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Turning Tools Processing Methods Technical Guide Of Turning Tools

BIMIAR B T &R

YR /Parting-off Tool B HITI#F3% 78 %l /Technical Guide of Turning tools
1 ST EET A, REEIEEES0%, AHTREAEAH I .

%EEEO Auxﬂla\ri/angle
2ERFERT, BTEERBHNGTIRE, MURBRIFORBEE, P B I I
1.When the insert was close to the workpiece, should reduce 30% of cutting speed to Lo e
improve the insert lifetime and surface quality. ©) ©) i = IHFEE
2.In Prem,if allowed,in order to keep stability,please choose the holder as short as we Front rake angle o Cutter width
can. e / # 1R f/working approach angle
15348/ Tipradius {8 Front angle
- »” - BT fa/Side-rake angle 4 #a £ /Total length
HEYIEMEE R EE R
External grooving turning,and profiling
HeE

ETNEF: PIRIRE>0.5mmbs, {EEET] (FAYIRA0.75" 71K 7] o Cutterheight
BS ) E@IETI0. Immz A - EE ] FHEE T EE T AR e
MIBEFERE, EndTeIiefangIe
VIHIR&S B (fBmI) &, RAWNBEREEIERS, "LE/hTIREHR
YIBRIBERTT3| R HNRED o © ot
gfiiteﬂﬁg”r%:aé’h g.?5*irz$r§ blade width sTTéaE?QT dﬁ?feé?gm”feir'é’gt ISEOU'E% 0 1mm—anial (s ® A Y1HI 23 /Common Formulas of Cutting
irecti ing—slant direction retract axial directi ing—radial directi i ] =
ti”?g lrggcﬁihggeqji?end dlergtch!on retract axial direction feeding—radial direction processing m s }#/Cuttlng Speed liﬁ,%ﬁ/Feed

During cutting or chamfering (finish machining), operate as the sequence shown in this figure

will reduce the small vibration generated from the cutting tools and the friction during cutting. F .
TeDoN ) N f= N (m/min)
V= 7D

1000
F . > Vi YIEIE EE(m/min) . SERA (m/irev)
(m/min) D: THEEE(mm) F: 40884 (m/min)

iﬁﬁ’cﬂi‘gﬂliﬁﬂ i N: #2 (rpm) N: st (rpEnn)

Face Grooving and Turning Pt TR (314)
W3ENT ( &4 ) Rough machining(multiple-grooved cutting) ® o J) W 3R E A% E/Surface Roughness
REXREREDATIE], RITIE, TTHHERNEEZREE, WER (1) BR (1)
During retract after cutting from the biggest diameter to inner, shift the insert to the inner Figure1
edge a little. As shown in figure(1) IBsm R E#E4E & /Theory surface roughness <—— Rmax
W MI#EESH]/Recessing , e
B E B HIREARIBO.75*S (NHRE) ® Rmax= - 1000 A £ Rmax: SRR (AL)
WEATER, BRERAMEEY, WER(2) S 8r f MR (mm/rey)
WRATHEE, ERiEARASETH, G 0 AR
Axial direction turning depth not exceeding 0.75*$ (insert blade width); _ BE (2) TR ETNELR AR
\évr?:xngi;oggﬁrggt;h is bigger than groove depth, it is suggested to use recessing tool, as Figure2 Effects on Roughness from Cutting Feed and Nose Radius
when groove depth is bigger than groove width, it is suggested to use multiple-grooving -
turning. TI R F1& /Insert Radius

145 = /Cutting Feed

W4T /Finishing
SR TIREPASMESS, BRASENITIRAER T, WER (3) PN

First to finish machine the bottom and outer diameter edge, and then finish machine the inner

diameter to the required dimensions.As shown in figure(3) ®o _ @ 0.15 ~ A AAAL r A —_ -
B (3)
Figure3
Al LA AL UL AL 1A A A AL x A PN
1 i H 4% N AN N N~ S
AIFL Y& E Al /Internal Grooving and Turning 0.26 A AN A RAA = =
W% A B RAS I TIER /Internal grooving tools <6 —
EFEIRY, ARREBErLIRENA mRREIMESRS . ©) A A
Using the processing sequence as shown in this figure T@E 0.46 \ / \ \ ‘ C /A\ /A N AN
For better cutting outflow, always feed outward from the direction that far from the hole end @ AR AdEAS N T NN~ =
face.
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Inserts Codes System - Milling
#t 71 kSR En AR

DE
“ NE BB R A0 B TITRE
Clearance Angle Tolerance (mm) Holding Type Cutting Edge Length

—
AN
/
_|
v
3 A
o

A » F - I B=7090
NE NaY; A £0.025 +0.005 +0.025 5 ! /<’
¢ C +0.025 +0.013 +0.025 ﬁ >
B G E +0.025 +0.025 +0.025 B M .:- >
W’SO ﬂ/30° F +0.013 £0.005 +0.025 o4 vy P~
G =0.025 +0.025 +0.130 B =70-90° U é -
H £0.013  =0.013 £0.025 . T B =40-60°
C 7° N 0° L ‘ J! £0.05-0.15" +0.005 +0.025 N - I -
1% o d— 2 C
k' +0.05-0.15° +0.013 +0.025 B =75.00° '
L' +0.05-0.15° £0.025 +0.025 B
D 15 P e M £0.05-0.15° £0.08-0.20° 0.130 Fo 0 | L
\ \ d—| m 2 2
4 / N +0.05-0.15° £0.05-0.20° +0.025 =40-60°
: ; B =40-60
U £0.08-0.25° £0.13-0.38° +0.130 G pd Po
E .
\ /20 ﬂ R - Special |
l H Y X pmmegmss
] W

™
1
~
o
O
o

NREE 7 TIREf YIHE| 7] AR
Thickness Radius Shape Of Cutting Edge

.:. l \ 01r=0.1 :

a1 02r=0.2 :
A oaveos E T

g B i 08r-0.8 |

12r=1.2 :

£ 24r=2.4 F '
i | ’

J; ]
01s=1.59 T .
T15=1.98 .
025=2.38 :
T25=2.78
035-3.18 S
T35=3.97 ;
045-4.76
055=5.56
065=6.35

07s=7.94
09s=9.52
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Inserts Codes System - Boring
=27 F . L@ ET] ST R

T AN IM § G J22004R080 DM

71 /AR ) %R Givez 4 IV NS S 5 NNRE
Shape Clearance Angle Tolerance (mm) Holding Type Cutting Edge Length
B B
M @ » BE ) CE
A m s v B =70-90° T
0 . +0.025 +0.005 +0.025 e B —40-60 ! /<‘
+0.025 +0.013 +0.025 o~
p B +0.025 +0.025 +0.025 B ﬁ M .:- -
. £0.013 +0.005 +0.025 o4 W P~
£0.025 £0.025 £0.130 B =70-90° U é -
R . £0.013  0.013 £0.025 . T B =40-60° 8
C +0.05-0.15° £0.005 +0.025 C E N - [ oy
S . 10.05-0.152 £0.013 £0.025 5 27090° B '
£0.05-0.15" £0.025 +0.025 B ﬁ A
D £0.05:0.15° +0.08-0.20° 0.130 e 0 E w | -
T A £0.05-0.15" £0.05-0.20° +0.025 B =40-60° B =40-60
_ £0.08-0.25 £0.13-0.38° +0.130 G pd P
V == E B~ R | [
Special
L - W ‘_\ H ﬁ - X 2 R E A
N R I

™
1
~
o
O
o

NREE TIRE EnE g
Thickness Radius Chip Breakere
02r=0.2
A 041204 DM SF
“E 08r=0.8 DR PM
12r=1.2

.:.T 16r=1.6 HF  HR

e 24r=2.4 HM  *

W | R
1 .

01s=1.59 EF
T1s=1.98 EM
025-2.38
T25=2.78
035-3.18
T35=3.97
045=4.76
055=5.56
065=6.35
075=7.94
095=9.52
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Inserts Codes System - Threading Internal Turning Tools-Code System

SR 7] Fr RS 5 AR R FLEE TIBYSERH B R &R
1 TR R~ 2 TTRER 3 JT1R3aE A BR AT E [e] -
Size Shape Type Direction " ® ’3 '3
R O=
L (mm) D E sMZ4Y R AiEiar R <H
External Right Hand Insert §
06 5/32" ‘ m B
08 3/16" | PERAL L ZErEHRAL
/ Internal Left Hand Insert
11 1/4" " s
" TRHER s @ =
16 3/8 Standard R g
22 1/2" 8 »
27 5/8"
i _
%'g ' o
L E ﬂt(% % ;é_:o mL° O!z R l!ﬁ"‘
Uz ST 4E N =< i .2 © s =
5 U Style V Style . R ) &) o
,< <
%
n o =
16 E R 1.5 ISO RS
16 X E R 1.5 ISO AT ‘ ::
22 N R 1.5 IS0 3 M o | o]« =] . mqve
K
RN NI = > ;
27 v N R 3.0 ISO g e
Rg 5 H3 |3
27 U E 8.0 TR g 5E 52
y
| 6 8 ] O . le
T x|a|O
5 12 B RAEHE 7 B (FEEM)
Pitch Thread Profile Multitooth ololololololo
=W 60° ——— 60°18 A BUEAL Partial profile 60° 2 3 5 6 8 SRB 8|2 2|3
Full Profile 55° — 55°@& FIBYMEAL Partial profile 55°
ISO ——— ISOfZ A2 45 1SO Metric olx|n|— D> =>
12 EE FiRE UN —— 60°S 5l — = Rlig 4y UN
oommo LU UNJ —— 60°SEHIAT== AT RARAL UNJ i PlagiaN °/g2/8 & 3|8
0.5-6 484 w 55° T B R #R AL Whitworth Shape il A e
NPT —— 60°%EZ #1240 NPT wileles| <l sl =| =
- N NPTF —— 60° I & w24 NPTF
AR EBIR BSPT — 55°HIE S E4R A BSPT
Partial Profile ACME —— Z#129° 424 ACME " g Y
mm TPl STACME — S4129°%a 484X Stub ACME & & &'
A 0515 4816 TR —— 30°fZ ik ARAL Trapez DIN 103 g g #S
ABUT —— =#ISEEEHZH24 American Buttress = = S}
AG 0530 488 BBUT — Z#ISE#42 British Buttress = = =
G 1.75-3.0 14-8 RD E B & S E 9240 Round DIN 405 248
N 3.5:5.0 7.5 RD20400 - & B & s E #2427 Round DIN 20400 § 4H?'3 & T K3
e APIRD — APIEI#24¢ APl Round N | B3lao K3 ﬁgg
Q 556.0  4.54 BUT —— APHg#sFni4x BUT Casing M N B = B2 E;:’ =S fg; P
3% vV 6.010 42,5 Pg PG 'S 2Ry ‘%E 2 %o
= N | T| O « | W =
# E #—lg

HO9 H10




External Turning Tools - Codes System Threading Tools - Codes System

SMEIER 7] BYSE R BAOR &L W24 TI BUSE R AR R ES
IL @
K 3
8 QN B
= > N < —i §
R A 981288
.- x|=la|x|» ﬁﬂ%i‘ﬁit nﬁ*ﬁ*ﬂ tJJ‘é'l 177 18] TR~} REMM JJJ#R"J“ %‘E‘éﬁuﬂm
N < ;f — Holding Type Cutter Type Direction Size Length Size With coolant hole
R o
~ g Sigak I SMETTHF T 5 WELS
= = B it E Screw-on Interal REF External . © ¢ Solid carbide
D @\ o CIEHR E4hE 2020=20X20 o sk
l I\ ‘é & l {?é Clamp-on External LEF M TIFFERE : 100 v Verlical
N [P e e _ nternal 105 D TR
= 0020=E1Zdia20
|‘ ) T
=5 @ & = ! N 160 U UBITI#FF
e E é @. P 170
a = Q 180
& £
4 WL} -
o Q I = |
s s i f o a 5
5 W i B ’ = S 250
Ro &) o
T 300
:ﬁ ol
g 5
g & U 350
e V 400

P (OEzar
R O ==

% S - EFF
E
60
[pt3iA
V. s

P-typeZigE
StypeBigE

C
¢

ES
ic
R

(b}
o
(]
=
Dn
0
rd)
-
[
n
[

0 O mwuw W ‘ BHARE

bi-3
FATHER
K g 1 A

E39
D ‘E#ISW
L 3 =»wm

b3
C ® S

M-typeZisE

StypeBisE
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Carbide End Mill - Codes System Cutting Speed / Power

TS S T RIS A RE VIR EFEN A
3.14xDxN .
VIHERE V= —————(m/min)
1000 VI R (m/min)  D:fE 7] EAE(mm)
F =Fzx Z x N (mm/min) N:#5&E(rp.m) F:T{EZg4(mm/min)
L Fz: 5 7gE4E(mm/tooth) Z: 718
" Fz = L (mm/tooch)
E RERPFELHET =
Square Head With Cusp Protected Z N
DG Forgﬁaﬂﬁmse F %ﬁ;ﬁ%iﬁdﬁﬂ S Mifggi;ﬁter Q x Ks (Km)
DP = EAEIE AN T N = —— (Km
Fo e Paornencs B B A7) P B2 60 x 102 x n WHFEES HPFTEE S
DH For Ha??e?EdIMaterial R %]Iiméﬁgzg © Taf;grél\lﬁeizck Fﬁ%@]ﬁ Hp= W (Km) Qﬁtn‘ﬂ% LtJJéIJE}‘;
. A QA H . MY iw i3
= F ﬁm}m W Sy g P 0.75 F.;1€$?E,.\n(mm{m|n)~*d.~tJJﬁlJ R (mm)
or Aluminu Corrugated Edge Defauit Standard 0= LxFxd (Km) = dxfxVxLxz Ks:3EYTRIBER n #agE
7R 7 e 1000 314D
A A A A

Surface Roughness Formula
FREEGEEERERMaxWETEAK

Rmax: BEERESE,um 07
Vertical deviations of the roughness from the mean line

o Rmax(um)

Il
T

9]

30 T
r: J1%¥{&Insert Radius (mm) 20 +
10 +

v v fn: S LA Feed Rate (mm/rev)

TNEEHE HE T KERT 0.05 0.10 015 020 025 0.30 035 0.40 f ooy
( )
Dia Other No. Of Flute Length Type

G SORFERHEFMITF kT L KR .
307 Taper 4-flute Squar Head Long Cutting Edge Table of Surface Roughness, Insert Radius & Feed Rate
<~ < 7 1) =R 78 M2 4T Ay~ =
M oK X s (ERIE e FEMBREERTISER, ERENERSE
S zsqimsgh!:kgllpm F Sh t%?ﬁEd
im Shank: @ 4mm ort Cutting Edge
AR ERERTIRGET, B ERERS) NRHERERE (mmirev)
Machining Aluminum Alloy efault Standard |SO]_302 Insert Radius (I’) / Feed Rate (mm/rev)
r=0.8 r=1.2
VRt100 12.5-25 & : 0.51 0.69 0.88
VRi63 6.3-25 52 0.27 0.43 0.56 0.68
VRt40 4.96.3 Gvs/ 0.25 0.37 0.49 0.57
VRi31.5 4.0-4.9 0.22 0.32 0.41 0.47
vRi25 2.54.0 2/ 0.20 0.28 0.36 0.39
- VRt16 1.6-2.5 0.15 0.22 0.29 0.31 s
A VRt10 1.0-1.6 4 0.10 0.13 0.18 0.20 £
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Cuttl Table For Taps (Straight Shank) Cuttl Table For Ta&s (Straight Shank)
i LA B S ( A B ) i S TR ( A B RE )

Work Piece yil g Sf
&S kil (0.25~C) Sl (0.45%=C) i 55 TR$EH (FC) SREEHF ( Al)EBRL RS fhEkdE (0.25~C)  =asA (0.45%=C) L% 5 RS (FC) SRIEEME (ADZBAL
(C=0.20%) $%5E5M (41xxH ) A& TEHE (HRC25 ~ 45) (SUS) /R ( EREERIAS (C=0.20%) SRER5A (41xx3H ) A&TEE ( HRC25 ~ 45) (SUS) /RS ( FREERIAS
Dﬂgﬁ BREEFE (FCD) ( SKDI$R ( Cu) ( C2xxx-CAC2xx ) BREZH) Dﬂgﬁ skE#EE (FCD) ( SKDI)#R ( Cu ) ( C2x0xx-CAC2xx ) REZWH)
}JDI A& &®EMH (ADC) jJuI A& &®EEH (ADC)
E#yIEERE  Cutting Speed BREYHIRE
8~13m/min 7~12m/min 6~9m/min 3~5m/min 4~7m/min 6~11m/min 10~15m/min 10~20m/min 8~13m/min 7~12m/min 6~9m/min 3~5m/min 4~7m/min 6~11m/min 10~15m/min 10~20m/min
M2 1270~2070 1110~1910 960~1430 480~800 640~1110 960~1750 1590~2390 1590~3180 M 33 77~130 68~120 58~87 29~48 39~68 58~110 96~150 96~190
M 2.2 1160~1880 1010~1740 870~1300 430~720 580~1010 870~1590 1450~2170 1450~2890 M 35 73~120 64~110 55~82 27~45 36~64 55~100 91~140 91~180
M2.3 1110~1800 970~1660 830~1250 420~670 550~970 830~1520 1380~2080 1380~2770 M 36 71~120 61~110 53~80 27~44 35~62 53~98 88~130 88~180
M 2.5 1020~1660 890~1530 760~1150 380~640 510~890 760~1400 1270~1910 1270~2550 M 38 67~110 59~100 50~75 25~42 34~59 50~92 84~130 84~170
M 2.6 980~1590 860~1470 740~1100 370~610 490~860 740~1350 1220~1840 1220~3560 M 39 65~110 57~98 49~73 24~41 33~57 49~90 82~120 82~160
M3 850~1380 740~1270 640~960 320~530 420~740 640~1170 1060~1590 1060~2120 M 40 64~100 56~95 48~72 24~40 32~56 48~88 80~120 80~160
M 3.5 730~1180 640~1090 550~820 270~460 360~640 550~1000 910~1360 910~1820 M 42 61~99 53~91 45~68 23~38 30~53 45~83 76~110 76~150
M4 640~1040 560~960 480~720 240~400 320~560 480~880 800~1190 800~1590 M 45 57~92 50~85 42~64 211 ~3b 28~50 42~78 71~110 71~140
M 4.5 570~920 500~850 420~640 210~350 280~500 420~780 710~1060 710~1420 M 48 53~86 46~80 40~60 20~33 27~46 40~73 66~99 66~130
M5 510~830 450~760 380~570 190~320 260~450 380~700 640~960 640~1270 M 50 51~83 45~76 38~57 19~32 25~45 38~70 64~95 64~130
M 5.5 460~750 410~690 350~520 170~290 230~410 350~640 580~870 580~1160 M52 50~80 43~73 37~55 18~31 24~43 37~67 61~92 61~120
M6 420~390 370~640 320~480 160~270 210~370 320~580 530~800 530~1060 M55 46~75 41~69 35~52 17~29 23~41 35~64 58~87 58~120
M7 360~590 320~550 270~410 140~230 180~320 270~500 460~680 460~910 M 56 45~74 40~68 34~51 17~28 23~40 34~63 57~85 57~110
M8 320~520 280~480 240~360 120~200 160~280 240~440 400~600 400~800 M 58 44~71 38~66 33~50 16~27 22~38 33~60 55~82 55~110
M9 280~460 250~420 210~320 110~180 140~250 210~390 350~530 350~710 M 60 42~69 37~64 32~48 16~27 21~37 32~58 53~80 53~110
M 10 260~410 230~380 190~290 95~160 130~220 190~350 320~480 320~640 M 62 41~67 36~62 31~46 15~26 21~36 31~56 Bl =77 51~100
M11 230~380 200~350 170~260 87~150 120~200 170~320 290~430 290~580 M 64 40~65 35~60 30~45 15~25 20~35 30~55 50~75 50~99
M 12 210~350 190~320 160~240 80~130 110~190 160~290 270~400 270~530 M 65 39~64 34~59 29~44 15~24 20~34 30~54 50~73 50~98
M 14 180~300 160~270 140~210 68~110 91~160 140~250 230~340 230~460 M 68 37~61 33~56 28~42 14~23 19~33 28~51 47~70 47~94
M 15 170~280 150~260 130~190 64~110 85~150 130~230 210~320 210~420 M 70 36~59 32~ 27~41 14~23 18~32 27~50 45~68 45~91
M 16 160~260 140~240 120~180 60~99 80~140 120~220 200~300 200~400 M 72 35~57 31~53 27~40 13~22 18~31 27~49 44~66 44~88
M 18 140~230 120~210 110~160 53~98 71~120 110~200 180~270 180~350 M 75 34~55 30~51 25~38 13~21 17~30 25~47 42~64 42~85
M 20 130~210 110~190 95~140 48~80 64~110 95~180 160~240 160~320 M 76 34~54 29~50 25~38 13~21 17~29 25~46 42~63 42~84
M 22 120~190 110~170 87~130 43~72 58~100 87~160 150~220 150~290 M 78 $~53 29~49 24~37 12~20 16~29 24~45 41~61 41~82
M 24 110~170 93~160 80~120 40~66 53~93 80~150 130~200 130~270 M 80 32~52 28~48 24~36 12~20 16~28 24~44 40~60 40~80
M 25 100~170 89~150 76~120 38~64 BIl =Y 76~140 130~190 130~260 M 82 3~ 27~47 23~3 12~19 16~27 23~42 39~58 39~78
M 26 98~160 86~150 73~110 37~61 49~86 73~140 120~180 120~250 M 85 30~49 26~45 22~34 11~19 15~26 22~41 37~56 37~75
M 27 94~150 83~140 71~110 o=~15) 47~93 71~130 120~180 120~240 M 90 28~46 25~42 21~32 11~18 45225 21l =38 PH~53 FP~71
M 28 91~150 80~140 68~100 34~57 45~80 68~130 110~170 110~230 M 95 27~44 23~40 20~30 10~17 13~23 20~37 34~50 34~67
M 30 85~140 74~130 64~95 32~53 42~74 64~120 110~160 110~210 M 100 25~41 22~38 19~29 10~16 13~22 19~35 32~48 32~64
M 32 80~130 70~120 60~90 60~50 40~70 60~110 99~150 99~200

=hidt

EE

&
#

= =
< <
(=] a
o o
< <
Y =
H H
= T
I 2
= z

>< DEREK H15 H16 >< DEREK




Cutting Conditions - Boring Cutting Parameters - U-drills

£ TIVIH %14 RIFFFHEVHIE RS
WIMTHR  eFlEIE AN T Finishing #E0 LA Roughing R BT A= DY RS ADYI SRS
Work Piece Dia IR [ & TRIRE AR il TIRIRE Diameter Material 3XD Feeding 4XD Feeding
V(m/min) (mmy/rev) (mm) V(m/min) (mmy/rev) (mm)

25-33 110140 0.050.15 0.050.30 100130 0.150.25 4.2 1517 27002400 Lathe  0.06-0.08 Lathe  f0.05-0.07

3242 115150 0.050.15 0.050.30 105140 0.150.30 5.7 Machine F160-220 Machine F130-160
F488Carbon Steel 4055 115150 0.050.15 0.060.35 105150 0.150.30 5.7 1820 23002100 Lathe  f0.09-0.11 Lathe  10.07-0.09
($45C,$500) 52-70 115150 01502 0.060.35 105150 0.250.35 6.3 Machine F200-230 Machine F160-190
120164 115150 01502 0.070.50 105150 0.30040 6.3 9193 20001900 Lathe  f0.10.12 Lathe  f0.09-0.11

160-204 115150 01502 0.070.50 105150 0.30040 6.3 Machine F200-220 Machine F180-200

2533 100130 0.050.15 0.050.30 90120 0.150.25 42 o126 18001700 Lathe f0.1.0.13 Lathe  f0.10.12

3242 110140 0.050.15 0.050.30 100130 0.150.30 5.7 Machine F180-220 Machine F180-210

&% @Alloy Steel 4055 110150 0.050.15 0.060.35 100130 0.200.30 5.7 2799 16001500 Lathe  {0.1-0.13 Lathe  f0.10.12
(SCM.SNCM) 52-70 110150 01502 0.060.35 100130 0.250.35 6.3 Machine F160-200 Machine F160-180
120164 110150 01502 0.070.50 100130 0.30040 6.3 3032 15001400 Lathe ~ 0.10.13 Lathe ~ f0.10.12

160204 110150 01502 0.070.50 100130 0.30040 6.3 Machine F150-180 Machine F140-170

2533 70-100 0.070.15 0.120.35 6090 0.120.20 4.2 3335 14001300 Lathe  10.10.13 Lathe  0.1-0.12

3242 80-110 0.070.15 0.120.35 70-100 0.150.25 5.7 Machine F140-170 Machine F130-160

A Stainless Steel 40-55 80-110 0.070.15 0.20:0.50 70-100 0.150.25 57 3638 12001100 Lathe f0.1-0.13 Lathe f0.1-0.12
(SUS) 52-70 80-110 0.10.20 0.200.50 70100 0.200.30 6.3 Machine F130-150 Machine F120-150
120164 80-110 0.10.20 0.250.75 70-100 0.250.35 6.3 3941 —hsA 11001000 Lathe  0.1-0.13 Lathe  0.1-0.12

160-204 80-110 0.10.20 0.250.75 70-100 0.250.35 6.3 Carbon Steel Machine F110-140 Machine F110-130

2533 70-100 0.070.15 0.120.35 60110 0.200.30 4.2 4244 950:900 Lz GLlAl9 Laitire 0.1

3242 80-110 0.07:0.15 012035 60110 0.25035 5.7 Machine F105-135 Machine F95-120

M Cast Iron 4055 80110 0.070.15 0.200.50 60110 0.250.35 5.7 1547 900850 Lathe  f0.1-0.13 Lathe  f0.1-0.12
(FC) 5270 80110 0.120.2 0.200.50 60110 0.300.40 6.3 Machine F100-120 Machine F90-110
120-164 80110 01202 0.250.75 60110 0.300.45 6.3 4850 850-800 Lafiie Gbdlos Lafie {0002

160-204 80110 01202 0.250.75 60110 0.300.45 63 Machine F90-110 Machine F85-105

2533 150-300 0.050.15 0.120.35 120300 0.200.30 42 5153 800-750 Lathe 10.1.0.13 Lathe  f0.1.0.12

3242 150-360 0.100.20 0.120.35 150370 0.250.35 5.7 Machine F80-100 Machine F80-100

ﬁEﬁﬁ%ﬁAlumlmum AIon 40-55 150-360 0.10-0.20 0.20:0.50 150370 0.250.35 57 5456 750-700 Lathe f0.1-0.13 Lathe f0.1-0.12
(AC) 5270 150360 0.100.20 0.200.50 150370 0.300.40 63 SEeilie FTEEE Jealine FIESD
120164 150360 0.100.25 0.250.75 150370 0.300.45 63 5760 200650 Lathe ~ f0.1-0.13 Lathe ~0.1-0.12

160204 150-360 0.100.25 0.250.75 150370 0.300.45 63 Machine F70-90 Machine F70-50

2533 3040 0.070.15 0.12035 2535 0.120.20 4.2 . Letiie {0 ALY Laiiie (0L

o 6163 650600 Machine F6585 Machine F65-85

- 4045 0.070.15 012035 3040 0.150.25 5.7

455k Special Steel 4055 4045 007015 020050 3040 0150.25 57 6466 600550 Ll\;‘the_ f0.10.13 Lathe ~ 10.10.12
(SKD6L) 5270 4045 01002 0.20050 3040 0.200.30 6.3 achine F60-80 Machine FE0-80
120164 4045 0.100.2 0.250.75 3040 0.250.35 63 s s L'\;the_ VUL LEliD R

160204 4045 0.100.2 0.250.75 3040 0.250.35 63 achine _F55-75 Machine F55-75

s#E =18 / Operating Instructions

WERREHERSEHTEROHK, NENTFEGREERF.
W FICNCE Ry 7] B b BE R e 8 oo B8 B 1T
MCNCERERWAEELL, TIRITIRBEMTIEBEBEFT,
WERTET BRI, MERBIELRE,

M Use the High speed Drill the best to drain water from the high pressure
center to extending inserts life, and good for removing the metal chips .

BUsing CNC Lathe the cutting center point with spindle center of Machine
best to be parallel.

WIf you need to expend hole when using CNC Lathe , the outer insert must
parallel with the remove angle of cutter tower .

M The inserts have to be checked regularly for wear , and stop immediately
once noise occurred.
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HSK Tool Holder Specification - DIN69893
HSK 7+ 4H &

L3 Ls Le t t
= 1:9.98
L /| /////’T_\\\}\
) \
5 Olll = & -
[
_ |
L4 L7
L2 L1

BISE

Specification
HSK40A 40 30.007 20 20 16 4 11.42 6 3.5 11 9 8.05 17
HSK50A 50 38.009 25 26 18 5 1413 75 45 14 12 10.54 21
HSK63A 63 48.010 32 26 18 6.3 18.13 10 6 18 16 125 26.5
HSK100A 100 75.013 50 29 20 10 28.56 15 10 22 20 20 44

BT Tool Holder Specification - JIS MAS403

BT ¢ 41 El
S t ot
P N
83 : % @D ) -
-/

Ls

L2 L1
L4

BISE

Specification D1

BT30 31.75 125 484 46 38 20 136 2 8 161 163 MI12
BT40 4445 17 654 63 53 25 166 2 10 161 226 M6
BT50 69.85 25 101.8 100 85 35 232 3 15 257 354 M24
< DEREK H19

SK Tool Holder Specification - DIN69871

Nt =S
h1 h2
7:24 g /\
L \
s [lla S
| N K/
L2 L1
L3

AR

Specification
SK30 31.75 50 47.8 15.9 3.2 16.1 16.4 19 M12
SK40 44.45 63.55 68.4 15.9 3.2 16.1 22.8 25 M16
SK50 69.85 97.50 101.75 15.9 3.2 25.7 35.5 37.7 M24
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Rk ZIII A EREA yE=3I8/CAUTIONS

LET R =K, BARBAFRZRERERITIARE

A HE S —
BILRRALL N\ ZRIA, FENARLEEE
D MR 2 BT, ML TISBE AL URET AN TR s \ Assembling / Disassembling Of Tooling
WS L EES,
TR AR E EEEAR TG E L, e ETE 0 e TIMRERMEEETIRE L, AEBETTIENSEEEIFHIRGE,

o N A locking device for tool holders is required.
FHRISERIMLE FHEEE R,
@ T ERESTEERTITES, HIEETFHE,

A EEBIBAE, ERXARMOIRFRALERF UER No touch the cutting edge.
MR R R LR ER, © BETRENANRSTE, BHELERRATRMNEERT.
P | . Suitable wrench is required.
5. bR R ER FRE AR BSEE RN L, d
O i AR PR LR, SHOERTIA ARG EHEE,
Fasten the tool holder properly before being used on machine.
Installation Instructions Of Screw And Insert
1.Before assembling inserts, please oil the sciew hole of tool holder with lubrication
ﬁ oil or grease.
g 2.Before fastening, make sure the connection between the insert and shim is good. l MIH%;}:%EIE
4‘ . Processing
3.Don't fit insert with screw only, or the insert will be misplaced, which will result in a
bad fastening.
4.Suitable wrench is suggested. O sEoEEEEh RS TIR,

No touch tools under working.

5.The aforementioned assembling method is suitable for all the cutting tools with s . e .
insert and screw. @ nINEFHPERERS, HIRRNERIBHES,

Wear protective clothing and safety glasses.

© MIKETIHIEEN R, TR TR R
The protection door of machines shall be closed when it is under working.

JARPREIEER

4 Maintenance

O AR ERR, HENERIALRE TR, UMM NI RN T REHE RSN,
Please remove the cutting tools from tool holder when it is not used for a long time, or the clamping force and
precision of the tool holder will be declined and the connecting surface will be rusted.

O REEFEEIE, THENTIBTEIREESE, IBETEENHHEE, NEEHSHE,
Please clean cutting tools and tool holders before storing, and also perform rust-proof treatment properly.
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