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Zhuzhou Jinggong Cemented Carbide Co., Ltd is located at Zhuzhou National Hi-Tech Development Zone. The
company is one high-tech joint-stock enterprise integrating the research and development, production and sales
of cemented carbide products. The main products are cutting tools, saw tips, mining tools, die materials, carbide
rodsand non-standard carbide products. They are widely used in the mold industry, automobile industry, rail

transit , construction machinery, 3C industry, aerospace, energy equipment, general machinery, petrochemical ka7 20206 9 LIS B
industry and other industries. Pl e
The company, after more than two decades of development and expansion, has made a great leap forward in the ;
management level and product quality, enjoying a rather high reputation in the carbide industry .The company-
made carbide products have a full range of varieties, featured by rich grades and stable performance. The
products can meet the different needs of customers, and occupy an important market share in China and export to
Europe, United States, Southeast Asia and other countries and regions.

The company has advanced production equipment, first-class testing center, precision mold production
lines and deep processing lines. The R & D team have always been committed to research, development
and application of high-performance cemented carbide products, and have achieved remarkable results.
Our professional sales engineers can recommend and provide the most suitable products and solutions for
our customers in a timely manner. "
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We sincerely express our thanks to our new and old customers for your trust and support over the years,
and solemnly promise to do better in product quality and service. . - : 1p gliP? | |
We believe, the cooperation with Zhuzhou Jinggong Company must be your optimal choice.
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Grades Table for Turning Inserts
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JGAO5SA

BEEBMAERSESEM ST EMSRIFIVESHRIKRERES, TREEFEFATIAIT
M EE, RABRNERNAENSRARENEINTIES,
High hardness superfine grain cemented carbide substrate, combined with special nano-coating with excellent

toughness and wear resistance, It can provide sharp cutting edge and mechanical impact. Fine finishing grade
for stainless steel cutting which requires small tolerance and high surface quality.

JGAOSF

SEEEMAERS S EV ST EEEBRIFISHRMAARNEO PLUSRERARBSES, RENE
REE, RERIENTNEEREFERG, TRNSIKENTANSOEINTIE. ERRER.
HREEEBINTI.

High hardness superfine grain cemented carbide substrate, combined with nano NEO PLUS coating with
excellent toughness and wear resistance. It can make the interval of lamination thinner, and the increase of
lamination can inhibit the abnormal damage such as breakage, so as to achieve long life machining and
excellent finishing surface at the same time. Superfine finishing grade for cutting stainless steel and heat-
resisting alloy.

HighJHardne's's;

E X748 substrate Introductiog

HRWCHIRCoE Bikit, HMPEBNESR
RRAHIIER, MERESRSEE.
Fine grain WC and low Cobalt content design,

A small amount of grain growth inhibitor is added.
The material has a super high hardness.

BEHE

Independent R&D

BSIRERS
Si- Containing coating

i JGA10A

MATHIEEBCHASSIRE, £87)FEEEamELMnatL.
RATEER. FENINLT, SERNTIEERENERRANRENLE.

The combination of fine particles and our designed Si-Containing Coating, can
make the inserts with higher wear resistance and oxidation resistance. It is
used for machining hard material and stainless steel. It has excellent life
performance and stability during high speed processing.

l E XY substrate Inw

MEWCTHIHFCoZ BiRit,
NN BRI ERHK I IR,
EHIMNREEENTESES.

Fine grain WC and medium Cobalt content design,
A small amount of grain growth inhibitor is added.
The perfect combination of high toughness and high hardness.

l [ A 4iisk Application Field —

R ATFREHRINT, 5%, RETWINT.

Used in steel material processing, automobile, mold industry
processing.
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New grades for stainless steel turning

CVD

CVD Coated Cemented Carbide

JGM20R

CVDiREMSEIRTHREARERIHITHE. 5
EIHBEINIZE—RINT., SHEEENESTLIESR
PIRGERIERR, FFERADEORIFA, mDHER 7RI
BRZRL, FHRS TIERIEINIEE.

Grade with CVD coating, specially used for medium speed and
high speed cutting of austenitic stainless steel from fine
finishing to rough processing. The combination with special
chip-breakers can avoid the breakage of cutting depth, reduce
the formation of burrs, the micro avalanche edge and built-up
edges, and improve the finishing quality of the work.

RIS RIEE.

o1 'f_medium particle WC hard phase and Co

nd moderate hardness.

[z A $iia ApplicatioLHM

BTFMIFHRATRNFEEENRINI. EETA
TERWEY, REEEMENE, TUERIIES®.

Used for machining cast stainless steel materials under very
harsh processing conditions. The substrate can be used for
heavy intermittent cutting, the coating has good wear resistance
and can prolong tool life.

________________________ JGM30R

CVDESREES, ERA—FMEERENR, BTN
THEHRATZNFEERFRRINT., BERTRATER
WraLiEl, REEEMEY, TLEKIESSG. 213
JEALIRRRE AT LUER BB R, LU TR#REX
YIEIRIINT.

Grade with CVD coating, the substrate is a very tough material,
used for machining cast stainless steel materials under very
harsh processing conditions. The substrate can be used for
heavy-duty intermittent cutting, and the coating has good
wear resistance and can prolong tool life. The polished
surface can avoid the formation of built-up edges and can be
machined with big feed cutting.

i

Jep25T7 |[EEEEEEESRSSSSS.

—HMiE, BEARBONZKELINEESEEM, TIRITHCVDES
R, BTXSMMME, S%EK, SEAK, PHABRETHEIIIZS
BINTRNATEE. BASMNREmtEUREBNIRTIORE, R
RAEHGERNALEBT ZHHEGE, EEHBMNMINE, BRKHF
ALUNRTESS, RS TERENIRE.

A new specially designed CVD composite coating with strong deformation resistance
and rich cobalt content base material. Suitable for finishing to semi-finishing of
various steel materials, ferrite, martensitic, PH stainless steel .With excellent
deformation resistance and blade edge strength. A new coating with advanced
coating stress removal process has excellent processing efficiency, predictable long
tool life and excellent working surface processing quality.

JGP25S

—MERRITNEEEESEMER, UREGHENREREENES
CVDERE, BTEMIMMH, BEmME, %RHEK. SEK, #HE
MHEEAENZRERND DM EERFOFEYE, EREESE
PEIPEEHENMEMMNA T EERY. XBNRERE T LIERRA
BIMEDRE, ESZNNSEEEESRENESBIIMRE.

A specially designed high cobalt cemented carbide material. A composite CVD thick
coating with excellent wear resistance, used for processing a variety of workpiece
materials, which includes steel material, ferrite, martensite . Cobalt-based material
matrix has a good balance before deformation resistance and blade toughness. Thick
coating has excellent wear resistance and crescent wear resistance in high speed
cutting. Smooth coating surface can avoid chip accumulation and micro avalanche
edge. It has high metal removal rates in harsh intermittent cutting.

GliddesSiioiFoitECirutinmiinic)

EF Y4B substrate Introduction e

JGP25S

JGP25T

JGP25S

e T T T T

MERETRt, DHEARIFNLEMEMTENS

EEI:'\E

TZEEN, TUUHETSHESERIMEBIUKNBERTT.

High temperature resistant component design;

) The blade has good red hardness and resistance to plastic deformation;
Celu LS ke coarin Y The specialized substrate process can greatly improve the toughness of the matrix.
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Grade for castiron turning

> JTN20
EEWERS, WEBMEKEGH (R, ) SERSERMERIHTER
sﬁsﬁ whu I Eg E ﬂ RERURERA, RENFONBRIESTIERMEE, MZESRIEMT
FIHEIN TR

The first choice for efficient processing of castiron

Cermet grade, with the special mixing enhancement technology for cermet
adhesive (nickel, cobalt) and special high melting point adhesive, it has excellent
edge wear resistance, widely used in the field of steel cutting from fine finishing to
rough processing.

> JGK10R

ENEAERENSEEE, BERFIONEHTIIE, BTREHIIKE
FRMHIEETRNT, BEAREFNIIEIMEE. XMEARITFDRHTKE
ERNEEDE, DRERERN, CVDEREBURREENDLGEBIZEIR
BEHEHNMMEYE, BEDEEGERNERSS, BEHREEETHIER
pricie N

The hard substrate has very good high temperature hardness, so it has good plastic
deformation resistance. It is used for high speed cutting of gray cast iron and nodular
iron materials, and has consistent cutting performance. CVD with thick coating and
stress removal process can make the inserts with excellent wear resistance and
ensure the tool has long service life. It is an ideal choice for high speed cutting of

B K48 substrate Introduct'iz

AR EESEEAERRIRT, EEEN

castiron. X R
OHRIAFECIRIREEN, ZEBEEY
BRIRE T HMENERMTIAE R,
> JGK20R EXTTEE substrate '"w The optimized design of grain boundary between BT RETMAHTIL, EfrasmiT
bonded phase and hard phase, the hard phase is ZLHNEMEINT, EEmESYS, #
—Fh RSB R NEI AL IERIMT-CVD, TICN-AI2032E, ERESRIFN ofthe.structure of black core.and white core with T EEN SR T,
R . N ol e = o gray ring. The cermet material obtained excellent
THEME, BINTRENMEELRIITINEE, NRERTIERSHRMRIET BEWCTNECoRRiRIT, high temperature and thermal shock resistance.
RIS HIR IR R, XFM RN ASERE 2, WBINTEREMT, & I ENE & BRI A I‘iszgtf:;g:fscizslj';g;‘::df::éIfgaaltzzsl'ze
MEREMNITEHERESEXNINIFESIFEHBRMIHE, H7, MREEREEE. industry. With high wear resistanceiant
good surface roughness.
MT-CVD,TICN-AI203 coating treated with special increased toughness. The Fine-grained WC and low Co > JTN35
substrate has good wear resistance, increases the adhesion of the coating and the content design, a small amount of
strength of the insert, and is an ideal material for wet interrupted cutting of gray cast composite Grain growth inhibitor is . R N e R . N
iron and nodular iron materials. This material has a wide range of applications from added, The material has a super INNOVARFIEBMERS, WeBBEMEH (R. #) SHASBRRMEFHTEHRIRLRERA, 5D
fine finishing to rough processing , and has a excellent processing efficiency in the high hardness. HEEIRE SRR, BERIFNRBETHT, KSR RE, (RETERNDESHEaEEEFTE

process which requires high strength and processing reliability.

7], RERERFNFZERENEDED, XEASEMNRERM TERFALSRARENBINIES.

INNOVA series of cermet grades. with the special mixing enhancement technology of cermet adhesive (nickel, cobalt) and
special high melting point adhesive, it is used to effectively inhibit the softening of adhesive during cutting, and has good
plastic deformation resistance. This grade has no coating and ensures sharp cutting edges throughout the tool life, which
means good surface quality and low cutting force. This is the fine finishing grade which can guarantee high surface quality
under high speed and low speed conditions.
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General processing grade recommendatiog

JGA30A

ST EEM S ST B RIFNESIRE. FAERFRFMETNRNEGIRE
MFUREIE. EETERTR FRER. RNERERMIZRMNI.
High toughness and wear-resistant substrate,in combination with Si-containing coating can keep the

carbide inserts in strong impact toughness and good wear resistance. It is suitable for processing
hard materials, stainless steel and other materials which are difficult to be processed, under complex

working conditions.

JGA30F

REMENERIRESGEEMRNIRESGIRE, EFMHES DR TRIERIFHNTIIOER
IR, FUERERE, 2EASANINEEES.
The matrix materials which are of high toughness and combined with self-developed nano composite

coating can keep the carbide inserts in good wear resistance and cutting edge breakage resistance
under various harsh working conditions.lt is the preferred grade for general milling.

v
S

SEIERAEL RS,

Grades for class S materials turning

/7 \\.
JGS20C

RKABEMRONESEHERASIFRESEN. REYMR, MELRASIOREME. BRTHREES
MEINTMRAVEHEE9I0 T,

By adopting special alloy substrate which are of excellent high temperature resistance developed by ourselves, the
coating materials have strong toughness and excellent wear resistance. It is suitable for processing difficult

aerospace materials such as titanium alloy.

JGS20A

RAZHOMEEESESMHEAR, HISHTESBEREAWN TESEBRENNEE. NAKNEREGEH
K. BERREGRERAK, BUSMERTENEREWL, BATREERE THHWERNEMILE. 5
NERTRESESS. HESESSFRENIMHAIMI.

By adopting advanced functionally graded composite technology, the substrate materials which are of super creep
resistance and oxidation resistance under high temperature and strong load are prepared. In combination with nano
composite coating technology, the wear resistance and oxidation resistance of the coating at high temperature were
enhanced by solid solution strengthening of high wear resistance elements. It is especially suitable for processin
materials that are extremely difficult to be processed , such as nickel-based super alloys and cobalt-based

alloys.
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Naming Rules of Turning Inserts

NRER/RE 2l T R#IR

Shape of insert/code Metric system Shape of inserts

re BEI BLEIEME 7R EE RS BXI BEHIBEE TR & C

A | B | € ! D | E Code WMt With/Without Sectionplane  Code WV With/Without  Section plane A EE & (mm)

D
H H H H el chipbreaker of insert ey chipbreaker of insert Diameter or IC D D
LR <O KT <OD S S I R S /= ™
it N e % ith z T N : S _ : :

Without “Without:  Without

@ =
D"'
D"

§]<

D=

C sm L ® L am
A : Single-side : *Without: Single-side : :7
7 - [ N s B B SN P W B S S it % ....................................... o 9'_: e X\zﬁ ...... e
%é Without : Without: Double-side : -
: - mE & %
ok : Double-side : © With Without S
x 5 @ B® ] -
.............. Without :  WLF i i With :Singleside T BiEERAS
: B : b1 NE C:hip—breakerCode
: Single-side : : With : Double-side NI :
x — __ LE27S HEEHN T Semi-finishing
.............. Without iR Seecial
A WA S T o ML Finishing
e ' z i Double-side :  P=C z z © FEMT Finishing
A hkilstetotis MEDKE KNS BT serisnng
Code of insert shape Chip-breaking groove and clamping form Length of cutting edge (8 o

t T Y 1
l

C N M G 12 04 08 - SM3

7 [ ]
. .

5HN
ENHNER AE
Clearance angle of main cutting edge ‘ Tolerance
1 S
£ \ i -1
Cod Cod ! A XE =
ode gl ode gl L : 1 TR T IR 5 ML TR 804 2 B R*dmﬁf
: : : ol.C ol.C ol.C 1—;3] D Thickness is defined as the height from the bottom oseradius code
\‘ ‘ . = P of insert to the highest part of cutting edge R T.l'?'égﬂlﬂéfé
A B TR Em RYIESI.C EES, (%%)Mﬂﬁfgﬁiﬁl‘%/ﬁ', (#AAR jCI]\é}) . — . Code Nose radius(mm)
: - : : - e /\gﬁ‘ NE(MM) N =+ (Reference)Details of M-level tolerance(ldentified by shape) £ = code T] B [E B Thickness (mm) i _
Do : e S »~E (mm) : = 2% (mm) @ J142 5 B/ % Nose height tolerance (mm) : 00 : Naﬁdﬁ
: Code Noseheightm Inscribedcircle  Thickness S _ 5 o o : ! TR U oradius
Tolerance(mm) Toleran-c%(mm) Tolerance(mm) Ili]t];,d ﬂée:gﬁa;fé EAH ggn%)ﬁi glsan%ifi g?an%)?\% B ! 02 : 0.2
nscripe: :
| | crcle  triangle  SIU8M®  withgoe with55° with35e  ROUM | T oa
A | £0.005 . %0025 . +0.025 1 ' 1 1 1 Lo 0 4
S S 0.8
F +0.005 +0.013 +0.025

® MHIEDI.C/ 2 Tolerance of inscribed circle @1.C (mm)

MYIE E=fR pirg 80°ER 55°%R S5°FER gy

Others

z | 09 . 9B2 L e
Inscribed Regular Diamond Diamond Diamond :
circle triangle SEE Cwith80°  withs5°  withd5® IR TREER

©£0.05 = ©£0.05 £0.05 15 : 15770 R,T\fﬁ",jm L ARAE

i : 5 (A l) :  Roundinsert
JJH'EE _Diameterof :
"""""""""""" Thickness of inserts insert (Metric):

: 1+0.08-+0.18 ;
* Clearance |  f--oe-- : :

P : © angle U i+008-+018 £008-%025'
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General Turning Inserts

CNMA/CNMG m

Profiling turning

oatt—1

o

I
i
Rz
M= Grade
EZAR~F Dimension(mm)
P M K H ﬁl’ﬂCerme(
TR ns
Inserts Shape Type 5 6 5 B B a 5 6 6‘3 S S
ol.c|] L | S |od|Re |2 |2 |2 |8|&B| 2|S8/2|2|8|5
[$)] (6] (6] (6] o o o o (3] o (6]
w — (72} — M > A P >
CNMA120404 |12.70 12.90 | 4.76 | 5.16 | 0.4 °
CNMA120408 |12.70|12.90| 4.76 | 5.16 | 0.8 °
CNMA120412  |12.70|12.90| 4.76 | 5.16 | 1.2 °
CNMA160608 | 16.10 |15.875| 6.35 | 6.35 | 0.8 °
CNMG120408-KN5 | 12.70 |12.90 | 4.76 | 5.16 | 0.8 °
CNMG120412-KN5 |12.70 [12.90 | 4.76 | 5.16 | 1.2 °
CNMG160608-KN5 | 16.10 [15.875| 6.35 | 6.35 | 0.8 °
CNMG120404-PM4 |12.70|12.90 | 4.76 | 5.16 | 0.4
CNMG120408-PM4 | 12.70 | 12.90| 4.76 | 5.16 | 0.8
CNMG120412-PM4 | 12.70|12.90| 4.76 | 5.16 | 12 | ©
CNMG120404-SM3 |12.70 | 12.90 | 4.76 | 5.16 | 0.4
CNMG120408-SM3 | 12.70 | 12.90 | 4.76 | 5.16 | 0.8
CNMG120412-SM3 | 12.70|12.90 | 4.76 | 5.16 | 1.2
CNMG120404-HS2 |12.70[12.90 | 4.76 | 5.16 | 0.4
CNMG120408-HS2 | 12.70 |12.90 | 4.76 | 5.16 | 0.8
CNMG120412-HS2 |12.70[12.90 | 4.76 | 5.16 | 1.2
CNMG120404-PM3 |12.70 | 12.90| 4.76 | 5.16 | 0.4
CNMG120408-PM3 |12.70 | 12.90 | 4.76 | 5.16 | 0.8
CNMG120412-PM3 |12.70|12.90 | 4.76 | 5.16 | 1.2
CNMG120408-PF4 |12.70/12.90| 4.76 | 5.16 | 0.8 ° °
SBEHDR
= 18 4 H
General Turning Inserts

® FIEFERES Mainrecommendedgrades © —fZhES Generalgrades O BJ4EFZRE-E Available grades
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General Turning Inserts

DNMA/DNMG

®l.C

W%
—

455°

od ¢’

Ptz

Profiling turning

s FEIT A

General Turning Inserts

DNMG

www.jgcarbide.com

apizeScl|
Profiling turning
3 7]
P
&S Grade
EZA<R~T Dimension(mm)
P M K H ﬁl}ﬂ(}ermet
TIR M2 s
Inserts Shape Type ‘G_) 5 5 ‘G_) ‘G_) G'_) by ‘G_) 6 S5
olc/| L | S |od|/Re | 2|23 |/3|B|2/5S|2|8|8|3
oo |o|la|lo|o|o|o|alo|a
(72 =1 (72} — M > A A >
DNMG150404-PM3 | 12.70|15.50| 4.76 | 5.16 | 0.4 © °
L DNMG150408-PM3 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 © °
DNMG150604-PM3 | 12.70|15.50| 6.35 | 5.16 | 0.4 © °
DNMG150608-PM3 | 12.70 | 15.50 | 6.35 | 5.16 | 0.8 © )
DNMG150604L-VP | 12.70|15.50| 6.35 | 5.16 | 0.4 © °
DNMG150604R-VP | 12.70 | 15.50 | 6.35 | 5.16 | 0.4 © )
» DNMG150608L-VP | 12.70|15.50 | 6.35 | 5.16 | 0.8 © )
DNMG150608R-VP | 12.70 | 15.50 | 6.35 | 5.16 | 0.8 © )

85 Grade
B AR~ Dimension(mm)
P M | K| H &Mceme

TIK SN BS

Inserts Shape Type 6 ‘G_) ‘G_) 8 5 ‘G—) by B 5 S5

oIlC| L | S |od| Re | 2|2 |23 |2 |B|X|85|2|5|8|5
55855 855¢8°°

DNMA150404 | 12.70|15.50 | 4.76 | 5.16 | 0.4 .

o DNMA150408 |12.70|15.50 | 4.76 | 5.16 | 0.8 °

DNMA150604 | 12.70|15.50 | 6.35 | 5.16 | 0.4 .

DNMA150608 | 12.70|15.50 | 6.35 | 5.16 | 0.8 .
DNMG150404-KN5 | 12.70 | 15.50 | 4.76 | 5.16 | 0.4 .
DNMG150408-KN5 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 .

o DNMG150604-KN5 | 12.70 | 15.50 | 6.35 | 5.16 | 0.4 .
DNMG150608-KN5 | 12.70 | 15.50 | 6.35 | 5.16 | 0.8 .
DNMG150404-PM4 | 12.70 | 15.50 | 4.76 | 5.16 | 0.4 S
DNMG150408-PM4 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 o | o
DNMG150412-PM4 | 12.70 | 1550 | 4.76 | 5.16 | 1.2 S

Q DNMG150604-PM4 | 12.70 | 15.50 | 6.35 | 5.16 | 0.4 S
DNMG150608-PM4 |12.70 | 1550 | 6.35 | 5.16 | 0.8 S
DNMG150612-PM4 | 12.70 | 1550 | 6.35 | 5.16 | 1.2 o | o
DNMG150404-SM3 | 12.70| 15.50 | 4.76 | 5.16 | 0.4 e | o
DNMG150408-SM3 | 12.70 | 15.50 | 4.76 | 5.16 | 0.8 e ©
DNMG150604-SM3 | 12.70| 15.50 | 6.35 | 5.16 | 0.4 e o
DNMG150608-SM3 | 12.70| 15.50 | 6.35 | 5.16 | 0.8 e | o
DNMG150404-HS2 | 12.70 |15.50 | 4.76 | 5.16 | 0.4 o e

P 1{6\‘1; DNMG150408-HS2 | 12.70|15.50 | 4.76 | 5.16 | 0.8 o | e

&84 | DNMG150604-HS2 | 12.70 | 15,50 | 6.35 | 5.16 | 0.4 o e
DNMG150608-HS2 | 12.70 |15.50 | 6.35 | 5.16 | 0.8 ol e

® FHEFFRES Mainrecommendedgrades © —fiZh#-S Generalgrades O BJ4FZf#-S Available grades

® FHEFFRES Mainrecommendedgrades © —REhES Generalgrades O BJ 472 Available grades
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B ZEFEHNTDR B ZEFHVIR

General Turning Inserts General Turning Inserts

SNMA/SNMG 1= SNMG =

sy apizeScl|
Profiling turning Profiling turning
ol.C ‘ 90° <§> ®l.C ‘ 90° <i>
./.. i -\_\ — ./» i '\_\ —
A ] e A
\: + 2] \: + 2]
=) Re pl oo i .o’ Re pl i .o’ £
At 1o
&S Grade &S Grade
EZASR~F Dimension(mm) B 7R~ Dimension(mm)
P M K H ﬁl}ﬂ()ermet P M K H ﬁpﬁcﬂmet
TIR M s TI RS Bs
o — (S o (S o — o (S o o (S [ [ [ [ (3 - — — o o o
Inserts Shape Type ol 0ol ® ® ® o) o o = = Inserts Shape Type o0l ool oel e 2 2
ol.c| L | S |od|Re |2 |2 |3 |2 |B|X|S|2|8|8|5 olC/] L | S |od|Re |2 |2 |8 |8 B|X|BIS/2 5|55
oo |o || oco|lo|oco|lo|a| o | o oo | oo oo o|lo|o|a|o | O
(7] — w — | > A A > w| Ao (AT |> (> A A >
SNMA120404 12.7012.70 | 4.76 | 5.16 | 0.4 ° SNMG120404-PM3 | 12.70 | 12.70 | 4.76 | 5.16 | 0.4 o | e
SNMA120408 12.7012.70 | 4.76 | 5.16 | 0.8 ° SNMG120408-PM3 | 12.70 | 12.70 | 4.76 | 5.16 | 0.8 o| e
SNMA120412 12.7012.70 | 4.76 | 5.16 | 1.2 [} SNMG120412-PM3 | 12.70 | 12.70 | 4.76 | 5.16 | 1.2 o | e
SNMA150608 15.875/15.875| 6.35 | 6.35 | 0.8 °
SNMA150612 15.875/15.875| 6.35 | 6.35 | 1.2 ° SNMG120408-PF4 |12.70 | 12.70 | 4.76 | 5.16 | 0.8 D) °
SNMG120408-KN5 | 12.70 | 12.70 | 4.76 | 5.16 | 0.8 °
C\/ SNMG120412-KN5 | 12.70 | 12.70 | 4.76 | 516 | 1.2 °
SNMG150608-KN5 [15.875/15.875| 6.35 | 6.35 | 0.8 °
SNMG150612-KN5 |15.875|15.875| 6.35 | 6.35 | 1.2 ° SNMG120408-SM4 |12.70 | 12.70 | 4.76 | 5.16 | 0.8 © °
SNMG120404-PM4 | 12.70|12.70| 476 | 516 | 04 | © | @ | ® | @
SNMG120408-PM4 | 12.7012.70| 476 | 516 | 0.8 | © | e | @ | @
SNMG150608-PM4 [15.875(15.875| 6.35 | 6.35 | 0.8 e | o
SNMG150612-PM4 15.875/15.875| 6.35 | 6.35 1.2 ° hd ® FHEFFRES Mainrecommendedgrades © —f&H#S Generalgrades O BI4EFZRE-S Available grades
R SNMG120404-SM3 | 12.70|12.70 | 4.76 | 5.16 | 0.4 e | ©
p 1 SNMG120408-SM3 | 12.70|12.70 | 4.76 | 5.16 | 0.8 e | ©
Yo
& = SNMG150608-SM3 |15.875|15.875| 6.35 | 6.35 | 0.8 e | ©
SNMG150612-SM3 |15.875|15.875| 6.35 | 6.35 | 1.2 e | ©
. SNMG120404-HS2 | 12.70|12.70 | 4.76 | 5.16 | 0.4 o | e
g[; SNMG120408-HS2 | 12.7012.70 | 4.76 | 5.16 | 0.8 o e
s - SNMG150608-HS2 |15.875|15.875| 6.35 | 6.35 | 0.8 o | e
——.
SNMG150612-HS2 |15.875|15.875| 6.35 | 6.35 1.2 © )

® FIEFFHE S Mainrecommended grades © —fi&h# S Generalgrades O BI4EFZHEE Available grades
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B ZEFHR B ZEFHVIR

General Turning Inserts General Turning Inserts

TNMA/TNMG (=) TNMG/TNGG =

SMEIFNIHEEH SMEIFIIHEFH
Cylindrical»and b\ Cylindrical.and b\
60° s face turning 50° s face turning
oLC X °1.C X -
A ~ AON ] O\ ] A
73 27
B o)
25 Grade S Grade
B AR~ Dimension(mm) B AR~ Dimension(mm)
P M | K| H | &Mcem P M | K| H|&Foeme
TR 5 Bs TSRS BS
Inserts Shape Type 6 ‘G_) ‘G_) 8 5 ‘G—) 5 ‘G_) 6 &| ‘:| Inserts Shape Type 5 ‘G_) ‘G_) B 6 5 6 8 6 :| ‘:|
olC| L | S |od| Re|2 |2 2|2 | B 2|5 2|5|8|3 olC| L | S |od Re |2 2| 2 B 2X2|2/|2|8|3
53895 %5%8¢°° 538 95 %538 8§[°°
TNMA160404 9.525/16.50 | 4.76 | 3.81 | 0.4 ° TNMG160404R-JP |9.525|16.50 | 4.76 | 3.81 | 0.4 e | o
TNMA160408 9.52516.50 | 4.76 | 3.81 | 0.8 o ) TNMG160404L-JP | 9.525 16.50 | 4.76 | 3.81 | 0.4 LI
TNMA220408 12.70|22.00| 4.76 | 5.16 | 0.8 ° — TNMG160408R-JP |9.525|16.50 | 4.76 | 3.81 | 0.8 o | o
TNMA220412 12.70|22.00| 4.76 | 5.16 | 1.2 ° TNMG160408L-JP |9.525|16.50 | 4.76 | 3.81 | 0.8 e | o
TNMG160408-KN5 | 9.525|16.50 | 4.76 | 3.81 | 0.8 o TNMG160408-PF4 | 9.525|16.50| 4.76 | 3.81 | 0.8 0 °
TNMG160412-KN5 | 9.525 | 16.50 | 4.76 | 3.81 | 1.2 o
TNMG220408-KN5 | 12.70 | 22.00| 4.76 | 5.16 | 0.8 °
TNMG220412-KN5 | 12.70 | 22.00 | 4.76 | 5.16 | 1.2 o
TNMG160404-PM4 | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 o | o TNMG160404R-VF | 9.525|16.50 | 4.76 | 3.81 | 0.4
TNMG160408-PM4 | 9.525 | 16.50 | 4.76 | 3.81 | 0.8 o (o TNMG160404L-VF | 9.525|16.50 | 4.76 | 3.81 | 0.4
‘ TNMG160412-PM4 | 12.70 | 22.00| 4.76 | 5.16 | 1.2 © | e | o | o
TNMG220408-PM4 | 12.70 | 22.00| 4.76 | 5.16 | 0.8 o (o
TNMG220412-PM4 | 12.70 | 22.00| 4.76 | 5.16 | 1.2 o (o TNGG160402R-S [9.525|16.50 | 4.76 | 3.81 | 0.2 e | o0 | o
TNMG160404-SM3 | 9.525|16.50 | 4.76 | 3.81 | 0.4 e |0 TNGG160402L-S |9.525|16.50 | 4.76 | 3.81 | 0.2 e o | o
TNMG160408-SM3 | 9.525 |16.50 | 4.76 | 3.81 | 0.8 e | © TNGG160404R-S |9.525|16.50 | 4.76 | 3.81 | 0.4 e | o0 | o
TNMG220408-SM3 | 12.70 | 22.00| 4.76 | 5.16 | 0.8 e | o© TNGG160404L-S [9.525|16.50 | 4.76 | 3.81 | 0.4 e | O | o
TNMG220412-SM3 | 12.70 | 22.00| 4.76 | 5.16 | 1.2 e | © TNGG160402R-C |9.525|16.50 | 4.76 | 3.81 | 0.2 e | o | o
TNMG160404-HS2 | 9.525|16.50 | 4.76 | 3.81 | 0.4 TNGG160402L-C | 9.525|16.50 | 4.76 | 3.81 | 0.2 e  © | o
TNMG160408-HS2 | 9.525|16.50 | 4.76 | 3.81 | 0.8 1 TNGG160404R-C | 9.525|16.50 | 4.76 | 3.81 | 0.4 e o0 | o
TNMG160412-HS2 | 9.525|16.50 | 4.76 | 3.81 | 1.2 e o TNGG160404L-C |9.525|16.50 | 4.76 | 3.81 | 0.4 e |0 | o
® FHEFZ RS Mainrecommendedgrades © —Hf&hES Generalgrades O BJ4EFZFH-S Available grades
TNMG160404-PM3 | 9.525|16.50 | 4.76 | 3.81 | 0.4
TNMG160408-PM3 | 9.525|16.50 | 4.76 | 3.81 | 0.8
TNMG160412-PM3 | 9.525|16.50 | 4.76 | 3.81 | 1.2 e | ©

@ FHEFFIES Mainrecommendedgrades © —f&h#S Generalgrades O BI4ZRE-S Available grades
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General Turning Inserts General Turning Inserts

VNMG/VNGG = WNMA/WNMG =

o SMNEIFIIREZEH
syl Cylindrical and N

Profiling turnin
’ ’ S face turning

ol.C .

oatl— |

A

A
i b

L (
Hll &
ik
ot
85 Grade &S Grade
B AR~ Dimension(mm) B AR~ Dimension(mm)
P M K H ﬁmCermei P M K H ﬁl}ﬂ(}ermet
TR 52 BE TIR M B
Inserts Shape Type ‘G_) ‘G_) 6 5 5 5 ‘5 5 B ‘G_) ‘:| ‘:| Inserts Shape Type 5 ‘G_) ‘G_) B G") ‘G_) 6 8 ‘G_) : ‘:|
olc| L | S |od | Re |2|2 (8|2 BIE|5|5|2|8|8|5 ol.C/ L | S |od|Re | 2|2 | 3|2 B 2|S|2|B|&|3
ool |lo|lo|lo|lo|lo|a|o |0 o (¢} (4] (¢)] (=] o o o o o a
w| 4| no |4 |m | > | > A A > | 4 »no |4 M| > A0 >
VNMG160404-PM4 | 9.525 | 16.60 | 4.76 | 3.81 04 | © | @ | @ o WNMA080404 12.70| 8.70 | 476 | 5.16 | 0.4 (]
‘ VNMG160408-PM4 | 9.525 | 16.60 | 4.76 | 3.81 08 | © | & | @ @ WNMAO080408 12.70| 8.70 | 4.76 | 5.16 | 0.8 [
VNMG160412-PM4 | 9.525 | 16.60 | 4.76 | 3.81 1.2 e o WNMA080412 12.70| 8.70 | 476 | 5.16 | 1.2 °

WNMG080404-PM4 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4
VNMG160404-SM3 | 9.525 | 16.60 | 4.76 | 3.81 | 0.4 e | © WNMG080408-PM4 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8
@' VNMG160408-SM3 | 9.525 | 16.60 | 4.76 | 3.81 | 0.8 e | © WNMG080412-PM4 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2

WNMG080404-SM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4
WNMG080408-SM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8
WNMG080412-SM3 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2
WNMG080404-HS2 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4 e [0
WNMG080408-HS2 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8
WNMG080412-HS2 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2
WNMG080404-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.4
WNMG080408-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8
WNMG080412-PM3 | 12.70 | 8.70 | 4.76 | 5.16 | 1.2 °
WNMG080408-KN5 [ 12.70 | 8.70 | 4.76 | 5.16 | 0.8
WNMG080412-KN5 [ 12.70 | 8.70 | 4.76 | 5.16 | 1.2

VNMG160404-HS2 | 9.525|16.60 | 4.76 | 3.81 | 0.4
N VNMG160408-HS2 | 9.525 | 16.60 | 4.76 | 3.81 | 0.8

©
V VNMG160412-HS2 | 9.525 | 16.60 | 4.76 | 3.81 | 1.2 0

VNGG160404R-H [9.525|16.60 | 4.76 | 3.81 | 0.4
2 VNGG160404L-H [9.525|16.60 | 4.76 | 3.81 | 0.4
v VNGG160404R-F |9.525|16.60 | 4.76 | 3.81 | 0.4
VNGG160404L-F |9.525|16.60 | 4.76 | 3.81 | 0.4
VNMG160408-KN5 | 9.525|16.60 | 4.76 | 3.81 | 0.8

o VNMG160412-KN5 | 9.525|16.60 | 4.76 | 3.81 | 1.2

VNMG160408-SM4 | 9.525|16.60 | 4.76 | 3.81 | 0.8 °

WNMG080408-SF3 |12.70 | 8.70 | 4.76 | 5.16 | 0.8 °

® FHETFRES Mainrecommendedgrades © —f§HES Generalgrades O BJ4EFZfE-S Available grades

® LIRS Mainrecommendedgrades © —f&F#-S Generalgrades O BJ4EfZf#-S Available grades



B F W - I HZE www.jgcarbide.com

B ZEFEHNTDR B ZEFHVIR

General Turning Inserts General Turning Inserts

WNMG = CCMT =

SNEFNHEZEH] e
o BRZEH)
s C)f/!g;i:l;:sr:i:gd b\ Profiling turning
B
==\
A q,di, L SMEVRIEE B H) A
Cylindrical and
E g face turning h\ g E
Bl & iy
ik 2
B i)
88 Grade &S Grade
EZASR~F Dimension(mm) E AR~ Dimension(mm)
P M K H ﬁl’ﬁlCermet P M K H ﬁpﬂ()ermel
TR 5 Bs TR 5 BS
o o o (S (S o~ — o [ o o o o (S (S o [ (. = o o o (S
Inserts Shape Type o 0l ool o6 2 2 Inserts Shape Type ol ol o ® o o) o ® = ur}
olc| L | S |od|Re | 2|2 2 |2IB 2 B/S 28|85 olC/ L | S |[od|/Re |2 |22 /3 B 2X/5S 25|83
ool |lo|lo|lo|lo|9o|ua|o |0 o a [ o (¢] o o o (=} a (=} a
w| Ao (4| m|> > | X Al > (7] = (7] = m > A A >
WNMGO080404R-JP |12.70 | 8.70 | 4.76 | 5.16 | 0.4 e o CCMT060204-HS2 | 6.35 | 6.40 | 2.38 | 2.8 0.4 © °
WNMG080404L-JP |12.70| 8.70 | 476 | 5.16 | 0.4 [ I CCMT060208-HS2 | 6.35 | 6.40 | 2.38 | 2.8 0.8 © [}
<, <
WNMGO080408R-JP |12.70 | 8.70 | 4.76 | 5.16 | 0.8 e o @ CCMTO09T304-HS2 |9.525|9.70 | 3.97 | 4.4 0.4 © )
WNMG080408L-JP |12.70 | 8.70 | 4.76 | 5.16 | 0.8 e o S, ] CCMT09T308-HS2 |9.525| 9.70 | 3.97 | 4.4 0.8 © )
WNMGO080408-PF4 | 12.70 | 8.70 | 4.76 | 5.16 | 0.8 © [ CCMT120404-HS2 (12.70(12.90| 4.76 | 5.5 0.4 © )
CCMT120408-HS2 (12.70(12.90| 4.76 | 5.5 0.8 © (]
CCMT060204-SM3 | 6.35 | 6.40 | 2.38 | 2.8 0.4 [ ©
CCMT060208-SM3 | 6.35 | 6.40 | 2.38 | 2.8 0.8 ) ©
WNMG080408-SM4|12.70 | 8.70 | 4.76 | 5.16 | 0.8 [} CCMTO09T304-SM3 |9.525| 9.70 | 3.97 | 4.4 0.4 ) ©
WNMG080412-SM4|12.70 | 8.70 | 4.76 | 5.16 | 1.2 (] CCMT09T308-SM3 (9.525| 9.70 | 3.97 | 4.4 0.8 [ D))
CCMT120404-SM3 |12.70(12.90| 4.76 | 5.5 0.4 [ ©
CCMT120408-SM3 |12.70|12.90| 4.76 | 5.5 0.8 ) D))

CCMT060204-PF3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.4
CCMT060208-PF3 | 6.35 | 6.40 | 2.38 | 2.8 | 0.8
CCMT09T304-PF3 |9.525| 9.70 | 3.97 | 45 | 0.4
CCMTO09T308-PF3 |9.525| 9.70 | 3.97 | 4.5 | 0.8
CCMT120404-PF3 [12.70|12.90| 4.76 | 55 | 0.4
CCMT120408-PF3 [12.70|12.90| 4.76 | 5.5 | 0.8
CCMT060204-PM4 | 6.35 | 6.40 | 2.38 | 2.8 | 0.4
CCMT060204-PM4 | 6.35 | 6.40 | 2.38 | 2.8 | 0.8
CCMTO09T304-PM4 (9.525| 9.70 | 3.97 | 4.4 | 0.4
CCMTO09T308-PM4 (9.525| 9.70 | 3.97 | 4.4 | 0.8
CCMT120404-PM4 |12.70(12.90| 4.76 | 5.5 | 0.4
CCMT120408-PM4 |12.70({12.90| 4.76 | 5.5 | 0.8

® FTHEFERES Mainrecommendedgrades © —fZh#EE Generalgrades O BJ4FZp#E-E Available grades

(NI RN N R N B )
e & & &6 | 8 &

® EHEFFFES Mainrecommendedgrades © —f&f#S Generalgrades O BJ4EfZf#-S Available grades
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General Turning Inserts General Turning Inserts

DCMT I={ SCMT =0

Profiling turning Re Profiling turning

JAY A
i b

Hll &
7H
ot
85 Grade W8S Grade
B AR~ Dimension(mm) E AR~ Dimension(mm)
P M K H ﬁpﬂcgmet P M K H ﬁl}ﬂ()ermel
Inserts Shape Type o 0l o | o 5 ol 60|33 Inserts Shape Type ol 0olo!lo G‘_) ol e lolo| 3|3
olC| L | S |od| Re|2 |2 2|2 | B 2|5 2|5|8|3 olc/ L | S |[0od|Re |2 (3|8 |2 B 2/5 28|83
o (¢)] (4] o o o o o o o o o o o (=] =] o o (=} o (=} a
w — (2] — M > A A > (7] (72} — (/) M > A A >
DCMT070204-HS2 | 6.35 | 7.80 | 2.38 | 2.8 0.4 o | e SCMTO09T304-HS2 |9.525|9.525| 3.97 | 4.4 0.4 o | e
9@9 DCMTO070208-HS2 | 6.35 | 7.80 | 2.38 | 2.8 0.8 o | e SCMTO09T308-HS2 [9.525 |9.525| 3.97 | 4.4 0.8 o | e
\/ DCMT11T304-HS2 |9.525 (11.60 | 3.97 | 4.4 0.4 o | e SCMT120404-HS2 |12.70 |12.70 | 4.76 | 5.56 | 0.4 o e
DCMT11T308-HS2 [9.525|11.60 | 3.97 | 4.4 0.8 o | e SCMT120408-HS2 |12.70 |12.70 | 4.76 | 5.56 | 0.8 o | e
DCMT070204-PF3 | 6.35 | 7.80 | 2.38 | 2.8 0.4 ° SCMTO09T304-SM3 | 9.525|9.525| 3.97 | 44 | 04 e | ©
DCMT070208-PF3 | 6.35 | 7.80 | 2.38 | 2.8 0.8 ° SCMTO09T308-SM3 | 9.525|9.525| 3.97 | 44 | 0.8 e | ©
DCMT11T304-PF3 |9.525 |11.60 | 3.97 | 4.4 0.4 ° SCMT120404-SM3 |12.70 |12.70 | 4.76 | 5.56 | 0.4 e | ©
DCMT11T308-PF3 |9.525 |11.60 | 3.97 | 4.4 0.8 ° SCMT120408-SM3 |12.70 |12.70 | 4.76 | 5.56 | 0.8 e | ©
DCMTO070204-SM3 | 6.35 | 7.80 | 2.38 | 2.8 0.4 e | © SCMTO09T304-PF3 |9.525 (9.525 | 3.97 | 4.4 0.4 °
DCMTO070208-SM3 | 6.35 | 7.80 | 2.38 | 2.8 0.8 e | © SCMTO09T308-PF3 |9.525 |9.525 | 3.97 | 4.4 0.8 )
DCMT11T304-SM3 | 9.525 |11.60 | 3.97 | 4.4 0.4 e | © SCMT120404-PF3 |12.70 | 12.70 | 4.76 | 5.56 | 0.4 °
DCMT11T308-SM3 | 9.525 |11.60 | 3.97 | 4.4 0.8 e | © SCMT120408-PF3 [12.70 | 12.70 | 4.76 | 5.56 | 0.8 °
DCMT11T304-PM4 |9.52511.60 | 3.97 | 4.4 0.4 © et et ® FHEFFRES Mainrecommended grades © —f&H# S Generalgrades O BI4EFZRES Available grades
DCMT11T308-PM4 |9.525|11.60 | 3.97 | 4.4 0.8

® FHEFFHES Mainrecommended grades © —fiZhE-S Generalgrades O BJ 4 =S Available grades
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General Turning Inserts General Turning Inserts

VBMT/VCMT i=(] KNUX

Ptz

Profiling turning

Re
S
.W '
A ] br A
55°>/ La
e ¢ $ £
gl & 120 "
Tz = 7]
B "R
85 Grade &S Grade
B AR~ Dimension(mm) E AR~ Dimension(mm)
P M K H ﬁpﬂcgmet M K H ﬁl}ﬁj(ﬁermel
VLR 5 Bs LR 5 Bs
Inserts Shape Type 6 ‘G_) 5 ‘G_) 5 ‘G—) 5 B 6 &| ‘:| Inserts Shape Type 6 5 6 5 5 5 ‘G_) ‘:| ‘__|
olC/ L | S |od| Re | 2|2 |2 |2 B|2/8S |22 &|3 La| L [IW| S |br |Re|® 25|28 28|85
[¢)) o o0 0o | o |9 o |9 |  uo|° | [$)] o | o | 9| o |9 | u o | o
(7] (7] = (7] m > A A > (2} (7] M > A A >

VBMT110304-HS2 | 6.35 |11.00| 3.18 | 2.8 | 0.4
@ . | VBMT110308-HS2 | 6.8511.00| 3.18| 2.8 | 0.8
S | VBMT160404-HS2 |9.525(16.50 | 4.76 | 4.4 | 0.4
VBMT160408-HS2 |9.525/16.50| 4.76 | 4.4 | 0.8
VBMT110304-SM3 | 6.35 11.00| 3.18 | 2.8 | 0.4
< VBMT110308-SM3 | 6.35 [11.00| 3.18| 2.8 | 0.8
S5 | VBMT160404-SM3 |9.525(16.50 | 4.76 | 4.4 | 0.4
VBMT160408-SM3 |9.525/16.50 | 4.76 | 4.4 | 0.8
VBMT160404-MF3 |9.525/16.50 | 4.76 | 4.4 | 0.4
VBMT160408-MF3 |9.525/16.50 | 4.76 | 4.4 | 0.8

KNUX160405-L11 |17.2(16.15|9.25|4.76 | 2.7 | 0.5
«— KNUX160410-L11 |17.2|16.15/9.25|4.76| 2.7 | 1.0
KNUX160405-R11 |17.2|16.15/9.25|4.76| 2.7 | 0.5
KNUX160410-R11 [17.2|16.15/9.25|4.76| 2.7 | 1.0

e o | @ | @ SGZdOr
e @ @ @ 1G2d9r | ©

(I ]

|

® FHEFFPES Mainrecommendedgrades © —fZhES Generalgrades O BJ4EFZHE-E Available grades

o o o o o o
e &/ & & & 0O

VCMT160404-SM3 |9.525|16.50| 4.76 | 4.4 | 0.4
@ VCMT160408-SM3 (9.525|16.50| 4.76 | 4.4 | 0.8

VBMT110304-PF3 | 6.35(11.00| 3.18 | 2.8 | 0.4
VBMT110308-PF3 | 6.35 (11.00| 3.18 | 2.8 | 0.8
VBMT160404-PF3 | 9.525/16.50| 4.76 | 4.4 | 0.4
VBMT160408-PF3 | 9.525/16.50| 4.76 | 4.4 | 0.8

& | & & | °
e o o o

® FHEFFIES Mainrecommendedgrades © —fRh#S Generalgrades O BI4ZhE-S Available grades
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B ZEFEHNTDR B ZEFHVIR

General Turning Inserts General Turning Inserts

TNMX RNMG/RCMX =t}

R

Profiling turning
ol.C
==\
HMNEIFNIHEZEH]
E Cylindrical and N E
2 face turning g
EUE ! <§> é'”
H L 2 7]
B i)
IS Grade &S Grade
HA R~ Dimension(mm) E AR~ Dimension(mm)
P M K H ﬁpﬂ()ermet P M K H ﬁpﬂ()ermet
TIH M S P P P B A P B o B B TR M L0 -
Inserts Shape Type ® 0ol ol ol o424 Inserts Shape Type 6 5 5 a G‘_‘) D) 6 6 6 ‘:| ‘:|
olc| L | S |od| Re |2 | 2| 2| 2|B|2|8S22|8%|3 ol.C| L S |od 2|33 I2|B|2|8 |28 |&|53
(4] (4] o o o o o o o o a o | o o | o o o o o a (=] a
w0 »n| 4w | m|>» | A A > w | n 4| »w | m| > 3| >
TNMX1509L-W [22.23/28.21| 9.66 | 6.9 1.6 ° RNMG120400 12.70 | 12.70 4.76 5.16 o L]

/

/ TNMX1507-HR8 |22.10(27.64| 8.01 | 7.0 | 1.6 L] RCMX160600-PR8 | 16.00 | 16.00 | 6.35 5.50
@ @ RCMX200600-PR8 | 20.00 | 20.00 | 6.35 6.50

RCMX320900-PR8 | 32.00 | 32.00 | 9.52 9.80

® FIHEFFIES Mainrecommendedgrades © —fZh#S Generalgrades O BJ4ZhE-E Available grades ’ RCMX250700-PR8 | 25.00 25.00 7.94 7.18

® FHEFFRES Mainrecommended grades © —fi&h# S Generalgrades O BI4EFZHES Available grades
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B ZEFEHNTDR B ZEFHVIR

General Turning Inserts General Turning Inserts

CNMG/CNMM SNMA/SNMG/SNMM

90
[_‘ ] ‘C’,—"_\_\ ®l.C ] ’_f
/7 1 S
) :
od[-1-1 -1 |od - ————f— wdi—f———————————r—Iod
A ' < A
N | “/'
Eg % rJ \ﬁ_x_’_x Re : ﬂ §$
Hl 2 s s e Pl
I = 7)
J5E P
F8E Grade 85 Grade
B AR~ Dimension(mm) B AR~ Dimension(mm)
P M K H ﬁpﬂCermet P M K H ﬁpﬂ()ermet
Inserts Shape Type ol 0 oo ‘G_) ol e |lolo!l 3|3 Inserts Shape Type ol 0 oo G'_) ol 6|33
olc| L | S |od|Re | 2|8 |2|2 B2/ |2 8|8 5 olc| L | S |od|Re | 2|3 |8 |2|B|2|I5|2|8|8|3
o o o o o o o o o o o (4] o a1 o o o o o o (=] a
(72} (7] — (/2] M > A A > (7] (72} — (72} M > A A >
‘, CNMG190612 19.05/19.34| 6.35 | 7.94 | 1.2 ® © SNMA190612 19.05/19.05| 6.35 | 7.94 | 1.2 °
— ﬂ
CNMG160612-PR8 |15.875/16.12| 6.35 | 6.35 | 1.2 ° © SNMG 190612 19.05(19.05| 6.35 | 7.94 | 1.2
CNMG190608-PR8 |19.05[19.34| 6.35 | 7.94 | 0.8 o © SNMG250924 25.40/25.40/9.525| 9.12 | 2.4
CNMG190612-PR8 {19.05|19.34 | 6.35 | 7.94 | 1.2 ° ©
CNMG190616-PR8 |19.05[19.34| 6.35 | 7.94 | 1.6 ° ©
CNMG250924-PR8 |25.40(25.79| 9.35 | 9.10 | 2.4 [ © SNMG190612-PR8 [19.05[19.05| 6.35 | 7.94 | 1.2
CNMM190612-PR8 {19.05|19.34 | 6.35 | 7.94 | 1.2 ® © SNMG190624-PR8 |19.05(19.05| 6.35 | 7.94 | 2.4
CNMM190616-PR8 [19.05|19.34 | 6.35 | 7.94 | 1.6 ° © SNMG250924-PR8 [25.40(25.40(9.525| 9.12 | 2.4
CNMM190624-PR8 | 19.05(19.34 | 6.35 | 7.94 | 2.4 ) © ———
CNMM250924-PR8 {25.40|25.79| 9.35 | 9.10 | 2.4 [ ° © SNMM190612-PR8 |19.05|19.05| 6.35 | 7.94 | 1.2
® FHETFRES Mainrecommendedgrades © —fZhES Generalgrades O BJ4EFZhE-E Available grades SNMM190616-PR8 | 19.05/19.05| 6.35 | 7.94 1.6
SNMM250924-PR8 [25.40(25.40(9.525| 9.12 | 2.4

® T IHEFFRES Mainrecommendedgrades © —fZhES Generalgrades O BJ4EFZhE-E Available grades
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B EIBEDR

Boring Inserts for precision turning

B EIBEDR

Boring Inserts for precision turning

T*GT/T*GH/TNMG TCMT

% %
ol.C
ol.C
A w AC) e D JAY
7 - ‘ o e
i — — i
7z z7]
B i)
85 Grade &S Grade
B AR~ Dimension(mm) B AR~ Dimension(mm)
P M K H ﬁpﬂcgmet P M K H ﬁl’ﬂ(:ermei
T1 R 9 B T1 R Mg B
Inserts Shape Type 8 ‘G_) 5 ‘G_) 5 ‘G—) 5 ‘G_) 5 &| ‘:| Inserts Shape Type 5 ‘G_) 6 6 G") ‘G_) 6 8 ‘G_) : ‘:|
olc/ L | S |od|Re ¥ |3 | 2|5 X 5|22 3 3 ol.c| L | s |od|Re | 2|3 |8|2|B|2|S|2|8|8|53
o (4] o o o o o o o o o o ol (¢] o o o o o o o a
w (7] — (/2] M > A A > (7)) (72} — w M > A Py >
N TBGT060102L-W | 3.97 |6.876| 1.59 | 2.2 0.2 ® TCMT090204-HS2 | 5.56 | 9.60 | 2.38 | 2.5 0.4 © °
TBGT060104L-W | 3.97 |6.876| 1.59 | 2.2 0.4 é TCMT090208-HS2 | 5.56 | 9.60 | 2.38 | 2.5 0.8 D)) )
7N
‘ = TCMT110204-HS2 | 6.35|11.00| 2.38 | 2.8 0.4 D)) °
| ———
TCMT110208-HS2 | 6.35 |[11.00| 2.38 | 2.8 0.8 © )
\ TCGT110202L-W | 6.35| 11.0 | 2.38 | 2.8 0.2 TCMT16T304-HS2 | 9.525/16.50| 3.97 | 4.4 0.4 © [
\ TCGT110204L-W | 6.35 | 11.0 | 2.38 | 2.8 0.4 /\\ TCMT16T308-HS2 | 9.525/16.50| 3.97 | 4.4 0.8 © )
/i N V{e))
————
TPGT080202L-W | 4.76 | 8.2 | 2.38| 2.4 0.2 © ° TCMT090204-SM3 | 5.56 | 9.60 | 2.38 | 2.5 0.4 [ ©
\ TPGT080204L-W | 4.76 | 8.2 | 2.38 | 2.4 0.4 © ° TCMT090208-SM3 | 5.56 | 9.60 | 2.38 | 2.5 0.8 ° ©
a TPGT090202L-W | 5.56 | 9.6 | 2.38 | 2.8 0.2 © ° TCMT110204-SM3 | 6.35|11.00| 2.38 | 2.8 0.4 [ )
2N TPGT090204L-W | 5.56 | 9.6 | 2.38 | 2.8 0.4 © [ TCMT110208-SM3 | 6.35|11.00| 2.38 | 2.8 0.8 [ ©
— TPGT110302L-W | 6.35 | 11.0 | 3.18 | 3.4 | 0.2 o e TCMT16T304-SM3 | 9.525(16.50| 3.97 | 4.4 | 0.4 o | o
TPGT110304L-W | 6.35| 11.0 | 3.18 | 3.4 0.4 © ° TCMT16T308-SM3 | 9.525/16.50| 3.97 | 4.4 0.8 [ ©
Q TPGHO080204L-FS | 4.76 | 8.2 | 2.38 | 2.4 0.4 © ° TCMT090204-PF3 | 5.56 | 9.60 | 2.38 | 2.5 0.4 © o °
} TPGH090204L-FS | 5.56 | 9.6 | 2.38 | 2.8 0.4 © [ TCMT090208-PF3 | 5.56 | 9.60 | 2.38 | 2.5 0.8 © o) )
‘ 8 TPGH110304L-FS | 6.35| 11.0 | 3.18 | 3.4 0.4 © [ TCMT110204-PF3 | 6.35 |11.00| 2.38 | 2.8 0.4 © o °
TCMT110208-PF3 | 6.35|11.00| 2.38 | 2.8 0.8 © o )
TNMG160404R-2G | 9.525 | 16.50 | 4.76 | 3.81 | 0.4 © ° TCMT16T304-PF3 |9.525/16.50| 3.97 | 4.4 0.4 © o °
A TCMT16T308-PF3 |9.525/16.50| 3.97 | 4.4 0.8 © o) )
-
— ® FHETFRES Mainrecommendedgrades © —f&kES Generalgrades O BI4EFZfE-S Available grades

® FHEFERE S Mainrecommendedgrades © —fi§h#E-E Generalgrades O B4 =S Available grades



B REEE

Turning Inserts for Steel

1
ERS =
cteristics of Chip-breakers

-PM4IEJ] |/ PM4 Positive Inserts o s
BN, W, TN, REW. HERIE REEE, g .
RERLSKEIAES, WERDTBESTHIER . g
Chip-breaker for cutting carbon steel, alloy steel, soft steel, ; 2
stainless steel and castiron; 3
The combination of flat edge and large front angle can ensure 0

edge strength and cutting sharpness.

-PM4faJ] H PM4 Negative Inserts

WEEBINTELER, EPIMSH. RENINT;
BEEREiETENERKNEE RN

FIRTI R IRSAIRR DRI AR

IR BRI R ERERYEEF AR DB .

0.1 0.3 0.5 0.7

#4458 Feeding Rate ( mm/rev )

Preferred chip-breakers for semi-finishing machining of steel cutting, and can realize efficient and
stable processing; Universal chip-breaker with wide chip-breaking effect and high versatility;
Designed near the tip of the knife, with a distinctive shape bulge and large front angle.

Ensure the chip-breakers maintaining sharp cutting performance and low cutting force.

= AT AAR

Processed material

HEREIT /65Mn
Hub Unit /65Mn

> LEE Vc=110m/min
Linear velocity A TSR0
Number of processed parts/edges
- AR f=0.23mm/r P
Feeding Rate 100
- JHIRE ap=1.0-1.5mm
Cutting Depth 75
IHIM4ERE Cutting Performance 60
45
BIEm
Life time of 9214/ 7]Piecesledge
ZZJG inserts 30
ESM RS ,
Life time of 1 00{45/7_] Pieces/edge
another brand
0
- WNMG080408-PM4  E4NERLE
‘ -ﬁmtbﬂt%%o JGP25T Life time of another brand

Cost-effective advantage.

www.jgcarbide.com

N REEE

Turning Inserts for Steel

1] £
BES s
Characteristics of Chip-breakers

-PF31EJ] K PF3 Positive Inserts

AT EMTAMEES, EAABNT; )
RAFATHHITIRI gz
BHETEIR=SERIRT, YED0, WEEEE; °

Al Ry BeE )

KEIAIRI, SERANNBEZBNSRERTHERNE;
RIEARRZETEREY RO ETE,
BRI Z.

Chip-breaker for precision processing with front angle finishing; 6
Design of parallel cutting edges ;

Special design of 3D chip-breakers with double front angle,

small cutting force and wide chip- breaking ;

Large front angle design, and the deep chip chute between the height difference

to enhance the edge sharpness ;

According to different levels of cutting depth, there are corresponding raised chip-breakers,
The application field is extensive.

(ww) yydeq@ Bumng W Sy
w

0.1 0.3 0.5 0.7

#4418 Feeding Rate ( mm/rev )
26153t
Case Analysis

= AT iR BEeRFL/30Cr

Processed material Gear bore /30Cr
> LEE Ve=120m/min
Linear velocity
- HERE f=0.18mm/r A
Feeding Rate MIFHH/DIO
Number of processed parts/edges
> JHIRE ap=2.0mm 6
Cutting Depth
50
‘t}_] ﬁ'U’I‘E‘ﬁ‘E Cutting Performance 40
BILED 30
Life time of 60{45/7] Pieces/edge
ZZJG inserts 20
ESPRE mhE
Life time of 6014/ 7]piecesiedge 10
another brand
0
- CCMT120408-PF3 ESMNE R
@ tuSsEuUF-¥, RIFRNTHRNEREEEES. JGP2SS  Lietme staninerbrng

With the same performance as competitors, but the roughness of parts is better.




B REREE

Turning Inserts for Stainless Steel

1
ERS =
cteristics of Chip-breakers

-SM3IEJJ |/ SM3 Positive Inserts

U RETETE, RAXEBEE. EAERERM A RETIEIES,
OSSR ST B EENSR.
Medium Cutting Chip-breakers,Use Large chip-holding groove.

Reduce cutting resistance even at large depth of cutting,
Reduce high frequency vibration and cutting blocking.

-SM3faJJ] / SM3 Negative Inserts

W, PR, WIEIEIE, RIRAEEEE, MREETERE;
KEIEITD, IHIERNES. BRAYSNETEERIR,

Medium Cutting for Stainless Steel, Soft steel, hard cutting material;

Use preferred recommended chip-breakers,M-class double-sided chip-breakers

Sharp cutting edges, High cutting sharpness.Highly versatile chip-breaker shape.

UL iy
Case Analysis

=61 A

> HWINTAE 40Cr (RSENLAMSEINT)

Processed material 40Cr ( Reductor shaft processing )
> THER D=®35mm »
” b ’
Diameter of workpiece EIHIRERE  Cutting Performance

|_R=3CY n= r/min BIED
EgL 3800r/ L”etimenopf 7014/7]Pieces/edge
Rotating speed

ZZJG inserts

- HEE f=0.06mm/r ESP RIS

Feeding Rate Life time of 5044/7]Pieces/edge

another brand

- JEIRE ap=0.8mm
Cutting Depth

=B

- N AR 3047555

Processed material 304 stainless steel

> THER D=®40mm

Diameter of workpiece HIEIMERE Cutting Performance

- G n=1500r/min .

Rotating speed Life time of 50f4/7]Pieces/edge

ZZJGinserts

- HEE f=0.08mm/r

) ESME R
Feeding Rate Life time of 6014/7]Pieces/edge

another brand

- IEIRE ap=0.6mm
Cutting Depth

@ nttinE. RERENHEAR.

High cost-effective advantage and good chip-breaking effect.

70

60

50

40

30

20

60

50

40

30

20

A

MITHHIO

Number of processed parts/edges

A

WNMG080408-SM3  ESNEEGIE
JJGAT0A Lifetime of another brand

ITE4E/I0

Number of processed parts/edges

TNMG160404-SM3  E4 R
/JGA20F Life time of another brand

B BH%EH

Turning Inserts for Cast Iron

FEEfE: MR, SEMENER, SRES,
57FbEMHRE, FESHERNAREEH.

Flat chip-breakers:

Chip-breaker for cutting brittle and hard material,

with high structural strength and a good match to the tool holder.
More suitable for unstable turning of castiron.

B BANMIER, WHKEE, THESIIKEDR

Universal chip-breakers:
Universal chip-breaker type, double-sided chip-breakers,
especially suitable for machining K-type materials.

IR AR IE B RS ERTTE:

Unusual failures and solutions when processing cast iron:

5|E.I-.E".%"5E§"5l Unusual failures

www.jgcarbide.com

(ww) yyde@ Bumng k¥
-

0.1 0.3 0.5 0.7

#4458 Feeding Rate ( mm/rev )

ﬁ’iﬁ&fiﬁ Solutions

o BIZJERIEIRRAL BEER
Hﬂﬁk Tipping at the chamfer on the front edge nABERBIS.
Tipping %DEIB_(D%%%WW Dﬁﬁﬁ Increase the negative front angle of the chamfer.
Tipping of the cutting edge during grey cast iron finishing
TIHIBREF5 ER AT AIEEIR B AFE.
Wear in cutting ductile iron Change to dry cutting.
= S PN

1R FHIAAER BRI

Wear Wear during dry cutting Reduce cutting line speed.
TIEIR O S5k AT A EE IR BRFHIDHE, REIHIZERE.
Wear during grey cast iron cutting Change to dry cutting, increase line speed cutting.
HHEEE RBBILERE, MATIREMFE, FRHLE.
Poorroughness Increase cutting line speed; increase radius of the cutting edge; reduce the feeding rate.

= e IS Mgz = .
RHRE EEE. R#MEE HNIRBEEINHE, RERFRME, KAERTR.
Surface quality Poor cylindricity and coaxiality Decrease radius of the tool tip arc; increase the rigidity of the system; change to positive-angle inserts.

ER BRBERI R, BUNMIKREER.
Burrs Change to positive-angle inserts; reduce chamfer width.

ELUIba Ly
Case Analysis

> AT INT=yEeh4H / HT25084 )5

A mIz#syIO

Number of processed parts/edges

Processed material Crankshaft for processing air conditioning / HT250 Material 150

> THER D=60mm 125
Diameter of workpiece IHIMERE Cutting Performance

100

B LRIRE Vc=380m/min ETES

Linear velocity Life time of 13544/7]Pieces/edge 75

ZZJGinserts

> HEE f=0.23mm/r

ESNE S 50
Feeding Rate Life time of 15044/7]Pieces/edge

another brand

- JERE ap=1.5mm
Cutting Depth

@ EEHENERIEBO0%ER, EHLHGBBE.

25

WNMG080408 BN RS
IJGKTOR  Life time of another brand

Performance is about 90% of another foreign brand, with obvious cost-effective advantage.
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SEEHIINTYH AEEER SBEFEHINIH AERER

Table of ecommended cutting parameters for general turning Table of recommended cutting parameters for general turning
o= ) = ' EEWE | REEERE = ) £EEE REEERE
CVDiﬁg OV Ceeting PVDI$§ PV Ceeztimng Cermet Coated Cermet CVD’$§ CVD Coating Cermet Coated Cermet
EE JGP10S (JGP15T|JGP15S|JGP20S|JGP25T|JGP25S| JGP40S|JGA10A|JGA20F JGA20H| JTN20 JTN35F EE JGK10R JGK15R JTN20 JTN35F
1ISO Mateﬁl;s HB i&fa% Feed rate (mm/rew) ISO Mateﬂs HB i&ga% Feed rate (mm/rew)
Hardness Hardness
HE 0.1-0.6 | 0.1-0.8 | 0.1-0.6 | 0.1-0.6 | 0.1-0.8 | 0.2-1.0 | 0.2-1.0 | 0.2-0.4 | 0.1-0.6 [0.05-0.8| 0.05-0.2 0.05-0.2 I3 0.1-0.4 0.1-0.4 0.1-0.4 0.1-0.4
A tﬂﬁﬂiilﬁ Cutting speed (m/min) tJJﬁHiE]E Cutting speed (m/min)
Hl 2 g C=0.15%| 125 |500-270|430-190|430-200|500-270|480-240|380-165|430-220|460-220|380-180|360-165| 550-350 580-350 ATk Forrite 130 350-230 330-220 280-160 300-180
i E S ik
JaT : i Malleable BRI
g C=0.35%| 150 |460-250|380-180(410-180|460-250|460-230({300-150|350-200/440-210(300-170|280-150| 500-300 520-300 cast iron Poarlite 230 250-105 230-100 220-120 240-150
o
8 |C=0.60% 200 |400-220|330-150{350-150|400-220|400-200|260-130|310-180|380-180|260-150|240-130| 460-260 480-260 180 520-200 480-200 400-250 420-270
o ROk
\EX Gray castiron
P)‘h i 180 |400-180|350-150|350-170|400-180|400-200|200-100|250-150|380-180|200-120|180-100| 410-240 430-240 260 230-120 220-115 360-240 380-260
a nnea
= o 275 |280-150|210-100{230-200|280-150|260-140| 140-70 | 200-120|240-120| 140-90 | 120-70 300-180 320-180 kS %E%W 160 310-150 300-150 330-190 350-210
M| Hardened Pty Ferrite
pd
=5 :,_\"‘é@ Nodular BRYLR
3 Halrdened 300 |260-150| 190-70 [210-100(260-150|240-120| 125-60 | 180-110|220-100| 125-80 | 100-60 | 250-170 270-170 cast iron | o2 e 250 230-110 220-105 310-200 330-220
T
)
Ha;fﬁfed 350 |230-120| 170-70 | 180-80 |230-120|220-120| 110-55 |160-100{200-100| 110-75 | 90-55 230-150 250-150
i
=) 1B W 3 . P .
%% mél 200 |360-190|260-120{320-150|360-190|310-170| 175-80 |220-130|290-150|175-100| 155-80 | 350-200 370-200 PVD;$E PVD Coating Eﬁnﬁ Cemented carbide
T
& JGS20A JGS20C JGAO5A JS10A
o - E e
S| 7 N R R . R - R N N - N N > o —
;. Hardened 325 |190-130| 100-50 | 140-90 [190-130|150-100| 85-40 | 140-90 | 130-80 | 85-60 | 65-40 170-110 190-110 ISO Motoris HB HHAE Feed rate (mmirew)
& Hardness
Fas HB 0.05-0.15 0.05-0.2 0.05-0.2 0.05-0.35
Bl 180 |280-160|200-100|240-120|280-160|250-140| 135-75 |190-130|230-125| 135-95 | 115-75 260-170 280-170
= Non-alloy ..
| PO tJJHHJElE Cutting speed (m/min)
Q K5 200 |280-110| 170-60 | 230-70 [280-110|220-110| 120-80 |170-130| 200-90 [120-100| 100-80 | 260-170 280-170
% | Low-alloy ESsEd
o 60 150-60
D EA@ mas No heat treatment
= H'E,hilloy 225 |210-110| 140-50 | 160-70 |210-110|190-100| 95-55 |150-110| 170-80 | 95-55 | 95-55 260-100 280-100 Alalloy
B 100 150-60
Heat treatment
%8 B -
&% |Noheattreatment 75 150-60
Cast s
R ) PVD:£E rvD ; aluminum B .
CVDIRE cvb coating iR PVD Coating oy | Heatteatnent | 90 150-60
EE JGM20R JGA30A JGA20F JGA10A JGA30F L'ﬁ’:}dﬁ" 110 150-60
ead alloy
)
2 - =
ISO Materials HB ﬁﬁ; IFed e (mmiie) E}lﬂoﬁp%r S 90 150-60
Hardness alloy Copper,pure copper
HB 0.2:0.6 0.2:04 | 01-04 | 0.2-0.4 0.2:0.6 7 .
Copper,nonleaded Copper 1 00 150-60
. electrolytic copper
tJJﬁlj;@E Cutting speed (m/min) BEHESS EEas
Ni-base Ni—basemalloy 40 100-60 100-60 100-60
gﬁ: ?er?ﬁ 180 280-180 290-190 | 300-190 | 290-190 | 250-150 alloy
2 N 45HRC 100-60
» B8 EC 4 Hard steel
) e 260 250-150 240-160 250-160 240-160 220-120 .
S | Austenite EREM R B 50~60
] High = 100-60
o ok hardness | Extra-hardsteel | HRC
T e 330 200-140 250-170 260-170 250-170 210-120 material
® | Martensite ateria BRES
Ch'lq ) 500 100-60
illed castiron




www.jgcarbide.com

RN B SRR

Naming Rules of Threading Turning Inserts

L i BaFR RfER
Screw pitch Thread Type Thread Chip-breakers
24286 Omni-pitch 1S0 ISORHIB0SBE SHUBHETIA
TPI MetricBojpitehiiniead S Three-dimensional chip-
mm 60°33 4B EIRLY breaking groove blade
60 60°general pitch thread
0.35-5.0 72-2 T
55°3
iz 128 Generic - pitch B 55°general pitch thread
BERBLY
mm TPI W Whitworth thread
A 0.5-1.5 48-16
AG 1.0-3.0 26-10
EECIR4Z Whitworth thread
mm TPI
1 11 1.479
14 14 1.162
Eﬁ E ‘ﬁu 19 19 0.856
~

Threading Inserts

®S WEIEERE (mm)
Code Inscribed circle diameter
T11 $6.35
R 5F
T16 R l Internal cutting insert fheliondiand
T22 ®12.7 EE
External cutting insert The lefthand
NRRY PSS tHIG =
Brand size Cutting style Cutting direction

080 Pt
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Threading Inserts Threading Inserts

BT

55
Characteristics of Chip-breakers d

SHREER DA
Three-dimensional chip-breaking groove blade

BEOBEIRITHRIE T T EBERH;

JAY

A
s 2
= 7]
B

1 MIEEAEES, =
e L ] A . . S Grade
Az BESCENIN. 5N, MEHIHIMAIE S MM RIRSNT. E AR~ Dimension(mm)
H_Q P M K H ﬁmCermet
A 1) =
Reasonable design of chip-breakers can ensure the effective discharge of cutting during machining; T RS _Ig_g’? a - - o - @ o o - - -
With a high surface finish ; Inserts Shape ype 4855 06| 60|60 @0 | 6o|le|d o
. ) ) . . o1.C S od 9|9 |0 |0 | > |> | Z X | >|Z2|Z2
It can realize thread processing of steel, stainless steel and hard cutting materials. Pitch . = N N » o | © N = o N w
e o |lo|o | o |la|a| o|o|a|o |
(2] (7] — (7] M m ) ) >
T16IR-11WS 11 9.525 | 3.52 4.00 [ )
| 2.36 | T16IR-14WS 14 9.525 | 3.52 4.00 ® ©
I > 0.2

oSt

gl / /’H =

T16ER-11WS 11 9.525 | 3.52 4.00

)
‘?a l ‘W
ﬂ T16ER-14WS 14 9.525 | 3.52 4.00
;L ;'\,

:i; Ii e F = Mainrecommended grades © —fZHE-S Generalgrades O B4 F=pE-E Available grades
Case Analysis HEFES e BhEs o] AL S e

B AN TAA R 45#5

Processed material 45#steel
> NTH5 ZFHISMNENIT

Processing methods External Turning Processing A

- |od

» FRR T16IR1.51SO/JGA20F !

Use of inserts
> NITE&%# Vc=128m/min , f=0.22mm/r

Processing parameters t}] ﬁﬂ'&ﬁé Cutting Performance

&S Grade
EZR~F Dimension(mm)
. . \ ~ P M K H ﬁmCermet
ERSMIRKGT, B T16IRTIAIEIER, BIE® 60t/ 7) TIR 5 xS clclceclclelelaele clale
SR BALREED inserts Shape Type 515
BB ALY, EMELHBBE. e time of mE | oo | 0q |919/18/12/1818/2/2/8(22
Under the same processing conditions, our T16IR Pitch : G 5 5 g 8 8 B 3 8 o | a
cut easier and chip-breaking effect is good. @ @ - @ o m o o >
Cost-effective advantage is obvious. E4NELS b T16ER-AG55S |0.5-3.0| 9.525 | 3.52 4.00 e | ©
Life time of 1601/ 7] Piecesiedge 4 T16ER-AG60S [0.5-3.0| 9.525 | 3.52 | 4.00 e o
another brand | ~

® FHEFFRE S Mainrecommended grades © —fZFES Generalgrades O BJ 475 Available grades
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Table of recommended cutting parameters for threading

B ByFHTDR

Threading Inserts

=
=
Grade
ISO ¥ {EEHB JGAOS5E JGAOS5F
Materials HardnessHB
A {EIEEm/min
Cutting speed m/min
ﬁg B2 Grad B C=0.15% 150-175 130-160
H = Grade 3 -
e B2 R Dimension(mm) oo el C=0.35% 125~200 140-155 130-150
I P M K | H |$&pgceme C=0.60% 130-145 120-140
TIRSME RS —
Inserts Shape Type Slelslslcglaglaglglslgls BX Anneal 110-130 100-120
BE | o1c| s od | 2| 3|JY B | > |> 2| X |2 2|2 EEal A8 Hardened 180~350 80-100 70-90
Pitch % g E (% 8 8 S | o 8 o | o Alloy steel H# Hardened 70-90 60-80
n|gmAA> 578 Hardened 60-80 50-70
T16IR-1.01SOS 1.0 9.525 | 3.52 4.00 ) D) -
D BaeN 1BX Anneal 200~325 90-115 80-110
T16IR-1.51SOS 1.5 9.525 | 3.52 4.00 ) © High alloy steel 85 Hardened 70-90 60-80
- . . . . [ ) ©
ﬂ T16IR-2.01SOS 2.0 9.525 | 3.52 4.00 B2 Non-alloy 180-210 160-200
h 5| T16IR-2.5ISOS | 2.5 | 9.525 | 3.52 | 4.00 o o 4 XA S Low-alloy 180~250 90-115 80-110
T16IR-3.01SOS 3.0 9.525 | 3.52 4.00 (] © Cast steel B A& High-alloy 90-115 80-110
p T16ER-1.01SOS | 1.0 | 9525 | 3.52 | 4.00 oo SEGHRRI12%Mn Martensisstsel 1240 40-50 30-40
T16ER-1.51SOS 1.5 9.525 3.52 4.00 [ ] ()] R BB EG/K Austenite 180 110-130 100-120
A ﬂ T16ER-2.01SOS | 2.0 | 9.525 | 3.52 | 4.00 e o Stainless steel D ER/BENR Martensite/Ferrite 200 130-170 120-160
% T16ER-2.51S0OS 2.5 9.525 | 3.52 4.00 ) © o~ SR
TR /K Ferrite ] 110-140 100-130
- 30~230
T16ER-3.01SOS 3.0 9.525 | 3.52 4.00 [ © Malleable cast iron HESEAR Poarlite 85105 20-100
[ ] EE}E%}%Q? Main recommended grades © —ﬂﬁﬂ@_? Generalgrades O E_[EE;“HE? Available grades }XD%%& {EEEZ{EF?EE Low tensile-strength 180260 110-140 100-130
Gray castiron BSHI{H38E High tensile-strength 90-115 80-110
BREBETK SKZRIK Ferrite 160250 110-130 100-120
Nodular castiron BRYEIK Pearlite 80-100 60-90
AE RETRISLE Non-aging treatment 60-100 1300-1450 1000-1200
Alalloy A A4 2 Aging treatment 450-500 350-450
N S RET 4L IR Non-aging treatment 75-90 430-470 350-450
Castaluminum alloy B 34b EE Aging treatment 250-290 200-260
) JB K Anneal 35-50 20-40
R E Ni-base B3 Aging 200~280 25.35 20-30
o MHREE
B2&R DI ) S Grade S Heat resistant alloy 1B X Anneal 15-25 10-20
mension(mm) p M | K| H|&Hem BE BI%K Aging 250~350 10-20 10-20
=g SiA e Ni-or Co-base $51& Casting 10-15 10-15
Inserts Shape Type ‘G_) E a 5 6 6 6 ‘G_) ‘G_) ﬁ &‘
BE | 5 c| s od | 2|2 2|2 B|BIS|2| 88|53 A K HRC55 40-50 30-40
Pitch ’ o a g g 8 8 X e 8 8 g Hardened steel Hardened steel
w (72} — v M m A A >
7 Note :
« 22IRN60-TC  |3.5-5.0 12.70 | 4.71 | 5.00 °|° * LENEEE, SIRDMAT, TENIEE, SARRIMREN, EAEEINIORE.
> The values in the above table are range values.High values in the range could be considered in actual cutting.When trying new cutting speed, please check the
ﬂ /‘ cutting edge condition before operation.
M * AT REIIREAT AR, MERRBENTIELIERE, LR RIS/ 1 K.
In stainless steel threading, high cutting speed should be used to prevent built-up edge.

* BEDE/NZREIRSFIE RN RFETIER, RIEHRNDEISE.

[ ] = Mainrecommended grades © —fiZhES Generalgrades O BJ4EFZhE-S Available grades
TRERS 9 kS 9 LIRS 9 The cutting parameters should be reduced when cutting small pitch thread and when using tools with small nose radius.



www.jgcarbide.com

ENIETD R SRR

QA

Naming Rule of Parting and Grooving Inserts

T %551
i Directionless
Az JD ; a=F
Single head The right hand
Wk EHI
Js Double head M Pressing ¥
s The left hand
JR elid =5
Profiling G @il WE
Inner Circle
RYIZHR nE I "
Application Code Tolerance Cutting Direction

7] B(mm) r (ZIRE3N) RS
Edge Width Corner radius Chip-breaker code
FILETE
Central breaking
150 1.5mm
iR
200 2.0mm N Central chipping
250 2.5mm
300 3.0mm
i hY 400 4.0mm
tJJ Mtﬂ IE E ﬁu jsyu 500 5.0mm
Parting and Grooving Inserts 600 6.0mm
800 8.0mm
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Parting and Grooving Inserts Parting and Grooving Inserts

YIBRDIE T B is = JSMN/JRMN

The features of parting and grooving inserts

e | Wy

T REEBERFTIIEMELINT, E—RESMEEAMIT A, < <, Re
> — I SE 4o = e e = — € Y
A RUN=4Y) BRI BT AREH, HARERETIIEE, BT Ik, 5T K] ( 3 bT E= A
Py ENIENARNERSSEMRENSS, RETHEUINEYE, B8 7TIIEGMINTATER, [ % ] t e
Ik ‘—JL - S Hl
7] g The inserts is a multifunctional general-purposed machining inserts, which can be used for grooving and turning; g 7]
ks The optimized 3D chip-breakers can effectively control chip-breaking, P R
minimize the cutting resistance and reduce the machining vibration; B2 Grade
The combination of carbide matrix and coating specially developed for processing chip-breakers, EHZAR~} Dimension(mm) =
has both wear resistance and toughness, and improves the processing life and reliability. P M K H ﬁl’ﬂ()ermei
TIR 5 Bs
— o o o [ (. [ (S o (S o
Inserts Shape Type ol 0l 0ol ol ol o0l el 3|4
RS & b | Re| L d t (213|328 2SS 2|8|&8|8
Characteristics of Chip-breakers (w" 8 C_|J1 8 'Io1 )°> % JOU g © G
JSMN150-02-N 1.50 | 0.15 | 16.0 1.2 3.5 [ ©
-C _— _ JSMN200-02-N 2.00 | 0.20 | 16.0 1.6 B9 L] ©
. " w YR -02- . . . . . L ©
HEIN. 8. FHSSHMNTIEE, DHTREEER, JSMN250-02N 1 2.50 | 0.20 | 185 | 2.0 | 3.85
HBE AR, REEENINIRERE.
JSMN300-04-C 3.00 | 040 | 21.0 | 235 | 4.8 ° ©
To meet different needs of cutting, grooving, turning and etc, _ _ JSMN400-04-C 4.00 | 040 | 21.0 3.9 4.8 ° Py
the cutting process becomes easier, the chip-breaking effect is good, ﬁ °
and the ideal machining surface quality is achieved. JSMN500-08-C 5.00 | 0.80 | 26.0 | 41 5.8 °
JSMN600-08-C 6.00 | 0.80 | 26.0 | 4.1 5.8 L] ©
-N JRMN200-10-C 2.00 | 1.00 | 16.0 | 1.50 3.5 [] ©
. R . . JRMN300-15-C 3.00 | 1.50 | 21.0 | 235 | 4.8 o ©
AR ESMETIRIBEDRER20%, m MRE, H—P2RS JRMN40020C | 2.00 | 200 | 210 | 33 | 48 o o
RERE. BRI ORITEMERREL, TLERET]. 5. 2 < : ' : : :
I8 ¥ JRMN500-25-C 5.00 | 2.50 | 26.0 | 4.1 58 ° ©
% Yy
The special flank structure reduces the cutting resistance by 20%, !',?7,,! Y JRMNG600-30-C 6.00 | 3.00 | 26.0 | 41 5.8 ® ©
reduces vibration and further improves the surface quality. /// JRMNS00-40-C 8.00 | 4.00 | 31.0 | 4.1 6.5 ° P
The special cutting edge design makes the chip-breaking effect better, i . i i
and the tool can be moved horizontally. ® FHEFFRES Mainrecommendedgrades © —fZ[#-5S Generalgrades O BJ4Zj#-5 Available grades

MMIBX
Processing methods
SNETIRTINT SNEDEINT I ELATEII T MEZR&INT
external cutting processing External groove processing End groove processing Internal groove processing
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Parting and Grooving Inserts Application Cases Table of recommended cutting parameters for parting and grooving
RarlNgIandICIooMIngIpIocessNg Insert size Recommended rate(mm/r)
- TR 42CrMo LIHIMEBE Cutting Performance TREE Il g ZEHI ati2
Processed material Insert width (mm) Parting Grooving Turning Profiling
‘ o BIED
A > INITA ELEEISMNR Life time of 28014/ 7] Piecesiedge 2.5 0.05-0.15 0.05-0.15 0.05-0.15 0.05-0.15
Processing methods Continuous External Turning ZZJG inserts
3
gl 2 » ERIH JSMN250-02-N/JGA10A B E SR 3 0.05-0.15 0.05-0.15 0.07-0.15 0.1-0.2
B ) oo
7)3_ : Use of inserts T e 3301t/ 7] Pieces/edge
> INTE&% Vc=110m/min , f=0.16mm/r another brand 4 0.05-0.2 0.05-0.2 0.07-0.25 0.1-0.2
Processing parameters
-ERFMIEHET, RENSRHELF, NERR, ENILIRAEBEE. 5 0.07-0.2 0.07-0.22 0.1-0.25 0.15-0.3
Under the same processing conditions, our N type chip-breaker has good chip-breaking effect and cut easier.
Cost-effective advantage is obvious. 6 0.1-0.3 0.07-0.25 0.1-0.3 0.15-0.3
TH# B JGA20F JGA10A JGP25T
Workpiece material Hardness
- AN TAAE 45#5% IEIMERE cutting Performance -
Processed material 45#steel B4 125<HB<170 120-260 150-280 150-280
*%I?E—_rﬁi Carbon steel
> }JDIEK EﬁU9|\DDI i i ; 1601¢/mPieces/ed e {EAQ%M
Processing methods External Turning Processing ZLZ|3th|ir:seecr)tfs . Low amlloy steel 180<HB<275 80-175 110-200 110-200
> ERIA JSMN300-04-C/JGA20F =asm
oo ot ot ESNE R High ':on steel 180<<HB<325 80-160 110-190 110-190
Life time of 16014/ 7] Pieces/edge
> TS Ve=128m/min, f=0.22mm/r another brand ik 180<HB<?250 75-140 100-170 100-170
Processing parameters Cast steel
. . " . BEME, DRI <HB< . . )
ERSNIRHT, BRISMNIAIESR, HEsOEY, BNLEsns, Ferritoartensite 200HB300 7o-170 100-200 100-200
Under the same processing conditions, our JSMN insert has good chip breaking effect and cut easier. BE LA
Cost-effective advantage is obvious. Austenite 180<HB<300 80-200 110-220 110-220
E] R TR 130<HB<230 100-200 130-220

Malleable castiron

RO 180<HB<220 90-170 120-200

Gray castiron
y t)] EM%‘E Cutting Performance
B AT RR 45#5 BREBH 160<HB<250 80-150 110-180
Processed material 45#steel *%I;?:Fﬁ Nodular castiron
H) Life time of 10014/ 7] Pieces/edge oo
Y FHSMEMT Lifetme of N A -
Processing methods External Turning Processing Al alloy
> ERTIA JRMN400-20-C/JGP25T g T S BRAS <400
Use of inserts Life time of 100f4/7]Piecesiedge Heat-resisting alloy
another brand
> INT5%# Vc=220m/min, f=0.18mm/r

HEIAEERTIZERINT. The cutting parameters recommended are suitable for wet machining.

Processing parameters
i NEYIEIFRETE, EERNEEK30%-40%, Advice:interal machining and end machining, The cutting speed should be reduced by 30%-40%.

-CIERHIRR, KROBESHEHIBYRRT. ENLRBBEE.

C type chip breaker has good chip-breaking effect and cut easier. Cost-effective advantage is obvious.
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Common Problems and Solutions In Turning

TIE M Ei%E I EES IS TIERR WK
Selection of Tool material ~ Cutting Condition Cutting Condition Shape of tool Machine tool clamping
E s S® 5w 2w 3 o] oW o9& I@ gn 2% o9 IR I® I g0 3@
Selection condition % E % £ § ‘EU %éﬁ gﬁﬁ g B ‘§ 3 E’m ‘?'3 x g I 5 Bl é = § = 1-3‘_ % %Wi e j:!
o R 5 =& 37 2 B A& 7 4 0 gJ R 3
s im fE g = B S Em 8 @ &gh ER W W Ll A
A Z8 e = s 8 Tt 3 «F off oM 2E 5 3 &
% . g ¥ g # s B = g g sE otk e g o [a) £
7z Main problem 2 Q 3 L é 3 3 z7]
H_ 2 =] > 53 = [0} = );"-
: 2 2 7 2 :
[ [ a
- — BTEEBREX
DREREA  MTEHESE Flank wear increasss \ f
Too much wear for achining accuracy beyon PR ERES
the knifepoint standard Cutting condition is r%t?uitable ‘L 1 4

TIEEREX. TTRBEER vV ! VA 1 1 | VA v/ Vi

Tool wear increases and the blade is not sharp enough

LI HEI 7D FRIR
Cutt)i:rJE edge d;\fect \/ i i \/ T
HHITIJVERRAEE v/ V.
iﬁ%g%ﬂs iﬁﬁ%% Cutting edge geometry is not appropriate T
" PIE ZEREE
Suface accuracy  Poor surfacs qualy Cutting condiion o bt uitabl ! l ! v
= S
Vibrz%cf?il angitr?e#nble \/ T l l L \/ T J, T l \/ \/ \/
0 Pr=z)
built’-‘EEﬂge T T vV 7 vV
PIEIESES N=yE
B VIR EA ] Cutting condtion is r::c;tﬁjitable ! 1
Heat Cutting heat effect PIEI D VAR ASIE \/ \/ T l
Cutting edge geometry is not appropriate
y A
p R?%EE | DHHIEFR;FE&?J The blaggiﬁﬁgi?noﬁtsuitable \/
0or dimensiona imension tluctuation e
accuracy in machining I#\,\}Oijtc%%ﬂ%;ﬁ% 1 Vs | 1 \V v v Vv
ED E . Eﬁn Eg;ﬁigjc The%ojnjt Ejgge%vﬂears \/ i \/ T T l
Wear increases on the back =T o
and front knife surfaces Theﬁbua)c{E;%%ears Vv | | ! V i }
8K Minor Tipping Viohmon ard apact v ! ! v ! 1 v v v v
HI7)$R1%B % Built- THEESTETNHZRMRES
B%ﬁ?n%] zggb;\{ﬂ *’q E Built-up edge The hardness of the tool material is not stftable for Jc?tllln:Ig condition T \/ \/ T l \/
" . d N E5 'y S EL
damage R Thermal cracking A ow b i rngin l l ! % v ! !
t w7 21N | ik A ?t"t Al .. 23 o
CJL:Jltﬁr{gj e%jgztdgeg?mitf; Occurs wﬁ%ﬁnﬁr&%{eﬁgﬁinyﬁ%e feeding \/ l L \/ \/ T T L l
5 Bl R ERAE
Lifejj’[in%%fﬁgols Tool ma\e:figlﬁ notgtﬁgaagiﬁ;tﬁtﬁ; condition \/ l l \/ 1 L T \/ V vV \/
HISEHAEIE ! 1 0 \/
ﬁt}]gg‘éﬁ Cutting condition is not suitable
long cutting chips, winding  ADNEEREAEE Vi ! 1
t}]g}%*u Cutting edgle geo:etw |siot appropriate
. _ Bl & S=pEd
(Sl GRiite] EXE, S3 kK Cutting}J(Erch]ﬁifrfizs-r%t]gJitable ! ! vV
Short qutting chips, - ONNEARRFEE V. T i
causing splash Cutting edge geometry is not appropriate
HIEHRES 1 ! VA
%N . lf'g s FZEE%@J Cutting condition is not suitable
Steel and aluminum, burrs TIEER. JLARRAEIE Vi vV 1 1 |
Cutting tool wears and Cutting edge geometry is not appropriate ¥
TIHIZEREE
ERl. 188 58, 188 Cutting co%ditif‘:n?; Iﬁlothuitable ! 1 \V
i Il = N ; V=3
Bur, CoIIapse Castiror; co apse Cutting tool aljea% ﬁ$€uﬂinjg-l‘eg?ejgeijr(njﬁ_yli:s nLotappropn'ate \/ \/ \/ L l l
TSR RS
N, Eib Cuttingﬂcgrjw?i;iﬁ?s-r::c;tlgjitable l !
Mild steel, burrs TIRER. JLARRAEE Vi v/ 1 1 1 \/ v/ v/ \/

Cutting tool wears and Cutting edge geometry is not appropriate
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Naming Rules of External Turning Tool Holders
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Series of External Turning Tool Holders Series of External Turning Tool Holders

MCFNR/L MCLNRI/L

Hl 2

A

Tool cutting edge angle 91° Tool cutting edge angle 95°

JAY
£
ZH
7]
i

T
suasu|

ERR Bk R~} Dimension(mm) WAk $HET ER WkiRLE | RF ERTR E& R Dimension(mm) a3 $HET ER WKiRLE | IRF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
LI — LI
Type ;v’ \¢ - Type -~
& hib Lt f| O & | &) & A~ hib Lt f|l O & | &) & A~
MCFNR/L2020K12 20 | 20 {125/ 32 | 20 | 25 MCLNR/L2020K12 20 | 20 {125| 30 | 20 | 25
MCFNR/L2525M12|CNOO120400| 25 | 25 [150| 32 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0 MCLNR/L2525M12|CNO(0120400| 25 | 25 |150| 31 | 25 | 32 | MC1204 | CTM617 | HL1813 | ML0625 L3.0
MCFNR/L3232P12 32| 32 (170| 32 | 32 | 40 MCLNR/L3232P12 32| 32 (170| 33 | 32 | 40
MCFNR/L3232P19|CNO(O190600| 32 | 32 |170| 36 | 32 | 40 | MC1904 |[CTM1022| HL2217 | ML0830 L4.0 MCLNR/L2525M16 25 | 25 (150| 37 | 25 | 40 L3.0
CNOO160600 MC1604 | CTM822 | HL2217 | ML0830 :
MCLNR/L3232P16 32| 32|170| 36 | 32 | 40 L4.0
MCLNR/L3232P19 | CNO(O1906000)| 32 | 32 |170| 39 | 32 | 40 | MC1904 |[CTM1022| HL2217 | ML0830 L4.0
BRIk B AR} Dimension(mm) VAL : i EiR TIREST wF
Adaptable Inserts Shim Plate Clamp Shim screw| Wrench
e screws
Type ERTIE ZA&R T Dimension(mm) nm |ERET | mp | ogmes | BT
h b L L1 | h1 f @ @% @ g 5 7\ Adaptable Inserts Shim silraetv?/s Clamp Shim screw| Wrench
Bns

Type

DCFNR/L2020K12 20 | 20 [125| 32 | 20 | 25 Q h{b|L|Li || f| [Of | &8 @ & A
—

DCFNR/L2525M12 |CNOO120400| 25 | 25 [150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 M6 X 9P L3.0

DCFNR/L3232P12 32|32 |170| 32 | 32 | 40 DCLNR/L2020K12 20| 20 {12532 | 20 | 25
DCLNR/L2525M12 |CNO(O120400| 25 | 25 [150| 32 | 25 | 32 | MC1204 | M6X21 HLD-1 M6 X 9P L3.0
DCLNR/L3232P12 32|32 170| 33 | 32 | 40
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Series of External Turning Tool Holders Series of External Turning Tool Holders

MTFNR/L MTGNRI/L

)
o
N L
il [ L1

| L !

\ S5
o= —r S .
EfRA91° S| cl ERA91 - =
Tool cuttingedge angle 91° [ - A Tool cuttingedge angle 91° '

Hl 2

A

JAY
£
ZH
7]
i

T
suasu|

ER7R B AR~ Dimension(mm) VAL HET ER eSS 3 wRF ER7A E AR Dimension(mm) D,ﬂ W EiR Wk e mF
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
B Bns
Type = Type = A
hlelLitin f O & @G & | hlb|L|Lt|m|f| £ S| 8 &
MTFNR/L2020K16 20 | 20 {125/ 29 | 20 | 25 MTGNR/L2020K16 20 | 20 |125]| 29 | 20 | 25 L2.0
L2.0 TNOD160400 MT1603 | CTM513 | HL1813 | ML0625 :
MTFNR/L2525M16| TNCIC11604000) 25 | 25 |150| 31 | 25 | 32 | MT1603 | CTM513 | HL1813 | MLO625 | | '2° MTGNR/L2525M16 25| 25|150| 30 | 25 | 32 L3.0
MTFNR/L3232P16 32 | 32 1170) 32 | 32 | 40 MTGNR/L3232P22 TNDIJ220400| 32 | 32 (170 32 | 32 | 40 | MT2204 | CTM617 | HL1917 | MLOS30 | o0
MTFNR/L2525M22 25| 25|150| 36 | 25 | 32 L3.0 -
TNOO220400 MT2204 | CTM617 | HL1917 | ML0830
MTFENR/L3232P22 32| 32 /170 36 | 32 | 40 L4.0
3 - w | EREST | Ep | ogm
EARSRET Adafaml;ljejlierts AR I ) gwim Plate Clamp S?im:fr?w Wiﬁih
ERNkR BEAERT Dimension(mm) ik ; ER TIIRET RF fidR= Serews
Adaptable Inserts Shim Ptz Clamp |Shim screw| Wrench =
screws Type
=1 Y a
== hiblLitnlf|l O | & & & |/
® 4
hilbiLiviimit|l O 68 2| &
DTGNR/L2020K16 20 | 20 |125]29 | 20 | 25
TNOO160400 MT1603 | M6X21 | HLD-3 | M5X9P
DTFNR/L2020K16 20| 20 |125|32 | 20 | 25 DTGNR/L2525M16 25| 25115030 | 25 | 32 L3.0
DTFNR/L2525M16| TNOO160400| 25 | 25 [150| 31 | 25 | 32 | MT1603 | M6X21 | HLD-3 | M5X9P | L3.0 DTGNR/L3232P22 | TN 00220400 | 32 | 32 11701 32 | 32 | 40 | MT2204 | M6x21 | HLD-2 | M5x9pP
DTFNR/L3232P16 32|32 (170] 31 | 32 | 40
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B SNRZETIHERS B SMNEZETIFERS

Series of External Turning Tool Holders Series of External Turning Tool Holders

MTJNR/L MWLNR/L
]

P
el
! 8. — i . !
e Ry ERfos %’ - EL
=3 i Tool cutting edge angle 93° Tool cutting edge angle 95° r E E
BRkR EHZAR~F Dimension(mm) 7]2 i‘ﬁ_ﬂ ER eSS 3 wF BRTR HZA& R~ Dimension(mm) g $HET EiR PIY 372 o ES
Adaptable Inserts Shim Pin Clamp Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
Bs Bs
Type = Type " =
hlolL(ttint £l O (& G & A/ hib Lt fl O & | &) & A/
MTJNR/L2020K16 20 | 20 |125| 32 | 20 | 25 MWLNR/L2020K06 20 | 20 {125] 26 | 20 | 25
MTJINR/L2525M16 | TNOO160400| 25 | 25 |150| 34 | 25 | 32 | MT1603 | CTM513 | HL1813 | ML0625 tgg MWLNR/L2525M06| WNOO060400| 25 | 25 (150 | 32 | 25 | 32 | MW0603 | CTM513 | HL1813 | ML0625 tig
MTJNR/L3232P16 32 | 32 (170 36 | 32 | 40 MWLNR/L3232P06 32 | 32 (170 40 | 32 | 40
MTJNR/L2020K22 20 | 20 [125| 37 | 20 | 25 MWLNR/L2020K08 20 | 20 [125| 28 | 20 | 25
MTJNR/L2525M22 | TN 00220400 25 | 25 |[150| 38 | 25 | 32 | MT2204 | CTM617 | HL1917 | ML0830 tig MWLNR/L2525M08 WNOO 080400 25 | 25 (150 32 | 25 | 32 | MW0804 | CTM617 | HL1813 | ML0625 L3.0
MTJNR/L3232P22 32 | 32 {[170| 40 | 32 | 40 MWLNR/L3232P08 32| 32 ({170| 32 | 32 | 40
s ERIBET
BRIA E AR~ Dimension(mm) ﬂ'ﬂ Plate EtR nﬂlﬁﬂ RF
Adaptable Inserts Shim s Clamp |Shim screw| Wrench
Bs 7y
Type 4
/ % 7\
e} O 2
40; h|b | LLip| | O | & &
—
DWLNR/L2020K06 20 | 20 |125| 26 | 20 | 25
DWLNR/L2525M06 |WN(O(060400)| 25 | 25 |150| 32 | 25 | 32 | MW0603 HLD-3 M5X9P
DWLNR/L3232P06 32 | 32 |170| 40 | 32 | 40
M6X21 L3.0
DWLNR/L2020K08 20 | 20 |{125| 28 | 20 | 25
DWLNR/L2525M08 \ WNO(J 0804000 25 | 25 [150| 32 | 25 | 32 | MW0804 HLD-1 M6 X9P
DWLNR/L3232P08 32 | 32 (170| 32 | 32 | 40
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Internal turning tool
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suasu|

®F -

THE

B AALETIFERS

Series of Internal Turning Tool Holders

MCLNRI/L

FERA5
Tool cutting edge angle 95°

B AAETIFERS

Series of Internal Turning Tool Holders

MTFNR/L

www.jgcarbide.com

S25S-DCLNR/L12

29 | 25 |250) 45|24 |15 |12°

BRIk B AR~ Dimension(mm) ng e ER e RF
Adaptable Inserts Shim Pin Clamp Screw Wrench
Bs
Type =
®Dmin od | L |L1| H| f |a° @ § @ & /\
S16Q-MCLNR/L12 20 | 16 (180| 35 14.8/ 11 |18°
S20R-MCLNR/L12 |CNO120400| 25 | 20 [200| 45|19 | 13 |15° / CTM613 | HL1810 | ML0620 L3.0
S25S-MCLNR/L12 29 | 32 (25045 |24 |15|12°
BRI + Dimensi ne ERET ) mp o owm | gE
Adaptable Inserts LAAR Blimerslenm) Shim Si'fgfvs Clamp Spring Wrench
BS
Type p
®Dmin od | L |L1| H| f |a° @ &% @ il ﬁ
S20R-DCLNR/L12 25 | 20 |200| 45|19 |13 |15°
CNOO120400 M6X21 HLD-1 TH810 L3.0

FElRAE1°
Tool cuttingedge angle 91°

DminF/MITER

‘ o
vy
u"“’ L1

[l
L

T
°
-
t

EATIHA E&RT Dimension(mm) e | W | ER | WkEe RF
Adaptable Inserts Shim Pin Clamp Screw Wrench
s
Type =
oDmin| od | L |L1| H | f|a® @ § @ & /N
S16Q-MTFNR/L16 20 |16 180/ 35|15 | 11 |15°
S20R-MTFNR/L16 | TNOO1604001| 25 | 20 |200| 40 | 19 | 13 |15° / CTM511 | HL1810 | ML0620 tgg
S25S-MTFNR/L16 30 | 25 |250| 45 | 24 15.5/15°
ERTIA R | ERET g WE ES
Adaptable Inserts R SRR o) Shim sPclraetv?/s Clamp Spring Wrench
ne
Type p
®Dmin| &d | L |L1| H | f |a° Q &é @ WWW //N
S16Q-DTFNR/L16 20 | 16 |180| 35|15 |11 |15°
S20R-DTFNR/L16 |TN(1604000| 25 | 20 |200] 40| 19|13 [15° / M6X21 | HLD-3 | TH810 L3.0
S25S-DTFNR/L16 30 | 25 |250| 45 | 24 15.5/12°

sypiasu| buruing
TP A
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B AALETIFERS B AAETIFERS

Series of Internal Turning Tool Holders Series of Internal Turning Tool Holders

MTUNRI/L MWLNR/L

Dmin§/MTER H DminR/MIIES 50 H

2]
l

Hl 2

A

T
suasu|

Tool cutting edge angle 95° Tool cutting edge angle 95°

A
i b

ERTIA + Dimensi 7 WET | EMR | Wk | RF BRI AR Dimension(mm) k-3 W | ER | Wk | RF
P el BART Dimension(mm) Shim Pin Sl Screw Wrench Adaptable Inserts Shim Pin Clamp Screw Wrench
xS e
Type - B = .
®Dmin| &d | L [L1| H | f |a° @ § @ & PN ODminj &d | L | L1 H | 0o @ § @ & 4
S16Q-MTUNR/L16 20 |16 1180/ 40|15 | 11 |15° S16Q-MWLNR/LO6 20 |16 (180135 |15 |11 |18° / CTM511 | HL1511 | ML0520 L2.0
S20R-MTUNR/L16 | TNOO160400| 25 | 20 [200| 40 | 13 [13.5(15° CTM511 | HL1810 | MLO620 | 20 S20R-MWLNR/LO6| WNULI060400)| 24 | 20 |200| 40 | 19 | 13 |15° L2.0
L3.0 CTM511 | HL1810 | ML0620 | |50
$25S-MTUNR/L16 30 |25 |250| 45 | 24 15.512° S258-MWLNR/LO6 32 | 25250/ 4523 |17 |12° '
S16Q-MWLNR/L08 20 |16 [180|35 15 | 11 |15°
S20R-MWLNR/LO8| WNDO080400| 25 | 20 |200| 40 |19 | 13 [15° / CTM613 | HL1810 | ML0620 | L3.0
$25S-MWLNR/L08 30 | 25 [250| 36 | 23 [16.5/12°
ERTIA S ne (ERET ) gy | omE | gE
ST D .
A B R~ Dimension(mm) Shim si'fgzs Clamp Spring Wrench ERTIE BHRT O _ pab ERBE  Fig B ﬂﬂ.ﬂgﬂ' RE
Bs Adaptable Inserts menslon(mm) Shim Plate Clamp | spring | Shim |\rench
Type ﬂ% screws screw
oDmin ®d | L |L1| H | f |a® @ w @ o0 4 Type &
®Dmin| od | L |L1| H fq°© & @W & | A
S16Q-DTUNR/L16 20 | 16 [180] 40 |15 | 11 |15°
- o . S20R-DWLNR/L06 24 | 20 |200] 40 |19 | 13 |15°
S20R-DTUNR/L16 | TNOO160400| 25 | 20 |200| 40 | 13 [13.5(15 / M6X21 | HLD-3 | TH810 L3.0 WNOLI0604010) *MW0603| M6X21| HLD-3 | THB10 | M5X9P| L3.0
S25S-DTUNR/L16 30 | 25 |250| 45| 24 15.512° S25S-DWLNR/L06 32 | 25250| 45|23 17 |12
S20R-DWLNR/LO8 25 | 20 [200| 40 |19 |13 |15°
WNOD080400 MWO0804| M6X21| HLD-1 | TH810 | M6X9P| L3.0
$25S-DWLNR/L08 30 |25 |250| 36 | 23 16.5/12°
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B sHrREs—

Grades Table for Milling Inserts

Big

i B Coati ;
THIE | sors i oaine SRS BEAS P84 ,
Workpiece 1SO Code A Q
materials CcVD PVD Cermet Cemented carbide ~ —
: CRCY
2
P10 S
P20 g
P30 . HBAPERZ
Square shoulder
P40 milling inserts
MO1 ---AP series
5z M10 s "
grs 2 =
HI S M - 3 s Hl
Az TN M20 g - 8 i 7]
- Stainless gfé 575 '—_:*m # b
Steel M30 > S 28 2 BiIES
M40 ST R VA RBIGHIF= R, e
Ko1 - " ENUTRERINLE, ey
P 5 @SN, . . N #HASD,
K K10 LWN, XNzl | SR T SR T R, SOZ 5
EEER = Face milling / Large feed
Cast Iron K20 inserts--SN, WN, We focus on the development milling inserts--
K30 XN series of several new series of milling products, SD, SO series
Optimization of product structure and process, N
NO1 and further improvement of performance
N N10 of the milling inserts.
BExRE
Non-Ferrous N20
Metal
N30 o
S 01 {FfZRC,
<
gwae | S0 5 2 RPEF
fithas $20 °me .Profitle mglicr;g
Titanium Allo} - inserts--- N
HeatfResisting/zIon $30 RP series
H HO1 <
<
i H10 :
L S H20
High Hardness
Material H30

P82
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B SEREDRESaERN

Naming Rules of Milling Inserts

= 28
D ] mf’lﬁ/ﬁf? Metrio system AR BT RS TR S 2
speetinserizete : Shape of inserts Thickness is defined as the height
ke BEIL BELHMER 71 R EE RE BELAL ELMERE TR & R v from the bottom of insert to the highest
: : : Code Vit With/Without Section plane Code vair:h/t With/Without Section plane HNYIEER part of cutting edge

A B

C D S T w
| Whout  chipbreaker of insert | | Wphout  chipbreaker of insert Dian(neter;:rlc D K 2 Code T7 B 2 B Thickness ( mm )
: N 268 e mm :
Cowith - : N : : = e, e ! ! : ’

Without : Without:  Without

“Without® Single-side

T e E | mmma

“Without: Double-side :

Others :

: : E s :
RIS HiEEREER N MENKE NREE

Code of insert shape Chip-breaking groove and clamping form Length of cutting edge Thickness of inserts

l S W OKON iz 08 €D T2 R

THTER nE Bk MEDEE (mm) BB EE S

With : Double-side :

syasu| bulljin

(BEMGHEEERER (BRRE, KA5) oms s Fastieed

Clearance angle of main cutting edge Tolerance Smoothing edge Chamfering cutting edge Chip-breaker Code
s : : : : .

e / : : : Do .
fe FEAE pe RAGE ' . : : : (NRS . HHRHIT Semifishing
Code Clearance o - Cleaz:\\l;;zce ; A - A GM H¥EHNT Semi-finishing

E ) ; F : : : L P P RN
ol.C ol.C ol.C ol.C : : : CcM3 HEEIN T Semi-finishing
...................... K B

N = /z]ge%-}im I’,\]\ﬂé'\%{ﬂ)c A B ES: (Reference)Details of M-level tolerance(ldentified by shape) 3° 0-5° 0-0.10
: 5 =7 ~%E (mm) | A ed cirel ~NE (mm @ JIRBE/ANE Nose heighttolerance (mm) | ’
Code  Noseheightm Inscribedcircle  Thickness S - —
.............. Tol @1.C Tol RYIE E=faF A 80°%M 55°% 35°%H R : : o : : :
olerance(mm) Tolerance(mm) olerance(mm) Inscribed Regular ';Ejﬁf/ Diamond Diamond Diamond R.ﬁ;d : : 5 : o : :
I circle _ triangle  S9Y8T®  withg0e  with55° with3se  ~OUM : L ©o1-10 ©o1-015
A . 0.08 : £0.08 | £0.08 : ££0.1 : : : E / : z
L : ‘ e : : LT z z 5 HBE
F : TSP o 2415 2-020 P Cutting direction
15° : : : :

o

e i 3.20° ¢ 3-0.25
............................ o200 I : : :
E ............ T ; :
............................ : o5 /o 4-25 : 4-0.30 : N : X [ Bi-directionality
G | | | @ @ O w s
......... : mt}] IEE%% " 80°§ﬁé 55°§ﬁ§ 35°§ﬁﬁ ﬂ:‘ : :
Jo : Inscribed Regular ERH Diamond Diamond Diamond . = : o 5-30° : 5-0.35
......... e triagngle Square | Ale0y withs5°  withase  Round ;30 : : :
Koo =0.013 ‘ 1$0.05 £0.05 005 +0.05. — | [ S : : :
: - . S 00 I 6—0.40
.......... e S /
0.08 : 0.0 Core AR
££010:£0.10 0 £010: — :=xo0d0 | | oo ; i 7-045 Nnmarked
P Other : : :
: Clearance : HAt
angle U :+0.08-+0.18:+0.08-+025: +0.13 ¢ Others
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B EEREIA B S&E%HI R

General Milling Inserts General Milling Inserts

RCKT/RPHT RPMW/RPMT

85 Grade &S Grade
E AR Dimension(mm) HZA& R Dimension(mm)
’ P M K S £ cermet ) P M K 2P cermet
TR 5 BE TIR M BE
o (S o [ — (e o o o (S — o (S [ = o o
Inserts Shape Type ® o) o o o) ) D) = = Inserts Shape Type o) o 0) o) o) o) = = B
o = ol.c| s od [ X | 5 | B | 2| 2|8 |98 |5 ol.C s od | 5| 2| B |8 | 5|2 8| & o
?,% = o o = S =) =] o o a a o o o S =) o a = ?,%
Hll 3 > 'n I ) P 9] > > > B I b3 P a Hl
7z g 7]
2 RCKT10T3MO-DS3 10 3.97 4.4 ° ) ‘ RPMWO08T2MOT 8 2.80 3.3 ) ° o % Jar
‘,O ‘f/ ' ‘ RPMW1003MO 10 3.18 4.5 ° ) o
\ ' RPMW10T3MO 10 3.97 4.6 © ° o
RPMW1204MO 12 4.76 4.4 ) ) o
RCKT1204MO-DS3 12 4.76 4.0 ° - RPMT08T2MOE-SL 8 2.58 3.3 ) °
ge RPMT10T3MOE-SL 10 3.97 4.4 ) °
<
RPMT1204MO-SL 12 4.76 4.3 ) °
RCKT1606MO-BR8 16 6.35 5.5 © ° o RPMT1204MO-DL 12 4.76 4.4 o °
(F
RPHT1204MO-TC 12 4.76 4.5 ® ® ® FHEFFRES Mainrecommendedgrades © —f&HES Generalgrades O BJ4fZh#-5 Available grades

® FHETFRES Mainrecommended grades © —f%f#-S Generalgrades O B4 FZh#-S Available grades
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B EEREIA B S&E%HI R

General Milling Inserts General Milling Inserts

RDMW/RDMT APMT

w
[#5 Grade &S Grade
HA R~ Dimension(mm) B 2R Dimension(mm)
P M K £ cermet P M K £ cermet
TR S us TR S ne —

Inserts Shape Type E 5 6 5 G'_) ‘G_) pr 5 Inserts Shape Type E 5 6 5 ® E S : B
oz ol.C s od A A L|S | W|od R |Z|X|B| B | 2|28 3 =gt
s = o o o ) S =) o a a =) o ) S o o a =
%J@ > | > | 7| T | 3| A > | > | m | T | 3| A «;%
H‘? RDMW1204MO-NR8 12 4.76 4.4 © APMT1135PDER-FR |11.32 | 35 | 6.19 | 2.85 | 0.8 © [ ° %H‘

RDMW1605MO-NR8 16 5.56 5.5 © APMT160408PDER-FR|17.21 | 4.76 | 9.29 | 4.48 | 0.8 © °

RDMW1204MO 12 4.76 4.4 (] © APMT1135PDER-HM2|11.22 | 3.5 | 6.20 | 2.8 0.8

RDMW1604MO 16 4.76 5.0 ® © APMT160408PDER-HM2| 17.25 | 4.76 | 9.26 | 4.4 0.8

RDMW1605MO 16 5.56 5.5
RDMT0802MO-SN 8 2.48 3.4 [ © APMT1135PDER-DL (11.28 | 3.6 | 6.22 | 2.8 0.8
RDMT10T3MO-SN 10 3.97 4.5 [ © 3 /6 | APMT160408PDER-DL 17.37 | 5.33 | 9.32 | 4.5 0.8

: e
RDMT1204MO-SN 12 4.76 4.4 ——
® FHEFFIES Mainrecommendedgrades © —fRh#-S Generalgrades O B4 FZh#H-S Available grades ® FIEFFIES Mainrecommendedgrades © —fZh#-S Generalgrades O TJ47FZh#E-S Available grades
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General Milling Inserts General Milling Inserts

SEEN/SPKN WPGT

@ WDMW080520ZTR | 13.00 | 550 | 1.50 | 2.00
‘ g | WDMW10X6202TR | 13.00 | 600 | 120 | 200

S
20°
S Grade 85 Grade
B AR~ Dimension(mm) B AR Dimension(mm)
. ﬁl’ﬁl Cermet . P M K ﬁl‘ﬁl Cermet
TR 5 Bns TR 52 Bs
[ (= [ (S (S [ (S [ «— [ — « (= o [ (.
Inserts Shape Type ) o) o) o) @ ® 3 3 Inserts Shape Type ® o ) ® o) ® 3 3 B
g ol.C L s I O O O B ol.c| S | L |od|/Re| B |2 | B | B |2 | 2|8 | & o
e o o) IS IS S ) IS o o ) S S S ) ) o =8
%Jg > > e 5 ) b > > T 5 ) x «E%J
H‘éﬁ SEEN1203AFTN 12.7 12.7 3.18 WPGT080615ZSR |12.85/6.35| 5.8 | 5.5 | 1.5 ° °o %):‘,—
SEEN1504AFTN 15.875 15.875 4.76
SPKN1203ERER 12.7 12.7 3.18 ° )
SPKN1203EDEL 12.7 12.7 3.18 °
® FHEFFRES Mainrecommended grades © —fZhE-E Generalgrades O B4 fFZREE Available grades ® FEFFRES Mainrecommendedgrades © —f&H# S Generalgrades O BJ4EfZh#S Available grades
ol.C
ol.C g
®
NS . s B'] Re
>
5 Grade &5 Grade
B AR~ Dimension(mm) B AR Dimension(mm)
. ﬁlﬁl Cermet . P M K ﬁl}ﬂ Cermet
TR 5 Bns TR 5 Bs
(= (= o (= [ o o [ o (= [ (= [ o [ [
Inserts Shape Type o o ® o ® ) 3 3 Inserts Shape Type ® ) o) ) o) D) | 3
olC/ L |[S|od|/Re| B | X2 | B | 5| S |2 |8 | 3 o.C| S | B |Re |8 | 2|5 |B| 5| 2|8 | &
(4] o o o o o o ($)] o1 o o o o o o o
> > M EE A A > > M I A Y
SEET12T3-BS3 13.4113.4|3.97 | 4.1 |{1.532 ° WDMWO06T320ZTR | 10.00 | 3.97 1.20 2.00 ° o
[} O
[ ] O

® FHEFFRES Mainrecommended grades © —fhE-E Generalgrades O B4 fZES Available grades ® FHEFFPES Mainrecommendedgrades © —RZhES Generalgrades O A4 fZhBE Available grades

0
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General Milling Inserts General Milling Inserts

APKT LNMU/LOGU

]
w
[#5 Grade &S Grade
EA R~ Dimension(mm) EZAR~T Dimension(mm)
. P M K £ cermet P M K S £ cermet
TIE M ms — = T TIE SN ms -
Inserts Shape Type o) o ® ) ® ‘G_) 2 2 Inserts Shape Type 5 a o ‘G_) G'_> ‘6_7 ‘:| ‘__|
w | s L |od | B | 2|8 B |5 2|8 | & L|s|W|od| Re| 2| B |5 2|9 8|8 3 B
I o o o o o o (5] o o o o o o o (&}
e > > m I b3 X > e b X 9] > =4
s = 2 Bl
%J:i APKT1705PER-TT | 10.68 5.56 | 18.54 | 4.46 ° LNMUO303ER-GM3 | 11.9 | 3.75 | 6.0 | 285 | 1.2 ° ° e} ° ) 5%
& @ m LNMUO303ER-GS3 | 11.9 | 3.75 | 60 (285 | 1.2 | © | ® | © "R
—
LOGUO30310ER-GM3| 12.0 | 3.96 | 6.22 | 3.45 | 1.0 ) ° o ° ©
® FIEFFIES Mainrecommendedgrades © —f&h# S Generalgrades O TJ4FZh#E-S Available grades B
\——

® FHEFFRE S Mainrecommendedgrades © —f&H8E Generalgrades O BJ4=fZh#-E Available grades

EPMT/EPNW

S
g5 Grade
EZA R Dimension(mm)
P M K £ P8 cermet
Lo g i Bs i
Inserts Shape Type ‘G_) 6 fG_) ‘5 ) B ‘:| ‘:1
L|s|w|ed Re| 3 | 2| B | B3| S| 2|8 3
o o o o b= =) o o
> > m ac ) A
EPMT0603SN-R8 |10.00| 3.18 | 6.35 | 2.8 8.0 o ° [}
m ‘t EPNWO0603TN-RL |10.00| 3.18 | 6.35 | 2.8 8.0 (@) ) D))

® FTIHEFERES Mainrecommendedgrades © —fZhES Generalgrades O B 4FZpE-E Available grades



B F W - I HZE www.jgcarbide.com

B EEREIA B S&E%HI R

General Milling Inserts General Milling Inserts

XOMX JDMT

w
[#5 Grade &S Grade
EA R~ Dimension(mm) EZA R~} Dimension(mm)
. P M K ﬁliﬁ Cermet . P M K ﬁllﬁl Cermet
T1R 5hE Bs TR 5hs Bs
[ [ [ [ o [ o [ [ [ [ o o [ [ o
Inserts Shape Type ® ® ® ® ® ® = = Inserts Shape Type o) @ ® ® 0] ® = = B

" L|S|W|od|Re| B3 | 2|2 | 5|3/ 2|8| 8 L| S| |W|od/ Re| 3 | 2|2 | 5|35/ 2|8| 8 "
e o =) IS o p= =) o a a o o o o (=) © a St
\E'u El > > M ac A A > > T ac X ) H ﬁu
7)—3—% XOMX10T308TR-M2 | 10.2 | 3.85 | 6.90 | 2.96 | 0.80 o) © L] JDMTO070204R-RL | 7.1 | 2.45|4.25| 1.9 | 0.40 ° © o ngJ-

XOMX120408TR-M3 | 12.7 | 5.07 | 8.20 | 3.85 | 0.80 () © [ JDMTO070208R-RL | 7.1 | 2.45|4.25| 1.9 | 0.80 ° © )

XOMX120412TR-M1| 12.7 | 5.05 | 8.20 | 3.9 | 1.20 o © °

® FIEFFIES Mainrecommendedgrades © —f&h#-S Generalgrades O T4 7FZR#E-S Available grades ® FHEFFRES Mainrecommendedgrades © —f&HES Generalgrades O BJ4fZh#-E Available grades

BLMP s

od |-+ -
i
&S Grade
EA R~ Dimension(mm)
. P M K ﬁFEI Cermet
TR M BS
[ [ (- o
Inserts Shape Type o ® = =
=z P4
s | 2| 8| &
o (=) o (&}
A A

BLMPO603R-TT | 9.0 | 3.73 |6.39| 3.1 | 1.0
\\ BLMPO0904R-TT [11.95| 4.39 | 9.15 | 4.1 | 1.35

,_

()]

3

e

o

)

®
vsovor
| ®| VOLVOr
® | o | J0ocvor
O |0 | HOZVOr

® FIEFFIES Mainrecommendedgrades © —fgh#-S Generalgrades O T4 7FZh#ES Available grades
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B EEREIA B S&E%HI R

General Milling Inserts General Milling Inserts

MPHW SEMT/SEKT

S
®l.C >
20°TH
¥
od | -4--1-
Tl ~
&S Grade &S Grade
B AR~ Dimension(mm) B AR~ Dimension(mm)
. P M K ﬁlﬁl Cermet P M K ﬁlﬂi] Cermet
TR 52 BE o VLo g i BE <
Inserts Shape Type G‘_) 6 5 ‘G_) ® ‘G_) '__| ‘:| Inserts Shape Type ‘G_) 5 GL) 5 Q 6 ‘:| ‘__|
L|S|W|od|Re| 35| 2|3 | 5| 5|2 |8 |8 ol,C| S| L |od|Re| & | X | X |& |5 | 2|8 | & B
o o o o o o o o (5,1 o o o o o o (3]
ez > > m e Pl Py > > T I X ) X
%J‘é_ MPHWO060308ZEL-RL| 10.0 | 3.18 | 6.57 | 2.9 | 0.8 ° © e} SEMT13T3AGSN-ZY | 13.4 | 3.97 | 134 | 4.4 1.0 [} ° o} “;%J
® FHEFERES Mainrecommendedgrades © —f§h#E-E Generalgrades O B4 FZhE-ES Available grades SEKT1204AFTN-DR7 | 12.7 | 4.76 | 12.7 5.5 0.8 © o o

® FHETFHIES Mainrecommendedgrades © —fZhES Generalgrades O AJ4EZHEE Available grades

SEMR/SEKR

I~
e
&S Grade
EHZAR~F Dimension(mm)
) P M K £ cermet
TR 5h s Bs
(S — — — ) [
Inserts Shape Type ® ® ® @ — =
ol.c/ S | L |od|Re| B | X z 2| & | &
o =) o o o 3]
> > I A

SEMR1203AFTN | 127 | 3.18 | 127 | 2.3 | 1.6
SEMR1504AFTN [15.875| 4.76 [15.875| 3.2 | 1.6
SEKR1203AFTN | 127 | 3.18 | 127 | 2.3 | 1.6

o | o @ d02VOTr
ol 0| O | dOENDr

® FHETFHIES Mainrecommendedgrades © —fZhES Generalgrades O AJ4ZhEE Available grades
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B RiABSEEITD A B =0k

Fast Feeding Milling Inserts Face Milling Inserts

SDMT SNMX/SNGX

S
A
L md
v
85 Grade 25 Grade
B AR Dimension(mm) EZA R Dimension(mm)
; P M K S E M cermet P M K £ P8 cermet
1R 5h Bs o . T1R 5h Bs o
Inserts Shape Type 6 fG_> ® 6 5 D) G‘_) : '__| Inserts Shape Type ‘G_> 6 ‘G_) ‘G_) ® ‘G_) '__| ‘:|
ol.C| S| L |od |[Re| X | 3|S5 |23 |2 8|88 |5 ol.C| S | L |od |[Re| 3 | 2| 5| 5| 5|2 |8&| & B
o =} =} =} =} =3 o © o a < o o o =} S} a
B2 > | m | ®m | WM | @O | > > > T I Fs) P = 4
s = & #l
%% SDMTO09T3 12.66| 5.54 | 15.3 | 4.4 | 1.2 [} ° e} SNMX1306ENTN-M | 13.5 | 6.8 | 13.5| 54 | 0.4 ° [} 5%
k3 SDMT1204 12.7 | 476 | 12.7 | 44 | 1.2 © ° ¢} SNGX1306ANTN-TT | 13.5 | 5.97 | 13.5 | 5.4 | 0.4 ° © s B

SDMT120512-GM3 |12.66| 5.54 |[12.66| 4.4 | 1.2
SDMT150512-GM3 |15.875| 5.56 [15.875| 5.5 | 1.2

SNMX120512-WLT | 12.7 | 5.62 | 12.7 | 6.0 | 1.2
SNMX1205ANN-WLT | 12.7 | 5.51 | 12.7 | 6.0 | 0.8

SDMT1205ZDTN-RL | 12.7 | 5.54 | 12.7 | 4.6 | 2.8
SDMT1505ZDTN-RL [15.875| 5.56 [15.875| 5.5 | 0.8

® FIEFFIEES Mainrecommendedgrades © —fZHh#E-E Generalgrades O B4 FZh#HE Available grades

SOMT

® FHEFFRES Mainrecommended grades © —fZh#-S Generalgrades O B4 ZRES Available grades

&S Grade
EZAR~F Dimension(mm)
P M K S ﬁpﬂCermet
TR B -

Inserts Shape Type ‘G_> 6 ® 5 ‘G_> bl 'E) S S
7 P4
ml.CSLwdReggggggggg

> 5| %| S| 2@ & %

SOMT100420ER-GM3(10.39| 4.59 {10.39| 4.6 2.0 © ° ° o ° o

SOMT140520ER-GM3|14.16| 5.56 |14.16| 5.8 2.0 © ° ° [e] ) ©

® EFHEFFFRS Mainrecommendedgrades © —RRFES Generalgrades O AJ4FZRES Available grades
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B &@%/R B =50k

Face Milling Inserts Face Milling Inserts

ONMU WNMU

S
ol.C
T Re
e V7
)i .
‘ ap Re N /
S
&S Grade g5 Grade
B AR Dimension(mm) B R~ Dimension(mm)
P M K £P Cermet P M K S £ cermet
TIH 5 ne - TIH 5 ns -
Inserts Shape Type ‘G_) B 5 ‘G_> ® ‘6_7 '__| ‘:| Inserts Shape Type 6 '5 ® 5 6 ‘G_) 6 '__| ‘:|
ol.C/| S |ap |BS|Re | 3 | X | Z | B | S| 2|8 | 3 olC/| S| L |od |[Re | X | B |S| 5| 2|9 |8 | 5|5 B
o o o o o o o o o o = o o o o o o
gz > > n T Py Py > T Py T Py (¢} > =5k
Hl 5 2 Hl
%? ONMUO050505-TN | 13.0 | 5.5 3.5 5.0 0.5 ° D) WNMUO80608EN-GM3 | 14.02 | 6.55 | 8.87 | 6.20 | 0.8 [ o ° ° © ) e ?JJ
G te
® FHEFERES Mainrecommendedgrades © —fZh#E-E Generalgrades O B4 FZpE-ES Available grades ® FTIEFEHES Mainrecommendedgrades © —fZhES Generalgrades O TJ4FZpH-E Available grades

PNMU XNEX

I#5 Grade 85 Grade
HA R~ Dimension(mm) B AR Dimension(mm)
P M K %M Cermet P M K E P cermet
TIF MY s — TIF M s -

Inserts Shape Type ‘G_) 6 6 B ® B :| ﬁ Inserts Shape Type ‘G_) ‘5 6‘3 6 ® E ‘:| ﬁ
ol.C| S | L |od|Re| B |2 | B | 5|5 | 2|8 | & olC| S | L |od|Re| 3 | X | B | B3| 5|2 |8&| &
ol o o o o o o (&} ol o o o o o o ()}

> > T ac ] Py > > T IS ] Py

PNMUO9QOSXNER-GM3 | 13.4 | 6.19 | 9.3 | 4.64 | 0.8 © [ o XNEX040304TR-EM3| 6.71 | 3.29 | 4.3 3.1 0.4 ® ©

XNEX040308TR-EM3| 6.71 | 3.29 | 4.3 3.1 0.8 L] ©

XNEXO080608TR-NR8|12.48| 6.45 | 8.0 | 4.65| 0.8 [ ©

® FIEFFIEES Mainrecommendedgrades © —fZh# S Generalgrades O B4 7FZh#H-E Available grades ® FIHEFFIES Mainrecommendedgrades © —fZh#S Generalgrades O B4 7FZhH-E Available grades

96
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B RERNOERETD R B EXKEIDRY

Negative Heptagonal Milling Inserts Corn Milling Inserts Series

HNGX s SPMT

ol.C
Re r -
QL) -4 f
L
[#5 Grade S Grade
E AR~ Dimension(mm) EZA R~} Dimension(mm)
P M K £/ Cermet P M K £/ Cermet
TR 5 BE TR 5 BE
o [ o [ o o [ [ [ [ o [ = [ [ [
Inserts Shape Type D) a) ® ® o ® = = Inserts Shape Type o) o) ® o) ® a) = =
ol.C/ S | L |od|/Re| B | X | B | 5| =S|2] 58 é o.C/] S | L |od|/Re| 3 | X | B | 5| |2 |8 é
o =) (=} o o =}
e > | 2| S 2% |2 > 2| S 2 2|3 4
]j% HNGX0906ANSN-PLT | 16.5 | 6.35 | 9.1 4.9 1.0 ° ) o SPMT120408 12.70 | 4.76 |12.70| 5.5 | 0.8 ° o o %D
ha SPMT120608 |12.70| 6.35 |12.70| 55 | 0.6 ° ) o "k
® FIHEFFRE S Mainrecommendedgrades © —f&H# S Generalgrades O B 4EFZh#S Available grades ® FHEFERES Mainrecommendedgrades © —fi&H# S Generalgrades O B]4=fZh#-E Available grades
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Application Cases for Milling

eI
Case Analysis

> I AR

Processed material

- LA

Processing methods

> FREIH

Use of inserts

» TS

Processing parameters

> {EIERE

Cutting performance

e Ib g
Case Analysis

> AT AERE

Processed material

> LA

Processing methods

> FEIH

Use of inserts

- IITSH

Processing parameters

> {EIMEEE

Cutting performance

$LIRIEEE / ZG35CrMo
Tie Roller Base/ ZG35CrMo
Val =k
Square shoulder milling
A
APMT160408PDER-DL/JGA20H e s
6
f=200mm/r, ap=0.5mm
Vc=125m/min, n=160 °
4
tﬂﬁ”'&ﬁg Cutting Performance 3
BIED
ZZJGinserts
ESMEmRE 1
another brand
0
APMT160408PDER-DL  EHME Gk
ﬁaﬁﬁaFﬁ%ﬁyggl\ﬁﬁxj_giﬁt%agso%l’xt’ /JGA20H Life time of another brand

HMECIRBBE.
The service life of our branded products can be reached to more than 80% of the
products from foreign competitors,with obvious cost-effective advantage.

REHER/ Ht250
Engine steel parts / Ht250
[Ekz
Face milling
SNMX1205ANN-F57/JGA20F A etk
80
f=0.12mm/r, ap=3.0mm
Vc=230m/min 60
IEIMERE  Cutting Performance 40
HwIEm
Life time of
ZZJGinserts 20
ESNE bR
another brand 0

SNMX1205ANN-F57  ESMEtmbe
ﬁiﬂ*ﬂﬁl{z’sﬁ%nu14‘5°ﬂgl tﬂﬁu%i}o 1JGA20F Life time of another brand
For face milling of engine cylinders with 45° cutter,
cutting easier.

> TR

Processed material

> LA

Processing methods

> FE0A

Use of inserts

- IS

Processing parameters

> HEIMERE

Cutting performance

B AN TR

Processed material

> IS

Processing methods

> ERA

Use of inserts

- IS

Processing parameters

> HEIMERE

Cutting performance

e/ Cr12
Mold/ Cr12

[Eizis

Face milling

SEEN1203AFTN/JTN35

f=0.11mm/r, ap=0.5mm
Vc=155m/min, n=750

HJHEIMERE Cutting Performance

ZZJGinserts

BIED -
Life time of 2553 #Min

another brand

BN RE ,

www.jgcarbide.com

25

20

15

(O]

EHEEMHERINL, RAF-REGSRENF

—i, ERES.

For face milling of specialized mould materials, the life of our products

is same as that of our competitors, with uniform wear.

HH%d / 40Cr

Crankshaft/40Cr

HR4H %

Crankshaft side milling

WNMUO80608EN / JGA20F

f=0.2mm/r, ap=2.0mm
Vc=180m/min

HIM4ERE Cutting Performance

ZZJG inserts

BILE®
Life time of 1004/ 7] units/blade

another brand

E MR
Life time of 1204/ 7] units/blade

HARUISEIN T, BHARR, TIHINES.

125

100

75

50

25

For crankshaft side milling, our products feed faster,

and has higher cutting efficiency.

INTEARIESH (min)

Machining part time ( min )

SEEN1203AFTN  E4MERME
/JTN35 Life time of another brand
A mrmewmn
Nubar ofprossaad paraladges
WNMUOBO60BEN  E4MEGAE

1 JGA20F Life time of another brand

=
=
@
=
@
]
@

7
Hl
7J
H_
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B SEINIEREERERTZE

Common Problems and Solutions In Milling

TIE g I EES TIERAR HLREE
Selection of Tool material Cutting Condition Shape of tool Machine tool clamping
IR SE 5® 24 g el o g g@ 2 2#W R 388 oM ol SR I ¢ g 5l
Selection condition % % % F éﬁiu g—_éﬁ é";ﬁﬁ a = § Bl 5 A g i § Al %ﬁ § ZS 2 = S = § = 5% g’g S A
o o j @ @ 3 7 « Z2 Q 3| S ) @ 2B >
5 im im R ® 2 % & ¢ SR IR B fA ‘m iR in
= = iy L= = = [ o o T oo 3 u 3 S mil 3 3E 2 =
=0 o# 3 5 2 2B 2 $= SHE TBE oM S® 3 3 &
gffZ S # ol = g S e o7l 3 &l o 35'5 3 o ja
-# 5 23 g 8 gz z 5 8 s IR
3 = z 5 8 = {a] 3 2 3 2
71 151 BF 3 = o @ S o = = 3
"-%‘_"JMEJM 2 2 = E g ﬁé - @
Main problem @ & =} 2 4R
2 :
@ 2
: : B
»
%2 ; \ =
Hl& EIRHREE l v/ 2 gl
7] g B ER Cutting condition is not suitable % 7]
& Flank wear PIBI T AR EE A
o RFEE 1 !
utting edge geometry is not appropriate
PHSEAREE
;j'e ﬁﬁﬂﬁ]g;ﬁt Cutting conc_lji_tion is nlzz)lt suitable l l l \/
)] Front edge wear 1 Ui 8
£ DHE D LA R A EE
f% Cutting edge geometr; is not ;l)propriate \/ T l l
= N IBIEHREE ! |
=) t}] Euwa&;ﬁ Cutting condition is not suitable
T Cutting edge wear M7 Ta R A S
o =
g. Cutting edge geometr;is not acpl)propriate \/ l T \/ \/ \/ \/ \/ \/
o PIMIS R EE ! ! ! v
s ;;1‘,;41 EEEE*E Cutting condition is not suitable
&  Themmalshockdamage |7 LARRFAE 1 !
(0] Cutting edge geometry is not appropriate
PIEIES o =y 1 1 \/
0 Ea g 4t Cutting condition is not suitable
RBEHME
ulep Faos Bondng Cuttingtzejd‘%ueygé;%gg }i{fr?;té}pﬁropriate T L
REHEEEX TDEERGEIIREX
i Surface roughness Tool wear, milling vibration \/ T l L \/ L \/ \/
= EISHTREE ! ! ! V
= | Cutting condition is not suitable
L] EEER g
E Burrs MDA EiE 1 1 | v
= Cutting edge geometry is not appropriate
O
2 THIRA TS | |
= k=2 = bV Cutting condition is not suitable
=)
@ el Y SRR A&
Y Cutting edge geometr;is notgppropriate T i i T \/ \/
®
o TEHEFTEEL EID U ERR AR &IE
g' Flatness and parallelism deterioration Cutting edge geometr; is not appropriate i L T T 3 \/ \/ \/ \/ \/ \/
=]
REIK THEHTIETEE
Vibration Cutting condition is not suitable i i i \/ T T i \/ \/ \/ \/
H EISHREE
Cutting condition is rl1:cl)t suitable T T ! \/ \/ M
e ymmEs
g Cutting Wound Blocking PIEITD VAR RS E 1 v
g Cutting condition is not suitable M

—
o
S
—
o
N
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B xfLHTIR B xR

Shallow hole drilling Inserts Shallow hole drilling Inserts

WCMX/WCMT SPMG

®l.C
Re
L
&S Grade &S Grade
EZA R~ Dimension(mm) E AR~ Dimension(mm)
P M K %M Cermet P M K %M Cermet
TIH MY ns — T ——— TIH MY ns -
Inserts Shape Type ) o) D) ) ® ‘G_) | | Inserts Shape Type 5 fG_> 5 fG_> @ 6 :' &'
olC/ S| L |od|Re| 3 | 2| B | & | S |2 |8 | 8 olc| S |od | Re | B | 2| 5|/ 5|5 |2|8%8 | &
ol o o o o o o (&} o o o o o o o ()]
> > T ac ) A > > T ac Py Py
WCMX030208-ZY 5.56 | 2.38 | 3.80 | 2.80 | 0.8 © [ SPMG050204-TT 5.00 2.38 2.25 0.4 o °
WCMX040208-2Y 6.35 | 2.38 | 4.30 | 3.10 | 0.8 © ) ) SPMG060204-TT 6.00 2.38 2.61 0.4 o) )
o |
é WCMTO050308-2Y 7.94 | 3.18 | 550 | 3.40 | 0.8 © ) | Q SPMGO07T308-TT 7.94 3.97 2.85 0.8 o °
f‘e\’;, WCMTO06T308-ZY |9.525| 3.97 | 6.50 | 3.80 | 0.8 © ° \ 3 SPMG090408-TT 9.80 430 | 4.05 0.8 o P
—— WCMTO080412-2zY |12.70| 4.76 | 8.70 | 440 | 1.2 ) ° - SPMG110408-TT 11.50 4.80 4.45 0.8 o °
SPMG140512-TT 14.30 5.20 5.7 1.2 o) )
® FHEFFRES Mainrecommendedgrades © —fEhEE Generalgrades O B4 fZhEE Available grades ® FHEFFRES Mainrecommendedgrades © —RZhES Generalgrades O AJ4fZhBE Available grades
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B RLHTIR B R R

Deep-hole drilling Inserts Deep-hole drilling Inserts

TPMT TPMX

TPMX240512-LG |14.20| 5.50 |[13.90| 4.4 | 1.2
TPMX2405-RG |14.20| 5.50 [13.90| 4.4 | 1.2
TPMX280716-LG |17.00| 7.60 |16.10| 5.5 | 1.6
TPMX2807-RG |17.00| 7.60 |16.10| 5.5 | 1.6

® FHETFHRES Mainrecommendedgrades © —fZhES Generalgrades O AJ4fZHEE Available grades

&S Grade &S Grade
HZA&A R Dimension(mm) B ZASR~F Dimension(mm)
P M K £ Cermet P M K £M Cermet
TR ns - TR ns -
Inserts Shape Type 8 a ‘G_) 6 o ‘5 :| ﬁ Inserts Shape Type 5 5 B 6 o) 6 &| ‘:|
ol,C| S | L |od|Re | B | X | B & | 2|2 |58 | 3 ol.C| 8 | L |od|Re | B | X | B | R |5 | 2|8 | &
ol o o o o o o S]] a o o o o o o o
> > m T 2 A > > M T A Py
TPMT16T312R-23 |9.525| 3.97 |16.50 | 3.4 1.2 ° [¢) TPMX1403-RG 8.45 352|830 | 2.8 0.8 ° ©
/'\ TPMT220612R-23 |12.70| 6.35 | 22.00| 4.4 1.2 ) 0] TPMX140308-LG | 8.45 | 3.52 | 8.30 | 2.8 0.8 ° ©
L == TPMX1704-RG 10.30| 4.04 | 9.60 | 3.9 0.8 ° ©
L ——
TPMX170408-LG (10.30| 4.04 | 9.60 | 3.9 0.8 ° ©
° °
° )
° °
° ')

® FHEFFRES Mainrecommendedgrades © —RZhES Generalgrades O AJ4fZHEE Available grades

R424.9 800

h8S Grade &2 Grade
E AR Dimension(mm) B 7R Dimension(mm)
P M K %M Cermet P M K 2P Cermet
TR MR Bs TR MR BS
[ [ o [ [ [ (1 (. [ (= (i (= < [ (. o
Inserts Shape Type ® ) ® ® ® D) | | Inserts Shape Type o) o o o ® Q | par
olC/ L | S |od|Re| B3 | 2| B | B| |23 3 olC{ L | S |od| Re| 3 | X | 5| % |3 2|’ |&
o =) o ) b= o o 3 o o =) =) S o o a
> > m I A A > > m EE A
R424.9-13T308-23 | 10.00 |14.60| 3.96 | 3.4 0.8 800-06A 7.70 |17.975| 2.99 | 2.80 | 0.20 °
K’ . : R424.9-180608-23 | 11.50 | 20.40| 6.35 | 4.5 0.8 [ o 800-07A 9.20 |19.975| 3.49 | 3.50 | 0.25 (]
—
® FIEFFRE S Mainrecommended grades © —fEH# S Generalgrades O B4 FZh#E Available grades ® FIEFFRE S Mainrecommendedgrades © —f&h#EE Generalgrades O B 4FZh#E Available grades
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B RLHTIR B R R

Deep-hole drilling Inserts Deep-hole drilling Inserts

800 R800.24

85 Grade &S Grade
B R~ Dimension(mm) E AR Dimension(mm)
P M K £ Cermet P M K £M Cermet
T 5M oS - T SME B -
Inserts Shape Type ‘G_) 8 G‘_) 6 ® ‘G_) E § Inserts Shape Type 5 5 B 6 o) 6 § §
olC/ L | S |od|Re 3| X B2 | B || 2|8 3 olC/ L | S |od|Re| 3 | X | B | B | 3|2 |8 | &
o o =} o o =} S} a o o o o =) o (=} ol
> > T T o A > > M T A Py
800-08T308H-PG | 9.00 | 8.40 | 3.97 | 2.80 | 0.40 [ R800.24-06T308M-CG | 9.87 | 6.35 | 3.97 | 2.80 | 0.80 °
' . I 800-09T308H-PG | 9.00 | 9.62 | 3.97 | 2.80 | 0.40 ® \. R800.24-08T308M-CG | 9.87 | 7.94 | 3.97 | 2.80 | 0.80 °
800-11T308H-PG | 9.00 | 12.7 | 3.97 | 2.80 | 0.40 ) Ve R800.24-10T308M-CG | 9.87 | 9.53 | 3.97 | 2.80 | 0.80 °
R800.24-12T308M-CG | 9.87 | 12.70 | 3.97 | 2.80 | 0.80 o

800-050308M-IL | 5.55 | 8.00 | 3.18 | 2.50 | 0.80

i‘ 800-06T308M-CL | 6.34 | 9.83 | 4.00 | 2.80 | 0.80

® FHEFFIES Mainrecommendedgrades © —fZhES Generalgrades O AJ4fZhEE Available grades

\—

/o

800-08T308M-CG | 9.85 | 7.94 | 3.97 | 2.80 | 0.80

800-08T308M-IG | 9.85 | 7.92 | 3.97 | 2.80 | 0.80 o R800.24

\®\

od} |
800-060308H-PL | 6.42 | 8.00 | 3.18 | 2.50 | 0.25 )
1™
—— &S Grade
E AR~ Dimension(mm)
) P M K £ Cermet
® FIEFFRE S Mainrecommendedgrades © —f&h# S Generalgrades O T4 FZh#S Available grades TR 5 S @ - " - o a - a
Inserts Shape Type ® ® 5) D) ® o) 3 3
ol.C/ L | S |od|/Re| B3 | X | B | 5|5 |2 |8 | 5
o =) o =) S =) =) I3}
> > M g A Py
R800.24-06T308M-IG | 9.87 | 6.35 | 3.97 | 2.80 | 0.80 °
.” / R800.24-08T308M-IG | 9.87 | 7.94 | 3.97 | 2.80 | 0.80
R800.24-12T308M-IG | 9.87 |12.70 | 3.97 | 2.80 | 0.80 L]
—

® FHEFFRES Mainrecommendedgrades © —f&H#ES Generalgrades O BJ4fZh#-S Available grades
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General purpose: flat head, ball head, round nose

taF

For aluminum

W

V oy, R

4

/ 4

7
7
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BiEJIR

Solid Carbide Cutting Tools

gm0 114
Naming Rules for Solid Milling Tools
BHRERS SRS 115

Solid Carbide Milling Tool Series

ST R 128

Common Problems and Solutions for End Mill
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GVAELE=F

Naming Rules of Carbide End Mills

)5 HASSERAS
Titanium Alloy and Heat Resisting Alloy
IN BBEER =i L — .
Non-Ferrous Metal EH h‘)&kﬁ §*§ tm)&ﬁi
. Default Standard length Default Standard type
Universal machining 2.7
=, 3 L ExtEEttd?EJd e z Str grﬁ k
Jp EMEEEERANNT 9 B
High performance universal machining
|7
Jy  EmIT E BK7) T b3 11
Hard machining Ultra Long Edge Taper neck
JIEZF| S 87 M LN 2 K
X ~ Short Edge Small Shank Total length
Series of Cutting Tools

\Wil-

M EEEEEET] (Miling) 71 T TNEHTIREIMEEZ NEE
Number of teeth P Protection flattened Tecth diameter/ Flute Length
Radius of cutting tools
R 3
Radius
E Ballr;ose
b5 )
B@ENR —
. . . o sh %%*H:ﬁtﬁ d
Solid Carbide Cutting Tools arpreen
JJR7I8
Flute Type of Cutting Tools
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Four flutes straight shank square end mills Four flutes straight shank long flush end mills

JGM-4P ~.= JGM-4PL Gl ST

H
55° M 7)F 7] L 55" KRIIEIET)
Four flutes flate cutter Long flute flate cutter
B H 23
TS 714D(mm) | RA/¥ER | ZKH(mm) | £KL(mm) | #H1Ed(mm) TIE EF TS 71D(mm) | RA/#ER | ZIKH(mm) | KL(mm) | #H1ZEd(mm) T EF
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length|Shank Diameter|Number of teeth Stock
JGM-4P-D3.0M-50 3.0 / 8 50 4 4 ° JGM-4PL-D3.0M-75 3.0 / 12 75 4 4 °
JGM-4P-D3.5M-50 3.5 / 10 50 4 4 ° JGM-4PL-D4.0M-75 4.0 / 15 75 4 4 °
JGM-4P-D4.0M-50 4.0 / 11 50 4 4 ° JGM-4PL-D3.0-75 3.0 / 12 75 6 4 L]
JGM-4P-D3.0-50 3.0 / 8 50 6 4 ° JGM-4PL-D4.0-75 4.0 / 15 75 6 4 °
JGM-4P-D3.5-50 3.5 / 10 50 6 4 ° JGM-4PL-D5.0-75 5.0 / 20 75 6 4 °
JGM-4P-D4.0-50 4.0 / 11 50 6 4 ° JGM-4PL-D6.0-75 6.0 / 20 75 6 4 °
JGM-4P-D4.5-50 4.5 / 11 50 6 4 ° JGM-4PL-D8.0-100 8.0 / 25 100 8 4 L4
JGM-4P-D5.0-50 5.0 / 13 50 6 4 ° JGM-4PL-D10.0-100 10.0 / 30 100 10 4 L4
JGM-4P-D5.5-50 55 / 16 50 6 4 ° JGM-4PL-D12.0-100 12.0 / 35 100 12 4 °
JGM-4P-D6.0-50 6.0 / 16 50 6 4 ° JGM-4PL-D14.0-100 14.0 / 40 100 14 4 °
JGM-4P-D7.0-60 7.0 / 20 60 8 4 ) JGM-4PL-D16.0-150 16.0 / 50 150 16 4 L]
JGM-4P-D8.0-60 8.0 / 20 60 8 4 . JGM-4PL-D20.0-150 20.0 / 50 150 20 4 .
JGM-4P-D10.0-75 10.0 / 25 75 10 4 ° ® HZETF standing stock  © FRITEALTE Make to order
JGM-4P-D12.0-75 12.0 / 30 75 12 4 [
JGM-4P-D14.0-75 14.0 / 32 75 14 4 (]
JGM-4P-D16.0-100 16.0 / 45 100 16 4 L4
JGM-4P-D18.0-100 18.0 / 45 100 18 4 °
JGM-4P-D20.0-100 20.0 / 45 100 20 4 °
® HZFETF standing stock  © FRITEALEFE Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials(  Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
HWANTHEL Processed Material AN 47 %} Processed Material
BES | AEW o R, RN REM | cotn | WEE | EAE | nae | Whes BES | AeW L v FER | con | WA | mae | #ae | Whas
Carbon steel | Alloy steel P SoHRG P— P Stainless steel %%ﬁio%n Copper Alloy |Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel ARG onRG oG earme | Steiniesssteel Ef%ﬁ%o%n Copper Alloy | Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy
| | | O O | | | | O | O |
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Four flutes straight shank round end mills Two flutes straight shank ball end mills

R
JGM-2B <l [ =0 I
H
Toraida e L A
@ HAE SN T
MIEELE ArESLAEI Surface machining
Side face milling Groove milling
TS 71&D(mm) | RA/ERFER | VEH(mm) | £KL(mm) | #HBd(mm) VAL T T&HS 7]2D(mm) | RAI/ERER | DERH(mm) | £KL(mm) | #HEd(mm) 71K EfE
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter | Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length |Shank Diameter|Number of teeth Stock
JGM-4R-D3.0R0.2M-50 3.0 0.2 8 50 4 4 ° JGM-2B-R1.5M-50 3.0 1.5 6 50 4 2 ®
JGM-4R-D4.0R0.3M-50 4.0 0.3 10 50 4 4 o JGM-2B-R1.75M-50 3.5 1.75 8 50 4 2 °
JGM-4R-D4.0R0.5M-50 4.0 0.5 10 50 4 4 ° JGM-2B-R2.0M-50 4.0 2.0 8 50 4 2 L
JGM-4R-D3.0R0.2-50 3.0 0.2 8 50 6 4 ° JGM-2B-R1.5-50 3.0 1.5 6 50 6 2 ®
JGM-4R-D4.0R0.3-50 4.0 0.3 10 50 6 4 o JGM-2B-R1.75-50 3.5 1.75 8 50 6 2 °
JGM-4R-D4.0R0.5-50 4.0 0.5 10 50 6 4 ° JGM-2B-R2.0-50 4.0 2.0 8 50 6 2 °
JGM-4R-D5.0R0.5-50 5.0 0.5 13 50 6 4 ° JGM-2B-R2.5-50 5.0 2.5 10 50 6 2 o
JGM-4R-D5.0R1.0-50 5.0 1.0 13 50 6 4 L4 JGM-2B-R2.75-50 S 2.75 12 50 6 2 L4
JGM-4R-D6.0R0.5-50 6.0 0.5 16 50 6 4 ° JGM-2B-R3.0-50 6.0 3.0 12 50 6 2 L4
JGM-4R-D6.0R1.0-50 6.0 1.0 16 50 6 4 ° JGM-2B-R3.5-60 7.0 385 14 60 8 2 °
JGM-4R-D8.0R0.5-60 8.0 0.5 20 60 8 4 ° JGM-2B-R4.0-60 8.0 4.0 16 60 8 2 °
JGM-4R-D8.0R1.0-60 8.0 1.0 20 60 8 4 ° JGM-2B-R4.5-75 9.0 4.5 18 75 10 2 °
JGM-4R-D10.0R0.5-75 10.0 0.5 25 75 10 4 o JGM-2B-R5.0-75 10.0 5.0 20 75 10 2 °
JGM-4R-D10.0R1.0-75 10.0 1.0 25 75 10 4 o JGM-2B-R6.0-75 12.0 6.0 24 75 12 2 °
JGM-4R-D10.0R2.0-75 10.0 2.0 25 75 10 4 o JGM-2B-R7.0-75 14.0 7.0 28 75 14 2 °
JGM-4R-D10.0R3.0-75 10.0 3.0 25 75 10 4 L4 JGM-2B-R8.0-100 16.0 8.0 32 100 16 2 o
JGM-4R-D12.0R0.5-75 12.0 0.5 30 75 12 4 L JGM-2B-R10.0-100 20.0 10.0 40 100 20 2 L4
JGM-4R-D12.0R1.0-75 12.0 1.0 30 75 12 4 ° ® H#ZETE standing stock © IFITEALEFT Make to order
JGM-4R-D12.0R2.0-75 12.0 2.0 30 7% 12 4 °
JGM-4R-D12.0R3.0-75 12.0 3.0 30 75 12 4 °
® HEZFETE Standing stock © FRITEAAEFT Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials( ® Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
#WINTAF%} Processed Material WA TA4%} Processed Material
mEm | Aem ST O FEA | oo | BAR | BAR | #As | WAAS BEm | Asm el AL FHE | cn | WA® | Ba® | #ae | BAaw
Carbon steel | Alloy steel P onRe p—— - Stainless steel 3%2%2%”?“ Copper Alloy |Aluminum Alloy| Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel aonRG sonRe ssnRe eanRe Stainless steel E{%ﬁiﬁn Copper Alloy |Aluminum Alloy|Titanium Alloy |Heat-resisting Alloy
| | | O O | | | | O O |
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Four flutes straight shank square end mills Four flutes straight shank long flush end mills

JPM-4P JPM-4PL il St

H
55° I T SEEET] L 55°1K 7] [E57]
Four flutes flate cutter Long flute flate cutter
B B H 23
TS 714D(mm) | RA/¥ER | ZKH(mm) | £KL(mm) | #H1Ed(mm) TIE EF TS 71D(mm) | RA/#ER | ZIKH(mm) | KL(mm) | #H1ZEd(mm) T EF
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length|Shank Diameter|Number of teeth Stock
JPM-4P-D3.0M-50 3.0 / 8 50 4 4 ° JPM-4PL-D3.0M-75 3.0 / 8 75 4 4 °
JPM-4P-D3.5M-50 3.5 / 10 50 4 4 ° JPM-4PL-D4.0M-75 4.0 / 11 75 4 4 °
JPM-4P-D4.0M-50 4.0 / 11 50 4 4 ° JPM-4PL-D3.0-75 3.0 / 8 75 6 4 o
JPM-4P-D3.0-50 3.0 / 8 50 6 4 ° JPM-4PL-D4.0-75 4.0 / 11 75 6 4 °
JPM-4P-D3.5-50 3.5 / 10 50 6 4 ° JPM-4PL-D5.0-75 5.0 / 13 75 6 4 °
JPM-4P-D4.0-50 4.0 / 11 50 6 4 ° JPM-4PL-D6.0-75 6.0 / 16 75 6 4 °
JPM-4P-D4.5-50 4.5 / 11 50 6 4 ° JPM-4PL-D8.0-100 8.0 / 20 75 8 4 L4
JPM-4P-D5.0-50 5.0 / 13 50 6 4 ° JPM-4PL-D10.0-100 10.0 / 25 100 10 4 L4
JPM-4P-D5.5-50 55 / 16 50 6 4 ° JPM-4PL-D12.0-100 12.0 / 30 100 12 4 °
JPM-4P-D6.0-50 6.0 / 16 50 6 4 ° JPM-4PL-D14.0-100 14.0 / 32 100 14 4 °
JPM-4P-D7.0-60 7.0 / 20 60 8 4 ) JPM-4PL-D16.0-150 16.0 / 45 150 16 4 °
JPM-4P-D8.0-60 8.0 / 20 60 8 4 . JPM-4PL-D20.0-150 20.0 / 45 150 20 4 .
JPM-4P-D10.0-75 10.0 / 25 75 10 4 ° ® EEEETF standing stock  © FRITEAAE Make to order
JPM-4P-D12.0-75 12.0 / 30 75 12 4 L]
JPM-4P-D14.0-75 14.0 / 32 75 14 4 (]
JPM-4P-D16.0-100 16.0 / 45 100 16 4 L4
JPM-4P-D18.0-100 18.0 / 45 100 18 4 °
JPM-4P-D20.0-100 20.0 / 45 100 20 4 °
® HZFETF standing stock © FRITEALEFE Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials(  Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
HWANTHEL Processed Material AN 47 %} Processed Material
BES | AEW o R, RN REM | cotn | WEE | EAE | nae | Whes BES | AeW L v FER | con | WA | mae | #ae | Whas
Carbon steel | Alloy steel P SoHRG P— P Stainless steel %%ﬁio%n Copper Alloy |Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel ARG onRG oG earme | Steiniesssteel Ef%ﬁ%o%n Copper Alloy | Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy
| | O | O | | | | O | O |
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Four flutes straight shank round end mills Two flutes straight shank ball end mills

R
JPM-4R = JPM-2B Ll =D Db
L 55°HE&7] L 55°TK7]
Toroidal cutter Ballnose cutter
B %
MIEELE ArESLAEI Surface machining
Side face milling Groove milling
TS 71&D(mm) | RA/ERFER | VEH(mm) | £KL(mm) | #HBd(mm) VAL T T&HS 7]2D(mm) | RAI/ERER | DERH(mm) | £KL(mm) | #HEd(mm) 71K EfE
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter | Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length |Shank Diameter|Number of teeth Stock
JPM-4R-D3.0R0.2M-50 3.0 0.2 8 50 4 4 ° JPM-2B-R1.5M-50 3.0 1.5 6 50 4 2 °
JPM-4R-D4.0R0.3M-50 4.0 0.3 11 50 4 4 o JPM-2B-R1.75M-50 3.5 1.75 8 50 4 2 °
JPM-4R-D4.0R0.5M-50 4.0 0.5 11 50 4 4 ° JPM-2B-R2.0M-50 4.0 2.0 8 50 4 2 °
JPM-4R-D3.0R0.2-50 3.0 0.2 8 50 6 4 ° JPM-2B-R1.5-50 3.0 1.5 6 50 6 2 ®
JPM-4R-D4.0R0.3-50 4.0 0.3 11 50 6 4 o JPM-2B-R1.75-50 3.5 1.75 8 50 6 2 °
JPM-4R-D4.0R0.5-50 4.0 0.5 11 50 6 4 ° JPM-2B-R2.0-50 4.0 2.0 8 50 6 2 °
JPM-4R-D5.0R0.5-50 5.0 0.5 13 50 6 4 ° JPM-2B-R2.5-50 5.0 2.5 10 50 6 2 °
JPM-4R-D5.0R1.0-50 5.0 1.0 13 50 6 4 L4 JPM-2B-R2.75-50 S 2.75 12 50 6 2 L4
JPM-4R-D6.0R0.5-50 6.0 0.5 16 50 6 4 ° JPM-2B-R3.0-50 6.0 3.0 12 50 6 2 L
JPM-4R-D6.0R1.0-50 6.0 1.0 16 50 6 4 ° JPM-2B-R3.5-60 7.0 385 14 60 8 2 °
JPM-4R-D8.0R0.5-60 8.0 0.5 20 60 8 4 ° JPM-2B-R4.0-60 8.0 4.0 16 60 8 2 °
JPM-4R-D8.0R1.0-60 8.0 1.0 20 60 8 4 ° JPM-2B-R4.5-75 9.0 4.5 18 75 10 2 °
JPM-4R-D10.0R0.5-75 10.0 0.5 25 75 10 4 o JPM-2B-R5.0-75 10.0 5.0 20 75 10 2 °
JPM-4R-D10.0R1.0-75 10.0 1.0 25 75 10 4 o JPM-2B-R6.0-75 12.0 6.0 24 75 12 2 °
JPM-4R-D10.0R2.0-75 10.0 2.0 25 75 10 4 ° JPM-2B-R7.0-75 14.0 7.0 28 75 14 2 °
JPM-4R-D10.0R3.0-75 10.0 3.0 25 75 10 4 L4 JPM-2B-R8.0-100 16.0 8.0 32 100 16 2 °
JPM-4R-D12.0R0.5-75 12.0 0.5 30 75 12 4 L JPM-2B-R10.0-100 20.0 10.0 40 100 20 2 L4
JPM-4R-D12.0R1.0-75 12.0 1.0 30 75 12 4 ° ® HEEETF Standingstock  © FRITHLEFT Make to order
JPM-4R-D12.0R2.0-75 12.0 2.0 30 7% 12 4 °
JPM-4R-D12.0R3.0-75 12.0 3.0 30 75 12 4 °
® HEZETF Standing stock © FEITEALEFZ Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials( ® Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
#WINTAF%} Processed Material WA TA4%} Processed Material
mEm | Aem ST O FEA | oo | BAR | BAR | #As | WAAS BEm | Asm el AL FHE | cn | WA® | Ba® | #ae | BAaw
Carbon steel | Alloy steel P onRe p—— - Stainless steel 3%2%2%”?“ Copper Alloy |Aluminum Alloy| Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel aonRG sonRe ssnRe eanRe Stainless steel E{%ﬁiﬁn Copper Alloy |Aluminum Alloy|Titanium Alloy |Heat-resisting Alloy
| | O | O | | | O | O |
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Four flutes straight shank square end mills Four flutes straight shank long flush end mills

JHM-4P = JHM-4PL <l ST

H
55° M) FET] L 55" KT)FIRT)
Four flutes flate cutter Long flute flate cutter
TS 714D(mm) | RA/¥ER | ZKH(mm) | £KL(mm) | #H1Ed(mm) TIE EF TS 71D(mm) | RA/#ER | ZIKH(mm) | KL(mm) | #H1ZEd(mm) T EF
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter|Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length|Shank Diameter|Number of teeth Stock
JHM-4P-D3.0M-50 3.0 / 8 50 4 4 ° JHM-4PL-D3.0M-75 3.0 / 12 75 4 4 °
JHM-4P-D3.5M-50 3.5 / 10 50 4 4 ° JHM-4PL-D4.0M-75 4.0 / 15 75 4 4 °
JHM-4P-D4.0M-50 4.0 / 11 50 4 4 ° JHM-4PL-D3.0-75 3.0 / 12 75 6 4 L]
JHM-4P-D3.0-50 3.0 / 8 50 6 4 ° JHM-4PL-D4.0-75 4.0 / 15 75 6 4 °
JHM-4P-D3.5-50 3.5 / 10 50 6 4 ° JHM-4PL-D5.0-75 5.0 / 20 75 6 4 °
JHM-4P-D4.0-50 4.0 / 11 50 6 4 ° JHM-4PL-D6.0-75 6.0 / 20 75 6 4 °
JHM-4P-D4.5-50 4.5 / 11 50 6 4 ° JHM-4PL-D8.0-100 8.0 / 25 100 8 4 L4
JHM-4P-D5.0-50 5.0 / 13 50 6 4 ° JHM-4PL-D10.0-100 10.0 / 30 100 10 4 L4
JHM-4P-D5.5-50 5.5 / 16 50 6 4 ° JHM-4PL-D12.0-100 12.0 / 35 100 12 4 °
JHM-4P-D6.0-50 6.0 / 16 50 6 4 ° JHM-4PL-D14.0-100 14.0 / 40 100 14 4 °
JHM-4P-D7.0-60 7.0 / 20 60 8 4 ) JHM-4PL-D16.0-150 16.0 / 50 150 16 4 L]
JHM-4P-D8.0-60 8.0 / 20 60 8 4 . JHM-4PL-D20.0-150 20.0 / 55 150 20 4 .
JHM-4P-D10.0-75 10.0 / 25 75 10 4 ° ® HZFETE Standing stock  © IEIT BT Make to order
JHM-4P-D12.0-75 12.0 / 30 75 12 4 L]
JHM-4P-D14.0-75 14.0 / 32 75 14 4 (]
JHM-4P-D16.0-100 16.0 / 45 100 16 4 L4
JHM-4P-D18.0-100 18.0 / 45 100 18 4 °
JHM-4P-D20.0-100 20.0 / 45 100 20 4 °
® HEEEETF Standing stock  © FRITEAAETZ Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials(  Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
HWANTHEL Processed Material AN 47 %} Processed Material
BES | AEW o R, RN REM | cotn | WEE | EAE | nae | Whes BES | AeW L v FER | con | WA | mae | #ae | Whas

Carbon steel | Alloy steel P SoHRG P— P Stainless steel %%ﬁio%n Copper Alloy |Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel ARG onRG oG earme | Steiniesssteel Ef%ﬁ%o%n Copper Alloy | Aluminum Alloy |Titanium Alloy |Heat-resisting Alloy

| | | | O O | | | | | O O |
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Four flutes straight shank round end mills Two flutes straight shank ball end mills

R
JHM-2B <l =8 o
H
55°FHE&7] L 55°Ek7]
Toroidal cutter Ballnose cutter
% HAE SN T
MIEELE ArESLAEI Surface machining
Side face milling Groove milling
KRS 71&D(mm) | RA/ERFER | VEH(mm) | £KL(mm) | #HBd(mm) VALK BEtF T&HS 7]2D(mm) | RAI/ERER | DERH(mm) | £KL(mm) | #HEd(mm) 71K EfE
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter | Number of teeth Stock Specifications Tool Diameter| Angle/ Radius| Flute Length |Overall Length |Shank Diameter|Number of teeth Stock
JHM-4R-D3.0R0.2M-50 3.0 0.2 8 50 4 4 ° JHM-2B-R1.5M-50 3.0 1.5 6 50 4 2 ®
JHM-4R-D4.0R0.3M-50 4.0 0.3 10 50 4 4 o JHM-2B-R1.75M-50 3.5 1.75 8 50 4 2 °
JHM-4R-D4.0R0.5M-50 4.0 0.5 10 50 4 4 ° JHM-2B-R2.0M-50 4.0 2.0 8 50 4 2 L
JHM-4R-D3.0R0.2-50 3.0 0.2 8 50 6 4 ° JHM-2B-R1.5-50 3.0 1.5 6 50 6 2 ®
JHM-4R-D4.0R0.3-50 4.0 0.3 10 50 6 4 o JHM-2B-R1.75-50 3.5 1.75 8 50 6 2 °
JHM-4R-D4.0R0.5-50 4.0 0.5 10 50 6 4 ° JHM-2B-R2.0-50 4.0 2.0 8 50 6 2 °
JHM-4R-D5.0R0.5-50 5.0 0.5 13 50 6 4 ° JHM-2B-R2.5-50 5.0 2.5 10 50 6 2 o
JHM-4R-D5.0R1.0-50 5.0 1.0 13 50 6 4 L4 JHM-2B-R2.75-50 S 2.75 12 50 6 2 L4
JHM-4R-D6.0R0.5-50 6.0 0.5 16 50 6 4 ° JHM-2B-R3.0-50 6.0 3.0 12 50 6 2 L
JHM-4R-D6.0R1.0-50 6.0 1.0 16 50 6 4 ° JHM-2B-R3.5-60 7.0 385 14 60 8 2 °
JHM-4R-D8.0R0.5-60 8.0 0.5 20 60 8 4 ° JHM-2B-R4.0-60 8.0 4.0 16 60 8 2 °
JHM-4R-D8.0R1.0-60 8.0 1.0 20 60 8 4 ° JHM-2B-R4.5-75 9.0 4.5 18 75 10 2 °
JHM-4R-D10.0R0.5-75 10.0 0.5 25 75 10 4 o JHM-2B-R5.0-75 10.0 5.0 20 75 10 2 °
JHM-4R-D10.0R1.0-75 10.0 1.0 25 75 10 4 o JHM-2B-R6.0-75 12.0 6.0 24 75 12 2 °
JHM-4R-D10.0R2.0-75 10.0 2.0 25 75 10 4 o JHM-2B-R7.0-75 14.0 7.0 28 75 14 2 °
JHM-4R-D10.0R3.0-75 10.0 3.0 25 75 10 4 L4 JHM-2B-R8.0-100 16.0 8.0 32 100 16 2 °
JHM-4R-D12.0R0.5-75 12.0 0.5 30 75 12 4 L JHM-2B-R10.0-100 20.0 10.0 40 100 20 2 L4
JHM-4R-D12.0R1.0-75 12.0 1.0 30 75 12 4 ° ® HZFETE Standing stock  © IEITER4EFT Make to order
JHM-4R-D12.0R2.0-75 12.0 2.0 30 7% 12 4 °
JHM-4R-D12.0R3.0-75 12.0 3.0 30 75 12 4 °
® HEZFETF Standing stock  © FRITEALEFZ Make to order
winIorhERE (B FEBEES OES winImrhamx (B EEES JES
Applicable Table of Processed Materials( ® Perfect Suitable O Suitable ) Applicable Table of Processed Materials( B Perfect Suitable O Suitable )
#WINTAF%} Processed Material WA TA4%} Processed Material
mEm | Aem ST O FEA | oo | BAR | BAR | #As | WAAS BEm | Asm el AL FHE | cn | WA® | Ba® | #ae | BAaw
Carbon steel | Alloy steel P onRe p—— - Stainless steel 3%2%2%”?“ Copper Alloy |Aluminum Alloy| Titanium Alloy |Heat-resisting Alloy Carbon steel | Alloy steel aonRG sonRe ssnRe eanRe Stainless steel E{%ﬁiﬁn Copper Alloy |Aluminum Alloy|Titanium Alloy |Heat-resisting Alloy
| | | | O O | | | | | O O |
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End mills for aluminum

Common problems and solutions for end mill

JNM-3P

e yal=tz) .
BREE | mme Y TIRRAR PR
. IEFIFE Solutions Tool materil Cutting condition Tool shape Machine clamping
or aluminum
P! 21 | gt | 2 | o4 EIHI3 S48 Z7) | %% | FiF| SIR|9F | SR | 3R
B ch| B2 |G S| oo | gl 3|50 EY\ 3R im| 1| im
gd |G| LR 2R |5 5B |8 |aH | 87 57 |ek EX oL
82 |¢E | ° 8% |S@ |ezM|esE| oF @ |2 |5 | 3B | sBE |8k | % i#
% | g 5 |2k |SsK|E8K| s | ° |8 2 | oR| SZ s |37 32X
2] S¢ (280|528 u 5 [T i) sz ERR L
WESH L] 3 S |53H|SEf| 2B iR <8 c | B
Side face milling Groove milling e, B = 2({9& Qmﬁ Qg—tﬂ g:_l:t < Qi 3 =
AN s% | 38| ofl| s s ! & E
Common Problems 3 5 i 2 = o 2
H e *| e g g
TS 71ZD(mm) | RE/EER | AEH(mMm) | £EL(mm) | H@d(mm) T8 E#E = =
Specifications Tool Diameter| Angle/ Radius | Flute Length |Overall Length|Shank Diameter|Number of teeth Stock ua;ﬁﬁ STEETIITIT
Tool fracture| Fracture of end mill l l l T \/ \/ \/
JNM-3P-D3.0M-50 3.0 / 9 50 4 3 °
JNM-3P-D4.0M-50 4.0 / 12 50 4 3 ° DRI EHREIR
Rapid we:r of \/ l T DJc!lvBivn \/ T
JNM-3P-D3.0-50 3.0 / 9 50 6 3 ° &7 cutting edge
JNM-3P-D4.0-50 4.0 / 12 50 6 3 ° IR 5
i o
BE7] I
JNM-3P-D5.0-50 5.0 / 15 50 6 3 [ Damage Breakage l l l D{)lgivn Ijr:y \/ \/ \/
JNM-3P-D6.0-60 6.0 / 18 60 6 3 o R
-3P-D8.0- B ETE B
JNM-3P-D8.0-60 8.0 / 20 60 8 3 L4 Severechil:sbond 7 N4 vlvﬂ:t T
JNM-3P-D10.0-75 10.0 / 30 75 10 3 L
JNM-3P-D12.0-75 12.0 / 32 75 12 3 ° FHREE =
JNM-3P-D16.0-100 16.0 / 45 100 16 3 . Poersurtace qually IR V| et v
JNM-3P-D20.0-100 20.0 / 45 100 20 3 ° sk
® FEEETF standing stock © FRITEAAEFT Make to order Uneven l l l T T vV
il p—
MERE ‘
Machining | Uneven side face l l ﬁﬁp \/ T T T \/
precision of workpiece
BRIR AR 2%
e, b !
Rehig X
Large vibration l T T l T \/ \/ \/ \/
YIB b 1E YIBHE A
Chip control Obsgunc]:)evda?hlp l l \/ l
1D7NEBRSAR, S2SHEEDIFMSNTESERE, LNEENTIEHITEE,
Eﬂ»{_j’ Large abrasion of cutting edge is easy to cause fracture of end mill or poor surface quality, so itis recommended to regrind the end mills.
WITHEIERE (W ERES OEs Others 2 JJE R BRI ATBEAT,
Applicable Table of Processed Materials( ® Perfect Suitable O Suitable ) Make overhang of tool as short as possible.
#4448} Processed Material
BHEN | ASW oropar e, BRA REW | con | BER | BAs | Hae | WAee
Carbon steel | Alloy steel Stainless steel ﬂ?_l%%i% Copper Alloy |Aluminum Alloy | Titanium Alloy |Heat-resisting Alloy
~40HRC ~50HRC ~55HRC ~68HRC ductile iron
|




BRERE
” AR

General Technical Information

TIEMBERIE

Selection Method of Cutting Tools

fESITHRE

Grade Comparison Table

BEEENIRRER

Hardness Comparison Table

RZEEREIEER

Precautions for Safe Use of Cutting Tools

ERGErRREnE

Safety Standard for Cemented Carbide Products

133

135

136

137



BTl - T HSE

T EMISIERINE

Selection Method of Cutting Tools

HIEEHITI EMSIZAE:

- BRETREMBEMIOMENG, NRESEIRE.
CREFESHTIRIOR, YHERBRIDRERSG.
AREULRRRENTNARESRIBEDTNEAS B RRITHHA,
- BRERESIALEZRRENATIAAE. BE BS.

o O T o

YIRTEIE 7] EMASIERINE:

a. BAETRIEMBEMIAMENNR, NRESRKE.

b. #RIEIMTITI (SMNE. AL, mEE) WEDDRERRKE,

c. iIELA EREREHTRE S RBEIFNEAZRRR I EHEA,

d. RIERESIU LSRFRENNTI S, A5, BE, RSHHA.

BRETIHI T BEIRIE A TE

a. BEETRIEMBMIAMERRR. URESRIRE,
b. HRIFRKAIBIZN. KB, NI SHETIRRIRE,
c. IKIELU ERRRENTRESKBEDNFNEGL BRRITEHA.
d. REHESU LZRFHENNTFAE. B8, MBS,

Selection Method of General Turning Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the suitable insert shape, setting angle and clamping designation.

c. Select details of tool bars as L/R, dimension,etc, according to above conditions

d. Select the type, chip breaker and grade of inserts, corresponding to all conditions.

Selection Method of Parting and Grooving tools:

a. Understand the processed material condition, machine model and condition.

b. Select the basic type according to processing methods(external,internal,face grooving
c. Select details of tool bars as L/R, dimension etc, according to above conditions,

d. Select the type,clamping designation,chip-breaker and grade of inserts, corresponding to all conditions.

Selection Method of Threading Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the tool type according to thread's type, processing methods,etc.

c. Select details of tool bars as L/R, dimension,etc, according to above conditions,
d. Select the type, chip-breaker and grade of inserts,corresponding to all conditions.

www.jgcarbide.com

TEMISERINE

Selection Method of Cutting Tools

BEHIZJ BRI

- BRETREREINIAMERRE, TURESERE.

RIEIN TS RBERB D ENERLE (FEEE. TE%. B, Sl fR%S.
RENTRERNTEMRSR T SERBERRBREARG BRI M5,

MREU EREREONARESKBEDENZEO. RIFHA.

- BREHESIULEZRRBNATIFAE. B BS,

® O O T o

FLINT D BEMISIEAIE:

a. BEETRERBEMLIAMERRE. NARESRIRES.

b. \RIEMT T ZRMEFMTIDENERLE(GEH. EHH. BH. BENIFS).
c. REMIBERINTANR I ERRRERMBEIKD B AIHEMAAMNINE,

d. KB ERERERNRESKBETIBRED. RIFHA.

e. REMESIU LERRBNATI MG, B BS,

Selection Method of Milling Tools :

a. Understand the processed material condition, machine model and condition.

b. Select the basic type of milling tools according to the processing method (plane milling, square
shoulder milling, profile milling, milling grooves, chamfer milling, etc.).

c. Select solid milling tools or indexable milling inserts according to machining accuracy and
machining surface shape and size and etc.

d. Select interface, size and other details of milling tools according to machine model and above
conditions

e. Select the type,chip-breaker and grade of Inserts,corresponding to all conditions.

Selection Method for Hole Processing Tools:

a. Understand the processed material condition, machine model and condition.

b. Select the basic types of hole processing tools (drilling, boring, reaming, thread processing, etc.
according to machining process.

c. Selct solid cutting tools or indexable hole processing tools according to the machining accuracy
and dimension of the machining holes.

d. Select interface, size and other details of milling tools according to machine model and above
conditions

e. Select the type,chip-breaker and grade of Inserts, corresponding to all conditions.
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B ZeERIHIENEESER

Precautions for Safe Use of Cutting Tools

B TENRBRE (ZetERERBERLUREE)

Hardness Comparison Table ( Approximate conversion on hardness & strength of ferrous metals)

HE Ha‘rdness pmEE HE !—|ardness HTE e B tE Hazard B3P 3E s Protective Measures
&K Rockwell 4K vickers 71 X Brinell TRS &K Rockwell  ZE[X vickers  #0EX Brinell TRS B R 7D ELSE B0 T T) S AR M IS B ERFRFMIAIA, BERFESHPRSRAR,
HRC HRA HV HB (N/mmz) HRC HRA HV HB (N/mmz) Direct contact with the sharp edge of the cutting tool may cause injury to human body. prote:ci,i\o/léllgsoar p?gt:crgg\rgea;lé)lizngceosossug}? asegrl'r:/cesline 00l please use
70.0 86.6 1037 - - 43.0 721 411 401 1360 el e A s 2 I e -
69.5 86.3 1017 — — 42.5 71.8 405 396 1340 FIeSERDETRSHERKR, WHEHE T, SIERE. Read samples and safety standards before use.
69.0 86.1 997 _ _ 42.0 71.6 399 391 1320 !mﬁ]ro%er use of the tool may cause its breakage and accessories flying out,resulting E{E RN ERE TGN R o
. . . . in the damage. i i
68.5 85.8 978 _ _ 41.5 71.3 393 385 1300 Please use safety glasses and protective clothing.
68.0  85.5 959 = - 41.0 711 388 380 1280 SERBHBAGSEIAEANRE, TRSHIABUTGE, 18 REERIEMAGIN,
- - ERBE, eplace excessively worn tools in time.
67.5 85.2 941 40.5 70.8 382 375 1260 Excessive wear and severe impact increase the cutting resistance, which may lead to tool S{EAEIPER SR .
67.0 85.0 923 - - 40.0 70.5 377 370 1245 fracture and splashing, causing injury to the operator. Please use safety glasses and protective clothing.
66.5 84.7 906 — — 39.5 70.3 372 365 1225 &Hﬂfiﬁﬁiﬁ}%lﬁ%ﬂ%ﬂ]@o .
66.0 84.4 889 - - 39.0 70.0 367 360 1210 Il R B E AR N iSRG FIRG o Timely use pliers and other tools to remove chips.
65.5 84.1 872 — — 38.5 - 362 355 1190 Chips during cutting may cause burns and scratches to people. B EABIFRERIFRUARBIFFEE.
65.0 83.9 856 — — 38.0 — 357 350 1175 Please use safety glasses, protective clothing and protective gloves.
64.5 83.6 840 — — 37.5 — 352 345 1160 . BRETNHXENZREEDE.
64.0 83.3 825 — 37.0 - 347 341 1140 IR 2= £ R K BRI B A5 R A RMGERNRR . Rﬁemove flammable and explosiveur:naterials in the cutting area.
: : - : The sparks and high temperature chips produced in the cutting process are dangerous and = g
_ _ parks and nigh temps PSP 9P 9 H8F R K21 o
63.5 83.1 810 — 36.5 342 336 1125 may cause fire and explosion. IE’FI]ease prepare fire—fighting equipment
63.0 82.8 795 — — 36.0 - 338 332 1110 :
EHE, REREERANNHERERFS.
62.5 82.5 780 — — 35.5 - 333 327 1095 BEETHN AR FEESHYEEEETMmS|REIZRE, SHTIERIR., Before cutting_,LcheikwT‘nEeEerthe equipm:'nti:cllo?se or abnormal.
62.0 82.2 766 - - 35.0 - 329 323 1080 The high-speed running machine tools vibrate violently because of the poor balance of the S(E RGP IRSMBIPER .
61.5 82.0 752 — — 34.5 — 324 318 1065 fixture and so on, resulting in the tool damage. Please use safety glasses and protective clothing.
61.0 817 739 - - 34.0 - 320 314 1050 - s i ST ERERIN T ERER .
60.5 81.4 726 - — 33.5 - 316 310 1035 ﬁfiiﬁiﬂfﬁgﬁiiﬁtifﬁﬂ; ;Eﬁ?ijiuegﬁﬁ;nd easy to scratch the Pleasa do not toush the burrs on the machinad part.
60.0 81.2 713 — 2555 33.0 - 312 306 1020 human body. 5 AR EREFN RSP AR o
59.5 80.9 700 _ 2500 325 _ 308 302 1010 Please use safety glasses and protective clothing.
59.0  80.6 688 - 2450 320 - 304 208 298 S R A T S BB 15 D T AT ELRIR AR TR 6 o R clampec.
58.5 80.3 676 — 2395 31.5 — 300 294 294 If the workpiece is machined directly without clamping, the tool will be damaged and the S EE PR EHNRIR
58.0 80.1 664 - 2345 31.0 - 296 291 291 LTI T Please use safety glasses and protective clothing.
57.5 | 79.8 653 B 2295 | 805 | - 292 287 287 T AT KRB R EER LR T8, SRS i AL e THEEEY
570 795 o4 - 2250 300 - 289 263 263 REER. - ‘ Gaioa e, poses s wie hat i baces s cersecossres
56.5 79.3 631 — 2205 29.5 — 285 280 280 When the blade or its accessories are not clamped properly, there is a risk of injury caused have been faster?égproperly with appropriate tools.
56.0  79.0 620 - 2160 29.0 - 281 276 276 by the falling off of the tool.
55.5 78.7 609 — 2115 28.5 — 278 273 273 FA2EE ERS B TEE S ZER, JJRSETIEEHECKNBIR EAEGEESSRETETSZE,
55.0  78.5 599 - 2075 28.0 - 274 269 269 When the auxiiary njgfyﬂ; such a5 igf;“e'ar;(i;z Ognlg;??:;g plates are used for over-tightening, . not overtighten with auxiliary tools such as sleeves.
54.5 78.2 589 — 2035 27.5 — 271 266 266 )
— — = =
540 | 77.9 579 1995 | 27.0 268 263 263 TIH SR EERRIIA, AR RO DR R TR . B T - commended range.
53.5 7.7 570 - 1955 26.5 - 264 260 260 In high speed cutting, the blade or accessories may fall off and fly out under the action of = SPERESHIRG IR
53.0 77.4 561 - 1920 26.0 . 261 257 257 nertial centrifugal force. g?e{asﬁeﬁllf)s;e sg;ﬁetﬁylzl?gssesﬂfnod protective clothing
52.5 771 551 — 1885 25.5 — 258 254 254 :
52.0 76.9 543 — 1850 25.0 — 255 251 251 HTFHEREITIRRBNER, BEEAFMETRIGRIRGH. ATENRE, EXREMTIIENBRTEEBHIPEE,
51.5 76.9 534 — 1815 24 .5 — 252 248 248 gecalljse the edge of milling tool is sharp, it is dangerous to be scratched by touching For your safety, please wear protective gloves when you have to touch
irectly with hands. the blade.
51.0 76.3 525 501 1780 24.0 — 249 245 820
. 76.1 17 494 17 23. — 24 242 1 B SN . HIBEHRTIERTER, SREHFFEMT.
E 50.5 6 5 9 50 3:5 6 810 hEsEEIR, KRR, FESRBAZELISERSTHIRES, ERARGL, When you are doing rotary cu?ting, pll-:ase do not wear gloves.
i} 50.0 75.8 509 488 1720 23.0 - 243 240 800 In rotary cutting process, clothes, gloves and so on are easily twisted into high-speed ==
; . o meual 2SR EIL RRFEMIZTRAIURER M
f‘E‘ 495 75.5 501 481 1 690 225 - 240 237 790 running equipment, resultlng in casualties. Always be careful not to let clothes and other running machine parts in contact each other.
= 49.0 75.3 493 474 1660 22.0 — 237 234 785 n - e A EDE
= UhEEE S E AR 5 = 2 DFEEEERERTIR,
;35 48.5 75.0 485 468 1630 21.5 — 234 232 775 ggﬁgg?i&xEESIEEE&EDHIHTEFEEEMEEDW%lﬁw;ﬂ_ﬁﬁ }E’Eljease :se the toE:)I within the allowable speed range.
48.0 74.7 478 461 1605 21.0 - 231 229 765 The tool with eccentric rotation or poor balance will have shaking vibration in rotation EHIE BN A& ERE .
47.5 74.5 470 455 1575 20.5 — 229 227 760 processing, which will cause damage and flying, resulting in injury. Check the mechanical balance performance of the machine regularly.
47.0 74.2 463 449 1550 20.0 — 226 225 750 FRZ2E. RIPRE. .QFE%Q
46.5 73.9 456 442 1525 19.5 _ 203 22090 745 . . ) Use safety cover, protective screen, outer cover, etc.
46.0 737 449 436 1500 19.0 - 221 220 735 ERREE, SR CHOTBETMERGE. 515 AR P AR AR PR o
i i i i i inj Pl fety gl d tecti lothi
455 73.4 443 430 1475 18.5 _ 218 218 730 In high speed cutting, chips flying out at high speed may cause injury. m‘ijf;j;;};;;;;izsgﬂzf;g;;g;\_/;;u} LﬂgA
45.0 73.2 436 424 1450 18.0 - 216 216 725 Reduce the vibration of the tool and machine at a suitable operating speed.
44.5 | 72.9 429 418 1430 17.5 - 214 214 715 PR/ T) BT EE MR, 2552 AT ELIR I S R TR ER O T8 o B F P R B RIS R
44.0 72.6 423 413 1405 17.0 — 211 211 710 When drilling with a very small tool, it is easy to cause the tool to break and fly and cannot Pl ) )
Delarovad ease use safety glasses and protective clothing.
43.5 72.4 417 407 1385

i RIS MRRRREE, A EHEEBEE0NTE RIS . The conversion values for all steels listed in this table are basically applicable to steels with low to high carbon content.

RV AEREE, ERTEEBEERASHN—MRMFMF, 1N/m?=1Mpa. The tensile strength values listed in this table are suitable for general steels with low conversion accuracy.

HWEBEGB1172-74, This table is taken from GB1172-74.
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EMERRIMER, SBNRMTDENNERK, HF5|REMRI.

If it is used outside for the specified purpose, it will cause accelerated damage to the
machine tools and cutting tools, and cause other hazards.

BIRBIRAMERER
Please follow the instructions.
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Safety Standard for Cemented Carbide Products

1. ®R2HE
EEBHRMNEIERSEARATEFTTmE, BMREEHTUENZEE, AR FARE~RE
EER ERT M EE AR, UTREREXREAMERNIRER, ARBFAEETERSRE.

2. EREEMHRERIFI

BERGEZMHW. C. Co. Ti. Ta. NbFEXERENEMERIIRENE, FEBT—RIINELIMIT ML
MIMITE. BRGEAERFNACERESMNRSNRE, ENIABLEENABESREFSENEET
B

>=o

3. ERERSEFRINEEEIR

BRESIEMRIME, EIANERISERLSENBMMOERATREEIR, HHaEMN7I0.
REDEREGELS. HAEERD, BERK, EEEMEFMFEDLE, IVOER.
BEREEFmNFRETER, THERESSFIORES,
WEREEFmEERERET, WEElB, RS, BENIIESSENSREMm.

1. Security Responsibility

Before the use of the cemented carbide products manufactured by Zhuzhou Jinggong Cemented Carbide Co.,
Ltd., please make the necessary training for the operator, and read carefully the "caution" and "warning"
contents on the product packaging. For the adverse consequences caused by failure to use the products, the
company does not bear any legal responsibility.

2. Basic Characteristics of cemented carbide materials

Cemented carbide is made up of the elements such as W, C, Co, Ti, Ta, Nb and etc, and other compounds,and
was formed through the process of sintering and a series of subsequent processing. Cemented carbide has good
chemical stability and high strength, and is an ideal tool for the processing of most metals and a large number of
high strength non—metals.

3. Precautions for using cemented carbide

® Cemented carbide is a kind of hard a nd brittle material, which can be cracked and damaged under the action of
alarge force and some particular local stress, and with a sharp edge.

® Most of cemented carbide has tungsten and cobalt as the main components, and the density is very large.In
transportation and storage, please be careful and regard the product as heavy cargo.

® Cemented carbide products should be stored in a dry, non—corrosive atmosphere environment.

® |n the use of the cemented carbide products, if some cuttings and chips were produced, please prepare some
necessary PPE before processing.



