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Identification system of turning inserts

Classification of turning inserts

FREBIT New products information

SHBHEAIFACYDI—T U418 (VD coated grade “JCOSOW” and “JCIOBW |
JCO50W, JC108W for cast iron at high speed turning process

KG7L—4H KG breaker 13

SZ breaker

AFYULAHA

For stainless steel
CNMGR,  (80°BR: - AT+ 7 - 7RfiE) 80° Rhombic 18
DNMGH, (55°F s % H T+ 7 - 71ftE) 55° Rhombic 20

SNMGRS, (90" AT - % HT 17 - 7ofE) 90° Square 2%
TNMGH,  (60°E=ffs- 2 HT7 -7 &)  60° Triangular 26
1l

WNMGH,  (80°5ffz - 1717 - jufdE) 80° Trigon 28

CNMORZ
DNMIAZ
SNMOIA2
TNMCR

(80°ERS - X AT 1T T UFE) 80° Rhombic 30

(55°Ff - 2 HT4T 7o E) 55° Rhombic

(90°IEEAR 2 HT4 7 < 7UFE) 90° Square

(60°EE= MRS AT 7N dE)  60° Triangular 40

VNMORZ G5°ERs -2 H 717 - 72%) 357 Rhombic
WNMOIRS (80°7 Mt 21717 - 7¥E)

80° Trigon

SEMRIIESHER . Standards comparison of metals 47

-'w - .
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IEHIAF Yy OIRUA O

@kIFAERES OUNIRIES

Relief angle
2B
Chart 2

Cutting edge length
EEE

(Chart 1) @ Insert shape (Chart 2) @ Relief angle
i) FyIRAR )] FiZIN ) bpg=:]
Symbol Insert shape Nose angle Shape Symbol Relief angle

H |[ERBR Hexagon 120°
O |EJ\A ocagon 135°
P |EAAM rentagon | 108°
S |E A B square 90°
T
C

Al 3=

5°\LE
7°\L/E
15" o0
200 [\
25°\E
30°\§
0°\;

“O\LE

-~

>O000

IF =AM Tinge 60°
80°

"D | 55°
E | 75°
CF | 50°
M 86°
Vv 35°
L | A ® Rectange 90°
A 85°
B

K

R

w

3

£ FZ  Rhombic

Q

FATELAF  Paralielism 82°
55°
= 2 Round —

7.( % ﬁ? Trigon 80°

O| v |Z2|6|mM| | m 0| 0 @

%o)ﬂﬂ Other
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Identification system of turning inserts

= @3—FEs ®BFEES (

Thickness Nose radius Feed direction Chip breaker

B K71 B EE

Chart 6 Chart7 Chart 8 Chart9
(&3) [8Z]J, K, L MO AR
(Chart 3) ® Tolerance (mm) Tolerance of J, K, L, M class
S | I-rEeHeE BonsE nemEsyaz 1 NEMAHSE
Symbol Nose height Thickness Inscribed circle Tolerance of Inscribed circle

NEM | =Af | AR |80°ER:
Inscribed cirde | Triangle Square 80°Rhombic
A +0.005 +0.025 +0.025 635 | 005 | £0.05 | £0.05
9.525 | *£005 | +£005 | +0.05
1270 | £0.08 | +008 | £0.08

F +0.005 +0.025 +0.013 15875 £0.10 | £0.10 | £0.10
19.05 +0.10 +0.10 | +0.10

C +0.013 +0.025 +0.025 25.40 +0.13 | £0.13 | £0.13
Pl B R

H +0.013 +0.025 +0.013 635 | +0.05 - -
9.525 +0.05 | +£0.05 | £0.05

+ — +

E | 0025 |=+0.025| =+0.025 T T e e
19.05 +0.10 — +0.10

G +0.025 | +£0.13 +0.025 P — — [ *012
2. ?TTE_FG%Eh%

J¥| $0.005 | £0.025 |+0.05~*0.13 —mm =g | mAF [50EE

Inscribed cirde|  Triangle Square | 80°Rhombic

6.35 +0.08 | £0.08 | £0.08
K* +0.013 +0.025 |+£0.05~+0.13 9.525 +0.08 | +0.08 | +0.08
1270 | £0.13 | £0.13 | +0.13

~ 15875 | £0.15 | £0.15 | £0.15
L* | £0.025 | £0.025 [+0.05~+0.13 13875 015 | 2015 | £0.5
2540 | +0.18 | £0.18 | +0.18
M* +0.08~%+0.18| £0.13 +0.05~%+0.13 RE S5°ER | 35°=/

M 7
Inscrbed circe | 55°Rhombic | 35°Rhombic

+ —
U*|+0.13~4038| +0.13 |+0.08~+0.25 g5z 01013

12.70 +0.15 -

KRENDBDFRAELTRIEISEHEINDF v TS THIHFEES 15.875 | +0.18 -

FyTTA RCKIERD, 19.05 - —

*Tolerance for unground side of insert is dependent upon insert size. 2540 — —
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G| |12
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@kIFAERES @EEELS @B EES OUNIRSES
Relief angle Tolerance Insert hole & Breaker, Cutting edge length
R2BMR KR3IBM RIBHR EEE

Chart 2 Chart 3 Chart 4 Chart 5

EW) OUINIRSES
(Chart 4) @ Insert hole & Breaker ~ (Chart 5) ® Cutting edge length

Sgyiﬁl ?ﬁ;ﬁ . ?ri:lp*e C/IDIRISITIV| W
|nz§dngrde D 5 O D A 5 Q
I 3.97 06
Y 5.56 09

=, o, .
| ﬁ 6.35 | 06 | 07 06 | 11

2% 2 8.0 08
=1

9525/ 09|11 /09 |09 16|16 | 06

L 100 10
01 Py, 12
SR Al 121512 12|22 22 | 08
T kT 1515 | 27
F——mj W 16.0 16
B 1005 |19 1919 33
BN SN 200 20
Ea 25.0 25
E5te 25.40 | 25 25 | 25

Wi nITO /> W ClOHS M=o Z



Identification system of turning inserts
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Thickness Nose radius Feed direction Chip breaker
ELeRi xK7BR EEi EEE
Chart 6 Chart7 Chart 8 Chart9
(6) QoL (F7) (8) @elicisa
(Chart 6) ® Thickness (Chart 7) @ Nose radius (Chart 8) ® Feed direction
&5 | E<T (mm) 585 | O—7FR (mm) Eie) BF
Symbol Thickness Symbol Nose radius Symbol Nose radius
T1| 198 00| ¥%. 727 R| &%,
02| 238 02 0.2 L iss
P
T2 2.78 04 0.4 N ﬂaﬁt%u
03 3.18 08 0.8
T3 3.97 12 1.2
04 4.76 16 1.6
06 6.35 20 2.0
07 7.94 24 2.4
09| 952 Mo | PECTRLR
00 | FRLEZD
OIOWAVEsw= (Chart9) © Chip breaker
FiR4 48 Application LB Groovetype | BFFE{TIHZ Handed type
HETH Finishing SF
BR~htEIE Light to medium cutting PG, SZ SG
q’ﬁilf’*’ﬁﬂ]ﬁu Semi-finishing to roughing KG
th~FHHEl Medium to roughing GG, UD

*®,0, VFMEELSLL.OBEETEIENHS.

% (®,® and @ are optional symbols.
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EHIRF vy —E0

£ - BB EHI

Finishing, light cutting

X R o o

SRY M

Work material

Shape

JL—h%
Chip breaker

5

Steel

AT VLA

Stainless steel

KCast iron

3% (mm) Depth

~ by
; D
g

PG

10

oo o~

527 (mm) Depth
°

52 (mm) Depth
N »
of E
|

0 . 04
Y (mm/rev) feed

51

-] (mm/rev feed

0 0.
3%4) (mm/rev) feed

O

s gapgﬁo.)?:ignﬁnllj a%y O O
80°EH2 CNMG-SF CNMG-PG CNMG-SG
80° Rhombic _
55° &R DNMG-SF DNMG-SG
55° Rhombic ' '
P.20, 22 P.20, 22
90" IES#Z SNMG-SG
90° Square .




Classification of turning inserts

b))l BHEkUIEIA
Roughing For castiron
SZ KG GG uD
— | |~ | | 9vb—n
Q 5L
24 z 4 = Without
£ EY & £ &' £9 E| chip breaker
%2 %2 %2 %)
2 RE ) S B 8
® e eed || 0 (mieieed | O mmteviiced | | 9 immirev) feed
O
O
O O O O O
O
CNMG-Sz CNMG-KG | CNMG-GG | CNMG-UD CNMA
P19 P.30, 32 P.30 P31~33 P31
DNMG-SZ | DNMG-KG | DNMG-GG | DNMG-UD DNMA
P21,23 P.34, 36 P.34, 36 P.34, 36 P.35, 37
SNMG-Sz SNMG-KG | SNMG-GG | SNMG-UD SNMA
P.25 P.38 P.38 P.38 P.39
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EHIRF Yy —&EH

£ - BB EHEI

Finishing, light cutting

.
JL—h% z, g7 =
Chio break & & 8
ip breaker = z, z
g, £ g,
& %, &
= = =
5 By &
0 02 04 0 02 04 06 0 0.2 04
&Y (mm/rev) feed 3% (mm/rev) feed Y (mm/rev) feed
e
Steel
2T VU AH O O
Stainless steel

K#, O
s HBEE-FIVES O O

Super alloy, titanium alloy

T T I
Work material

60° IE=FAH2 TNMG-SF TNMG-SG
60° Triangular ! !
@ P.26 P.26
35° &R
?‘j 35°R§r§;ic
7%
R
80° 7\ AR WNMG-SF WNMG-SG
80° Trigon = I
@ P28 P28




Classification of turning inserts

FEUDHl Y SFEkUIEIA

Roughing For castiron

GG UubD
"1 | 2v=n

=

527 (mm) Depth
[ S
A3+ (mm) Depth

£ £ 2L
8 86 X
= € Without
£ E4 chip breaker
%2 %,
= =
il I IR = =
02 04 06 0 02 04 06 08 0 02 04 06 08 0 02 04 06
3% (mm/rev) feed %) (mm/rev) feed %Y (mm/rev) feed %) (mm/rev) feed

TNMG-SZ | TNMG-KG | TNMG-GG | TNMG-UD TNMA

L A& A A A

P27 P40, 42 P40, 42 P40, 42 P41, 43
VNMG-KG | VNMG-GG VNMA

P44 P44 P44
WNMG-SZ | WNMG-KG | WNMG-GG | WNMG-UD WNMA

- -W-YIE

P29 P45 P45 P45 P46
10




FE2KBEHIA for castiron at high speed turning process

Béé, JCO50W
@24 JC108WS

1. BEROFEEHINTICENZHCVDI—F 1 VT 1iE,

2. THEBEER EICEBN - SR8 ZER.

3. EBOQB7 IL=FELTILEMEZRAL. SETOmMEEE
i EEFE M2 KHE(CE Lo

4. FEELET KVEIIREN B ERIREZHH

1.JCO50W is new CVD coated grade for cast iron at high speed turning processing.

2. Adopted the exclusive carbide substrate gives excellent plastic deformation resistance.

3. By adopting the thicker class of &-Al2Os; and Ti compound layer, largely improved
the heat resistance and wear resistance at high speed turning processing.

4. By means of smooth surface treatment of coating layer prevents abnormal wear
such as sudden weld chipping

\)

JCOSOWHEE Structure of JCOS0W (
! iAE BN <VE

Smooth surface treatment of coating layer

il M B LI ICEBN BT VST E

v | OL-Al:0s layer with improved thermal protection and oxidation resistance

MARIEEICEBNETIESYE

Ti compound layer with improved chipping resistance

Exclusive carbide substrate gives excellent plastic
deformation resistance

MHEEMZER M M RIBIED /NS >~ 2 DIN IS FREEEH
Exclusive carbide substrate gives excellent plastic
deformation resistance and chipping resistance

W MHEEEE R ICBN - S REiEET



New products information

JCO50W /JC10

FLVWEAIO—F 1 VI REAARBIELLEF Surface roughness comparison on rake face.

(pm) JCO50W (um) {E3RER Conventional
2 | 20 T T T 7
10 R N ———
h B odi |
o0 v‘“ﬁ-“ TYR, T, e Y TIT PP TR :I". Ty h‘m o0 M I M JW I
- | T L LI
B | — I [t I
iy - I I -
0.00 (mm) 025 050 075 0.00 (mm) 0.25 050 075
SEFRSEE Applicable range
o) k15 - 808 Gl bl
ﬁfm?of For finishing or light cutting For medium cutting For heavy cutting
15O Ko1 [ K10 K20 K30
TR JCO50W |
Grades [ JC108WD
THEEFE I ST URED NS V2D MRIEEICEBNEFEIITICSNTS

JCOS0W ez ittty ez

For cast iron at high speed turning process.
Very nice balance of wear resistance and
chipping resistance.

JC108W
@

REGLHTTREFHERTERIN TAD
#iaiE

For cast iron at turning process with
very hard impact.

tDHIEEE Cutting Performance
FHEopbER (JCO50W) Tool life comparison (JCOS0W)

08

——

o
~

I3
o

n B*i Competitor B |
/ 555)# (NG)

After 55min. (NG)

o o
S w
N

o
w

KIFEEFEE (mm) Flank wear

o
o

o

0 30 50
HIHIESRS (min) Cutting time

—&— JCO50W

—k— | #E%E& Competitor |
—8— B#tE%&E Competitor B
—&— FHEASSE Competitor F

#HI# Material : FC300 GG30
FEFF Y Insert No.:
CNMA120408 (JCO50W)
HIHIZRF Cutting conditions :
Vc=300m/min,
f=0.25mm/rev,
ap=2.5mm,

Dry Cut

JCO50W
5553 (#bET)

Still able to continue

12




FEGmIEIT

FE2KBEHIA for castiron at high speed turning process

@KGTL =7 e

1. SYREERY &L ERRKIVFI20% I HIENZ (KR
2. HilgtIEIPEIR TH U UV RBIITTE. (£ EIFITH D
NImET®[E

1. KG breaker has positive rake face and reduces cutting force by 20%.
2.1n case of cutting unstable or thin works, no chattering and machined
surface is good.

EIHIMERE Cutting Performance

OYIYHEFTHEL (&) Cutting force comparison (Total)
#HIFF Material : FC300 GG30
fERF YT InsertNo.: CNMG120408-KG (JC108W)
B Cutting conditions : Vc=300m/min, f=0.25mm/rev, dp=2.5mm, Dry Cut
1,400
1,200
1,000
=
=% 800
E'o
g g 600
53
400
200
0
KG2'L—7 Ka breaker ZHHERE Conventional
WES77 Main 810 900
WiXD 7] Feed 385 550
WEDFT Back 155 220
W57 Total 910 1,077
#KGTL—hH%E100& LI5S KG breaker: 100
CIENEH (577) Z X e ELE¥ 20 %(EiR !
20% reduction from conventional tool !

13



New products information

KG breaker insert
t]JﬁI]ﬂ“E Cutting Performance

LS (BEADT) Tool life comparison (Roughing)

0.5
[ ] —e—KGJL—%

0.45 ’ , (JC108W)
50.4 —@— B#tE%& Competitor B
[ .
s —4— JitEES Competitor J
* 0.35
£03 I Material : FC300 GG30
P 1 EGHE Tool life judgement ERF YT Insert No.:
£0-25 7 CNMG120408-KG (JCO50W)
] P HIMIZEEE Cutting conditions :

8 0.2

¥ Vc=300m/min,

I% o 7%( f=0.25mm/rev,

o1 ap=2.5mm,

R Dry Cut
o.osrf

0 10 20 30 40 50 60 70 80
£4IBSRS (min) Cutting time

5 100% > Bt 9 6% > Jit 92.6%

G breaker Comp Competitor J

HITEEH) Cutting data

PR SUMENLT (S . [B__ Patnome| T—U pulley
Internal & face turning (Interrupted cutting) %g REI Material | FC250 GG25
¥ | EE Hardness
%3 FYTHE ToolNo. | CNMG120408-KG
é’g FYTHIE InsertNo. | ®ICO50W @JC108W
CEEE n 800~950min’!

o | UIHLERE Ve 291~356m/min
7JII]§ xUg  f 0.15~0.35mm/rev
§g HAHE ap ' 1.5mm
£ | TR Machined | $103-+¢58mm

nterrupted O J—3Uk Coolant | @I Wet
{EFAREME  Machine | NCHEEE NC Lathe

BHBHARA70T—7(ZH L, JCOS0WIF126T—2T,JC108WI(F 148D —T =ML TE,
1BR | FoAIEEN (FYTERER.

Result Competitor B machined Max.70 work pieces. JCO50W can machine 126 work pieces, and JC108W can
machine 148 work pieces. KG improved twice tool life longer and showed normal wear.

14



AT VLA RGERIA for Stainless steel at high speed turning processing

DSZI—7 e

1. WK FUIBEEN L MRIB M Z R X 12 T L —hizIR,
2. ARICIHUI3HEZS 1V Fv s

1. Optimized chip-breaker design for super chip breaking with strong cutting edge.
2.3 carbide grades are available according to applications.

JC525X EREIH RFREFREICEVFHICVDI—F « VI MET. AT VU AFIDER
NIESVTREHZHE,
New CVD coated grade "JC525X" developed for high-speed cutting, this grade
offers longest tool life for stainless steel cutting due to prevent major flank notch.

SEEDEREESH & M. WEMEEICENfca-7 L= CVDI—F«

PR Yormnant, XL RAREAEEET CEic kY. AR, T
Z [ L IS ITHBLER T Y U 2AEDREEME 0T~ P EIFEIEICES
WTEVEFEMEEMRIEE /L. F SN THE LT REMZES.
The application of new CVD coated grade "JC605X" is medium to rough machining of
hardened stainless steel, such as precipitation hardening stainless steel. High hardened
new substrate carbide and Al:0s layer provide excellent thermal protection and oxidation
resistance, and also special surface treatment gives adhesive fracture resistance and chip-
ping resistance.

MEMEMEEMRIBEECEBNZ I —T VI & HBROEREMN FRESS
ASEKNED Fi2R. 27 UL 2BLU. RS SDERMTOR~P EFIBNTEN:

MWFyvEY I EEMERERE 2 H R REVCRERZRIR.

The application of this grade is medium to rough machining with low cutting speed of

stainless steel and heat-resistant alloy. The combination of new developed high strength

micro-grained carbide substrate and coating provide chipping resistance and preventing

major flank notch with oxidation resistance and adhesive fracture resistance.

SZTU—HDHEER  Features of new “SZ” geometry

2 _’T%Eumw (0 LT TFEOI—5F+1>77%RZ Removed top & bottom coating

sy LS EDEREER ES CRIVEIRIT 3l s U REHIE.

More stable sitting on insert's seat provides security increasing tool life.

J—ARY A RZIEN Comer radius size identification
SREEDILU—HFIE 20degrees wall
RVEE TRIFIEYIN < UURMEAEE Good chip-control for wider cutting areas
JEWT'L—733# Wider and smooth chip pocket
~ 1 PN IEEF U ZEBHER L—RITHEE  Smooth chip evacuation avoid welding.

MNT5 R Yo N 03, 2
SNk IR y /B %sh
Positive rake cutting edge Nose section

Reduces cutting heat generation.

15




SZ breaker insert

HAECVDI—F 2" JC525X New CVD coated grade “JC525X”
EEORVI—T ¢« VIKIR + HEORVEESH

Improved heat resistance and wear resistance coating + tougher substrate

TINE TiN layer
FAREVEIC K DiREZRALE

Stressless and smooth surface treatment

a-Al,OsfE@  a-Al0s layer
e | 2 - B NS T T8I

Improved thermal protection and oxidation resistance for H.S.C.

T v Samurt § '.-‘ -"'liTiCNE TiCN layer
. S \TIHEEFEIE & MRIB M CIRS R Z 1N

Improved chipping resistance and wear resistance.

§ F#BIEEIHA Gradient substrate
= @ HEOBVWEMHFvED I 7ZINH]
J Optimizes deformation resistance and toughness.

g , ° CVDTREBETS ANBEEET S ABESHIC
A i fud KU EEEDOREIN O L TR UVIMEFRNEZRIR
- - High hardened new substrate carbide.
%?p?fﬁsn% M 25> U2 Stainless-steel

I1SO

Mo1 [ M10 [ M20 [ M30 [ M40
Grades

CVD#IEDKE RN E NS E B BUBEZTIT KLY I—F 1 VT DR ZE L.
ZNUTEV. RIEED S SITUP,

Above new coating and substrate offer reliable behaviour at high cutting temperatures.

FyHIEBIROBZR  Application for choice of inserts

1 Hl # [:da3 FuTHiE PIEIESES
Work materials Hardness Grades Cutting condisions
MASE
(INCO718%) JC5118
Heat-resistant alloy
A7V 250HBIA TR JC525X Vc=150m/min k£
SUS304 & (25HRCELTF) Vc=150m/min or more
Stainless steel 220HB or less = f &
“SUsaon (25HRC or less) JC5118 Ve=1o0m/min
A7 VU 220HBLF .
SUS630 &= (25HRCLLT) JCB05X Vc=100m/min LI
Stainless steel 220HB or less Ve=100m/min or less

SUS630 (25HRC or less)

16



¥ﬁ %5%1} New products information

ATV LA HhEHIA SZ breaker insert

LYV bs - f 9[- |E2E M Recommended cutting conditions for SZ geometry insert

- H TyTHE B HOTHZEE Type of machining ggj(%nan?)
Work materials Grades Hardness 3BT Continuous | BT Interrupted |  Depth of cut
— SIHIERREE
2F VLS VB | 270-230-170 | 230-200-150
(FERETH)
( SUS303, SUS304, JC525%|220HBLLTR 1.5-3.0-5.5
SUS316, SUSA2002% Below 22018
Stainless steel -
(high speed cutting) JEUR 10.2-04-06 | 0.2-04-06
— VIHIRE
25 UL SIBIZE | 140-110-70 | 120-100-60
(IEELDHI)
( SUS303, SUS304, JC5118|220HBLT 1.5-3.0-5.5
SUS316, SUS42002% Belou 22013
Stainless stegl EUE
(low speed cutting) Flmaic) 0.2-0.4-0.7 | 0.2-0.4-0.7

THERE | 456_110-80 | 110-90-60

V¢ (m/min)
LR
(SUS630%) JC605X |450HBELT 1.5-2.5-4.0
Precipitation hardening Below 450HB
stainless steel .
f ey | 0-2-0.3-0.45 | 0.2-0.3-0.45
CIHERE
ve mmm | 50-40-25 45-35-20
MEGE .
(ncories)  |IC5118|430HBALE 10-2.0-30

Heat-resistant alloy
EUE | 010203 | 0.1-0.2-0.3

f (mm/rev)

17



ATV LA

For stainless steel

M ATV A
Stainless steel

s BaR-FIVEE
Super alloy, titanium alloy

CNM

@ X—H—TEEm

Standard stock items

80°EH - XA T T T E

80° Rhombic, negative

PI3EM Inscribed circle © 12.70mm
CNMG 1 20400 B & Thickness :4.76mm
7% & Hole dia. 1 5.16mm
P 8 Steel
. CM 728 sonsces i Gt
Work materials K &8 castiron
S BER-FIVER oy [l
J—R PVD
IR SRS HUSES R
Shaggﬁﬁﬁﬁﬁarea (X=MILR) mm)| 2|2
Metric code Corner| R | 8
radius | 8 | 8
{E_EFEIEI Finishing CNMG 120404-SF 04 @ @
E £, CNMG 120408-SF 08 @ @
% E|
£,
%
2
5
|—\ T 00z o4
%Y (mm/rev) feed
E~cht]E Light to medium cutting CNMG 120404R-SG| 04 | @ | @
- CNMG 120404L-SG | 04 (@ | @
%4 CNMG 120408R-SG | 08 (@ | @
%2 CNMG 120408L-SG | 08 (@ | @
z CNMG 120412R-SG | 1.2 (@ | @
0 0.2 04
) mm/rev)feed | CNMG 120412L-SG | 12 (@ | @




ATV UAHA

For stainless steel

M AT VLA
Stainless steel

BEE-FIVER c N MG

Super alloy, titanium alloy

CNMG 120400

E & Thickness
7% 4& Hole dia.

80°EH - XA T T T E

80° Rhombic, negative

P Inscribed circle © 12.70mm

:4.76mm
:5.16mm

PmStee\ Good
2 1 Good ond
Work materials K 8% Castiron Good

S BaS-FIvaS WY,
~ /—X|PVD| CVD
PR -EFRAEL oL FE o [
Shape / Application area (x_“b%) (mm) Q38
Metric code Corner| un | 1n | ©
radius | 8 | 8 | &
EE~thtJH Light to medium cutting CNMG 120404-SZ | 0.4 | @
e ) < CNMG 120408SZ | 08 |@® | ® | @
24 CNMG 120412-SZ | 1.2 | @ | @ | @
£
|

=

8

0 0.2 04 06
r\/— %4 (mm/rev) feed

19



M ATV A
Stainless steel

e DNM
Super alloy, titanium alloy

DNMG 150400 =

7% & Hole dia.

@ X—H—TEEm

Standard stock items

55° 8 XA T4 7 - fTE

55° Rhombic, negative

E & Thickness

PIEM Inscribed circle ©

12.70mm

P M steel
2 1 M 2L A et — o ot
Work materials K &8 castiron
S BEE-TIVEE oy (G
. J—R PVD
Fodk - SES FUES F&E
Shape / Application area (x_“b%) (mm) E E
Metric code Corner| v | @
radius | 8 | 8
{E_EFEIEI Finishing DNMG 150404-SF 04 | @ @
£, DNMG 150408-SF 08 @ | @
£,
&
=
I~
r\j_ 0 02 04
%Y (mm/rev) feed
E~cht]E Light to medium cutting DNMG 150404R-SG | 0.4 | @ | @
£ DNMG 150404L-SG | 04 | @ @
S4
2 DNMG 150408R-SG | 0.8 | @ | @
:%2 DNMG 150408L-SG | 08 | @ @
g
0 0.2 04
,\/_ Y (mm/rev) feed

20



M ATV A
Stainless steel

BaR-FIVEE

ATV LA

For stainless steel

Super alloy, titanium alloy

DNMG

55° 8- XA T17 T E

55° Rhombic, negative

P Inscribed circle © 12.70mm

DNMG 1 504@0 B & Thickness 4.76mm
7% 2 Hole dia. 5.16mm
P 0 steel Good
e M 27/ 238 s G
Work materials K &8 castiron
S BER-FIVER by [0
. J—2|PVD| VD
FEAR - E RIS FURS i e
Shape / Application area (X=NILR) (mm) | = | ia | i3
Metric code Corner| unn | 1n | ©
radius | 8 | 8 | &
BE~htE Light to medium cutting DNMG 150404-SZ | 0.4 | @
6 DNMG 150408-SZ | 0.8 | @

~

A% (mm) Depth
o ¢

4

02 0. .6
1) (mm/rev) feed
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M ATV A
Stainless steel

s BaR-FIVEE
Super alloy, titanium alloy

DNM

@ X—H—TEEm

Standard stock items

55° 8 XA T4 7 - fTE

55° Rhombic, negative

PI3EM Inscribed circle © 12.70mm
DNMG 1 SOGOO B & Thickness 6.35mm
7% 2 Hole dia. 5.16mm
P M steel
0 4 (M 27> A8 snesses oo Good
Work materials K &8 castiron
S BER-FIVER tm Ty [T
_ J—Z| PV
FEAR - RIS FUES S
Shape / Application area (x_“b%) (mm) E E
Metric code Corner| v | @
radius | 8 | 8
{E_EFEIEI Finishing DNMG 150604-SF 04 | @ @
£, DNMG 150608-SF 08 @ | @
£,
&
=)
I~
r\j— 007 04
%Y (mm/rev) feed
E~cht]E Light to medium cutting DNMG 150604R-SG| 0.4 | @ | @
£ DNMG 150604L-SG | 0.4 | @ @
F4
z DNMG 150608R-SG | 0.8 | @ | @
%2 DNMG 150608L-SG | 08 | @ | @
N b
) (mm/rev) feed
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ATV LA

For stainless steel

MZ:T"/IJZQH — .
Stainless steel D N M G 55°§ﬁ;.*ﬁ T’fj . ﬂ{q’%
BER-FIVER 55° Rhombic , negative

Super alloy, titanium alloy

P Inscribed circle © 12.70mm

DNMG 150600 & &maes  :osmm

N\

PmStee\
e
Work materials K &8 castiron
S BaS-FIvaS WY,
i /—Z|PVD| CVD
ROk -SEFISE RS | T [
Shape / Application area s (mm) bl -t
Metric code Corner| unn | 1n | ©
radius | 8 | 8 | &
BE~htE Light to medium cutting DNMG 150604-SZ | 0.4 | @
£° DNMG 150608-SZ | 0.8 | @
%4
£
&2
2
5
0 0.2 04 X
Y (mm/rev) feed
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M ATV A
Stainless steel s N M
B FIVER

Super alloy, titanium alloy

SNMG 120400 =

@ X—H—TEEm

Standard stock items

9’ EHH AT T AT E

90° Square , negative

B & Thickness
7% & Hole dia.

P Inscribed circle © 12.70mm

:4.76mm
:5.16mm

P M steel
0 W 2L 28 st o]
Work materials K &8 castiron
S BER-FIVER tmdoy [T
J—R PVD
RS HUERS $E
Shaggﬁﬁﬁﬁﬁarea (X=MILR) mm)| 2|2
Metric code Corner| @A | 8
radius | 8 | 8
BE~htE Light to medium cutting SNMG 120404R-SG | 0.4 | @ | @
£ SNMG 120404L-SG | 0.4 (@ | @
Sa
< SNMG 120408RSG | 0.8 | @ | @
%2 SNMG 120408L-SG | 08 | @ | @
'50 . |SNMG120412RSG | 1.2 | @ @
> # e | SNMG 120412L5G | 1.2 | @ | @
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ATV LA

For stainless steel

MZ:T"/IJZQH — .
Stainless steel s N M 90°Eﬁﬁg.*z’ T’f? o 7':171-:3
BER-FIVER 90° Square , negative

Super alloy, titanium alloy

SNMG 120400 = & nawee ™ ia7emm.
7% 2 Hole dia. : 5.16mm

P 0 steel
8 41
Work materials K &8 castiron
S BaS-FIvaS WY,
- /—X|PVD| CVD
FEAR - E RIS FURS Y1z <=
Shape / Application area (x_“b%) (mm) E Q|3
Metric code Corner| unn | 1n | ©
radius | 8 | 8 | &
BE~htE Light to medium cutting SNMG 120404-SZ | 0.4 | @
Ieo——r3 | e SNMG 120408-SZ | 0.8 | @
4 SNMG 120412-SZ 1.2 | @

A (mm) Depth

0.2 04 06
%4 (mm/rev) feed
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M ATV A
Stainless steel

TNMG 160400

TNM

60’ E= MR- XA T17

60° Triangular, negative

B & Thickness
7% 2 Hole dia.

@ X—H—1EE

o
oo

Standard stock items

7N

P Inscribed circle © 9.525mm

:4.76mm
:3.81Tmm

&

P M steel
1 41 (M 272U sanessit oo [cond
Work materials K &8 castiron
S BER-FIVER T Ty [T
. J—R PVD
Fodk - SES FUES &
Shape / Application area (x_“b%) (mm) E E
Metric code Corner| v | @
radius | 8 | 8
fE_EIFEDE Finishing TNMG 160404-SF 04 | @ @
N £, TNMG 160408-SF 08 @ | @
% E|
£,
&
=2
I~
r\j— 007 04
%Y (mm/rev) feed
E~cht]E Light to medium cutting TNMG 160404R-SG | 0.4 | @ | @
s TNMG 160404L-SG | 0.4 | @ | @
T4
z TNMG 160408R-SG | 0.8 | @ | @
gz TNMG 160408L-SG | 0.8 | @ | @
N b
) (mm/rev) feed
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ATV LA

For stainless steel

M ATV A
Stainless steel T N M
BeE-FIVER

Super alloy, titanium alloy

60’ E= MR- XA T17

60° Triangular, negative

7N

P Inscribed circle © 9.525mm

&

TN MG 1 604OO B & Thickness :4.76mm
7% 2 Hole dia. :3.81mm
P 0 steel Good
7 8+ (M 272U 28 sanessit—[Good
Work materials K &8 castiron
S BEE-FIVER temunaoy [0
. /—X|PVD| CVD
AR - TR sEL (fjfffg) R T
Shape / Application area R (mm) Q38
Metric code Corner| unn | 1n | ©
radius | 8 | 8 | &
BE~htE Light to medium cutting TNMG 160404-SZ | 0.4 | @
e TNMG 160408-SZ | 0.8 | @

IS

A (mm) Depth

0 0.2 04 06
%4 (mm/rev) feed
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@ X—H—TEEm

Standard stock items

MZ:T"/IJZQH o .
Stainless steel w N M 80°*gﬁ§o*t 7—,{7 oﬂ{?j':s
s Bag-FIvER 80° Trigon , negative
Super alloy, titanium alloy
P Inscribed circle © 12.70mm
WN MG 080400 E & Thickness :4.76mm
-

7% & Hole dia. :5.16mm
P M steel
1 41 (M 272U sanessit oo [cond
Work materials K &8 castiron
S #ae-FIves e dv, [l
. J—R PVD
Tk - EFSE USRS &
Shape / Application area (x_“b%) (mm) E E
Metric code Corner| v | @
radius | 8 | 8
fE_EIFEDE Finishing WNMG 080404-SF | 0.4 | @ | @
£, WNMG 080408-SF | 0.8 | @ | @
% E|
£,
&
=2
I~
007 04
%Y (mm/rev) feed
BE~htEl Light to medium cutting WNMG 080404R-SG| 0.4 (@ | @
£ WNMG 080404L-SG| 04 @ @
T4
z WNMG 080408R-SG| 08 @ @
gz WNMG 080408L-SG| 08 @ @
e
) (mm/rev) feed
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ATV LA

For stainless steel

MZ27>v2E b gmns S o
Stainless steel w N M G 80° /AR R AHTAT T E

BaR-FIVEE

Super alloy, titanium alloy

80° Trigon , negative

P Inscribed circle © 12.70mm

WN MG 080400 B & Thickness 1 4.76mm

~

7% & Hole dia. :5.16mm

P 0 steel Good
4 Good ond
Work materials K 8% castiron Good
S BaS-FIvaS WY,
. /—X|PVD| CVD
Fodk-EEESE FUEES F2 ® | > |
Shape / Application area (x_“b%) (mm) Q38
Metric code Corner| unn | 1n | ©
radius | 8 | 8 | &
BE~htE Light to medium cutting WNMG 080404-SZ | 0.4 | @
@ A . WNMG 080408-SZ | 0.8 (@ | @ | @
A 4 WNMG 080412-5Z | 1.2 | @ ©® | @

o

A (mm) Depth

0.2 04 06
%4 (mm/rev) feed
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CNMO 120400 &

80°EH XA T4 T - NUTFE

80° Rhombic , negative

P i steel

E & Thickness
U & Holedia.

P Inscribed circle © 12.70mm
:4.76mm
£ 5.16mm

M ZXFVURE stainless steel

K % Castiron
S #Bas-FIvaESE

Super alloy,
titanium alloy

- J—R
® || Z | B
inati —BMILFR mm)| 3| @
Shape / Application area Metric code Corner| 3 | S
radius | & | &
B~ht]El Light to medium cutting CNMG 120408-PG | 0.8 | @
g7 CNMG 120412-PG 12 | @
56
§4
g 2
Bos
0
ot FIF~FED8I - Semi-finishing to roughing | CNMG 120404-KG | 0.4 | @ | @
£, CNMG 120408KG | 08 (@ @
%4 CNMG 120412KG | 1.2 | @ | @
§2 CNMG 120416-KG | 16 @ | @
2
~FEtEl Medium to ro CNMG 120404-GG | 0.4 | @
£ CNMG 120408-GG | 0.8 | @
2 CNMG 120412-GG | 1.2 | @
< CNMG 120416-GG | 16 | @




Castiron

i C N M 80°EH AT T - NUTFE

80° Rhombic , negative

P Inscribed circle © 12.70mm

CNM I:l 1 20400 E & Thickness 1 4.76mm

U & Holedia. :5.16mm

P 0 steel
1 44
Work materials K &8 castiron Good
S BEE-FIVER dmum ooy
. /=R CVD
icati 7R o | ®
Shape / Application area Metric code corner| B | €
radius | & | &
th~FEE08E] Medium to roughing CNMG 120408-UD | 0.8 | @
£9 CNMG 120412-UD | 1.2 | @
3
4
%2
B

0 02 04 06
%) (mm/rev) feed

SELIHIR For castiron CNMA 120404 04 | @ @
CNMA 120408 08 @ | @
CNMA 120412 12 | @ @
CNMA 120416 16 @ @
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K

Castiron

CNM[1 160600

CNM

80°EH AT T YT E

80° Rhombic , negative

E & Thickness
7V & Hole dia.

P 0 steel

M ZXFVURE stainless steel

P Inscribed circle © 15.875mm

£ 6.35mm
£ 6.35mm

#% Hll #4
Work materials K 8% castiron Good
S BEE-FIVER dmum ooy
it J—R CVD
Fok- PRI Hle o *E = T=
ape / Application area Metric code Corner| & | 2
radius | & | &
ht b ~FE08EI Semi-finishing to roughing | CNMG 160612-KG | 1.2 | @ | @
E“ \
gz
g
0 02 04 06 08
3 (mm/rev) feed
th~FEtHEl Medium to roughing CNMG 160612-UD | 1.2 | @
_58
&6
£4
22
5
0 0.2 04 0.6

Y (mm/rev) feed
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Ko C N M 80°EH AT T YT E

80° Rhombic , negative

P Inscribed circle © 19.05mm

CNMOI 190600 7 xmires :s3smm

P 0 steel
i H
Work materials K &8 Ccastiron
S BEE-FIVER dmum ooy
- J—R CVD
TR - E AR FURS R ==
ape / Application area Metric code Corner| & |
radius | & | &
h~FEE08E] Medium to roughing CNMG 190612-UD | 1.2 | @
<8 CNMG 190616-UD | 1.6 | @
&6l
4
22
5

0 02 04 06
%) (mm/rev) feed

T
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K22

DNMCI 150400 =

DNM

55°FR; - XA T4 T ATE

55° Rhombic , negative

E & Thickness
& Hole dia.

P Inscribed circle © 12.70mm
:4.76mm
£ 5.16mm

P 0 steel
8
Work materials K 8% castiron Good
S BER-FIVER ety
. J—R CVD
f g el i A e P
4 . R o ]
Shape / Application area Metric code Corner| 3 | &
radius | & | &
ot b F~FE08EI Semi-finishing to roughing | DNMG 150404-KG | 0.4 | @ | @
DNMG 150408KG | 08 (@ | @
DNMG 150412-KG | 1.2 | @ | @

3Ad* (mm) Depth
N s o

o\

0 02 04 06 08
3% (mm/rev) feed
th~FEtE] Medium to roughing DNMG 150404-GG | 0.4 | @
2, DNMG 150408-GG | 0.8 | @
2, &' DNMG 150412-GG | 1.2 | @
£
%2
2
B T Y T S S
0 02 04 06 08
%Y (mm/rev) feed
th~FEEDE] Medium to roughing DNMG 150408-UD | 0.8 | @
£8 DNMG 150412-UD | 1.2 | @
&6
%2
1=
0 2 04 06

0. .
3% (mm/rev) feed
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Ko, DNM
DNM[ 150400 =

55°FR - XA T4 7 - NATE

55° Rhombic , negative

E & Thickness
& Hole dia.

P Inscribed circle © 12.70mm
:4.76mm
£ 5.16mm

P 0 steel
1 44
Work materials K &58% castiron Good
S BEE-FIVER dmum ooy
. /=R CVD
o0 (E—Ul\ﬁf?) (ﬁﬁ) 2 2
icati R o | ®
Shape / Application area Metric code comer| 3 | S
radius | & | &
SEEREIEIA  For castiron DNMA 150404 04 | @ @
DNMA 150408 08 @ | @
DNMA 150412 12 | @ @
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K22

DNM

55°FR - XA T4 RATE

55° Rhombic , negative

P Inscribed circle © 12.70mm

DNMD 150600 E & Thickness

U & Holedia.

£ 6.35mm
:5.16mm

P 8 Steel
e
Work materials K 8% castiron Good
S BEE-FIVEE nimmematoy
. =R CVD
ROk -EFIAE g e
icati - R mm)| © |
Shape / Application area Metric code Comer| 3 | S
radius | & | &
tht b (F~FE08EI Semi-finishing to roughing | DNMG 150608-KG | 0.8 | @ | @
< DNMG 150612KG | 1.2 (@ | @
g6
E" \
gz
&
l\/_ 0 02 04 06 08
3% (mm/rev) feed
th~FEtE] Medium to roughing DNMG 150608-GG | 0.8 | @
£ DNMG 150612-GG | 1.2 | @
&2
=
B T Y T S S
0 02 04 06 08
34 (mm/rev) feed
th~FEDHE] Medium to roughing DNMG 150608-UD | 0.8 | @
g8 DNMG 150612-UD | 1.2 | @
&6
%2
&
0 2 04 0.6

0. .
3% (mm/rev) feed
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s |:| 55°FR; -2 HT1T N fFE
KCast iron D N M 55° Rhombic , negative

P Inscribed circle © 12.70mm

DNMD 150600 E & Thickness : 6.35mm

U & Holedia. :5.16mm

P 0 steel
41
Work materials K &58% castiron Good
S BEE-FIVER dmum ooy
. J—R CVD
FoR-EFRE A
ioati DIV mm
Shape / Application area Metric code Corner

radius
FHERUIEIA  For castiron DNMA 150612 1.2

@ | JCo50W
@ | JC108W
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K22

SNM

90°IES s - AT T

90° Square , negative

NE)

P Inscribed circle © 12.70mm

E

SN M I:I 1 20400 E & Thickness :4.76mm
7% 2 Hole dia. 1 5.16mm
P M steel
10
Work materials K 8% castiron Good
S BER-FIVER ety
~ J=Z| D
PR R sE ( )f'(?l"ljf,ﬁ) (ﬂﬁ@) ==
icati - R mm) | &
Shape / Application area Metric code Corner| 3 §
radius | & | &
ht b (F~FE08EI Semi-finishing to roughing | SNMG 120404-KG | 0.4 | @ | @
@D -, SNMG 120408KG | 0.8 (@ | @
%4 SNMG 120412-KG 12 | @ @
%z SNMG 120416-KG | 1.6 (@ | @
,\/_ E0 02 04 06 08
3 (mm/rev) feed
th~FEtE] Medium to roughing SNMG 120404-GG | 0.4 | @
£, SNMG 120408-GG | 0.8 | @
2, &' SNMG 120412-GG | 1.2 | @
iz SNMG 120416-GG | 1.6 | @
R
0 02 04 06 08
34 (mm/rev) feed
th~FEDHE] Medium to roughing SNMG 120408-UD | 0.8 | @
<8 SNMG 120412-UD | 1.2 | @
&6
32
&

0

02 04 06
3% (mm/rev) feed
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K& SNM
SNM[] 120400 =

90°IESRZ - AT T

90° Square , negative

E & Thickness
U & Holedia.

TTE

P Inscribed circle © 12.70mm
:4.76mm
£ 5.16mm

P 0 steel
1 44
Work materials K &58% castiron Good
S BEE-FIVER dmum ooy
_ /=R CVD
FEAR - RS ( EU;EE) (ﬁ'ﬁ@) ==
inati - R mm) | & |
Shape / Application area Metric code comer| 3 | S
radius | & | &
SEEEEDHIA For castiron SNMA 120404 04 | @ @
SNMA 120408 08 @ | @
SNMA 120412 12 | @ @
SNMA 120416 16 @ @
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Ko TNM

60’ IE=ffs -2 HT17

60° Triangular, negative

TTE

P Inscribed circle © 9.525mm

TNM |:| 1 60400 l;‘i_q & Thickness

& Hole dia.

:4.76mm
:3.8Tmm

P M steel
.
Work materials K 8% castiron Good
S BEE-FIVER dmum ooy
. J—2| D
FEAR - RIS Oﬂ(?v‘l:)ﬂf? ) (ﬁlé?%) ==
icati - R mm) | & | ©
Shape / Application area Metric code Comer| 3 | S
radius | & | &
tht b ~FE08EI Semi-finishing to roughing | TNMG 160404-KG | 0.4 | @ | @
£ TNMG 160408KG | 0.8 | @ | @
g6
%4 \ TNMG 160412-KG | 1.2 (@ | @
£
gz
I~
0 02 04 06 08
3 (mm/rev) feed
th~FEtE] Medium to roughing TNMG 160404-GG | 0.4 | @
2, TNMG 160408-GG | 0.8 | @
2, &' TNMG 160412-GG | 1.2 | @
£
%2
2
B T Y T S S
0 02 04 06 08
34 (mm/rev) feed
th~FEDHE] Medium to roughing TNMG 160408-UD | 0.8 | @
£8 TNMG 160412-UD | 1.2 | @
&6
%2
=
0 2 04 06

0. .
3% (mm/rev) feed
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Ko2, TNM
TNMJ 160400 =

60’ IE= AR HT17

60° Triangular, negative

E & Thickness
& Hole dia.

TTE

P Inscribed circle © 9.525mm
:4.76mm
:3.81mm

P 0 steel
8
Work materials K 8% castiron Good
S BEE-FIVER dmum ooy
- J—R CVD
LENL e S A Y
i i 71N (=] -]
Shape / Application area Metric code Corner| B | &
radius | & | &
SEEREIEIA  For castiron TNMA 160404 04 @ @
TNMA 160408 08 @ | @
TNMA 160412 12 | @ @
TNMA 160416 16 @ @
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Ko TNM

60’ IE= M- HT17

60° Triangular, negative

TTE

P Inscribed circle © 12.70mm

TNMI:I 220400 E & Thickness

U & Holedia.

:4.76mm
:5.16mm

P%ﬂ Steel
e
Work materials K 8% castiron Good
S BER-FIVER ety
~ =R cvD
FEAR - E RS (;'(‘?“UEEJ‘?:H (ﬂﬁ@) ==
icati - R mm) | & |
Shape / Application area Metric code corner| 3 | S
radius | & | &
thft b ~FE08EI Semi-finishing to roughing | TNMG 220404-KG | 0.4 | @ | @
£ TNMG 220408KG | 0.8 | @ | @
g6
2«4 TNMG 220412KG | 1.2 (@ | @
%z TNMG 220416KG | 16 (@ | @
E0 02 04 06 08
3 (mm/rev) feed
th~FEtE] Medium to roughing TNMG 220404-GG | 0.4 | @
g, TNMG 220408-GG | 0.8 | @
2, &' TNMG 220412-GG | 1.2 | @
iz TNMG 220416-GG | 1.6 | @
2
0 02 04 06 08
Y (mm/rev) feed
th~FEEDE] Medium to roughing TNMG 220408-UD | 0.8 | @
£® TNMG 220412-UD | 1.2 | @
&6
%2
=
0 2 04 06

0. .
3% (mm/rev) feed
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[ TNM
TNM 220400 5

60’ IE=ff -2 HT17

60° Triangular, negative

E & Thickness
U & Holedia.

TTE

P Inscribed circle © 12.70mm
:4.76mm
£ 5.16mm

P 0 steel
1 44
Work materials K &58% castiron Good
S BEE-FIVER dmum ooy
. /=R CVD
TR i o S A T
i i R o 0
Shape / Application area Metric code comer| 3 | S
radius | & | &
SHEKEIEIA For castiron TNMA 220408 08 | @ @
TNMA 220412 12 | @ @
TNMA 220416 16 @ @
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K22

VNM

358 AT1T - RAFE

35° Rhombic , negative

P Inscribed circle © 9.525mm

VNM |:| 1 60400 E & Thickness :4.76mm
7% & Hole dia. :3.81Tmm
P 8 Steel
.
Work materials K 8% castiron Good
S BEE-FIVEE nimmematoy
_ =R CVD
FAR-EFAsE Oﬂ(?UI:)Ef? ; (ﬂé@) ==
inati - R mm) | & |
Shape / Application area Metric code Corer| 3 | S
radius | & | &
tht b (F~FE08EI Semi-finishing to roughing | VNMG 160404-KG | 0.4 | @ | @
@ 5 VNMG 160408-KG | 0.8 (@ | @
i \
zz
&
l\/_ 0 02 04 06 08
3 (mm/rev) feed
th~FEtE] Medium to roughing VNMG 160404-GG | 0.4 | @
£, VNMG 160408-GG | 0.8 | @
&2
2
S T Y T S S
0 02 04 06 08
[\—/_ 34 (mm/rev) feed
SEEKEIHIA For cast iron VNMA 160408 08 @ | @
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KCast iron

WNM
WNML1 080400

% Hl 4
Work materials

80° AR AT

80° Trigon, negative

E & Thickness
7% & Hole dia.

P 8 steel

M RFL A8 stainless steel

K 8% Castiron

PRI Inscribed circle ©

TTE

12.70mm

:4.76mm
:5.16mm

Good

S BEE-FIVER dmum ooy
i J—ZX| QD
PR -EFRAEL e
inati - R mm) | & |
Shape / Application area Metric code Corner| B | €
radius | & | &
tht b (F~FE08EI Semi-finishing to roughing | WNMG 080404-KG | 0.4 | @ | @
g, WNMG 080408KG | 0.8 |® | ®
= ‘_\‘ WNMG 080412KG | 1.2 (@ | @
H
gz
g
0 07 04 06 08
3 (mm/rev) feed
th~FEtE] Medium to roughing WNMG 080404-GG | 0.4 | @
£, WNMG 080408-GG | 0.8 | @
2, &' WNMG 080412-GG | 1.2 | @
£
%2
2
B T Y T S S
0 02 04 06 08
34 (mm/rev) feed
th~FEtE] Medium to roughing WNMG 080408-UD | 0.8 | @
<8 WNMG 080412-UD | 1.2 | @
&6
32
S
0 2 04 0.6

0.
3% (mm/rev) feed




Ko®, WNM
WNM[] 080400

% Hl 4
Work materials

AR - BRI
Shape / Application area

80° AR AT

80° Trigon, negative

P 8 steel

K 8% Castiron

E & Thickness
7% & Hole dia.

PIEM Inscribed circle ©

TTE

12.70mm

:4.76mm
:5.16mm

M ZXFVURE stainless steel

~ Super alloy,
S BEE-FIVEE ttinium oy

FURS
(XA—=KILFR)
Metric code

/=R
R
(mm)
Corner
radius

Good

o)
<
o

FHEEXIHEIA For cast iron

WNMA 080404

0.4

WNMA 080408

0.8

WNMA 080412

1.2

® ©® @ Jco50w
® @ @ JC108W
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EBRMEESXREK O

AFIVARM(TTSABFR) Stainless steel (Ferritic)

BA& USA Ry

JIS AISI/ASTM W.-nr DIN
SUS405 AISI 405 1.4724 X6CrAl13
SUS429 AlSI 429 = =
SUS430 AISI 430 1.4742 X6Cr17
SUS430F AISI 430F 1.4104 X12CrMoS17
SUS434 AlSI 434 - -

AFIUVAM(RILT YA RR) Stainless steel (Martensitic)

B& USA Ry

JIS AISI/ASTM W.-nr DIN
SUS403 AISI 403 - -
SUS410 AISI 410 1.4006 X10Cr13
Sus416 AlSI 416 - —
SUS420J1 AISI 420 1.4034 X20Cr13
SUS420F AISI 420F - —
SUS431 AlSI 431 1.4057 X20CrNi172
SUS440A AISI 440A - —
SUS440B AISI 4408 = =
SUS440C AISI 440C - -

47



Standards comparison of metals

AT IUVAT (A —AFTFABR) Stainless steel (Austenitic)

=F: USA 1Y

JIS AISI/ASTM W.-nr DIN
SUS201 AlSI 201 - -
SUS202 AlSI 202 - =
SUS301 AlISI 301 - -
SUS302 AISI 302 - -
SUS302B AlSI 302B - -
SUS303 AISI 303 1.4305 X10CrNiS189
SUS303Se AlSI 303Se - -
SUS304 AISI 304 1.4301 X5CrNi1810
SUS304L AlISI 304L 1.4306 X2CrNi1911
SUS304NI AISI 304N - =
SUS305 AISI 305 1.4303 X5CrNi1812
SUS308 AISI 308 - -

SUS309S AISI 309S - -
SUS310S AISI 310S - -

SuUs316 AlSI 316 1.4401 X5CrNiMo17122
SUS316L AlSI 316L - X2CrNiMo17132
SUS316N AISI 316N 1.4404 -
SUS317 AlSI 317 1.4438 X2CrNiMo18164
SUS317L AlSI 317L 1.4438 X2CrNiMo18164
SUS321 AlSI 321 - =
SUS347 AISI 347 1.4550 X6CrNiNb1810
SUS384 AISI 384 - -
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EBRME SRR A

MZA$H Heat-resistant alloy

BA& USA Ry

JIS AISI/ASTM W.-nr DIN
SUH31 - - -
SUH35 = = =
SUH36 - - —
SUH37 = = =
SUH38 - - -
SUH309 AISI 309 = =
SUH310 AISI310 1.4845 CrNi2520
SUH330 AISI 330 = =

&S (T 51 M3R) Heatresistant alloy (Ferritic)

B USA K1y

JIS AISI/ASTM W.-nr DIN
SUH21 - - CrAl1205
SUH409 AISI 409 1.4512 X6CrTi12
SUH446 AlSI 446 - -

& (R ILT YA h3R) Heat-resistant alloy (Martensitic)

=F:S

USA

Ry

JIS

AISI/ASTM

SUH1

SUH3

SUH4

SUH11

SUH600

ASTM 616
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Standards comparison of metals

BRIREEENEESRER Nodular castiron

=F:S USA k1Y

JIS AISI/SAE W.-nr DIN
FCD400 60-40-18 0.7040 GGG 40
FCD450 60-40-8 0.7045 GGG 45
FCD500 65-45-12 0.7050 GGG 50
FCD600 80-55-06 0.7060 GGG 60
FCD700 100-70-03 0.7070 GGG 70

T HEERER Grey castiron

=F:N USA k1Y

JIS AISI/SAE W.-nr DIN
FC100 20 0.6010 GG 10
FC150 25 0.6015 GG 15
FC200 30 0.6020 GG 20
FC250 35 0.6025 GG 25
FC300 40 0.6030 GG 30
FC350 50 0.6035 GG 35
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DIJET INDUSTRIAL CO., LTD.

ZA %t Headquarters

JQA-2089 JQA-EM1580
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2-1-18, Kami-Higashi, Hirano-ku, Osaka 547-0002, Japan Phone: 81-6-6791-6781 Fax: 81-6-6793-1221
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TEL. 048(949) 7720 FAX. 048(949) 7730
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TEL. 0276 (45) 8588 FAX. 0276 (46) 7446
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TEL.022(299)0528 FAX.022(299)3270

HEBXE (G E R EE)

TEL.052(851)5500 FAX.052(851)8311

TEL. 0566 (71) 0505 FAX. 0566 (74)3717
SEMATAR

TEL.053(456)2133 FAX.053(456)7938
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TEL. 06 (6794) 0216
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TEL. 076 (425)5171
UNCZEES
TEL.082(282)3712
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TEL.092(284) 4610

FAX. 06 (6794) 0217

FAX. 076 (425) 5187

FAX. 082(282) 3742

FAX.092(284) 4617
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ZER ED;ER @ Grinding produces hazardous dust. ® To avoid adverse health, use adequate ventilation and read Material Safety Data Sheet first.

WARNING

® Cutting tools may fragment in use. Wear eye protection in the vicinity of their operation.

M TEARIE ARDDHFEREETSHIELBHYET. Specification shall be changed without notice.
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