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About Us

e, + PT ) + BULUEKERFETHRERNERADTEVEFBERASEGTI R NSVHER, s raakg CYCT KERRM .
2@ Since Foundation @ Employees

ALILEYIE] AT ADREIFHEALY . EREEESTNEA DY, BENZERFERASHETE . 47 SRIRSER, AFE
RS EASETR WERS, SEEARERNTR BTMTPE, ME, KE SK NE HEASEMTHE.
RIS AR S AREATEY. %al. SHSMTAR: ImBTEEEENS SETHE. BRI, A5,
3C. BETE. M. SUETE, FREEETY,

NARETREERIMEREAETR, GEEMME. DRI BERE. BERE. KFRENMERE, URTIEN
l Plants — Annual Capacity A AT N SR E \ RIS AN LY (PPN = ST \ Y P IS \
.@. Ir il RETIaE, MESRENRICENFENIEER. ATHEEREVTEEARRDL, FREWHAPO, #F1F
4]

R TESNSHANE, ASBEHRTIURIRER, EPABEF10RIA,

CY CARBIDE MFG. CO. LTD.,, established in 2003, is a professional manufacturer and exporter of cemented carbide and cermet
materials. CYC delivers globally high performance standard and non-standard products, that meet the most challenging demands
from various applications including metalworking, mining, construction, oil & gas, die & mold, and woodworking,

+
1 OO Grades #& <+ Based on 20 years hard materials manufacturing experience, CYC set up a new brand “CYCT” for inserts R&D, and manufacturing.
& + @ Countries/Regions Our stable, effective and precision inserts are widely used for machining P, M, K, S, N and H workpiece. Specially designed grades
1 OO OOO Specs = FINE HOER/MIX and type; are suitable for .turning, milling and drilling. Product; are extgnsively applied ih the industry of mglds, automotive
9 accessories, general machine, clean energy, 3C, aerospace, shipping, railway transportation, and heavy equipment etc.
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Enterprise History

1 st KFERSS
IFmRW M
i b,I}_ GREATLOY
Carbide Factory FORESE

in Kunshan

200"

I Freg
Tons Output

03

ISO9001
naEe
REERAERTUV
Certified by TUV

500°

g
Tons Output

2nd

AN

TMI
Carbide Factory
in Jiangxi

3rd

IFRW
I

Carbide Factory
in Kunshan

1000°

g Frg
Tons Output

B&
RAIKEFAT
Subsidiary in Japan

it
[DAVECSEpAE s
South China office

L=
BUKEERH
BiRRHERAS

Renamed to CY
Carbide Mfg. Co., Ltd.

DA
RETEMFI S LR

Establish Ultra-Hard
Materials Division

1200°

g R
Tons Output

4th

8iEDR

BRI

Carbide Inserts Factory
Started Operation

1700"

g
Tons Output

EZRH

TREHINEN

National-level
Specialized and
Sophisticated
"Little Giant"
Enterprise

IHE
eI WS

Title of Jiangsu
Provincial Green
Factory

CYCT KE®RY

IHEINE
INEERTIF="

Province certified
"Foreign Expe
Studio”

2000"

g Freg
Tons Output

RE®
17 R ASARAT
B RS
"Growth Benchmark
Enterprise in China's
Carbide Industry"

by China Tungsten
Association
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R&D Center

E5

i & EBA
R&D
Team

HRIRE
R&D
Equipment

%

BRE1E

Cooperation

XZFNERESHANGNIERK, ATWEERIMTVER. SRIEMA
BB, BEWA—REVHAES.
With over 20 years of experience in Carbide materials R&D and manufacturing,

We have a strong R&D team consisting of industry experts, senior engineers,
possessing first-class R&D capabilities in the industry.

NEREERIIERIINGERRIRE, BIFREEF LRI EPEINH P
i, T bR AR A IR SRR AR,

Our factory is well equipped with international advanced R&D facilities. which
provide a solid foundation for new product development.

NEREENTFANES, RIREEINBEFEIFTE, ShEAZE. RIEX
F. R IWAFES B BRIEY 7 R -Er-NA T2 RS ERS,

We always prioritize the cooperation between manufacturing and research, and
have built up an innovation platform with universities, such as Central South

with Universities )iy ersity, Northeastern University, Hunan University of Technology and so on.

|}

pa it ol S

Analysis & Testing Center

» HAEFIEOL

AR

SEM tester
(JEOL~Japan)

=EOAEAERIEE T

ovatest Hardness Tester

CYCT KE®RY

BEHWS. BAN. BRESELRURMBILFETT
RESEN, MMERDIT, HWIBMBEARE. Fm
WHEWBMERNIREFE, TERL, NHER
EFREAEREESE. (BXRE BABFBE
ABNSEM BERFSHEMEREENNSEES
PITERME. DREAIRN. =#RNE) .

We have all the test facilities for Tungsten Carbide
Powder, RTPchemical element composition of finished
goods, and micro structure analysis, which provide an
effective database for R&D and manufacturing
(including Japan SEM tester, Germany Leica
metallographic microscope and micro structure analysis

software, strength test machine, and three-coordinates
measuring machine, etc.)
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Common Insert Blank Grades Application Recommendations
=l RIS EE B HFEMIARX TR
Grade We% Co% Grain Size Hardness  Coating Typical Applications Machining Type MH12S com10 MH1TOF-S COMT5 CopP25T COK20

ERFNE. RER. HRASHgHNT EE R J

MH125 88 12 08 716 PvD Suitable for machining steel, stainless steel, and titanium alloys Steel Turning

M

EMERIRTT, BAMRE

COMT10 90 10 08 916 PVD Based on MH10F-S, niobium is added to enhance the red hardness, eEbk Al
while improving both toughness and wear resistance, offering Cast Iron Turnin N
stronger versatility 9

B EH J J J
ERTABRERMT, RNGHHROBRGEINT, FhHE%E General Milling
MH10F-S 90 10 06-08 918 PVD TR _ - u
Suitable for stainless steel turning, as well as general milling of steel HERELH J
and cast iron, with excellent performance in drilling operations Cast Iron Milling
B J J

BERETFESN. NENNHEE. BINLT General Drilling

COM15 89.5 105 08 91.8 PVD Suitable for semi-finishing and finishing of alloy steel and stainless
steel REB IR N

Stainless Steel Thread
COP25T 925 75 12-16 905 cVvD SR TP EI I T

g -
BREETH «/ «/

Suitable for turning of P-class steel materials )
General Crown Drill

ERATHEFR. KO%HH%, RERSFEESEMHRIINT
COK20 94 6 12-16 92 CVD Suitable for machining ductile cast iron, gray cast iron, and
nonferrous metals such as copper and aluminum

PRI SS9 N BEE, BRESREIVERERAE,

All listed grade parameters are typical values. Please refer to our material standard technical sheet for detailed specifications.

O
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Standard Crown Drill Blanks

5ME BS fEFEE EARY Basic Size (mm) PVD

Shape Model Scope of Application L H MH10F-S  MH12-S
WLPT1400 D12.50-D13.50 14.1 115 ® ]
WLPT1500 D13.51-D14.50 151 12.0 ® o
WLPT1660 D14.51-D15.87 16.6 11.8 ® ]
WLPT1860 D15.88-D18.00 18.6 13.1 ® o
WLPT2060 D18.01-D19.99 20.6 142 ® o
WLPT2260 D20.00-D22.00 22.6 1152 o o
WLPT2460 D22.01-D24.00 24.6 163 [} o
WLPT2660 D24.01-D26.00 26.6 17.6 ® (0)
WLPT2860 D26.01-D28.00 28.6 18.7 [} o
WLPT3060 D28.01-D30.00 30.6 19.8 ® (©)
WLPT3260 D30.01-D32.00 326 20.9 [} ©)
WLPT3660 D32.01-D36.00 36.6 231 ® o
WLPT4260 D36.01-D40.00 42.6 253 ® ]
WLPT4660 D40.01-D45.00 46.0 28.4 ® o
WLPT5260 D45.01-D52.00 53.0 29.0 ® o

@ £ 7% E1F Ready Stock O o4 F=E7F Available for Production

lj

14




CYCT KE®RY

ERTIETI R

Standard Parting & Grooving Insert Blanks

Gz BS HAR Basic Size (mm) PVD
Shape Model L w S Re COM15
MGMN150-T 16 15 35 0.15 °
MGMN200-T 16 2 35 02 °
MGMN250-T 185 25 3.85 02 °
G MGMN300-T 21 3 48 0.4 °
MGMN400-T 21 4 48 04 °
MGMN500-T 26 5 59 08 °
MGMNG600-T 262 6 5.94 08 °
MGMN200-M 16 16 35 2 °
MGMN250-M 185 25 3.85 02 °
MGMN300-M 21 3 48 04 °
- MGMN400-M 21 4 481 04 °
MGMN500-M 26 5 59 08 °
MGMN600-M 259 6 58 08 °
MGMN150-G 158 15 35 0.15 °
— MGMN200-G 16.1 2 3.54 0.2 °
MGMN250-G 185 25 3.85 02 °
MGMN150-J 16 15 375 0.15 °
MGMN200-J 162 2 35 02 °
MGMN250-J 186 25 381 02 °
_ MGMN300-J 211 3 48 02 °
MGMN400-J 211 4 4.82 04 °
MGMN500-J 26 5 55 0.8 °
TDXU2 20 2 38 02 °
- TDXU3 20 3 38 03 °
TDXU4 20 4 4 0.4 °
U2 19.9 2 3.84 02 °
- TDJ3 199 3 4 0.2 °
TDJ4 202 4 4 03 °
MGMN200-DR 161 2 35 0.15 °
MGMN250-DR 186 25 393 02 °
- MGMN300-DR 21 3 48 02 °
MGMN400-DR 21 4 48 0.4 °
MGMNS500-DR 26 5 6 0.6 °
TDC2 19.8 2 397 02 °
- TDC3 20 5 412 02 .
TDC4 19.8 4 415 03 °

@ & EAF Ready Stock O o4 E1F Available for Production

16
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Standard Parting & Grooving Insert Blanks

VIS Bs HAR Basic Size (mm) PVD

Shape Model L W S Re COM15
MRMN150-M 165 15 35 0.15 °
MRMN200-M 15.85 2 355 02 °
MRMN250-M 185 25 385 025 °
— MRMN300-M 2093 3 48 03 °
MRMN400-M 2095 4 49 04 °
MRMN500-M 2585 5 58 05 °
MRMN600-M 25.85 6 591 06 °
MGMN200-C 161 2 354 02 °
- MGMN300-C 20 3 4P 02 °
MGMN400-C 21 4 451 03 °
MGMN150-JMF 15.96 15 356 0.15 °
MGMN200-JMF 15.84 2 356 02 °
MGMN250-JMF 18.42 25 3.86 02 °
- MGMN300-JMF 209 3 389 03 °
MGMN400-JMF 209 4 488 0.4 °
MGMN500-JMF 209 5 592 07 °
TDT300 20 3 4 0.4 °
— TDT400 20 4 4 04 °
TDR2 20 2 384 02 °
- TDR3 20 3 4 03 °
TDR4 20 4 4 0.4 °
GK18R 18.7 1.2 51 6.96 °
- GK12R 124 73 36 59 °
GK7R 7.47 52 255 52 °
‘ TKF12-L 3096 795 41 83 o
- TKF12-R 3072 796 41 397 o

@ HE1F Ready Stock O T4 T EE7F Available for Production

17
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Naming Rules for Turning Inserts

FIRRS

Shape Code

RE

EfRfS

ef Angle Code

!

$1.¢

HBERILENS

Chip Breaker & Hole Code

% Ef £S5 | 7  BEE BEr2E K5 L | WHEE | SEnEE
@ Code Relief Angle Code | Hole | ChipBreaker | Sectional Drawing | Code | Hole | ChipBreaker | Sectional Drawing
D& % >65° = x
’ : : A - B Yﬁes No ﬁ N No No D
| <D B o
O H G S‘r‘f;fgded R |5 Sing;fgded ()
D E H C
\7:‘\/ >86"
7 % | wE
A4 I:I @ D ol ¢ Mo & F iR oopesies]
G
K L M : XXE >65° %
E @b/ J YE; Double-Sided & A Es No D:lj
OO P R F T w ES ’?‘E ﬁ M \Es Sini@ded (N
G 30° ) S <e5”
S WE
|:| A <> N T \Es Single-Sided & G ES Dot Sided gl
0°
S P
: : : % "%
P 1\&\7 Q Yﬁes No & X - - Special
7o
@ 5:@’ a YRE =
i o 5}1& U Yes | Double-Sided &

CYCT K=&
RYIE TR ®s » ™ DL
B2 Insert Shape Code Thickness (mm)
Inscribed Cicle 0 0.79
Diameter (mm) g g 9 g é g 9 ? TO 0.99
397 6 01 1.59
: n 1
5'2’6 3 ? T2 278
6.35 6 7 11 11 03 318
: T3 3.97
8 8 04 476
9525 | 9 | 11 | 9 [ 9 [16 |16 | 6 | 16 T4 496
10 10 05 5.56
12 12 T5 5.95
12.7 12 15 12 12 22 22 8 06 6.35
15875 | 16 15 15 27
16 19 16
19.05 19 19 19 33
20 25 20
25 25 25
254 25 25 25
31.75 31 32 32

HEITIRERS

Cutting Edge Length Code

NREE

Insert Thickness

HiBIEEL S
Chip Breaker Code

n E
Tolerance
Ke C]]é'e%_ i3 Wt)]blzld h}.—%ﬁ * JJREE (mm) Cutting Point Height (mm)
utting Point Inscribe Thickness =) ” Y
Soce Heighg (mm) | Circle ®IC (mm) 1B | [E=FR IESR | 80°&R; 55° &A; 35°%H | E
Inscribed Circle | Equiatera Tiangle| ~ Square | 80° Rhombic | 55° Rhombic | 35° Rhombic | Round
A | 0005 *0025 +0.025 635 | 008 | =008 | 008 | =011 | 2016 | -
F +0.005 +0.013 +0.025 9.525 +0.08 +0.08 +0.08 +0.11 +0.16 ---
c +0.013 +0.025 +0.025 127 *0.13 +0.13 +0.13 +0.15 - -
15.875 +0.15 +0.15 +0.15 +0.18 - -
H +0.013 +0.013 +0.025
19.05 +0.15 +0.15 +0.15 +0.18 - -
E +0.025 +0.025 +0.025 254 . £018 - - - -
G +0.025 +0.025 +0.13 * RYIE Inscribed Circle ®IC
J 0005 | *005~:013 | 0.025 E=ff ERF 80°ER 55° & 35°%K B
Inscribed Circle | Equlateral Tiangle| ~ Square | 80° Rhombic | 55° Rhombic | 35° Rhombic | Round
K +0.013 +0.05~+0.13 +0.025 6.35 +0.05 +0.05 +0.05 +0.05 +0.05 -
L +0.025 +0.05~+0.13 +0.025 9.525 +0.05 +0.05 +0.05 *0.05 +0.05 -
127 +0.08 +0.18 +0.08 +0.08 --- -
M | +0.08~0.18 | +0.05~+0.13 +0.13
15.875 +0.10 +0.10 +0.10 +0.10 - -
N | £0.08~x0.18 | +0.05~%0.13 +0.025 19.05 2010 2010 2010 2010 - -
U | #0.13~x0.38 | +0.08~%0.25 +0.13 254 — +0.13 —_ I - —

TIRERMLS
Tip Arc Code
s 2
Code Radius (Inch)
00 Fo[EFB No Rounded Corner
= 02 0.2
A E B TIRESR
Inscribed Circle Thickness Tip Arc 04 04
s P - = Y 08 0.8
K= BHR K= = K5 &3
Code Diameter (Inch) Code Thickness (Inch) Code Radius (Inch) 12 12
2 /4 2 1/8 05 0.008 16 1.6
3 3/8 25 5/32 1 1/64 20 20
4 1/2 3 3/16 2 1/32 24 2.4
5 5/8 35 7/32 3 3/64 32 32
6 3/4 4 1/4 4 116 X ELAh Other
7 7/8 5 5/16 5 5/64 R BT
8 1 6 3/8 6 3/32 Sillpﬁ;aaﬁc) Circular Insert

20
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REAFHITI R (REENINI)

Negative Turning Inserts (Stainless Steel)

M Bs EHAR Basic Size (mm) PVD

Shape Model L IC s D Re MH10F-S  COM10

CNMG120404-MA 12 127 4.86 516 0.4 o °

CNMG120408-MA 12 127 4.86 516 08 o °

CNMG120412-MA 12 127 4.86 516 12 o °

' DNMG150404-MA 15 127 4.86 516 0.4 o °

DNMG150408-MA 15 127 486 516 08 o °

SNMG120404-MA 12 127 486 516 0.4 o °

- SNMG120408-MA 12 127 4.86 516 08 o °

SNMG120412-MA 12 127 486 516 12 o °

TNMG160404-MA 16 953 486 381 0.4 o °

A TNMG160408-MA 16 953 486 381 08 o °

VNMG160404-MA 16 9.525 486 381 0.4 o °

’ VNMG160408-MA 16 9525 4.86 381 08 o °

WNMG080404-SM 8 12.7 485 516 0.4 o °

A WNMG080408-SM 8 12.7 485 516 08 o °

WNMG080412-SM 8 127 485 516 12 o °

‘ WNMG080404-DF 8 12.7 485 516 0.4 o °

WNMG080408-DF 8 127 485 516 08 o °

TNMG160404-DF 16 9525 485 381 0.4 o °

A TNMG160408-DF 16 9525 485 381 08 o °

‘ WNMG080408-MS 8 127 486 516 08 o °

TNMG160408-MS 16 9525 4.86 381 08 o °

A TNMG160404-MS 16 9525 4.86 381 0.4 o °

- SNMG120404-HA 12 127 486 516 0.4 o °

SNMG120404 12 127 486 52 04 o °

SNMG120404-BC 12 127 4.86 516 0.4 o °

@ HEETF Ready Stock

O T4 = EE1F Available for Production

@ E &7 Ready Stock

O T4 7= EFF Available for Production

CYCT KIERRY
RAEHITIR (REMI)
Negative Turning Inserts (Steel)
Gz BsS EHAR Basic Size (mm) CVD
Shape Model L IC S D Re COP25T
CNMG120404-TM 12 12.7 4.86 516 0.4 [}
CNMG120408-TM 12 127 4.85 516 0.8 ([ ]
CNMG1204012-TM 12 12.7 4.85 516 1.2 [}
. CNMG190612-GR 19 19.05 6.45 7.94 1.2 [}
’ CNMG190616-QR 19 19.05 6.45 7.94 1.6 [}
DNMG150404-TM 15 12.7 4.86 516 0.4 [}
, DNMG150408-TM 15 127 4.86 516 0.8 ([ ]
SNMG120404-TM 12 127 4.86 516 0.4 [}
= SNMG120408-T™M 12 127 4.86 516 0.8 [ ]
TNMG160404-TM 16 9525 4.85 3.81 0.4 [ J
A TNMG160408-TM 16 9525 4.86 3.81 0.8 ([ ]
VNMG160404-TM 16 9.525 4.86 3.81 0.4 [ J
’ VNMG160408-TM 16 9.525 4.86 3.81 0.8 [ ]
WNMG080404-TM 8 127 4.86 516 0.4 [ J
‘ WNMGOB0408-TM 8 12.7 486 516 08 .
WNMG080404L-LF 8 12.7 4.86 516 0.4 [ J
‘ WNMGOB0408L-LF 8 12.7 486 516 08 o
WNMG080404R-LF 8 12.7 4.86 516 0.4 [}
b WNMGOB0408R-LF 8 12.7 486 516 08 .
WNMG080404-DL 8 127 4.86 516 0.4 [ J
A WNMGOB0408-DL 8 12.7 486 516 04 .
WNMG080412-DL 8 127 4.86 516 0.4 [ J

22
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RFAFEHITD R (BFEXINI)

Negative Turning Inserts (Cast Iron)

ViSig 8BS HZARF Basic Size (mm) CVvD
Shape Model L IC S D Re COK20
SNMA120412 12 127 496 5.16 1.2 [
- SNMA150612 15 15.875 6.55 6.35 12 [
SNMA190616 19 19.05 6.55 794 1.6 [
CNMA190612 19 19.05 6.55 794 12 [
CNMA120404 12 12.7 496 5.16 0.4 [
CNMA120408 12 12.7 496 5.16 0.8 [
CNMA120412 12 12.7 496 516 12 [
TNMA160404 16 9525 496 3.81 0.4 [
A TNMA160408 16 9525 496 3.81 0.8 (]
WNMAO080404 8 127 496 516 0.4 [
WNMA080408 8 12.7 496 516 0.8 [ ]
CNMG120408-CK 12 12.7 486 516 0.8 [ ]
CNMG120412-CK 12 12.7 4.86 516 12 ([ ]
. CNMG120404-CK 12 12.7 4.86 516 0.4 [
CNMG160612-CK 16 15.875 6.45 6.35 12 [
CNMG160608-CK 16 15.875 6.45 6.35 0.8 [
SNMG120408-CK 12 12.7 486 516 0.8 [ ]
SNMG120412-CK 16 127 486 516 12 [
TNMG160404-CK 16 9525 486 381 0.4 [
A TNMG160408-CK 16 9.525 486 3.81 0.8 [
TNMG160412-CK 16 9525 486 3.81 12 [
WNMG080404-CK 8 127 486 516 0.4 [
‘ WNMG080408-CK 8 12.7 486 516 0.8 ([ ]
WNMG080412-CK 8 127 486 5.16 12 [
VNMG160404-CK 16 9525 486 3.81 0.4 [ )
’ VNMG160408-CK 16 9.525 4.86 3.81 0.8 ([ ]
DNMG150404-CK 15 127 486 516 0.4 [ ]
' DNMG150408-CK 15 12.7 4.86 516 0.8 (]
DNMG150412-CK 15 12.7 486 516 12 [

@ EE[E1F Ready Stock

O T4 7 [EFF Available for Production

IERZEHITIA (REEWNMI)

Positive Turning Inserts (Stainless Steel)

CYCT KE®RY

IMEZ Bs E/KR Basic Size (mm) PVD

Shape Model L IC S D Re MH10F-S COM10

CCMT060202-SL 6 6.35 2.48 28 02 (@) ([ ]

CCMT060204-SL 6 6.35 2.48 28 0.4 (@) ([ ]

u CCMT060208-SL 6 6.35 2.48 28 0.8 (@) ([ ]

CCMTO09T304-SL 9 9.525 4.07 45 0.4 (@) ([ ]

CCMTO09T308-SL 9 9525 4.07 45 0.8 (@) ([ ]

TCMT110204-SL " 6.35 2.48 28 0.4 (@) ([ ]

TCMT110208-SL 11 6.35 2.48 2.8 0.8 (@) ([ ]

A TCMT16T304-SL 16 9525 4.07 4.4 0.4 (@) ([ ]

TCMT16T308-SL 16 9525 4.07 44 0.8 O ([ ]

VBMT110302-MV I 6.35 328 28 02 @) ([ ]

VBMT110304-MV 11 6.35 3.28 2.8 0.4 o ( J

’ VBMT160404-MV 16 9525 4.86 45 0.4 @) ([ ]

VBMT160408-MV 16 9.525 4.86 45 0.8 o [}

DCMT070202-MV 7 6.35 2.48 2.8 02 o [}

DCMT070204-MV 7 6.35 2.48 2.8 0.4 o [}

DCMT070208-MV 7 6.35 2.48 2.8 0.8 (¢] (]

’ DCMT11T302-MV 1 9.525 407 bt 02 o °

DCMT11T304-MV " 9525 4.07 4.4 0.4 (@) ([ ]

DCMT11T308-MV I 9.525 4.07 44 0.8 (@) (]

CCMT120404 12 12.7 4.86 55 0.4 @) ([ ]

a CCMT120408 12 12.7 4.86 55 0.8 o [}

DCMT11T304 " 9525 4.07 4.4 0.4 (@) ([ ]

’ DCMT11T308 11 9.525 4.07 44 0.8 o [}

@ F#EESF Ready Stock

O T4 77 Available for Production

24
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Turning Inserts for Small Parts

Ghz B HAR Basic Size (mm) PVD

Shape Model L IC S D Re COM15
' DCRT11T302F-PF 17 9.95 414 bt 032 °
’ VBRT110302F-PF 17 6.79 331 28 0.45 °
’ CCRT060202-PF 6 1003 41 bt 0.45 °
CCRT09T302-PF 9 6.85 252 28 0.45 °
’ DCRT070202-PF 7 6.85 252 28 0.45 °
, DCRW110302 11 9.95 417 44 032 °
’ VBRW110302 11 678 338 28 028 °

@ EEE1F Ready Stock

O T4 T EE1F Available for Production
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$RHIT] R a2 A

Naming Rules for Milling Inserts

B

5.9

®E
|:IL
Qp

AN

S T

® 00

Hith
Other

w z

!

Ks Ef RS 7L | WEE | S#EREE KS | L | HEE | S8EsRE
<§> Code Relief Angle Code | Hole | ChipBreaker | Sectional Drawing | Code | Hole | ChipBreaker | Sectional Drawing
k/: /| % - % | %
¢ A A B | v | fo ﬁ N R | fo v/
O Bl = Ty e % g E e
Yes | Single-Sided No | Single-Sided
H
¢ ai 5| % - % | W@
D c Yes N: Iﬁl F N; Double-Sided O
Iﬁiy >65°
M =l RE a 7
E %:‘b/: J Yes | Double-Sided & A Yes N:; D:Ij
— Gl % - 5 | B
Q . F 2850 \& w Yes Ng ﬁ M Yes | Single-Sided G:Ij
G % |5 5 | 2@ - 5 | w@E
%> — T | Y | sngie-Siced & G | V& |oobesied| LT
N | o] :
v ~ Q = % = X | . 1Tk
P . Yes No Iﬁl Special
Je
= 5 | WE -
o 6&1& U Yes | Double-Sided &
RIS ERtsS KrEERILENS
Shape Code Relief Angle Code Chip Breaker & Hole Code
N £
Tolerance
g NREE ARTIE BE « JJREE(mm) Cutting Point Height (mm)
Cutting Point Inscribed Thickness — 1 ” Y
Code Heigh? (mm) | Circle ®IC (mm) IE=Ffs IERR, | 80°&R 55° =W | 35°=/, | B
Inscribed Circle | Equiatera Tiangle| ~ Square | 80° Rhombic | 55° Rhombic | 35° Rhombic | Round
A | 0005 *0025 +0.025 635 | 008 | =008 | 008 | =011 | 2016 | -
F +0.005 +0.013 +0.025 9.525 +0.08 +0.08 +0.08 0.1 £0.16 ---
c £0013 £0025 £0025 127 +0.13 +0.13 +0.13 +0.15 --- -
15.875 +0.15 +0.15 +0.15 +0.18 - -
H +0.013 +0.013 +0.025
19.05 £0.15 £0.15 +0.15 +0.18 - -
E +0.025 +0.025 +0.025 254 . +0.18 o . . o
G +0.025 +0.025 +0.13 * RYIE Inscribed Circle ®IC
J 0005 | *005~:013 | 0.025 E=ff ERF 80°ER 55° & 35°%K B
Inscribed Circle | Equlateral Tiangle| ~ Square | 80° Rhombic | 55° Rhombic | 35° Rhombic | Round
K +0.013 +0.05~+0.13 +0.025 6.35 +0.05 +0.05 +0.05 +0.05 £0.05 -
L +£0.025 +0.05~+0.13 +£0.025 9.525 +0.05 +0.05 +0.05 +0.05 +0.05 -
127 +0.08 +0.18 +0.08 +0.08 --- -
M | +0.08~0.18 | +0.05~+0.13 +0.13
15.875 £0.10 £0.10 +0.10 +0.10 - -
N | £0.08~x0.18 | +0.05~%0.13 +0.025 19.05 £010 010 £010 £010 - -
U | #0.13~x0.38 | +0.08~%0.25 £0.13 254 i +0.13 o I — .

THITKERS
Cutting Edge Length Code

?

NREE

Insert Thickness

*

d |
CYCT KEEfR

W‘UJEI JJH- ﬁ?ﬁ {‘E% =l A 450 A 3o
B2 Insert Shape Code Thickness (mm)
Inscribed Cirde | /7 0 0.79 60° 5°
| = & Q H| & &9 H T0 099 B E

397 6 01 159 E 750 C 2
5 : h 7%

556 9 T2 o8 F 85 D 15
é é 03 3.18

6.35 6 7 M| N T 397 P 90° E 20°
8 8 04 476 X
9525 | 9 [ 11| 9 | 9 |16 |16 | 6 | 16 T4 4.96 Z | Othess | F 25
10 10 05 556 o
12 12 T5 5.95 G 30
127 |12 |15 [ 12 122 2]s 06 6.35 N >
15875 | 16 15 | 15 | 27 Té 675

16 19 | 16 07 794 p 17°
19.05 | 19 19 [ 19 | 33 '?'3 Z-;g

20 25 | 20 - Z Others
25 2% %5 10 11.11

12 12.70

254 25 | 25 | 25

L o oy Oa el
32 32 ]_—

125%70
Wiper Edge

16 |05 PD {E

|

I

YIEI7DEI4% YIEI751E BiBIEEINS
Cutting Edge Chamfer Cutting Direction Chip Breaker Code
RS Pl
F_/E /7 T _ 7 S 7 s e CR M
0 2 3 4 5 . J—
~/ f 2 | 100 |15 | 200 | 257 | 300 Riont
0 2 3 4 5 6 7
0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45 L % Left
Kk O pO wO QO N | mae
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Standard Milling Inserts

M = EARR Basic Size (mm) PVD

Shape Model L W S D Re MH10F-S COM10  MH12S

- EPMWO0603-8 10 6.35 328 29 08 o) ° o

a JDMT070208R 7.07 426 256 2 08 ° e} o

JDMT070204R 7.07 426 2.56 2 0.4 ° e} e}

a APMT1135PDER-DL 11.35 62 36 28 08 ° ° o

- APMT1604PDER-DL 17.32 9.36 535 44 08 ° ° o

APMT1135PDER-H2 11.29 6.15 36 28 08 ° ° o

APMT1135R20-H2 11.34 6.21 3.64 28 2 ° ° o

APMT1135-R12 11.37 6.21 3.64 28 12 ° ° o

- APMT1135-R16 11.35 621 3.64 28 16 ° ° e}

APMT1604PDER-H2 17.25 9.25 486 44 08 ° ° o

APMT1604-R12 17.08 9.3 4.86 45 12 ° ° o

APMT1604-R16 17.08 9.3 486 45 16 ° ° o

- APMT1135PDER-M2 1 6.16 36 28 08 ° ° o

APMT1604PDER-M2 16 9.25 486 44 0.8 ° ° o)

- APMT160420PDER-HH 16 9.25 486 44 2 ° ° o

APMT160430PDER-HH 16 9.3 476 45 3 ° ° o

- APMT1135PDER-CM 11.25 6.26 36 28 08 ° ° e}

APMT1604PDER-CM 17.44 9.32 53 46 152 ° ° o

a R390-11T308M-PM 1175 6.83 3.71 28 08 ° o o

a BLMP0603R-M 9.05 6.45 3.365 32 0.4 ° o) o

BLMP0904R-M 11.94 9.15 407 415 0.4 ° o) e}

29

@ H&ETF Ready Stock

O T4 77 Available for Production

CYCT K&y
\ A 74
EATEEIT] R
Standard Milling Inserts
I Bs EAR Basic Size (mm) PVD
Shape Model L W S D Re MH10F-S  COM10 MH12S
n LNMUO0303ZER-DZ 11.88 6 3.7 2.8 12 [ ] o O
n LNMUOQ303ZER-MJ 11.88 6 3.7 2.8 0.3 [ ] o o}
n LNPU116508-S 121 6.6 4.83 35 0.8 [ ] o o}
\ >\
‘@ LORUO30310ER-GMX 1236 65 405 37 1 ° o o

@ &7 Ready Stock

O o 4= E7F Available for Production
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BEREIT R BEREITI R
Standard Milling Inserts Standard Milling Inserts
VISi 8BS HARR~ Basic Size (mm) PVD VIS ne EARR~F Basic Size (mm) PVD
Shape Model L IC S D Re MH10F-S COM10 MH12S Shape Model L IC S D Re MH10F-S COM10 MH12S
4NMT060308R-M 6 6.6 3.65 3.34 08 o o o
SEKT1204AFSN-R 12 12.66 486 5.6 / o O [}
4NKT040208R-M 4 45 2.6 22 0.8 (@) (@] (e}
° ONMU060408-GM 6 15.88 5 435 08 [ (e} o ° PNMUO905XER 9 13.46 5.48 4.65 / [} o @)
° XNMU070508-MM4 7 145 5.4 4.07 0.8 [ J (e} o ° RPMT10T3MO-T 10 10 407 44 / (e} [ ] O
° HNMX0906ANSN-M 8 16.5 6.33 4.8 0.8 [ o (o] ° RDMT10T3MOTN 10 10 407 44 / (@] [ ] O
ODMT050408-MR 5 127 4.88 44 0.8 [ (e) (e} RDMW1204M0O-R6 12 12 486 44 / [} [ ] (0]
ODMT0605ANN-MR 6 15.875 5.66 55 0.8 [ J (e) o RDMW1605M0O-R8 16 16 5.66 55 / o [} @)
° RPMT1204MO-DL 12 12 4.86 44 / [ J [} (e) o SDMT1205ZDTN-R15 12 127 5.64 4.6 25 o [} @)
° RPMW1003MO-DL 10 10 3.28 46 / [ ) [} o a SDMT150512-GM 15 15.84 5.66 55 12 (e) [} @)
. SEMR1203AFTN 12 12.6 3.29 2.6 0.8 [ J (e) o ° SDMT120512-GH 12 12.65 5.66 44 12 (e) [} @)
SEMR1504AFTN 15 15.8 482 32 0.8 (] o (@) SDMT150512-GH 15 15.82 556 515 12 (@) [ (0]
° PDMX090530 9 135 556 55 3 [ (e] (@] a SDMT140520ER-LD 14 14.86 5.66 5.85 2 (e} [ ] O
° RPMT1204M0-CM 12 12 486 44 / [ [} o ’ SOMT100420ER-GM 10 10.3 46 47 2 (e} O [
RPMT1003M0-CM 10 10 3.28 46 / [ J [} o SOMT140520ER-GM 14 1414 5.66 5.85 2 o O [
° RPMW1003M0 10 10 3.34 4.6 / [ [ J o ° WNMUO040304EN-GM 4 6.7 3.06 32 0.4 o o [
° RPMWO08T2MO 8 8.06 2.98 3.06 / (@) [} (e) o WNMU060408R-M 6 10.15 436 4.2 0.8 (e) o [ J
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@ £ 77 Ready Stock O T4 T EE1F Available for Production

@ £ 77 Ready Stock O o4 E1F Available for Production
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BERREITI A

Standard Milling Inserts

M = EARR Basic Size (mm) PVD
Shape Model L Ic s D Re  MHIOF-S COM10  MH12S

o WNMUOBOS0BEN-GMA 8 14,02 663 62 08 ° o o
° WNMUOB0408R-MEQ9 8 125 638 46 08 ° o o
o WNMUOBOS0BEN-GHA 8 14.02 6.66 62 08 ° o o
n SNMU1206XTN 12 127 635 554 04 o o °
SNMU1206712-M 12 127 556 6 12 o o °

SNMU120608-M 12 127 556 6 08 o o °

u SNMUT206ANN-M 12 127 62 595 08 o o °
u SNMU1306EN-SM 12 13 547 485 08 o o °
n SNMX1206QNN-M 12 127 635 59 08 o o °
MPMT060304-DM 6 635 328 28 04 o ° o

- MPMT080305-DM 8 83 33 3 05 o ° o
MPMT120408-DM 12 127 486 56 08 o ° o

SNHX1202 12 127 25 515 0.08 o ) )

SNHX1203 12 127 32 515 0.08 o o o

SNHX12T3 12 127 37 515 0.08 o o o

SNHX1204 12 127 9 515 0.08 o o o

SNHX12T4 12 127 47 515 0.08 o o o

SNHX12T5 12 127 52 515 0.08 o o o

@ EEETF Ready Stock O T4 7 [EFF Available for Production
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Standard Drilling Inserts

VIS Bs HAR Basic Size (mm) PVD
Shape Model L IC S D Re MH10F-S

WCMX030208-U 3 556 248 28 08 °

WCMX040208-U 4 6.35 248 3 08 °

° WCMX050308-U 5 7.94 328 34 08 °
WCMX06T308-U 6 9.525 4,07 38 08 °

WCMX080412-U 8 127 486 44 12 °

SPMG050204-DG 5 5 248 2.4 0.4 °

SPMG060204-DG 6 6 248 26 0.4 °

SPMG07T308-DG 7 7.94 41 28 08 °

SPMG090408-DG 9 98 445 42 08 °

SPMG110408-DG 1 115 49 44 08 °

SPMG140512-DG 14 14.35 535 576 12 °

WCMX030208 3 556 245 28 08 °

WCMX040208 4 635 245 31 08 °

‘ WCMX050308 5 7.94 328 33 08 °
WCMX06T308 6 9.525 4.07 38 08 °

WCMX080412 8 127 486 44 12 °

SOMT040204-DP 4 412 238 2 0.4 °

SOMT050204-DP 5 49 238 225 0.4 °

SOMT060204-DP 6 57 2.38 26 0.4 °

SOMT070306-DP 7 68 28 26 0.6 °

' SOMTO08T306-DP 8 79 4.07 2.85 0.6 °
SOMT09T308-DP 9 92 4,07 3.85 08 °

SOMT11T308-DP 1 11 4,07 381 08 °

SOMT130408-DP 13 128 45 44 08 °

SOMT150510-DP 15 15 49 54 1 °

@ E%E1F Ready Stock O T4 T E1F Available for Production
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Standard Drilling Inserts

vyig s EART Basic Size (mm) PVD
Shape Model IC S D Re COM15
A 16IR1501SO-HR 9.525 3.62 4 0.11 [ ]
A T6ER150ISO-HR 9525 3.62 4 0.22 ([ ]
A 16IR200I1SO-HR 9525 3.63 4 0.15 ([ ]
A 16ER200ISO-HR 9.525 3.64 4 0.29 (]
A T6ERAG60-HR 9.525 3.62 4 0.1 ®
‘ 16IRAG60-HR 9.525 3.61 4 0.1 ®
A T6ER14W-HR 9.525 3.62 4 0.24 [ ]
A 16IR14W-HR 9525 3.62 4 0.24 ([ ]
A T6ERTTW-HR 9525 3.62 4 03 (]
A 16IRTTW-HR 9.525 3.63 4 0.3 ®

@ FETF Ready Stock

O T4 747 Available for Production

ERKAER

General Technical Information

e

f o
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JE#SERRAE

Tool Specification Selection Guide

ZHI T B IMSIERE:

Turning Tool Selection Method

—. TERERBEMIARIRR. TURES IR,
ZEEREDRR, MEIERARERGI,

. BEDFNEASBRRIEFHA,

9. EET] A E.

1.Understand the material, machine type, and machining condition.
2.Select the insert shape, cutting edge angle, and clamping method.

3.Determine the toolholder’s orientation (left-hand or right-hand) and detailed dimensions.
4.Choose the appropriate insert grade.

SRR BAEERINEA:

Milling Tool Selection Method

—. TENMIARR. TURELSRIRE.

—. WmEEARKE(ESE. BB, MK, B,
=. BMERBRFRI NIRRT,

M. #wEDAENZEO. RI%.

h. &ET RS,

1.Understand the material, machine type, and machining condition.

2.Identify the type of milling cutter (Face Milling / Shoulder Milling / Profile Milling / Slot Milling).

3.Determine whether to use a solid end mill or an indexable milling cutter.
4.Select the insert shape, size, and nose radius.
5.Choose the suitable insert grade.

FLONT 7 B A& ERINE:

Drilling Tool Selection Method

—. TEMINEPRR. TURES SR,

Z. WEJDENEARER(TE. 2. RE. BEUNIE).

=. MEXRAEARTDESTRUIAMITIA.

M. wmEDENEND. RIY%,

h. EETDRAE. S,

1.Understand the material condition, machine model, and operating status.
2.Identify the basic type of tool required (drilling, boring, reaming, or threading).
3.Determine whether to use a solid tool or an indexable drilling tool.

4. Specify the tool interface, dimensions, and related details.
5.Select the appropriate insert specification and grade.

ERSEFRREinE

Safety Standards for Cemented Carbide Products

TERE:
Safety Responsibility

EABUKEERM RN BRAT L mel, NMYERRFEHITVENZ SR, 5
FRFAETREE LNE2ETEEM., WREREXEXRERRFMENNARER, RAATFEE
HIERRIE.

Before using products manufactured by us, users must ensure that all operators have received proper
safety training and have carefully read the safety instructions on the product packaging.

The company shall not be held legally responsible for any adverse consequences resulting from
improper use or failure to follow the relevant operating requirements.

EREETNEFERTFEE

Precautions for Using Carbide Tools

WRAESDDOER, MrHEES, LR, (FRAOXTEIERR, ENhE.

AR IR AR EE. RS, RMEARDRFEIFHIFR. BiFrRESSRAER.
WRESEEX, RSEEEIZEYIG, VOB,

BRAESTIENFEETIR. TRERESSIEMETD,

ERES SN AKRE A —F, [BERINADESMNEE HT, BRI DEPEMIRERLL.
FIREM IR BB ERED, IBERERSA ST,

MTEFSIRED, KRS ERMTIE, BIBMEER,

i P REGERA T IR, BERELF, @Rt A\ ERENHE.

1.Carbide cutting edges are sharp and extremely hard but brittle. Excessive impact or force may cause
chipping or fracture, leading to potential injury.

2.During machining, chips and fragments are inevitably produced. Operators must wear proper
protective clothing, safety glasses, and other personal protective equipment (PPE).

3.Carbide has a high density; handle and store it carefully as a heavy item to prevent damage.

4.Store carbide tools in a dry environment free from moisture and corrosive gases.

5The coefficient of thermal expansion of carbide differs from that of steel. When brazing, perform the
operation at an appropriate temperature to avoid stress concentration and cracking.

6.To extend the service life of both machine tools and cutting tools, select the proper cooling method
during machining.

7.Do not continue to use any tool that has developed cracks during machining operations.

8.Collect and properly store worn or broken carbide tools and fragments to prevent secondary injuries
caused by improper handling or reuse.
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