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Recommended GradeTableforTurning Inserts

isosffl
ISO Use

SiSÍBiJ
Turning Threading Parting and Grooving

вшя
Workpiece 
materials

Steel

M
Stainless 

Steel

К
Cast Iron

N
Non-Ferrous

Metal

s
ВЙСяЗг
Titanium Alloy 

Heat Resistí ng Alloy

H
High Strength 

Material

isofW
ISO Code

P01

PIO

P20

P30

P40

MOI

MIO

M20

M30

M40

KOI

K10

K20

K30

N01

N10

N20

N30

SOI

S10

S20

S30

HOI

H10

H20

Coating Coating

CVD PVD PVD PVD CVD

ÇEIBiâàz 
Cemented 
carbideCermet

i&g Coating

H30

EQ



Naming Rules of Turning Inserts

Main cutting edge relief angle

R^ JaftCK) R^ Ja№)

A B
L_

M'

C D
-\15'

E F 5
G N

V

n 0°

P
\11’

O

Tolerance

R^

A

TlifesSm 
( mm )

±0.005

fttZ)H0I.C
•»■»(MM)

±0.025

Bas, 
AS(mm)

±0.025
• Tlife

ft to®

6.35

( mm ) 

jE=^ 80“^® 55“^» 35',®B 

±0.16

®Jg

F ±0.005 ±0.013 ±0.025 ±0.08 ±0.08 ±0.08 ±0.11

C ±0.013 ±0.025 ±0.025 9.525 ±0.08 ±0.08 ±0.08 ±0.11 ±0.16 —
12.7 ±0.13 ±0.13 ±0.13 ±0.15 — —

H ±0.013 ±0.013 ±0.025 15.875 ±0.15 ±0.15 ±0.15 ±0.18 — —

E ±0.025 ±0.025 ±0.025 19.05 ±0.15 ±0.15 ±0.15 ±0.18 — —
25.4

• ftto

fits®

6.35

— ±0.18

80“^® 

±0.05

— —

®Jg

G ±0.025 ±0.025 ±0.13

J ±0.005 ±0.05-±0.13 ±0.025

K ±0.013 ±0.05-±0.13 ±0.025 1E=&® 

±0.05 ±0.05

55°^K

±0.05

35“^® 

±0.05
L ±0.025 ±0.05-±0.13 ±0.025

9.525 ±0.05 ±0.05 ±0.05 ±0.05 ±0.05 ±0.05
M ±0.08-±0.18 ±0.05-±0.13 ±0.13 12.7 ±0.08 ±0.08 ±0.08 ±0.08 — ±0.08

N ±0.08-±0.18 ±0.05-±0.13 ±0.025 15.875 ±0.10 ±0.10 ±0.10 ±0.10 — ±0.10
19.05 ±0.10 ±0.10 ±0.10 ±0.10 — ±0.10

U ±0.08-±0.18 ±0.08-±0.25 ±0.13 25.4 — ±0.13 — — — ±0.13
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Shape of blades

с D R s
же 

( mm )

Length of cutting edge

3.97 06
5.0 05

5.56 09
6.0 06

6.35 06 07 11 11
8.0 08

9.525 09 11 09 09 16 16 06
10.0 10
12.0 12
12.7 12 15 12 12 22 22 08

15.875 16 15 15 27
16.0 19 16

19.05 19 19 19 33
20.0 20
25.0 25 25 25
25.4 25 25

31.75 31
32 32

Code ofchip breaker type

SM3 »»ЙОТ

PM4 ¥Жйп1
PF3 ЯЙШ
HS2 ЖЙП1

KN5 ¥ЖЙП1

04
T

08
T

ЛЙЙ®»±Г=1ЙЙЖ

( mm )
00 0.79
то 0.99
01 1.59
Т1 1.98
02 2.38
Т2 2.58
03 3.18
ТЗ 3.97
04 4.76
Т4 4.96
05 5.56
Т5 5.95
06 6.35
Тб 6.75
07 7.94
09 9.52
T9 9.72
11 11.11
12 12.70

Thickness of blades

SM3

Arc code of tool tip
0 ;
¥Штт)

00
02 0.2
04 0.4
08 0.8
12 1.2
16 1.6
20 2.0
24 2.4
32 3.2
X Jtffi

ляже 
RyfMo 
(&Я)

М®ЛЯ

16
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General Turning Inserts

CNMA/CNMG

Inserts Shape

gs^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

c_ 
G> 
>
o 
>

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

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 c • • •

CNMG120408-PM4 12.70 12.90 4.76 5.16 0.8 © • • •
k 1 CNMG120412-PM4 12.70 12.90 4.76 5.16 1.2 © • • •

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 © •



General Turning Inserts

DNMA/DNMG

Inserts Shape
S^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

DNMA150404 12.70 15.50 4.76 5.16 0.4 •

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 •

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 © • • •

DNMG150408-PM4 12.70 15.50 4.76 5.16 0.8 © • • •

DNMG150412-PM4 12.70 15.50 4.76 5.16 1.2 © • • •

DNMG150604-PM4 12.70 15.50 6.35 5.16 0.4 • •

DNMG150608-PM4 12.70 15.50 6.35 5.16 0.8 o • • •

DNMG150612-PM4 12.70 15.50 6.35 5.16 1.2 © • • •

DNMG150404-SM3 12.70 15.50 4.76 5.16 0.4 o ©

DNMG150408-SM3 12.70 15.50 4.76 5.16 0.8 • ©

DNMG150604-SM3 12.70 15.50 6.35 5.16 0.4 • ©

DNMG150608-SM3 12.70 15.50 6.35 5.16 0.8 • ©

DNMG150404-HS2 12.70 15.50 4.76 5.16 0.4 © •

DNMG150408-HS2 12.70 15.50 4.76 5.16 0.8 © •

DNMG150604-HS2 12.70 15.50 6.35 5.16 0.4 © •

DNMG150608-HS2 12.70 15.50 6.35 5.16 0.8 © •

DNMG150404-PM3 12.70 15.50 4.76 5.16 0.4 c •

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-VF 12.70 15.50 6.35 5.16 0.4 © •

DNMG150604R-VF 12.70 15.50 6.35 5.16 0.4 © •

DNMG150608L-VF 12.70 15.50 6.35 5.16 0.8 © •

DNMG150608R-VF 12.70 15.50 6.35 5.16 0.8 © •
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General Turning Inserts

SNMA/SNMG
®I.C 90"

• O rTéë?*)®^

Inserts Shape

gs^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

SNMA120404 12.70 12.70 4.76 5.16 0.4 •

SNMA120408 12.70 12.70 4.76 5.16 0.8 •

SNMA120412 12.70 12.70 4.76 5.16 1.2 •

SNMA150608 15.875 15.875 6.35 6.35 0.8 •

SNMA150612 15.875 15.875 6.35 6.35 1.2 •

SNMG120408-KN5 12.70 12.70 4.76 5.16 0.8 •

SNMG120412-KN5 12.70 12.70 4.76 5.16 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 •

SNMG120404-PM4 12.70 12.70 4.76 5.16 0.4 © • • •

SNMG120408-PM4 12.70 12.70 4.76 5.16 0.8 © • • •

SNMG150608-PM4 15.875 15.875 6.35 6.35 0.8 • •

SNMG150612-PM4 15.875 15.875 6.35 6.35 1.2 • •

SNMG120404-SM3 12.70 12.70 4.76 5.16 0.4 • ©
SNMG120408-SM3 12.70 12.70 4.76 5.16 0.8 • ©
SNMG150608-SM3 15.875 15.875 6.35 6.35 0.8 • c
SNMG150612-SM3 15.875 15.875 6.35 6.35 1.2 • ©
SNMG120404-HS2 12.70 12.70 4.76 5.16 0.4 0 •

SNMG120408-HS2 12.70 12.70 4.76 5.16 0.8 © •

SNMG150608-HS2 15.875 15.875 6.35 6.35 0.8 © •

SNMG150612-HS2 15.875 15.875 6.35 6.35 1.2 © •

SNMG120404-PM3 12.70 12.70 4.76 5.16 0.4 © •

SNMG120408-PM3 12.70 12.70 4.76 5.16 0.8 © •

SNMG120412-PM3 12.70 12.70 4.76 5.16 1.2 € •



General Turning Inserts

TNMA/TNMG
iHnfiiiiisiai

60°

• C -IftflW o

7JR5HÎ
Inserts Shape Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

•*

TNMA160404 9.525 16.50 4.76 3.81 0.4 •

TN MA160408 9.525 16.50 4.76 3.81 0.8 •

TNMA220408 12.70 22.00 4.76 5.16 0.8 •

TNMA220412 12.70 22.00 4.76 5.16 1.2 •

TNMG160408-KN5 9.525 16.50 4.76 3.81 0.8 •

TNMG160412-KN5 9.525 16.50 4.76 3.81 1.2 •

TNMG220408-KN5 12.70 22.00 4.76 5.16 0.8 •

TNMG220412-KN5 12.70 22.00 4.76 5.16 1.2 •

*
ax’« "s, -

TNMG160404-PM4 9.525 16.50 4.76 3.81 0.4 © • • •

TNMG160408-PM4 9.525 16.50 4.76 3.81 0.8 © • • •

TNMG160412-PM4 12.70 22.00 4.76 5.16 1.2 © • • •

TNMG220408-PM4 12.70 22.00 4.76 5.16 0.8 • •

TNMG220412-PM4 12.70 22.00 4.76 5.16 1.2 • •

•K

TNMG160404-SM3 9.525 16.50 4.76 3.81 0.4 • €

TNMG160408-SM3 9.525 16.50 4.76 3.81 0.8 • ©

TNMG220408-SM3 12.70 22.00 4.76 5.16 0.8 • ©

TNMG220412-SM3 12.70 22.00 4.76 5.16 1.2 • ©

TNMG160404-HS2 9.525 16.50 4.76 3.81 0.4 • ©

TNMG160408-HS2 9.525 16.50 4.76 3.81 0.8 • ©

TNMG160412-HS2 9.525 16.50 4.76 3.81 1.2 • ©

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 • ©

21
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General Turning Inserts

TNMG/TNGG

FA

Inserts Shape

gy^

Type

Dimension(mm)
Grade

P M K H

<DI.C L s 4>d Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05F

JTN
20

JTN
35

TNMG160404R-VF 9.525 16.50 4.76 3.81 0.4 © •

TNMG160404L-VF 9.525 16.50 4.76 3.81 0.4 o •

TNMG160404R-JP 9.525 16.50 4.76 3.81 0.4 •

TNMG160404L-JP 9.525 16.50 4.76 3.81 0.4 •

TNMG160408R-JP 9.525 16.50 4.76 3.81 0.8 •

TNMG160408L-JP 9.525 16.50 4.76 3.81 0.8 •

TNGG160402R-S 9.525 16.50 4.76 3.81 0.2 • © •

TNGG160402L-S 9.525 16.50 4.76 3.81 0.2 • © •

TNGG160404R-S 9.525 16.50 4.76 3.81 0.4 • © •

TNGG160404L-S 9.525 16.50 4.76 3.81 0.4 • © •

A

TNGG160402R-C 9.525 16.50 4.76 3.81 0.2 • © •

TNGG160402L-C 9.525 16.50 4.76 3.81 0.2 • © •

TNGG160404R-C 9.525 16.50 4.76 3.81 0.4 • © •

TNGG160404L-C 9.525 16.50 4.76 3.81 0.4 • © •

22



General Turning Inserts

VNMG/VNGG

Inserts Shape
S^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

VNMG160404-PM4 9.525 16.60 4.76 3.81 0.4 © • • •

VNMG160408-PM4 9.525 16.60 4.76 3.81 0.8 © • • •

VNMG160412-PM4 9.525 16.60 4.76 3.81 1.2 • •

VNMG160404-SM3 9.525 16.60 4.76 3.81 0.4 • c
VNMG160408-SM3 9.525 16.60 4.76 3.81 0.8 • ©

VNMG160404-HS2 9.525 16.60 4.76 3.81 0.4 © •

VNMG160408-HS2 9.525 16.60 4.76 3.81 0.8 © •

VNMG160412-HS2 9.525 16.60 4.76 3.81 1.2 © •

VNGG160404R-H 9.525 16.60 4.76 3.81 0.4 © •

VNGG160404L-H 9.525 16.60 4.76 3.81 0.4 © •

VNGG160404R-F 9.525 16.60 4.76 3.81 0.4 0 •

VNGG160404L-F 9.525 16.60 4.76 3.81 0.4 •

VNMG160408-KN5 9.525 16.60 4.76 3.81 0.8 •

VNMG160412-KN5 9.525 16.60 4.76 3.81 1.2 •
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General Turning Inserts

WNMA/WNMG

FA

Inserts Shape

gy^
Type

Dimension(mm)
Grade

P M K H

<DI.C L s 4>d Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

WNMA080404 12.70 8.70 4.76 5.16 0.4 •

WNMA080408 12.70 8.70 4.76 5.16 0.8 •

WNMA080412 12.70 8.70 4.76 5.16 1.2 •

WNMG080404-PM4 12.70 8.70 4.76 5.16 0.4 © • • •

WNMG080408-PM4 12.70 8.70 4.76 5.16 0.8 © • • •

WNMG080412-PM4 12.70 8.70 4.76 5.16 1.2 c • • •

WNMG080404-SM3 12.70 8.70 4.76 5.16 0.4 • ©
WNMG080408-SM3 12.70 8.70 4.76 5.16 0.8 • o
WNMG080412-SM3 12.70 8.70 4.76 5.16 1.2 • ©
WNMG080404-HS2 12.70 8.70 4.76 5.16 0.4 • ©
WNMG080408-HS2 12.70 8.70 4.76 5.16 0.8 • c
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 • ©

"'^

WNMG080404R-JP 12.70 8.70 4.76 5.16 0.4 •

WNMG080404L-JP 12.70 8.70 4.76 5.16 0.4 •

WNMG080408R-JP 12.70 8.70 4.76 5.16 0.8 •

WNMG080408L-JP 12.70 8.70 4.76 5.16 0.8 •

WNMG080408-KN5 12.70 8.70 4.76 5.16 0.8 •

WNMG080412-KN5 12.70 8.70 4.76 5.16 1.2 •

WNMG080408-SF3 12.70 8.70 4.76 5.16 0.8 •

24



General Turning Inserts

RNMG/RCMX

Inserts Shape Type

Dimension(mm)
Grade

P M K H

OI.C L s <Dd

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

RNMG120400 12.70 12.70 4.76 5.16 0 •

RCMX160600-PR8 16.00 16.00 6.35 5.50 0 •

RCMX200600-PR8 20.00 20.00 6.35 6.50 o •

RCMX250700-PR8 25.00 25.00 7.94 7.18 • 0

RCMX320900-PR8 32.00 32.00 9.52 9.80 • o
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General Turning Inserts

CCMT

• C O RTÉË?*»^

Inserts Shape

gy^

Type

Dimension(mm)
Grade

P M K H

<DI.C L S CDd Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
AO

 5
 A

JTN
20

JTN
35

CCMT060204-HS2 6.35 6.40 2.38 2.8 0.4 © •

CCMT060208-HS2 6.35 6.40 2.38 2.8 0.8 © •

CCMT09T304-HS2 9.525 9.70 3.97 4.4 0.4 © •

CCMT09T308-HS2 9.525 9.70 3.97 4.4 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 • O

CCMT060208-SM3 6.35 6.40 2.38 2.8 0.8 • ©

\± CCMT09T304-SM3 9.525 9.70 3.97 4.4 0.4 • ©

CCMT09T308-SM3 9.525 9.70 3.97 4.4 0.8 • ©

CCMT120404-SM3 12.70 12.90 4.76 5.5 0.4 • ©

CCMT120408-SM3 12.70 12.90 4.76 5.5 0.8 • ©

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 4.5 0.4 •

CCMT09T308-PF3 9.525 9.70 3.97 4.5 0.8 •

CCMT120404-PF3 12.70 12.90 4.76 5.5 0.4 •

CCMT120408-PF3 12.70 12.90 4.76 5.5 0.8 •

CCMT09T304-PM4 9.525 9.70 3.97 4.4 0.4 © • • ©\ CCMT09T308-PM4 9.525 9.70 3.97 4.4 0.8 O • • ©

CCMT120404-PM4 12.70 12.90 4.76 5.5 0.4 © • O ©

CCMT120408-PM4 12.70 12.90 4.76 5.5 0.8 O • • ©



General Turning Inserts

DCMT

7JR5HÎ
Inserts Shape

S^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P15T

JG
P25S

JG
P25T

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

DCMT070204-HS2 6.35 7.80 2.38 2.8 0.4 o •

DCMT070208-HS2 6.35 7.80 2.38 2.8 0.8 © •

DCMT11T304-HS2 9.525 11.60 3.97 4.4 0.4 © •

DCMT11T308-HS2 9.525 11.60 3.97 4.4 0.8 o •

DCMT070204-PF3 6.35 7.80 2.38 2.8 0.4 •

DCMT070208-PF3 6.35 7.80 2.38 2.8 0.8 •

DCMT11T304-PF3 9.525 11.60 3.97 4.4 0.4 •

DCMT11T308-PF3 9.525 11.60 3.97 4.4 0.8 •

DCMT070204-SM3 6.35 7.80 2.38 2.8 0.4 • c
DCMT070208-SM3 6.35 7.80 2.38 2.8 0.8 • c
DCMT11T304-SM3 9.525 11.60 3.97 4.4 0.4 • c
DCMT11T308-SM3 9.525 11.60 3.97 4.4 0.8 • c
DCMT11T304-PM4 9.525 11.60 3.97 4.4 0.4 c • •

DCMT11T308-PM4 9.525 11.60 3.97 4.4 0.8 o • •
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General Turning Inserts

SCMT

TJMJb®
Inserts Shape

gy^
Type

Dimension(mm)
Grade

P M K H

<DI.C L s cpd Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

SCMT09T304-HS2 9.525 9.525 3.97 4.4 0.4 © •* SCMT09T308-HS2 9.525 9.525 3.97 4.4 0.8 © •

SCMT120404-HS2 12.70 12.70 4.76 5.56 0.4 © •

SCMT120408-HS2 12.70 12.70 4.76 5.56 0.8 © •

SCMT09T304-SM3 9.525 9.525 3.97 4.4 0.4 • c

SCMT09T308-SM3 9.525 9.525 3.97 4.4 0.8 • ©

SCMT120404-SM3 12.70 12.70 4.76 5.56 0.4 • ©

SCMT120408-SM3 12.70 12.70 4.76 5.56 0.8 • ©

</
SCMT09T304-PF3 9.525 9.525 3.97 4.4 0.4 o
SCMT09T308-PF3 9.525 9.525 3.97 4.4 0.8 •

SCMT120404-PF3 12.70 12.70 4.76 5.56 0.4 •

SCMT120408-PF3 12.70 12.70 4.76 5.56 0.8 •



General Turning Inserts

VBMT/VCMT

• e -KJ»^ O

Inserts Shape Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

o
VBMT110304-HS2 6.35 11.00 3.18 2.8 0.4 © •

VBMT110308-HS2 6.35 11.00 3.18 2.8 0.8 © •

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 • c
VBMT110308-SM3 6.35 11.00 3.18 2.8 0.8 • ©
VBMT160404-SM3 9.525 16.50 4.76 4.4 0.4 • c
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 • ©

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 c •

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 © •
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General Turning Inserts

KNUX

TJMJb®
Inserts Shape

gy^

Type

Dimension(mm)
Grade

P M K H

La L I.W s br Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

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 • •

TNMX

L

60°

Inserts Shape Type

SiR'tf Dimension(mm)
Grade

P M K H

<DI.C L S ct>d Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

TNMX1509L-W 22.23 28.21 9.66 6.9 1.6 •

TNMX1507-HR8 22.10 27.64 8.01 7.0 1.6 •



■ ишч
Turning Inserts for Steel

Characteristics of Chip-breakers

-PM4IEZJR PM4 Positive Inserts

Chip-breaker for cutting carbon steel, alloy steel, soft steel, 
stainless steel and cast iron;
The combination of flat edge and large front angle can ensure 
edge strength and cutting sharpness.

-PM4$lZ]Jn' PM4 Negative Inserts

atèei 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.

Case Analysis

► iMSWu Hub Unit /65Mn
Processed material

Linear velocity

Feeding Rate

Vc=110m/min

f=0.23mm/r

ap=1.0-1.5mm
Cutting Depth

Cutting Performance

Life time of ZZJG 
brand inserts

92ft/i0

Life time of other
International brand

ЮСИ4/Л

Cost-effective advantage.
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Turning Inserts for Steel

Characteristics of Chip-breakers

-PFSIEZJJn' PF3 Positive Inserts

1ЕвиЙШПТ;
ЖЯ¥Ш0М!1Лт£т.+;

«sæ;
±RÍIft®T.+,

Chip-breaker for precision processing with front angle finishing;
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.

Case Analysis

Processed material
®$ЁЙ?Ь/30Сг

Linear velocity

Feeding Rate

Vc=120m/min

f=0.18mm/r

ap=2.0mm► ffllM
Cutting Depth

WSUttCutting Performance

Lifetime ofZZJG 
brand inserts

6W/53

Life time of other
International brand

6W/53

CCMT120408-PF3
JGP25S Life time of other 

International brand

With the same performance as competitors, but the products machined by our carbide 
inserts are of better surface finish.
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Turning Inserts for Stainless Steel

Characteristics of Chip-breakers

-SM3IEZJR SM3 Positive Inserts

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.

-SMSSlTJJn" SM3 Negative Inserts

W m iOMlJlsmq«; MgtSREBfJBffi;

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

Case Analysis

Ж0ЦА
шпт$т 4ocr
Processed material

► TftMS
Diameter of workpiece

D=<t>35mm

Rotating speed

n=3800r/min

Feeding Rate

f=0.06mm/r

►
Cutting Depth

OIB

ap=0.8mm

► amiiw
Processed material

304^^

D ia meter of workpiece

D = Ф40тт

Rotating speed

n=1500r/min

Feeding Rate

f=0.08mm/r

► wioa
Cutting Depth

ap=0.6mm

Cutting Performance

BI*®

Life time of ZZJG 
brand inserts

70П/Й

Life time of other 
International brand

5 Oft/Л

j Cutting Performance

BI*®

Life time of ZZJG 
brand inserts

5<№/й

Life time of other 
International brand

60MJ

High cost-effective advantage and good chip-breaking effect.
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■ msmil
Turning Inserts for Cast Iron

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 cast iron.

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

Unusual failures and solutions when processing cast iron:

Unusual failures Wz&Tj IS Solutions

BiOTEiMmbW
Tipping at the chamfer on the front edge

Tipping ffiini&nmwiOEiw
Tipping of the cutting edge during grey cast iron finishing

Increase the negative front angle of the chamfer.

Wear in cutting ductile iron

MWSl.

Change to dry cutting.

JSÎM

Wear Wear during dry cutting Reduce cutting line speed.

WfflRnmwiKfgia
Wear during grey cast iron cutting Change to dry cutting, increase line speed cutting.

Poor roughness Increase cutting line speed; increase radius of the cutting edge; reduce the feeding rate.

Surface quality
Bias,
Poor cylindricity and coaxiality

;^Z)=fcBl5llI[¥S; SMlEftZIft.

Decrease radiusofthetooltiparc; increase therigidityofthe system; change to positi ve-ang Ie I nserts.

Burrs Change to positive-angle inserts; reduce chamfer width.

Case Analysis

► siraiMH
Processed material

► iftMg
D iameter of workpiece

Linear velocity

►
Feeding Rate

► WBlhW
Cutting Depth

D = 60mm

Vc=380m/min

f=0.23mm/r

ap=1.5mm

IjDMlllzÈÊë Cutting Performance

iWIiMp 135ft/iOLife time of ZZJG
brand inserts

Life time of other
International brand

Performance is about 90% of a foreign brand, with obvious cost-effective advantage.
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Boring Inserts for precision turning

TBGT/TPGT/TCGT

• e -JRJ»^ O

Inserts Shape Type

Dimension(mm)
Grade

P M K H

CDI.C L s od Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

TBGT060102L-W 3.97 6.876 1.59 2.2 0.2 © •

TBGT060104L-W 3.97 6.876 1.59 2.2 0.4 © •

TPGT080202L-W 4.76 8.2 2.38 2.4 0.2 c •

TPGT080204L-W 4.76 8.2 2.38 2.4 0.4 © •

TPGT090202L-W 5.56 9.6 2.38 2.8 0.2 © •

TPGT090204L-W 5.56 9.6 2.38 2.8 0.4 o •

TPGT110302L-W 6.35 11.0 3.18 3.4 0.2 © •

TPGT110304L-W 6.35 11.0 3.18 3.4 0.4 © •

TCGT110202L-W 6.35 11.0 2.38 2.8 0.2 © •

TCGT110204L-W 6.35 11.0 2.38 2.8 0.4 © •
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Boring Inserts for precision turning

TCMT

Inserts Shape

gs^
Type

Dimension(mm)
Grade

P M K H

CDI.C L s Re

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

TCMT090204-HS2 5.56 9.60 2.38 2.5 0.4 © •

TCMT090208-HS2 5.56 9.60 2.38 2.5 0.8 © •

TCMT110204-HS2 6.35 11.00 2.38 2.8 0.4 © •

TCMT110208-HS2 6.35 11.00 2.38 2.8 0.8 © •

TCMT16T304-HS2 9.525 16.50 3.97 4.4 0.4 © •

TCMT16T308-HS2 9.525 16.50 3.97 4.4 0.8 © •

TCMT090204-SM3 5.56 9.60 2.38 2.5 0.4 • ©

TCMT090208-SM3 5.56 9.60 2.38 2.5 0.8 • ©

TCMT110204-SM3 6.35 11.00 2.38 2.8 0.4 • ©

TCMT110208-SM3 6.35 11.00 2.38 2.8 0.8 • ©

TCMT16T304-SM3 9.525 16.50 3.97 4.4 0.4 • ©

TCMT16T308-SM3 9.525 16.50 3.97 4.4 0.8 • ©

»,
TCMT090204-PF3 5.56 9.60 2.38 2.5 0.4 c 0 •

TCMT090208-PF3 5.56 9.60 2.38 2.5 0.8 c o •

TCMT110204-PF3 6.35 11.00 2.38 2.8 0.4 © 0 •

TCMT110208-PF3 6.35 11.00 2.38 2.8 0.8 c o •

TCMT16T304-PF3 9.525 16.50 3.97 4.4 0.4 c 0 •

TCMT16T308-PF3 9.525 16.50 3.97 4.4 0.8 © o •



Threading Inserts
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Naming Rules of Threading Turning Inserts

I iWSt
Internal cutting insert

E ibSSt
External cutting insert

R Right

Lift

Brand size 
--------- ft---------

Cutting style 
ft

WJEIr]
Cutting direction

----------------- ft--------------

№№
Rcrew pitch

______ ft______

Thread Type

___________ft___________

Thread Chip-breakers

Omni-pitch range of pitch indicated in numerals)

0.35-5.Omm 
72-2 TPI

Three-dimensional chip­
breaking groove blade

Generic - pitch

mm TPI

A 0.5-1.5 48-16

AG 1.0-3.0 26-10

Whitworth thread

mm TPI

11 11 1.479

14 14 1.162

19 19 0.856



Threading Inserts

Characteristics of Chip-breakers

Three-dimensional chip-breaking groove blade

inTSSÿÉinfÏH ;

Reasonable design ofchip-breakers can ensure the effective discharge of cutting during machining;
With a high surface finish ;
It can realize thread processing of steel, stainless steel and hard cutting materials.

Case Analysis

► SiniWH
Processed material

Processing methods

► fëffiZJJt
Use of inserts

45#®
45#steel

ifflS'bmni
External Turning Processing

T16IR1.5ISO/JGA20F

Processing parameters

Vc=128m/min , f=0.22mm/r

8^ T16IRZJRtfJH!l®tt,

Under the same processing conditions, ourT16IR 
cut easier and chip-breaking effect is good.
Cost-effective advantage is obvious.

Î Cutting Performance

Life timeofZZJG 
brand inserts

§^«0=0»
Life time of other 

International brand
160ft/iU
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Threading Inserts

Inserts Shape

gg^
Type

SzKÆÿt Dimension(mm)
Grade

P M K H

IBS
3f» <DI.C s od

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

T16IR-11WS 11 9.525 3.52 4.00 • ©
T16IR-14WS 14 9.525 3.52 4.00 • ©
T16ER-11WS 11 9.525 3.52 4.00 • c
T16ER-14WS 14 9.525 3.52 4.00 • ©

Inserts Shape
99
Type

Dimension(mm)
Grade

P M K H

as
3» (Dl.C s <Dd

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

T16IR-1.5ISO 1.5 9.525 3.52 4.00 • ©

T16IR-2.0ISO 2.0 9.525 3.52 4.00 • ©

T16ER-1.5ISO 1.5 9.525 3.52 4.00 • ©

T16ER-2.0ISO 2.0 9.525 3.52 4.00 • ©
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Naming Rule of Parting and Grooving Inserts

JD

JS

JR

Single head 

æst 
Double head

Profiling

m Bfri

G

N ÆTïîr]

R Right

L Left

I WH

Application Code 
------------ft------------

Tolerance 
s

Cutting Direction 
ft

____ ft___
K(mm)

Edge Width

-------- ft-------
r (ZJiliBlM)

Knife point arc Groove code

150 1,5mm

200 2.0mm

250 2.5mm

300 3.0mm

400 4.0mm

500 5.0mm

600 6.0mm

800 8.0mm

,c
Central breaking

Central chipping

42



Parting and Grooving Inserts

The features of parting and grooving inserts

gKTini^SJlinTKJRrlltt.

The inserts is a multifunctional general-purposed machining inserts, which can be used for grooving and turning; 
The optimized 3D chip-breakers can effectively control chip-breaking, 
minimize the cutting resistance and reduce the machining vibration;
The combination of carbide matrix and coating specially developed for processing chip-breakers, 
has both wear resistance and toughness, and improves the processing life and reliability.

Characteristics of Chip-breakers

-c

To meet different needs of cutting, grooving, turning and etc, 
the cutting process becomes easier, the chip-breaking effect is good, 
and the ideal machining surface quality is achieved.

-N

The special flank structure reduces the cutting resistance by 20%, 
reduces vibration and further improves the surface quality.
The special cutting edge design makes the chip-breaking effect better, 
and the tool can be moved horizontally.

»ijïa
Processing methods

ÿbHtmni
external cutting processing

ÿHHSWini
External groove processing End groove processing

MiW
Internal groove processing

Bl Ï-

ES
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■ ww^isi
Parting and Grooving Inserts

JSMN/JRMN

Inserts Shape

gs^
Type

Dimension(mm)
Grade

P M K H

b Re L d t

JG
P15S

JG
P25S

JG
P25T

JG
P40S

JG
A20F

JG
A10A

JG
M

20R

JG
K10R

JG
A05A

JTN
20

JTN
35

JSMN150-02-N 1.50 0.15 16.0 1.2 3.5 • •

JSMN200-02-N 2.00 0.20 16.0 1.6 3.5 • •

JSMN250-02-N 2.50 0.20 18.5 2.0 3.85 • •

JSMN300-04-C 3.00 0.40 21.0 2.35 4.8 • •

JSMN400-04-C 4.00 0.40 21.0 3.3 4.8 • •

JSMN500-08-C 5.00 0.80 26.0 4.1 5.8 • •

JSMN600-08-C 6.00 0.80 26.0 4.1 5.8 • •

JRMN200-10-C 2.00 1.00 16.0 1.50 3.5 • •

JRMN300-15-C 3.00 1.50 21.0 2.35 4.8 • •

JRMN400-20-C 4.00 2.00 21.0 3.3 4.8 • •

JRMN500-25-C 5.00 2.50 26.0 4.1 5.8 • •

JRMN600-30-C 6.00 3.00 26.0 4.1 5.8 • •

JRMN800-40-C 8.00 4.00 31.0 4.1 6.5 • •
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Parting and Grooving Inserts Application Cases

QHHMI
Parting and Grooving processing

Processed material

►
Processing methods

Use of inserts

Processing parameters

42CrMo

Continuous External Turning

JSMN 250-02-N/JGA10A

Vc=110m/min, f=0.16mm/r

Under the same processing conditions, our N type 
chip-breaker has good chip-breaking effect and cut 
easier. Cost-effective advantage is obvious.

► ttlW
Processed material

Processing methods

Use of inserts

Processing parameters

45#®
45#steel

^gJj^hElj&nZE
External Turning Processing

JSMN 300-04-C/JGA20F

Vc=128m/min , f=0.22mm/r

Under the same processing conditions, our JSMN 
insert has good chip breaking effect and cut easier. 
Cost-effective advantage is obvious.

W. . Cutting Performance

Life time of ZZJG 
brand inserts

16014/in

Life time of other 
International brand

16014/jU
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Processed material

Processing methods

► IsOTUJt
Use of inserts

► Uni#«
Processing parameters

45#®
45#steel

wmi
External Turning Processing

JRMN400-20-C/JGP25T

Vc=220m/min , f=0.18mm/r

C type chip breaker has good chip-breaking 
effect and cut easier. Cost-effective advantage 
is obvious.

Cutting Performance

Life time of ZZJG 
brand inserts

100n/iD

Life time of other 
International brand

100^/iD



Common Problems and Solutions In Turning

SgJÂLÎô]^
Main problem

Selection condition

aliS E 
m

aterial w
ith good toughness

sH o
&£E-s
<°S 

M
ateiral w

ith higher hardness 
0)
(A Cutting Condition

I Mil §=£
CD ¿toQ.

Too much wear for 
the knifepoint

Machining accuracy beyond 
standard

Flank wear increases

Cutting condition is not suitable ; î

Surface accuracy Poor surface quality
deterioration

Tool wear increases and the blade is not sharp enough ;
Cutting edge defect V HT

fflMJWUZ'êiâ
Cutting edge geometry is not appropriate

Cutting condition is not suitable î ;
«äbx £35 

Vibration and tremble a/ u ;
KB® 

built- up edge ? î

Heat
wj&æjæi®

Cutting heat effect
Cutting condition is not suitable ;

Cutting edge geometry is not appropriate

Poor dimensional Dimension fluctuation
accuracy in machining

The blade accurancy is not suitable

Work tool offset t

DMtD BUZJlSffi
Cutting edge 

damage

Wear increases on the back 
and front knife surfaces

JäZJffiÄw
The front edge wears ;

luZJiBifSi
The back edge wears ; ;

Minor Tipping HÄÖ x
Vibration and impact V ;

ifRJHfi Built-up edge
The hardness of the tod material is not suitable for cuttrig condition î

Thermal cracking
The hardness of the tool material is not suitable for cutting condition nr ;

Cutting edge deformation
Æ»r«ei§!i±»ièBi®Æ

Occurs when intermittent cutting in large feeding ;
Life time of tools

toumi
Tool material is not suitable for cutting condition V ;

tDJssmu
Cutting control

long cutting chips, winding

Cutting condition is not suitable HT t
Cutting edge geometry is not appropriate

Short cutting chips, 
causing splash

Cutting condition is not suitable ;
Cutting edge geometry is not appropriate

^í!k Ü1Ö
Burr, Collapse

iS,
Steel and aluminum, burrs

Cutting condition is not suitable î ;
Cuttrig tod wears and Cutting edge geometry is not appropriate

tii®
Cast iron, collapse

Cutting condition is not suitable rr î
rUaiJCTiTêiS

Curing tod wears and Cutting edge geometry is not appropriate y/

ra, ^ia
Mild steel, burrs

Cutting condition is not suitable ;
Curing tod wears and Cutting edge geometry is not appropriate V
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WJ&ft
Cutting Condition Shape of tool Machine tool clamping

PiU S& a'tu 8 J] fl® Bffi gl o-g
fgll .aft fgij a® |<

| |7J S sia Is 1'7] »77 |ZJ >77 B '
i & f* ° fsiK t t® f* f* B® Im

In S a£ &H!I | gfc
S $ § |« ftt | ag

g, =r ¡¡J >? » <9. = 1®~ o B 5 5o * P. <° og- 3 CDot <QCD 
&

t
a/

V t t a/ a/ a/
! V t t

V t i v
! V
! V V T ! T ; V V V

V V T J. V
T

V t
V

V t ! t V V V v
V t t
V T

! V t V V a/ a/
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Recommended Grade Table for Milling Inserts

Workpiece 
materials

Steel

M
Stainless 

Steel

К
Cast Iron

N
Non-Ferrous 

Metal

s
Titanium Alloy

Heat Resisting Alloy

H

High Strength 
Material

ISO Code

Coating

Cermet Cemented carbide
Workpiece 
materialsCVD PVD

POl
R 

< 
tn

—о
о 
сч 
< 
0

Г л
I о CN о 

<

о OJ 
ZPIO

< 
0 
“3

0 0 1-
ю

P20
“3 “3

со 
Z 
н

P30

P40

MOI

MIO

JG
A1

0A

JT
N

20M20

JG
M

30
R

ю 
СО 
Z 
н

M30

M40
“3

KOI
о 
S 
0

K10

K20
“3

K30

N01

N10

N20

N30

SOI

S10

JG
A1

0A

с 
с\ < 
0S20

S30

HOI <

H10
о
0
—э

H20

H30

P7O35



Naming Rules of Milling Inserts

Metric systemBlade shape/code

A B c D E

kJ
85°
kJ 

82’ 80’ 55’ 75’

H

120’

K

55’

L

90’

M

86’

0 
o 

135°

p
Q

108’

R

360°

s

90’

A

60°

T

75’

W

ms

Blade shape/code

ZlftSJB R^ W5cTL JJJtfflBW3c?L WSBfBiJÄ

B W
>65° 

lQj N 5c \____ /

H w MB
>65°

R 5c MB \ 7

c w >65°
i 5J F 5c 3KB J JI

J w 3KB
>65°

A W 3c u u

w w \ W/ M W MB rr~T7

T w MB
«65°

G W 3KB ATT71

Q w 5c
«65°

i J? X — —

U 3KB
[jS^cz]

Chip breaking groove and clamping form

s K N
—

Main cutting edge relief angle Tolerance

mbs, t a®«, )

3

MÄÄm WWB0I.C
ÄäS(MM)

A ±0.005 ±0.025 ±0.025

F ±0.005 ±0.013 ±0.025

C ±0.013 ±0.025 ±0.025

H ±0.013 ±0.013 ±0.025

E ±0.025 ±0.025 ±0.025

G ±0.025 ±0.025 ±0.13

J ±0.005 ±0.05-±0.13 ±0.025

K ±0.013 ±0.05-±0.13 ±0.025

L ±0.025 ±0.05-±0.13 ±0.025

M ±0.08-±0.18 ±0.05-±0.13 ±0.13

N ±0.08-±0.18 ±0.05-±0.13 ±0.025

U ±0.08-±0.18 ±0.08-±0.25 ±0.13

IEHÄ® 1E^® 80°B® 55"^® 35"^® 0®
6.35 ±0.08 ±0.08 ±0.08 ±0.11 ±0.16 —

9.525 ±0.08 ±0.08 ±0.08 ±0.11 ±0.16 —

12.7 ±0.13 ±0.13 ±0.13 ±0.15 — —
15.875 ±0.15 ±0.15 ±0.15 ±0.18 — —

19.05 ±0.15 ±0.15 ±0.15 ±0.18 — —
25.4 — ±0.18 — — — —

• rtfflM0I.CÄÄ(mm)

AttJD 1EHÄ® IE#® 80°^® 55"^® 35"^® 0®

6.35 ±0.05 ±0.05 ±0.05 ±0.05 ±0.05 —

9.525 ±0.05 ±0.05 ±0.05 ±0.05 ±0.05 ±0.05
12.7 ±0.08 ±0.08 ±0.08 ±0.08 — ±0.08

15.875 ±0.10 ±0.10 ±0.10 ±0.10 — ±0.10
19.05 ±0.10 ±0.10 ±0.10 ±0.10 — ±0.10
25.4 — ±0.13 — — — ±0.13
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ZJKfê«
Shape of blades I___ J

™ C D R S T V W
(im) £3 £? Q B A B7 £B. TlJiJÏÂ ( mm )

00 0.79
3.97 06 TO 0.99
5.0 05 ÔÎ 1.59

5.56 09 ti 1.98
6.0 06 02 2.38

6.35 06 07 11 11 T2 2.58
8.0 08 03 3.18

9.525 09 11 09 09 16 16 06 T3 3.97
10.0 10 04 4.76
12.0 12 T4 4.96
12.7 12 15 12 12 22 22 08 05 5.56

15.875 16 15 15 27 T5 5.95
16.0 19 16 06 6.35

19.05 19 19 19 33 T6 6.75
20.0 20 07 7.94
25.0 25 25 25 09 9.52
25.4 25 25 T9 9.72

31.75 31 i i 11.11
32 32 12 12.70

Length of cutting edge Thickness of blades

12 04 ED T21 R - NR8
-------- _____________ ZZT-----  --------------

J
______________ T ... ......—<

i

Smoothing edge
iOJiOtëlfê (mm)

Chamfering cutting edge Code of chip breaker type

c an^' F

E

0-5°

1-10°

0-0.10

1-0.15

O
NR8

GM ¥gUDT

CM3

GM3
A 45° A 3°

D 60° B 5° - • »Gl
Cutting direction

E 75° c 7°

I_____ 7

2-15°

3-20°

4-25°

5-30°

2-0.20

3-0.25

4-0.30

5-0.35

6-0.40

7-0.45

R

F 85° D 15°
L Æ

P 90° E 20° N æl=l

Z Jtlft F 25°

G 30°

N 0°

P 11°

Z Jtffi

E3



General Milling Inserts

RCKT/RCMX
®I.C S

Inserts Shape Type

Dimension(mm)
KÎ^ Grade

P M K

CDI.C S <Dd

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JG
P15S

JTN
20

JTN
35

RCKT10T3MO-DS3 10 3.97 4.4 •

RCKT1204MO-DS3 12 4.76 4.0 •

RCKT1606MO-BR8 16 6.35 5.5 c • O
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General Milling Inserts

RPMW/RPMT
<DI.C S

Inserts Shape

ga^
Type

Dimension(mm)
Grade

P M K

OI.C s <K d

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

RPMW08T2MOT 8 2.8 3.3 © • o
RPMW1003MO 10 3.18 4.5 © • o
RPMW10T3MO 10 3.97 4.6 © • o
RPMW1204MO 12 4.76 4.4 © • o

RPMT08T2MOE-SL 8 2.58 3.3 © •

RPMT10T3MOE-SL 10 3.97 4.4 © •

RPMT1204MO-SL 12 4.76 4.3 © •

RPMT1204MO-DL 12 4.76 4.4 © •gH



General Milling Inserts

RDMW/RDMT
®I.C S

Inserts Shape Type

Dimension(mm)
Grade

P M K

CDI.C S <Dd

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

RDMW1204MO-NR8 12 4.76 4.4 O •

RDMW1605MO-NR8 16 5.56 5.5 O •

RDMW1204MO 12 4.76 4.4 • c
RDMW1604MO 16 4.76 5.0 • O
RDMW1605MO 16 5.56 5.5 • O

RDMT0802MO-SN 8 2.48 3.4 • O
RDMT10T3MO-SN 10 3.97 4.5 • O
RDMT1204MO-SN 12 4.76 4.4 • O

71
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General Milling Inserts

APMT

ZJMJbfl?
Inserts Shape

gy^
Type

Dimension(mm)
Grade

P M K

L s W CDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

APMT1135PDER-FR 11.32 3.5 6.19 2.85 0.8 o • •
APMT160408PDER-FR 17.21 4.76 9.29 4.48 0.8 c • •

APMT1135PDER-HM2 11.22 3.5 6.20 2.8 0.8 o • •

APMT160408PDER-HM2 17.25 4.76 9.26 4.4 0.8 c • •

APMT1135PDER-DL 11.28 3.6 6.22 2.8 0.8 c •

APMT160408PDER-DL 17.37 5.33 9.32 4.5 0.8 c •

72



General Milling Inserts

SEEN/SPKN

Inserts Shape

gs^

Type

Dimension(mm)
Grade

P M K

(Dl.C L S

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SEEN1203AFTN 12.7 12.7 3.18 © •

SEEN1504AFTN 15.875 15.875 4.76 o •

SPKN1203ERER 12.7 12.7 3.18 • © •

SPKN1203EDEL 12.7 12.7 3.18 •

73
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General Milling Inserts

WPGT

Inserts Shape Type

Dimension(mm)
Grade

P M K ^ffil

CDI.C S L cDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

WPGT080615ZSR 12.85 6.35 5.8 5.5 1.5 • o

WDMW
©I.C

Inserts Shape
3^
Type

SzKRyj" Dlmenslon(mm)
Grade

P M K

CDI.C s B Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

WDMW06T320ZTR 10.00 3.97 1.20 2.00 • o
WDMW080520ZTR 13.00 5.50 1.50 2.00 • o
WDMW10X620ZTR 13.00 6.00 1.20 2.00 • o

SI



General Milling Inserts

JDMW

zmsw
Inserts Shape

gs^
Type

Dimension(mm)
Grade

P M K

CDI.C s B Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

4^,
JDMW09T320SR 9.53 3.97 1.80 2.00 • O
JDMW120420SR 13.00 5.50 1.50 2.00 • O

JDMW140520SR 13.00 6.00 1.20 2.00 • O

APKT

• ±ÎÈS)iÎ^ ® O

Inserts Shape Type

Dlmenslon(mm)
JW^ Grade

P M K

W S L <Dd

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

APKT1705PER-TT 10.68 5.56 18.54 4.46 •

75
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General Milling Inserts

LNMU/LOGU Re

Inserts Shape
3»^
Type

SiR'tf Dimension(mm)
Grade

P M K

L s W cd d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

LNMU0303ER-GM3 11.9 3.75 6.0 2.85 1.2 © • o
LNMU0303ER-GS3 11.9 3.75 6.0 2.85 1.2 © • o

R\
LOGU030310ER-GM3 12.0 3.96 6.22 3.45 1.0 © • o

EPMT/EPNW

Inserts Shape
3»^
Type

Dimension(mm)
Grade

P M K

L s w cd d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

EPMT0603SN-R8 10.00 3.18 6.35 2.8 8.0 o © •

EPNW0603TN-RL 10.00 3.18 6.35 2.8 8.0 o © •



General Milling Inserts

XOMX
Re _ s

L

Inserts Shape

ga^
Type

Dimension(mm)
Grade

P M K

L S W <Dd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

XOMX10T308TR-M2 10.2 3.85 6.90 2.96 0.80 O O •

XOMX120408TR-M3 12.7 5.07 8.20 3.85 0.80 o o •

XOMX120412TR-M1 12.7 5.05 8.20 3.9 1.20 o o •

BLMP

Inserts Shape Type

Dlmenslon(mm)
Grade

P M K

L S W ®d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

BLMP0603R-TT 9.0 3.73 6.39 3.1 1.0 © • O
BLMP0904R-TT 11.95 4.39 9.15 4.1 1.35 © • o
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General Milling Inserts

JDMT



■ MÎSÎ5MÜ7JR
General Milling Inserts

MPHW

7JR$b®
Inserts Shape

ga^

Type

Dimension(mm)
Grade

P M K

L s w <Dd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

®n

MPHW060308ZEL-RL 10.0 3.18 6.57 2.9 0.8 • © o
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General Milling Inserts

SEMT/SEKT

Inserts Shape
3^
Type

SÎRÿj" Dimension(mm)
Grade

P M K

(Dl.C s L cDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SEMT13T3AGSN-ZY 13.4 3.97 13.4 4.4 1.0 © • o

_

SEKT1204AFTN-DR7 12.7 4.76 12.7 5.5 0.8 © • o

SEMR/SEKR

Inserts Shape

gy^

Type

SÎR'tf Dimension(mm)
Grade

P M K

<Dl.C s L <D d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SEMR1203AFTN 12.7 3.18 12.7 2.3 1.6 • o
SEMR1504AFTN 15.875 4.76 15.875 3.2 1.6 • o
SEKR1203AFTN 12.7 3.18 12.7 2.3 1.6 • o



Fast Feeding Milling Inserts

SDMT

Inserts Shape

gy^
Type

Dimension(mm)
Grade

P M K

(Dl.C s L od Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SDMT09T3 12.66 5.54 15.3 4.4 1.2 o • o
SDMT1204 12.7 4.76 12.7 4.4 1.2 o • o

SDMT120512-GM3 12.66 5.54 12.66 4.4 1.2 o • o
SDMT150512-GM3 15.875 5.56 15.875 5.5 1.2 € • o

SDMT1205ZDTN-RL 12.7 5.54 12.7 4.6 2.8 • o o
SDMT1505ZDTN-RL 15.875 5.56 15.875 5.5 0.8 • o o

SOMT

Inserts Shape Type

Dimension(mm)
Grade

P M K

CDI.C s L <Dd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SOMT100420ER-GM3 10.39 4.59 10.39 4.6 2.0 © • o ©
SOMT140520ER-GM3 14.16 5.56 14.16 5.8 2.0 © • o ©
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■ OUR
Face Milling Inserts

PNMU

• e o rT^iS!^

Inserts Shape

gg^

Type

SÎRÿj" Dimension(mm)
Grade

P M K

<DI.C s L ®d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

PNMU0905XNER-GM3 13.4 6.19 9.3 4.64 0.8 c • o



Face Milling Inserts

SNMX/SNGX

Inserts Shape Type

Dimension(mm)
JW^ Grade

P M K

CDI.C s L cDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SNMX1306ENTN-M 13.5 6.8 13.5 5.4 0.4 • ©
SNGX1306ANTN-TT 13.5 5.97 13.5 5.4 0.4 • ©

SNMX120512-WLT 12.7 5.62 12.7 6.0 1.2 • ©
SNMX1205ANN-WLT 12.7 5.51 12.7 6.0 0.8 • ©

ON MU
<1>I.C

• ® O rTéè?*)^

Re ------

. \)—rr od-^Z

"s’

7№9W
Inserts Shape Type

Dimension(mm)
Grade

P M K

CDI.C s ap BS Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

©
ONMU050505-TN 13.0 5.5 3.5 5.0 0.5 • ©
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Face Milling Inserts

XNEX

Inserts Shape

§9^

Type

Dimension(mm)
Grade

P M K

®I.C s L <t>d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

XNEX040304TR-EM3 6.71 3.29 4.3 3.1 0.4 • ©
XNEX040308TR-EM3 6.71 3.29 4.3 3.1 0.8
XNEX080608TR-NR8 12.48 6.45 8.0 4.65 0.8 • ©



Negative Heptagonal Milling Inserts

HNGX

Inserts Shape

ga^
Type

Dimension(mm)
H->? Grade

P M K

(Pl.c s L <Dd Re
JG

A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

HNGX0906ANSN-PLT 16.5 6.35 9.1 4.9 1.0 • © ©
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Corn Milling Inserts Series

SPMT
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Application Case for Milling Insert Processing

Case Analysis Case Analysis

Processed material

Processing methods

JLfflJffiS/ZG35CrMo

► m-
Use of inserts

►
Processing parameters

Cutting performance

Square shoulder milling

APMT160408PDER-DL/JGA20H

f=200mm/r, ap=0.5mm

Vc=125m/min, n=160

Cutting Performance

miwiti

Lifetime of ZZJG 
brand inserts

5ft/iD

asMtsa»

Life time of other 
International brand

6ft/iD

^nnn^nnn^^^S^^^^n°n0<]8O%Ut±,

► mniim
Processed material

► iJUZDniC
Processing methods

Use of inserts

Processing parameters

► Willffilg
Cutting performance

^M/Cr12

ESt
Face milling

SEEN1203AFTN/JTN35

f=0.11mm/r, ap = 0.5mm

Vc=155m/min, n=750

' ■ Cutting Performance

Life time of ZZJG 
brand inserts

25»tt

Life time of other 
International brand

25»«

Case Analysis

► wimm
Processed material

Processing methods

Use of inserts

►
Processing parameters

► traffic
Cutting performance

-a, jws±9ig.
The life of our branded products is over 80% of that of foreign competitors' 
products, with obvious cost-effective advantage.

For face milling of specialized mould materials, the life of our products 
is same as that of our competitors, with uniform wear.

Case Analysis

Satn,ilft/HT25O

®8t
Face milling

SNMX1205ANN-F57/JGA20F

f=0.12mm/r, ap = 3.0mm

Vc=230m/min

Processed material

Processing methods

Use of inserts

►
Processing parameters

Cutting performance

ffitt/40Cr

ffittHSt
Crankshaft side milling

WNMU080608EN / JGA20F

f=0.2mm/r, ap=2.0mm 

Vc=180m/min

Cutting Performance

For face milling of engine cylinders with 45° cutter, 
cutting easier.

Life time of ZZJG 
brand inserts

aibMKK
Life time of other 

International brand

100^/iD

120^/iD

WNMU080608EN
/JGA20F Lifetime of other 

International brand

For crankshaft side milling, our products feed faster, 
and has higher cutting efficiency.



Common Problems and Solutions In Milling

^JaLIrJSS
Main problem

Selection condition

tU

5^1
tel 

m
aterial w

ith good toughness
St i°
£ o
g.SJjj 

M
ateiral w

ith higher hardness 
<D
t/)

cutting speed
Cutting Condition

i» atn
sa S*

Q. CD 
■R zr

C
hange diam

eter and w
idth of m

illing tools

Cutting condition is not suitable

Flank wear MiUJLW&JK^S
Cutting edge geometry is not appropriate v

n 
it Cutting condition is not suitable !
KJ 
tw

Front edge wear
Cutting edge geometry is not appropriate V

z; 
3 Cutting condition is not suitable !

fepoir

Cutting edge wear WMlliUJUsitëtf'FêîS
Cutting edge geometry is not appropriate V

D 0) 
2 Cutting condition is not suitable ; ; I
0) 

CO
CD

Thermal shock damage
Cutting edge geometry is not appropriate

Cutting condition is not suitable t t
Built-up Edge Bonding

Cutting edge geometry is not appropriate

AD 
I 
fit

Surface roughness Tool wear, milling vibration V t ; ;

Cutting condition is not suitable
; ; ; y/

J» Burrs
Cutting edge geometry is not appropriate

o 
zr

3 Cutting condition is not suitable ; !

ng Pre

Collapse

Cutting edge geometry is not appropriate
o 
w‘ 
o’ Flatness and parallelism deterioration Cutting edge geometry is not appropriate ; !
D

sga*
Vibration Cutting condition is not suitable ; ; ! V

O
thers

tUJBSIWifS Cutting condition is not suitable î u V
Cutting Wound Blocking

Cutting condition is not suitable
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P98^

P96K

P96rJ5

P95ffi

MI
Hole Machining Inserts

Shallow hole drilling Inserts
....................................................................... 93

Deep-hole drilling Inserts
....................................................................... 95



■ îSîLtfiZJR
Shallow hole drilling Inserts

WCMX/WCMT

ZlR$b®
Inserts Shape

3^
Type

Dimension(mm)
Grade

P M K

(Dl.C s L <t>d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

WCMX030208-ZY 5.56 2.38 3.80 2.80 0.8 o •

WCMX040208-ZY 6.35 2.38 4.30 3.10 0.8 © •

WCMT050308-ZY 7.94 3.18 5.50 3.40 0.8 © •

WCMT06T308-ZY 9.525 3.97 6.50 3.80 0.8 0 •

WCMT080412-ZY 12.70 4.76 8.70 4.40 1.2 o •
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Shallow hole drilling Inserts

SPMG

Inserts Shape Type

Dimension(mm)
IBGrade

P M K

OI.C s L CDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

SPMG050204-TT 5.00 2.38 5.00 2.25 0.4 o •

SPMG060204-TT 6.00 2.38 6.00 2.61 0.4 o •

SPMG07T308-TT 7.94 3.97 7.94 2.85 0.8 o •

SPMG090408-TT 9.80 4.30 9.80 4.05 0.8 o •

SPMG110408-TT 11.50 4.80 11.50 4.45 0.8 o •

SPMG140512-TT 14.30 5.20 14.30 5.75 1.2 o •

• e -o



Jn"
Deep-hole drilling Inserts

TPMT

Inserts Shape

gs^
Type

SÎR'Î Dimension(mm)
Grade

P M K

CDI.C s L <t>d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

/0\
TPMT16T312R-22 9.525 3.97 16.50 3.4 1.2 • o
TPMT220612R-22 12.70 6.35 22.00 4.4 1.2 • o

•
TPMT16T312R-23 9.525 3.97 16.50 3.4 1.2 • o
TPMT220612R-23 12.70 6.35 22.00 4.4 1.2 • o



À www.jgcarbide.com

/SîLîfiZJ R
Deep-hole drilling Inserts

TPMX

Inserts Shape

gy^

Type

Dimension(mm)
Grade

P M K

CDI.C S L <Dd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

TPMX140308R-G 8.45 3.52 8.30 2.8 0.8 • O
TPMX170408R-G 10.30 4.04 9.60 3.9 0.8 • O
TPMX240512R-G 14.20 5.50 13.90 4.4 1.2 • O
TPMX280716R-G 17.00 7.60 16.10 5.5 1.6 • O

R424.9

Inserts Shape Type

Dimension(mm)
Grade

P M K

CDI.C L S CDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

R424.9-13T308-22 10.00 14.60 3.96 3.4 0.8 • O

R424.9-180608-22 11.50 20.40 6.35 4.5 0.8 • O

R424.9-13T308-23 10.00 14.60 3.96 3.4 0.8 • O

LU R424.9-180608-23 11.50 20.40 6.35 4.5 0.8 • O



Jn"
Deep-hole drilling Inserts

R800

Inserts Shape
3^
Type

Dimension(mm)
Grade

P M K

©I.C L s ®d Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

1
800-09T308H-PG 9.00 9.62 3.97 2.80 0.40 •

800-11T308H-PG 9.00 12.7 3.97 2.80 0.40 •

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

800-06T308M-CL 6.34 9.83 4.00 2.80 0.80 •

800-060308H-PL 6.42 8.00 3.18 2.50 0.25 •
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Deep-hole drilling Inserts

R800.24

7]KiW&
Inserts Shape

gy^

Type

STjsRTf Dimension(mm)
Grade

P M K

CDI.C L s cDd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

R800.2406T308M-CG 9.87 6.35 3.97 2.80 0.80 •
R800.24-08T308M-CG 9.87 7.94 3.97 2.80 0.80 •

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 •

• e -KJW^ O RTS^IS^

Inserts Shape
3»^
Type

Dlmenslon(mm)
Grade

P M K

CDI.C L s <Dd Re

JG
A05A

JG
A10A

JG
A20F

JG
A20H

JG
M

30R

JG
K10R

JTN
20

JTN
35

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 •
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Selection Method of Cutting Tools

d. iok ua<.

wwzimwmm

a. tiimm
b. «JgJni^ïC WEU rtïk wraSfê) tëÆWZJfôS*^.
c.imu±ss;R®№j^^fôÆiJffæÆE£fà;RR^im
d. >jsiftÆ^UÀ±&smmâ<iziR®ifê. «st jswunia.

a. ^ÆSTISWWinTfôWWiL fljmW.
b. tëigS&fôÎiJÏL HéS. iniÆÏCÎD^ÆUMKJ^.
c. {mU±H^R®m^^fôÆZIfffôÆ£7Ïfà;RR^im
d. «SL J»^.

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.
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ZIMSMSSfflitJ'îÎ
Selection Method of Cutting Tools

a. MÆWTimjïrBinTûwiBWK, msms. 
b.isiejnT^^flS^^ziMWS2i5:^(¥®^®i. am.
c. «ÎSinT^JlinTE^^R^^SMîiSJÈ^fflS^ZIëEW^ZJ.

a. MÆgTtëWSinTlW^OiL
b. «ÎSînilS^flSÆïLlraiDaKia^^^CttgiJ. HB!k «OJT^dÏC).
c. «JgJni^RiniïLKiR^S^^ffl^ZIMâEWeiLîniZIM.
d. r^w.
e.ftJéi®Œ^a±§S»ffiÊZâ<]Z]R®lfê. «3!k №^.

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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Grade Comparison Table

SU
M

IT
O

M
O

O o 
o o 
o o 
CM CO 
U o 
< < AC

83
0P

AC
30

00

AC
63

0M

Z o
LO 
U 
<

ZD ZD 
O o 
cm co 
LO LD 
U o 
< < AC

63
0M

AC
41

0K
AC

70
0G

0 
o 
o

o 
<

O
H 13 r0? o 

o
O o 
o o O 

LO
O 
o

O 
o

o 
o

a, E
<D -1CO ’

0 
£ F 

1- TT
3i

TT
51 F 

1-
CO
1- 
1- TT

1 
■ ÎL11

KO
R

LO
Y

fis 
J? 
o’ PC

23
0

PC
23

0

N
C

30
20

N
C

33
0

PC
90

30

PC
90

30

N
30

5K

N
31

5K

<

LU J
o 4

№

Q? PR
91

5

PR
10

05
 

PR
91

5

PR
93

0 
PR

10
25

C
A5

51
5

C
A5

02
5

C
A9

02
5

C
A5

52
5

C
A5

53
5

C
A5

53
5

PR
91

5 
PR

12
25

PR
93

0 
PR

11
25

C
A6

52
5

C
A4

01
0

C
A4

51
5

C
A4

01
0

C
A4

11
5

>-

o
< j& O O O o

CO CO
LO LO 
x- cm

LO LO 
cm co

LO 
O

O 
CO

O O 
CO

O O 
CM

o l 
z 4 zo

1 T 
<

I 
<

± ± 

0 0
Œ> O)
I- H

O) o>
H 1-

CT
1-

T 
0

I 
0

CO
1-

s 

H
LO
I-

X
\D
CO 1Ifêl O

M
F

5T
F O O 

x- CM 
O o

O LO 
O CO 
"T O

1 «

O
M

F

5T
F LO 

CO

S L L 
SO

L 11
0

11
5

OT 1 Il VP
1I

VP
1 CO CO 

LU LU 
ZD ZD

CO CO 
T LU 
ZD ZD

H

VP
1I

VP
1 œ 

ZD

son
 

son U
E6

U
C

5

Ü

IS
C

AR
 

1-
ri 

*4
.>
—
 L—K 

k 
& IC

25
0

IC
50

7

IC
92

8 
IC

10
08

IC
92

50
IC

90
54

IC
83

50
IC

93
50

IC
93

50
 

IC
65

6

IC
50

7
IC

90
7

IC
25

0
IC

35
4

IC
65

6 
IC

90
25

IC
91

50
 

IC
90

15
 

IC
41

8

IC
40

10

—1 
< |— ninffLU H 
s < 
< H 
i ê

ml 
id R 
£ 
IDE KC

50
10

KU
10

T 
KC

50
25

KC
70

15
KC

70
20

KC
P2

5 
KC

91
25

KC
P3

0
KC

P4
0

KC
91

40
KC

90
40

KC
50

10
KC

55
10

KC
50

25
 

KC
73

5

KC
M

25
 

KC
92

40

KC
K0

5
KC

K1
5

KC
K2

0 
KC

93
15

LU

«

52
5

02
5

02
0

12
5 LO LO

CM x— 
cm cm

LO LO 
cm co
CM CM

LO LO
CO CO 
CM o 02

5 O 
CM 
o 13

5
23

5 LO LO
O X- 
CM CM

LO

CM

■Z. i 
< j
œ

£
H

ô b 0 0
0 o 
0 0

O O 
0 0

Ô O 

0 0
O O 
0 0 G

C
1

G
C

1

G
C

2 
g

c
: CO CO

U O 
0 0

CO 
o 
0

^H|n 
$

n|n 
s

JG
A0

5A

JG
A1

0A

JG
A2

0F

JG
P2

5T

JG
P2

5S

JG
P4

0T

JG
A1

0A

JG
A2

0F

JG
M

30
R

JG
K1

0R

JG
K2

0R

K MÆ/ *I\A 
& Q. M

nVI/ 
WS 5r

4 S Turning

113 114



Hardness Comparison Table ( Approximate Conversion on Hardness & Strength of Ferrous Metals)

5E® Hardness

TRS

Hardness

TRS
HRC HRA HV HB (N/mm2) HRC HRA HV HB (N/mm2)

}'£: lit^4*83S Bi <1, XiS E±3 fl£S!J Hi Bi i1!1 □ The conversion values for all steels listed in this table are basically applicable to steels with low to high carbon content.
lit^^r^lJBiiriSS^W, —flS&lfa, 1 N/mrn2= 1 Mpao The tensile strength values listed in this table are suitable for general steels with low conversion accuracy.
llt^fiS §G B1172-74 o This table is taken from GB1172-74.

70.0 86.6 1037 — — 43.0 72.1 411 401 1360
69.5 86.3 1017 — — 42.5 71.8 405 396 1340
69.0 86.1 997 — — 42.0 71.6 399 391 1320
68.5 85.8 978 — — 41.5 71.3 393 385 1300
68.0 85.5 959 — — 41.0 71.1 388 380 1280
67.5 85.2 941 — — 40.5 70.8 382 375 1260
67.0 85.0 923 — — 40.0 70.5 377 370 1245
66.5 84.7 906 — — 39.5 70.3 372 365 1225
66.0 84.4 889 — — 39.0 70.0 367 360 1210
65.5 84.1 872 — — 38.5 — 362 355 1190
65.0 83.9 856 — — 38.0 — 357 350 1175
64.5 83.6 840 — — 37.5 — 352 345 1160
64.0 83.3 825 — — 37.0 — 347 341 1140
63.5 83.1 810 — — 36.5 — 342 336 1125
63.0 82.8 795 — — 36.0 — 338 332 1110
62.5 82.5 780 — — 35.5 — 333 327 1095
62.0 82.2 766 — — 35.0 — 329 323 1080
61.5 82.0 752 — — 34.5 — 324 318 1065
61.0 81.7 739 — — 34.0 — 320 314 1050
60.5 81.4 726 — — 33.5 — 316 310 1035
60.0 81.2 713 — 2555 33.0 — 312 306 1020
59.5 80.9 700 — 2500 32.5 — 308 302 1010
59.0 80.6 688 — 2450 32.0 — 304 298 298
58.5 80.3 676 — 2395 31.5 — 300 294 294
58.0 80.1 664 — 2345 31.0 — 296 291 291
57.5 79.8 653 — 2295 30.5 — 292 287 287
57.0 79.5 642 — 2250 30.0 — 289 283 283
56.5 79.3 631 — 2205 29.5 — 285 280 280
56.0 79.0 620 — 2160 29.0 — 281 276 276
55.5 78.7 609 — 2115 28.5 — 278 273 273
55.0 78.5 599 — 2075 28.0 — 274 269 269
54.5 78.2 589 — 2035 27.5 — 271 266 266
54.0 77.9 579 — 1995 27.0 — 268 263 263
53.5 77.7 570 — 1955 26.5 — 264 260 260
53.0 77.4 561 — 1920 26.0 — 261 257 257
52.5 77.1 551 — 1885 25.5 — 258 254 254
52.0 76.9 543 — 1850 25.0 — 255 251 251
51.5 76.9 534 — 1815 24.5 — 252 248 248
51.0 76.3 525 501 1780 24.0 — 249 245 820
50.5 76.1 517 494 1750 23.5 — 246 242 810
50.0 75.8 509 488 1720 23.0 — 243 240 800
49.5 75.5 501 481 1690 22.5 — 240 237 790
49.0 75.3 493 474 1660 22.0 — 237 234 785
48.5 75.0 485 468 1630 21.5 — 234 232 775
48.0 74.7 478 461 1605 21.0 — 231 229 765
47.5 74.5 470 455 1575 20.5 — 229 227 760
47.0 74.2 463 449 1550 20.0 — 226 225 750
46.5 73.9 456 442 1525 19.5 — 223 222 745
46.0 73.7 449 436 1500 19.0 — 221 220 735
45.5 73.4 443 430 1475 18.5 — 218 218 730
45.0 73.2 436 424 1450 18.0 — 216 216 725
44.5 72.9 429 418 1430 17.5 — 214 214 715
44.0 72.6 423 413 1405 17.0 — 211 211 710
43.5 72.4 417 407 1385
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Precautions for safe use of Cutting Tools

fêPètt Hazard Protective Measures

Direct contact with the sharp edge of the cutting tool may cause injury to human body.

Improper use of the tool may cause its breakage and accessories flying out,resulting 
in the damage.

«ÊfiKffiSo
Excessive wear and severe impact increase the cutting resistance, which may lead to tool 
fracture and splashing, causing injury to the operator.

When you install or remove cutting tools on the machine tool, please use 
protectivelabor protection appliances such as gloves.

Read samples and safety standards before use.

Please use safety glasses and protective clothing.

Replace excessively worn tools in time.

Please use safety glasses and protective clothing.

Chips during cutting may cause bums and scratches to people.

The sparks and high temperature chips produced in the cutting process are dangerous and 
may cause fire and explosion.

Timely use pliers and other tools to remove chips.

itisW ft №MXR№ o
Please use safety glasses, protective clothing and protective gloves.

Remove flammable and explosive materials in the cutting area.

Please prepare fire-fighting equipment.

The high-speed running machine tools vibrate violently because of the poor balance of the 
fixture and so on, resulting in the tool damage.

The defects such as bums on the machined parts are very sharp and easy to scratch the 
human body.

Before cutting, check whether the equipment is loose or abnormal.

Please use safety glasses and protective clothing.

Please do not touch the burrs on the machined part.

Please use safety glasses and protective clothing.

If the workpiece is machined directly without clamping, the tool will be damaged and the 
workpiece will splash.

When the blade or its accessories are not clamped properly, there is a risk of injury caused 
by the falling off of the tool.

The machined part must be firmly clamped.

Please use safety glasses and protective clothing.

Before machining, please make sure that the blades and other accessories 
have been fastened properly with appropriate tools.

When the auxiliary tools such as screw pins or pressing plates are used for over-tightening, _ . .. . . ... . u ,
the blade or knife may in the risk of breaking and flying Do not overtighten with auxiliary tools such as sleeves.

In high speed cutting, the blade or accessories may fall off and fly out under the action of 
inertial centrifugal force.

Please use the tool within the recommended range.

Please use safety glasses and protective clothing.

Because the edge of milling tool is sharp, it is dangerous to be scratched by touching directly For your safety, please wear protective gloves when you have to touch 
with hands. the blade.

In rotary cutting process, clothes, gloves and so on are easily twisted into high-speed 
running equipment, resulting in casualties.

When you are doing rotary cutting, please do not wear gloves.

w a * iwoft o
Always be careful not to let clothes and other running machine parts In contact each other.

KffiWo
The tool with eccentric rotation or poor balance will have shaking vibration in rotation 
processing, which will cause damage and flying, resulting in injury.

Please use the tool within the allowable speed range.

Check the mechanical balance performance of the machine regularly.

In high speed cutting, chips flying out at high speed may cause injury.

Use safety cover, protective screen, outer cover, etc.

Please use safety glasses and protective clothing.

Reduce the vibration of the tool and machine at a suitable operating speed.

When drilling with a very small tool, it is easy to cause the tool to break and fly and cannot Bl „„ =„°h nrnrwtivo -i„thinn
be removed Please use safety glasses and protective clothing.

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.

Please follow the instructions.
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Safety standard for cemented carbide products

1s

±09 “a®” in “ss”

2S e^iagw№m
®^^ZJM®SW, C, Co, Ti, Ta, WSififi—J^U09Js^iQTiffin

09iniTMo ®^^<WiMif09^a$tt?niMW09S^, JEjbni±®£&JSffl**MS£#&«09S®Tfto

3s &£M££ZIM№';±lt«№i
• w^&awmiwn, aa±09^ffl*^MW^09Hgp&*^ffiTSiw^, ^<^09500

• ^««14^09^+0
• ®st^jecfiaa®ffliitig4’, sainiwt&#g09g£En°no

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 and brittle material, which can be cracked and damaged under the action of a 
large 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.
• In the use of the cemented carbide products, if some cuttings and chips were produced, please preparsome 
necessary PPE before processing.
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