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Xiamen Golden Egret Special Alloy Co., Ltd. (GESAC), founded in 1989, is a Sino-foreign joint venture with national high-tech,
affiliated with XTC, which is one of six major rare earth groups in China. GESAC is committed to research & development,
production and professional solutions providing of high-quality tungsten powder materials, cemented carbide, precision cutting
tools and other tungsten products. Up to now, GESAC has become world-famous manufacturer and supplier of tungsten powder,

cemented carbide and precision cutting tools products.

With the Integrated Product Development of complete tungsten industry chain, as well as a pragmatic and innovative
management concept, GESAC has always maintained a strong momentum of development, providing the cost effective tungsten
powder products and services for global users, offering the excellent products and perfect solutions for solving high hardness,
high temperature resistance and wear resistance topics. Our brand "Golden Egret" has become one of the leading brand in the

market, enjoying famous reputation in more than 40 countries and regions.

GESAC owns four production headquarters and one national level research center domestically,and three sales branches an
d one production base overseas. We undertook and completed several development programs independently, including the

“National Science and Technology Support Programs” , the “National Torch Program Projects” , and the “National Key
Projects” and so on. GESAC was awarded as "Key Enterprise for Strategic Emerging Industry ", “Innovative Enterprise” and

"Enterprise with Advanced Technology ".
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Small Parts Turning Tools
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PCBN BHC200P Series for Turning Hardened Steel
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® High Precision

Full series grinding products, high dimensional precision, meet high precision work piece
processing requirements.

® High Surface Quality

Sharp edge and cutting edge inclination design, equipped with the new GAT71 series grades and
special surface treatment technology, achieve better surface quality.

® High Stability

Special chipbreaker design, improves the performance on chip breaking and removal, with
new and upgraded coating technology and excellent edge treatment technology, achieve good
stability of tool life.

® Variety Specifications

Product specifications are rich, provide overall turning solutions for

external circle, internal hole, back turning,

grooving and threading.
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NEHEHIER

Turning Geometry for Small Parts

INEHZEHIPVDIESNA—X

Application Summary of PVD Grades for Small Parts Turning

= Hits MR P EAFEZRY General Slotted Geometry Series
Grade Color Material Microstructure Feature e HARE
1) R A s
Mz Cutting Geometry Hos
Geometry Depth Seaiion Feature
MK EMHPVDAR S T HARNNBERSSEMEES, MLEBHNRE P
AERA, BERSHMEL. REaEmmnIRE".
New nanostructured PVD coating combine with micro-grain cemented SHEIST REREYBNRERSE
GATT115 R carbide substrate and special surface treatment, provides outstanding wear P Chute design: stable control of chip removal
Grey resistance, oxidation resistance and machining stability. PG Em try | 0.1-0.4mm B direction
BETH. RENEETE BN T sorios | 1 ENFRI: TIOER, ERGEETHT) s n_::!! f"\
Suitable for steel and stainless steel in general cutting condition with Design without edge width: the edge is sharp, S=amh
medium or high speed. which can effectively reduce cutting force
SMENPVDRERICENARERAEEE, EREETEERNRHNMEL,
SKIFEE N T, . gme P N
High wear-resistant PVD coating with ultra-fine grained cemented carbide Aﬁ)malzrl'. ?E{I@.iﬁﬂ %, Iﬂ:ﬁiftﬂxﬁﬁlﬁ; """"
AR substrate, provides excellent wear resistance at medium and low speed, o e geometry design: improves the s arpness o
GATT120 Amaranth achieving precision machinin GrEaY the edge and ensures the strength of the tip at the
! gp achining. " . G Geometry 0.6-2.5mm ;- same time 0
. ?ﬂﬁzﬁmx xiﬁﬁﬂ%ﬁﬂ?’ﬂﬂpﬁﬁﬁ,%mlllﬂo . N . Series AT ERRATR A
Suitable for steel and stainless steel in stable cutting condition with low or Design of large cutting edge length: meets the AT A—
medium speed. requirement of larger cutting depth
MU TR ER S R A ERSMEPVDARE, MSERMR, HIWEM
TREERZIMRERT, TR EHEITIERE, EETIEIEA
s Optimized micro-grain carbide substrate with high wear resistant iR Design of insert inclination angle: controls chip .
GATT120A , ™ PVD coating, provides high versatility, for steel cutting has excellent - ) ;A flow direction and reduces cutting resistance
Amaranth e > Geometry |0.5-1.9mm t14 FENEGH: TO%R, BREEIED A ®)
SEE TR BRI T, Design without edge width: the edge is sharp,
Suitable for general cutting of steel materials. which can effectively reduce cutting force
SKRALHABRAARNPVDREREECoEEMNEREEEM, AEMNEN
A5 7I0EE,
e New generation coating with new PVD technology, combined with high-Co
GATT125 X cemented carbide substrate, provides excellent toughness and cutting edge ap (mm)
Grey A
strength.
SEBETH. FEWEMEV RS EISIN T TR, L T T E
Suitable for steel and stainless steel in unstable cutting condition. 25 I’
B S S S|
15 ‘
1 e P
Higll?speed GAT7115 » f(mm/rev)
0 005 01 015 02 025 03
HiE
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NEHEHIEE

Turning Geometry for Small Parts

INEHEHIER

Turning Geometry for Small Parts

=4 WBIERYI 3D Geometry Series EZE A% Back Turning Series

! IR RSk IR FERYEE
faE : R 51 & L=
Geometry C[;jetgphg Gsegé?igtr:y Feature Series %’;'t)Thg GSQQ?,:V Feature
SMEEIRIT WERMIRUERMBER
Design of small cutting edge width: meets the chip . JEHTRIGH: ERESEMTER
AF 185y 0.02 fl\ ! greiﬁi”g requirements in the field of small cutting ( T — , Special shape design: meeting the back turning ' Ty
.02- ° ep [ - GSAB ¥ = rocessing requirements
o ‘éiﬁiletry o2mm 1 ABIRIRIT: BTHIRED), SRSHSEIMIRERE \L _',.\-\,O/ GSAB Series | 0-2-9Mm 15 L BRERERE ’ —
Design of large rake angle: reduces cutting Special geometry design: stablely control chip
resistance and obtains excellent machining surface flow
quality
SRR &t REB S, FFHE OTEELEMIIET: ERFEE, SSIRTELIHY
BF j&A! ( SF;‘QCLa_l CL“P bfreakletr dehsign: prom?tes chip curling, s , Ve;tical strucg:re design: clamping firmly,
_ 3° which Is beneticial to chip remova GSTB %3 = achieving stable cutting
P ey Y (A, VBRI IRBEE, BREE - GSTB Series  0->-6mm 116 AL BHRHHERSE
Design with small rake angle: high edge strength Chute design: effectively control the chip removal
and versatility direction
HFTNGIT. RERFMIMIREREER
AK fE Sharp-edged design: Satisfies the requirements of
AK GeoEmetry 0.7-2.5mm | 15° exceller]t §urface quality
Series T JMAMIRIT EHRTIERE, BEETIEIES .. ap (mm) ap (mm)
Design of edge inclination angle: controls chlp flow A A
direction and reduces cutting resistance
7 7
6 6
AIEEIRIT: BN, SEMAREMT - 5 5
' Large edge width design: smooth chip removal and
BKBGKef)gmgétry . stable processing are realized | N ¥ GSAB23
ceries S - TG IR, FEIEIEST
Design of edge inclination angle: controls chip flow R D \ VO Sy SO SO .
direction and reduces cutting resistance 5
1
SXETAIEIT: RIS EMEE, MISCE
Double rake angle design: gives attention to = f(mm/rev)
MM fEE sharpness and strength, and has a wide processing 0 0.1 02
MM 0.9-3.0 5 [ range ;
Geometry 7 >0MM 58 SHEEE AR REREEE, M. #BRE
Series Design of hyperboloid chip breaker: promotes
stable chip breaking and has excellent chip
breaking and removing performance

6 _ GESAC
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INEFEHIER EHITIF ()
Turning Insert (Negative)
Turning Geometry for Small Parts

HERIBN R Groove and Thread Series -_r N
=fafe0° 55 RE
5 PE Triangle60°,with Hole
Series Feature
R~ AEEREE
Dimension(mm) Coated
SHEFT), KiK. UEIRR, MIRERERS JTIRe
corcicsTsmm et e e e dson e it
GSTC/GSTS Series AR BRI ST LEIC S DI RE  GAT7TlI5  GAT7120 GATTI20A  GATT125
Vertical structure design: clamping firmly, achieving stable “
cutting TNGG160401L-P 16.5 9.525 476 3.81 0.1 [} [ [
TNGG160401R-P 16.5 9.525 4.76 3.81 0.1 [ ) [ [ J
) TNGG160402L-P 16.5 9.525 4.76 3.81 0.2 [ ] [} [}
No edge width, sharp edge design: excellent machining ’ ’ ’ ’ .
GSTT 841 surface quality “ u TNGG160404L-P 165 9525 476 381 04 ° ° °
GSTT Series LIS RREE, KIARETIH
Vertical structure design: clamping firmly, achieving stable UDIGENTDetil 165 [9925 476 3.81 0.4 = = =
cutting TNGG160408L-P 16.5 9.525 4.76 3.81 0.8 O [ J O
TNGG160408R-P 16.5 9.525 4.76 3.81 0.8 O O O
TNGG160404L-G 16.5 9.525 4.76 3.81 0.4 [ J
/ TNGG160404R-G 16.5 9.525 4.76 3.81 0.4 [ J
TNGG160408L-G 16.5 9.525 4.76 3.81 0.8 [ J
TNGG160408R-G 16.5 9.525 4.76 3.81 0.8 [}
v | - TNGG160404R-S 16.5 9.525 4.76 3.81 0.4 O
TR AR SUE R B E R
Series Geometry
/BB &HT Geometry TNGGL60401M-AK 165 9525 476 381  <0.1 ° °
. Eﬁﬁéﬁsﬁ ‘ GSTC™U GSTCAT GSTC™N GSTS*-U = TNGG160402M-AK 165 9525 476 381 <02 ° o °
eometry Section B m TNGG160404M-AK 165 9525 476 381 <04 ° °
- Bs e Bs ns der
Ordering code Al Ordering code cal Ordering code ) Orcoedrtleng
15° GSTC3*N-U 15° | GSTSA*-U @R EREFStock OFEFEAvailable upon Order
HifiGAN
Rake angle GAN
: o GSTC4*N-U o GSTC*-T o GSTC*-N o N
! 20 GsTc4*R16U 2 GsTcRieT O GsTc*Roo-N | 207 OSTSBRU
24° GSTC3*R16-U . N D e — s
=HUREBIE N BA AR SR TAE

Identification System for Series of 3D and General Slotted Geometry

DCGT11T302 (M) (E) (R)
| | |

TIREN AR RNE 7IOkE TR 7518
Negative Corner Radius Tolerance Major Cutting Edge Hand of Insert

8 _GESAC GESAC _ 9
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ZFHITI R (IER) ZEHITI A (ER)

Turning Inserts (Positive) Turning Inserts (Positive)

E£/80° B re E£780° Bl e

Rhombic80°,with Hole Rhombic80°,with Hole

R~ AEERESE R~ ARERSE
Dimension(mm) Coated Dimension(mm) Coated
iTRS TS
Ordering code Ordering code
LE IC S D1 RE GAT7115 | GAT7120 | GATT120A | GAT7125 LE 4 S D1 RE | GAT7115 = GAT7120 | GAT7120A | GAT7125

CCGT0301005ML-P 4.0 3.5 1.4 1.9  <0.05 O O o CCGT060202L-P 65 635 238 28 0.2 °
CCGT0301005MR-P 4.0 35 1.4 1.9  <0.05 @) O o} CCGT060202R-P 65 635 238 28 0.2 °
CCGT030101ML-P 4.0 3.5 1.4 19 <01 ° O O CCGT060204L-P 65 635 238 28 0.4 °
CCGT030101MR-P 4.0 3.5 1.4 19 <01 ¢} 0 @) CCGT060204R-P 65 635 238 28 0.4 °
CCGT030102ML-P 4.0 3.5 1.4 19 <02 ° O ° CCGTO09T301L-P 9.7 9525 397 44 0.1 O
CCGT030102MR-P 4.0 35 1.4 19 <02 ¢} ) @) CCGTO9T301R-P 9.7 9525 397 44 0.1 )
CCGT030104ML-P 4.0 3.5 1.4 1.9 <04 ° O ° CCGT09T302L-P 9.7 9525 397 44 0.2 O
CCGT030104MR-P 4.0 3.5 1.4 19 <04 ¢} o @) CCGTO9T302R-P 9.7 9525 397 44 0.2 °
CCGT0401005ML-P 4.8 43 1.8 23 <0.05 o O @) CCGTO09T304L-P 9.7 9525 397 4.4 0.4 °
CCGT0401005MR-P 4.8 43 18 23 <0.05 ¢} o o) CCGTO09T304R-P 97 9525 397 44 0.4 °
CCGT040101ML-P 4.8 43 1.8 23 <01 o @ @) CCGT0602005ML-G 65 635 238 28  <0.05 o @ o
CCGT040101MR-P 4.8 43 18 23 <01 ¢} o @} CCGT0602005MR-G 65 635 238 28  <0.05 o} O o}
CCGT040102ML-P 4.8 43 18 23 <02 ° O ° CCGT060201MEL-G 65 635 238 28 <01 o} O )
CCGT040102MR-P 4.8 43 1.8 23 <02 ° o o} CCGT060201MER-G 65 635 238 28 <01 o} O e}
CCGT040104ML-P 4.8 43 1.8 23 <04 ° O ° CCGT060201ML-G 65 635 238 28 <01 ° O )
CCGT040104MR-P 4.8 4.3 18 23 <04 ° ) o} = CCGT060201MR-G 65 635 238 28 <01 ° O o)
CCGT0602005ML-P 65 635 238 28 <005 o} O O ﬂ CCGT060202ML-G 65 635 238 28 <02 ° O o}
CCGT0602005MR-P 65 635 238 28 <005 o} ° O e  CCGT060202MR-G 65 635 238 28 <02 ° O e}
CCGT060201ML-P 65 635 238 28 <01 ° O ° CCGT09T3005ML-G 9.7 9525 397 44  <0.05 ° O O
CCGT060201MR-P 65 635 238 28 <01 o} ° O CCGT09T3005MR-G 9.7 9525 397 44  <0.05 ° ° 0
CCGT09T3005ML-P 9.7 9525 397 44 <005 o} O O CCGTO9T301MEL-G 9.7 9525 397 44 <01 o} O o}
CCGT09T3005MR-P 9.7 9525 397 44 <005 ¢} ° O CCGTO09T301MER-G 9.7 9525 397 44 <01 o} O 0
CCGT09T301ML-P 9.7 9525 397 44 <01 o} O O CCGTO9T301ML-G 9.7 9525 397 44 <01 ° O o}
CCGT09T301MR-P 9.7 9525 397 44 <01 ¢} 0 O CCGT09T301MR-G 9.7 9525 397 44 <01 ° ° °
CCGT030101L-P 4.0 35 1.4 19 0.1 ® CCGT09T302ML-G 9.7 9525 397 4.4 <0.2 o @) o)
CCGT030102L-P 40 35 14 19 02 it CCGT09T302MR-G 97 9525 397 44 <02 ° o °
CCGT030104L-P 4.0 3.5 1.4 1.9 0.4 °
e T 4 5 I a8 2l A @iRAEEFStock OFFEAvailable upon Order
CCGT040102L-P 4.8 4.3 18 23 0.2 °
CCGT040104L-P 4.8 4.3 18 2.3 0.4 °
CCGT060201L-P 65 635 238 28 0.1 O
CCGT060201R-P 65 635 238 28 0.1 )

@R AEEFStock OFFEAvailable upon Order

10 _GESAC GESAC _ 11
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ZFHITIRA (ER) ZFHI7I R (IERY)
Turning Inserts (Positive) Turning Inserts (Positive)
ZEH280° BL RE EH280° BL RE
Rhombic80°,with Hole Rhombic80°,with Hole
R~ AEEREE R~ AEERAE
Dimension(mm) Coated Dimension(mm) Coated
1IHS 1HES
Ordering code Ordering code
LE IC S D1 RE GAT7115 GAT7120 | GATT7120A | GAT7125 LE IC S D1 RE GATT7115 GATT7120 GATT7120A GATT7125
CCGTO060201EL-G 6.5 6.35 2.38 2.8 0.1 O CCGT0602005M-BF 6.5 6.35 2.38 2.8 <0.05 O
CCGT060201ER-G 6.5 6.35 2.38 2.8 0.1 (@) CCGT060201M-BF 6.5 6.35 2.38 2.8 <0.1 [ ] [
CCGT060201L-G 6.5 6.35 2.38 2.8 0.1 O ®\\' CCGT060202M-BF 6.5 6.35 2.38 2.8 <0.2 [ ] [
CCGT060201R-G 6.5 6.35 2.38 2.8 0.1 O j\\ CCGT09T301M-BF 9.7 9.525 3.97 4.4 <0.1 [ J (@) [ J
CCGT060202EL-G 6.5 6.35 2.38 2.8 0.2 [ I CCGT09T302M-BF 9.7 9.525 3.97 4.4 <0.2 [ J (@) [ ]
CCGT060202ER-G 6.5 6.35 2.38 2.8 0.2 [ CCGT09T304M-BF 9.7 9.525 3.97 4.4 <0.4 [ J [ J
CCGT060202L-G 6.5 6.35 2.38 2.8 0.2 [ CCGT060201M-BK 6.5 6.35 2.38 2.8 <0.1 [ J [ J
CCGT060202R-G 6.5 6.35 2.38 2.8 0.2 [ CCGT060202M-BK 6.5 6.35 2.38 2.8 <0.2 [ J [ J
CCGT060204EL-G 6.5 6.35 2.38 2.8 0.4 [ CCGT09T301M-BK 9.7 9.525 3.97 4.4 <0.1 [ J O [ J
a CCGT060204ER-G 6.5 6.35 2.38 2.8 0.4 [ CCGT09T302M-BK 9.7 9.525 3.97 4.4 <0.2 [ J O [ J
e CCGT060204L-G 6.5 6.35 2.38 2.8 0.4 O CCGT09T304M-BK 9.7 9.525 3.97 4.4 <0.4 [ J [ J
CCGT060204R-G 65 6.35 2.38 28 04 © @FTfEEFStock OFFEAvailable upon Order
CCGTO9T301EL-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO9T301ER-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO09T301L-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO09T301R-G 9.7 9.525 3.97 4.4 0.1 [
CCGTO9T302EL-G 9.7 9.525 3.97 4.4 0.2 [
CCGTO09T302ER-G 9.7 9.525 3.97 4.4 0.2 [
CCGT09T302L-G 9.7 9.525 3.97 4.4 0.2 [
CCGT09T302R-G 9.7 9.525 3.97 4.4 0.2 [ ]
CCGTO9T304EL-G 9.7 9.525 3.97 4.4 0.4 [ J
CCGTO9T304ER-G 9.7 9.525 3.97 4.4 0.4 [
CCGTO9T304L-G 9.7 9.525 3.97 4.4 0.4 [
CCGTO09T304R-G 9.7 9.525 3.97 4.4 0.4 @)

@i EETFStock OFFEAvailable upon Order

12 _ GESAC GESAC _ 13
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FHITIR (IEER) ZFHI7I R (IERY)
Turning Inserts (Positive) Turning Inserts (Positive)
DC DC
E£55° Bl : ‘, E£H55° Bl
Rhombic55°,with Hole Rhombic55°,with Hole
R~ AEEREE R~ AEEREE
Dimension(mm) Coated Dimension(mm) Coated
TS TS
Ordering code Ordering code
LE IC S D1 RE | GAT7115 = GAT7120 | GAT7120A = GAT7125 LE IC s D1 RE | GAT7115 & GAT7120 = GAT7120A | GAT7125
DCGT0702005ML-P 78 635 238 28  <0.05 @) o) o) DCGT0702005ML-G 78 635 238 28  <0.05 o) ¢ ¢
DCGT0702005MR-P 78 635 238 28  <0.05 @) ° @) DCGT0702005MR-G 78 635 238 28  <0.05 ° ° O
DCGT070201ML-P 78 635 238 28 <01 o) o) o) DCGT070201MEL-G 78 635 238 28 <01 o) o) O
DCGT070201MR-P 78 635 238 28 <01 @) @) DCGT070201MER-G 78 635 238 28 <01 o) o) o)
DCGT070202MR-P 78 635 238 28 <02 o) DCGT070201ML-G 78 635 238 28 <01 o) o) O
DCGT11T3005ML-P 116 9525 397 44  <0.05 @) @) @) DCGT070201MR-G 78 635 238 28 <01 ° @) o)
DCGT11T3005MR-P 116 9525 397 44  <0.05 o) ° o) DCGT11T3005ML-G 116 9525 397 44  <0.05 o @) O
DCGT11T302MR-P 116 9525 397 44 <02 ° @) ° DCGT11T3005MR-G 116 9525 397 44  <0.05 o) ° 0
DCGT0702003L-P 78 635 238 28 003 o DCGT11T301MEL-G 116 9525 397 44 <01 o o o)
DCGT0702003R-P 78 635 238 28 003 o DCGT11T301MER-G 116 9525 397 44 <01 o) o) o)
a DCGT070201L-P 78 635 238 28 0.1 o) DCGT11T301ML-G 116 9525 397 44 <01 o) o) o)
DCGT070201R-P 78 635 238 28 0.1 ° DCGT11T301MR-G 116 9525 397 44 <01 ° ° °
DCGT070202L-P 78 635 238 28 02 o DCGT11T302MER-G 116 9525 397 44 <02 °
DCGT070202R-P 78 635 238 28 02 ° g— DCGT11T302MR-G 116 9525 397 44 <02 ° o) °
DCGT070204L-P 78 635 238 28 0.4 ° DCGT070201L-G 78 635 238 28 0.1 @)
DCGT070204R-P 78 635 238 28 0.4 O DCGT070201R-G 78 635 238 28 0.1 °
DCGT11T3003L-P 116 9525 397 44  0.03 O DCGT070202L-G 78 635 238 28 0.2 °
DCGT11T3003R-P 11.6 9525 397 44  0.03 O DCGT070202R-G 78 635 238 28 0.2 o)
DCGT11T301L-P 116 9525 397 44 0.1 O DCGT11T301EL-G 116 9525 397 44 0.1 °
DCGT11T301R-P 116 9525 397 44 0.1 ° DCGT11T301ER-G 116 9525 397 44 0.1 °
DCGT11T302L-P 116 9525 397 44 0.2 ° DCGT11T301L-G 116 9525 397 44 0.1 °
DCGT11T302R-P 116 9525 397 44 0.2 ° DCGT11T301R-G 116 9525 397 44 0.1 °
DCGT11T304L-P 116 9525 397 44 0.4 ° DCGT11T302EL-G 116 9525 397 44 0.2 °
DCGT11T304R-P 116 9525 397 44 0.4 ° DCGT11T302ER-G 116 9525 397 44 0.2 °
55 stock OMBsEAvallable upon Order DCGT11T302L-G 116 9525 397 44 02 °
DCGT11T302R-G 11.6 9525 397 44 02 °
DCGT11T304EL-G 116 9525 397 44 04 o)
DCGT11T304ER-G 11.6 9525 397 44 04 °
DCGT11T302MR-S 116 9525 397 44 <02 o) o)
DCGT11T304MR-S 116 9525 397 44 <04 o) °

@iRfEEEStock OFFEAvailable upon Order
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ZEHITIA (ER) FHITIA (ERY)
Turning Inserts (Positive) Turning Inserts (Positive)
60°
ZEH255° BEL ' i =A60° E1L
Rhombic55°,with Hole Triangle60°,with Hole
Rt REEREE R~ AREREE
Dimension(mm) Coated Dimension(mm) Coated
TS iT&RS
Ordering code Ordering code
LE IC S D1 RE | GAT7115 = GAT7120 = GAT7120A | GAT7125 LE IC S D1 RE | GAT7115 = GAT7120 | GAT7120A | GAT7125
DCGT070201M-AF 7.8 6.35 2.38 2.8 <0.1 o [ ] TBGT060102L-P 6.9 3.97 1.59 23 0.2 [
DCGT11T301M-AF 116 9525 397 44 <01 O o) o TBGT060104L-P 69 397 159 23 0.4 °
DCGT11T301M-AK 116 9525 397 44 <01 ° o °
@iRAEEFStock OFFEAvailable upon Order
DCGT11T302M-AK 116 9525 397 44 <02 ° o °
DCGT11T304M-AK 116 9525 397 44 <04 o) W
FHIZTIA (ER)
Turning Inserts (Positive)
DCGT070201M-BF 78 635 238 28 <01 ° o ° %07
DCGT070202M-BF 78 635 238 28 <02 ° ° T C
\@\\@\" DCGT070204M-BF 78 635 238 28 <04 ° ° =
A DCGT11T301M-BF 116 9525 397 44 <01 ° o ° =fAf60° B ;
H o H o| S
DCGT11T302M-BF 116 9525 397 44 <02 ° O ° Triangle60°,with Hole -
DCGT11T304M-BF 116 9525 397 44 <04 ° 0 °
R+ BEERAS
DCGTO070201M-BK 78 635 238 28 <01 ° 0 ° Dimension(mm) Coated
DCGTO070202M-BK 78 635 238 28 <02 ° ° TES
Ordering code
DCGT11T301M-BK 116 9525 397 44 <01 L4 O ® LE Ic s D1 RE GAT7115 GAT7120 | GAT7120A & GA7125
DCGT11T302M-BK 116 9525 397 44 <02 ° 0 °
DCGT11T304M-BK 116 9525 397 44 <04 ° ° TCGT060102L-P 69 397 159 23 0.2 °
~ DCGT11T301M-MM 116 9525 397 44 <01 ° o) ° TCGT060104L-P 69 397 159 23 0.4 °
DCGT11T302M-MM 116 9525 397 44 <02 ° o ° \ TCGT080202L-P 82 476 238 23 0.2 °
DCGT11T304M-MM 116 9525 397 44 <04 ° o) ° TCGT080204L-P 82 476 238 23 0.4 °
TCGT110202L-P 11 635 238 2.8 0.2 °
@R ERETFStock OFFlEAvailable upon Order
TCGT110204L-P 11 635 238 2.8 0.4 °
TCGT0802005ML-G 82 476 238 23 <005 ) o o
TCGT0802005MR-G 82 476 238 23 <005 o} o} o}
TCGT080201ML-G 82 476 238 23 <01 o o o
TCGT080201MR-G 82 476 238 23 <01 o} o} o}
\ TCGT1103005ML-G 11 635 318 28  <0.05 o ° o
=== TCGT1103005MR-G 11 635 318 28  <0.05 o} ° o}
TCGT080202L-G 82 476 238 23 0.2 o
TCGT080204L-G 82 476 238 23 0.4 o}
TCGT110301L-G 11 635 318 2.8 0.1 o
TCGT110302L-G 11 635 318 2.8 0.2 o}
TCGT110304L-G 11 635 318 2.8 0.4 °

@iTEETFStock OFFEAvailable upon Order
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

ZEHITIA (ER) FHITI R (EERY)
Turning Inserts (Positive) Turning Inserts (Positive)
60
TP VB
=ff60° BFL ER35° B
Triangle60°,with Hole Rhombic35°,with Hole
R~ AEEREE R~ REEREE
Dimension(mm) Coated Dimension(mm) Coated
ITRS TS
Ordering code Ordering code
LE IC s D1 RE | GAT7115 = GAT7120 | GAT7120A = GAT7125 LE IC S D1 RE | GAT7115 | GAT7120 | GAT7120A = GAT7125
TPGH1103005ML-P 11 635 318 34 <005 0 ° o) VBGT1103005ML-P 112 635 318 28  <0.05 o) o) o)
TPGH090202L-P 96 556 238 3.0 0.2 ° VBGT1103005MR-P 112 635 318 28  <0.05 ° ° °
TPGH090204L-P 96 556 238 3.0 0.4 ° VBGT110301ML-P 112 635 318 28 <01 ° o) °
TPGH110301L-P 11 635 318 34 0.1 ° ° VBGT110301MR-P 112 635 318 28 <01 ° o) °
TPGH110302L-P 11 635 318 34 0.2 ° ° VBGT110302ML-P 112 635 318 28 <02 @) @) °
TPGH110304L-P 11 635 318 34 0.4 ° VBGT110302MR-P 112 635 318 28 <02 ° o) °
TPGT080202L-P 82 476 238 23 0.2 ° VBGT1103003L-P 112 635 318 28  0.03 o)
TPGT080202R-P 82 476 238 23 0.2 0 ’ VBGT1103003R-P 112 635 318 28 003 °
TPGT080204L-P 82 476 238 23 0.4 ° VBGT110301L-P 112 635 318 28 0.1 °
TPGT080204R-P 82 476 238 23 0.4 0 VBGT110301R-P 112 635 318 28 0.1 °
TPGT080201L-G 82 476 238 23 0.1 O VBGT110302L-P 112 635 318 28 0.2 °
\ TPGT080202L-G 82 476 238 23 0.2 O VBGT110302R-P 112 635 318 28 0.2 °
"X T . TPGT080204L-G 82 476 238 23 0.4 ¢ VBGT110304L-P 112 635 318 28 0.4 @)
VBGT110304R-P 112 635 318 28 0.4 °
@i Stock ORBizEAvallable upon Order VBGT1103005ML-G 112 635 318 28  <0.05 @) ° o)
VBGT1103005MR-G 112 635 318 28  <0.05 ° ° °
VBGT110301L-G 112 635 318 28 0.1 °
5 VBGT110301R-G 112 635 318 28 0.1 °
VBGT110302EL-G 112 635 318 28 0.2 o)
VBGT110302ER-G 112 635 318 28 0.2 o)
VBGT110302R-G 112 635 318 28 0.2 @)
VBGT110304EL-G 112 635 318 28 0.4 °
VBGT110304ER-G 112 635 318 28 0.4 °

@1tREETFEStock OFFEAvailable upon Order
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

ZFHITIRA (ERY) ZFHI7I R (IERY)
Turning Inserts (Positive) Turning Inserts (Positive)
VB VC
£35° 1L £735° AL
Rhombic35°,with Hole Rhombic35°,with Hole
Rt REEREE Rt REEREE
Dimension(mm) Coated Dimension(mm) Coated
T5HS TS
Ordering code Ordering code
LE IC S D1 RE GATT115 GATT120 GATT120A GATT7125 LE IC S D1 RE GATT7115 GATT7120 GATT7120A GATT125
VBGT1103005ML-S 11.2 6.35 3.18 2.8 <0.05 (@) O O VCGT1103005ML-P 11.2 6.35 3.18 2.8 <0.05 O O O
VBGT1103005MR-S 11.2 6.35 3.18 2.8 <0.05 [ ) [ ) [ VCGT1103005MR-P 11.2 6.35 3.18 2.8 <0.05 O O O
VBGT110301ML-S 11.2 6.35 3.18 2.8 <0.1 [ ] O O VCGT110301ML-P 11.2 6.35 3.18 2.8 <0.1 O O O
VBGT110301MR-S 11.2 6.35 3.18 2.8 <0.1 [ ) O [ VCGT110301MR-P 11.2 6.35 3.18 2.8 <0.1 O O [}
VBGT110302ML-S 11.2 6.35 3.18 2.8 <0.2 [ O [ J VCGT1103003L-P 11.2 6.35 3.18 2.8 0.03 O
VBGT110302MR-S 11.2 6.35 3.18 2.8 <0.2 [} O [ J VCGT1103003R-P 11.2 6.35 3.18 2.8 0.03 O
VBGT110301L-S 11.2 6.35 3.18 2.8 0.1 [ J l VCGT110301L-P 11.2 6.35 3.18 2.8 0.1 O
j VBGT110301R-S 11.2 6.35 3.18 2.8 0.1 [ J VCGT110301R-P 11.2 6.35 3.18 2.8 0.1 O
VBGT110302L-S 11.2 6.35 3.18 2.8 0.2 [ J VCGT110302L-P 11.2 6.35 3.18 2.8 0.2 O
VBGT110302R-S 11.2 6.35 3.18 2.8 0.2 [ J VCGT110302R-P 11.2 6.35 3.18 2.8 0.2 O
VBGT110304L-S 11.2 6.35 3.18 2.8 0.4 [ J VCGT110304L-P 11.2 6.35 3.18 2.8 0.4 O
VBGT110304R-S 11.2 6.35 3.18 2.8 0.4 [ J VCGT110304R-P 11.2 6.35 3.18 2.8 0.4 O
VBGT160402L-S 16.6 9.525 4.76 4.4 0.2 @] VCGT1103005MR-G 11.2 6.35 3.18 2.8 <0.05 [} [} [ ]
VBGT160402R-S 16.6 9.525 4.76 4.4 0.2 @] j VCGT110302R-G 11.2 6.35 3.18 2.8 0.2 @]
VBGT160404L-S 16.6 9.525 4.76 4.4 0.4 [}
VBGT160404R-S 16.6 9.525 4.76 4.4 0.4 [ J
VBGT110301M-AF 11.2 6.35 3.18 2.8 <0.1 () @) @) VCGT1103005ML-S 11.2 6.35 3.18 2.8 <0.05 O @) O
QD VCGT1103005MR-S 11.2 6.35 3.18 2.8 <0.05 O O O
VCGT1103003R-S 11.2 6.35 3.18 2.8 0.03 O
j VCGT110301L-S 11.2 6.35 3.18 2.8 0.1 [}
VBGT110301M-BF 11.2 6.35 3.18 2.8 <0.1 [ ] O [ J VCGT110301R-S 11.2 6.35 3.18 2.8 0.1 ([ ]
o \Oy VBGT110302M-BF 112 635 318 2.8 <0.2 ) O ® VCGT110302L-S 112 635 318 2.8 0.2 o
VCGT110302R-S 11.2 6.35 3.18 2.8 0.2 [ J
@i fEETFStock OFFEAvailable upon Order
VBGT110301M-BK 11.2 6.35 3.18 2.8 <0.1 [ O [ ]
—~ VBGT110302M-BK 11.2 6.35 3.18 2.8 <0.2 [ @) [ J
- 0 VBGT110304M-BK 11.2 6.35 3.18 2.8 <0.4 [ [ ]
VBGT110302M-MM 11.2 6.35 3.18 2.8 <0.2 O O O
@ VBGT110304M-MM 11.2 6.35 3.18 2.8 <0.4 [} O

@R AEEFStock OFFlEAvailable upon Order
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

ZFHITIFA (IEERY) ZFHI7I R (ERY)
Turning Inserts (Positive) Turning Inserts (Positive)
VC VP
£35° B £35° A7,
Rhombic35°,with Hole Rhombic35°,with Hole
R~ AEERAE R~ AEEREE
Dimension(mm) Coated Dimension(mm) Coated
iT5S iT5S
Ordering code Ordering code
LE IC s D1 RE | GAT7115 = GAT7120 = GAT7120A | GAT7125 LE Ic 5 D1 RE | GAT7115 = GAT7120 | GAT7120A | GAT7125
VCGT110301M-AF 112 635 318 28 <01 ° o) ° VPGT1103005ML-P 112 635 318 28  <0.05 o) o o)
A VPGT1103005MR-P 112 635 318 28  <0.05 ° @) @)
VPGT110301ML-P 112 635 318 28 <01 o) @) o)
VPGT110301MR-P 112 635 318 28 <01 ° ¢ °
VCGT080202M-BF 83 476 238 23 <02 ° ° VPGT110302ML-P 112 635 318 28 <02 o) O o)
_ (@7 VCGTLI0301M-BF 112 635 318 28 <01 ° O ° l VPGT110302MR-P 112635 318 28 <02 d © o
' VCGT110302M-BF 112 635 318 28 <02 ° O ° VPGT1103003L-P 112 635 318 28 0.3 ©
VPGT1103003R-P 112 635 318 28  0.03 °
VCGT110301M-BK 112 635 318 28 <01 ° O ° VPGT110301L-P 112 635 318 28 0.1 O
_ VCGT110302M-BK 112 635 318 28 <02 ° O ° VPGT110301R-P 112 635 318 28 0.1 d
<8/ VCGT110304M-BK 112 635 318 28 <04 ° ° VPGT110302L-P 112 635 318 28 0.2 ®
VPGT110302R-P 112 635 318 28 02 °
VCGT110302M-MM 112 635 318 28 <02 ° o ° VPGT1103005ML-G 112 635 318 28  <0.05 o) o) o)
ﬁ VCGT110304M-MM 112 635 318 28 <04 ° ° VPGT1103005MR-G 112 635 318 28  <0.05 o) @) @)
=ﬂ/ VPGT110301L-G 112 635 318 28 0.1 o)
VPGT110301R-G 112 635 318 28 0.1 °
VPGT110302R-G 112 635 318 28 02 ° ° °
iR Stock CFEAvailable upon Order VPGT080201M-BK 83 476 238 23 <01 o) @)
VPGT080202M-BK 83 476 238 23 <02 o) o)

@iTEEFStock OFFEAvailable upon Order
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2022tNHI TE# &AM | NEW CUTTING TOOLS CATALOGUE

FHI7I A (IERY)

Turning Inserts (Positive)

7N8H280° BFL RE
Hexagon80°,with Hole

WB
==

Rt REBREE
Dimension(mm) Coated
iTRS
Ordering code
LE IC S D1 RE GATT7115 GAT7120 GATT7120A GAT7125

WBGT020101L-P 2.5 3.97 1.62 2.3 0.1 O

WBGT020102L-P 2.5 3.97 1.62 2.3 0.2 O [} O
WBGT020104L-P 2.5 3.97 1.62 2.3 0.4 O [ ] O
WBGTL30202L-P 3.2 4.76 2.38 2.3 0.2 O

WBGTL30204L-P 3.2 4.76 2.38 2.3 0.4 O

@R AEETFStock OFFEAvailable upon Order

BEIA

Back Turning Inserts

GSAB

TREETIA

Back Turning Inserts

R~ REEREE
Dimension(mm) Coated

1I5S
Ordering code
A B C D H L R S | 01 | ©2 GAT7115 | GAT7120 GAT7120A GATT7125

GSABI5R4025005 2.8 7.0 04 34 43 155 005 397 15° 30° @ ° °
GSABI5R4025005M 2.8 7.0 04 34 43 155 <0.05 3.97 15° 30° @ ° °

@} GSAB15R4025015 2.8 7.0 04 34 42 154 015 397 15° 30° @ ° °
GSAB15R4025015M 2.8 7.0 04 34 42 154 <015 397 15° 30° @ ° °
GSAB15R4045005 47 7.0 065 34 43 155 005 397 15° 45 O ° o)

/ GSAB15R4045005M 4.7 7.0 0.65 3.4 43 155 <0.05 397 15° 45 O ° o)
GSAB15R4045015 47 7.0 065 34 42 154 015 397 15° 45 @ ° o)

/ GSAB15R4045015M 4.7 7.0 0.65 3.4 42 154 <015 397 15° 45 @ ° o)
/ GSAB23R5045005 47 7.0 055 34 53 235 005 397 15° 40° O ° o)
GSAB23R5045005M 4.7 7.0 055 3.4 53 235 <0.05 397 15° 40° O ° o)
GSAB23R5045015 47 7.0 055 34 52 234 015 397 15° 40° @ ° o)

/ GSAB23R5045015M 4.7 7.0 055 34 52 234 <015 397 15° 40° @ ° o)

@iTAEEFStock OFFEAvailable upon Order

24 _ GESAC

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

BEIRA

Back Turning Inserts

GSTB O

VEEETIR SN STU s

. EIIN
Back Turning Inserts 1
R~ AEBREE
Dimension(mm) Coated
T8RS

Ordering code
CW | CDX a (€] RE D1 | Wl S GATT7115 | GAT7120 @ GATT7120A | GAT7125

GSTB3R15005M 1.5 27 025 56° <005 52 3.0 87 [ ] [ ] O
GSTB3R15010M 1.5 27 025 56° <010 52 3.0 87 o ([ ] (@)
GSTB3R28005M 28 46 03 56° <0.05 52 3.0 87 [ ] @) O
ﬁ GSTB3R28010M 28 46 03 56° <010 52 3.0 87 @) [ ] @)
‘ 9 GSTB3R28020 28 46 05 56° 020 52 30 87 @) O
GSTB4R38005M 38 63 03 56° <0.05 52 40 95 [ ] @) O
GSTB4R38010M 38 63 03 56° <010 52 40 95 [ ] @) O
GSTB4R38020M 38 63 05 56° <020 52 40 95 @)

@i fEEFStock OFFEAvailable upon Order

BERESRRGE
Identification System for Series of Back Turning

GSAB 15 R 40 25 015 (M)
| | | | | | |

RIINS-FREE TIR AR TIR 518 BAIR PILIDIES TRE  TIREEIARRE
GSAB Series Inscribed Size  Hand of Insert = Cuttingdepth = Edge Width  Corner Radius | Negative Corner
Radius Tolerance

GSTB 3 R 28 015 (M)
| | | | |

BRI S-TEREE TIR RN TIR7E IRITIEE TIRER TIREMA A RE
GSTB Series Inscribed Size | Hand of Insert | Edge Width = Corner Radius = Negative Corner Radius Tolerance
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2022t7)H) T B s At

IR T A

| NEW CUTTING TOOLS CATALOGUE

Parting and Grooving Inserts

GSTC

TIsTINTIIA

YIRTIRETI A
Parting and Grooving Inserts

GSTC

TN TR

NEW CUTTING TOOLS CATALOGUE

| 2022478 T B3 S0

Parting Inserts Parting Inserts

R~ AEREREE R~
Dimension(mm) Coated Dimension(mm)
1T5ES iT5S
Ordering code Ordering code
CW |CUTDIA| RE w1 S D1 | PSIRR GAT7115 GATT125 CW |CUTDIA RE W1 S D1 | PSIRR GATT115 GAT7125
GSTC3L100N-N 1 12 0 3 8.7 5 0° O @) GSTC3L100N-T 1 12 0.08 3 8.7 5 0° O [
GSTC3R100N-N 1 12 0 3 8.7 5 0° @) @) GSTC3R100N-T 1 12 0.08 3 8.7 5 0° [ [
GSTC3L150N-N 1.5 12 0 3 8.7 5 0° O @) GSTC3L150N-T 1.5 12 0.08 3 8.7 5 0° O [ J
GSTC3R150N-N 1.5 12 0 3 8.7 5 0° @) O GSTC3R150N-T 1.5 12 0.08 3 8.7 5 0° [ ) @)
GSTC3L200N-N 2 12 0 3 8.7 5 0° O @) GSTC3L200N-T 2 12 0.08 3 8.7 5 0° O O
GSTC3R200N-N 2 12 0 3 8.7 5 0° @) O GSTC3R200N-T 2 12 0.08 3 8.7 5 0° [ ) O
GSTC3L100R20-N 1 12 0 3 8.7 5 20° O @) GSTC3L100R16-T 1 12 0.08 3 8.7 5 16° O [ J
GSTC3R100R20-N 1 12 0 3 8.7 5 20° @) O GSTC3R100R16-T 1 12 0.08 3 8.7 5 16° [ ) [
v GSTC3L150R20-N 1.5 12 0 3 8.7 5 20° O @) o GSTC3L150R16-T 15 12 0.08 3 8.7 5 16° O O
GSTC3R150R20-N 1.5 12 0 3 8.7 5 20° O @) GSTC3R150R16-T 1.5 12 0.08 3 8.7 5 16° [ [ J
GSTC3L200R20-N 2 12 0 3 8.7 5 20° O O GSTC3L200R16-T 2 12 0.08 3 8.7 5 16° O O
GSTC3R200R20-N 2 12 0 3 8.7 5 20° O @) GSTC3R200R16-T 2 12 0.08 3 8.7 5 16° [ @)
GSTC4L150N-N 1.5 16 0 4 9.5 5 0° O O GSTC4L150N-T 1.5 16 0.08 4 9.5 5 0° O O
GSTC4R150N-N 1.5 16 0 4 9.5 5 0° @) @) GSTC4R150N-T 15 16 0.08 4 9.5 5 0° [ O
GSTC4L200N-N 2 16 0 4 9.5 5 0° O O GSTC4L200N-T 2 16 0.08 4 9.5 5 0° O O
GSTC4R200N-N 2 16 0 4 9.5 5 0° @) @) GSTC4R200N-T 2 16 0.08 4 9.5 5 0° O @)
GSTC4L150R20-N 1.5 16 0 4 9.5 5 20° O O GSTC4L150R16-T 1.5 16 0.08 4 9.5 5 16° O O
GSTC4R150R20-N 1.5 16 0 4 9.5 5 20° @) @) GSTC4R150R16-T 1.5 16 0.08 4 9.5 5 16° O @)
GSTC4L200R20-N 2 16 0 4 9.5 5 20° O O GSTC4L200R16-T 2 16 0.08 4 9.5 5 16° O O
GSTC4R200R20-N 2 16 0 4 9.5 5 20° O O GSTC4R200R16-T 2 16 0.08 4 9.5 5 16° O [ J

@tRHEETEStock OFEFEAvailable upon Order @irfEEFStock OFFEAvailable upon Order

UIMtIE R SRR A
Identification System for Threading Insert

GSTC 3 R 150 R 16-T

RIIKS TIR RN VAlawsic| PIHITIE SiEAEHA SERAE i)
GSTC-IZEATI TN Inscribed Size | Hand of Insert  Edge Width Hand of Lead Lead angle Geometry
GSTC series
GSTS-s#E I ZE MR
g
GSTS series
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

DIerIRETI A IR T A

Parting and Grooving Inserts Parting and Grooving Inserts

GSTC GSTS

PIETINT 7] A TN IR

Parting Inserts Parting Inserts

R AEEREE R~ AEEREE
Dimension(mm) Coated Dimension(mm) Coated
iI5HS 755
Ordering code Ordering code
CW CUTDIA| RE w1 S D1 | PSIRR GATT115 GAT7125 CW | CUTDIA|  RE wi S DL | PSIRR GATT7115 GATT125

GSTC3L100N-U 1 12 003 3 8.7 5 0 o o GSTSA2L100N-U 1 6 005 22 87 44 0° ° °
GSTC3R100N-U 1 12 0.03 3 8.7 5 0° Y 0) GSTSA2R100N-U 1 6 0.05 2.2 8.7 4.4 0° @) O
GSTC3L125N-U 125 12 003 3 8.7 5 0° o ° GSTSA2L150N-U 15 9 005 22 87 44 0° ° o
GSTC3R125N-U 125 12 003 3 8.7 5 0° o ° GSTSA2R150N-U 15 9 005 22 87 44 0° @) °
GSTC3L150N-U 15 12 003 3 8.7 5 0° ° o :@ GSTSA2L200N-U 2 12005 22 87 44 0° o) o)
GSTC3R150N-U 15 2 003 3 8.7 5 0° ° ° GSTSA2R200N-U 2 12 005 22 87 44 0° @) o
GSTC3L200N-U 2 12 003 3 8.7 5 0 o o GSTSB2L150N-U 15 14 005 22 95 44 0° ¢) o)
GSTC3R200N-U 2 2 003 3 8.7 5 0° ° ° GSTSB2R150N-U 15 14 005 22 95 44 0° @) o
GSTC3L100R16-U 1 2 003 3 8.7 5 16° ° ° GSTSB2L200N-U 2 16 005 22 95 44 0° @) o)
GSTC3R100R16-U 1 2 003 3 8.7 5 16° ° ° GSTSB2R200N-U 2 16 005 22 95 44 0° @) o

o GSTC3L125R16-U 125 12 0.03 3 8.7 5 16° o) @) @i Stock OBFEAvailable upon Order
GSTC3R125R16-U 125 12 0.03 3 8.7 5 16° @) °
GSTC3L150R16-U 15 12 003 3 8.7 5 16° o) @)
GSTC3R150R16-U 15 12 003 3 8.7 5 16° ° o
GSTC3L200R16-U 2 12 003 3 8.7 5 16° o) ¢)
GSTC3R200R16-U 2 12 003 3 8.7 5 16° ° °
GSTC4L150N-U 15 16 005 4 9.5 5 0° ° o)
GSTC4R150N-U 15 16 005 4 9.5 5 0° ° °
GSTC4L200N-U 2 16 005 4 9.5 5 0° o) @)
GSTC4R200N-U 2 16 005 4 9.5 5 0° @) °
GSTC4L150R16-U 15 16 005 4 9.5 5 16° o) o)
GSTC4R150R16-U 15 16 005 4 9.5 5 16° ° @)
GSTC4L200R16-U 2 16 005 4 9.5 5 16° ° o)
GSTC4R200R16-U 2 16 005 4 9.5 5 16° ° @)

@iRAEEFStock OFFlEAvailable upon Order
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2022418 T B #r AR

BRI A

Threading Inserts

GSTT

BT TR
Threading Insert

NEW CUTTING TOOLS CATALOGUE

1256 R BEERAS
A Dimension(mm) Coated
155
Ordering code
mm 5;/'?:? W1 CW S D1 RE PDX | PDX1 | PNA |GAT7115 GATT7125
GSTT3LA6000 0.2~0.6 64~48 3 2.5 8.7 5.2 - 2.1 0.4 60° @] O
GSTT3LB6000 0.2~0.6 64~48 3 2.5 8.7 5.2 - 0.4 2.1 60° O O
GSTT3LA60005 0.5~1.25 48~24 3 2.5 8.7 5.2 0.05 1.7 0.8 60° O O
GSTT3LB60005 0.5~1.25 48~24 3 2.5 8.7 5.2 0.05 0.8 1.7 60° O O
GSTT3LN6001 1~1.5 24~18 3 2.5 8.7 5.2 0.1 125 1.25 60° O [ ]
GSTT3LA55005 - 40~16 3 2.5 8.7 5.2 0.05 1.7 0.8 55° @] O
43 GSTT3LB55005 - 40~16 3 2.5 8.7 5.2 0.05 0.8 1.7 55° O O
GSTT3RA6000 0.2~0.6 64~48 3 2.5 8.7 5.2 - 0.4 2.1 60° O [ ]
GSTT3RB6000 0.2~0.6 64~48 3 2.5 8.7 5.2 - 2.1 0.4 60° O O
GSTT3RA60005 0.5~1.25 48~24 3 2.5 8.7 5.2 0.05 0.8 1.7 60° @] [ ]
GSTT3RB60005 0.2~0.6 48~24 3 2.5 8.7 5.2 0.05 1.7 0.8 60° O O
GSTT3RN6001 =13 24~18 3 2.5 8.7 5.2 0.1 125 1.25 60° O [ ]
GSTT3RA55005 - 40~16 3 2.5 8.7 5.2 0.05 0.8 1.7 55° @] @]
GSTT3RB55005 - 40~16 3 2.5 8.7 5.2 0.05 1.7 0.8 55° O @]
@R EETFStock OFFEAvailable upon Order
BRI S RN A
Identification System for Threading Insert
RIS -ILRIBL TIR KN TIRAE TIRALE PRI TIREN
GSTT series Inscribed Size Hand of Insert Edge Position Thread Standard Corner Radius
A-EE Left
N-F{& Middle
B-AE Right
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NEW CUTTING TOOLS CATALOGUE

Turning Tool Holder for Small Parts -Unbiased Head(Positive)

SCLCR/L-Z

. HBKW

—

| 2022478 T B3 S0

T £ 95°

WF

LF

w
I

il

R~ 25T wRF EE

iTHRe Dimension (mm) R Screw Wrench Stock
Ordering Code H B LF HF  WF HBKW Insert § ﬁ R L
SCLCR/L1010JK06Z 10 10 120 10 10 - CC**0602** SI60M025065-03509 TTOTP [ J [ ]
SCLCR/L1010JK09Z 10 10 120 10 10 2.5 CC**09T3** SI60M040089-05313 TT15P () [}
SCLCR/L1212JK09Z 12 12 120 12 12 - CC**09T3** SI60M040089-05313 TT15P [ [}
SCLCR/L1616JK09Z 16 16 120 16 16 - CC**09T3** SI60M040089-05313 TT15P [ [ J

INBHETIN-TRK(IER)

@FTAEETF Stock OFTFAE Available upon Order

Turning Tool Holder for Small Parts -Unbiased Head(Positive)

SDJCR/L-Z

HBKW

I 7 A\

WE

el

LF

w
I

u

F: M F93°

R~ 25T wRF EE

ITRS Dimension (mm) eI A Screw Wrench Stock
Ordering Code H B LF HF  WF HBKW Insert & /@ R L
SDJCR/L1010JK0O7Z 10 10 120 10 10 - DC**0702** SI60M025065-03509 TTOTP [ J [ ]
SDJCR/L1010JK11Z 10 10 120 10 10 3 DC**1173** SI60M040089-05313 TT15P [ [}
SDJCR/L1212JK11Z 12 12 120 12 12 1 DC**11T73** SI60M040089-05313 TT15P [ [}
SDJCR/L1616JK11Z 16 16 120 16 16 - DC**11T3** SI60M040089-05313 TT15P [ J [ J

@FTAEETF Stock OFTFAE Available upon Order
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INEHETIF-FTmL(ER) INSHETIN-T ML (ER)
Turning Tool Holder for Small Parts -Unbiased Head(Positive) Turning Tool Holder for Small Parts -Unbiased Head(Positive)
SVJ*R/L-Z SVQ*R-Z
- - g
SETTTR 3 ERATE

Ry

LE LE

R~ 12T e EF R~ {23 RF EF
TS Dimension (mm) AT Screw Wrench Stock iTe Dimension (mm) LRI A Screw Wrench Stock
Ordering Code H B LF HF  WF  HBKW Insert § ﬁ R L Ordering Code H B | LF HF  WF HBKW Insert § /@ R L

SVJBR/L1010JK11Z 10 10 120 10 10 - VB**1103** SI160M025065-03509 TTO7P [ J [ J SVQCR1010JK11Z 10 10 120 10 10 8 VC**1103** SI60M025065-03509 TTO7P [}
SVJBR/L1212JK11Z 12 12 120 12 12 - VB**1103** SI60M025065-03509 TTOTP [ J [ ) SVQCR1212JK11Z 12 12 120 12 12 6 VC**1103** SI60M025065-03509 TTO7P [
SVJBR/L1616JK11Z 16 16 120 16 16 - VB**1103** S160M025065-03509 TTO7P [ ] [ SVQCR1616JK11Z 16 16 120 16 16 2 VC**1103** SI160M025065-03509 TTO7P [
SVJCR/L1010JK11Z 10 10 120 10 10 - VC**1103** SI160M025065-03509 TTOTP [ ] [ SVQPR1010JK08Z 10 10 120 10 10 4 VP**0802** SI60M020050-02704 TTO6P [ J
SVJCR/L1212JK11Z 12 12 120 12 12 - VC**1103** SI60M025065-03509 TTO7P [ [ SVQPR1010JK11Z 10 10 120 10 10 8 VP**1103** SI60M025065-03509 TTO7P [
SVJCR/L1616JK11Z 16 16 120 16 16 - VC**1103** SI160M025065-03509 TTO7P [ ] [ SVQPR1212JK08Z 12 12 120 12 12 2 VP**0802** SI160M020050-02704 TTO6P [ J
SVJPR/L1212JK11Z 12 12 120 12 12 - VP**1103** SI60M025065-03509 TTOTP [ ] [ SVQPR1212JK11Z 12 12 120 12 12 6 VP**1103** SI60M025065-03509 TTO7P [
SVJPR/L1616JK11Z 16 16 120 16 16 - VP**1103** SI60M025065-03509 TTO7P [ [ SVQPR1616JK08Z 16 16 120 16 16 - VP**0802** SI60M020050-02704 TTO6P [ J
@177 Stock OBFAE Available upon Order SVQPRI616JKI1Z 16 16 120 16 16 2  VP**1103**  SI60M025065-03509 TTO7P °

@R EETE Stock OFFIE Available upon Order
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INEHETIN-TE)TIF(IER) INEHETIF-BZETIFF(GSAB)
Turning Tool Holder for Small Parts-Space Tool Holder (Positive) Turning Tool Holder for Small Parts - Back Turning (GSAB)
SDJC SGSAB-4045 e

LF

e

LF

Rt j-43) wRF 7 R~ 1257 RF EF
TS Dimension (mm) ETIH Screw Wrench Stock iTe Dimension (mm) AT Screw Wrench Stock
Ordering Code ‘ - ‘ - ‘ I . ‘ - ‘HBKW‘ Insert ‘ $ ‘ /@ ‘ - , Ordering Code ‘ . ‘ - ‘ T - ‘ - ‘ X ‘ Insert ‘ § ‘ /@ ‘ . 1
SDJCR1216JK11F15 12 16 120 12 15 12 DC**1173** SI60M040089-05313 TT15P [ ] SGSABR1010JK4045F 10 10 120 10 10.2 4.2 GSAB15R4045** SI60M030072-04210 TTO9P ([ ]
SDJCR1620JK11F15 16 20 120 16 15 8 DC**1173** SI160M040089-05313 TT15P [ ] SGSABR1212JK4045F 12 12 120 12 122 4.2 GSAB15R4045** SI60M030072-04210 TTO9P ([ ]
@17 Stock OBHUE Available upon Order SGSABR1616JK4045F 16 16 120 16 162 42  GSABI5R4045**  SIG0M030072-04210  TTO9P @

OITEETE Stock OFFARE Available upon Order

INEHETIF-BETIHF(GSAB)
Turning Tool Holder for Small Parts - Back Turning (GSAB) INB2E -85 25 TJHT(GSAB)

Turning Tool Holder for Small Parts - Back Turning (GSAB)
SGSAB-4025F = SGSAB-5045F

J§F’ ‘“i —X F AR Hi50°
\7 LF

W LF
f I El

‘ R~ ‘ ‘ 25T ‘ wF ‘ E=E
e ) 4
ordgin Ezjode Dimension (mm) EIEE?;F Screw Wrench Stock Rt s = e
& ‘ H ‘ B ‘ LF | HF ‘ WF ‘ CDX ‘ ‘ § ‘ /é' ‘ R L JRS Dimension (mm) LRI A Screw Wrench Stock
Ordering Code

SGSABR1010JK4025F 10 10 120 10 10.2 4.2 GSAB15R4025** SI60M030072-04210 TTO9P L] ‘ & ‘ 8 ‘ tF

HF ‘ WF‘ CDX ‘ Insert ‘ § ‘ /6 ‘ R

ABR1010JK5045F 1 1 12 10 10.2 2 AB23R5045** 160M 72-0421 TTO9P ([ ]
SGSABR1212JK4025F 12 12 120 12 122 4.2 GSAB15R4025** S160M030072-04210 TTO9P ([ ] 5GS 010JK5045 0 0 0 1010 8 GSAB23R5045 5160M030072-04210 09

SGSABR1616JK4025F 16 16 120 16 16.2 4.2 GSAB15R4025** SI60M030072-04210 TTO9P [ ] SECHBRAIAINTAF | 2 | R | A R R B GSAB23R5045 5160M030072-04210 TTosP °

SGSABR1616JK5045F 16 16 120 16 16.2 8.2 GSAB23R5045** SI60M030072-04210 TTO9P [ ]
OREETF Stock OFEFNE Available upon Order

@R ERERF Stock OFFIE Available upon Order
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INEHETIN-E E/YREIIE /R4 (GST)
Turning Tool Holder for Small Parts - Back Turning/Grooving and Parting/ Threading (GST)

GST

hn T 2=fHl
Cutting Cases

SR
= GAT7115
/EI LL; I m{
=
ARG IMEEIHF Small Transmission Shaft
] NS 3 |
LF
71K Insert: DCGT11T302M-BK-GAT7115
R~ BRET wRF EE " -
T8RS ‘ Dimension (mm) ‘ CE2T] A ‘ Screw ‘ Wrench ‘ Stock MI#H Material: 12114
Ordering Code ‘ " ‘ 5 ‘ 1= ‘ . ‘ -~ ‘CDX‘ Insert ‘ § ‘ //5 ‘ R L YIHIERE Ve: 47 m/min
##44 f: 0.025 mm/rev
GSTR/LI010JK3 10 10 120 10 10 6 GST*3R** SSAMO045095 TTIOP @ O
YR ap: 3mm
GSTR/L1010JK4 10 10 120 10 10 8 GST*4R** SSAMO045095 TTI0P @ O
GSTR/LI212JK3 12 12 120 12 12 6 GST*3R SSAM045095 TTIOP @ O GESAC GATT11S
GSTR/L1212JK4 12 12 120 12 12 8 GST*4R** SSAM045095 TTI0P @ O & competitor RIS
GSTR/L1616JK3 16 16 120 16 16 6 GST*3R** SSAM045095 TT10P e O INT#=E Qty
GSTR/L1616JK4 16 16 120 16 16 8 GST*4R** SSAMO045095 TTI0P @ O
GSTR/L2020JK3 20 20 120 20 20 6 GST*3R** SSAMO045095 TTIOP @ O
GSTR/L2020JK4 20 20 120 20 20 8 GST*4R** SSAM045095 TTIOP @ O (X Implant

ORERETF Stock OFFUE Available upon Order
{ER7]A Insert: DCGT11T302M-BF-GAT7115

I 44%} Material: SUS465

INEHETIN-BE/YETIIE /B SU(GST-RS)
Turning Tool Holder for Small Parts - Back Turning/Grooving and Parting/ Threading (GST-RS)

GST-RS

LIHIEE Ve: 29 m/min
#44 f: 0.02 mm/rev

P ap: 1 mm

" s N
s ™
B = |
! GESAC GAT7115
55 competor
® I[
e ' IT#E Qty
R~ 1RET w®F Ez
iTEs Dimension (mm) CERTI A Screw Wrench Stock
Ordering Code ‘ " ‘ . ‘ TR ‘ WF‘ — ‘ Insert ‘ § ‘ /6 ‘ - 1
GSTR/L1010JK3-RS 10 10 120 10 7.2 6 GST*3R** SSAM045070 TT10P [} O
GSTR/L1212JK3-RS 12 12 120 12 7.2 6 GST*3R** SSAM045070 TT10P [ ] O
GSTR/L1010JK4-RS 10 10 120 10 7.2 8 GST*4R** SSAM045070 TT10P [ ] O
GSTR/L1212JK4-RS 12 12 120 12 7.2 8 GST*4R** SSAM045070 TT10P [} O

@ITAEETF Stock OFEFAE Available upon Order
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K44 Long Shaft

fERJIR Insert: DCGT11T302M-BF-GAT7115

II44%} Material: SUS304

HIHIEE Ve: 14m/min
44 f: 0.035 mm/rev

iR ap: 0.1 mm

GESAC GATT7115
& competitor 4000pcs

INI%#E Qty

JSECME Auto Parts

{EAR7]F Insert: VBGT110302M-BF-GAT7115
BINI#4# Material: GH625
HIHIERE Vc: 50 m/min
#44 f: 0.05 mm/rev

Y% ap: 0.1 mm

GESAC GAT7115
558 competior

IMI%#E Qty
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PN ZEf

Cutting Cases

GAT7120

FTEN#44 Printer Shaft

4 Shaft

GAT7120A

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

{EATIH insert: TNGG160402R-P-GAT7120

I TA4%} material: 1215

E)EE Vc: 88 m/min

#44 f 0.055 mm/rev

iR ap: 1 mm

fEFATIR insert: VBGT110301R-S-GAT7120
PINI#4# material: SUS304
LIHIERE Vc: 66 m/min
#44 f: 0.045 mm/rev

Y ap: 0.1 mm

A

BE Shim

&%k Tube Fitting

fEATIR insert: TNGG160402M-AK-GAT7120A
I TA4%¥ material: 1215

{EH7]F insert: PVCGT110302M-BF-GAT7120A
NI #4#} material: C45Pb

PIEIERE Ve: 110m/min IEIEEE Ve: 108m/min /
44 f: 0.05 mm/rev 4 f: 0.07Tmm/r a
P& ap: 0.04 mm Y7 ap: 0.07-0.1 mm
GATT7120A 4000pcs GAT7120A 1350pcs
5585 competior 5558 competior
INI#E Qty INT#E Qty

GAT7120 1200pcs GATT7120 7500pcs +88%
2 competitor ||| GG =5 competitor
INT#= Qty INI%E Qty
4 Shaft F K7 Watch Shell
71K insert: DCGT11T302M-BF-GAT7125 £ B8 71 # insert: TNGG160402R-P-GATT125

BINI#4% material: SUS304

YIHIERE Vc: 66 m/min /
#44 f1 0.04 mm/rev

i% ap: 0.03mm

BINI#4# material: SUS316
HIHIEREE Vc: 165 m/min
##44 f: 0.05 mm/rev

IR ap: 0.03mm

GATT7125 180pcs GAT7125 135pcs
TE5h competitor lSOpcs =5 competitor 120pcs
INT#= Qty mI%#%E Qty
38 _ GESAC
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INEHEHIIN THEFTIHI S

Recommended Cutting Data for Small Parts Turning Machining

INEHEHIIN THEFTIEISEHK

Recommended Cutting Data for Small Parts Turning Machining

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

FHIMIHEESE
Recommended Cutting Data
150 If¢ﬁ*‘4 BEE (HB) f&ER = ﬁaifg Ve(m/min) ] pT: ap(mm) #44 f(mm/rev)
Material | Hardness Geometry Grade Cutting Speed Cutting Depth Feed
GATT115 120(60-180)
P GAT7120 90(40-140) 0.1(0.03-0.5) 0.1(0.03-0.18)
GATT125 90(40-150)
GATT7115 120(60-180)
G GATT120 90(40-140) 0.8(0.3-2.5) 0.05(0.01-0.08)
GAT7125 90(40-150)
GATT115 120(60-180)
S GAT7120 90(40-140) 0.8(0.3-2.0) 0.12(0.08-0.25)
GATT125 90(40-150)
GATT115 120(60-180)
AF GATT7125 90(40-150) 0.16(0.02-0.2) 0.08(0.03-0.12)
n steel <300 GATT7120A 100(50-160)
GATT115 120(60-180)
AK GATT7125 90(40-150) 1.4(0.3-2.5) 0.07(0.02-0.12)
GATT120A 100(50-160)
GATT115 120(60-180)
BF GATT125 90(40-150) 0.7(0.2-1.2) 0.06(0.02-0.12)
GATT120A 100(50-160)
GATT115 120(60-180)
BK GATT7125 90(40-150) 1.6(0.8-2.5) 0.08(0.03-0.12)
GATT120A 100(50-160)
GATT115 120(60-180)
MM GATT7125 90(40-150) 1.8(0.8-3.0) 0.06(0.03-0.1)
GATT7120A 100(50-160)

40 _GESAC

EHIMTHESE
Recommended Cutting Data
S0 THm8 | BEE (HB) | 18R h&s LRE Ve(m/min) ] 7% ap(mm) #44 f(mm/rev)
Material | Hardness Geometry Grade Cutting Speed Cutting Depth Feed
GATT115 100(60-150)
P GATT7120 80(40-120) 0.1(0.03-0.5) 0.1(0.03-0.18)
GATT7125 80(40-130)
GATT115 100(60-150)
G GAT7120 80(40-120) 0.8(0.3-2.5) 0.05(0.01-0.08)
GATT7125 80(40-130)
GAT7115 100(60-150)
S GAT7120 80(40-120) 0.8(0.3-2.0) 0.12(0.08-0.25)
GAT7125 80(40-130)
Stainless
< 300 GAT7115 100(60-150)
M s TN AF 0.16(0.02-02)  0.08(0.03-0.12)
GAT7125 80(40-130)
GATT115 100(60-150)
AK 1.4(0.7-2.5) 0.07(0.02-0.12)
GAT7125 80(40-130)
GATT115 100(60-150)
BF 0.7(0.2-1.2) 0.06(0.02-0.12)
GATT7125 80(40-130)
GAT7115 100(60-150)
BK 1.6(0.8-2.5) 0.08(0.03-0.12)
GATT7125 80(40-130)
GATT115 100(60-150)
MM 1.8(0.8-3.0) 0.06(0.03-0.1)
GATT7125 80(40-130)
GESAC _ 41
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Recommended Cutting Data for Small Parts Turning Machining

NEW CUTTING TOOLS CATALOGUE

NEW CUTTING TOOLS CATALOGUE | 202248 T 25 &8
== s s
INEHEHIIN THEFLIEI B
Recommended Cutting Data for Small Parts Turning Machining
GSTTYIRESETIRER
Cutting Depth and Cutting Times
SR .
it % BIR e
Fht (Pitch) e (Knife (To@al @)
X Cutting . 1 2 3 4 5 6 7 8 9 10
(Type) (Model) Point) (Times of
Depth) N
E)
0.20mm 0.15 4 0.06 | 0.04 003 0.2
0.25mm 0.19 4 0.07 | 0.06 0.04 0.02
030mm | GorraRiL Max 0.23 4 0.08 | 0.07 0.06 0.02
0.35mm A/B6000 ?F“ié 0.27 5 0.08 | 0.07 0.06 0.04 0.02
0.40mm (Smooth) 030 5 0.10 | 0.08 0.06 0.04 0.02
0.45mm 0.34 6 0.10 | 0.08 0.06 0.04 0.04 0.02
GSTT3R/L
/6000 0.38 6 0.10 | 0.10 0.07 0.05 0.04  0.02
0.50mm GSTT 3R/L
e 0.05 0.33 5 0.10 | 0.10 0.07 0.04  0.02
Max
DB MR GSTTGS(%L o0 0.45 7 010 010 008 006 005 004 002
(Metric | (External 0.60mm A/B B
thread)  thread) (Smooth)
GSTT3R/L
RO 0.05 0.40 6 0.10 | 0.10 0.08 0.06 0.04 0.02
0.70mm 0.05 0.48 6 0.10 | 0.0 0.10 0.10 0.06  0.02
GSTT3R/L
01smm GO o0 0.05 0.52 7 0.10 | 0.0 0.0 0.8 0.07 005 0.02
0.80mm 0.05 0.56 7 0.10 | 0.0 0.0 0.10 0.08 006 0.02
0.05 0.71 8 015 0.5 012 0.0 0.08 0.06 0.03  0.02
1.00mm GSTT 3R/L
A/B60005 0.10 0.66 7 0.18 015 012 0.0 006 003 0.2
GSTT 3R/L 0.05 0.90 9 020 018 013 0.0 0.0 0.07 0.05 0.05 0.02
1.25mm N6001
0.10 0.85 8 020 0.8 013 0.0 010 007 0.5 0.02
1.50mm GSJQOZ';/L 0.10 1.04 10 020 018 014 012 010 010 008 005 005 0.02

EUNMTHESE
Recommended Cutting Data
53! - briz e prie )
THHE  BEE (HB) 25 TE] BRE L gimapmm) | PR o s
0 Material | Hardness | Series Grade heiwin Cutting Depth e P G {re)
Cutting Speed Grooving Feed | Surfacing Feed
GATT7115 120(60-180)
GSAB GATT120 90(40-140) 2.0(0.5-5.0) | 0.02(0.01-0.03) 0.05(0.01-0.1)
GATT125 90(40-150)
GATT115 120(60-180)
GSTB GATT120 90(40-140) 2.5(0.5-6.0) | 0.02(0.01-0.03) | 0.05(0.01-0.15)
GATT7125 90(40-150)
n Steel < 300
GAT7115 120(60-180)
GSTC - 0.02(0.01-0.03) -
GATT7125 90(40-150)
GATT7115 120(60-180)
GSTS - 0.02(0.01-0.03) -
GATT7125 90(40-150)
GATT7115 120(60-180)
GSTT - - -
GATT7125 90(40-150)
GATT7115 100(60-150)
GSAB GATT120 80(40-120) 2.0(0.5-5.0) | 0.02(0.01-0.03) 0.05(0.01-0.1)
GATT125 80(40-130)
GATT7115 100(60-150)
GSTB GATT120 80(40-120) 2.5(0.5-6.0) | 0.02(0.01-0.03) 0.05(0.01-0.15)
TEW GAT7125 80(40-130)
M (Stainless < 300
steel) GATT7115 100(60-150)
GSTC - 0.015(0.01-0.02) -
GATT125 80(40-130)
GATT7115 100(60-150)
GSTS - 0.015(0.01-0.02) -
GATT125 80(40-130)
GATT7115 100(60-150)
GSTT - - -
GATT125 80(40-130)
42 _ GESAC
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PCBN BHC200P Series for Turning Hardened Steel

o KAECBNEF, ZRERASEHR, RAEEREN, #—PaUrailBlmIRER.

Solid CBN without carbide are used to improve the welding stability, and further strengthen the stability of product cutting.

o FTI—RTIAISING R, MLFERMEEY, RASLRE FTHFERF®.
The new generation of TiAISiN coating has good chemical wear resistance and improves the cutting life while at highly
speed.

o FIENEIRA AR5, MHLREEEIFRFTRATIKEEN—E, B8 7 =miEifit.
The new double-sided welding pad series doubles the number of available tool edges compared with the original single-
sided welding pad, which improves the economy of the product;

o EATEANMAVESDIPEMEINT, HASAFRER, i, WA
It is suitable for continuous to medium intermittent processing of hardened steel. Typical parts include gears, transmission
shafts, bearings, etc.

N AT

Application Introduction

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

300
250 |-
b 200 [ :
a BHC225P
E = : :
cutting 150 "E—-_'-
speed [
Ve i .
(m/min) 100 [ ' ' BHC135P
BHC125P
50 [
0
pET 2 Ll rhif4: SRHTLE
Continuous Lightintermittent ~ Medium intermittent  Heavy intermittent

N TIRAZ R E o X
low Load on the tool edge high
BRI =4 Typical part

st L3S
Gear Bearing

fEnhih AESH
Transmission shaft Automobile parts
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EFFENNEHFREPCBNES N A—5

Application Summary of New Coated PCBN Grades for Hardened steel

BHC210Pi& R FiELR B R brsein T

BHC210P is suitable for continuous to light interrupted machining of hardened steel.

o H—RTIAISINGE, HEZERMREN, RASLEETH
fER%ER.

The new TiAlSiN coating has good chemical wear resistance
and improves the service life at high linear speed.

o (X EMRBIIACBNEE, BEMEHNMES. dEERR
Eo

Low content fine-grained CBN matrix has excellent wear
resistance, red hardness and stability.

WO 4% Workpiece  GCr15(58-62HRC)

JIEES Test tool DNGA150408LS-2

YIH&%k Parameters

Vc=180m/min, f=0.lmm/rev, ap=0.1mm,
KEILEK /NS (wet/external) Emulsion/ externa

02q==-m-mmmmmemmmmmmm—em———n

[ S e e e @

B S m

0.12-
Einl
Flank 008+
surface 0, |
abrasion

IHIEEE cutting distance (km)

BHC210P
IR R Y7
Good wear
resistance

0.8 === mmmmmmmm e A
x
1) (11 T I T Oy
3 BHC210P
,tli =EFRRER
*E 04 - - m o - AT ‘Excellent surface quality
E

Surface 02 &K o _____

roughness

Ra o
(um) 1 2 3 4 5 6 7 8

IHIEEE cutting distance (km)
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BHC225Pi& A TiE4LEIMTER N T

BHC225P is suitable for continuous to interrupted machi ni ng of hardened steel.

TiSINE

AlTINE
AlTINE

o —HTIAISINGG R, TCFERMERELT, RASHEE T
fER%&F,

The new TiAISiN coating has good chemical wear resistance
and improves the service life at high speed.

o RELACBNEMK, BERAMBHNMELE. MBAERIRE
o

Mixed crystal solid CBN matrix has excellent wear
resistance, toughness and stability.

WO T#4% Workpiece | SKD11(58-62HRC)

TJIEEYS Test tool TNGA160408M-3

4| &%k Parameters

Vc=150m/min, f=0.12mm/rev, ap=0.2mm, KEIWL®K/INE (wet/

external)
" B ARME
= BE7]break Com.B coated ceramics Bﬁ%é&%mﬁﬁﬁﬁﬁﬁ
7Dj 0287 - - - mmm e e m oo 1 Better tool life and stability
& 024 ---mmmmmo H AT i) 1:
BHC225P
% T MEMERE B
*J'—‘\ Good wear resistance % 4
Flank R il tool
surface o8- E_ A . life . = ] |
abrasion (km) &
VB e < S & &
(mm) < @c‘%&é &
o 1 2 3 4 5 6 71 8 G & &
F” ol
tEIEEE cutting distance (km) ¢ Q;zo@?’
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FHITIR (A 2)

Turning Inserts (Negative)

CN

E1280° HFL
Rhombic80°,with Hole

R~ REPCBN
Dimension(mm) Coated PCBN
TS T3
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
CNGA120404LS-2 2 2.2 12.7 4.76 5.16 0.4 [} [}
- CNGA120408LS-2 2 2.2 12.7 4.76 5.16 0.8 [}

(.\ CNGA120404M-2 2 2.2 12.7 4.76 5.16 0.4 [}

z CNGA120408M-2 2 2.2 12.7 4.76 5.16 0.8 [} [}
CNGA120412M-2 2 2.2 12.7 4.76 5.16 1.2 [}
CNGA120408H-2 2 2.2 12.7 4.76 5.16 0.8 [} [}

@R AEETFStock OFFEAvailable upon Order
E/280° BL
Rhombic80°,with Hole
R~ REPCBN
Dimension(mm) Coated PCBN
T8RS T
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
CNGA120404LS-4 4 2.2 12.7 4.76 5.16 0.4 [ J
\ CNGA120408LS-4 4 2.2 12.7 4.76 5.16 0.8 [}
1
(6 - CNGA120404M-4 4 2.2 12.7 4.76 5.16 0.4 [}
v CNGA120408M-4 4 2.2 12.7 4.76 5.16 0.8 [}
CNGA120412M-4 4 2.2 12.7 4.76 5.16 1.2 [}
CNGA120408H-4 4 2.2 12.7 4.76 5.16 0.8 [}
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@R EETEStock OFEFMEAvailable upon Order

FHITI A (5 E)

Turning Inserts (Negative)

DN

EH55° BFL
Rhombic55°,with Hole

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

R~ REPCBN
Dimension(mm) Coated PCBN
iTHS T3
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
DNGA150404LS-2 2 2.2 12.7 4.76 5.16 0.4 O
DNGA150408LS-2 2 2.2 12.7 4.76 5.16 0.8 [}
DNGA150404M-2 2 2.2 12.7 4.76 5.16 0.4 [} [}
DNGA150408M-2 2 2.2 12.7 4.76 5.16 0.8 [}
DNGA150412M-2 2 2.2 12.7 4.76 5.16 1.2 [}
DNGA150608M-2 2 2.2 12.7 6.35 5.16 0.8 O
DNGA150612M-2 2 2.2 12.7 6.35 5.16 1.2 O
@iRAEEFStock OFFEAvailable upon Order
ER55° B
Rhombic55°,with Hole
RSP SREPCBN
Dimension(mm) Coated PCBN
ITRS T
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
DNGA150404LS-4 4 2.2 12.7 4.76 5.16 0.4 [}
DNGA150408LS-4 4 2.2 12.7 4.76 5.16 0.8 [}

s DNGA150404M-4 4 2.2 12.7 4.76 5.16 0.4 [}
DNGA150408M-4 4 2.2 12.7 4.76 5.16 0.8 [}
DNGA150412M-4 4 2.2 12.7 4.76 5.16 1.2 [}
DNGA150604M-4 4 2.2 12.7 6.35 5.16 0.4 [}
DNGA150608M-4 4 2.2 12.7 6.35 5.16 0.8 [}
DNGA150612M-4 4 2.2 12.7 6.35 5.16 1.2 [}

@R ETFStock OFFEAvailable upon Order
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FHITIR (fAf) FHITIR (faBY)
Turning Inserts (Negative) Turning Inserts (Negative)
sl y
_ . g a
=faf60° B £735° AL o
Triangle 60°,with Hole s Rhombic35°,with Hole A= LE
R~ #%EPCBN R~ S%EPCBN
Dimension(mm) Coated PCBN Dimension(mm) Coated PCBN
= T8 TS T
Ordering code Edge Ordering code Edge
LE IC S D1 RE BHC210P BHC225P LE IC S D1 RE BHC210P BHC225P
TNGA160404LS-3 3 2.2 9.525 4.76 3.81 0.4 ° VNGA160404LS-2 2 22 9.525 4.76 3.81 0.4 °
TNGA160408LS-3 3 2.2 9.525 4.76 3.81 0.8 ° VNGA160408LS-2 2 22 9.525 4.76 3.81 0.8 °
. TNGA160404M-3 3 2.2 9.525 4.76 3.81 0.4 ° ° VNGA160404M-2 2 22 9.525 4.76 3.81 0.4 ° °
‘ TNGA160408M-3 3 2.2 9.525 4.76 3.81 0.8 ° ° VNGA160408M-2 2 22 9.525 4.76 3.81 0.8 o} °
TNGA160412M-3 3 2.2 9.525 4.76 3.81 1.2 o VNGA160412M-2 2 2.2 9.525 4.76 3.81 1.2 °
TNGAL60404H-3 3 22 9.525 4.76 381 0.4 O @R EEFStock OFFEAvailable upon Order
TNGA160408H-3 3 2.2 9.525 4.76 3.81 0.8 °
@R AEETFStock OFFlEAvailable upon Order
E%ﬁ;GOO ﬁ?l.; %ﬁ;?)so ﬁ%t f A
Triangle 60°,with Hole o e RE . ic
g ) Rhombic35°,with Hole LE
Dimen)zzj;ﬂmm) CﬁEdszgN R ARPCBN
N Dimension(mm) Coated PCBN
'l:rh’? 7]& ITE=
Ordering code Edge Bl 7
: : LE Ic s D1 RE BHC210P BHC225P Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
TNGA160404LS-6 6 22 9.525 4.76 3.81 0.4 ° VNGAL60404L5-4 4 29 9.525 476 381 04 °
TNGA160408LS-6 6 22 9.525 4.76 3.81 0.8 ° @ NcAlcoloslod . s 9505 476 381 08 A
= @ | [NGAL60404M-6 6 22 9525 476 3.81 0.4 e - VNGA160404M-4 4 22 9525 476 3.81 0.4 °
\ TNGA160408M-6 6 22 9.525 4.76 3.81 0.8 ° = R a . — e -l 3 ~
TNGAL60412M-6 6 22 9.525 4.76 3.81 1.2 ° VNGAL60412M-4 4 29 9.525 476 381 1) °
TNGA160408H-6 6 22 9.525 4.76 3.81 0.8 °

@R EEFStock OFFEAvailable upon Order
@ITEETFStock OFFiEAvailable upon Order
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FHITIR (A 2)

Turning Inserts (Negative)

WN )
—_ 7/,
7NBHZ80° B FL Z
Hexagon80°,with Hole —=-
R~ REPCBN
Dimension(mm) Coated PCBN
TS T
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
WNGA080404LS-3 3 2.2 12.7 4.76 5.16 0.4 [}
WNGA080408LS-3 3 2.2 12.7 4.76 5.16 0.8 [}
s ’ WNGA080404M-3 3 2.2 12.7 4.76 5.16 0.4 [}
U WNGA080408M-3 3 2.2 12.7 4.76 5.16 0.8 [}
WNGA080412M-3 3 2.2 12.7 4.76 5.16 1.2 O
WNGA080408H-3 3 2.2 12.7 4.76 5.16 0.8 [}
@R AEETFStock OFFlEAvailable upon Order
S bToono s
7NIOARZ80° B FL RE
Hexagon80°,with Hole .S
R~ JREPCBN
Dimension(mm) Coated PCBN
iTRS Ik
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
WNGA080404LS-6 6 2.2 12.7 4.76 5.16 0.4 [}
61 WNGA080408LS-6 6 2.2 12.7 4.76 5.16 0.8 [}
u WNGA080404M-6 6 2.2 12.7 4.76 5.16 0.4 [}
WNGAO080408M-6 6 2.2 12.7 4.76 5.16 0.8 [}
WNGA080412M-6 6 2.2 12.7 4.76 5.16 1.2 [ ]
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@tmEETEStock OFEFEAvailable upon Order

ZHI7I A (IERY)

Turning Inserts (Positive)

CC

EH1.80° BFL
Rhombic80°,with Hole

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

R~ REPCBN
Dimension(mm) Coated PCBN
iTHS T3
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
CCGW060202L-2 2 2 6.35 2.38 2.8 0.2 [ ] [ ]
CCGW060204L-2 2 2 6.35 2.38 2.8 0.4 [ ] [ ]
CCGW060208L-2 2 2 6.35 2.38 2.8 0.8 @]
< CCGW060204M-2 2 2 6.35 2.38 2.8 0.4 [ ] [ ]
, CCGW060208M-2 2 2 6.35 2.38 2.8 0.8 [ ] [ ]
CCGWO09T304L-2 2 2 9.525 3.97 4.4 0.4 [ ] [ ]
CCGWO09T308L-2 2 2 9.525 3.97 4.4 0.8 @]
CCGWO09T304M-2 2 2 9.525 3.97 4.4 0.4 [ ] [ ]
CCGWO09T308M-2 2 2 9.525 3.97 4.4 0.8 [ ]
CCGWO09T304H-2 2 2 9.525 3.97 4.4 0.4 [ ]
CCGWO09T308H-2 2 2 9.525 3.97 4.4 0.8 [ ]
@R EETFStock OFFEAvailable upon Order
ER.55° B
Rhombic55°,with Hole
R~ JREPCBN
Dimension(mm) Coated PCBN
TS T
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
DCGW070202L-2 2 2 6.35 2.38 2.8 0.2 [ ] [ ]
DCGW070204L-2 2 2 6.35 2.38 2.8 0.4 [ ] [ ]
DCGW070204M-2 2 2 6.35 2.38 2.8 0.4 O
- DCGW070208M-2 2 2 6.35 2.38 2.8 0.8 [ ]
- DCGW11T304L-2 2 2 9.525 3.97 4.4 0.4 [ ]
’ DCGW11T308L-2 2 2 9525 397 44 0.8 °
DCGW11T302M-2 2 2 9.525 3.97 4.4 0.2 [ ]
DCGW11T304M-2 2 2 9.525 3.97 4.4 0.4 [ ] [ ]
DCGW11T308M-2 2 2 9.525 3.97 4.4 0.8 [ ] [ ]

@iTAEEFStock OFFEAvailable upon Order

GESAC _ 53




2022tNHI TE# &AM | NEW CUTTING TOOLS CATALOGUE

FHI7I A (IERY)

Turning Inserts (Positive)

TC

=A60° BEL
Triangle 60°,with Hole

R~ REPCBN
Dimension(mm) Coated PCBN
T8RS T3
Ordering code Edge
LE IC S D1 RE BHC210P BHC225P
TCGW110304L-3 3 2 6.35 3.18 3.4 0.4 O
Z TCGW110304M-3 3 2 6.35 3.18 3.4 0.4 O
'”‘ @ TCGW110308M-3 3 2 6.35 3.18 3.4 0.8 o)
@R EETEStock OFEFEAvailable upon Order
= ffis60° L
Triangle 60°,with Hole
R~ REPCBN
Dimension(mm) Coated PCBN
T8RS T
Ordering code Edge
LE IC s D1 RE BHC210P BHC225P
TPGW080202L-1 1 2 4.76 2.38 2.34 0.2 O
TPGW080204L-1 1 2 4.76 2.38 2.34 0.4 [ ]
TPGW080208L-1 1 2 4.76 2.38 2.34 0.8 O
TPGW090202L-3 3 2 5.56 2.38 2.8 0.2 O
TPGW090204L-3 3 2 5.56 2.38 2.8 0.4 [ ]
TPGW090208L-3 3 2 5.56 2.38 2.8 0.8 O
‘ TPGW110204L-3 3 2 6.35 2.38 2.8 0.4 O
‘ TPGW110208M-3 3 2 6.35 2.38 2.8 0.8 @]
TPGW110302L-3 3 2 6.35 3.18 3.4 0.2 O
TPGW110304L-3 3 2 6.35 3.18 3.4 0.4 [ ] [ ]
TPGW110308L-3 3 2 6.35 3.18 3.4 0.8 [ ] [ ]
TPGW110304M-3 3 2 6.35 3.18 3.4 0.4 @]
TPGW110308M-3 3 2 6.35 3.18 3.4 0.8 O
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@R AEEFStock OFFEAvailable upon Order

ZHI7I A (IERY)

Turning Inserts (Positive)

VB

ER35° /L
Rhombic35°,with Hole

NEW CUTTING TOOLS CATALOGUE

| 2022478 T B3 S0

R~ JREPCBN
Dimension(mm) Coated PCBN

%S T

Ordering code Edge

LE IC S D1 RE BHC210P BHC225P
VBGW110302L-2 2 2 6.35 3.18 2.8 0.2 O
VBGW110304L-2 2 2 6.35 3.18 2.8 0.4 O
VBGW110308L-2 2 2 6.35 3.18 2.8 0.8 O
VBGW110304M-2 2 2 6.35 3.18 2.8 0.4 [}
VBGW110308M-2 2 2 6.35 3.18 2.8 0.8 O
VBGW160404L-2 2 2 9.525 4.76 4.4 0.4 [}
VBGW160408L-2 2 2 9.525 4.76 4.4 0.8 O
VBGW160404M-2 2 2 9.525 4.76 4.4 0.4 [}
VBGW160408M-2 2 2 9.525 4.76 4.4 0.8 [} [}
@R AEEFStock OFFEAvailable upon Order
EF35° B/
Rhombic35°,with Hole
R~ JREPCBN
Dimension(mm) Coated PCBN

TS UIE: S

Ordering code Edge

LE IC S D1 RE BHC210P BHC225P

VCGW110302L-2 2 2 6.35 3.18 2.8 0.2 O
VCGW110304L-2 2 2 6.35 3.18 2.8 0.4 ([ ]
VCGW110308L-2 2 2 6.35 3.18 2.8 0.8 O
VCGW110308M-2 2 2 6.35 3.18 2.8 0.8 (@)
VCGW160404L-2 2 2 9.525 4.76 4.4 0.4 O O
VCGW160408L-2 2 2 9.525 4.76 4.4 0.8 O
VCGW160402M-2 2 2 9.525 4.76 4.4 0.2 [ J
VCGW160404M-2 2 2 9.525 4.76 4.4 0.4 [ J

@FTEREFStock OFEFEAvailable upon Order
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Rz A S5l
Application

ZEH1: TERLMT
Case 1: Planet gear

It

Workpiece  20CrMnTiH (HRC58~62)

+28%
MIA® | 3L (D3213) SELEHZEH)

Processing Internal hole (D32.13)
methods continuous finishing

Svn T
Company A 78

BHC115P )’

BHC210P

0 30 60 90 120

454 Vc=180m/min, fn=0.06mm/
Parameters = rev, ap=0.15mm ,FtI(Dry)

MXTIR TOMIAER (#F/7IR)
:I'est tool CNGA120408LS-4-BHC210P Average process quantity (pcs/edge)

{12 EZFMI
Case 2: Synchronizer ring

I

Workpiece 20CrMnTiH (HRC56)

mIA= MFL (D100) ELHEZEHI
Processing Internal hole (D100)
methods continuous finishing

+43%
ot . 44,
140

Vc=157m/min, fn=0.05mm/
BHC210P
IS rev, ap=0.15mm,
Parameters KEFLR/NE (wet/
external) Emulsion/ external

0 30 60 90 120 150

MiXTI 8 TYMIHE (/IR
/Test tool VBGW160404L-2-BHC210P Average process quantity (?cs/edge)

=H3: BEBETINEZNT
Case 3: Hub of wheel hub unite

I

Workpiece 65Mn (HRC60)

MIAR AL (D70) EEELAEZEH]
Processing Internal hole (D70)
methods continuous finishing

+135%
Compf:ngfg m )))

BHC225P

0 40 80 120 160 200 240

Vc=250m/min, fn=0.17mm/ ||
bEIESE S rev, ap=0.2mm,
Parameters KEILBR/RE (wet/

internal) Emulsion/ externa

Pl wal=t EMIHE (4/7IR)
Test tool VNGA160408M-4-BHC225P Average process quantity (;;cs/edge)
56 _ GESAC
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RZFAZE
Application

Z=hl4: ZRITERMT
Case 4: Second stage planetary gear

I

Workpiece 18CrNIMo7A (HRC58~62)

mIBR MFL (D316) ELHFZFHI
Processing Internal hole (D316)
methods continuous finishing

+25%
Compf:nﬁfg )))
5

Vc=104m/min, fn=0.37mm/

e 7Tmm/ BHC225P
Pa)rJer;:é(rs rev, ap=0.25mm JKEILURK/

984 (wet/external) 01 2 3 4 5
S ERMTHS (/75
:I{;;ittzg)i CNGA120408M-2-BHC225P Average process quantity (?cs/edge)

HEFTIHIS

Recommended Cutting Data

PR - #:%F - LR
. Lower limit-Recommend-Upper limit
150 Tk | BBE (HB) ERTF s 1} -3 . - e
Material | Hardness = used for Grade Application PIHRE PZIp BHAE
cutting speed | Cutting Depth Feedrate
Vc(m/min) ap(mm) f(mm/rev)
o e ¥EIT
LR ~ BEHTER Finishi 140-180-260  0.05-0.10-0.20 = 0.05-0.08-0.15
Continuous inishing
and light  BHC210P .
interrupted ML 100-150-180 | 0.10-0.20-0.35 = 0.08-0.12-0.25
m =R processing Semi finishing
High 5 Hreso =
hardness 12 ~ chESHEL Fi’?@ﬁg 120-160-220 | 0.05-0.10-0.20 = 0.05-0.08-0.15
Light and ¥*§UHI
medium BHC225P s R 100-140-170 = 0.10-0.20-0.35 = 0.08-0.13-0.25
. emi finishing
interrupted
processing $ASNT Roughing  100-120-140 | 0.25-0.35-0.50 = 0.10-0.20-0.25
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R TR

Application Introduction

. BHINTIHES RN THES
Cast iron processing grade Hardened steel processing grade
300 [
1200
BKN225Z zor
y 100F it | [BAC215Z
f‘;ﬂ w0 b G200
B ool Cuu’%ng 150 |BHN105Z BHC2252
cutting speed 100 I :
Pl a0 p PN : L — BANI135Z
(mjmin) tEf A& carbide m/min) L
200
0 0 &4 %ﬁ‘ﬁﬁi EF?W i
BT £EMT anT EHMT Continuous  Light _ Medium —  Heavy
Finishing  Semi-Finishing Roughing Heavy Cutting intermittent intermittent  intermittent
0 TIRAENRGE x ‘ ‘ O Q
low Load on the tool edge high
N TIRFEZ R
low Load on the tool edge high
b W
I ##UPCBNZFRITIRYZRTI
Solid Welding PCBN YZ Series for Turning Hardened
Steel and Cast Iron
e EEFHHREY. BEalEREGME ZHNATEE, ﬁggg{q: Typ|cal part

Better stability, longer tool life and wider application range.

o I FTVEIRLEH, WHEAH, £FMES.
Solid welding CBN Available on both sides, more economical.

2EMATIFETZ, AFFEMIFEREL,
Automatic vacuum welding process has strong welding stability.

o REBWERETMEEMK, EIFNNRFAMEZIN T,
Substitute carbide and ceramic materials to realize efficient processing of hardened steel and cast iron.

54t LV FIRELE
Gear Bearing Compressor
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I PCBNE S HA—% EHITIA (51 R) _
Application Summary of New Solid Welding PCBN Grade Turning Inserts (Negative)

&S et B R C N

Grade Color Grade Microstructure Grade Feature %%800‘75?'-' .
Rhombic80°,with Hole

R~ Z#EPCBN
Dimension(mm) Solid Welding PCBN
TS UAE:
« FURE SRR E MM S, BAMRE Ordering code Edge
FoE Excellent impact and wear resistance, it has strong universality. LE IC S D1 RE BKN225Z BHC2157 BHC225Z
BKN225Z Unc”o\agg CEETREH®. BREGSHHRAFEINTARINT

Semi-finishing and finishing of grey cast iron and high hard o °

alloy cast iron. CNGA120404LS-4 4 2.2 12.7 4.76 5.16 0.4
CNGA120408LS-4 4 2.2 12.7 4.76 5.16 0.8 @) [ ]
CNGA120412LS-4 4 2.2 12.7 4.76 5.16 1.2 O (@)
CNGA120404M-4 4 2.2 12.7 4.76 5.16 0.4 @) (@) O
CNGA120408M-4 4 2.2 12.7 4.76 5.16 0.8 [ ] [ ] ([ ]

—ETiAISING B 4 R W A EEdR=—g2 N A

Z=aTs)

CNGA120412H-4 4 2.2 12.7 4.76 5.16 1.2 [ [ ]

The new TiAISiN coating has good chemical wear resistance
and improves the service life at high linear speed.
-ESBMABEACENES, BERSOME. Tk G mRIERStock ORIEAvallable upon Order
Low content fine crystalline CBN matrix, with excellent wear

resistance and red hardness.

« &M FHRC50 L EFARAEL IR M40 T

Suitable for continuous to light intermittent machining of

hardened steel.

BHC215Z AR

DN

H—RTIAISINGR, MCFERILEYT, RASLEE THER

=, ZE/55° BAL
The new TiAISIN coating has good chemical wear resistance Rhombic55°,with Hole
and improves the service life at high linear speed.
o ——, CRRLH, RAMMESTEE, IRNERENNINKES R STEERPCEN
A multi-modal grained CBN substrate, has superior toughness Dimension(mm) Solid Welding PCBN
and greatly improved wear resistance, and can achieve more iTee T
stable machining and longer tool life. Ordering code Edge
< EETFHRCS0LL_EFANEER T LE IC S D1 RE BKN225Z BHC215Z BHC225Z

Suitable for general processing of hardened steel.

DNGA150404LS-4
DNGA150408LS-4
DNGA150404M-4
DNGA150408M-4
DNGA150412M-4
DNGA150412H-4

2.2 12.7 4.76 5.16 0.4
2.2 12.7 4.76 5.16 0.8
2.2 12.7 4.76 5.16 0.4
2.2 12.7 4.76 5.16 0.8
2.2 12.7 4.76 5.16 1.2
2.2 12.7 4.76 5.16 1.2

NN N N SIS
ORNORN NNOCRNORNG)
O0C|®@ O 0|0
® O @ O

@i ETFStock OFFEAvailable upon Order
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ZHITIR ()
Turning Inserts (Negative)

TN

=fe0° /L
Triangle 60°,with Hole

R~ I PCBN
Dimension(mm) Solid Welding PCBN
iTRS VAL
Ordering code Edge
LE IC S D1 RE BKN225Z BHC215Z BHC225Z
TNGA160404LS-6 6 2.2 9.525 4.76 3.81 0.4 O [ ]
TNGA160408LS-6 6 2.2 9.525 4.76 3.81 0.8 O @)
TNGA160404M-6 6 2.2 9.525 4.76 3.81 0.4 O @) [
TNGA160408M-6 6 2.2 9.525 4.76 3.81 0.8 ([ ] ([ ] ([ ]
TNGA160412M-6 6 2.2 9.525 4.76 3.81 1.2 O @) [ J
@R AEEFStock OFFEAvailable upon Order
ER35° B/
Rhombic35°,with Hole
R~ I AEFPCBN
Dimension(mm) Solid Welding PCBN
TS TIE
Ordering code Edge
LE IC S D1 RE BKN225Z BHC215Z BHC225Z
VNGA160404LS-4 4 2.2 9.525 4.76 3.81 0.4 O [
VNGA160408LS-4 4 2.2 9.525 4.76 3.81 0.8 @) @)
VNGA160404M-4 4 2.2 9.525 4.76 3.81 0.4 O O O
VNGA160408M-4 4 2.2 9.525 4.76 3.81 0.8 [ [ [
VNGA160412M-4 4 2.2 9.525 4.76 3.81 1.2 O O O

62 _ GESAC

@iTAETFStock OFFEAvailable upon Order

FHITI A (5 E)

Turning Inserts (Negative)

WN

7NIARZ80° B FL
Hexagon80°,with Hole

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

Rt I #FTPCBN
Dimension(mm) Solid Welding PCBN
iTHS T¥
Ordering code Edge
LE IC S D1 RE BKN225Z BHC215Z BHC225Z
WNGAO080404LS-6 6 2.2 12.7 4,76 5.16 0.4 O [ J
WNGAO080408LS-6 6 2.2 12.7 4,76 5.16 0.8 O O @]
WNGAO080404M-6 6 2.2 12.7 4,76 5.16 0.4 [ ] O @]
WNGA080408M-6 6 2.2 12.7 4,76 5.16 0.8 [ ] [ J [ ]
WNGAO080412M-6 6 2.2 12.7 4,76 5.16 1.2 [ ] O [ ]
WNGAO080412H-6 6 2.2 12.7 4,76 5.16 1.2 [ ] O [ ]

@iRAEEFStock OFFEAvailable upon Order
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Rz F3 3£ 5
Application

ZHI1: HAREMT
Case 1: Bearing inner race

It

Workprece GCr15(55~61HRC)

+23%
CompentD

BHC105Z )’

BHC2157

0 100 200 300 400 500 600 700

mIAxX AP (D56) RERHIEREEFHI
Processing Internal hole (D56)
methods continuous finishing

454 Vc=110m/min, fn=0.07Tmm/
Parameters | rev, ap=0.16mm ,F#](Dry)

izt EIMTHE (/7IR)
:I%(isf?c?)ﬁ CNGA120408LS-4-BHC215Z Average process quantity (pcs/edge)

F=512: HAIMNEMT
Case 2: Bearing cup

It .
Workpiece GCr15SiMn (HRC55)
MIA=R SMNE (D280) HELAEZEHI 0
Processing Cylindrical (D280) +567 /0
methods continuous finishing

GBhEB }
Company B )

BHC225

Vc=120m/min, fn=0.13mm/

bIEIESS S
Pa?friﬁgt%jrs rev, ap=0.4mm JKEILIR/
9M%  (wet/external) 0 5 10 15 20 25
MiRTIR EYMIHR (/IR
Test tool VNGA160408M-4-BHC225Z Average process quantity (pcs/edge)

2613 TIREZEN L
Case 3: Upper bearing of compressor

It
Workpiece HT250 (HB200)

TRERSMNE (D62.3) HELHEZE

MIm®  BE (D71-87) ELE g — +400%
Processing Cylindrical (D62.3) and Company E
methods = face (D71~87) continuous §
finishing BKN115Z )
Vc=412~650m/min,
IS fn=0.25mm/rev, BKN225Z 100

Parameters ap=0.7~0.9mm JKEILILE/A
% (wet/internal)

0 400 800 1200 1600

FEMIAE 1/ 7IR)
Average process quantity (pcs/edge)

MiLTIR

DNGA150408M-4-BKN225Z
Test tool

64 _ GESAC
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RZFAZE
Application

Z=hl4: =REENSEL
Case 4:Cylinder of compressor

It
Workpiece HT250 (HB200)
MIAR  GsE (D50.5~86) REILAELE 0
Processing Face (D50.5~86) little +30 /0
methods interrupted finishing D
Company D )
Vc=450m/min, fn=0.3mm/ BKN225Z 1300
=S
Pa)rjfr{;etgg s eV ap=0.3~0.5mm KEZ
&M% (wet/external) 0 400 800 1200 1600
gt SESMIHE (/7IR)
'I{\ii?oﬁ WNGA080408M-6-BKN225Z Average process quantity (;ptcs/edge)

HEFTIHIZ

Recommended Cutting Data

TR - #:7F - LR
Lower limit-Recommend-Upper limit
150 TR BEE (HB) s 1) . - e
Material | Hardness Grade Application HIHERE IR briirl <
cutting speed Cutting Depth Feedrate
Vc(m/min) ap(mm) f(mm/rev)
p— #5100 Finishing 600-800-1200 0.05-0.10-0.30 0.05-0.10-0.20
m Cast HB180~300 BKN225Z @ ##5H0T Semifinishing 400-600-1000 0.15-0.30-0.50 0.05-0.20-0.40
material
#2150 Roughing 300-450-700 0.30-0.50-0.80 0.05-0.25-0.40
¥&I0L Finishing 120-150-230 0.05-0.10-0.20 0.05-0.10-0.15
BHC215Z
STEEME FFEINT Semi finishing 100-120-180 0.10-0.30-0.50 0.08-0.15-0.25
ha';'éizss > HRC50 #510T Finishing 120-150-200 0.05-0.10-0.20 | 0.05-0.10-0.15
BHC225Z = ##5hNT Semi finishing 100-130-180 0.10-0.30-0.35 0.08-0.15-0.25
#AI0T Roughing 80-110-150 0.25-0.50-0.80 0.10-0.20-0.30
GESAC _ 65
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R TR

Application Introduction

 BHRIMIkES KNI ThES
Cast iron processing grade Hardened steel processing grade
300
1200
250 |
9 ol BKN225S 7
52 800 - E 200" 'BHN105S ‘
cuﬁng 600 - cut)tzing 150 [ } : ;7E87H7'jl72}?§
speed ‘ e ‘ 100 [0 e L
\3 400 F . Mntuintuintuiniets s st sl :
(m/min) 3 BEA$carbide (m/min) wof BHN1355
200 |
0 0 ES Sﬂﬁhii q:g{[é; i
BNI  ¥EMI EmI  ESAT Continuous __ Light Medium - Heavy
Flmshlng Semi-Finishing Roughing Heavy Cutting intermittent intermittent intermittent
I\ TIREZ BRI R ‘ ‘ ‘ Q
low Load on the tool edge high
h TIREZ R
low Load on the tool edge high
A [
E{FLPCBNFEHITIAYSAS
Solid PCBN YS Series for Turning Hardened Steel and Cast Iron
e AEFEHNREM. EsERASEmIMEN ZRNATEE.
Better stability, longer tool life and wider application range.
o BAINLEM, BEBLMAREFEFRE T RIMNT, ﬁg'_!%f‘{q: Typical part

Solid CBN can be used for machining with large allowance or unstable conditions.

o KBERSEMIEEMK, KILENNESESFMEBEIN Lo
Substitute carbide and ceramic materials to realize efficient processing of hardened steel and cast iron.

MER il EhE AEELIE Elbgg
Brake disc Brake drum Metallurgical roller Slewing bearing
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PEE(AXPCBNES N EB—% M TIR (1)

Application Summary of New Solid PCBN Grade Turning Inserts (Negative) N
2N /
CN |
\
s ge M RLEH = T ono N JkIC
Grade Color Grade Microstructure Grade Feature =280 ‘9'3}'-' . RE = S
Rhombic80°,without Hole LE
R~ E{KPCBN
Dimension(mm) Solid PCBN
1T5S 71
JUREERENITE LIS, BRAMRYE Ordering code Edge
EE Excellent impact and wear resistance, it has strong universality. LE IC S RE BKN225S BHN225S
BKN225S Uncg;tﬂed EETRFHR. BEESTHRIVBAMNT
Suitable for general processing grey cast iron and high hard CNGN120408L5.4 4 19.7 12.7 476 08 o °
alloy cast iron . : : : :
CNGN120404M-4 4 12.7 12.7 4.76 0.4 O @)
CNGN120408M-4 4 12.7 12.7 4.76 0.8 O O
CNGN120412M-4 4 12.7 12.7 4.76 1.2 O @)
CNGN120704M-4 4 12.7 12.7 7.94 0.4 O O
CNGN120708M-4 4 12.7 12.7 7.94 0.8 O
CRSLEH, REMESTEYE, TRNERENMNIMKES CNGN120712M-4 4 12.1 12.1 194 12 hd hd
a multi-modal grained CBN substrate, has superior toughness CNGN120716M-4 4 12.7 12.7 7.94 1.6 @) 0)
BHN225S TEE and greatly improved wear resistance, and can achieve more
Uncoated stable machining and longer tool life. @i EEStock OFFEAvailable upon Order
+ EEFHRCS0A LA RABA N T
Suitable for general processing of hardened steel.
/N
A TNy
N /
DN )
i .
- \, IC
ZH255° ToFL RE LE‘
Rhombic55°,without Hole s
R~ #{KPCBN
Dimension(mm) Solid PCBN
155 TI¥
Ordering code Edge
LE IC S RE BKN225S BHN225S
DNGN110308M-4 4 9.525 9.525 3.18 0.8 O O
DNGN110312M-4 4 9.525 9.525 3.18 1.2 O @)

@iRAEEFStock OFFEAvailable upon Order
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FHITI R (R RY) EHITIF (thRL)

Turning Inserts (Negative) Turning Inserts (Negative)

SN RN any
L BIRZ360°F7L 54/

3
\JOQQJ
)

i IC
EAH90° 7, I S
Square90°,without Hole Circular 360°,without Hole LS.
R~ (KPCBN R~ #{KPCBN
Dimension(mm) Solid PCBN Dimension(mm) Solid PCBN
TS T3 iTHS T3
Ordering code Edge Ordering code Edge
LE IC S RE BKN225S BHN225S LE IC S RE BKN225S BHN225S
SNGN090404M-8 8 9.525 9.525 4,76 0.4 O @] RNGNO060300M - - 6 3.18 - @] [ ]
SNGN090408M-8 8 9.525 9.525 4.76 0.8 O @] RNGNO090300M - - 9.525 3.18 - @] [ ]
SNGN090412M-8 8 9.525 9.525 4,76 1.2 O O RNGN120400M - - 12.7 4.76 - [ ] [ ]
SNGN120404M-8 8 12.7 12.7 4.76 0.4 O @] RNGN120400H - - 12.7 4.76 - [ ] O
SNGN120408M-8 8 12.7 12.7 4,76 0.8 O @] RNGN120700M - - 12.7 7.94 - O O
SNGN120412M-8 8 12.7 12.7 4.76 1.2 [ ] @] RNGN150700M - - 15.875 7.94 - @] O
SNGN120708M-8 8 12.7 12.7 7.94 0.8 O @] RNGN201000M - - 20 10 - O O
SNGN120712M-8 8 12.7 12.7 7.94 1.2 @] @] _ .
@iRAEEFStock OFFEAvailable upon Order
SNGN120716M-8 8 12.7 12.7 7.94 1.6 [ ] @]
SNGN150708M-8 8 15.875 15.875 7.94 0.8 O O
SNGN150712M-8 8 15.875 15.875 7.94 1.2 @] @]
@R AEEFStock OFFEAvailable upon Order
ZFHITI R (IEER)
Turning Inserts (Positive)
IC
S
80° R( : _____
<7
e ] BIF360°F7L 2
WN i Circular 360°,without Hole tls
7NIARZ80°FFL - R+ {APCBN
Hexagon80°,without Hole RE @ Dimension(mm) Solid PCBN
iTRS T3
Ordering code Edge
Ry E{KPCBN LE Ic s RE BKN2255 BHN225S
Dimension(mm) Solid PCBN
TS OIS
Ordering code Edge RCGN120700M - - 12.7 7.94 - O
LE IC S RE BKN225S BHN225S
RCGN160700M - - 16 7.94 - O
WNGNO080404M-6 6 8.72 12.7 4,76 0.4 O O
WNGNO080408M-6 6 8.72 12.7 4.76 0.8 O O
WNGNO080412M-6 6 8.72 12.7 4,76 1.2 O O @iRAEEFStock OFFEAvailable upon Order
WNGNO080416M-6 6 8.72 12.7 4.76 1.6 O O
WNGNO080604M-6 6 8.72 12.7 6.35 0.4 @] @]
WNGNO080608M-6 6 8.72 12.7 6.35 0.8 O O
WNGNO080612M-6 6 8.72 12.7 6.35 1.2 O @]
WNGNO080616M-6 6 8.72 12.7 6.35 1.6 @] @]

@i A&ETFStock OFFiEAvailable upon Order

70 _GESAC GESAC _ 71



2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

VA ESt vd:E 3t

Application Application
1. EFEZEMT 513 MEZMT
Case 1: Slewing bearing Case 3: Brake disc
Workprece 42CrMo  (HRC60) Worktece HT250(HB180~220)
mTrs  RMERE [D860) A Company A MIAR  E SERERESE +400%
Processing . Processing = Face and excircle continuous
methods Inner circle of ball track BHN105S

h . . .
(D860) continuous finishing methods | Roughing by using two inserts

mmh#C
Company C - 200 )))
BKN225S 1000

0 300 600 900 1200

srin22ss |

0 2 4 6 8 10

&%k Vc=110m/min, fn=0.07mm/

BIEIE=S Vc=800m/min, fn=0.45mm
Parameters = rev, ap=0.16mm ,F(Dry) EIBE / /

Parameters = rev, ap=2~3mm,Ft](Dry)

it FAIINTAER (1F/715R)

'#(if’fﬁﬁ RCGN160700M-BHN225S Average process quantity (pcs/edge) Mt TR SESIIMT AR (4F/71R)

CNGN120712M-4-BKN225S Average process quantity (pcs/edge)
Test tool
Z=512: KEREEMT Z=Hl4: FznEinT
Case 2: Foundation of pump Case 4: Brake drum
It It
Workpiece Cr28 (HRC55~60) Workpiece HT250(HB180~220)

mIA= WE (D1254) ZELHEEH! mIEN SMEL SHE. WEESAEE

+100%

Processing Internal hole (D1254) . Processing  Face, excircle and internal
methods  continuous roughing Company B methods  continuous Roughing A0 }
Company D )
BHNZ255 in, 1 | oo I
LI4IBE  Vc=75m/min, fn=0.42mm/ P Vc=1130m/min, fn=0.5mm/

0 1 2 3 rev, ap=2~3mm ,KEI &/

Parameters = rev, ap=2mm, FHI(Dry) Parameters 5% (wet/external)

0 10 20 30 40 50 60 70

Wik 712
Test tool

FIIINTAE (F/71R)

Average process quantity (pcs/edge) W7 CNGN120716M-4-BKN225S
Test tool

FIMTAE (FF/71R)

RNGN120400M-BHN225S Average process quantity (pcs/edge)
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:2eElIE2 5

Recommended Cutting Data

TBR - #%F - LR
Lower limit-Recommend-Upper limit
1SO Tk W (HB) &S IR 2R . - .
Material | Hardness Grade Application TIHERE IR WS
cutting speed Cutting Depth Feedrate
Ve(m/min) ap(mm) f(mm/rev)
FEINT Finishing 600-800-1200 0.05-0.20-0.50 0.05-0.10-0.20
m (iiﬁt;rjii HB180~300 = BKN225S = 45NN Semifinishing = 400-600-1000 0.05-0.50-1.00 0.05-0.20-0.35
#AINT Roughing 300-450-700 0.05-2.00-1/5 LE 0.05-0.35-0.50
. FEINT Finishin 120-150-190 0.05-0.20-0.35 0.05-0.10-0.20
BRI - E
m High = HRC50 BHN225S | #4#&I0T Semi finishing 100-130-160 0.10-0.50-2.00 0.08-0.20-0.35
hardened
#I1T Roughing 70-100-130 0.25-1.00-1/5 LE 0.10-0.35-0.50
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EEMZEFTTHES GPI2TM (SPL)
The Supplementary Grade of Cermet GP92TM(SPL)

o MALHAERMER D AL, BEBRBRIMEBETI RS,
Optimized and upgraded material composition and microstructure, with good toughness and long tool life.

o LETERNGIT, MITIREFIMERIE, WEEEr, BAMRE,
The new design of geometry, considering both sharpness and strength, with wide range of breaking chips, and good versatil

ity.
o WATFREEREL, NUMEUNRSESTRAFEEN. S WHEHE-FEINT,

Applied to finishing and semi-finishing of ordinary steel and alloy steel materials such as hydraulic pipe joints, small shaft
and auto parts.
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EENE
Geometry introduction

BENa
Grade introduction

= it MR e R BAER-SPL General Geometry for light machining-SPL
Grade Color Material Microstructure Feature
(it TEELEIE LS
Geometry Geometry Section Feature
- RRAHRRRRBERE, RITT IRREERE. o STEET A KEEEr, EAEE
Grain r.eflnementand special gradient structure improve the stability and life P—— Special transition platform design: Wide chip A
of theinserts. (1’222,)\ - - breaking range, broad using W 7
GP92TM TrE « A MU RISD B BHMEE, EERNSNNBENERTIREE, SPLGJe\ometr —~1 [ CKEIAHTIFEIRIT: BRI, mIeEr, o } ﬂ ﬂ A
Uncoated The composition is optimized to form a bonding phase with uniform coating, Series y TIEIRE I/ ﬂ s 3
which has excellent edge breaking resistance and tip strength. (Negative ) Designed of large rake with smooth chip breaker: @
SEEFMBIRE- RSN T 8 Both sharp and tough, wide range of processing,
Suitable for steel finishing or Semi finishing. Low cutting force
SKOAIRIT: WEEREr, BAME
J .
SPL(*E%E’)%ZJ-U 16" g Spherical boss designed: Wide chip breaking range, \ &/ o8
SPLGeometr broad using ,
coros Y SREIRIGIT: SRR, FKGRRRERE | |
(Positive) PRpR—— Designed of double rake: Increasing the sharpness _ M
to gain the good surface —
r
ke
v O
> 92 ap [mm]
% %)
(@)
£ °
WE ,
@)
3
SPL T\
2 N
1
N
g 0 0.1 0.2 03 0405
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it BN It

Wear resistance Toughness

WS M A SEEE
Grade Application Range

f[mm/rev]

i B lod:: s
Application Range
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EENE
Geometry introduction

GBS BTSN BEITEBR TG
Chute design: Stable control of chip removal

PPG%%nifu direction
o ry FTEIGH . TICER], AEEAREIMIST

Designed with sharp breaker: Designed with sharp
breaker which can effectively reduce cutting force

ap [mm] \

P

0.5

N

0 005 0.1 015 0.2 0.250.3  ¢mm/rev]

TR FSEE
Application Range
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EHITI A (AR
Turning Inserts (Negative)

CN

EH280°H7FL
Rhombic 80 ° with hole

CNMG120404-SPL 12.9 12.7 4.76 5.16 0.4 ([ ]

@I AEEEStock OFFREAvailable upon Order

DN

EH55° /L
Rhombic 55 ° with hole

DNMG150404-SPL 15.5 12.7 4.76 5.16 0.4 [ ]

’ DNMG150408-SPL 15.5 12.7 476 5.16 0.8 )

@1 EETFStock OFFEAvailable upon Order
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FHITIR (A )

Turning Inserts (Negative)

TN - 7

= EH60°57L [N

Triangle60°with hole RE Ls ]

TNGG160402L-P 16.5 9.525 4.76 3.81 0.2 [ ]
TNMG160404-SPL 16.5 9.525 4.76 3.81 0.4 [ ]
TNMG160408-SPL 16.5 OI595 4.76 3.81 0.8 [ ]

@1 EETEStock OFFiEAvailable upon Order

VN

EH35°F/FL
Rhombic 35°with hole

VNMG160404-SPL 16.6 9.525 4.76 3.81 0.4 [

’ VNMG160408-SPL 16.6 9.5 4.76 3.81 0.8 [

@1 EETFStock OFFiEAvailable upon Order
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FHITI R (A )

Turning Inserts (Negative)

WN

7NARZ80° B AL
Hexagon 80°with hole

WNMG080404-SPL 8.7 12.7 4.76 5.16 0.4 [ ]
WNMG080408-SPL 8.7 12.7 4.76 5.16 0.8 [ ]

@1 EETFStock OFFEAvailable upon Order
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ZEHITIA (ER) FHITI R (IEER)
Turning Inserts (Positive) Turning Inserts (Positive)

60°
CC TB -
EH.80°FHFL . =faf60° Bl .y R
Rhombic 80°with hole Triangle 60°with hole

CCMT060202-SPL 6.5 6.35 2.38 2.8 0.2 [ TBGT060102L-P 6.9 3.97 1.59 2.3 0.2 [ ]
CCMT060204-SPL 6.5 6.35 2.38 2.8 0.4 [
CCMTO09T302-SPL 9.7 9.525 3.97 4.4 0.2 [
CCMTO09T304-SPL 9.7 9575 3.97 4.4 0.4 [
CCMTO09T308-SPL 9.7 9.525 3.97 4.4 0.8 [

@tTEEEStock OFBFEAvailable upon Order

@iRAEEFStock OFFlEAvailable upon Order

DC TC

D1

ZEW55°F/F =fR60° B
Rhombic 55°with hole

Triangle 60°with hole

DCMT11T302-SPL 11.6 9.525 3.97 4.4 0.2 [ ]
DCMT11T304-SPL 11.6 9.525 3.97 4.4 0.4 [ ]
DCMT11T308-SPL 11.6 9.525 3.97 4.4 0.8 [ ]
@R AEETEStock OFFEAvailable upon Order @7 B Stock OEFEAvailable upon Order
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ZFHITI R (ER)
Turning Inserts (Positive)

TP w

=60° B e £
Triangle 60°with hole

TPGH090202L-P 9.6 5.56 2.38 3.0 0.2 [ ]
TPGH110302L-P 11 6.35 3.18 3.4 0.2 [ ]
TPMT090204-SPL 9.6 5.56 2.38 2.5 0.4 [ ]
TPMT110304-SPL 11 6.35 3.18 3.4 0.4 [ ]

@1 EETEStock OFFiEAvailable upon Order

VB

ER35° B
Rhombic 35°with hole

VBGT110302R-P 11.2 6.35 3.18 2.8 0.2 [ ]

AL

VBMT110304-SPL 11.2 6.35 3.18 2.8 0.4 [ ]

’ VBMT160404-SPL 16.6 OI595 4.76 4.4 0.4 ([ ]

@1 EETEStock OFFiEAvailable upon Order
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ZHITI R (IER)

Turning Inserts (Positive)

VC

EH:35° BFL
Rhombic 35°with hole

VCMT110304-SPL 11.2 6.35 3.18 2.8 0.4 ([ ]

7

@iTAEEFStock OFFEAvailable upon Order
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VA ESt

Application
ESVNI
Casel
It BEERSL (45#)
Workpiece Hydraulic pipe joint
MmIAR | SR (D24.5) REFLEKEINT
Processing Excircle(D24.5) Light *E%
methods interrupted finishing
2o I 510
Vc=138.5m/min, CompanyA |
_ _ -
pasy | 0-05mm/r ap=0.5mm, GESAC 520
P KEFLR/INZ
arameters Wat ltion/ext | \ \
ater emoltion/externa 0 200 400 500
cooling
MRTIR
Test tool CCMT09T304-SPL-GP92TM PNIEYE: processing time(min)
Z=152:
Case 2:
It BXzhf (20CrMnTi)
Workpiece Linkage shaft
mIs= SMNE (D39) IREETERINT
Processing Excircle(D39)end face
methods int ted hini a2
interrupted machining ‘ ia%
sies I
Vc=159m/min, f=0.15mm/r, CompanyB |
" ap=0.5mm, ‘
PLElE=S . . GESAC 200
B msmse — ‘
Water emoltion/external 0 50 100 150 200
cooling
S, EIYMIEE (H/7IR)
¢i§ﬂ§ VNMG160404-SPL-GP92TM Average process quantity (pcs/edge)

86 _— GESAC

HaERESMINIIIHT]
Endmills for High-speed and High-efficiency
Aluminum Machining

TRV,
o BRETFMEEASHENEESKINT. :E |
o IMETIRIRI, SEMEEE,

o IRATERE, BENEEMRETEITR, o e
Milling

o LILMIREEN, KIMEXLE,.
s BASTARE, BMLEKIIAS D,

e Suitable for high-speed and high-efficiency machining of aviation aluminum alloy
materials.

e \/ibration suppression tool is designed to keep the cutting process stable at high
speeds.

® Strengthen the tool and adapt to high removal rate cutting situations.

e Optimize the internal cooling structure to achieve effective cooling.

e Aluminum alloy coating is used to extent tool life.
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SA210-WR = SA210-WR =

3TKIME Ak 3TIKINE Ak
3 Flutes with a long neck, Corner Radius 3 Flutes with a long neck, Corner Radius
s — s —
W Lc N Lc -
L1 L1
=adl] L =lad ] L U
| - (> - (>

s T1ED = e oo
Ord:rIifg’?:ode b R Le L1 e L ¢ Fig'u%f No. S}tio?i Ord:r—ri?gzode D R Le L1 L2 L ¢ Fig?NO- Sjjtﬁo?fk
SA210-WR-12010 12 1 16 48 11.5 100 12 1 o SA210-WR-20030A 20 3 30 52 19 104 20 1 o
SA210-WR-12020 12 2 16 48 11.5 100 12 1 o SA210-WR-20030B 20 3 20 88 19 140 20 1 o
SA210-WR-12030 12 3 16 48 11.5 100 12 1 o SA210-WR-20040 20 4 25 73 19 125 20 1 o
SA210-WR-16010 16 1 20 65 15.2 115 16 1 o SA210-WR-20050 20 5 25 73 19 125 20 1 o
SA210-WR-16010A 16 1 24 42 15.2 92 16 1 o SA210-WR-20050A 20 5 30 52 19 104 20 1 o
SA210-WR-16020 16 2 20 65 15.2 115 16 1 o SA210-WR-25010 25 1 30 72 23.75 130 25 1 o
SA210-WR-16020A 16 2 24 42 15.2 92 16 1 o SA210-WR-25010B 25 1 25 92 23.75 150 25 1 ([
SA210-WR-16030 16 3 20 65 15.2 115 16 1 ([ J SA210-WR-25020 25 2 30 72 23.75 130 25 1 ([
SA210-WR-16030A 16 3 24 42 15.2 92 16 1 o SA210-WR-25020A 25 2 37 52 23.75 110 25 1 ([
SA210-WR-20010 20 1 25 73 19 125 20 1 o SA210-WR-25020B 25 2 25 92 23.75 150 25 1 o
SA210-WR-20010A 20 1 30 52 19 104 20 1 o SA210-WR-25030 25 3 30 2 23.75 130 25 1 o
SA210-WR-20020 20 2 25 73 19 125 20 1 o SA210-WR-25030A 25 3 37 52 23.75 110 25 1 ([
SA210-WR-20020A 20 2 30 52 19 104 20 1 o SA210-WR-25030B 25 3 25 92 23.75 150 25 1 o
SA210-WR-20020B 20 2 20 88 19 140 20 1 o SA210-WR-25030C 25 3 35 100 23.75 150 25 1 ([
SA210-WR-20030 20 3 25 73 19 125 20 1 o SA210-WR-25030D 25 3 35 80 23.75 135 25 1 o
@I AEETE Stock OFETRRE Available upon Order D AETol @A Stock OFEFRRE Available upon Order D ANETol
D<16 805 D<16 805
p-16 B.06 p>16 B.06
{IUnit(mm) {iUnit(mm)
T#4% Workpiece Material T#4%} Workpiece Material
P M 3 N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
PN P =P AP i P o =P A
Ca rgﬁims\tezlf%mAlloy Allgly%femels Stai ZT:’?ENS teel Caisﬁtslarto n Alj?n?n\i um g@ I:Ip%r GraEp%t o Ca rtﬁ%ﬁms\tezlfgmAl loy Al lgy%femels Stai n;{fsgs%ms teel Ca?:tﬁlfon Alj?n?n ium éﬂg I:Ip%r GraEp%t o
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© ©
O wE&Most Suitable O E&Suitable HEEINBH % P102 O miB&Most Suitable O & &Suitable BEINIBH % P102
Recommended Cutting Data 3 P102 Recommended Cutting Data 3 P102
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SA210-WR = SA210-WR-IC =

ITJKFE AL IMEIMEAL (REREB)
3 Flutes with a long neck, Corner Radius 3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating

NN
R

g r—— W
A o o Figl _—
‘ Lc
L1 =

TS = iTIES =
Ord:rIifg?Code D R Le L1 e L d Figlug:gNO- Sjjtﬁo?fk Ord:r—ri?g%ode D R Le L1 L2 L ¢ Figlug:gNO- Sjjtﬁo?fk

SA210-WR-25040 25 4 30 72 23.75 130 25 1 o SA210-WR-IC-12010 12 1 16 48 11.5 100 12 1 O

SA210-WR-25040A 25 4 37 52 23.75 110 25 1 o SA210-WR-IC-12020 12 2 16 48 11.5 100 12 1 @)

SA210-WR-25040B 25 4 25 92 23.75 150 25 1 o SA210-WR-IC-12030 12 3 16 48 11.5 100 12 1 o

SA210-WR-25050 25 5 30 72 23.75 130 25 1 o SA210-WR-IC-16010 16 1 20 65 15.2 115 16 1 @)

SA210-WR-IC-16010A 16 1 24 42 15.2 92 16 1 O

@I EETE Stock OFETARE Available upon Order D NETol SA210-WR-1C-16020 16 2 20 65 15.2 115 16 1 O

D<16 _8,05 SA210-WR-IC-16020A 16 2 24 42 15.2 92 16 1 O

D>16 B.06 SA210-WR-IC-16030 16 3 20 65 15.2 115 16 1 ([

S@Unitmm) SA210-WR-IC-16030A 16 3 24 42 152 92 16 1 )

SA210-WR-IC-20010 20 1 25 73 19 125 20 1 O

SA210-WR-IC-20010A 20 1 30 52 19 104 20 1 O

SA210-WR-I1C-20020 20 2 25 73 19 125 20 1 O

SA210-WR-IC-20020A 20 2 30 52 19 104 20 1 O

SA210-WR-IC-20020B 20 2 20 88 19 140 20 1 O

SA210-WR-1C-20030 20 3 25 73 19 125 20 1 o

@RHEETE Stock OFFME Available upon Order D AZTol

D<16 805

D>16 B.06
#iUnit(mm)

T 1##4#} Workpiece Material T 448} Workpiece Material
P M 3 N P M K N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
PN P =P AP i P P o0.A. A
Ca rgﬁims\tezlf%mAlloy Allgly%femels Stai :T:’ffﬂ teel Caisﬁt‘il%rto n Alj?n?n\i um g@ I:Ip%r GraEp%t o Ca rtﬁ%ﬁms\tezlfgmAl loy Al lgy%femels Stai n;r;fsgs%ms teel Cagftf%lfon Alj?n?n ium éﬂg I:Ip%r GraEp%t o
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
© ©

© BiE&Most Suitable O iE&Suitable FEEISIBE % P102 O BiE&Most Suitable O iE&Suitable BTN % P102
Recommended Cutting Data 3 P102 Recommended Cutting Data 3 P102

90 _ GESAC GESAC _ 91



2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

SA210-WR-IC = SA210-WR-IC =

IMEIMERL (RLREB) IMEIMEAL (REREB)
3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 3 Flutes with a long neck, Corner Radius, Internal Coolant, Coating
g i — s \Eﬁ < i — s \Eﬁ
ANz A o , S [ A o . e
U[ K 7 N c"%ﬂ Figl © 7 Z) ] E Figl
W Lc ‘ Lc
L1 L1 R
— =L UL L =E=IEnm

N . N -
ord :rﬁﬂl;C ode D R Le L1 d2 L d Fig?No. Sjjcio?gk Ord:r—ri?g%ode D R Le L1 &2 L d Figlug:gNO- Sjjﬁﬁosz
SA210-WR-IC-20030A 20 3 30 52 19 104 20 1 [ ) SA210-WR-IC-25040 25 4 30 72 23.75 130 25 1 O
SA210-WR-IC-20030B 20 3 20 88 19 140 20 1 [ ) SA210-WR-IC-25040A 25 4 37 52 23.75 110 25 1 @)
SA210-WR-IC-20040 20 4 25 73 19 125 20 1 O SA210-WR-1C-25040B 25 4 25 92 23.75 150 25 1 O
SA210-WR-IC-20050 20 5 25 73 19 125 20 1 O SA210-WR-IC-25050 25 5 30 72 23.75 130 25 1 @)
SA210-WR-IC-20050A 20 5 30 52 19 104 20 1 O
@1 EEETE Stock OFEFARE Available upon Order D ANETol
SA210-WR-IC-25010 25 1 30 72 23.75 130 25 1 O D<16 -8.05
SA210-WR-IC-25010B 25 1 25 92 23.75 150 25 1 O D516 _%.06
SA210-WR-IC-25020 25 2 30 2 23.75 130 25 1 O
SA210-WR-IC-25020A 25 2 37 52 2375 110 25 1 O i)
SA210-WR-IC-25020B 25 2 25 92 23.75 150 25 1 O
SA210-WR-IC-25030 25 3 30 72 23.75 130 25 1 [ ]
SA210-WR-IC-25030A 25 3 37 52 23.75 110 25 1 (]
SA210-WR-IC-25030B 25 3 25 92 23.75 150 25 1 [ ]
SA210-WR-1C-25030C 25 3 35 100 23.75 150 25 1 [ J
SA210-WR-1C-25030D 25 3 35 80 23.75 135 25 1 o
@A Stock OFEFRRE Available upon Order D A%ETol
D<16 805
D>16 806
BfiUnit(mm)
T #4448} Workpiece Material T 448} Workpiece Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
73 = a = A= i = = =P A
Cartfféims\tegsgalloy All(?y%tﬁemels Staiflzfsqmsteel Caﬁﬁon Alj?n?niu m éﬁl:]) l:Ip%r GraEp%ite Cartﬁ%ﬁms\tezlfgmAlloy Allgy%femels Stainzfsfms teel Cagftf%lfon Alj?n?nium éﬂg I:Ip%r GraEp%te
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
@) ©
O RiE&Most Suitable O iE&Suitable HEELTNISS % P102 O ®iE&Most Suitable O iE&Suitable BETINIBH % P102
Recommended Cutting Data 3 P102 Recommended Cutting Data 3 P102
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SA300-SF-SN4 =

AT)KFFK
4 Flutes with a long neck, Square-head

I RSSSSY -
I Srmpm

TS ms %

Ordering Code 2 ke - d2 L d FigureNo.  Stock
SA300-SF-SN4-06030 6 24 30 5.5 60 6 1 o
SA300-SF-SN4-08040 8 32 40 7.5 64 8 1 o
SA300-SF-SN4-10050 10 40 50 9.5 80 10 1 o
SA300-SF-SN4-12040 12 30 40 11.5 83 12 1 o
SA300-SF-SN4-12062 12 48 62 11.5 100 12 1 o
SA300-SF-SN4-16051 16 40 51 15.5 93 16 1 o
SA300-SF-SN4-16082 16 64 82 15.5 125 16 1 [ )
SA300-SF-SN4-20063 20 50 63 19 108 20 1 [ )
SA300-SF-SN4-200A2 20 80 102 19 150 20 1 (]

@1 AT Stock OFEFRRE Available upon Order D NETol

6<D<20 8.02
B{IUnit(mm)
T #4448} Workpiece Material
1234 5 123 123 123 4 5
M. &M AEW % Ba AEE
Carbon steels. Alloy Alloy steels S .;IT%”%N l c %%?‘t Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys p
@)
© ®iEAMost Suitable ) i&&Suitable RTINS % P102

Recommended Cutting Data 3 P102
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SA300-SF-IC-SN4 =

ATJRIMF L (RLREB)
4 Flutes with a long neck, Square-head, Internal Coolant, Coating

= =SS

1T5RS ES ETF
Ordering Code 2 ke L d2 L d FigureNo.  Stock
SA300-SF-1C-SN4-12040 12 30 40 11.5 83 12 1 O
SA300-SF-1C-SN4-12062 12 48 62 11.5 100 12 1 O
SA300-SF-1C-SN4-16051 16 40 51 15.5 93 16 1 O
SA300-SF-1C-SN4-16082 16 64 82 15.5 125 16 1 O
SA300-SF-1C-SN4-20063 20 50 63 19 108 20 1 O
SA300-SF-1C-SN4-200A2 20 80 102 19 150 20 1 O
@IRARETE Stock OFTRE Available upon Order D AETol
6<D<20 292
B {IUnit(mm)
T 4#1% Workpiece Material
1234 5 123 123 123 4 5
M. &M AEW 5 Be HEE
Carbon steels. Alloy Alloy steels S .;T%”"m l C %f* Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys p
@)
© BE&Most Suitable O i&E&Suitable EEINIBH % P102

Recommended Cutting Data ¥ P102
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SA300-SF-RN4 = SA300-SF-RN4 =

A7) KINE Ak AT) KB A3k
4 Flutes with a long neck, Corner Radius 4 Flutes with a long neck, Corner Radius

e

Lc W

= = UL N =gt

=] o= =] =
Ord;ri:\g?Code o e ke Ly a2 L d Fig? No. Sltior?_k Ord;-rIinmg%ode g g ke L d2 L d Figur?NO- S]i§k
SA300-SF-RN4-12005 12 0.5 30 40 11.5 83 12 1 o SA300-SF-RN4-20030 20 3 50 63 19 108 20 1 o
SA300-SF-RN4-12020 12 2 30 40 11.5 83 12 1 o SA300-SF-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-RN4-12020A 12 2 48 62 11.5 100 12 1 o SA300-SF-RN4-20040 20 4 50 63 19 108 20 1 o
SA300-SF-RN4-12030 12 3 30 40 11.5 83 12 1 o SA300-SF-RN4-20040A 20 4 80 102 19 150 20 1 o
SA300-SF-RN4-12030A 12 3 48 62 11.5 100 12 1 o SA300-SF-RN4-20050 20 5 50 63 19 108 20 1 o
SA300-SF-RN4-12040 12 4 30 40 115 83 12 1 o SA300-SF-RN4-20050A 20 5 80 102 19 150 20 1 o
SA300-SF-RN4-12040A 12 4 48 62 11.5 100 12 1 o
SA300-SF-RN4-12050 12 5 30 40 11.5 83 12 1 Y @I AEEETF Stock OFTFRE Available upon Order D NETol
SA300-SF-RN4-16020 16 2 40 51 155 93 16 1 ° esb<0 | 3%
SA300-SF-RN4-16020A 16 2 64 82 15.5 125 16 1 ( F{EZUnit(mm)
SA300-SF-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-RN4-16030A 16 3 64 82 15.5 125 16 1 o
SA300-SF-RN4-16040 16 4 40 51 15.5 93 16 1 o
SA300-SF-RN4-16040A 16 4 64 82 15.5 125 16 1 o
SA300-SF-RN4-16050 16 5 40 51 15.5 93 16 1 o
@1 EEETE Stock OFEFARE Available upon Order D A%ETol
6<D<20 802
EfUnit(mm)
T #4448} Workpiece Material T {#4#1#} Workpiece Material
P M 3 N P M 3 N
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
" PN PN o A : PN PN =P = A
Cartfféims\tegsgalloy All(?y%tﬁemels Staiflzfsqmsteel Caﬁﬁon Alj?n?niu m éﬁl:]) l:Ip%r GraEp%ite Ca rtﬁ%ﬁms\tezlfﬂﬂlloy Allomy%fgle ls Stain;fiszmsteel C:fcil%rton Alj?rﬁniu m C%E l:Ip%r GraEp%ite
steels<35HRC <48HRC Alloys Alloys steels<35HRC <48HRC Alloys Alloys
@) @)
O B\iE&Most Suitable O i&&Suitable HEILIYIBE % P102 © ®iE&Most Suitable O 3E&Suitable HEEIYIBE % P102
Recommended Cutting Data 3% P102 Recommended Cutting Data 3 P102
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SA300-SF-IC-RN4 = SA300-SF-IC-RN4 =

ATIKFEAL (RLRER) ATJKIMERBX (RLFRE)
4 Flutes with a long neck, Corner Radius, Internal Coolant, Coating 4 Flutes with a long neck, Corner Radius, Internal Coolant, Coating

Y Y

Lo ¥

7/
q Figl . . = Figl < S =
=ol-HI UL =ol-RIUL
hé fifdd Helix L h6é u A Helix
UHs BE W EE TS B EE
Ordering Code D R Le L1 L2 L d Figure No. ~ Stock Ordering Code D R ke Ll d2 L d Figure No. ~ Stock
SA300-SF-IC-RN4-12005 12 0.5 30 40 115 83 12 1 O SA300-SF-IC-RN4-20030 20 3 50 63 19 108 20 1 ([ ]
SA300-SF-IC-RN4-12020 12 2 30 40 115 83 12 1 O SA300-SF-IC-RN4-20030A 20 3 80 102 19 150 20 1 o
SA300-SF-IC-RN4-12020A 12 2 48 62 115 100 12 1 O SA300-SF-IC-RN4-20040 20 4 50 63 19 108 20 1 O
SA300-SF-IC-RN4-12030 12 3 30 40 115 83 12 1 [ } SA300-SF-IC-RN4-20040A 20 4 80 102 19 150 20 1 O
SA300-SF-IC-RN4-12030A 12 3 48 62 115 100 12 1 [ ] SA300-SF-1C-RN4-20050 20 5 50 63 19 108 20 1 O
SA300-SF-IC-RN4-12040 12 4 30 40 11.5 83 12 1 O SA300-SF-IC-RN4-20050A 20 5 80 102 19 150 20 1 O
SA300-SF-IC-RN4-12040A 12 4 48 62 115 100 12 1 O
SA300-SF-1C-RN4-12050 12 5 30 40 11.5 33 12 1 O @ITERETE Stock OFFE Available upon Order D NETol
-0.02
SA300-SF-IC-RN4-16020 16 2 40 51 15.5 93 16 1 O 6SPS20 | 0.0
SA300-SF-IC-RN4-16020A 16 2 64 82 15.5 125 16 1 O {ZUnit(mm)
SA300-SF-IC-RN4-16030 16 3 40 51 15.5 93 16 1 o
SA300-SF-IC-RN4-16030A 16 3 64 82 15.5 125 16 1 o
SA300-SF-IC-RN4-16040 16 4 40 51 155 93 16 1 O
SA300-SF-1C-RN4-16040A 16 4 64 82 155 125 16 1 O
SA300-SF-IC-RN4-16050 16 5 40 51 155 93 16 1 O
@1 EEETE Stock OFEFARE Available upon Order D A%ETol
6<p<20 3%
EfUnit(mm)
T #4418l Workpiece Material T 444%l Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
Wi, e EEW = = MEs . &&= =k < oE Aas
Carbon steels. Alloy Alloy steels _*l%a%lﬂ l %%;* Alu?nli:nium Co l:Iper GraE%ite Carbon steels. Alloy Alloy steels s .Tﬁim l c %T% Alulrjn?nium Co l:Iper GraE%te
steels< 35HRC <A8HRC Stainless stee Cast Iron Alloys Alloys p steels< 35HRC <A48HRC tainless stee astIron Alloys Alloys p
© ©
O B®iE&Most Suitable O i&&Suitable LY B % P102 © miE&Most Suitable O iE&Suitable NI % P102
Recommended Cutting Data 3 P102 Recommended Cutting Data 3 P102
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SA300-WF-RN6 = SA300-WF-IC-RN6 =

67K INE Ak 67 KIMERAX (RRLFRE)
6 Flutes with a long neck, Corner Radius 6 Flutes with a long neck, Corner Radius, Internal Coolant, Coating
& S & SN
il _ T : M 1 C a1 . H\
© S a Figl © Z 7) < q Figl —
Lle ] W [Le |
L1 L1
: =Ry L | : =AY L

T8S S EE RS S
Ordering Code D R Le L1 d2 L d Figure No.  Stock Ordering Code D R Le L1 d2 L d Figure No.  Stock
SA300-WF-RN6-16030 16 3 16 42 155 92 16 1 o SA300-WF-IC-RN6-16030 16 3 16 42 155 92 16 1 O
SA300-WF-RN6-16030A 16 3 16 65 15.5 115 16 1 o SA300-WF-IC-RN6-16030A 16 3 16 65 155 115 16 1 ([
SA300-WF-RN6-16040 16 4 16 65 155 115 16 1 o SA300-WF-IC-RN6-16040 16 4 16 65 155 115 16 1 O
SA300-WF-RN6-20030 20 3 20 52 19 104 20 1 o SA300-WF-IC-RN6-20030 20 3 20 52 19 104 20 1 ([
SA300-WF-RN6-20030A 20 3 20 73 19 125 20 1 o SA300-WF-IC-RN6-20030A 20 3 20 73 19 125 20 1 o
SA300-WF-RN6-20040 20 4 20 73 19 125 20 1 o SA300-WF-IC-RN6-20040 20 4 20 73 19 125 20 1 O
SA300-WF-RN6-25030 25 3 25 52 24 110 25 1 o SA300-WF-IC-RN6-25030 25 3 25 52 24 110 25 1 o
SA300-WF-RN6-25030A 25 3 25 72 24 130 25 1 o SA300-WF-IC-RN6-25030A 25 3 25 72 24 130 25 1 o
SA300-WF-RN6-25030B 25 3 25 92 24 150 25 1 o SA300-WF-IC-RN6-25030B 25 3 25 92 24 150 25 1 o
SA300-WF-RN6-25040 25 4 25 72 24 130 25 1 o SA300-WF-IC-RN6-25040 25 4 25 72 24 130 25 1 O
@ ERETE Stock OFEFAE Available upon Order D NETol @1 ARETZ Stock OFEFRE Available upon Order D NETol

16<p<2s | 002 1e<p<2s | 092

B{IUnit(mm) B IUnit(mm)

T H#4% Workpiece Material T ##4#} Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. W AaEW < B Has . S2W aEW <% BET e
Carbon steels. Alloy Alloy steels s Z{ﬁ‘fﬂ l C %T% Alu%?nium Co l:Iper Gr?%te Carbon steels. Alloy Alloy steels St .ZF”%N,[ l c %t?t Aluminium Copper Gr?%ite
steels<35HRC <48HRC tainless stee ast lron Alloys Alloys P steels<35HRC <48HRC ainiess stee astiron Alloys Alloys P
©) (©)
O ®3E&Most Suitable O & Suitable LN % P102 O mE&Most Suitable O & Suitable HEEIEIB % P102
Recommended Cutting Data 3 P102 Recommended Cutting Data ¥ P102
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

IS Rz Az

Recommended Cutting Data Case
SA210-WR/WR-IC
A& EAluminum Alloys—i#%Side Milling SOAEIA AT

Roughing of Aluminum Frame

UMIE s -
W ;#H’H . Removal Qi Tool Diameter 12 16 20 25
orkpiece Material Rate Speed (mm) JJERE
(mm) (m/min) Cutting Tool SA210-WR-20030
m =P ap<1D ﬁi(iisr?f)ed 14000 17000 20000 22000
Aluminium 500~1750 N |
#éA‘ﬁE Dﬂ*x% * * * * * *
Alloys 2e<0.7D Fee d’“(r:’r;/min) 6300 7650 9000 9900 Specification D20*R3*25*73*125*d20*D19
IR
Workpiece Material 7050-T7451 (150HB)
SA210-WR/WR-IC
fBEEAluminum Alloys—#&¥£Slotting s%f J 15000rpm (942m/min)
3 iA‘ _ .
I R i ﬁguﬁ_ﬂg 5000-7000mm/min
; =S eed (0.111-0.155mm/z)
LRt FEIENEL Cutting Tool Diameter 12 16 20 25
Workpiece Material Rate (S[}eed) (i)
(mm) m/min w .
. PIEIA idliatss
EE ap<0.75D %ﬁﬂsﬁg‘*d 14000 17000 20000 22000 Cutting Method Pocket milling
Alﬂl:)m: " Ae=1D 20070 BRRE 4200 5100 6000 6600 _
Y e= Feed (mm/min) TRE AR B
A= —a. _c_ User Demand
Cutting Depth ap=4-5.5mm, ae=5-20mm
EEE
SA300-SF/SF-IC SHAR AR, 905 GESAC 86
BaAluminum Alloys——1I#%Side Milling Cooling Method Emulsion, External Cooling
| L
_ ‘ — MISRRE, TASHSTRS B 0 50 100
. R"MUE l t)g#&;iﬁ Tz Processing Result The machining process is stable and the tool
emova utting = e ) - o .
a0 e ot G Tool(lrjr:?nr?eter 6 8 10 12 16 20 life is higher than customer's target. TJE%dnTool life (h)
(mm) (m/min)
m lsga > ap<4D Eﬁ(ﬁf‘ﬁfd 12000 = 13000 = 14000 16000 = 17000 | 18000
Aluminium 200~1150 R
Alloys 2e<0.5 Feedﬁéﬁ’fﬁm) 2880 3120 3360 3840 4080 4320
SA300-WF/WF-IC
fR&EAluminum Alloys——1li8tSide Milling
— HIHIE l YIHIRE Tz
I 3 Remova Cutting .
Workpiece Material Rate Speed Tool(lz:;r?eter L 20 %
(mm) (m/min)
ZEF ap<2 ﬁi(ifﬁf)ed 17000 20000 22000
AluATllor;: " 2e<0.7D S0 R 10200 12000 13200
= Feed (mm/min)

1. EEARMERE IR TR,
2. IBIRIETIEIRE., IRENIMEEER S S AR EERNH AR,

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
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N FHZ= 151
Case

RAEMIEEAE I T
Finishing of Aluminum Frame Side Wall

TIARS

Cutting Tool SA300-SF-RN4-12030A

TIRAE

P D12*R3*48*62*100*d12*D11.5
Specification

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

Nz FAZ= 15
Case

REMRAEINT
Finishing of Web Plate

TIARS

Cutting Tool SA300-WF-RN6-25030A

TIRAIE

o D25*R3*25*72*130*d25*D24
Specification

meets the requirements.

bl E: There is no normal vibration during the
Processing Result ' process of machining, the bar Specification

IR
Workpiece Material 7175 (150HB)
B .
Speed 18000rpm (678m/min)
BARE .
Feed 3600mm/min (0.05mm/z)
TIEIAR It
Cutting Method Side milling
TRE ap=35mm, ae=0.3mm BRAR
Cutting Depth Tradition
SEAR AT 9% BRI
Cooling Method Emulsion, External Cooling Efficient TR
MITIRERBIRED, HRRIHEEER, 0 5 10

PMITFERETEIProcessing time (h)

NIt
Workpiece Material 2024 (150HB)
iR .
Speed 8000rpm (471m/min)
HARE :
Feed 6000mm/min (0.125mm/z)
TIHIA R E#
Cutting Method Face milling
IRE

Cutting Depth ap=lmm, ae=16mm

104 — GESAC

REAR AR M2
Cooling Method Emulsion, External Cooling
THREEEES,
HEHESRIT) T A ME K IRRFA
e The surface roughness of the Workpiece
Processing Result Material is good, and the efficiency is

greatly improved compared with that of the

traditional 3-flute endmill.

SA300-RN3 | )

SA300-WF 96

| L,
0 50 100

¥l EBRZEMaterial removal rate (cm®/min)
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SA160-S3

379k
3 Flutes, Square Head

i —— e —

L <=iad-] L L
h5 Helix

ITRS Bs ETF
Ordering Code o Le L d Figure No. Stock
SA160-S3-04011 4 11 50 4 1 ([
SA160-S3-06016 6 16 50 6 1 o
SA160-S3-06018 6 18 50 6 1 o
SA160-S3-08020 8 20 60 8 1 o
SA160-S3-08024 8 24 60 8 1 o
SA160-S3-10025 10 25 70 10 1 o
SA160-S3-10030 10 30 70 10 1 o
SA160-S3-12030 12 30 75 12 1 ([
SA160-S3-12036 12 36 75 12 1 O
SA160-S3-16036 16 36 100 16 1 O
SA160-S3-20045 20 45 100 20 1 O
@R EREETF Stock OFEFNRE Available upon Order D AZETol
D<10 S
p>10 B02
B AIUnit(mm)
O .A b
EERIMNIMNIIIHEETI-SA160F251
Endmill for Milling of Aluminum Alloy — SA160 series
e ERTRAEEMIEMI GMIMNI) o
Suitable for finishing milling(appearance milling) of aluminum alloy.
o MASHIEEIG TRV TIERE, HESIMMERNINTHER, o : "
This product has unique flute design and high grinding quality , meet the processing needs of high LA Workpiece Material
appearance requirements. n M m m
o INTHMRITIL. PAPAEZRME, SSMIRERIMNIINT.
The processed appearance is free of defects such as cutting lines and bright-dark surface, realizing 12221 ~ > 123 123 123 4 >
. M. &M SEW e Bas HEE
stable processing. W e = bat:d
Carbon steels. Alloy Alloy steels Stainl teel Cast | Aluminium Copper Graphite
steels<35HRC <48HRC aintess stee astlron Alloys Alloys P
O
© RiE&Most Suitable O i&&Suitable TINS5 %P112

Recommended Cutting Data *P112
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SA160-SL3 SA160-S4

37IKTIFL 4 Tk
3 Long Flutes, Square Head 4 Flutes, Square head

y SN P o TR °| — of rm
| i L L

IT&RS E=s ETF 155 Es ETF
Ordering Code D Lc L d Figure No. Stock Ordering Code D Le L d Figure No. Stock
SA160-SL3-04020 4 20 60 1 O SA160-S4-04011 4 11 50 1 o
SA160-SL3-06030 6 30 75 1 O SA160-S4-06016 6 16 50 1 o
SA160-SL3-08040 8 40 75 1 O SA160-S4-08020 8 20 60 1 o
SA160-SL3-10050 10 50 100 10 1 O SA160-S4-10025 10 25 70 10 1 o
SA160-SL3-12050 12 60 100 12 1 O SA160-S4-12030 12 30 75 12 1 o
SA160-SL3-16080 16 80 140 16 1 O SA160-S4-16036 16 36 100 16 1 O
SA160-SL3-20080 20 80 150 20 1 O SA160-S4-20045 20 45 100 20 1 O
@imEETF Stock OFFE Available upon Order D AETol
@1REETF Stock OFFIE Available upon Order D AZTol o
D<10 90
D<10 8o o
0 p>10 -0.02
p>10 -0.02
B {IUnit(mm)
B {IUnit(mm)
T{4#4%} Workpiece Material T 4#4% Workpiece Material
1234 5 123 123 123 4 5 1234 5 123 123 123 4 5
. SN S = B MEE . SN &M <EE Fia =y HEEs
Carbon steels. Alloy Alloy steels S .;IT%H%N l C %?* Aluminium Copper GraE%ite Carbon steels. Alloy Alloy steels s .ZF”"%N l c %if Aluminium Copper GraE%ite
steels<35HRC <48HRC tainless stee astlron Alloys Alloys P steels<35HRC <48HRC tainless stee astlron Alloys Alloys P
O O
O B®iE&Most Suitable () i&&Suitable YIS %P112 © ®i&&Most Suitable () i&& Suitable BETINIS %P112
Recommended Cutting Data *P112 Recommended Cutting Data *P112
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RZFAZE
Application

4 ARk

4 Short Flutes, Square Head .
=11 BFPimtEaemiR
Case 1: Customer Performance Test

] ~ o R St
JJRAS
Le Cutting Tool SA160-S3-06012
L
mamlgA |40 TIEME o
h 4 [ o] Specification D6712750°d6
IRt
Workpiece AL6063(90HB)
iTRe b L L q EE E2e3 E 12000rpm(226m/min)
Ordering Code € Figure No. Stock g
e ]
SA160-554-04008 4 8 50 1 ° HERR 600mm/min
SA160-S54-06012 12 50 1 o YIRE ap=7Tmm
SA160-554-08015 15 50 1 ® Cutting Depth ki
SA160-SS4-10015 10 15 50 10 1 o TIHIAR gk +2000/ (1)
Cutting Method side milling
SA160-SS4-12015 12 15 50 12 1 O
BHIAR LR, M2
SA160-554-16020 16 20 60 16 1 ) Coolivng Method emulsion,externalvcooling ))
SA160-SS4-20030 20 30 75 20 1 O
MIREREBRY, BEEGBEIZEFER 1 | 1 | | | o
@FTAERETE Stock OFFARE Available upon Order D AETol Il ES The quality of the machined surface is 0 100 200 300 400 500 600 lfefpes
<10 0 Processing Result  good, and the service life exceeds the
= 'g~°1 customer's requirements
D>10 -0.02
E{Unit(mm)
Z=612: BN
Case 2: Customer Performance Test
TJRRS
Cutting Tool SA160-53-10025
|
TIBAS D10725*70*d10
Specification
/iy
Workpiece AL6063(90HB)
R .
Cuting Speed 10000rpm(314m/min)
i&ig;%rg 1000mm/min
TIRE ap=13mm
Cutting Depth ae=0.05mm
0,
T 444 Workpiece Material tJJHIJﬁith ‘ g Mll%\i:l +100 / Y
Cutting Metho side milling
n M m m s LR, I EampatE
Cooling Method emulsion,external cooling )
1234 5 123 123 123 4 5 GESAC
SN CE: REER ek BaE mas e THIMERE, HRBAER L,
Carbon steels. Alloy Alloy steels Stainless steel Cast Iron Aluminium Copper GrapTTite Il E: The appearance of the workpiece is 0 100 200 300 400 lfe/pos
steels<35HRC <48HRC Alloys Alloys Processing Result | free of defects, meeting the customer's
® requirements
O ®&E&Most Suitable () i&&Suitable YIS B %P112
Recommended Cutting Data #P112
110 — GESAC GESAC — 111
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RTEIHIB GUMD ARzt shk K5

Recommended Cutting Data Head Changeable Drill
SA160-S3/S4. SS3/5S4
fAEEAluminum Alloys—llBtSide Milling
o IRETHI RN, AIRASTELR, N
DEIE  uEE - ° SREHRIIT, B ? |_, u
TeEAAR R L Cutti 7 A, g8 -
Workpiece Material Rate ( s‘;;e[e"d‘i Tool([;q.;n)qeter 4 6 8 10 12 16 20 : gﬁgg 7;.;1{;&%2&1“% i
(mm) m/min 03 3 °
\ o IERIAFAETL. BANM. ERETTL, H l m k
=N ap<2D $§fmslff)ed 12000 11000 = 10000 | 10000 9000 = 8000 | 6000 A O e a I n
A 60-240 HHARE e Threaded locking interface is reliable and easy to replace.
Alloys ae<0.1 Feed Rate (mm/miny 600 800 800 | 1000 1200 1300 1500 8 Y P
eedRate {mm/min e High-strength drill tip design with good centering performance.

® Double spiral inner coolants, smooth chip removal.

® Two PVD Grades with a wide range of processing.

® Mainly used in the automobile industry, general machinery industry
and energy heavy industry.
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PRI $h Sk PVDRE S R F— 5T

Application Summary of New PVD Grades for Head Changeable Drill

NEW CUTTING TOOLS CATALOGUE

s e T RLE Fm
Grade Color Grade Microstructure Grade Feature
« BCoHSBNIERE R ABESMARNATINGE, RETM
BSNMEMNTEEY, SR SMHIREMH#LS ST,
Combined with the upgraded AlTiN coating, the cobalt fine-
LI grained carbide substrate provides excellent wear resistance
GM3225 Grey and chipping resistance, and is suitable for common processing
Purple at various speeds and feeds.
SEATHN. AEWN. HHREAMI.
Suitable for general machining of steel, stainless steel and cast
iron.
- BRIENTHARERSSEABIRSMNAKRE S ZREN
PVDIRE, #RMBMMEMRERLEE., SHENRELIERUE
@ AHINEIFR BB
Toughened submicron-grained WC-Co substrate coated with
RIRE unique nanostructured multilayer PVD coating for excellent
GPD7115  Grey ) > .
Purple wear resistance and hot hardness. The formation of built-up

edge is effectively inhibited by special surface treatment.

« ST WA PEEN T,

Suitable for steel in general cutting condition with medium or
low speed.

114 — GESAC

GUMD 773k
GUMD Drill Head

-

N -
140°

NN

PL

NEW CUTTING TOOLS CATALOGUE | 2022478 T B st

UHs Dimen§g1(mm) ;@J%?;E?ﬁ BRI
Ordering Code DC (K7) ‘ PL GM3225 GPD7115 Suitable Tool Holder
GUMD100-PKM 10.0 1.82 [ ] (]
GUMD101-PKM 10.1 1.84 ([ ] (]
GUMD102-PKM 10.2 1.86 o o R g
GUMD103-PKM 10.3 1.87 ([ ] (]
GUMD104-PKM 10.4 1.89 [ ] e
GUMD105-PKM 10.5 191 ([ ] ()
GUMD106-PKM 10.6 1.93 [ ] (]
GUMD107-PKM 10.7 1.95 o o M oo ree
GUMD108-PKM 10.8 1.97 [ ] (]
GUMD109-PKM 10.9 1.98 (] (]
GUMD110-PKM 11.0 2.00 [ ] °
GUMD111-PKM 11.1 2.02 ([ ] ®
GUMD112-PKM 112 2.04 o . IV Er b
GUMD113-PKM 11.3 2.06 ([ ] (]
GUMD114-PKM 11.4 2.07 [ ] (]
GUMD115-PKM 11.5 2.09 ([ ] (]
GUMD116-PKM 11.6 2.11 [ ] (]
GUMDL117-PKM 117 2.13 o o M Tea e
GUMD118-PKM 11.8 2.15 ° °
GUMD119-PKM 11.9 2.17 ° °
@1 AETE Stock OFFAE Available upon Order e AETol (K7)
oo 38
lo<pc<ig 15901
18<pc<ary 10992
4 Unit(mm)
T {444%} Workpiece Material
P M 3
123 4 5 123 12 3
Cara el Alﬁyﬁ el Allci/%tiemél/%igsmtell Stai;rrl:f:sﬂ;teel Gray Czs%tflgn [ffc%lﬁi?stlmn Higﬁﬁ)%(fsiﬁron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O ©) ©) O ©) ©)
GPD7115 ©) O

©

RiE4&Most Suitable (O &&Suitable

WFFIHISH% P124

Recommended Cutting Data 3 P124
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GUMD 773k GUMD 773k
GUMD Drill Head GUMD Drill Head

.- =)
RN _ RN

o R~ ARERAE . i R~ ARERAE .
o dﬂ'ﬁ?c g Dimension(mm) Coated cuit bLlEE‘EBTL y o dﬂ'ﬁ% ; Dimension(mm) Coated cuit bJIEE'EDTT-I y
raerin ode uitable ool Holder raerin ode uitaple ool Hotlaer
& DC (k7) ‘ PL GM3225 GPD7115 & DC (k7) ‘ PL GM3225 GPD7115
GUMD120-PKM 12.0 2.18 [ [ ] GUMD140-PKM 14.0 2.55 ([ o
GUMD121-PKM 12.1 2.20 [ [ GUMD141-PKM 14.1 2.57 (] (]
GUMD-120-3D-F16S GUMD-140-3D-F16S
GUMD122-PKM 12.2 2.22 [ ] [ GUMD-120-5D-F165 GUMD142-PKM 14.2 2.58 [ o GUMD-140-5D-F165
GUMD123-PKM 12.3 2.24 [ [ GUMD143-PKM 14.3 2.60 @) O
GUMD124-PKM 12.4 2.26 O @) GUMD144-PKM 144 2.62 O O
GUMD125-PKM 12.5 2.27 [ [ GUMD145-PKM 14.5 2.64 (] (]
GUMD126-PKM 12.6 2.29 [ [ GUMD146-PKM 14.6 2.66 [ ] (]
GUMD-125-3D-F16S GUMD-145-3D-F16S
GUMD127-PKM 12.7 2.31 @) @) GUMD-125-5D-F16S GUMD147-PKM 14.7 2.68 (@) O GUMD-145-5D-F16S
GUMD128-PKM 12.8 2.33 [ [ GUMD148-PKM 14.8 2.69 [ ] °
GUMD129-PKM 12.9 2.35 @) O GUMD149-PKM 149 2.71 (@) O
GUMD130-PKM 13.0 2.37 [ ) GUMD150-PKM 15.0 2.73 (] (]
GUMD131-PKM 13.1 2.38 [ [ GUMD151-PKM 15.1 2.75 ([ ] [
GUMD-130-3D-F16S
GUMD132-PKM 13.2 2.40 [ [ GUMD-130-5D-F16S GUMD152-PKM 15.2 2.77 ([ [ ]
GUMD133-PKM 13.3 2.42 @) @) GUMD153-PKM 15.3 2.78 (] °
GUMD134-PKM 13.4 2.44 (@) @) GUMD154-PKM 15.4 2.80 (@) O GUMD-150-3D-F20S
GUMD135-PKM 13.5 2.46 ° ° GUMD155-PKM 15.5 2.82 ° ° GUMD-150-5D-F20S
GUMD136-PKM 13.6 2.47 O (@) GUMD156-PKM 15.6 2.84 O O
GUMD-135-3D-F16S
GUMD137-PKM 13.7 2.49 [ (] GUMD-135-5D-F16S GUMD157-PKM 15.7 2.86 (@) @)
GUMD138-PKM 13.8 2.51 [ [ ] GUMD158-PKM 15.8 2.88 [ ] °
GUMD139-PKM 13.9 2.53 O (@) GUMD159-PKM 15.9 2.89 (@) O
@I EETE Stock OFEFRE Available upon Order DC AETol (K7) @1 AERETE Stock OFFAE Available upon Order DC AETol (k7)
e 30 cuo 300
o<pc<is 15.9% o<pc<ig 1599
18<pc<any 10992 18<pc<ary 10992
E{iIUnit(mm) {iIUnit(mm)
T #$##} Workpiece Material T {444%} Workpiece Material
123 4 5 123 12 3 123 4 5 123 12 3
BN S&W E&W. TAW EN TREEER. IREBFHE BEEHH% & A&M aslN. TAN TEW TREFER. BRE|FHE BEEH%
Carbon Stell Alloy Stell Alloy Steel/Tool Stell Stainless Steel Gray Cast Iron, Ductile Cast Iron High Alloy Cast Iron Carbon Stell Alloy Stell Alloy Steel/Tool Stell Stainless Steel Gray Cast Iron, Ductile Cast Iron High Alloy Cast Iron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC <25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O © ©) O © ©) GM3225 O ©) O O ©) ©)
GPD7115 (@) O GPD7115 © O
O ®iE&Most Suitable (O iEASuitable HELHIZER % P124 O &iE&Most Suitable (O i&&Suitable WEEISE % P124
Recommended Cutting Data 3 P124 Recommended Cutting Data 3 P124
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GUMD 773k GUMD 773k
GUMD Drill Head GUMD Drill Head

11

PL

1 OMO?C
NN

PL

UHS DimenEgl(m m) ﬁ%gjtﬁéaaﬁ EECTIHF UHS Dimen§g1(m m) 7ﬂé\J%b)—é‘iﬁjt;ﬁédﬁﬁ BRI
Ordering Code DC (k7) ‘ Bl GM3225 GPDTI15 Suitable Tool Holder Ordering Code DC (K7) ‘ PL GM3225 GPDT115 Suitable Tool Holder
GUMD160-PKM 16.0 291 (] [ ] GUMD180-PKM 18.0 3.28 ([ ] ([ ]
GUMD161-PKM 16.1 2.93 ([ ] [ ] GUMD181-PKM 18.1 3.29 (] (]
GUMD162-PKM 16.2 2.95 (] [ ] GUMD182-PKM 18.2 3.31 ([ ] ([ ]
GUMD163-PKM 16.3 2.97 (@) (@) GUMD183-PKM 18.3 3.33 (@) O
GUMD164-PKM 16.4 2.98 O O GUMD-160-3D-F20S GUMD184-PKM 18.4 3.35 @) ©) GUMD-180-3D-F25S
GUMD165-PKM 16.5 3.00 ° ° GUMD-160-5D-F205 GUMD185-PKM 18.5 3.37 ° ° GUMD-180-5D-F255
GUMD166-PKM 16.6 3.02 (@) (@) GUMD186-PKM 18.6 3.38 O O
GUMD167-PKM 16.7 3.04 (@) (@) GUMD187-PKM 18.7 3.40 O O
GUMD168-PKM 16.8 3.06 [ ] [ ] GUMD188-PKM 18.8 3.42 ([ ] ®
GUMD169-PKM 16.9 3.08 (@) (@) GUMD189-PKM 18.9 3.44 (@) (@)
GUMD170-PKM 17.0 3.09 [ ] [ ] GUMD190-PKM 19.0 3.46 [ ] ([ ]
GUMD171-PKM 17.1 3.11 [ ] (] GUMD191-PKM 19.1 3.48 ([ ] ([ ]
GUMD172-PKM 17.2 3.13 [ ] [ ] GUMD192-PKM 19.2 3.49 ([ ] ([ ]
GUMD173-PKM 17.3 3.15 (@) (@) GUMD193-PKM 19.3 3.51 (@) @)
GUMD174-PKM 17.4 3.17 O O GUMD-170-3D-F20S GUMD194-PKM 19.4 3.53 O O GUMD-190-3D-F25S
GUMD175-PKM 17.5 3.18 ° ° GUMD-170-5D-F20S GUMD195-PKM 19.5 3.55 ° ° GUMD-190-5D-F255S
GUMD176-PKM 17.6 3.20 O (@) GUMD196-PKM 19.6 3.57 O O
GUMD177-PKM 17.7 3.22 (@) (@) GUMD197-PKM 19.7 3.59 O O
GUMD178-PKM 17.8 3.24 [ ] [ ] GUMD198-PKM 19.8 3.60 ([ ] (]
GUMD179-PKM 17.9 3.26 (@) (@) GUMD199-PKM 19.9 3.62 (@) O
@I EETE Stock OFEFRRE Available upon Order DC AZTol (K7) @R EETE Stock OFFE Available upon Order DC AZTol (k7)
DC=10 19001 bc=10 100%
lo<pc<ig 15901 lo<pc<ig 15001
18<pc<a19 10992 18<pc<219 10592
B IUnit(mm) B{IUnit(mm)
T #$##} Workpiece Material T {444%} Workpiece Material
P M K P " K
123 4 5 123 12 3 123 4 5 123 12 3
CarsﬁoﬁNStell Al%ﬁl% S?ell Allii?él/‘r%ﬁgsmteu Staiﬁfj@teel Gray gjﬁ%n gfc;%zﬁc?st Iron Higﬁﬁ)?gjﬁron Carbﬁgr;ﬂStell Al%yﬁ Sigjell Allg%femél/%i?te“ Stam*lfsﬂ;teel Gray gflrio*n éfc%li?st Iron High%Ai?gjﬁron
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC <25HRC <35HRC 35-48HRC <35HRC 35-45HRC
GM3225 O © ©) ©) ©) ©) GM3225 O ©) ©) ©) ©) ©)
GPDT7115 © O GPD7115 © O
© RiE&Most Suitable O iE&Suitable HELHIZER % P124 ©O R3E&Most Suitable O iE&Suitable WETIHISH % P124
Recommended Cutting Data 3 P124 Recommended Cutting Data 3 P124
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GUMD 7]k GUMD4#F-3D
GUMD Drill Head GUMD Drill Holder-3D

) - % @ o e—t
140° Ly . &,
LS LPR
OAL
PL»L«
AEEEA . pryT—
UHsS Dimenﬁg;(mm) lﬁ’ﬂﬂcé)%%lltizdlzI = BRI THe Dimenﬁg'm(m m) B S%i%gﬁg: I)En{lélileél?d
Ordering Code Suitable Tool Holder S &
DC (k7) \ PL GM3225 GPD7115 Ordering Code DCONMS LS LU IER OAL Sk NEE RAER
GUMD200-PKM 20.0 3.64 ° ° (h6) DCmin | DC max
GUMD201-PKM 201 366 o o GUMD-100-3D-F16S 16 20 48 33 48 96 ° 10.0 10.4
GUMD202-PKM 20.2 368 ® ® GUMD-105-3D-F16S 16 20 48 345 49.5 97.5 ° 10.5 10.9
GUMD203-PKM 203 3.69 ~ ~ GUMD-110-3D-F16S 16 20 48 36 51 99 ° 11.0 11.4
GUMD204-PKM 204 371 ° ° GUMD-200-3D-F255 GUMD-115-3D-F16S 16 20 48 375 52.5 100.5 ° 115 11.9
GUMD205-PKM 205 373 ° ° GUMD-200-5D-F25S GUMD-120-3D-F16S 16 20 48 39 54 102 ° 12.0 12.4
GUMD206-PKM 206 3.75 ° ° GUMD-125-3D-F16S 16 20 48 40.5 55.5 103.5 ° 12.5 12.9
GUMD207-PKM 207 377 ° ° GUMD-130-3D-F16S 16 20 48 42 57 105 ° 13.0 13.4
GUMD208-PKM 20.8 379 ° ° GUMD-135-3D-F16S 16 20 48 435 58.5 106.5 ° 13.5 13.9
GUMD209-PKM 209 3.80 ° ° GUMD-140-3D-F16S 16 20 48 45 60 108 ° 14.0 14.4
GUMD210-PKM 21.0 382 ° ° GUMD-145-3D-F16S 16 20 48 46.5 61.5 109.5 ° 14.5 14.9
GUMD211-PKM 211 384 o o GUMD-150-3D-F20S 20 25 50 50 67 117 ° 15.0 15.9
GUMD212-PKM 1.2 386 o o GUMD-160-3D-F20S 20 25 50 53 70 120 ° 16.0 16.9
GUMD213-PKM 213 388 ° ° GUMD-170-3D-F20S 20 25 50 56 73 123 ° 17.0 17.9
GUMD214-PKM 214 3.89 o o GUMD-210-3D-F255 GUMD-180-3D-F255 25 32 56 62 86 142 ° 18.0 18.9
GUMD215-PKM 21.5 3.91 ® ® GUMD-210-5D-F25S GUMD-190-3D-F25S 25 32 56 65 89 145 [ 19.0 19.9
GUMD216-PKM 21.6 3.93 o o GUMD-200-3D-F25S 25 32 56 68 92 148 (] 20.0 20.9
GUMD217-PKM 217 3.95 o o GUMD-210-3D-F255 25 32 56 71 95 151 ° 21.0 21.9
GUMD218-PKM 21.8 3.97 @) @) @1TEETZ Stock OZFEFARE Available upon Order DCONMS  AZTol (h6)
GUMD219-PKM 21.9 3.99 O O 16 %o
@FREETF Stock OFFE Available upon Order bC AZTol (K7) 20 20.013
w3 = s
lo<pc<ig | 10001 #{iUnit(mm)
1s<oc<ats 585 THABRAE 53
S{iUnit(mm) Spare Parts
T #$##} Workpiece Material
1257 wRF
n M m ;?1% con e Screw L Wrench
123 4 5 123 12 3 specties Ordginmg%ode mRHE Ordgriﬁ‘\g%ode R
Corbomstell  AlOTSRIl | Alloy GueelTonl Gtell | Stamingteel | Gray o mon ot st ron | High Ao avon GUMD-100~120 PSCCM022038B PTTO6IPB
<25HRC <35HRC 35-48HRC <35HRC 35-45HRC GUMD-125~150 PSCCMO025046B PTTO7IPB
GM3225 O © ©) O © ©)
GPD7115 © O GUMD-160~190 PSCCMO030058B PTTO8IPB
O BiE&AMost Suitable O E&Suitable Recommendl GUMD-200~210 PSCCM0350728 PTTO9IPB
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Pz PR ¥l

GUMD $54F-5D "
Application

GUMD Drill Holder-5D

BERAFAETL. BRETITL. BANMITLSE,
Mainly used in the automobile industry. general machinery industry and energy & heavy industry

I g O - -
[alNe) - — "
: m : @ ««\ S S—m 21 1
£ 3
Ls LPR ’ Casel
OAL
"7175’:“ GUMD175-PKM-GPD7115
R~ (mm) BEhL 7L BESEE
e Dimension(mm Suitable Drill Head
o L e 7k GUMD-170-5D-F20-S
Ordering Code DCONMS 1 1 o " Stock | B/\ERZ SABER Cutter Holder
(h6) Bh s Y © DCmin  DC max
GUMD-100-5D-F165 16 20 48 53 68 116 ° 100 104 et 45#(230HB)
GUMD-105-5D-F16S 16 20 48 55.5 70.5 118.5 ° 10.5 10.9
110.EM. Iy RE Vc=66m/min
GUMD-110-5D-F16S 16 20 48 58 73 121 ° 11.0 11.4 Cutting specd S=1200r/min
GUMD-115-5D-F16S 16 20 48 60.5 75.5 1235 ° 115 11.9
GUMD-120-5D-F16S 16 20 48 63 78 126 ° 12,0 12.4 B F=192mm/min
Feed rate fn=0.16mm/r
GUMD-125-5D-F165 16 20 48 655 805 1285 ° 125 129 +11%
GUMD-130-5D-F16S 16 20 48 68 83 131 ° 13.0 13.4 5 ,“.'f“ﬁffT; o 60mm (&L Through hole) "
rittn e
GUMD-135-5D-F16S 16 20 48 70.5 85.5 133.5 ° 135 13.9 gdep s IETE
GUMD-140-5D-F16S 16 20 48 73 88 136 ° 14.0 14.4 MIgE STRINT AL Company A }
Eau . ) ]
GUMD-145-5D-F165 16 20 48 755 905 1385 o 145 149 duipmen Yertical machining centre S R, — —_—
& b
GUMD-150-5D-F20S 20 25 50 83 100 150 [ J 15.0 15.9 ;Q%ﬂﬁﬁ ;/7\ 0 50 100 150 200 Number of processed parts
GUMD-160-5D-F20S 20 25 50 88 105 155 ° 16.0 16.9 Coolant Internal coolant
GUMD-170-5D-F20S 20 25 50 93 110 160 ° 17.0 17.9
GUMD-180-5D-F255 25 32 56 100 124 180 ° 18.0 18.9 Z=2(5 2
GUMD-190-5D-F255 25 32 56 105 129 185 ° 19.0 19.9 Case 2
GUMD-200-5D-F255 25 32 56 110 134 190 ° 20.0 20.9
GUMD-210-5D-F255 25 32 56 115 139 195 ° 21.0 21.9 Tk
iheert GUMD185-PKM-GM3225
@R Stock OFEFRE Available upon Order DCONMS | AZTol(h6) nse
16 %01 Ttk
2 Cutter Holder GUMD-180-5D-F25-S
20 -0.013
0
25 -0.013 IR QT600(240-260HB)
. Material
B{Unit(mm)
TIHRE Vc=63 m/min
TIREC 53R Cutting speed $=1100 r/min
Spare Parts
A F=271mm/min
9257 RE Feed rate fn=0.25mm/r o
P d Screw Wrench aon +10 / 0
Specification iTise . TS S B 15mm (&%, Through hole) 1
Ordering Code mEHE Ordering Code mEHE Drilling depth Compiﬁfg m
GUMD-100~120 PSCCM022038B PTTO6IPB nIg&E IRINTITHG 1 )
Equipment Vertical machining centre GESAC
GUMD-125~150 PSCCM025046B PTTO7IPB \ i | l L, #Ho/fF
;/V\ﬂ]jj_iﬁ P\])/V\ 0 300 600 900 1200 Number of processed parts
GUMD-160~190 PSCCM030058B PTTO8IPB Coolant Internal coolant
GUMD-200~210 PSCCMO035072B PTT09IPB
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HEFIHIZ L

Recommended Cutting Datas

GUMD AJ#E T\ 35K R 5

Head Changeable Drill

L415 o
JJﬁ\J/cJEfE IITE1R Diameter Dc (mm)
THME -
- . Cutting
Workpiece Material Speed
[ 911 213 @15 218 @21
(m/min)
RN, KUIB
Low Carbon Steel 60-100-140 = 0.14-0.2-0.28  0.16-0.24-0.3 | 0.18-0.26-0.33 = 0.20-0.28-0.35 | 0.25-0.34-0.42
( < 125HB)
{EmxEN, %208, ZIW
Low Carbon Steel 60-100-140  0.14-0.2-0.28  0.16-0.24-0.3 | 0.18-0.26-0.33  0.20-0.28-0.35 | 0.25-0.34-0.42
(< 125HB)
RN
Med'“ma';?e*;l'ghcarb°” 60-80-120  0.14-0.2-028 = 0.16-0.24-0.3  0.18-0.26-0.33 = 0.20-0.28-0.35 | 0.25-0.34-0.42
( < 25HRC)
aEW, THEMW
Alloy Steel 60-80-110  0.14-0.2-0.24 = 0.16-0.22-0.26 = 0.16-0.22-0.26 = 0.18-0.24-0.28 | 0.18-0.26-0.30
( < 35HRC)
&N, TAW
Alloy Steel 35-60-90  0.10-0.14-0.18 = 0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 | 0.14-0.18-0.22
(35-48HRC)

PH 58 &K, SEAEW
PH, Ferrite and Martensite
Steel
( < 35HRC)

30-60-90 0.10-0.14-0.18 = 0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 = 0.14-0.18-0.22

=52E PH SEER,
S
PH, Ferrite and 30-50-80 0.10-0.14-0.18 = 0.12-0.16-0.20 = 0.12-0.16-0.20 = 0.14-0.18-0.22 | 0.14-0.18-0.22
Martensite Steel
(35-48HRC)

B AW
Austenitic Stainless Steel | 40-60-80 | 0.12-0.160.18 01301602 014018024 01402026 01502203 D938 ;X FLIN L% 1E5h

(130- 200HB)

D938 Series Deep Hole Internal Coolant Twist Drill

=R E A B IR
FEREW
Austenitic and Casting 40-60-80 0.08-0.1-0.13 0.09-0.11-0.13 = 0.10-0.12-0.14 | 0.10-0.12-0.14 @ 0.12-0.14-0.16
M Stainless Steel
( < 25HRC)

SRR N o EATEBM. FHhRAFMIEELHIINT,
Duplex Stainless Steel 30-45-60 | 0.08-0.1-0.13 = 0.09-0.11-0.13 | 0.10-0.12-0.14  0.10-0.12-0.14 0.12-0.14-0.16 Suitable for efficient Drillling of Steel, Cast Iron and Stainless steel.
(<30HRC)

IR§E o DFTREMAMET, FMEMMEERITEE T
Gray Cast Iron 60-120-160 = 0.14-0.22-0.28 = 0.14-0.26-0.35 | 0.18-0.28-0.38 0.2-0.3-0.4 | 0.22-0.32-0.45 New substrate material, perfect balance of toughness and wear resistance.
(< HRC32)

PENTHENSSHER o RABAITINEA KR EFIRFNRE G E,
B ’ Using AlTiN-nano coating and unique post-processing of coating.

m Alloy CastlronandDuctile ' ¢ 106 140 (14.02-025 = 0.14-022-0.3 = 0.16-0.26-0.35  0.18-0.3-0.4 0.2-0.3-0.42

Iron with Moderate Machining o (LALIERIMELRIGTT, BRI BE OB ERE. BB RIFAIHIEERE,
Difficulty Optimize flute profile and Drill point design, with super self-centering
(< HRC28) Performance, chip breaking performance and good chip evacuation

LA A BB, P TETIES,
IKEHH
Alloy Cast Iron and Ductile
Iron with High Machining
Difficulty
( < 45HRC)

50-80-100 = 0.10-0.14-0.16 = 0.12-0.15-0.18 = 0.14-0.18-0.20 = 0.16-0.2-0.22  0.18-0.22-0.24
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D938 RFALMIMEILRTIER
Content of D938 Deep Hole Twist Drill Series

T
WorkPiece Material
FLn
e ) s m® 2B L oem  ® Ry HE umss rex TH 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
e e RS T @"f g xm oem TR oawm mm  ZX com M pas
ritts escription and protile Point ~ Shank Coati Coolant Tool Dimensi Guide Drill  Dimensi AEW, : BEAS, ~
Series P P e T T baiing et Tee o ooy SR PREISRY pometes A Iam A%t REZ.  mAs #eeAs  me 22 mme
Depth class e SEM Aoy O rgm BEER Tan’ foed mAE waz N THet  u#asz  ama  aEw
b S?r f’n Steels, Frr?tri]/ Stainless r;ls\rynas High  Aluminium Cast Copper omn;j Resistant ~ Titanium Hardened Hardened
Aﬁgs’ Tool Ma?tenscitic Steel Du(c)tiie Alloy  Alloys, Cast Aluminium Alloys NFI)a(I)tlérial Super Alloys Steels Steels
Stee)l/s Steels Stainless Castlron  Castlron Aluminium  Alloys Alloys
Steel Alloys
(<35HRC) 48(3';'@ (<35HRC) 45(a5R'C) (SI<12%)  (Si>12%) (2<og;3 (é'(')')B (<HB400) ss(:?z_c) séaic)
12DIA% FRTE A !
12D Internal ; —me = 135° m B D938-A12C D3~D16 I7T9-10 D938-A3C | P134 = P142 O O O O O O
Coolant Twist Drill
15D2 RR LSS !
15D Internal e e | 135° E B D938-A15C D3~D14 I7T9-10 D938-A3C | P137 = Pl142 O O O O O O
Coolant Twist Drill
P93 20D 2 RTESE
R )
20D Internal i = 135° m B D938-A20C D3~D12 IT9-10 | D938-A3C ~ P140 | P142 @) @) @) O O O
Coolant Twist Drill
25DNR RTESE !
25D Internal > 135° m B D938-A25C D3~D8  IT9-10 | D938-A3C P141 | P142 @) @) @) O O O
Coolant Twist Drill
O B&AMost Suitable O 3&#& Suitable
N yak N yal0
2 IR RRE B IR ARRE
Explanation Explanation
iy BiEA LIN L] Ly BiEA
Sign Notes Sign Notes Sign Notes
SHANK| h6 B IS0 HEMk DC VakES
= Cylindrical Shank 1SO Nonferrous Metal Diameter of Drill
R
ank Type s -
e DING535HATR ISORRIn X ISORK AR HAS DCONMS et
DN DIN6535HA Shank classification 1SO HRSA Diameter of Shank
HE AITiN ATINGEKRE SEEAR LCF RN
Coating nano AITiN Nano-Coating Hardened Material Flute Length
¢ [ p RAHIR
JTIE KA 8 RRTESS 1267 R<t&% HER y
Tool Type Internal Cooling Twist Drill 12D Dimension Data LU Recogpirl]?iinghg;#]mum
1SO%33 0 15(%%#% LS RS
1SO Steel ‘lﬁ@-_‘tb 15D Shank Length
Length/Diameter
ISOrin X M 150532 Ratio 20fEE OAL 2K
classification ISO Stainless Steel 20D Overall Length
ISO% & Hek 255 PL HhRE
ISO Cast Iron 25D Drill Tip Height
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BFERaEAES (IHES) RN
Solid Carbide Drills Identification System

D938 - A 15 C- 1200

L © ) L ©) L © L ©) _

Tk O RYIS eyt Esit] CFLRE @%EAN O7IHER
Workpiece Drills Series Shank Type Drilling Depth Coolant Type Drill Diameter
LB D938 @I TRRTEEh A BEFER 3 HR<3D c )= 0325 TR AD3.25
Steel Twist Drill for Steel DIN6535HA Depth<3D Internal Coolant Dia: $3.25
FR<5D 7)1 7$6.00
> Depth<5D 0600 Dia: ©6.00
HR<8D 7)&H$12.00
8 Depth<8D 1200 Dia: ©12.00
1 FA<12D
Depth<12D
15 FR<15D
Depth<15D
2 FhR<20D
Depth<20D
:WS
25 %5/* 25D
Depth<25D
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® D938ARFITHR— o NNH-ABRRNSAMYE o SHMERME—

| SRR B O RE BB 1 AE : MR R R T

: : Double cutting relief— :
D938 Series Drill Tip — : With excellent directivity : New substrate material—
Superior self-centering and chip ¢ Perfect balance between

breaking performance : toughness and wear resistance

=

* mETE— ETDINGS35HARR RIS

The shank is designed in accordance with —
DIN6535HA Standard

. B RHIEE AT SEnHIE ke

Super smooth chip flute—
With good chip evacuation performance

o TRBE_RAhTAEBESE

Cutting Diameter accuracy—
h7 tolerance accuracy class

--------- o AR BEREEBRNK .
. D938 FFLIN THF1EHh
Sl low sortace D938 Series Deep Hole Internal Coolant Twist Drill

Ultra low surface friction coefficient

° AlTiN-nanoi&E—
RERAEENRE L

O EATEEW. FHRAFNNSAEEEIINT
Suitable for efficient Drillling of Steel, Cast Iron and Stainless steel

AlTiN-nano Coating—
High heat resistance and high
resistance to oxidation

o DITHVEMAMR, FMMMEENTEETE
New substrate material, perfect balance of toughness and wear resistance

o XABAITINEG KRR FIMSFIIR R ELE
Using AlTiN-nano coating and unique post-processing of coating

o (LLIBRIMELRILIT, BRI BEOIEREMETE L. BB RIFNHEELE
Optimize flute profile and Drill point design, with super self-centering Performance,
chip breaking performance and good chip evacuation performance
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I (25DIUR) T R FA 2246

Processing techniques for Deep Hole Drilling(<25D) Case
SR = POT35ER ERTNARSH =51 SOHESFLINT
Process Schematic diagram Processing instruction The tools and cutting parameters

Casel Hollow shaft

EHIL Piloting
s 1=
u )
fEF3DARIFRIES,
1 S pressure 10-30 bar Use the twist drills <3D
2HEOI TIE A D4*76*116*d6
Piloting Specification
< 2XDc
T 16MnCr5(150-190HB)
Material
£\ Engaging
: TIHERE Ve=75m/min
1XFREIR ; - R
) - N Turn off coolant Nmax=100 r/min Cutting speed 5=6000r/min
— e é'fﬁ)\ V=1000 mm/min R fn=0.11mm/r
ngaging Feed F=660mm/min
< 15XD
‘ R 67mm (&7, Through hole) e
R mm (@7l Through hole) / Company A
Drilling depth 61.5mm (&%LBlind hole)
£5%L Drilling hole FRhEB
LITHIZ R, 7KE10-30bar Company B
Turn on coolant, V.225%.5004 MI%E TZRIMIHD ‘
3 e pressure 10-30 bar V:;25°/§-50°/3 Equipment Vertical machining centre GESAC m
2Dri|'l5l|?rl;g hole ‘ L ERM
A 0 100 200 300 life/pes
< 3XDc SHIAR W%, EF32bar R ]
Coolant Internal coolant J1E % Tool life (pcs)
$5R7L Drilling deep hole
1LITFREIK, KE10-30bar s -
Turn on coolant, V.=100% =512 gh3hE HFL+FHFL
4 S e g;egiugf 10-30 bar Vi=100% Case2 The crankshaft oil hole
R
Drilling deep hole
D — 1=
JIRES D938-A20C-0550
Tool type
R Restraction TIEE D5.5*140*180d6
1LREA R Specification ’
= = . Turn off coolant Nmax=100 r/min
5 S e e BP0 V21000 mm/min DT SAE1538MV
Restraction Material
— > TIHRE Vc=65 m/min
Cutting speed S=3760 r/min
HERE fn=0.2/0.07Tmm/r
Feed F=752/263mm/min A
S5 50.5mm (7L Straight oil hole) / Comri
Drilling depth 89.5mm (FE@FLOblique)
\ GESAC
m]IlQ% E}‘Eﬁ%*ﬂa (XXIEm) I | | I %ﬁ/f*
Equipment Horizontal machining 0 50 100 150 200 life/pes
g S = 5 T1E%dsTool life (pcs)
A MQL (4 258)
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nano

D938-A12C 2 [ D938-A12C

=@M T 12D P94 RFIES: LEWNTI2DRISAFES:
12D Internal Coolant Twist Drills for Steel 12D Internal Coolant Twist Drills for Steel
Ly PL Ly PL
2 DC Z Be
8 = ) e 8 = J -l
] Ls LCF 135° 8 Ls LCF 135°
OAL OAL
V-4
iT5RS DC DCONMS FEfz TS DC DCONMS 77 iTHRS DC DCONMS FE7z T8RS DC DCONMS Ptz
Ordering code  (h7) LCF OAL (h6) Ls L pL Stock Ordering code  (h7) LCF(OAL (ho6) Ls| LUSPL Stock Ordering code  (h7) LCF | OAL (h6) L] LU | PL Stock Ordering code  (h7) LCF OAL (h6) LS W PL Stock
D938-A12C-0300 3.00 54 92 6 36 495 062 @ D938-A12C-0480 4.80 83 121 6 36 758 099 @ D938-A12C-0660 6.60 110 148 8 36 100.1 1.37 O D938-A12C-0840 8.40 138 180 10 40 1254 1.74 O
D938-A12C-0310 3.10 54 92 6 36 494 064 O D938-A12C-0490 4.90 83 121 6 36 757 1.01 O D938-A12C-0670 6.70 110 148 8 36 100.0 1.39 O D938-A12C-0850 8.50 138 180 10 40 1253 1.76 O
D938-A12C-0320 3.20 54 92 6 36 49.2 066 O D938-A12C-0500 5.00 83 121 6 36 755 104 @ D938-A12C-0680 6.80 110 148 8 36 998 141 @ D938-A12C-0860 8.60 138 180 10 40 125.1 1.78 O
D938-A12C-0330 3.30 54 92 6 36 49.1 068 @ D938-A12C-0510 5.10 83 121 6 36 754 1.06 O D938-A12C-0690 6.90 110 148 8 36 99.7 143 O D938-A12C-0870 8.70 138 180 10 40 125.0 1.80 @
D938-A12C-0340 3.40 54 92 6 36 489 0.70 O D938-A12C-0520 5.20 83 121 6 36 752 1.08 O D938-A12C-0700 7.00 110 148 8 36 995 145 @ D938-A12C-0880 8.80 138 180 10 40 124.8 1.82 O
D938-A12C-0350 3.50 54 92 6 36 488 0.72 @ D938-A12C-0530 5.30 83 121 6 36 75.1 110 O D938-A12C-0710 7.10 110 148 8 36 994 147 O D938-A12C-0890 8.90 138 180 10 40 124.7 1.84 O
D938-A12C-0360 3.60 54 92 6 36 486 0.75 O D938-A12C-0540 5.40 83 121 6 36 749 112 O D938-A12C-0720 7.20 110 148 8 36 99.2 149 O D938-A12C-0900 9.00 138 180 10 40 1245 18 @
D938-A12C-0370 3.70 54 92 6 36 485 0.77 O D938-A12C-0550 5.50 83 121 6 36 748 114 @ D938-A12C-0730 7.30 110 148 8 36 99.1 151 O D938-A12C-0910 9.10 138 180 10 40 1244 188 O
D938-A12C-0380 3.80 64 102 6 36 583 079 @ D938-A12C-0560 5.60 83 121 6 36 746 116 O D938-A12C-0740 7.40 110 148 8 36 989 153 O D938-A12C-0920 9.20 138 180 10 40 1242 191 O
D938-A12C-0390 3.90 64 102 6 36 582 081 @ D938-A12C-0570 5.70 83 121 6 36 745 118 O D938-A12C-0750 7.50 110 148 8 36 988 155 O D938-A12C-0930 9.30 138 180 10 40 124.1 193 O
D938-A12C-0400 4.00 64 102 6 36 58.0 083 @ D938-A12C-0580 5.80 83 121 6 36 743 120 O D938-A12C-0760 7.60 110 148 8 36 98.6 157 O D938-A12C-0940 9.40 138 180 10 40 1239 195 O
D938-A12C-0410 4.10 64 102 6 36 579 085 O D938-A12C-0590 5.90 83 121 6 36 742 122 O D938-A12C-0770 7.70 110 148 8 36 985 159 O D938-A12C-0950 9.50 138 180 10 40 123.8 1.97 @
D938-A12C-0420 4.20 64 102 6 36 57.7 0.87 @ D938-A12C-0600 6.00 83 121 6 36 740 124 O D938-A12C-0780 7.80 110 148 8 36 983 162 O D938-A12C-0960 9.60 138 180 10 40 1236 1.99 O
D938-A12C-0430 4.30 64 102 6 36 57.6 0.89 O D938-A12C-0610 6.10 110 148 8 36 1009 126 @ D938-A12C-0790 7.90 110 148 8 36 982 164 O D938-A12C-0970 9.70 138 180 10 40 1235 2.01 O
D938-A12C-0440 4.40 64 102 6 36 574 091 O D938-A12C-0620 6.20 110 148 8 36 100.7 1.28 O D938-A12C-0800 8.00 110 148 8 36 98.0 166 @ D938-A12C-0980 9.80 138 180 10 40 1233 2.03 O
D938-A12C-0450 4.50 64 102 6 36 573 093 @ D938-A12C-0630 6.30 110 148 8 36 100.6 1.30 O D938-A12C-0810 8.10 138 180 10 40 1259 1.68 O D938-A12C-0990 9.90 138 180 10 40 123.2 2.05 O
D938-A12C-0460 4.60 64 102 6 36 571 095 @ D938-A12C-0640 6.40 110 148 8 36 1004 133 O D938-A12C-0820 8.20 138 180 10 40 125.7 1.70 O D938-A12C-1000 10.00 138 180 10 40 123.0 2.07 @
D938-A12C-0470 4.70 64 102 6 36 57.0 097 @ D938-A12C-0650 6.50 110 148 8 36 1003 135 @ D938-A12C-0830 8.30 138 180 10 40 1256 1.72 O D938-A12C-1020 10.20 158 206 12 45 142.7 2.11 O
@ITEERZETF Stock OFFARE Available upon Order ReEl @I fEZETF Stock OFFARE Available upon Order R<E
Dimensic;n Range DC(h7) DCONMS(h6) - Dimensio>n e DC(hT) DCONMS(h6)
7% Note: _ ] ] 7 Note: >3 3 3
D3-D167JEiESEFITS; >3—6 0.000/-0.012 0.000/-0.008 D3-D167JEESEFITSI; >3—6 0.000/-0.012 0.000/-0.008
Accept customization from D3 to D16 tool >6—10 0.000/-0.015 0.000/-0.009 Accept customization from D3 to D16 tool >6—10 0.000/-0.015 0.000/-0.009
RFLERSRFAD938-A3CHE R Eh L /5| Sk _ 5 ¥ RFLERSRFAD938-A3CHEEIMIE Eh L A5 | Sk o ] ]
Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011 Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0-000/-0.011
>18-20 0.000/-0.021 0.000/-0.013 >18—-20 0.000/-0.021 0.000/-0.013
#{unit (mm) B {iunit (mm)
T {##4#} Workpiece Material T {##4#} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHS RIS PHS RIBIEE
. AWM. T %K1 E/D IRFBEH. B = o =, $E HiEHE ERA® . AWM. T %K1 EH/D TREFER. K =5 &, HE  HER ERA® .
AN AN EETER THEN | 28 'Eg'# 58 a% HEE  EAME | Heat RAEE  FEW | OFEW AW B KETHEN FEW | 2% "gg'# 5E &% HEE  EAEME | Heat RAEE  FEW | OFEW
Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compopnd Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compqund Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool  Ferritic/ Steel  Iron, Ductile Clgstlro%y ﬁh"m'“é“"; Aluminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool  Ferritic/ Steel  Iron, Ductile Clagstlro%y 2“’”’"'"&“"2 Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels pivaiebiay Cast Iron Almeass 1 Alloys Alloys Steel Steels pivaebiay Cast Iron Alass | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC @ Si<12% Si>12% @ <HB200 <HB450 | <HB400 ' 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC @ Si<12% Si>12% @ <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
© © @) O O O © © @) O O O
O BE&Most Suitable O E&Suitable BIEYMIB L % P142-143 O BE&Most Suitable O E&Suitable AN %P142-143
Recommended Cutting Data *P142-143 Recommended Cutting Data % P142-143
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D938-A12C

EBMIN 12D FRTEE,

12D Internal Coolant Twist Drills for Steel

LU

NEW CUTTING TOOLS CATALOGUE

L nano

D938-A15C

EBMIN T 15D MRS,

15D Internal Coolant Twist Drills for Steel

LU

PL

NEW CUTTING TOOLS CATALOGUE

| 2022478 T B3 S0

nano

PL
g DC , ‘ g DCy
g = ) W 8 é:F —— LRSS SN
] Ls LCF 135° 2 LS LCF 135°
OAL OAL
) 2
iTHS DC DCONMS Btz T8RS DC DCONMS G 155 DC DCONMS 77 iTHS DC DCONMS FE7z
Ordering code  (h7) LCRHOAL (h6) LS| LU | PL | grock Ordering code  (h7) LCF | OAL (ho) LS| LU | PL Stock Ordering code  (h7) LCFH0AL (he) LS| LU | PL | giock Ordering code = (h7) LCF 1OAL (h6) LS| LU | PL | grock
D938-A12C-1030 10.30 158 206 12 45 1426 213 O D938-A12C-1350 13.50 182 230 14 45 161.8 280 O D938-A15C-0300 3.00 55 95 6 36 505 062 @ D938-A15C-0480 4.80 93 133 6 36 85.8 099 O
D938-A12C-1050 10.50 158 206 12 45 1423 217 @ D938-A12C-1380 13.80 182 230 14 45 1613 286 O D938-A15C-0310 3.10 67 106 6 36 624 0.64 O D938-A15C-0490 4.90 93 133 6 36 85.7 1.01 O
D938-A12C-1060 10.60 158 206 12 45 142.1 220 O D938-A12C-1400 14.00 182 230 14 45 161.0 290 @ D938-A15C-0320 3.20 67 106 6 36 622 066 O D938-A15C-0500 5.00 93 133 6 36 85.5 1.04 O
D938-A12C-1080 10.80 158 206 12 45 141.8 2.24 O D938-A12C-1420 14.20 208 260 16 48 186.7 294 O D938-A15C-0330 3.30 67 106 6 36 62.1 068 @ D938-A15C-0510 5.10 110 150 6 36 1024 1.06 @
D938-A12C-1100 11.00 158 206 12 45 1415228 @ D938-A12C-1450 14.50 208 260 16 48 186.3 3.00 O D938-A15C-0340 3.40 67 106 6 36 619 0.70 O D938-A15C-0520 5.20 110 150 6 36 102.2 1.08 O
D938-A12C-1120 11.20 158 206 12 45 1412 232 O D938-A12C-1480 14.80 208 260 16 48 185.8 3.07 O D938-A15C-0350 3.50 76 116 6 36 70.8 0.72 O D938-A15C-0530 5.30 110 150 6 36 102.1 1.10 O
D938-A12C-1150 11.50 158 206 12 45 140.8 2.38 O D938-A12C-1500 15.00 208 260 16 48 1855 3.11 O D938-A15C-0360 3.60 76 116 6 36 70.6 0.75 O D938-A15C-0540 5.40 110 150 6 36 1019 1.12 O
D938-A12C-1160 11.60 158 206 12 45 140.6 240 O D938-A12C-1550 15.50 208 260 16 48 184.8 3.21 O D938-A15C-0370 3.70 76 116 6 36 70.5 0.77 O D938-A15C-0550 5.50 110 150 6 36 1018 1.14 @
D938-A12C-1180 11.80 158 206 12 45 1403 244 @ D938-A12C-1580 15.80 208 260 16 48 184.3 3.27 O D938-A15C-0380 3.80 76 116 6 36 703 0.79 O D938-A15C-0560 5.60 110 150 6 36 101.6 1.16 O
D938-A12C-1190 11.90 158 206 12 45 140.2 246 O D938-A12C-1600 16.00 208 260 16 48 184.0 3.31 O D938-A15C-0390 3.90 76 116 6 36 70.2 081 O D938-A15C-0570 5.70 110 150 6 36 1015 1.18 O
D938-A12C-1200 12.00 158 206 12 45 140.0 249 @ D938-A15C-0400 4.00 76 116 6 36 70.0 083 @ D938-A15C-0580 5.80 110 150 6 36 101.3 1.20 O
D938-A12C-1210 12.10 182 230 14 45 1639 251 O D938-A15C-0410 4.10 93 133 6 36 86.9 085 O D938-A15C-0590 5.90 110 150 6 36 101.2 1.22 O
D938-A12C-1220 12.20 182 230 14 45 163.7 253 O D938-A15C-0420 4.20 93 133 6 36 86.7 0.87 @ D938-A15C-0600 6.00 110 150 6 36 101.0 1.24 @
D938-A12C-1240 12.40 182 230 14 45 163.4 257 O D938-A15C-0430 4.30 93 133 6 36 86.6 0.89 O D938-A15C-0610 6.10 127 167 8 36 1179 1.26 O
D938-A12C-1250 12.50 182 230 14 45 1633259 @ D938-A15C-0440 4.40 93 133 6 36 864 091 O D938-A15C-0620 6.20 127 167 8 36 117.7 1.28 O
D938-A12C-1270 12.70 182 230 14 45 163.0 2.63 O D938-A15C-0450 4.50 93 133 6 36 86.3 093 O D938-A15C-0630 6.30 127 167 8 36 117.6 1.30 O
D938-A12C-1280 12.80 182 230 14 45 1628 2.65 O D938-A15C-0460 4.60 93 133 6 36 86.1 095 O D938-A15C-0640 6.40 127 167 8 36 1174 133 O
D938-A12C-1300 13.00 182 230 14 45 1625269 @ D938-A15C-0470 4.70 93 133 6 36 86.0 097 O D938-A15C-0650 6.50 127 167 8 36 1173135 @

@1THEETE Stock OFEFME Available upon Order +35 @EETE Stock OFFME Available upon Order +38
* # p i ge | DCD  DCONMS(he) . ’ e fvatabep i g DCT DCONS(he)

7 Note: _ ] ] 7 Note: _ ] ]
D3-D167]BIEBIEARITH!; >3—6 0.000/-0.012 0.000/-0.008 D3-D147) REZEAFITS!; >3—6 0.000/-0.012 0.000/-0.008
Accept customization from D3 to D16 tool >6—10 0.000/-0.015 0.000/-0.009 Accept customization from D3 to D14 tool >6—10 0.000/-0.015 0.000/-0.009
RFLERSRFID938-A3CHHEIIE Eh L E /5| S5k RFLEESRFAD938-A3CHHEIIIIE Eh L 1E /5| S5k, _ 3 3
Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011 Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011

>18—-20 0.000/-0.021 0.000/-0.013 >18—-20 0.000/-0.021 0.000/-0.013
Efiunit (mm) Efiunit (mm)
T {#44#} Workpiece Material T #$#%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PHS SRS PH5S HISEE

M. AWM. T %K1 E/D TREFHR K = . HE | HER ERA® B, AWM. T %HE/5 IRER K s . HiE  HER =852

aEW AW KATHEE REW  m@e o = a& | WEE  EAME hea | WA | FEW  FEN aem AR RETES FEN  Bes o A& ag | WEE BEME Hea | HAE | FBEW | HEN

Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compqund Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper Compoynd Resistant | Titanium | Hardened ' Hardened
Steel, Alloy Steels,Tool | Ferritic/ Steel ron, Ductile Clagstl ro‘;y Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool | Ferritic/ Steel ron, Ductile Clagstl ro‘;y Aluminium | Alyminium | Alloys Material Super Alloys Steels Steels

Steel Steels fsiotbied Cast Iron Aass L Alloys Alloys Steel Steels toilese Cast Iron Aluerass | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC @ Si<12% Si>12% @ <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC Si<12% @ Si>12% @ <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
@) O O O O O @) © © O O O
© ®E&Most Suitable O i&&Suitable RN B8 %P142-143 © ®3E&Most Suitable O iE&Suitable YR %P142-143
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Recommended Cutting Data *P142-143

Recommended Cutting Data % P142-143
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2022 M) TE#éf | NEW CUTTING TOOLS CATALOGUE NEW CUTTING TOOLS CATALOGUE | 2022%JHI T B #féafh

nano

D938-A15C = =P D938-A15C

@I T 15D 4 FFTESh @I T15DR 4 RRTEEh
15D Internal Coolant Twist Drills for Steel 15D Internal Coolant Twist Drills for Steel
LU PL LU PL
g b g o
g ! S g é’:F S L SR S NS
3 Ls LCF 135° 2 Ls LCF 135°
OAL OAL
Va4 V- L0
RS DC DCONMS FE7E iTiRS DC DCONMS FE7z iTHRS DC DCONMS 77 IT5RS DC DCONMS 77
Ordering code  (h7) LCF | OAL (ho) LS| LU | PLgrock Ordering code  (h7) LCF | OAL (ho) LS| LU 1 PL grock Ordering code  (h7) LCF| OAL (ho) LS| LU PL ghock Ordering code  (h7) LCF 1 OAL (h6) LS| LU | PL ok
D938-A15C-0660 6.60 127 167 8 36 117.1 137 O D938-A15C-0840 8.40 160 204 10 40 147.4 1.74 O D938-A15C-1030 10.30 198 247 12 45 182.6 2.13 O D938-A15C-1200 12.00 214 263 12 45 196.0 249 @
D938-A15C-0670 6.70 127 167 8 36 117.0 1.39 O D938-A15C-0850 8.50 160 204 10 40 1473 1.76 O D938-A15C-1040 10.40 198 247 12 45 182.4 2.15 O D938-A15C-1210 12.10 248 297 14 45 2299 2,51 O
D938-A15C-0680 6.80 127 167 8 36 116.8 1.41 O D938-A15C-0860 8.60 160 204 10 40 147.1 1.78 O D938-A15C-1050 10.50 198 247 12 45 182.3 2.17 O D938-A15C-1220 12.20 248 297 14 45 229.7 2.53 O
D938-A15C-0690 6.90 127 167 8 36 116.7 143 O D938-A15C-0870 8.70 160 204 10 40 147.0 1.80 O D938-A15C-1080 10.80 198 247 12 45 181.8 2.24 O D938-A15C-1250 12.50 248 297 14 45 2293 259 @
D938-A15C-0700 7.00 127 167 8 36 1165 145 @ D938-A15C-0880 8.80 160 204 10 40 146.8 1.82 O D938-A15C-1100 11.00 198 247 12 45 1815228 O D938-A15C-1280 12.80 248 297 14 45 228.8 2.65 O
D938-A15C-0710 7.10 143 183 8 36 1324 147 O D938-A15C-0890 8.90 160 204 10 40 146.7 1.84 O D938-A15C-1120 11.20 214 263 12 45 197.2 232 O D938-A15C-1300 13.00 248 297 14 45 2285 2.69 O
D938-A15C-0720 7.20 143 183 8 36 1322 149 O D938-A15C-0900 9.00 160 204 10 40 1465186 @ D938-A15C-1150 11.50 214 263 12 45 196.8 2.38 O D938-A15C-1350 13.50 248 297 14 45 227.8 2.80 O
D938-A15C-0730 7.30 143 183 8 36 1321 151 O D938-A15C-0910 9.10 177221 10 40 163.41.88 O D938-A15C-1160 11.60 214 263 12 45 196.6 240 O D938-A15C-1380 13.80 248 297 14 45 2273 2.86 O
D938-A15C-0740 7.40 143 183 8 36 1319 1.53 O D938-A15C-0920 9.20 177221 10 40 1632191 O D938-A15C-1170 11.70 214 263 12 45 196.5 242 O D938-A15C-1400 14.00 248 297 14 45 227.0 290 @
D938-A15C-0750 7.50 143 183 8 36 131.8 1.55 O D938-A15C-0930 9.30 177221 10 40 163.1193 O D938-A15C-1180 11.80 214 263 12 45 196.3 2.44 O
D938-A15C-0760 7.60 143 183 8 36 1316 1.57 O D938-A15C-0940 9.40 177221 10 40 1629 195 O _ .
@tEETF Stock OFFE Available upon Order RIEE
D938-A15C-0770 7.70 143 183 8 36 1315159 O D938-A15C-0950 9.50 177221 10 40 162.8 197 @ Dimension Range DC(h7) DCONMS(h6)
#3E Note:
D938-A15C-0780 7.80 143 183 8 36 1313 1.62 O D938-A15C-0960 9.60 177221 10 40 162.6 1.99 O D3-D147) BiEZAFHFITS; >3-6 0.000/-0.012 | 0.000/-0.008
Accept customization from D3 to D14 tool >6—10 0.000/-0.015 0.000/-0.009
D938-A15C-0790 7.90 143 183 8 36 1312 1.64 O D938-A15C-0970 9.70 177 221 10 40 162.52.01 O RILSERADI3- ASCHIIUESE AN 3 55 . ' o1 000010015 20000011
D938-A15C-0800 8.00 143 183 8 36 131.0 1.66 ® D938-A15C-0980 9.80 177221 10 40 162.3 2.03 O Adopt the same specification of D938-A3C as the guide drill — —
>18-20 0.000/-0.021 0.000/-0.013
D938-A15C-0810 8.10 160 204 10 40 1479 168 O D938-A15C-0990 9.90 177 221 10 40 162.2 2.05 O w
iLunit (mm)
D938-A15C-0820 8.20 160 204 10 40 147.7 1.70 O D938-A15C-1000 10.00 177 221 10 40 162.0 2.07 @
D938-A15C-0830 8.30 160 204 10 40 147.6 1.72 O D938-A15C-1020 10.20 198 247 12 45 182.7 2.11 O
@1REETF Stock OFFME Available upon Order R<EE
& Dimensio>n Range bC(h7) DCONMS(h6)
£ Note: N 3 3
D3-D147] RIS EFITS; >3—6 0.000/-0.012 0.000/-0.008
Accept customization from D3 to D14 tool >6—10 0.000/-0.015 0.000/-0.009
RFLESRFADI38-A3CAARIIIE K 1E 15| S5 - 3 ]
Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011
>18-20 0.000/-0.021 0.000/-0.013
Effunit (mm)
T #44%} Workpiece Material T {#4%} Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5 BIBIEE PH5 SRS
WM.  AEW. T S%=E/D R, B =a £, s HiER ERa® Wi, AW, I R/ IRBER B = 2. HE PSR ERade . N
Pt AR EETER THEN | 28 'E%:'# 24 a% MEE EAME | Heat Has | FEW | OFEH AW B KETEHERN BN 2%y "%9& 543 a% AEE  EAME Heat Has | FEW | FEW
Carbon Alloy PH and Stainless | Gray Cast High All Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless | Gray Cast High Al Forged Cast Copper | Compound | Resistant | Titanium | Hardened = Hardened
Steel, Alloy Steels;Tool | Ferritic/ Steel  |Iron, Ductile Clagstlro%y Adminium | alyminium | Alloys Material Super Alloys Steels Steels Steel, Alloy Steels;Tool | Ferritic/ Steel  |Iron, Ductile Clgstlro%y Alaminium  Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels | erninloce. Castlron Austass | Alloys Alloys Steel Steels | “oainiocs. Castlron Alumiaiaes | Alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC | Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC  55-60HRC
@ O @) O O O © @) @) O O O
© E&Most Suitable O F&Suitable BETINISY %P142-143 © &miB&Most Suitable O 5E&Suitable AN %P142-143
Recommended Cutting Data *P142-143 Recommended Cutting Data % P142-143
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nano

2022t JHIT AR | NEW CUTTING TOOLS CATALOGUE |

D938-A20C

@I T20DM)4 FREEh

D938-A25C

B MIN T 25D MRS,

20D Internal Coolant Twist Drills for Steel

LU

PL

25D Internal Coolant Twist Drills for Steel

LU

PL

g Do g o
g i):F SSS === & éIF s
g LS LCF 135° g LS LCF 135°
OAL OAL
TS DC DCONMS 7 1155 DC DCONMS E#F 1T5HES DC DCONMS EfF 1T5S DC DCONMS B
Ordering code  (h7) LCF | OAL (he) LS LU PL gock Ordering code = (h7) LCF | OAL (h6) LS LU PL ek Ordering code  (h7) LCF10AL (h6) LS| LU | PL |grock Ordering code  (h7) LCF | OAL (he) LS LU PL groek
D938-A20C-0300 3.00 70 110 6 36 655 062 O D938-A20C-0635 6.35 162 202 8 36 152.5 1.32 O D938-A25C-0300 3.00 85 125 6 36 805 062 O D938-A25C-0595 5.95 170 210 6 36 161.1 1.23 O
D938-A20C-0310 3.10 83 123 6 36 784 0.64 O D938-A20C-0650 6.50 162 202 8 36 1523 135 @ D938-A25C-0310 3.10 101 141 6 36 964 064 O D938-A25C-0600 6.00 170 210 6 36 161.0 1.24 @
D938-A20C-0350 3.50 96 136 6 36 90.8 0.72 O D938-A20C-0675 6.75 162 202 8 36 1519 140 O D938-A25C-0350 3.50 116 156 6 36 1108 0.72 O D938-A25C-0630 6.30 197 237 8 36 187.6 1.30 O
D938-A20C-0400 4.00 96 136 6 36 90.0 083 @ D938-A20C-0700 7.00 162 202 8 36 1515 145 O D938-A25C-0380 3.80 116 156 6 36 1103 0.79 O D938-A25C-0635 6.35 197 237 8 36 1875 1.32 O
D938-A20C-0420 4.20 118 158 6 36 111.7 0.87 O D938-A20C-0750 7.50 183 223 8 36 171.8 1.55 O D938-A25C-0400 4.00 116 156 6 36 110.0 0.83 @ D938-A25C-0650 6.50 197 237 8 36 1873 1.35 @
D938-A20C-0450 4.50 118 158 6 36 111.3 093 @ D938-A20C-0800 8.00 183 223 8 36 171.0 1.66 @ D938-A25C-0420 4.20 143 183 6 36 136.7 0.87 O D938-A25C-0675 6.75 197 237 8 36 186.9 1.40 O
D938-A20C-0500 5.00 118 158 6 36 1105 1.04 @ D938-A20C-0850 8.50 205249 10 40 1923 1.76 O D938-A25C-0450 4.50 143 183 6 36 136.3 0.93 O D938-A25C-0700 7.00 197 237 8 36 186.5 145 O
D938-A20C-0510 5.10 140 180 6 36 1324 1.06 O D938-A20C-0900 9.00 205249 10 40 1915 186 O D938-A25C-0500 5.00 143 183 6 36 1355 1.04 @ D938-A25C-0750 7.50 223 263 8 36 211.8 1.55 O
D938-A20C-0550 5.50 140 180 6 36 1318114 @ D938-A20C-1000 10.00 227 271 10 40 212.0 2.07 @ D938-A25C-0510 5.10 170 210 6 36 162.4 1.06 O D938-A25C-0800 8.00 223 263 8 36 211.0 1.66 @
D938-A20C-0595 5.95 140 180 6 36 131.1 1.23 O D938-A20C-1100 11.00 253 302 12 45 236.5 2.28 O D938-A25C-0550 5.50 170 210 6 36 161.8 1.14 @
D938-A20C-0600 6.00 140 180 6 36 131.01.24 @ D938-A20C-1200 12.00 274 323 12 45 256.0 249 @ @R Stock OBFHE Available upon Order R - -
. : DC(h7 DCONMS(h6,
@R ERETF Stock OFFE Available upon Order R<E #7E Note: Dlmen>5|on Range
. DimensionRange  P<h7) DCONMS(h6) D3-D8TIRIEBIFIFITH; >3-6 0.000/0012 | 0.000/-0.008
7 Note: Accept customization from D3 to D8 tool >6—10 0.000/-0.015 0.000/-0.009
D3-D127JBHEZIFHTITH; >3-6 0.000/-0.012 | 0.000/-0.008 SRILER ADI3S-ASCHRIMG E A N3 | S5
Accept customization from D3 to D12 tool >6-10 0.000/-0.015 0.000/-0.009 Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011
RFLEER FDI38-A3CHEE RIS S K E 51 S5k >18-20 0.000/-0.021 0.000/-0.013
Adopt the same specification of D938-A3C as the guide drill >10-18 0.000/-0.018 0.000/-0.011 / /
>18-20 0.000/-0.021 0.000/-0.013 Efiunit (mm)
Efiunit (mm)
T 44% Workpiece Material T ##4% Workpiece Material
1234 5 67 123 12 3 12 3 4 5 123 4 1 2 1234 5 67 123 12 3 12 3 4 5 123 4 1 2
PH5 RIBIEE PH5S RIEES
B, AW, T %RkE/5 TRSHk. K =4 . HE HER ERa® B, AWM. T %HE/5 RS K =4 =, HiE | HER BRa%
AW AN EETERN FHEN | B2gg "ﬁ# 2 a% MEE EAEME | Heat HKas | EEW | OFEW AEW A% | KETEN THEN | Bgg 'E;;% 2 A% fEae SEMK | Heat ®KEE  OFEW | OREW
Carbon Alloy PH and Stainless Gray Cast High Allo Forged Cast Copper Compqund Resistant | Titanium | Hardened | Hardened Carbon Alloy PH and Stainless Gray Cast Hi P;All Forged Cast Copper | Compound | Resistant | Titanium | Hardened | Hardened
Steel, Alloy Steels,Tool Mzafg';'sﬁéic Steel  Iron, Ductile C'agstlmny ﬁ{fom;"c';;' Aluminium = Alloys Material Super Alloys Steels Steels Steel, Alloy Steels,Tool MFftmt'C_{_ Steel  |Iron, Ductile C'g | oy ﬁh”m'"c'um Aluminium | Alloys Material Super Alloys Steels Steels
Steel Steels Stainless Cast Iron Aluminiamy | Alloys Alloys Steel Steels amleta” Cast Iron astiron | Alloye.Cast " alloys Alloys
Steel Alloys Steel Alloys
<35HRC | 35-48HRC <35HRC | 35-45HRC  Si<12% @ Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC <35HRC | 35-48HRC <35HRC | 35-45HRC = Si<12% | Si>12% | <HB200 <HB450 | <HB400 | 45-55HRC | 55-60HRC
@) © O O O O @) @) O O O O

O &B3E&Most Suitable

140 — GESAC

(O i&ASuitable

HFHIS R %P142-143
Recommended Cutting Data *P142-143

O siE&Most Suitable

O &&Suitable

WETIHIS R %P142-143
Recommended Cutting Data % P142-143
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HEFTIHIZ

Recommended Cutting Datas

D938 SR FLINTAFTESL 12D/15D/20D/25D
D938 Deep Hole Twist Drill of 12D/15D/20D/25D

NEW CUTTING TOOLS CATALOGUE |

HEFLIHIZ L

Recommended Cutting Datas

D938 SR FLINTAF7EEL 12D/15D/20D/25D
D938 Deep Hole Twist Drill of 12D/15D/20D/25D

2022t7]H| T B Fr At

PIHIRE IHRE
Cutting Speed HEE Cutting Speed HenE
Ve Feed Rate fn (mm/rev) Ve Feed Rate fn (mm/rev)
I{#M*4 (m/min) I{#M*4 (m/min)
Workpiece Workpiece
(OX] o4 D6 10 ®10 D12 D14 D16
RN, KB RN, KB
Low Carbon Steel, Long Chip 140-100-60 0.10-0.15-0.20 = 0.10-0.15-0.20 = 0.14-0.19-0.25 = 0.16-0.22-0.32 Low Carbon Steel, Long Chip 140-100-60 0.16-0.22-0.35  0.18-0.28-0.40 @ 0.22-0.32-0.45 | 0.22-0.32-0.45
(<125HB) (<125HB)
REREN, F2L0E, %ﬂ]ifﬂ EERIN, FEU18, %tﬂiﬂ
FVEERT S ) TR, 140-100-60 0.10-0.15-0.20 = 0.10-0.15-0.20 = 0.14-0.19-0.25 = 0.16-0.22-0.32 Low Carbon Steel, Short Chip, 140-100-60 0.16-0.22-0.35 = 0.18-0.28-0.40 = 0.22-0.32-0.45  0.22-0.32-0.45
ree Cutting Steel Free Cutting Steel
(<125HB) (<125HB)
SRR R PN SRR R N
Carbon Steel and Medium Carbon Steel 120-80-60  0.10-0.15-0.20 = 0.10-0.15-0.20 | 0.14-0.19-0.25 = 0.16-0.22-0.30 Carbon Steel and Medium Carbon Steel 120-80-60  0.16-0.22-0.32 = 0.18-0.28-0.38 | 0.22-0.32-0.45 0.22-0.32-0.45
(<25HRC) (<25HRC)
A€W, TAN A€W, TAMW
Alloy Steel, Tool Steel 110-80-60  0.09-0.13-0.16 @ 0.09-0.13-0.16 | 0.12-0.17-0.23 = 0.14-0.20-0.28 Alloy Steel, Tool Steel 110-80-60  0.14-0.20-0.30 = 0.15-0.23-0.34  0.18-0.25-0.38 = 0.18-0.25-0.38
(<35HRC) (<35HRC)
AW, TAEMN AW, TAM
Alloy Steel, Tool Steel 90-60-35 = 0.08-0.11-0.14 0.08-0.11-0.14  0.08-0.14-0.20 | 0.09-0.16-0.25 Alloy Steel, Tool Steel 90-60-35 = 0.09-0.16-0.28 = 0.11-0.19-0.30 = 0.12-0.22-0.32 = 0.12-0.22-0.32
(35-48HRC) (35-48HRC)
HEBAREN, SEAETEW, PHREMN HEBAREN, SERAETEW, PHAREMN
Ferritic Stainless Steels, Martensitic Stainless Ferritic Stainless Steels, Martensitic Stainless
Steels, PH Stainless Steels 90-60-30 = 0.05-0.08-0.11 = 0.05-0.08-0.11  0.07-0.12-0.17 | 0.08-0.14-0.20 Steels, PH Stainless Steels 90-60-30 = 0.08-0.14-0.23 = 0.10-0.18-0.28 = 0.12-0.20-0.30 @ 0.12-0.20-0.30
(< 35HRC) (< 35HRC)
ERE KR ATEN, ERE KR ATEN,
- BEREFFEN, PH RFEW - BERETHERN, PH RHEW
High strength Ferrtic tainless Steels, 80-50-30 | 0.04-0.06-0.08 = 0.04-0.06-0.08 = 0.06-0.10-0.14 | 0.08-0.13-0.18 High-strength Ferritic Stainless Steels, 80-50-30 | 0.08-0.13-0.20 0.10-0.18-0.28 = 0.12-0.20-0.30 = 0.12-0.20-0.30
artensitic Stainless Steels, Martensitic Stainless Steels,
PH Stainless Steels PH Stainless Steels
(35-48HRC) (35-48HRC)
B EEN BREATRERN
Austenitic Stainless Steel 60-50-40 = 0.04-0.08-0.10 = 0.04-0.08-0.10  0.06-0.10-0.12 | 0.06-0.10-0.12 Austenitic Stainless Steel 60-50-40 = 0.08-0.12-0.16 = 0.08-0.12-0.16 = 0.10-0.14-0.18 @ 0.10-0.14-0.18
(130- 200HB) (130- 200HB)
R B AR E T B R E M B AR E T B
High Strength Austenitic and High Strength Austenitic and
M Cast Stainless Steels 60-50-40 = 0.04-0.06-0.08 = 0.04-0.06-0.08 = 0.06-0.08-0.10 | 0.06-0.08-0.10 M Cast Stainless Steels 60-50-40 = 0.08-0.10-0.12  0.08-0.10-0.12  0.10-0.12-0.14 @ 0.10-0.12-0.14
(<25HRC) (<25HRC)
WA AN WA AN
Duplex Stainless Steel 50-40-30 = 0.04-0.06-0.08 = 0.04-0.06-0.08 0.06-0.08-0.10 | 0.06-0.08-0.10 Duplex Stainless Steel 50-40-30 = 0.08-0.10-0.12  0.08-0.10-0.12  0.10-0.12-0.14 = 0.10-0.12-0.14
(<30HRC) (<30HRC)
Gray Cast Iron, Ductile Cast Iron 160-120-60  0.13-0.17-0.20 = 0.15-0.20-0.23 = 0.17-0.25-0.30 | 0.20-0.27-0.35 Gray Cast Iron, Ductile Cast Iron 160-120-60 = 0.23-0.30-0.40 = 0.25-0.33-0.45 = 0.28-0.36-0.48 = 0.30-0.40-0.50
(<28HRC) (<28HRC)
m PEMTHENSEHR, REHHK m PEMTHENSEHR, REHH
Cast Iron Alloy, Ductile Cast Iron 140-100-60 | 0.11-0.15-0.18 @ 0.13-0.17-0.20 = 0.15-0.20-0.25 @ 0.17-0.25-0.32 Cast Iron Alloy, Ductile Cast Iron 140-100-60 | 0.20-0.28-0.36 = 0.22-0.30-0.42 = 0.24-0.33-0.45 @ 0.25-0.35-0.48
(<28HRC) (<28HRC)
HINIHEEEHE, IREHHK EMIHEEEHHR, REHH
High Cast Iron Alloy, Ductile Cast Iron 100-80-50 = 0.06-0.09-0.11 = 0.08-0.10-0.13 = 0.10-0.13-0.16 | 0.12-0.16-0.20 High Cast Iron Alloy, Ductile Cast Iron 100-80-50  0.14-0.20-0.26 = 0.16-0.22-0.28 | 0.18-0.24-0.30 = 0.20-0.26-0.32
(<45HRC) (<45HRC)
[EE]  [Notel [EE]  [Note]
1 EERNIMRENKR, BICRARETIMR. AKTIR, wE I kR8T 1 EEANMRENKR, BICRARETIMR. AKTIR, s I kH58 TR
Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks. Make sure work piece and machine are stable and use a precision holder, use hydraulic chucks, high quality collet chucks.
2. TJEARENTHFRIELTIREAEBEINF0.02mm 2. TJERENZHRRIELTIREFEABEEY/NF0.02mm
Make sure total indicated run-out(TIR) is less than 0.02mm. Make sure total indicated run-out(TIR) is less than 0.02mm.
3. IARAETIHI SR A RER T AREETIEIR 3. IARAELIHI SR RER T ARBEETIEIR
The recommended cutting condition is suitable for apply water soluble. The recommended cutting condition is suitable for apply water soluble.
4. WFRPZENTIATIENE, BESRRPRIDENTIEMERIEZETEISH, FNINIERELRINTERE S EZTHIS % 4. W FRPZENTIATIENE, BESRRPRIDENTIEMRIEZETEISEH, FNINIERELRINTERE S EZTHIS %
If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters, If the tool size is not in the table, please refer to the table closest to the blade diameter size selection of cutting parameters,
adjust cutting parameters according to actual working conditions during processing. adjust cutting parameters according to actual working conditions during processing.
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TR
Workpiece Material Table

= BE
e TR a8 e BE g
ISO Material ~ MC . : o o Brinell  Rockwell
Eiou Workpiece Material Content Strength
p N/mm2 Hardness Hardness
HB HRC
Y . ‘ « BB, KB
11_ 4 , i sl Pl Low-carbon Steels, Long Chipping €<0.25% <530 <125
\ E ‘ KBRS, REYlE, W
B = Low-carbon Steels, Short Chipping, Freecutting Steels C<0.25% <530 <125
P3 RSN K C>0.25% >530 <220 <25

Alloy Steels, Tool Steels

A d e - : High-carbon Steels, Medium-carbon Steels
p p e n IX : ‘ n P4 ez, TAN C>0.25% 600-850 <330 <35

sm a29, TAN ) ) )
Steels P5 Alloy Steels, Tool Steels C>0.25% 850-1400 340-450 35-48
HREETEN, SERMAREN, PH REN
P6 Ferritic Stainless Steels, Martensitic Stainless C=(0-0.4)% 600-900 <330 <35

Steels, PH Stainless Steels

BRERRAETEN, SERETEN, PH FHW
P7 High-strength Ferritic Stainless Steels, Martensitic C=(0.1-0.6)% 900-1350 330-450 35-48
Stainless Steels, PH Stainless Steels

B AT =
M b Auste:Ttic Stainless Steels €=(0.05-0.15)% <600 130-200
=58 E R KA SR IEW
- M2 High-Strength Austenitic Stainless Steels and C=(0.05-0.15)% 600-800 150-230 <25
Sth'inl%W Cast Stainless Steels
ainless
Steels WA _ ) !
B Duplex Stainless Steels €=(0.05-0.20)% <800 135-275 <30
TR 55k
m K1 Grey Cast Iron 125-500 | 120290 | <32
PENMTHENSSHNR, IREFH
. K2 Moderately Difficult Alloy Cast iron, Nodular Cast Iron <600 130-260 <28
Cast Iron BINTHEEEHS, REHFHK R
K3 Difficult High-alloy Cast Iron, Nodular Cast Iron >600 180-350 <43
RIS
N1 Wrought Aluminium Alloys <520 60-90
FEREE .
N2 Cast Aluminium Alloys Si<12% <350 70-100
HFEREE .
m AE Cast Aluminium Alloys Si>12% 200-320 60-120
HEiE N4 i, AaE 200- N
Non-ferr(?us Copper, Copper Alloys 00-650 60-200
Materials B8, SAMH
N5 Graphite, CFK, CFRP Graphite, Composite Materials 600-1500
IREEEME (MMCs)
N6 GFK, CFKAluminium-based Composite <700 <210
Materials (MMCs)
HESESE
B sl Iron-based Heat-resistant Alloys 500-1200 160-260 25-48
HESESE
S2 Cobalt-based Heat—r?sistantAlloys 1000-1450  250-450 25-48
MASEREE EE=E s
=l/m /A
gleat-reﬁista nt 33 Nickel-based Heat-resistant Alloys 600-1700  160-450 <48
uperAlloys.
Titanium Alloys 4 SkR A EE 900-1600  300-400  33-48

Titanium and Titanium Alloys

FEREN
HL Hardened Steels 45-55

N
m H2 Hardened Steels 55-60

SRR B
'_JHardened H3 Hard~ened Steels 60-65
Materials Ha EREEN >65

Hardened Steels
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LIHIE X Kt &

HREBATHE -DIN 4% , , o
Cutting Calculations and Definitions

The Structure of Shank-DIN Standard

ERESHRERAL
Parameter and Unit

DIN 6535-HA

D 7JIRER (mm) fn SEHLHE (Mm/rev)
_E N I — | -—{ dhe | 2 ‘ E ‘ N ‘ 5 ‘ a0 Ly 2 ‘ e 18 ‘ o200 92 ‘ D Diameter (mm) fn Feed per Revolution (mm/rev)
1 [+2 ap YIHIRE (mm) fz §71#4%4E (mm/tooth)
L : J 0 28 36 40 45 48 50| 56 | 60 ap Cutting Depth (mm) fz Feeding per Teeth (mm/tooth)
' ae IMIRE (mm) Z T
ae Cutting Width (mm) Z Number of Teeth
DI sl Vf AR (mm/min) N THEE (rev/min)
Vf Feed Rate (mm/min) N  Spindle Speed (rev/min)
ds b1 el o I l2 Ve tTHIERE( THKE+ $IER: 4D) (m/min) L IERRBEAKE (mm)
he +0(~)05 01 s +02 +01 Vc Cutting Speed (m/min) L Length (mm)
b, - -
i |,5'345“3 o 60 4o - Q &EUEI=E (cm*/min) Tc MIELE (min)
(] 72N : : 18.0 : 36.0 Q Rate of Metal Removal (cm?/min) Tc Processing Time (min)
— = . o
0| 8.0 5.5 6.9
5, d;
Iy 10 7.0 20.0 8.5 40.0
> 12 10.4 S
Ak 8.0 225 45.0 BRI EAT
14 127 General Formula
I L N
KR 16 142 n R _ Ve 1000 i
(1. 2 10.0 24.0 48.0 n  Spindle Speed n= — 5 (rev/min)
i = 18 16.2 - o
: / Ve tJEIEE Ve = (m/min)
s . 20 11.0 25.0 18.2 50.0 Ve Cutting Speed 1000
Iy
BHAEE .
L 25 12.0 32.0 23.0 56.0 17.0 v ORAEE Vf={z.z-n (mm/min)
32 14.0 36.0 30.0 60.0 19.0
fz STHAR fo=— VYt (mm)
fz Feed per Teeth Z+n
Q HREYHIE _ae:ap v .
DIN 6535-HE Q Rate of Metal Removal Q= 1000 (cm?/min)
Tc MTAE Te=— L (min)
g Tc Processing Time Vr
I!
6" (b2} d: (bz) (ba) (hz) (hs) lx la ls r
a7 i 43 ’—‘
M?&
(— 6.0 43 5.1
=& 36.0 25.0 18.0
8.0 5.5 6.9
—= d,
| — 10 7.1 8.5 40.0 28.0 20.0 1.2
ol e anl 12 8.2 10.4
45.0 33.0 22.5
14 8.1 12.7
{0 16 101 14.2
t (bs) 48.0 36.0 24.0
18 10.8 16.2
A o2
) by 20 11.4 18.2 50.0 38.0 25.0 1.6
L K 4 25 136 93 230 241 560 440 320
di=25~32mm 32 155 9.9 30.0 31.2 60.0 48.0 35.0
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MAneE. MKEE. BREBEEXNERRER

Comparison Table for Tensile Strength , Brinell Hardness and Rockwell

N/mm2 HV10 HB HRC N/mm2 HV10 HB HRC
240 75 71 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 295 31
305 95 90 1020 317 301 32
320 100 95 1050 327 311 88
335 105 100 1080 336 319 34
350 110 105 1110 345 328 85
370 115 109 1140 355 337 36
385 120 114 1170 364 346 37
400 125 119 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
450 140 133 1260 403 383 41
465 145 138 1330 413 393 42
480 150 143 1360 423 402 43
495 155 147 1400 434 413 44
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
575 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 51
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 73 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67
900 280 266 27 940 68
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TIEBERS

BERAKNBEIZNTRNIEREER, BNEEAILER
BRI TIRIME DB MMERS. 85— REEMN, TK—
KRG, REMIERA, SENIABETNENETIARREA
RAS50% L Lo

TREE, MBETERE, REDAEEE, RNERER
MEERER, THRRRIFIFER.
ENEEARRENTIAEERS B ERMEIZA!
BRERALNENSEAER, IS REWN!

100%
90% —— b
Save the to_ol
g Shon 3054
%)
S T0% —
©
% —7—
'9 60%
X 50% ——
=
oW 40% ——
R
30% ——
20% ———
10% ——
0% —— 1
TMERE BE—R BERR BE=R
No First of Second of Third of
regrinding regarding regarding regarding

> FEIRIRU T S RIR(E

Please follow these steps

Service of Tool Regrinding

Through the system of grinding process and strict process quality
control,Xiamen GESAC will let your wear tool to recover full new state.
One more time to regrinding, to extend the tool life.Practical data
show,reasonable tool grinding can save more than 50% of the total
investment cost of tool.

Regrinding process can not only helps you save investment, reduce
inventory, but also effectively avoid the waste of materials, saving resources
and protecting the environment.

Xiamen GESAC cutter grinding service will help you achieve the dream of
processing.

You only need to contact the nearest Xiamen GESAC agents to make your
tool to restore as new!

KAMLNEIEERER,

RTHMRLEEINEE
el E BRI SR
TR RBE—HH, AR
BERALE,

A professional re-grinding

team will repair your tool and
send it back to you.

m

»

*
*
*

A5 (NREE - BREER .,
B) , AWEENA—ERS o
FEME S E R,

Fill out the "Tool Regrinding and Recoating Power
of Attorney"”, and with the re-grinding tool to the
nearest to the Xiamen Golden Egret agents.

> TENTNSMTIAS RIRIEERSS, 824!

GESAC provides regrinding services for a wide range of tool products, including:

« BINEERASHL » Solid carbide drill
« BIKEERA®IUHT] - Solid carbide endmill
- BKERASMEE Solid carbide step drill

Contact the nearest GESAC office.

BERBREENARATES
BEirSHeEan, diEdiE

BB TR & Sk,
Please put the regrinding tool into
- the box with the GESAC mark, and
o pay attention to prevent the tool
o from bumping.
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ENEERMSEH/RAH

XIAMEN GOLDEN EGRET SPECIAL ALLOY CO.,LTD.

it FREETHHEKKEREIS

Add: No.69 Xinglong Road Huli District Xiamen CHINA

T ik FEEIER T ERXERER1601-16295
Factory Add: No.1601-1629 Jicheng Road Industrial
Concentration Area Tongan Xiamen CHINA

Tel: +86-592-7301561  Fax: +86-592-7107322

PC: 361006 Email: gesac@cxtc.com

www.gesac.com.cn

400-998-6858)

BST202210me




