM 14 UN 14 0.23 1.0 1.3 60 ° 16NRM 24 UN 24 0.06 0.7 0.8 60 o
16ERM 13 UN 13 0.25 1.1 1.4 60 ° 16NRM 20 UN 20 0.08 0.8 0.9 60 °
16ERM 12 UN 12 0.27 1.1 15 60 ° 16NRM 18 UN 18 0.09 0.8 1.0 60 °
16ERM 10 UN 10 0.34 1.1 15 60 ° 16NRM 16 UN 16 0.10 0.9 1.1 60 o
16ERM 08 UN 8 0.43 1.2 16 60 ° 16NRM 14 UN 14 0.12 0.9 1.2 60 °
16ER 24 UN 24 0.13 0.7 0.8 60 ] ° ° . 16NRM 13 UN 13 0.13 1.0 1.3 60 .
16ER 20 UN 20 0.16 0.8 0.9 60 ° ° ° ° 16NRM 12 UN 12 0.14 1.1 1.4 60 °
16ER 18 UN 18 0.18 0.8 1.0 60 ° ° ° ° 16NRM 10 UN 10 0.17 1.1 15 60 °
16ER 16 UN 16 0.20 0.9 1.1 60 ° ° ° ° 16NRM 08 UN 8 0.21 1.1 15 60 °
16ER 14 UN 14 0.23 1.0 1.2 60 ° ° ° ° 16NR 24 UN 24 0.05 0.7 0.8 60 ° ° ° °
16ER 12UN 12 0.27 1.1 14 60 ° ° ° ° 16NR 20 UN 20 0.07 0.8 0.9 60 ° ° ° °
22ER 08 UN 8 0.43 1.2 1.6 60 ° ° 16NR 18 UN 18 0.09 0.8 1.0 60 ° ° ° °
16ELM 24 UN 24 0.12 0.7 0.9 60 16NR 16 UN 16 0.10 0.9 1.1 60 ° ° ° °
16ELM 20 UN 20 0.15 0.8 1.0 60 16NR 14 UN 14 0.12 0.9 1.2 60 ° ° ° °
16ELM 18 UN 18 0.18 0.9 1.1 60 16NR 12UN 12 0.14 1.1 1.4 60 ° o ° o
16ELM 16 UN 16 0.20 1.0 1.2 60 22NR 08 UN 8 0.20 1.1 1.5 60 ° °
16ELM 14 UN 14 0.23 1.0 1.3 60 16NLM 24 UN 24 0.06 0.7 0.8 60
16ELM 13 UN 13 0.25 1.1 1.4 60 16NLM 20 UN 20 0.08 0.8 0.9 60
16ELM 12 UN 12 0.27 1.1 1.5 60 16NLM 18 UN 18 0.09 0.8 1.0 60
16ELM 10 UN 10 0.34 1.1 1.5 60 16NLM 16 UN 16 0.10 0.9 1.1 60
16ELM 08 UN 8 0.43 1.2 1.6 60 16NLM 14 UN 14 0.12 0.9 1.2 60
16EL 24 UN 24 0.13 0.7 0.8 60 16NLM 13 UN 13 0.13 1.0 1.3 60
16EL 20 UN 20 0.16 0.8 0.9 60 16NLM 12 UN 12 0.14 1.1 1.4 60
16EL 18 UN 18 0.18 0.8 1.0 60 16NLM 10 UN 10 0.17 1.1 1.5 60
16EL 16 UN 16 0.20 0.9 1.1 60 16NLM 08 UN 8 0.21 1.1 15 60
16EL 14 UN 14 0.23 1.0 1.2 60 16NL 24 UN 24 0.05 0.7 0.8 60
16EL12UN 12 0.27 1.1 1.4 60 16NL 20 UN 20 0.07 0.8 0.9 60
22EL 08 UN 8 0.43 1.2 1.6 60 16NL 18 UN 18 0.09 0.8 1.0 60
* * 16NL 16 UN 16 0.10 0.9 1.1 60
TE5M Stainless Steel * * 16NL 14 UN 14 0.12 0.9 1.2 60
% % 16NL12UN 12 0.14 1.1 1.4 60
* 22NL 08 UN 8 0.20 1.1 1.5 60
bis % * *
ZERE 4N Hardened Steel T4 Stainless Steel * *
< <
Y EiEPreferred * A]%optional o ir/fEEEfFstandard stock OB 4 F=order production *
< PAe

www.pcbn.com

T8 4W Hardened Steel

Y &Ei%Preferred i\{ A ifoptional

www.pcbn.com

o iR EFstandard stock OiT B4 F=order production
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P88 Hardened Steel

Y EikPreferred {‘( A Eoptional

o irfEREfFEstandard stock

OiTB4F=order production

www.pcbn.com

www.pcbn.com

e | RgnTE
BN R
B4 T Thread inserts
Rz H
. o ferin Nz 4=
Thread inserts 55 Ekmy (W) ERFEFEauG(PF)
— 55° Wyeth internal thread (W) tube Parallel thread G(PF)
o = N
S55°mmsgs (W) ERF18mG(PF)
55° Wyeth external thread (W) pipe parallel thread G(PF)
T Rt Size
Eidhe (mm)
j Model
™ T . Rt Size A T D
X BS (mm) 16NRIL.. 9.525 3.68 4.0
Model 22NRIL.. 12.70 4.9 4.85
j A T D D
16ERIL.. 9.525 3.68 4.0
22ERIL.. 12.70 4.9 4.85
D | |
L RI5#&
IS EIN biche) Size and Gre:aes
Insert shape Model %%EE TPl B % . & KT — — v
RISHR 16NRM 19W 19 0.16 0.8 1.0 55 o
2 e i . ]
Iﬂﬁﬁt‘ﬁ’ e SeclendiClates 16NRM 16W 16 0.19 0.9 12 55 .
TSRS Ce ﬁ{% TPI R X Y & KTX  KKX  KVX  KW20 16NRM 14W 14 0.23 1.0 14 55 o
16NRM 11W 1 0.30 1.1 15 55 °
16ERM 19W 1 08 0.8 1.0 55 ° 16NR 14W 14 0.23 1.0 1.2 55 ° ° ° °
16ERM 16W 16 0.19 0.9 1.1 55 L 16NR 11W 11 0.30 11 15 55 ° ° ° °
16ERM 14W (i 02 1.0 L2 25 ° 16NLM 19W 19 0.16 038 1.0 55
16ERM 11W 7 i 1.1 1.5 55 ° 16NLM 16W 16 0.19 0.9 12 55
16ER 19W e 016 0.8 1.0 55 ° ° ° ° 16NLM 14W 14 0.23 1.0 14 55
16ER14W 14 0.23 1.0 12 55 ° ° ° e 16NLM 11W 1 0.30 1.1 1.5 55
16ER 11W " 0.30 1.1 1.5 55 ° ° ° ° 16NL 14W 14 0.23 1.0 1.2 55
16ELM 19W 19 0.16 08 1.0 55 L T T 0.5 aq 15 5
16ELM 16W 16 0.19 0.9 1.1 55 * *
16ELM 14W 14 0.23 1.0 12 55 ET Ty ——— * *
16ELM 11W 1 0.30 1.1 1.5 55 % %
16EL 19W 19 0.16 08 1.0 55 *
16EL14W 14 0.23 1.0 1.2 55 % %
16EL 11W 1 0.30 1.1 1.5 55 SREE4R Hardened Stoel
* *
R854 Stainless Steel * * * BEifPreferred Yy Tioptional o i EEfEstandard stock OiT8i4F=order production
x *
*
x x
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i Mg TH

BT R BRI R

Thread inserts Thread inserts

554 EIRey sy (BSPT) 55 Ry mige (BSPT)

55° Taper Pipe thread external thread (BSPT) 557 Taper pipe thread, Internal thread (BSPT)

T R~ Size R Size
o BE (mm) BHE (mm)
Model Model
A T D A T D
16ERIL.. 9.525 3.68 4.0 11NR.. 6.35 3.18 3.0
-T—1 22ERI/L.. 12.70 4.9 4.85 16NR.. 9.525 3.68 4.0
D
T E N e Siz§a__rrl?grja3=tlies T ENFE il Siz&g?gaﬁaes
Insert shape Model EP?;EE TPI R X Y & KTX KKX KVX KwW20 IR Heis] *F%E TPI R X Y ) KTX KKX KVX KW20
16ERM 28BSPT 28 0.10 0.6 0.6 55 ° 11NRM 28BSPT 28 0.10 0.6 0.6 55 o
16ERM 19BSPT 19 0.16 0.8 0.9 55 ° 11NRM 19BSPT 19 0.16 0.8 0.9 515 o
16ERM 14BSPT 14 0.22 1.0 1.2 55 ° 11NRM 14BSPT 14 0.22 0.9 1.0 55 °
16ERM 11BSPT 1 0.29 1.1 1.5 55 o 16NRM 14BSPT 14 0.22 1.0 1.2 55 °
16ER 28BSPT 28 0.10 0.6 0.6 55 (] L] L[] L] 16NRM 11BSPT 1 0.29 1.1 1.5 55 o
16ER 19BSPT 19 0.16 0.8 0.9 55 ° ° ° ° 11NR 28BSPT 28 0.10 0.6 0.6 55 ° ° ° °
16ER 14BSPT 14 0.22 1.0 1.2 55 ° o o o 11NR 19BSPT 19 0.16 0.8 0.9 55} o ° o o
16ER 11BSPT 1" 0.29 1.1 1.5 55 ° ° ] ° 11NR 14BSPT 14 0.22 0.9 1.0 56 ° o o °
16ELM 28BSPT 28 0.10 0.6 0.6 55 16NR 14BSPT 14 0.22 1.0 1.2 55 ° ° ° °
16ELM 19BSPT 19 0.16 0.8 0.9 55 16NR 11BSPT 11 0.29 1.1 1.5 55 o o ° °
16ELM 14BSPT 14 0.22 1.0 1.2 55 11NLM 28BSPT 28 0.10 0.6 0.6 55
16ELM 11BSPT 1 0.29 1.1 15 55 11NLM 19BSPT 19 0.16 0.8 0.9 55
16EL 28BSPT 28 0.10 0.6 0.6 55 11NLM 14BSPT 14 0.22 0.9 1.0 55
16EL 19BSPT 19 0.16 0.8 0.9 55 16NLM 14BSPT 14 0.22 1.0 1.2 55
16EL 14BSPT 14 0.22 1.0 1.2 55 16NLM 11BSPT 11 0.29 1.1 1.5 55
16EL 11BSPT 11 0.29 1.1 1.5 55 11NL 28BSPT 28 0.10 0.6 0.6 55
* * 11NL 19BSPT 19 0.16 0.8 0.9 55
TE54 Stainless Steel * * 11NL 14BSPT 14 0.22 0.9 1.0 55
e o 16NL 14BSPT 14 0.22 1.0 1.2 55
* 16NL 11BSPT 11 0.29 1.1 1.5 55
I I * *
ERE4W Hardened Steel TE54M Stainless Steel * *
* Ei%kPreferred ¢ Hi%koptional o inEEEfFstandard stock OiJB4F order production o s *
¥ ¥
£ 184 Hardened Steel
Y &EikPreferred 7,’\;( A %optional o infEEfEstandard stock OiJE 4 F=order production
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[ 1] Rz TH
Thread inserts E?QUJH'
Thread inserts
] =8
60° 3L AT EIRA SMBLL (NPT) .
. . o >
60° American Taper Pipe Thread, NPT 6 O %ﬁ%&g = %22 P\]!l’»%ifl (N PT)
60° American Taper Pipe Thread, INTERNAL thread (NPT)
— R Size
lL Eiche (mm)
Model
f A D - RF Size
16ERIL.. 9.525 3.68 4.0 I\%U(TI (mm)
22ERIL.. 12.70 4.9 4.85 ode A T 5
16NRIL.. 9.525 3.68 4.0
22NRIL.. 12.70 4.9 4.85
T B Siz);gn?gges
Insert shape %%EE ® % v & v - S
0.04 0.8 1.0 60 L © O T E A HE Siz)eia\j—n?(}gaﬁdes
005 2 2 60 ° ° ° Insert shape Model 125
0.06 1.1 1.5 60 . . o pitch TPI R X Y (= KTX KKX KVX KW20
16NR 18NPT 18 0.04 0.8 1.0 60 ° ° o ]
16NR 14NPT 14 0.05 0.9 1.2 60 ° ° o o
16NR 11.5NPT 11.5 0.06 1.1 1.5 60 ° ° ° °
0.04 0.8 1.0 60
0.05 0.9 1.2 60
0.06 1.1 1.5 60
16NL 18NPT 18 0.04 0.8 1.0 60
16NL 14NPT 14 0.05 0.9 1.2 60
16NL 11.5NPT 1.5 0.06 1.1 15 60
* *
TEE4N Stainless Steel * *
PAY Pig
* *
PAS PAe .
B4R Hardened Steel T34 Stainless Steel - * ;
Y Ei%Preferred 7,'\( A Eoptional o friEEEfEstandard stock OiJEB4F=order production *
¥ ¥

www.pcbn.com

&8 4M Hardened Steel

* EikPreferred 7,'\{ A FEoptional

www.pcbn.com

o i EEfEstandard stock OiJB4F=order production
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N A 1 RgrTE
BT] A
LS al =3 Thread inserts
25
Thread inserts o .
30°#ezigey migse (TR)
o . 30° Trapezoidal thread Internal thread (TR)
30w sriEse (TR)
30° Trapezoidal thread External thread (TR)
A
R Size R+ Size
RE (mm) Fithey (mm)
X Model Model
A T D A T D
16ERI/L.. 9.525 3.68 4.0 16NRI/L.. 9.525 3.68 4.0
22ERI/L.. 12.70 4.9 4.85 22NRIL.. 12.70 4.9 4.85
J5 RI5#7R
IN-¥ N FilRo] Siz):\ajn?g{aﬁaes IN-ENiA Eilh = Size and Grades
Insert shape Model .
Insert shape Model ﬁﬁcﬁ TPI R X Y & KTX KKX KVX  Kw20 P R’F‘,%ECE TPI R X Y 6 KTX KKX KVX  KW20
16ER 2.0TR 2.0 0.20 1.1 1.3 30 [ ] ° [ ] ° 16NR 2.0TR 2.0 0.20 1.1 1.3 30 o ° ° (]
16ER 3.0TR 3.0 0.20 1.3 1.5 30 ° ° ° ° 16NR 3.0TR 3.0 0.20 1.3 1.5 30 ° ° ° °
22ER 4.0TR 4.0 0.20 1.7 1.9 30 ° ° ° 22NR 4.0TR 4.0 0.20 1.7 1.9 30 O © O
22ER5.0TR 5.0 0.20 2.1 2.5 30 ° ° ° 22NR5.0TR 5.0 0.20 2.1 25 30 O O e
16EL 2.0TR 2.0 0.20 1.1 1.3 30 16NL 2.0TR 2.0 0.20 1.1 1.3 30
16EL 3.0TR 3.0 0.20 1.3 1.5 30 16NL 3.0TR 3.0 0.20 1.3 1.5 30
22EL 4.0TR 4.0 0.20 1.7 1.9 30 22NL 4.0TR 4.0 0.20 1.7 1.9 30
22EL 5.0TR 5.0 0.20 2.1 25 30 22NL 5.0TR 5.0 0.20 2.1 25 30
* * * *
T4 Stainless Steel * * 54 Stainless Steel * *
* bis ¥ %
* *
¥ bAs s %

18 4M Hardened Steel

Y EikPreferred {\7 A %Eoptional

o frfEEFEstandard stock

OiTE 4 F=order production

www.pcbn.com

Y88 M Hardened Steel

* &Ei%kPreferred Yy Hi%koptional

www.pcbn.com

o ir /R fFstandard stock

OiJB4 = order production
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] Rl TH

HETIHIRMER

Recommended Cutting Conditions

SEHI] AR EE

Milling Insert Grades
IR B EV C(m/min)

www.pcbn.com

www.pcbn.com

THHH Recommended Cutting Speed
Workpiece Materials ?EEFE';IEE KTX KKX KVX KW20
_ 150 I - [ BB R R SHKSONTAINGEREES, RERIFOTMEMREIE,
Nano-structure TiAIN coating on micro-grain carbide, superior wear resistance and fracture resistance t
170 80-160 70-150 110-160 100-150 °
_ 200 70-140 70-130 100-180 100-160
_ 230 60-130 60-120 100-150 100-130
_ 280 60-120 60-110 100-130 100-120
Ty s Aﬁfj:ﬁe 200 80-120  60-100  100-150  80-130 p
N e Pre Z%izréhing 330 60-80 50-80 70-100 70-100 BIUtEEENERSEERESTMENTAINGE, EERFIOIMNMEY, E5TESREERMGFSRINT ° Q
- R/ Eas car%tf?ljzs steel 200 80-120 60-100 100-150 80-130 The highly hard and thin grained substrate combines with wearing resistance AITiN coating, Py
Stainless Steel y i itis optimized for impact resistance, suited for mid-high hardness steel and cost iron in milling
SRzl
Pre?ﬁéhing 330 50-70 50-70  80-100 60-80
TRRMA/S i
AU EW I e 330 60-90 50-80  60-90 50-80 a -
TRR e a €20.05% 230 40-60 4060 5070  45-70 @
BRI/ R -
Ferrite/Austenite C<0.05% 260 70-80 50-70 70-80 55-80
B EEG(R . 5 . -
Stainless Steel Casting Austenite 200 80-120 60-100 100-150 100-130
R
Austenite 330 45-70 50-70 70-90 60-80 A
s SEH JIRME—%
Stainiess Siesl Casting o 200 80-120  60-100  100-150  100-130 Su mmary of Insert Grades
SREAR/DEME g
Ferrite/Martensite 330 45-60 45-70 45-70 45-70
TEN-TEIE
Stainless Steel Casting C20.05% 230 40-60 40-65 45-70 45-70
%ﬁ?ﬁfﬁﬁﬁne C<0.05% 260 45-70 45-70 50-80 50-80
_ 230 80-150 80-150 80-150 80-150
_ 180 100-160 90-160 100-160 90-160
_ 260 100-150 90-150 100-150 90-150
_ 260 100-120 100-120 100-120 100-120
100 100-220 100-220
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Mg TH

eEIZ A
Milling inserts
CTHQ..

s
90°
B
R
RI5#R
WINEIN fiche) Size and Gr;aes
Insert Shape Model R d s d1 KP1110 KP1230 KP2220 KP3220 KT20 KW20
CTHQO090508KF 0.8 9.525 5.56 4.4 ° °
* * *
54N Stainless Steel * * *
* * *x
bAY *
% HE4N Hardened Steel *
*EHiE Ak oIRAERETE  OolT AR
——— I 74
HEFETRIRGER N
Recommended Cutting Conditions
IR E T E
1y Recommended Cutting Speed
LEERIE T WIS
Workpiece Materials HB Crade Vel f(mmiz) ap(mm)
<180 KP1230 80-180 0.1-0.25 2.0-4.0
180-280 KP1230 80-180 0.1-0.29 2.0-4.0
0.1-0.25
280-350 KP1230 80-180 2.0-4.0
0.1-0.25
REEEN
e S <270 KP1230 80-180 01025 2.0-4.0
KP3220 80-180 2.0-4.0

M

e HRC50-60
ardess

71
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HLEIZ A
Milling inserts
EP..

SE5MR
N2 HE Siz):\an(?gl[zes
sz ializgs Sl R L T w KP1110 KP1230 KP2220 KT20  KW20
EPMT0603-8R 8 10 3.18 6.35 .
EPMW0603-8R 8 10 3.18 6.35 °
* * *
T4 Stainless Steel * * *
* *
*
< PAS
ETE4N Hardened Steel *
*EiE SAE oif T  olTRAEFT
P = N 74
HEFETHIRME . N
Recommended Cutting Conditions
TIHEEEEE
4 Recommended Cutting Speed
THFHH TR MRS
W pioes et HB Grade Ve(m/min) f(mmiz) ap(mm)
<180 KP1230 220-280 0.5-1.0 0.5-1.5
180-280 KP1230 220-280 0.5-1.0 0.5-1.5
280-350 KP1230 150-200 0.5-1.0 0.5-1.5
N <270 KP1230 100-150 0.3-0.5 0.5-1.5

Stainless Steel

M

pRe HRC50-60
ardess

www.pcbn.com
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] Rl TH

”

ﬁﬁljijr?inserts SET A
Milling inserts Re

SDMT.. Vs

D Ry APKT..
@ o ;_ f i}w
= 88°U, L1 / Jisn -

RIE#HER

L2

INEIN Filks) Size and Grades
Insert Shape Model R w T KP1110 KP1230 KP2220 KT20 KW20 R SHE
SDMT120512-GM 1.2 12.7 5.56 ° T BN HE Size and Grades
Insert Shape Model Re L1 L2 S d KP1110 KP1230 KP2220 KT20 KW20
APKT11T304-PM 0.4 12.24 6.5 3.6 2.8 o
APKT160408-PM 0.8 17.878 9.33 5.76 4.4 [ )
APKT1604PDFR MA 0.8 17.878 9.33 5.76 4.4 o
* * *
T4 Stainless Steel * * *
* x
* * * *
¥* ¥* T 454 Stainless Steel * * *
8 4R Hardened Steel * * ¥
*EE S s A S N
P58 Hardened Steel *
Y EifEPreferred * Bl %optional ® iR EEfF standard stock O1iTB 4 order production
e A 74 R
BB ing cona
HEFUIRI&ME ecommended Cutting Conditions
=z 5 : o BICEd s e
Recommended Cutting Conditions S it 7S AU
THHe o ECHRS HERS
Workpiece Materials il hereness -
R E HB Grade Ve(m/min) f(mm/z) ap(mm)
. Recommended Cutting Speed
ac =
Work| ie{iﬁM:‘t}erials TR HEES <180 KP1230 200,580 ClisS
P HB Grade Ve(m/min) f(mm/z) ap(mm)
180-280 KP1230 180-360 0.1-0.3
150-200 0.8-1.5 0.4-2.0
<180 KP1230 280-350 KP1230 160-340 0.1-0.3
180-280 KP1230 120-180 0.8-1.5 0.4-2.0 Net
Stainless Steel <270 KP1230 11020 0102
280-350 KP1230 90-140 0.8-1.5 0.4-2.0

N

Stainless Steel

<270 KP1230 90-140 0.6-1.0 0.4-2.0

CA - v e e
“_ KW20 300 0.08-0.4

L - s

e HRC50-60
ardess
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Mg TH

SEITI R

Milling inserts

APMT..

L2

L1 / JL%W

{
88° U,

RI 55

T RAFE fidks) Size and Grades
fii Shape Model Re L1 L2 S1 d KP1110 KP1230 KP2220 KT20 KW20
APMT1135PDER 0.8 11.25 6.2 G5 2.8 ° °
APMT1604PDER 0.8 17.25 9.25 4.76 4.4 ° [}
* * *
T Stainless Steel * * *
* *
*
* *
BN Hardened Steel *
* EJ‘@Preferred * ﬂ'iﬁoptional [ ] ﬁi)&}ﬁﬁstandard stock o 'LT%EEForder production
— N4 R
HEEFTRIRMA®R
Recommended Cutting Conditions
PEIEEHEZFE
" Recommended Cutting Speed
I1¢M‘H’ . Brinell harﬁness MEERS
Workpiece Materials HB Grade Ve(m/min) f(mmiz) ap(mm)
<180 KP1230 140-250 0.04-0.15
180-280 KP1230 130-250 0.04-0.15
280-350 KP1230 110-240 0.04-0.15
B
Stainless Steel <270 KP1230 80-190 0.04-0.15
R HRC50-60 KP1110 70120

Hardess

75
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HEITI R

Milling inserts

RD..

E

15°
D1
RI 5K
TR o\Fe Eidhs) Size and Gr;aes
Insert shape Model
D1 S1 KP1110 KP1230 KP2220 KT20 KW20
RDKW0702MO 07 2.38 o
RDKW0803MO 08 3.18 ()
RDMW10T3MO 10 3.97 ° °
RDMW1204MO 12 4.76 () [
* * *
54 Stainless Steel * * *
* *
*
x x
4N Hardened Steel *
* EiﬁPreferred i\{ ﬂ]‘&optional [ ] ﬁi)&)ﬁﬁstandard stock o 'L]—EQEForder production
ecommended utting Conditions
PIH R E
oy B Recommended Cutting Speed
Work:li::i*ai‘tl’erials Eripeliardiess MBS
p HB Grade Ve(m/min) f(mm/z) ap(mm)
<180 KP1230 200-360 0.1-0.45
180-280 KP1230 180-350 0.1-0.45
280-350 KP1230 170-340 0.1-0.45
Stann]?#ismSteel <270 KP1230 1020 it
RN -
Hardess RE0-E0 KP1110 70-120
www.pcbn.com 76
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Mg TH

SEITI R

Milling inserts

RP..

D~
l—
S1

15°
D1
SR
ANaRIN i fidhs] Size and Grades
Insert shape Model D1 s1 KP1110 KP1230 KP2220 KT20  KW20
RPMW1003MOE 10 3.18 °
RPMW10T3MOE 10 3.97 °
RPMW1204MOE 12 4.76 (]
* *
454 Stainless Steel * * *
* *
*
*® *
EREN Hardened Steel
Y EifkPreferred * A i%optional ® iR EEEfF standard stock O1iTE4E Forder production
=+ M A2
HEFTIHI SRR =
Recommended Cutting Conditions
TIHEEHEFE
N HEEE Recommended Cutting Speed
IH:M‘*'I' ) Brincilliaraness MERE
Workpiece Materials HB Grade Ve(m/min) Hmm/z) ap(mm)
<180 KP1230 200-360 0.1-0.45
180-280 KP1230 180-350 0.1-0.45
280-350 KP1230 170-340 0.1-0.45
M G <270 KP1230 110-270 0.1-0.45
“ 180-250 KP1230 120-300 0.1-0.45
SER -
MRS HRC50-60

77
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SEITI R

Milling inserts

SE..

A\ ==y

20°
D1
RI 5%k
INEIN Fiche) Size and Gré.aes
Insert Shape Bt D1 S1 KP3220 KP1110 KP1230 KP2220 KT20 KW20
SEKT1204AFEN-11 12.7 4.76 [
SEHW1204AFSN 12.7 4.76 [ °
SEHT1204AFFN 12.7 4.76 (] °
* * *
54N Stainless Steel * * *
* x
*
* bAs
PB4 Hardened Steel *
* HifkPreferred i\( A iFEoptional ® FREEEfEstandard stock OiT B4 F=order production
|4
EETHIRGR y
Recommended Cutting Conditions
PIH R E
" RECIEE - Recommended Cutting Speed
Work:li::i*gi‘tl.erials Brinell hardness MRS
p HB Grade Ve(m/min) f(mm/z) ap(mm)
<180 KP1230 200-360 0.1-0.3
180-280 KP1230 180-350 0.1-0.3
280-350 KP1230 170-340 0.1-0.3
M . <270 KP1230 110-270 0.1-0.3
L umaes w20
RN -
[ e HRC50-60
www.pcbn.com 78
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e N I 1 RgrTE
A 74
BHEITI R sRlTIA
A Milling inserts
Milling inserts 60 9
S1 RHB..
(%]
o
)yﬂ 3 = RYSHE
/4 NN il Size and Grades
-~ Insert shape Model DC D1 L1 s KP1110 KP1230 KP2220 KT20  KW20
RI5HER
TR o\Fe Fidk=] Size and Grades RHB080 8 3 4 2.0 °
Insert shape Model RHB100 10 4 5 2.5 °
d s1 KP1110 KP1230 KP2220 KT20  KW20 RHB120 12 5 6 2.5 .
TPUN160308 9.525 3.18 ° RHB160 16 5 6 3.0 °
TPKN1603PDTR 9.525 3.18 ° RHB200 20 5 6 3.0 °
TPKR1603PDTR 9.525 3.18 ° RHB250 25 6 9 4.0 °
TPKN2204PDTR 127 4.76 °
TPKR22204PDTR 12.7 4.76 ° * * *
T4 Stainless Steel * * *
* <
* * * *
T4 Stainless Steel * * * *x ¥*
* * YETE4N Hardened Steel *
P——_ *EiE T oRER  oilRLR
@ 4N Hardened Steel *
X BifPreferred {\7 A ifoptional ® TR/ EE{FEstandard stock O 1T B4 FForder production
=4
EFTHIRMAER
Recommended Cutting Conditions TN R4
R el oty - o
e Recommended Cutting Conditions
TR EEEE - Recommended Cutting Speed
. q Brinell hardness *ZEHE?
Workpiece Materials
HB Grade Vc(m/min) f(mm/z) ap(mm) PR EEFE
1y Recommended Cutting Speed
<180 KP1230 200-360 0108 Workiﬁffﬂtﬁerials Ul MRS,
HB Grade Ve(m/min) f(mm/z) ap(mm)
180-280 KP1230 180-350 0.1-0.3
<180 KP1110 100-200 0.15-0.3 0.8-1.25
280-350 KP1230 170-340 0.1-0.3
I 180-280 KP1110 180-350 0.15-0.3 0.8-1.25
M Stainlﬁimsma <270 KP1230 100-250 0.1-0.3
0.15-0.3 0.8-1.25
280-350 KP1110 180-350
180-250 KP1230 120-300 0.1-0.3 0.1-0.25 0.6.1.0
0.2-0.3 1.0-1.8
180-250 KP1110 160-300
il HRC50-60
e HRC50-60 KP1110 70-120
ardess
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HHEI7) R REN YRR
Dirlling Insert Grades DriIIing inserts
m R
O Iﬁ,
B EERUERSIRENNPVDIREREES, BEARFIMEMEMITEDIME., i
[ t
Nano-structure PVD coating on micro-grain carbide, superior wear resistance and fracture resistance
RISHR
T A HE Size and Grades
Insert shape Model
R | t d KP1320 KP2330 KWw20
SPMT050204KM 0.4 583 2.4 2.3 °
SPMT060204KM 0.4 6.2 2.55 2.5 °
SPMTO07T308KM 0.8 7.2 3.99 2.8 °
SPMT090408KM 0.8 9.79 4.35 4.0 °
SPMT110408KM 0.8 11.5 4.76 4.44 °
SPMT140512KM 1.2 17.23 6.45 6.87 [
* *
T4 Stainless Steel *
* PAS
*
PAd
P8 4M Hardened Steel
el b SREER  oilRER
HEFURISEME _ N
Recommended Cutting Conditions
TEIREHEFE
. Recommended Cutting Speed
TR GEEE -
Wiaityplieee Ml HB Ve(m/min) D16.0-D25.4 D26.0-D30.0 D31.0-D41.3 D42.0-D80.0
f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
<180 100-250 0.04-0.12 0.09-0.19 0.11-0.20 0.14-0.25
180-280 90-250 0.08-0.12 0.09-0.16 0.11-0.20 0.14-0.22
280-350 100-200 0.08-0.12 0.09-0.18 0.11-0.22 0.14-0.25
M Nl 270 150-220 0.08-0.12 0.08-0.15 0.08-0.15 0.09-0.16
Stainless Steel < : : : : : : : :
n_ 180-250 80-180 0.09-0.15 0.11-0.19 0.12-0.20 0.18-0.30
H_Eﬁﬂ 250-400 90-200 0.08-0.12 0.08-0.15 0.11-0.17 0.11-0.20
ardess
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Drilling inserts
WCMX..

Y 7]

LU
~ a

RI5#R
IS HE Size and Grades
Insert shape Model
P R | t A d KP1320 KP2330 KW20
WCMX030208KM 0.8 3.8 2.38 5.56 2.5 °
WCMX040208KM 0.8 43 2.38 6.35 2.8 °
WCMX050308KM 0.8 5.4 3.18 7.94 3.4 °
WCMX06T308KM 0.8 6.5 3.97 9.525 4.4 °
WCMX080412KM 1.2 8.7 4.76 12.7 5.5 °
* *
T 454 Stainless Steel *
% e
*
PAY
1@ 4N Hardened Steel
* Bk Ak oFFHEETF ol B4R
Bl &%
HEFHIRMGR _ N
Recommended Cutting Conditions
THIREEEE
Recommended Cutting Speed
Tk TR
Wiertiypiieee Ml HB Vie(m/min) D16.0-D25.4 D26.0-D30.0 D31.0-D41.3 D42.0-D80.0
f(mm/rev) f(mm/rev) f(mm/rev) f(mm/rev)
<180 100-250 0.04-0.12 0.09-0.19 0.11-0.20 0.14-0.25
180-280 90-250 0.08-0.12 0.09-0.16 0.11-0.20 0.14-0.22
280-350 100-200 0.08-0.12 0.09-0.18 0.11-0.22 0.14-0.25
AW :
M Stainless Steel <270 150-220 0.08-0.12 0.08-0.15 0.08-0.15 0.09-0.16
n_ 180-250 80-180 0.09-0.15 0.11-0.19 0.12-0.20 0.18-0.30
HEE
Aluminium Alloys
BN 250-400 90-200 0.08-0.12 0.08-0.15 0.11-0.17 0.11-0.20
Hardess
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S1 Unit Conversion Table

R R B R BERSBPS 188 (3
Bold lined units marked with gray background are Sl Units

¥ ARIERG = Technical Guide
Eiith 5%

Generral Information

Force
N Kgf dyn
1 1.01972X10" 1X10°
9.080665 1 9.80665X10°
1X10° 1.01972X10° 1

Rz73

Stress 1pa=1N/m? 1Mpa=1N/mm?
Paor N/m’ MPa or N/mm’ kgf/mm? kgf/cm? kgf/m’
1 1X10° 1.01972X10” 1.01972X10° 1.01972X10"
1X10° 1 1.01972X10" 1.01972X10 1.01972X10°
9.80665X10° 9.80665 1 1X10° 1X10°
9.80665X10* 9.80665X10° 1X10? 1 1X10°
9.80665 9.80665X10° 1X10° 1X10* 1
EH
Pressure 1pa=1N/m’
Pa Kpa Mpa Bar kgf/cm?
1 1X10° 1X10° 1X10° 1.01972X10°
1X10° 1 1X10° 1X10? 1.01972X10*
1X10° 1X10° 1 1X10 1.01972X10
1X10° 1X10? 1X10" 1 1.01972
9.80665X10" 9.80665X10 9.80665X10° 9.80665X10" 1

oooJdIsSooon

Extracted from JIS Handbook"steel"

www.pcbn.com
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EERER

Hardness Conversion Table

1 AR$EREF = Technical Guide
Buzn

Generral Information

EERER

85
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Hardness Conversion Table
HEE BNEE
Brinell Hardness (HB) Rockwell Hardness
FREE DooO0o|0D000 HREE EREE
Vickers Shore |11 (1] [ Brinell Hardness (HB) Rockwell Hardness
Hardness AR BO O coO “a':gess sTe"S“eh EREE ODoOoo|oooo
(HV) R Piibisiy | HEGOKGf&MA| [ [ 100Kgf, (1 (1 1.6mm [ 71 150kgf (HS) thrnengt Viekore Shore N OOOCD
Standard | Tungsten EliftEF (1/16 i), BRHRB 000000 D0HRC . Hardnass AR BO O co O Hardness| Tensile
Ball Carbide A Scale Load: B Scale Load: 100kgf Cc Sc_ale Load:1_50kgf (HV) IR BALSHR TE60KGGFRMA| (| [ 100Kgf,[] [ 1.6mm [ [ 150kgf (HS) Strength
Ball 60kgf Diamond 1.6mm Dia.Ball Diamond Point " - : OO000OO0OOHRC Mpa*
point (HRB) (HRC) Standard | Tungsten EEEF (1/16 in) BRHRB oo
(HRA) Ball Carbide A Scale Load: B Scale Load: 100kgf C Scale Load:150kgf
Ball 60kgf Bgﬂ;nond 1.Gmr:géa;.Ball Diamond Point

940 - - 85.6 - 68.0 97 - (giRA) ( (HRC)
920 - - 85.3 - 67.5 96 -
900 - - 85.0 - 67.0 95 - 320 303 303 66.4 (107.0) 32.2 45 1005
880 - 767 84.7 - 66.4 93 - 310 294 294 65.8 - 31 - 980
860 - 757 84. 4 - 65.9 92 - 300 284 284 65.2 -105.5 29.8 42 950
840 - 745 84.1 - 65.3 91 - 295 280 280 64.8 - 29.2 - 935
820 - 733 83.8 - 64.7 90 - 290 275 275 64.5 -104.5 28.5 41 915
800 - 722 83. 4 - 64.0 88 - 285 270 270 64.2 - 27.8 - 905
780 - 710 83.0 - 63.3 87 - 280 265 265 63.8 103.5 27.1 40 890
760 - 698 82.6 - 62.5 86 - 275 261 261 63.5 - 26.4 = 875
740 - 684 82.2 - 61.8 84 - 270 256 256 63.1 102 25.6 38 855
720 - 670 81.8 - 61.0 83 - 265 252 252 62.7 = 24.8 = 840
700 - 656 81.3 - 60. 1 81 - 260 247 247 62.4 (101.0) 24.0 37 825
690 - 647 81.1 - 59.7 - - 255 243 243 62.0 - 23.1 - 805
680 - 638 80.8 - 59.2 80 - 250 238 238 61.6 99.5 22.2 36 795
670 - 630 80.6 - 58.8 - - 245 233 233 61.2 - 21.3 - 780
660 - 620 80.3 - 58.3 79 - 240 228 228 60.7 98.1 20.3 34 765
650 - 611 80.0 - 57.8 - - 230 219 219 - 96.7 (18.0) 33 730
640 - 601 79.8 - 57.3 4 - 220 209 209 - 95.0 (15.7) 32 695
630 - 591 79.5 - 56.8 - - 210 200 200 - 93.4 (13.4) 30 670
620 - 582 79.2 - 56.3 75 - 200 190 190 - 91.5 (11.0) 29 635
610 - 573 78.9 - 55.7 - - 190 181 181 - 89.5 (8.5) 28 605
600 - 564 78.6 - 55.2 74 - 180 171 171 - 87.1 (6.0) 26 580
590 - 554 78.4 - 54.7 - 2055 170 162 162 - 85.0 (3.0) 25 545
580 - 545 78.0 - 54.1 72 2020 160 152 152 - 81.7 (0.0) 24 515
570 - 535 77.8 - 53.6 - 1985 150 143 143 - 78.7 - 22 490
560 - 525 77.4 = 53.0 71 1950 140 133 133 - 75.0 - 21 455
550 - 517 77.0 = 52.3 - 1905 130 124 124 - 71.2 - 20 425
540 - 507 76.7 = 51.7 69 1860 120 114 114 - 66.7 - - 390
530 - 497 76. 4 = 51.1 - 1825 110 105 105 - 62.3 - - -
520 - 488 76. 1 - 50.5 67 1795 100 95 95 . 56.2 _ ) _
510 - 479 75.7 = 49.8 - 1750 95 90 90 - 52.0 - - -
500 - 471 75.3 o 49.1 66 1705 920 86 86 - 48.0 - - -
490 - 460 74.9 = 48. 4 - 1660 85 81 81 - 41.0 - - -
480 - 452 74.5 - 47.7 64 1620
470 - 442 74.1 - 46.9 - 1570 EBRE JIS WEFM (SAE J417)
460 - 433 73.6 - 46.1 62 1530 iE (1) TMPa=1N/mm’
450 - 425 73.3 - 45.3 = 1495 (2) FH( )WEFRLRERE S EER
440 - 415 72.8 - 44.5 59 1460 Extracted from JIS Handbook “Iron & Steel” (SAEJ417)
430 - 405 72.3 - 43.6 - 1410 Note(1)1MPa=1N/mm?
420 - 397 71.8 o 42.7 57 1370 (2)Valuein () is notin practical use, but reference only
410 - 288 71. 4 - 41.8 5 1330
400 - 379 70. 8 - 40.8 55 1290
390 - 369 70.3 - 39.8 5 1240
380 - 360 69. 8 (110.0) 38.8 52 1205
370 - 350 69. 2 - 37.7 - 1170
360 - 341 68.7 (109.0) 36.6 50 1130
350 - 331 68. 1 - 35.5 - 1095
340 - 322 67.6 (108.0) 34. 4 47 1070
330 - 313 67.0 - 33.3 - 1035
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REHEE

Surface Roughness

Big (JuW) REERE
Theoretical(Geometrical) surface Roughness

sampled reference lengths( I ) in the direction of the center line of
the roughness curve.

1 ~
P B i —
-Rz[h]= ————— x 1,000 T
8XR[re] ’
R(re)
® R,(h):IBICKMEEREE Theoretical Surface Roughness(um)
e fEiEt— RS EFeed Rare(mm/rev)
o R(re):JJREMH¥1ECorner Radius of Insert (mm)
FEBAEENITERZE
How to Obtain Surface Roughness Values
fhk s p=bahr BB E
Type | Symbol How to obtain Explanation
§ e e msmesrE 1),
=1 £ FEIXEBD P EBESESRERENFILGKRERIE,
X2 XAFERYE. _
o Rz=Rp+Rv & 2 -
#H e R, Ry is a mean value in micron melt)er obtained from the distance ,\“\./ \/AV\/MU"\/:/\ 'ﬁ/\\/ f
] '5» of the highest peaks and the lowest valleys within the range of S “‘I \/
[} 1
EL
@©
=

Rz=Rp+Rv

MiREgE ERTgamsEskE D) | EkEs,
DRI ES N RBIETFIE (YP)

FSNRESHIFIOE (YV) . AEEM, LGREKER,
HISEIRZE,

o +

Ten Points Mean Roughness

3
7|
2

e SIAPEAPEAR RN

RZJIS e

Rz is a mean value in micron meter obtained from the distance of
5 highest peaks (YP) and the 5 lowest valleys (YV) measured from
the center line of the roughness curve within the range of sampled

reference length( | )

i @k i & H

(YP1+YP2+YP3+YP4+YP5)+(YV1+YV2+YV3+YV4+YV5)
5

RZJIS=

Yp1,Yp2,Yp3,Yp4,Yp5:

EERKE () A &EEERPOLIEERN
Distance from the mean line to highest 5 peaks in the
range of sampled reference Iength(l)
Yv1,Yv2,Yv3,Yv4,YV5:

EEERE () RS RIEA TSRO
Distance from the mean line to the lowest 5
valleys in the range of

sampled reference Iength(|)

MHRHREZE HRTg A mEREskE (1)

@ BhL&ERELXMSRE, SEHEERAYIRSERE.
=] g EHHEHET LBy =f()FT,
= MILAKZRRAMERTLABRLAT
(o2}
A3 AR E.
oy Y
¥ = Ra=3{5{f(x)]dx o
193 R. . . . N N T A N A
b= Ra is obtained from the following formula inmicron meter, YN TN NV 7 T 7
| ﬁ the roughness curve is expressed by y=f(x),the X-axis is in Y \/ Y \/ X
g2 the direction of the center line and the Y-axis is the vertical
Q
B = maghnification of the roughness curve in the range of sampled
== reference lengths( 1 ).
<<
Ra=3[:{f(x)]dx
87 www.pcbn.com
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5=RAicSHXR
Relationship with Triangle Symbol
HAFRIHEERE BRXHEEE +REEEE =giEe
Arithmetical Mean Roughness Max.Height Roughness Ten Points Mean Roughness Tr;n le Note
R,(um) R,(um) RJIS(um) 9
0.1
0.025 0.2 0.1
0.05 03 0.2 VWV
0.1 0'4 0.4
0.2 0.8 0.8
0.4 1.6 1.6
0.8 3.2 3.2 ; ; ; ; ; ;
1.6 6.3 6.3
3.2 12.5 12.5 N AN/
6.3 25 25
12.5 50 50 N /
25 100 100
JIStR iSRRG
Indication in JIS Standard
Rafyig S& bl RziYiC SHR R
Example of Ra Indication Example of Rz Indication
OWET LRIFE ONFETLIRNGSE, EE4IES 6.3 / R263
(_EBR06 3umRafy) 6.3 ST T
When indication the upper limit only When indication upper limit only indicate
(when upper limitis 6.3umRa) suface roughness following the parameter symbol.
@F LRI TIRAAE QFRLIRIITIRNGS, S Rz6.3~1.6
( EBR796.3umRa, TRR/I1.6umRakT) ICS/Em, KR "LR~TR" 1
' When indication both lower and upper limit 1.6 Bt R R,
(when upper limit is 8.3umRa, lower limit is When indication both lower and upper limit indication surface
1.6umRa) roughness as (upper limit ~lower limit) following the paramenter symbol.

EEERAR RTINS FEER

Note:The indications of R, and R, are different.

ERAREHREEIRCHETEIR

Surface Roughness Symbol Caution

LA EZEHZERYE JIS B 0601-200 14749,

AT EISORE—E, MJIS B 0601-2001hFFFE, ZEEANARMICS.
The above information is based on JIS B 0601-2001.
However,some symbols were revised as shown in the right table in
accordance with ISO standard from JIS B 0601-2001 version.

www.pcbn.com

2 i@2Symbol ig2symbol
Type (JIS B 0601-1994) (JISB 0601-2001)

RAHEEE
Max.Height R, —_ > R,
Roughness

+RFEHEEE
Ten Points R, ——————» (R,jis)

Mean Roughness

BAFHMREE
Arithmetical Mean R, _—> R,
Roughness
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Basic Formulas

ZFHINMIMTERR

Basic Formylas of Turning

> FARIE

Power Requirement

KsXchapr
Pc=
6120Xn
KsXVcXa pr
Prp=
4500Xn

> tIEERE
Cutting Speed

TTXDmXn
1000

V=

» FEAEREE
Surface Roughness

Ri=h=— 1
8XR(ye)

X1000

89

P FREEINER Power Requirement(KW)

P..: FTEEINE Power Requirement(Horse Power)(HP)
V.. YJHIEREE Cutting Speed(m/min)

f: EiLi#H5E Feed Rate(mm/rev)

a,: iR Depth pf Cut(mm)

K,: ELiIHIBE ST Specific Cutting Resistance(kgf/mm?)
n: HAER Mechanical Efficiency(0.7~0.8)

=l L mmiminy s amais
n Length of cut per minute

K H9MERR {8 approximate value of K

8 Aluminum’ 800MPa
iE4N General Steel:2,500~3,000MPa

%R ({EGRD) 10 | EHEEM 245
Low Carbon Steel High Alloy Steel

HER 2273

Medium Carbon Steel 228 Cast Iron o
TR 240 TEREETR 120
High Carbon Steel Malleable Cast Iron

RS 190 iR/ 70
Low Alloy Steel

‘ VC: t}]ﬁﬂiﬁg Cutting Speed(m/min)

N: %i# Spindle Revolution(min-")
L]

R,=h:IBICREMHRERE Theoretical Surface

® Roughness(um)

° f-m4EH48 8 Feed Rate(mm/rev)

SCRRRMEEREE
Actual Surface

Roughness

WS ECHEMEE (Rz) X1.5~3
steel:Theoretical Surface Roughness(Rz)X1.5~3

s momes (RZ) X35

www.pcbn.com

FEIMMIATERR

Basic Formylas of Milling

> FREE
Power Requirement
KsXQ
6120Xn

Cc

stanfoap
6120000Xn

KsXanszzXnXap

6120000Xn

6120
Puwp=—"— Pc
4500

> RS EE

Chip Removal Volume
_ acXViXap
Q= 1000
aeXfzXzxnxap
1000

> I{EaHiRENSHeE
Table Feed & Per Touth

OV
fz= zZXn

> iNEIEE
Cutting Speed

_ TIXDsXn
1000

www.pcbn.com
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Basic Formulas

P FFEEINE Power Requirement(KW)

P..: FTEINE Power Requirement(Horse Power)(HP)
ae: YIHITEEE Width of Cut(mm)

Vi TEEHEIEE Table Feed(mm/min)

fz: G458 Feed per Tooth(mm/t)

Z: JIE7JE Number of Inserts(pcs)

n =EESHindle Revolution(min™)

ap: Y1iR Depth of Cut(mm)

Ks: EbiJHIBE S Specific Cutting Resistance(kgf/mm?)
" MEEMechanical Efficiency'07°08

Q: #JHIHEH & Chip Removal Volume(cm®/min)
KsHUMERR{E approximate value of Ks

%E Aluminum. 800MPa
@450 General Steel:2,500~3,000MPa

W (fERBRER) 190 [Sloera 245
Low Carbon Steel High Alloy Steel

RN 210 ek 93
Medium Carbon Steel Cast Iron

A 240 TR 120
High Carbon Steel Malleable Cast Iron

EIRASHN - /51 70
Low Alloy Steel

Q: tJHIHEEE Chip Removal Volume(cm?®/min)
ae: YIHITEE Width of Cut(mm)

V. TIEEHLEEE Table Feed(mm/min)

f: B4 8 Feed per Tooth(mm/t)

Z: J1#£ 718 Number of Inserts(pcs)

n' #HEEE Spindle Revolution(min™)

ap: H1iR Depth of Cut(mm)

f: 7448 Feed per Tooth(mm/t)
Vi. TEG#HA1EE Table Feed(mm/min)
Z: 718718 Number of Inserts(pcs)

n = ShindleRevolution(min™)

Ve YIHIERE Cutting Speed(m/min)
n: EHiEFEEL Spindle Revolution(min™)
Ds: $5JJAFRER Cutter Diameter(mm)
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Terms and Angles of Toolholder

NSRS NBRAE

Terms and Angles of Turning Toolholder

Aife

Rake Angle

IS8
Total Length |

NREMER )
Corner Radius

ERA
Ef Minor Cutting Edge Angle
Relief Angle
@ TIFFEE
Shank Width
)]

ESS
Cutting Edge Height

=]
Front Relief Angle

o=t
)
Inclination Angle(Negative)

Cutting Edge Angle

DAKY=:]
Indination Angle

VAL =
Shank Height

IE7D1f
(+)
Inclination Angle(Positive

)

% AR$EEF = Technical Guide
NEASBEEHRHNAE

Terms and Angles of Toolholder

Inclination Angle

NRABE {EF R
Tool Angle Function Effect
DR, EREIE, HEMREHL, DHRAAE
w " B, YIEI7)SEREIE A, BYJEIESOWIEMm, &R,
EYHIET, PIEIFFRRINIR EERZRA At 330, G0 w1001 6o
b, AL IRERNTRERBIRG, IR 93757, FRRIRN0715°
yJME BHREDME, ® When itis negative---chip flows to the workpiece and

@ The corner will bear a strong impact when
heavy cutting

® |t needs a suitable cutting edge inclination
angle to prevent fracture

vice versa.
e Whenitis positive---cutting edge strength improves,
but the back cutting force also increases and itis inclined to
produce vibration.
o Recommended values:
Turning 3°~5°,Milling10°~15°.

O
©)
NRBAEMINEE
Function of Tool Angle
DRABE i3z HR
Tool Angle Function Effect
IEfRRY, JISEIEEFRIAODEIRER, IRIBEDRELD, BIIRE
ERE(R.
INITRINTHFSRA TR, EFERER.
EERNREREINTRERRAITIRBERN, EFERRAI
XIIEIRA, TOEIE, TDEIHEY, TRS® RIFERA.
Bify FEERI,
® Whenitis positive (+) angle,sharper cutting performance is
Rake Angle Affects cutting force,cutting heat,chip obtained,less cutting resitance but less edge strength.
evacuation and tool life. ® Positive(+) angle is recommended for easy to machine
workpieces or thin workpieces.
® Smaller rake angle or negative(-) angle is recommended
when a stronger edge is required like scale cutting or
interrupted cutting.

)|
Relief Angle

BRI TILISMNIER S SN T E AR,

e Prevents the tool's contact to the
workpiece surface,except the cutting edge

HEAN, DRBEZK, BETHERERNENELR, JE

EwtheRia.

® When itis small,the cutting edge strength improves,but the
wear at relief face increases,and tool life may decreases.

ERA
Cutting Edge Angle

Iyl BEHse N SR N E.

e Affects chip control and the direction of
cutting force

FR|AN. BREENEEENES

® Whenitis large,chip thickness becomes thick and chip

control improves.

ElfmmN, UIRIZDSREENENN, BIIRER BiRAD, B9
BN, YIHIR SBr=Eikal; AMIRERHBENE, T
RUEXRL, —#RA5~15°%,

Corner Radius

www.pcbn.com

BiRE ROBMIRESTEER, ® When it is small,the cutting edge strength will improve,but
Minor Cutting ® Prevents friction between cutting edge the tipis heated.

Edge Angle el werk SURREE ® When itis small,back cutting force increases and it is

inclined to produce cutting vibration.
® |t should be smaller for routh finishing,while it can be larger

for rough finishing.
Recommended values:5°~15°.

DRERI%ERE XTI RAVIRE R I TREAEREE R IMRA. —REEEEHE N2~ 3,

o Affects tool nose strength and roughness
of the finished surface

® Recommended values:2~3 times of feed rate.

www.pcbn.com
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Terms and Angles of Toolholder

RSP BIRAE

Terms and Angles of Milling Cutter

L]

A RIBIA R A SIHIE

¥ AR$ERG = Technical Guide
JNEANSRBRNAE

Terms and Angles of Toolholder

Characteristice Of Different Rake Angle Combination

ElEEnp=:]
PN Axial Rake Angle
Approach Angle
B2
Cutting Edge
C Angle
BIfA DAL=
Rake Angle Inclination Angle
JJ#2 B2 Cutter Diameter
[ DED)=:] g
Radial Rake Angle
DRZAEMINEE
Function of Tool Angle
DRAE {EF HR
Tool Angle Function Effect
— EHIYIBHEH S R A AR, tIEIREY, BEARBRETBEE.
| D)

Axial Rake Angle

® Controls chip flow direction and cutting
force

® When it is positive---Good cutting performance and less chip
welding

EREfA
Radial Rake Angle

EHIBHEH T AT

o Controls chip flow direction and cutting
force

Rt YIREHE R

® When it is negetive---Good chip evacuation

Positive Axial Rake angle

(+)

Negative Axial Rake angle

A

° BIFMIIESR . -
Positive/Negative Rake Angle 0 +
° AEBIARASIFIE
Characteristics Of Different Rake Angle Combination
(+) 4T AT (VHEREIR (+) I ERTf

Positive Axial Rake angle

(+)
4«7

IRESEFRIIHI D EFITRE

EfR, YIRIMREF BABRENBME, BITRETRE
R, RIS, ZRETBNE, BRENRBES.

Inclination Angle

® Controls chip flowdirection

z11):
Rake Angle e Determines the real sharp degree of ® When it is positive---Good cutting performance and less chip
tool edge welding,but lower edge strength
® When itis negative---Higher edge strength but easier to weld
REVIBEEMTEHLEE REXE. YIBEEZ), TIBGREFRN, EEDNK.
RIRA
Approach Angle e Controls chip thickness and chip flow ® When it is large---Thinner chip thickness and lower cutting
direction load
T PR BHEH 51 ERA. TBHHFIEENN, BDEERN.

® When it is positive---Good chip evacuation,less cutting
resistance and lower edge stability of the corner part

BEARDEHAS
Combination of
Rake Angles
—
\’(+) () (_)"/
(+)ZEIERIFA (-)zR%RAIRA (-)EmREIA
Positive Radia Rake angle Negative Radial Rake Angle Negative Radial Rake Angle
WEIEFATIE WER AR IEfaf 7]
Double Positive Double Negative Positive +Negative
TR E m =
. Positive Nagative Positive
Axial Rake Angle (+) ) (+)
4 it N3 bd iy
) ZHER Positive Nagative Nagative
Radial Rake Angle (+) -) )
ERAA AR A ERETDR
NR#ER Positive Angle Negative Angle Positive Angle
Tool Style (BREBER) (WERER) (BREER)
(Single Side Used) (Double Side Used) (Single Side Used)
]
[ — [ ]
Steel
ks — [ J [ ]
Tt Castlron
Workpiece -
Material B2ag ° _ _
Light Alloy
MDD T2 4
leflcul_t- A _ A
to-machine
Material
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ERsrmhR T BIRSITERE ERsrmhR T RIS SITIRE
Grade Table Grade Table

: B PVDRETIK RIESHER
CVDiRET R RESITRE Grade table of PVD coating
Grade table of CVD coating

. 5 EI RESIIARFIZ Grade table of competitors and KOVES
. o =
o = B HRhBEE3FHE%FEK Grade table of competitors and KOVES me {:ll:t% g
2 = Iz = 3 o 2 8 T ) >
m=| Ie | & e #7e | K3 %u; %; Boe | B | BE | BRE | _o 2| &9 | .2 - || we 1'*5
Io | = | %2 2 = 8IS He B3| B2 | me | w2 | B3| RS | Z5| 2| w3 | B | BL| BR | m3 | du | MO
2 | me | s | BO | We | @, | 82| 8i | mE % 2| =3 g z | g 3 8 2% | =2 w2 X5 S5 | 5P| s | B2 | kS fgg &S | A2 | uE gg By | 9
£ o 3] > s ] 2 = = == = ~ o 3 = S - = < = 1 = = X
B | B2 | = égg ﬁé Bo | Wz | B | mS | 22| #R | mz | D8 | Bu| Be | =2 wa | Mo 3 =0 Ry |~ | 73| @5 TR 2 £
ER I £ B2 | F2| 23| mi| 3| BP | Rz | g2 | ®o | ™3| M| pE | B | 9
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P20 KC5025 PRI15 | ycs5015 PC230 | CP250 |YBG202
ico1s0 | K110 UES110 AC700G| T9005 |CAs505 | act1ov | HG8010[ Ne310 | TRio0s | vBCHS52 ol Bl 3 e B
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uC6020 GM10 TK2000 pao | KP2130|GC1025| | L300 | (7000 VP15TF GHT730 | oosag crsoo I
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GC4015 UE6110 CA5515
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P40 IC10 PR660 240 YBG302
GC2015| 'C9054 | TN7015 UC6010 CR9025 TP200 Ge21a5 161008 VP20MF CP500 | YBG30
GC4225 EH510Z
GC4025 UE6035 Mo1 H5102 PR915
1C9350 | KC8050 | TT3500 AC3000 | T9025 JC215V TP3000 | YBC252
P30 [ KC1125(GC4035 WAP30 [ UH6400 | ACg30M CA5535 GM25 | NC330 GC1005| 1C507 |KC5010 EH510Z PR915
GC2025| G656 | TN7025 ] TT5100 us73s 79035 SCS25 TP300 (MBESSY ﬁ RIS GC1025| 1C907 |KC5510 VP1OMF| Efy10z PR930 | 4C5008 CP200 | YBG102
GC2135 GC1020 KC5025 PR630
KP2120 Ic354 VP15TF | EH520Z | GH330 CP200
KC9140 - m2o [ KP21201 6cq025| (G384 | kc730 ot | Fie20z | SH339 | Prots | Jeso1s pcooso | SP200 |vBG202
KO9040 UIES o M GC4125 KC5525 PR930
GC4035 JC325V | GM8035 TP3000 2 1C908
T P40 IC635 |KC9240| TT450 UH6400 | Ac630M| T9035 | CA5535 YBC351 £
GC235 JC450V | GX30 TP400 5 KP2130|GC1020| ICo28 |KC5025 VP15TE PR630
gl $?§%gg ESeS = M30 KvX  |GC2035|1C1008 |KC5525 VP20MF AH120 | ppess | JC5015 PC9030 | CP500 |YBG302
TPC35 IC1028
2 CAGSTS M40 c214s| 5228 PR660
g M10 GC2015| 1C9250 | TN7010 WAM10 | US7020 [ACE10M| T9015 | Speoi2| JC110V| GM10 TP200
= 1C9250 K01 EA10Z | AH110 JC5003
KC9225 AC610M| T6020 |CA6525 |Jc110v <CE0To ST GRITE
M20 62025 o052 | TN7015 | TT2900 WAM20 | UST020 |\ Ce3om| T9025 |CABO15 | Jc215v [CMBO20 |NC9020| TP200 | YBM151 o KC5510 EA10Z | aH110 JC5015 PC205K| CP200 |YBGT02
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KC9240 16928
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1C428 $30 GC2145 VP15TF
KC9320 JC110V [HG8025 TK2000 | YBD152
K20 GC3215 | 1C9015 | 11205 | TT1500 | WAK20 | UC5115(AC700G| T5020 | CA4120 | o 18y [amaosn| N315K | Thaos. | YBD252 PTHOGM
0 APC100 JC5003
bl IX1005
1C9080 | TN2510 CY9020
2o IC4100 | TN25M ACP100 JerEIY p10 | kp1110 1C903 |kc715Mm WXH15 ACZ310 PR730 | JC5003 [PCA12M
FH7020 T200M 1C950 WXM15 ACP100 PR830 |JC5030 | TB600S
P20 GC4020 | 1C520M | TN7525 wap25 | F70201 AcP100 JC730U To20Mm | YBM251 JX1020
PC20M
T250M 1C950 PR630
ACZ310 JC5015 | TB6020
P30 GC4030| 104050 |KC930M| TT7300 | WAP35 | F7030 | Ac230 | T3030 NCM335| T350M | YBM351 GC1025 | 1C900 [KC522M vprsTe | ASZato PR730 | JS2015| 180201 o | Fasm |vBo202
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530 IC910 PR660
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o
o
= M10 TN25M 2 1C900
S T350M é P40 :gggg kc735Mm| 178020 | \wxpas [vP3oRT ﬁgﬁggg AH120 | PA660 | JC5040 ?ggggg ;ggm
M M20 IC520M| TN7525 F7030 JC730U Toam | YBM251 = le5es TT8030 PTHA40H
KC930M T250M -
M30 GC2040 1C4050 | 12208 WTP35 | F7030 T3030 NCM335| 1520 | YBM351 PCS08M
GF30 PR630
M40 GX30 M10 GC1025 KC715M WXM15 PR730 | JC5003 5:)\((198)228
PR830
KO1 1C9080 JC600 1C900 PR630
JC5015 | TB6020
M20 |KP2220|GC2030| |C903 |KC522M| TT8020 VP1STEACZ310| 1534 | PR730 c F25M |YBG202
s e s I s O " G D] iR e | S SR TR
GC3220 PR630
VP15TF [ACZ330 JC5015 | TB6045
K20 GC3020| C520M |KC915M WAK25 | F5020 |ACK200| T1015 JC610 NCM320| T150M |vpposy M30 Go2030| 1928 |KC725M| 115030 | \wxmas |vP20RT| EH20z | AH120 | PREEO [ 4C5030 | cv250 |Pcos3o| F3OM |yBa3oz
K20D |DT7150 [ TN5520 T200M 1C328 |KC735M VP20RT| FH202 PR730 | 153030 | B {200 F40M
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KC930M TB6060
LI GC3040 1C4050 | < cg35Mm IS T200M M40 1528 VP30RT |ASZ3501 AH140 | PRE6O | JC5015 | PTHAOH
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95 www.pcbn.com www.pcbn.com 96



KOVES’
] Rl TH

Technical Guide = I ARIER % AR$EREF = Technical Guide
ElR5hmbE 7] B S ERE I IT&fES R 3R
Grade Table Trouble Shooting Guide

N P — FHIMN IR XSk
BEaETNRT RESITEREK Trouble Shooting (Turning)

Grade table of un coated carbide

3
NEHE BIETELE TIEN@RAR HLERER
= H 7
o = £ RIEENTERGIFE Grade table of competitors and KOVES U Cutins Concitions Eooviiidn Setting]
% = Machine
= © s | e [ W =g o 3 I o > < = o~ 73 BE|ME | fh [ #5 |BI |G (R3] H E RIE | &8
%: | RS | gl | g3 | Be | BL| Bo | RE ) 2| =) ®3 | oF | ge | g5 | B3| we | Mo # w228 2| & (7). |@|R|2|3|0|5]8]
uu.: ﬁ_.— 2 o o aﬁ< ME iren = 4 §i < NO < g—l = o BlA|IE|®E|IE 7] - Flol|l| o |®|H|HF f& |
g 3 “e | = e 2 = £ | WS K2 g z S| & f2 | < o | %o ; B | &7
! £ £ —§< +£o | £5 ﬁ# 453 §'tg Rs &z %g Na ﬁi #o =a 9 BB & |y o3 g g Blc || 2|E|F|N | fm|EK|H
E ~ el = |
2 » Ez s = 2 2 < a M*Z&:T‘!Z}Ugoiﬁgﬁgéﬁﬁlﬁrig}i{i\
B|ER|WM| 8| 0|2 i Z| > |z =
X b < o s | X |G | 2% | <
L = - = < Ble|s|s|s |R|(z|c|2|E
P01 ST05 o R|E|S|I2l8 = fiZ gl s 5|5 |2|e|s|®
=) £ o S| a < c | & | o
P10 SIP IC70 P10 P10 ST10P | TX10S SRT | ws10 | sT10 Yc1o % @ S |2 < = o< %mg ] % g g
S5l [@ 3 3 3|8 bl
P20 sMA | (a0 [ K92V oo UTi20t | ST20E | 1an SRY | Exss | st20 ols (8 |3 © s H §,§ cg= |2 |2
< o = =
icsom | GK A30 | Tx30 SR30 | EX35 Tlglelse = 5 wa2se |8]5 |8
P30 SM30 K600 P30 UTi20t PW30 ST30A 2loleslEs B F | x 29 = S
I1C54 A30N [ UX30 DX30 | EX40 = |E 5 © S o o
oo HWERSE : 2| e 52|22 mamam Z|HX|e o2 3
SR30 i;’g o | o | E|oE| A = kS tlaE”*Increase¢ a
P40 S6 IC54 G13 ST40E | TX40 DX35 | EX45 YC40 Trouble Trouble ltem S| & [£ &[5 s |Higher(Largen > & S
c 173 » o < 5
5 55|82 N 5 o
M10 H10A K313 | M0 Erelo | Tuto uMn | watos| uto | 8eo | vcto 5|5 |285 8| rems 5 | s vecrensed 2
ower(smaller, o
K68 T3
KMF i EH520 | TU20 DX25 HX D €
M20 H13A 1C08 K125M M20 UTi20t i UX30 ums EX35 u20 883 - p— ERETES o
S =
T A30 DX25 | EX40 R 3 UI{:H; T':I'E Moz to e ioloranie
1 0 nstable workpiece T
M30 sm30 | ic28 | TTR UTI20t | azon | UX30 ums | Exas | ST30A veao T 5 dimension B vl S o (odle)e] oo o0
M40 S6 Ic128 | G13 M40 TU40 UM40 | EX45 u40 %g; -.E EEEREA ° .¢
X H1 THO3 ° tﬂﬁﬂdJﬁ%ﬁ:ﬁ.\ Flankwearin:crease
K01 H1P K605 uTio5t i KSO5F KG03 | WHO05 | Ho02 YDO51 &= DEEHTEYS olle
$ K313 E » Zrequentoffset Unsuitable cutting conditions
H1P < uring cutting T O
K110M ) EH10 | G1F KG10 5 TIOLIEE A
Bl K10 :'1“0 ic20 | 5L K10 HTI10 | Shsqo | THio | KW10 | kTo WH10 | HoO1 890 | YD101 Built-up adge oo
THM-U TIEEREDEIMRERE ? L
2 G2F Poorcttlingbytoolsvear ot o .V ® LN .r .47 o
H iceo | K715 : G10B | ks1sF CR1 520 @ B 4 A
£ K20 H13A KMF K20 UTi20t | EH20 GW10 WH20 | G10 HX YD201 @ ARIR [ ] .¢ .¢ [ ] [ ] [ ] [ BN BN J
2 1€10 | ke00 EH520 | | 32 KG20 883 & ¢ Chipping
KS20 < e [ pAImE] A
5 EEMRREE 1, DORER N0 ° oo} ol @
K30 :g;g THR uTi20t | G10E | @3 KG30 G3 883 4 3 Poor surface roughness Weiding . built-up edge J,
5 RIS HRES PYY .¢ .¢ °
NO1 H“"I13(;)A K605 E; KSO05F KGO03 % § Unsuitable cutting conditions
€ TIEMBR/VERRTIES PY ® oll @
KK'I?I)(I)?\/I EH10 TH10 KG10 890 (3 Unsuitable tool geometry/geometry
THM-U s
PIERAEIN TR B PIHIRERIES
K715 G10E CR1 E;( a © Dﬁ%ﬁ[‘%ff& - Unsu\lableguning conditions .‘¥ .¢ .¢ >
N20 KW20 KMF K20 E:ggo KS15F KG20 883 YD201 }&% Deterioration of accuracy or TIEW R/ VAR REY ° ° .? .¢
R600 H15 tool life by cutting heat Unsuitable tool geometry/geometry
H25 TIEIRAERIES ¢
N30 G13 KG30 Ho5 %g’ M, B—FER Unsuitable cutting conditions Oyl ® o0
THR wg Steel, Aluminium - Burr TIEM R/ ERRTIES ° ° .? .¢ .* .¢
S01 RT9005 KG03 “h U"SU"abt';%‘a‘;ﬂ:’;ﬁ;’g“me"y
4 KHERE
H10 K10 k79005 MET0 KSOSF 705 x g’ 237 3N Unsuitable cutting conditions .¢ .¢ °
H10A = ) ” ) STy
S10 K313 K10 HO1 890 YD101 o Cast iron workpiece chip off TIE# R/ VAR ES
::Hg; THM RT9010| EH510 | TH10 KG10 az,e- P P Unsui(able)tBulgeom/eﬂy/geometry i ® oToT 0 .¢ e o 0 0
=
© N PIHIRHARIES
K715 RT9010| EH20 KS15F Fz15 ggg %; HR-FEil Unsuitable cutting conditions ® .¢ ®
S20 KMF TF15 | EH520 | KS20 KG20 HX b3 RSB EEETing UnR%tiJ%/g{L@ﬁﬂkKE% ° ° ° .ﬂ o]
H25 geometry/geometry
. = R A
613 B ERR AR A BIERER ° o) ° o (of0d| |0y
S30 K600 TF15 KG30 Wear increase at relief face = =
o AU ERER r ?
IR raxetace Rake face wear o .‘L .¢ .¢ o o .ﬂ hd
P10 s1P SRT Yc1o I tﬁiﬁ% %ﬁ%ﬁgﬁ ° 0¢ °
G Fege=] = — =
P20 1C0M | k125 | P10 UTi20t | A30ON | TX25 SRI, | Exss | sT20 %E Cﬁ_’iap%?ng v EE, Cﬁarmg ° QJ} 04‘ ° eo(oe|oe
= .
IC50M [ GX ) SR30 | EX35 S o P e S
P30 1C28 K600 P20 uTizot R uxso AR DX30 EX40 STS30A %-g’ gj?a%:zk Unsuitablelongrade/cuning condition: e e .‘¥ .¢ i oo 0 o
P40 1c28 P30 PW30 | SR30 | EX45 [ ST40 YC40 L P TIER/ANEEERES PY .4 .4‘ .4 ole
ﬁ Thermal Crack Unsuitable tool grade/cutting condition: 4 4
M10 K110M [ M10 UMN u10 yc1o B AVAES B 4RI TRITIREBEER
ﬁ'] %degjeagsqe%egf‘%ﬁ?nﬁig [Edge nose deformation during icrl\lerrupl/edcumng b .V‘ .V¥ .¢ °
> M20 K313 | M20 UTi20t | A30N DX25 | Ex35 | u20 TIORER TIEHE/ADE R RE S ° .f Py ° °
g M KFM - DX25 EX40 Built-up edge Unsuitable tool grade/cutting conditiong
E M30 1c28 | a0 UTi20t | A30N | UX30 e ERS YC40 IR RIS .¢ PYN .? ° °
= K gyEs Unsuitable cutting conditions
M40 1c28 M40 TU40 EX45 | U40 e e e e ime RO AES .¢ .¢
. E g Unsuitable tool geometry °
K01 UTio5t KG03 HO1 YDO51 qb S B R R .¢ .¢ °
o = g A
K110M i HO5 = 1S fB PUA i Unsuitable cutting conditions
K10 H1P 1020 | “la1s K10 | WK10 | HTi10 | G10E [ TH10 | KW10 | KG10 | WH10 [ 70 YD101 i3 = Chips scattering RN AES ° .¢ .¢
KT9 Unsuitable tool geometry
K20 1020 | kFm | K20 UTi20t | G10E CR1 | WH20 [ G10 | HX | YD201 . o ) . ]
IC10 KG20 (1) ABFLERT], TTRARANILE, To prevent chattering, the higher f may be suitable
e Iea8 uTi20t KG30 (2 NERTEN, TRABRANIHEE. Toprevent scuffing, the higher f may be suitable
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Trouble Shooting Guide

HEEI D0 TR AL X4 5.
Trouble Shooting (Milling)

A
TEHE e DENERAR L i
Insert Grade Cutting Conditions Tool Geometry ;ettlhr!gl
HESREES b
i I w9 | w oA &] o |W|A|A|D|B|A|E|Bn|B|T]|R]®
easures Eﬁ)**ﬁﬁﬂiﬁ;ﬁﬁﬁﬁﬂ%ﬁ#é&ﬁﬂﬁhi‘éﬂjﬁﬁﬁib
ElE | H|& (&R || 2| & |BlE|BR|ID|2|Z|2|&R|0|5|2].
BlA|E|E(E|,||E|D] - |®|® B\ W=D | E || #|0
00| E|ve s|S|&| §E |7 elE|s |M|R|B| 0| G| &|W
AL AR AR el E|BlE| & |Alel2|g|d|®|e|lE|R|2|E|R
R|E||w|2|c|S|H 3 o | s e | AEIE: e
MM:DU:EE;OEmsf’tggnm_éf.ﬁ
2| 9 =3 [ P c |E - S | 1E | | c o (B
B R| 2| e|g|E|2 sl2ls5a|5|g|lc|E|Z2]|8]|5 (R
o8| 2|5 5|2 slelols |2l |w|x|S|E|=|2
BlS 5 |5 K= = Za- |8 |®R[S|S|=|5]|3
51 °% g Is) £ g S g.E c|l&E|S|s|2|<|>
= o |9 - c - |E=|E& 5 1=
25520 5|8 = 82 5131338 |8
5|2 s8le8 =S Rl ey =y HE AN
WERE FEEH s |2 (5225 mamm 4l £ % = | 3 A g2 gl |*
& c c| 2 = k=1 < © 2
Trouble Trouble Item % %,g%%g Higher(Larger) 3 ; E K Increase %é’g %
o ? s 3
S S EesgLﬁlﬁgﬁﬁer 2 N Bﬁﬁ’/hDecrease¢ gE =
2 T G 25
E g =8
3 D E
=& BRI ES o °
%fﬁ@k Unsuitable cutting conditions
Flank wear ) TR ARNEY
increase Ujv?s%l?bljgﬁoﬁj;];e%y ® .T .¢ Y
AIJE PIBI R REY
% % %;ﬁi«éﬂk Unsuiaébﬂiiﬁiﬁ;}&?ditions .¢ .¢ .¢ o
JJ £ |Rake face TEDDFRFES
: S wear increase| _ Unsuitable tool geohetry L4 .T .T .¢
© - L DB ES
EE ﬂ]ﬁumﬁﬂh Unsuigébljiiﬁiﬁ;%o?di(ions .¢ .¢ hd hd
Chipping ITIFARTRIE N
cracking uﬁ%«ﬂﬁioﬁiﬁﬁy L .¢ ° 'T o 0 0 0 O
BN 5 MBS ES
Edglzlgiz&al:\a- Unsuiﬂ%ﬂiiﬁiﬁ;’a}ﬁii(ions .¢ .¢ .¢ °
ge by thermal [ B IR AES
shock Unsuitable tool geo#\-etry hd .T .¢
PRI EERIEY
palmpisl=ti Unsuitaﬁle ciﬁm;rg,a?ditions .T .T i
Built-up ed TEDDRTES
AR ET UnsuitabletoolgeoLnTetry ® .T .¢
[ PIHIRGRIEY
;E;FE Unsuita%le ctﬁﬂ;a%ditions .T .¢ .¢ bt
Poor surface TIEPTDFRFIES
E finish Unsuitabletoolgeo,rFetry L4 ® ‘¢ ‘¢ [ NN ] [ BN )
© eSS e
m]é B%ﬁu Unsui)tjaﬁbljeciﬁﬂ;%?ditions .¢ .¢ .¢ ® C
Qt? TEDNRRTES
*Igg Unsuitable tool geo];etry .T .¢ .¢ e
= DB S E
EE T\;‘E Unsuigﬁbljiiﬁa;a?ditions
g Workpiece TED N AR ES
g chip off Unsuitable tool geo]r;etry .T .T .¢ .T L
FEE/
TFITEE TE=TIARIME
Po;fg?-af‘:eness ToolorworkpieceevLacuation .¢ .¢ .1 o .T .¢.¢ .¢ |0 0 0 0
parallelness
fREN/ARTIR SR/ R RIS
Hoatyonatiennd et LAt I oyjeley| ® ° o ofjoll0lle] oeo|e
= g vibration installation 2| 3 4
£ . PIBI S FEY
MBS | mmmssm| oo s smiions ofiey| |o %) ®
Damaging chips Uatﬂwﬁﬂkzz‘ﬁé’l
Unsuilabletoolgeo]getry ° .T .¢ ®

(1) R F1DER, EI4REER

If the surface is warped by cutting heat
(2) ATBEIEIRT], ARAERA#HEE

To prevent chattering , the higher fz may be suitable
(3) ABSLEIRTD, BT RABAMTIR

To prevent chattering , the larger ap may be suitable

(4) $25E NN TAHHEFE AT SN 5%

Down-cut method is recommended for helical end milling
(5) KL EBATLL

Higher fz may be suitable

(6) EEFFERAERETS

Compressed air is recommended

www.pcbn.com
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NMomn—stormndord cutEteEr

RIEEXFERMRINIMRIR, BHTENININE, BRUENTINERE, BE
K, REDEEEZE, FERKESMEM!
Accordingtothe requirements of various sizes of non-standard tool,We can provide

perfect machining way to solve the poor efficiency,low accuracy,poor surface
finishing,long time consuming problems!
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KOVES ®##£TH ENQUIRY

H i
DATE
WEN
Applicant
Egak XA TIHAHR
Customer Company Request tool
1IN =
Name Part No.
FLifi TEL #A%E Specification
HUR A FR:
Machine Name
KHURER: OFfEd O O R A O%HL O HeAth

Machine type: CNC Lathe  Vertical machining center Horizontal machining center Special machine Other machine

UK [Redeimls: DRWKIek OwEdksk  Osididksk OMER
Machine Holder type:  Shrink fit chuck  Hydraulic chuck Collet chuck Side lock chuck

O Mgk Ofgkesk DOHApb
Special taps chuck  Drill chuck  Others

LR EHZEA. OBT30 OBT40 OBT50 COHSK 1At

B (A2, RIEREE. B2 LHE

Quality (tolerance, surface roughness, straightness) See right

Machine Spindle Type Others
KAHEA, O WA 044 O-F=XDIHl WURVAEI R 77 -
Cooling type: internal cooling external cooling  dry cutting Machine Cooling pressure
* TR F AL E A7 ] Workpiece Picture
Workpiece Material
Bl i
Hardness
KN TRERA  OBREE O it
Machined surface Base Surface Machined Surface
* e T ok O+ Tk mm
Interference NO Interference Length
Interference NO Interference Length
Turning Boring  Milling Forming
O&fL  OF4l Ol OHE&EIT
Drilling  Enlargement hole ~ Reaming Compound machining
e
MLLZ O¥ Ol D=%T O
PI‘OCCSSll’lg Tapping Grooving 3D machining Others
Working condition Through hole Blind hole  Flat  External Forming surface
* P ERITARSL FAL Dk No -
. OF D__mmil, VIHIRE
Product processing .
status Hole Yes Hole Cutting allowance

IE RS A W ZETL. RHEL 0% OF Ors:

Is there a gap hole or a slant hole in the miitNo Yes Intermittent

AN CEAD

A fL R Iacn[;:%/)g:utter Diameter
: X
Hole requirement Hole Depth

L EIRPOMIESN ] £

Customer requirements for tool durability:

O=%  ZHERRKARM
B Yes Condition provide by our Company
i i New Products [0 A& iHFHEHHTIEAE
. . H 5% F FIR NO  Please write replace tool details as below
Application i Current T]E s * H* 34 fn (mm /ey,
customer usage B 7] A Tool Prand Tool J_,ife Feederate
Replace to\ol YIHE Ve (m/min) S 3 n(r/min)

Cutting Speed Rotation Speed
* K Invalid Mode

CIT YN HEEE HAREE

Applicant: Sales Executive: T.echmcal

director:

F: THRORBIRETTH
Remark: % Necessary filling item

www.kovestool.cn

D hE 718

Oicoamormncd Eocal

BALNEEATRIES, TIEREBRNTIFERISERINKRT], A8 EBIFHREN
WS, BEAREREHENMARGRENRA, BEREH BRSS!

we pay attention to detail control,whether it is a simple blade or complex drilling and reamer,we
care every processing testing and controlling,we always keep in mind the quality is not only by
checking but also by controlling when production.we promise you we will satisfy you and exceed your

expectation.

UEFERARTES, MAFTEREKRRARIWEARITY.

Above tools is only part of Koves, If any necessary, pls contact our sales department for order.
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