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Company Introduction

Beijing Worldia Diamond Tools Co., Ltd. was founded in 2006 in Beijing Zhongguancun Science and Technology Park;
The Worldia Group currently has one branch and several wholly-owned subsidiaries. Among them, the two largest
subsidiaries are Jiaxing Worldia Diamaond Tools Co_, Ltd. and Langfang Supower Diamond Technology Co., Ltd ;

The company is a high-tech enterprise mainly engaged in the research and development, production and sales of

superhard cutting tools and superhard material products;

CrGwaTans

The products are involved in many well-known enterprises in the fields of optoelectronic display industry, photovoltaic,

e
wind power, semiconductor, electronic equipment manufacturing at home and abroad, and have formed long-ferm and

stable cooperative relations:

On July 22, 2019, worldia was officially listed on the STAR Market in Shanghai Stock Exchange. (Stock Code: 688028)
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Face Milling Tools ¥ Face Milling Tools % WORLDIA
SN..12Series HN..09Series

Product Introduction Product Introduction

* Double sided negative insert with 8 cutting edges * Double sided negative insert with 12 cutting edges for economical machning
* Two classes tolerance type(M class and G class) » Two classes tolerance type(M class and G class)
» Three-dimensional chipbreaker (JL/JM/JR) available in various applications * Two-dimensional chipbreaker (JM/JR) available in various applications

* 45° T75%and 88°entering angle line * IR geometrie and CVD coated enable high speed and rough milling cast iron
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Parting & Grooving ¥ WORLDIA
High temperature alloys, Turnning - CMGDN series

Turning Tools ¥

ke, o il

WT5015:Recommended for continus cutting of stainless steel

-
"
~

J:Recommended for parting and grooving of stainless steel, and low carbon steel
C:Recommended for parting and grooving of alloy steel, carbon steel, cast iron, stainless
steel and other materials

General machining of heat resitant alloy

e e ek i el

Machining of hardened steels

Chip Breaker ' Chip Breaker

F5:Finishing of exotic materials
MS:Semi-fishing of exotic materials, stainless steel
ES:Medium machining of stainless steel, heat resitant alloys, mild steel



Drilling Tools

Square drilling insert

Trigon drilling insert
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WORLDIA Milling Milling WORLDIA
Milling Insert Designation System

i il L

1-Shape 2 - Insert clearance angle 5 - Cutting edge length 7 - Cutting edge comer

A c H L fo) A B c D Dizmeter of Insert shape Cormner radius
: | ' fangert A C 2 2 I S T MO = round insert (metric)
! £ trm) | | : | A 00 = Sharp 24=24
85° 80° 120° 90° 135° 3.180 5 01=01 26=238
of|a-3° P & N7 o 150 3.970 | | | | 6 02=02 31=31 )
P R s T w g F G N et 2 e eal £
: _ . 5.560 | | | | 9 08=08 48=48
6.000 5 12=12 56 = 5.6
- d . . . _ . \ hait I | | | 1 16=16 64=64
108 360 30 &0 80 7.940 ' 13 20=2.0 X = Others
W IERTEL. ) L R T R e | 8.000 | | 8 | |
9.525 9 ] 9 | 16 Kr 7
z P o} 10.000 | | | 10 | | T .
l 12.000 | i | 12 | | i a4
12.700 12 | 5 5 |12 | 22
others others 13.400 | 13 Wiper p—
LT 15675 16 | | 15 | 15 | 27
16.500 . | 9 | . - Entering angle(kr) Relief angle(an)
16.000 | | | 16 | & | A=45° A=3"
20.000 | | | 20 | | E e i
Shape: C,E,H,M,O,P,S, T,R, W gg.ggg | i izl 8 | F =85 D =15°
F . . 3 d m g G =87° E = 20°
A B B Lo ams o © JKLMN] U MN | U g?-‘;gg | 2 i | g? | = | i P =90° F =25°
__ W s S AT | =7 476 £0.05 | 008 | =008 | %013 : | Z = Others G=30°
556 | 005 | +008 | +008 | +0.13 32.000 L 182 : N=0°
- 6 +005 | +008 | +008 +0.13 P=11°
Grade Unit d m 5
= ! | | | 635 | +005 | +008 | +008 | +013 £ Thinkriess Z = Others
A mm £0025 | +0005 | +0.025 W I iy
- | mm | o | SEREy 8 | +005 | 008 | +008 | 4013 Add 0 or T before rounding down
: A ] 9525 | +005 | +008 | +008 | +0.13 Example B - Cutbing edue desigh
(Z | mm | :gg;g z gggg | i g?gg 10 | +005 | +008 | 008 | 013 A, B, ' 01=159 ol .
S e S e 12 +008 | +013 | +013 | +020 C.N, = T1=198 Names Photo Clarification
. e 127 | +008 | 013 | 2013 | 2020 o, W, i 02=238 E . .
K| M | i | e 15875 | +010 | 018 | 015 | +027 03=3.18
I o = 16 | £010 | 2018 | 2015 | £027 T3=397 -
£ mm . £0.025 | +0025 F Sharp cutting edge
- = eSS 1905 | +010 | +018 | +015 | 027 \ 04=4.76 '
y mm .. * i 20 | +010 | +018 | £015 | 027 H, M, % 05 = 5.56 |
o ALY (s | i 25 £013 | £025 | +018 | 038 BT i 06 =6.35
LLiL = 254 | +013 | +025 | +018 | +038 07 =7.94
* See table at right and below 31.75 +0.15 +0.25 +020 +0.38 09 =952 E Rounded cutting edges
32 | 015 | :025 | 1020 | :038 o n=1n \
E G, 12 =12.70 .
M&N grade. D shape \ shape J,u il 14=1429 :

-
-

Ic d | m d | m 4 - Chipformer and clamp type 15=1588 = Negative chamfer
5.56 +005 | £0.11 cutting edge
635 | 2005 | £011 | £005 | +0.16 A G H M N
7.94 +005 | 011 | 005 | +0.16 : - — - 9 - Hand of tool - -

9525 | +005 | 011 | £005 | +0.16 g _ _
127 +008 | +0.15 | +008 | 2020 Q T U w X i e £ s - ;ﬁiahvefcmmfem;g and
15875 | +010 | +018 | +010 | +027 i s - N . eting of cutting edges
1905 | +010 | £018 | *0.10 | +027 — others e - o

40°-60°  40°-60°  40°-60° R L N

Moz MO3



WORLDIA Milling Milling WORLDIA

Chipbreaker Introduction Chipbreaker Application
o ) R . Chip breaker application
Application Chip breaker Applications and features Materials n M R ™
_ _ _ " ISO Material Te"?::‘:"?fnf}“gm Ha(':g‘;ss "“wm‘";c“gz‘g mii:?nﬁg Roughing = Roughing
Light # For stainless steel, steel, and exotic materials machining
machining L b & Sharp cutting edge, low cutting force Non-alloy =600 el A A A i
<950 <280 A A A 5
700-950 200-280 A A A .
Alloy steel 950-1200 280-355 A A A &
General » For stainless steel, steel, cast iron and exoctic materials machining THI-1440 i A A A -
machining w5l « Sharp cutting edge, low cutting force Austenitic stainless steel &3 2 A 4 = =
M Duplex stainless steel 778 230 A A = s
ResCRiaian s geuny 1013 300 A A = E
Gray casf iron 700 220 - A A A
Stable « For roughing applications Nodular cast iron 880 260 - ,-_’L A A
machining B ® For cast iron and steel machining Ferrous alloys . 943 280 A A - 2
Nickel-based alloys 1076 320 A A - -
Cobalt-based alloys 1177 350 A A - -
Titanium alloy 1262 370 A A - -
Stable  For roughing or interrupted machining applications Pure aluminum 260 75 - - - -
machining N s Strong cutting edge credit to large land angle Aluminum alloy 447 120 = = = =
Hardened steel - 50-60HRC - A - -
Chilled cast iron I - 55HRC = . A = | #

A Indicates first recommendation /& Indicates second recommendation - Indicates not recommendation

M04 MO5
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Milling

ISO Application Range

IS0 application rang of Milling insert grades

Materials

IS0

PVD coated

CVD coated

WT5025

WTa030  WT5035

WT7020

WT3330

WT3020

WT3010

WT4020

PO1

P05
P10

P15

P20

P25
P30

P35

P40

P45
P50

Mo1

MOS

Stainless

M10
M15
M20

steel

M25

M30

WT5025

WT3330

M35
M40

WT5030
WT5035

M45

K01

K05
K10

K15

K20

K35

K25
K30

K40

K45

S01
s05

510

S15

S20
S25

S30

S35

S40
S45
NO1

NO5S

N10

N15
N20

N25

N30

HO1
HOS

H10

H15

H20
H25

H30

Milling

WORLDIA

PVD Coated Carbide Grades

® For finishing fo hardened steel and high speed machining of steel

Grade Appearance IS0 range Characteristics & applications
* Submicron substrate and good wear resistance
WT5025 Black brown M15-M35 = For general machining of steel stainless steel and heat resistant
alloy
& Submicron substrate and goo wear resistantce
= For general machining of steel, stainless steel and heat resistant
WT5030 Golden yellow M15-M40 a"wg "
M25-M45
= Tough substrate with good fracture toughness
y = For interrupted roughing of stainless steel and stell
e Tough substrate for machining of cast iron
WT7020 Black brown _ » General machining of gray cast iron,nodular cast iron and alloy
cast iron
M15-M35
» Submicron substrate and good wear resistance
= General miachining of stainless steel and heat resistant alloy
® Submicron substrate and good wear resistance
WT3020 Grey black
ek & For general or finish machining of hardened steel and steel
* Hard substrate with excellent wear resistance
WT3010 Grey black

CVD Coated Carbide Grades

Grade

WT4020

Appearance

Two-coloured

1SO Range

Characteristics & applications

= Tough substrate for machining of cast iron

e For high speed machining gray cast iron, nodular cast iron and
alloy cast iron

e Suitable for dry cutting condition

Mo7



WORLDIA Milling Milling WORLDIA

RPMW/RPMT Inserts RDMW/RDMT Inserts
d = d i
---_--H"‘\ I. e /,__—- T oot ! e
/ o \“\. _ f/ N =
| .'/ ‘\I % f I'/—— H\I .|
I === | P === |
\ \__,/l / \ g /"I L
i o
\\ /._/ l\\ -).-
i o g S TR 1 bl
5 £ 5
Dimension Cutting parameter Grade Dimension Cutting parameter Grade
% : 0| o Wn £ 7 n o o | W
Insert Designation d g 7 ap % E ] Insert Designation d =1 7 ap % § ]
mm | mm | (mmrey) | mm) | £ E g mm | mm | (mmrey | (mm) £ B g
RPMW | 1003MD 10.0 | 318 | D.20-0.70 | 020500 | A A A A RDMW | D501MO 50 | 159 | 0.20-050 | 0.15-2.00 | A
H 10T3M0 10.0 | 3.97 | 0.20-070 | 0.20-500 | A | A | A VLS A A a 0702M0 70 | 238 | 020-060 | 0.20-300 A A &
\ / 1204M0 120 | 476 | 0.30-085 | 020600 | & /|5 FAY FAR y 10T3MaT 10.0 | 3.97 | 0.20-0.70 | 0.20-5.00 | /. VAN A A A
1204M0T 120 | 476 | 0.25-0.80 | 0.256.00 | /\ A A AN
RPMT | 08T2MO-MM | 80 | 278 | 0.10-060 | 0.20-4.00 @ A 7 A RDMT | 10T3MO-TM | 10.0 | 3.97 | 0.20-0.70 | 0.20-5.00 | A FAR
ﬁ 10T3MO-MM | 10.0 | 397 | 0.20-070 | 020500 | A A A A / ﬁ\ 1204M0O-TM | 12.0 | 476 | 0.25-0.80 | 0.25-6.00 | A FARIE §
N 1204MO-MM | 12.0 | 476 | 0.30-0.85 | 0.20-6.00 | A A A 5 \\_// 1605M0-TM | 16.0 | 5.56 | 0.30-1.10 | 0.30-8.00 | A
" RPMT | 10T3MO-MP | 10.0 | 3.97 | 0.20-0.70 | 0.20-5.00 | & /. | & | A A A
@ 1204MO-MP | 12.0 | 476 | 0.30-0.85 | 020600 | A A|A|A A | A
.r-} f’"
3 Processing conditions ¢ €Cx b il 3 Processing conditions ¢ Cx B
& c¢czxle & cecx ¢
§- @ stable cutting [ § @ stable cutting
3 &€ General cutting 3 € General cutting
E- ¥ Unstable cutting cec € E- ¥ Unstable cutting c ¢
oy | € ® 0 oy | € L BN
/[ General stock 4 Regular srock /" General stock 4 Regular srock

M08 M09



WORLDIA Milling Milling WORLDIA

APMT Inserts HNMU/HNGU Inserts
w
{ M == 7
Il'I |'|
A / =
- |-H—H L (L
o I | |
s _" / s |
I —— \\ 2 [
BS | | 5 |
Dimension Cutting parameter Grade Dimension Cutting parameter Grade:
[Te] (o] Ty ] Ty o Ty ]
Insert Designation wlills fz ap Qe 8 Insert Designation iz ap 9188
r | BS o o d s BS D 0
mm | mm | mm (mmirev) | (mm) | £ E g (mmrev) | (mm) | £ E g
APMT| 1135PDER-MP 627113 35 08 13 |0.05-050 020950 A /| 5 HNMU | D906ANSN-JM | 165 635 1.2 0.10-0.30 0.20-6.00 | A P
APMT | 1604PDER-MP 9.37 16.4 476 0.8 | 1.6 |0.06-1.00|020-1450 & /. | A A AR HNGU | 0SDBANSN-JM | 165 6.35 1.2 0.10-0.30|0.20-6.00 | A F S IPARY AN
APMT| 1135PDER-JM 6.21/11.0/ 35 0.8 |12 |0.05-050 020900 | A& /| /2 Y A A HNMU | 0906ANSN-JR | 165 (635 1.2 0.20-0.50 0.20-6.00 A A AN
APMT | 1604PDER-JM 927 165476 08 14 |0.06-1.00020-1450 & 7|/ P A HNGU | D9DFANSN-JR | 165 635 1.2 0.20-0.50|0.20-6.00| A A A | N
APMT| 1135PDER-JH 6.21/11.0 35 08 15 |0.06-060 020500 A /| A A A | A
APMT| 1604PDER-JH 9.27|16.54.76 0.8 | 1.7 |0.08-1.20|0.20-1450 & /. | A A FA Y
3 Processing conditions ¢ €Cx b il 3 Processing conditions ¢ Cx B
g €cc = g cczxeo
§- @ Stable cutting [ § @ stable cutting ¢ ¢
3 € General cutting 3 € General cutting
-‘E_— . Unstable cutting cc -‘E_— X Unstable cutting c e ®
W | | ® 0 W | | ® ®
/[ General stock 4 Regular srock /" General stock 4 Regular srock

M10 M1l
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WORLDIA Milling
ODMT Inserts
“
Lo
Dimension Cutting parameter
fise et s (Bs r |7 sie |BAE2E
(mm/rev)| (mm) E E E
n ODMT| 060508TN-JM  16.0 | 556 08 [0.12-035/020-450 A /-
P ¢ C
Processing conditions
g ce ¢
§- @ Stable cutting ¢ C
g € General cutting
B ¥ Unstable cutting ¢ L2
w

/. General stock A Regular srock

Milling

WORLDIA

ONMU/ONHU Inserts

Dimension Cutting parameter
Insert Designati 8 8 8
nse esignation
4 d | s |BS| ¢ z =0 EECRE
(mmrev)| (mm) | E E|E
/_\ ONMU| 050505TN-JR | 130 | 55 0.5 |0.15-0.35/0.20-3.50| A | /.
-
n ONHU| 050505TN-JR | 130 | 55 0.5 (0.15-0.35/0.20-3.50| A |
-
3 cC ¢ ® e
Processing conditions
c ¢
§- @ stable cutting
g € General cutting
4 * Unstable cutting € c
@ ® 0

/. General stock 4 Regular srock

M13



WORLDIA Milling Milling WORLDIA

ONMU/ONHU Inserts SEKT/SEMT Inserts
d T
,/ ,_.\
FAN TR
|I B ..'- i - =
LD
\_/ )
- S -
Dimension Cutting parameter Grade Dimension Cutting parameter
Insert Designation 28 3 8 Insert Designation & 8 8
g d |sles| | 7 | B 2|2 2|2 2 a2 e les| 2 | & o 3 o
(mmirev) (mm) | £ E £ g mm | mm (mmirev) | (mm) | E | E g
(_\ ONMU| 0B0608ANN-JL (202 | 60 20 08 |0.10-0.30/020-500 A | |y, SEKT | 1204AFTN-JM | 127 (476 | 55 | 1.7 |0.20-070/050-650 A |
N Pt
N — &
m ONHU|080608ANN-JL|20.2 | 60 20 0.8 |0.12-0.30/0.20-5.00 & | /. P < ——— SEMT | 13T3AGSN-JM | 134 | 397 | 44 | 20 |0.20-0.70|0.50-6.50| & | /% A
N\ <
\"—'l
ﬁ ONMU| 080608-JM 202 | 6.0 0.8 |0.12-0.30/0.20-5.00 A Pt A
ﬁ ONHU| 080608-JM 202 | 6.0 0.8 |0.12-0.30/0.20-5.00| A VAN A
igﬁ v
A ONMU| 080608-JR 202 | 6.0 0.8 |0.20-0.30/0.20-5.00| A A A | A
@)
A ONHU| 080608-JR 202 | 6.0 0.8 |0.20-0.30/0.20-5.00| A A A | A

©

3 Processing conditions cec = ol 3 Processing conditions cc
: ce ; cec ¢
§- @ stable cutting k" ¢ ¢ § @ stable cutting ¢
€ General cuttin € General cuttin
g g
-‘E_— ¥ Unstable cutting ¢ ¢ -‘E_— * Unstable cutting c ¢ L
@ e @ € _
/' General stock 4 Regular srock /% General stock 4 Regular srock

M14 M15
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Milling

SNMX/SNGX Inserts

Dimension Cutting parameter
Insert Designati 8§ 8
nse Ignanon
2 d | s [BS|r i 2 AR
(omirey) | (mm) | £ E
w SNMX| 120512-JL | 12.7 | 6.35 1.2 | 0.12-0.35 |0.20-10.00 A
|‘I‘ _'\-—|
F._.‘ SNMX| 120512-JM | 12.7 | 6.35 1.2 | 0.12-0.38 |0.20-10.00| A | A | A A | A
:H— 120520-JM | 127 | 6.35 20 0.12-0.38 |0.20-10.00| A A A A
(-
« |(SNMX| 120512JR [127 | 6.35 1.2|0.12-0.40 |0.20-10.00| A A | A A
o o
gh 120520-JR | 127 | 6.35 20| 012:040 [0.20-10.00| A A A | A
r’.’ A2
SNGX| 120512-JM | 12.7 | 6.35 12]012:038 [020-1000 A /A A | A A A

I L

seusjew Buisssoold

Processing conditions
@ stable cutting

€ General cutting
¥ Unstable cutting

o6
o6
b
o

C C L 2

/" General stock 4 Regular srock

Milling

WORLDIA

SNMX/SNGX-ANN Inserts

7 v [
e e bl
.'ff \'\ I I
Ak L
N | |
T |Ii_ ._\"_l I|
| NN Vol L2
5
Dimension Cutting parameter Grade
Insert Designati & 8| 3
nse esignation
i d | s |Bs| r & i B
(mmirev) | (mm) | E | E g
r__.’ SNMX| 1205ANN-JL | 127 | 635 | 1.6 0.15-0.35/0.20-6.50 | & @
-.?H*(.
r‘.'-\, .‘A-_l
W SNGX| 1205ANN-JL | 127 | 635 1.6 0.15-0.35/0.20-6.50 | A A A
f.._... SNMX| 1205ANN-JM | 12.7 | 6.35 | 1.6 0.15-0.38|0.20-6.50| A /. | A A |5
‘W‘H“-'
[E T
H SNGX| 1205ANN-JM | 127 | 635 1.6 0.15-0.38|0.20-6.50 A @/ A A A
r‘_,..] SNMX| 1205ANN-JR | 127 635 16 0.15-0.40|0.20-6.50 A A FARIY
7~
"A, 14‘%
m SNGX| 1205ANN-JR | 127 | 6.35| 1.6 0.15-0.40/0.20-6.50 | & VA P

sjeusyew Buissaooid

Processing conditions

@ stable cutting
€ General cutting
* Unstable cutting

a0
66
=%
o

cC X C

[ General stock 4 Regular srock

M17



WORLDIA Milling Milling WORLDIA

SNGX-ENN Inserts SNMX/SNGX-ZNN Inserts
d 85 d
y BS .
“ - T ;I"i;lll
! |I i
e i e |
o e B | |'
\ R/ | |
me \"*-.___x/ ll | |
| \
'\__ \ J | J’_ |
it
Dimension Cutting parameter Dimension Cutting parameter Grade
Insert Designati g 8 38 Insert Designati g 8 8 8
n esignation nse esignation
A d | s |Bs| r 3 <. EAEAE 4 d | s |ss| r - 2o 2 B EE
(mmrev)| mm) | E E | E (mmrev) (mm) | E| E | E g
W SNGX 1205ENN-JL 127 (635 12 0.10-027 0.20-8.00 A | /. W SNMX| 1205ZNN-JM | 127 | 635 12 0.12-027|0.20-100 A A
H SNGX 1205ENN-JM (127 635 12 0.12-0.30/0.20-8.00 A | /. A A | A W SNGX| 1205ZNN-JL 127 635 1.2 0.10-0.24|0.20-10.0| A A A
W SHNGX 1205ENN-JR 127 635 1.2 0.12-033/020-800 A | A A A W SNGX| 1205ZNN-JM | 127 | 635 1.2 012027020100 A A A | A
w SNGX/| 1205ZNN-JR [127 635 12 0.12-0.30|0.20-10.0| A A A A
g Processing conditions ¢ ¢ g Processing conditions ¢ € %
g ceczxe g cec =
§- @ stable cutting ¢ § @ stable cutting [ -
3 € General cutting 3 € General cutting
-‘E_— ¥ Unstable cutting c ¢ E- * Unstable cutting c ¢
s : i N F 4
/' General stock A Regular srock /' General stock 4 Regular srock

M18 M19



Milling WORLDIA

WSS?_)D)I@; Face Mil[ihg Cutter DESiQnation SYStém |
s slol2riR] Jseia g

2 - Milling type

FM: Face milling

WORLDIA SM: Square shoulder milling
DM: Groove side and face machining
TM: Thread milling

3 - Entering angle 4 - Clamping method

90=90°

A5=45° Unmarked: Screw clamp
60=60° W: Wedge clamp
75=75° S: Tool holder

R: Round shape insert

6 - Diameter

40=40mm
160=160mm

S
'li',rw.n.g..af.?--‘?.?ﬁ'5‘N

8 - Feed direction

T - Connection method

numerical; arbor

value: side retaining

w

C value: cylindrical handle
M value: screw connection

R: Right
L: Left

10 - Remarks

C: Internal cooling
Unmarked: No intemnal cooling

SE12: SE12 insert

P» Milling cutter

M21
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WORLDIA

WORLDIA Milling
Face Mills Selecton Guide
Series JFM45-HNO9 | JFM42-0D06 | JFM45-ON0D5 | JFM45-OND8
Page M24 M25 M26 M27
Approach angle 45° 42° 45° 45°
Maximum cutting depth(mm) 6 45 35 55
Diameter range(mm) D63-200 D50-160 D50-160 D63-160
Insert HN..09 0D..0605 ON..05 ON..08
Face milling ® & ® »
U .
Shoulder milling @
Slot milling ;
[___H_ _h_.
Straight ramping [ ]
>
o
=
g
2 %
=
Helical in ramping E ®
Profile milling
L‘-_""H.
Chamfer milling [% ]
Step down g‘
P > &

Face Mills Selection Guide

uoneolddy

Series JFM45-SN12 JFM75-SN12 JFIMBB8-SN12
Page M28 M29 M30
Approach angle 45° 7a° ag°
Maximum cutting depth(mm) 6.5 80 10.0
Diameter range(mm) D50-160 D50-160 D50-160
i SN_X 1205ANN SN_X 1205ENN SN_X 1205ZNN
SN_X 1205... SN_X 1205... SN_X1205...
Face milling ® & o
Shoulder milling
Slot milling

Straight ramping

Helical in ramping

Profile milling

Chamfer milling

Step down

M23



WORLDIA Milling Milling WORLDIA

JFM45-HNO9 JFM42-OD06

Designation D d1 L ap(max) £ Insert Designation D d1 L ap(max) Z Insert
JFM45-450-22R-HNO9 50 22 40 6 4 JFM42-450-22R-0D06 50 22 40 45 4
JFM45-663-22R-HNO9 63 22 40 6 6 JFM42-563-22R-0D06 63 22 40 45 5
JFM45-680-27R-HNO9 80 27 50 6 6 JFM42-580-27R-0D06 80 27 50 45 5
JFM45-880-27R-HND9 80 27 50 5 8 JFM42-680-27R-0D06 80 27 50 45 &
JFM45-6100-32R-HNDS 100 32 50 5 (5 JFM42-6100-32R-0D06 100 32 50 45 & 0D..0605
JFM45-8100-32R-HND9 100 3z 50 B 8 JFM42-7100-32R-0OD06 100 32 50 45 7
JFM45-10100-32R-HND9 100 32 50 5 10 JFM42-7125-40R-0D06 125 40 63 45 7
JFM45-8125-40R-HND9 125 40 63 B 8 .58 JFM42-8125-40R-0OD06 125 40 63 45 ]
JFM45-10125-40R-HND9 125 40 63 [ 10 JFM42-10160-40R-0OD06 160 40 63 45 10
JFMA45-12125-40R-HND9 125 40 63 8 12
JFM45-8160-40R-HND9 160 40 63 [ ]

JFM45-12160-40R-HND9 160 40 63 B 12
JFM45-14160-40R-HND9 160 40 63 8 14
JFMA45-10200-60R-HND9 200 60 63 [ 10
JFMA45-12200-60R-HND9 200 60 63 [ 12
JFMA45-14200-60R-HND9 200 60 63 [ 14
Dimension Components Dimension Components
Diameter Screw type Spanner type Torsion Diameter Screw type Spanner type Torsion
D63-200 = Ef 5.0 Nm D50-160 = ,, 5.0 Nm
J5045120 T20 JS050120 T20

M24 M25



WORLDIA Milling Milling WORLDIA

JFM45-ON05 JFM45-ON08

il el
= o s

Designation D d1 L apimax) Z Insert Designation D d1l L ap(max) Z Insert
JFM45-450-22R-ON05 50 22 40 35 4 JFM45-563-27R-OND8 63 22 40 55 5
JFM45-650-22R-ON05 50 22 40 35 [ JFM45-680-27R-ON08 a0 27 50 55 [
JFM45-463-22R-ON05 63 22 40 35 4 JFM45-880-27R-OND8 a0 27 50 55 8
JFMA45-663-22R-ON05 63 22 40 35 6 JFM45-7100-32R-ON08 100 32 50 55 7
JFMA45-863-22R-ON05 63 22 40 35 8 JFM45-10100-32R-0ON08 100 32 50 55 10 OMN_.D8
JFM45-780-27R-ON0D5 80 27 50 35 7 JFM45-8125-40R-ON08 125 40 63 55 8
JFM45-1080-27R-0ON05 80 27 50 35 10 ON..05 JFM45-12125-40R-0ON08 125 40 63 55 12
JFM45-8100-32R-0ON05 100 32 50 35 8 JFM45-10160-40R-ON08 160 40 63 55 10
JFM45-12100-32R-ON05 100 32 50 35 12 JFM45-15160-40R-0ON08 160 40 63 55 15
JFM45-6125-40R-ON05 125 40 63 35 6
JFMA45-10125-40R-ON05 125 40 63 35 10
JFMA45-16125-40R-ON05 125 40 63 35 16
JFMA45-12160-40R-ON05 160 40 63 35 12

Dimension Components Dimension Components

Diameter Screw type Spanner type Torsion Diameter Screw type Spanner type Torsion

i W ]
D50-160 E l 3.5Nm D63-160 g 5.0Nm
Js040080 T15 JS050120 T20

M2e M27



WORLDIA Milling Milling WORLDIA

JFM45-SN12 JFM75-SN12

B P
o D b | )]
Designation D d1 L ap(max) £ Insert Designation D di L ap(max) Z Insert
JFM45-450-22R-SN12 50 22 40 6.5 4 JFM75-450-22R-SN12 50 22 40 8.0 4
JFM45-463-22R-SN12 63 22 40 6.5 4 JFM75-563-22R-SN12 63 22 40 8.0 5
JFM45-663-22R-SN12 63 22 40 6.5 6 JFM75-780-27R-SN12 80 27 50 8.0 7 SN_X 1205ENN
JFM45-580-27R-SN12 80 22 50 6.5 5 JFM75-8100-32R-SN12 100 32 50 80 8 SN_X 1205 .
JFM45-780-27R-SN12 80 27 50 6.5 7 SN_X 1205ANN JFM75-10125-40R-SN12 125 40 63 8.0 10
JFM45-6100-32R-SN12 100 27 50 6.5 6 SN X 1205... JFM75-10160-40R-SN12 160 40 63 8.0 10
JFM45-8100-32R-SN12 100 32 50 6.5 8
JFM45-8125-40R-SN12 125 3z 63 6.5 8
JFM45-10125-40R-SN12 125 40 63 6.5 10
JFM45-10160-40R-SN12 160 40 63 6.5 10
Dimension Components Dimension Components
Diameter Screw type Spanner type Torsion Diameter Screw type Spanner type Torsion
= T =
D50-160 E 5.0Nm D50-160 § v 5.0Nm
J5050120 T20 JS050120 T20

M28 M29
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WORLDIA Milling
JFM88-SN12 a1
el
L_‘___\___;L_',’K D
Designation D d1 L ap(max) I i Insert
JFMBB-450-22R-SN12 50 22 40 10.0 4
JFMBB-463-22R-SN12 63 22 40 10.0 [ 4
JFMBB-663-22R-SN12 63 22 40 10.0 6
JFMB88-580-27R-SN12 80 27 50 10.0 [ by
JFMB8-780-27R-SN12 80 27 50 10.0 7 SN_X 1205ZNN
JFM88-8100-32R-SN12 100 32 50 10.0 [ 8 SN_X 1205...
JFMBB-10100-32R-SN12 100 az 50 10.0 10
JFMB8-10125-40R-SN12 125 40 63 10.0 [ 10
JFMB88-13125-40R-SN12 125 40 63 10.0 13
JFM88-12160-40R-SN12 160 40 63 100 [ 12
Dimension Components
Diameter Screw type Spanner type Torsion
D50-160 5.0Nm
JS050120 T20

W

WORLDIA
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TURNING TOOLS
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WORLDIA Turning Turning WORLDIA
Turning Insert Designation System

i = 2 oo ou L B

1-Shape 2 - Insert clearance angle 5 - Cutting edge length 7 - Cutting edge comer

A B c D E A B c D omped Insert shape Corner radius
. |l
| ' | ' ‘ tie | | P B R | MO = round insert (metric)
5 - - - 5 : fmm) | 4 24 : : 00 = Sharp 24=24
85 82 80 a5 7o 397 05 01 =0.1 28=98
H K L M o -3 - -5 - T ~ .15 50 | | 05 | | | 02=02 31 =94 b
" . . & i 5.56 | 09 ' 04=0.4 40=40 r
. . - 6.0 | | 06 | | | 08=08 48=48
' - 635 06 07 111 o 5
. : . . ‘ 12=12 56 =56
1? 5§ 92 Bf 1:;5 : - 80 | 08 ] | 16=16 64=64
| 9525 09 11 | 09 09 | 16 | 16 | 06 | 16 =90 % = Others
' ! = ol 4207 skl VDB sl Na-30° 00 100 | | 10 | |
— - 4 120 | 12 | ' Kr 7
108° 360° 90° 60° 35° P 0 127 | 12, | 15 | 12 | 22 | 22 | o8 | 7
5 ¥ 15.875 16 |15 |18 |27 | | | R an—
b ' others gy ‘ ‘ o | ‘ | | NN
- 1905 19 13 19 33 ' '
b —— Wiper carner
ap® ol | L 110 200 | | 20 | | | 8 _
250 | | 25 ; . . Entering angle(kr) Relief angle(an)
254 | 25 |25 |25 | | | A= 45° A=13e
320 | | 32 . | E=75° c=7°
Shape: C,E,H,M,O,P, 8, T,R, W F =85° D=15°
G =87° E=20°
3 A “ T
Al & o s X o [— IC JKLMN | U MN | U 6 - Thinkness P =g0° F =050
— < S A T i 476 +005 | 008 | 008 +0.13 . Z = Others G =30°
; : | b | i : Add 0 or T before rounding down
556 | +005 | +008 | +008 | 013 4 N=0°
3 +005 | +008 | +008 +0.13 . P=11°
Grade | Unit | d [ m | s Example : _
A mm | 0025 | £+0.005 | +0025 635 | £005 | £008 | £008 | +013 A B, 01 = 1.59mm £ Rihers
794 | £005 | 008 | +008 | +0.13 !
C | mm | £0025 | 0013 | 0025 ' i el S ; C, N, ® T1=1.98mm
8 | +005 | +008 | +008 | +013
E AL e s A0 e DL 9525 | +005 | +008 | +008 | +0.13 oW * 02 = 2.38mm 6 Cuthing el daki
; ; . | 3 : o i, e 5
F | mm | £0013 | £0.005 | £0.025 10 | :005 | 008 | 008 | £013 03 =3.18mm 8 - Cutting edge design
G mm +0025 | £0025 | +0.130 - cone | anm, | som | ioa T3=3.97mm — — .
H | mm | £0013 | +0013 | +0025 127 | +008 | 4013 | 013 | £020 oM o 04 = 4 76mm _ _
2 ] S e L 15875 | +0.10 | +018 | +015 | 027 R.T i 05 =5 5Bmm .
K | mm | +0.013 | +0.025 i 06 = 6.35mm / :
. 16 | £010 | 018 | %015 | 2027 E ! | Sharp cutting edge
'h | il i 1L | * g-?gg 19.05 | +010 | 018 | £015 | 027 07 =7.94mm !
y mm .. * i 20 | +010 | %018 | +015 | 027 09 = 9.52mm ] 1
N mm | - | - | iu'ms 25 +013 | 025 | +018 | +038 ) 11 =11.1mm
' 264 | 2013 | 2025 | +018 | +038 F, G, =t 12 = 12.70mm
* See table at right and below 31.75 +0.15 +0.25 +0.20 +0.38 4, U, i1 14 =14.29mm E Rounded cutting edges
32 | 2015 | +025 | +£020 | :038 15 = 15.88mm
M&N grade D shape \/ shape !
R |
556 +0.05 +0.11 4 Type - - T .' NEQ&“VE chamfer
6.35 | L1005 | R £0.05 | 1016 A c H M N 9 - Information about chip breakers
7.94 +005 | +011 | +005 | +0.16 - - p— - - -
9525 | +005 | 011 | £005 | +0.16 ' e ' '
' | Negative chamfering and
127 +008 | +0.15 | +008 | +020 a T u W X Refer to page T04-T06 s eg mfering
15875 | +010 | 018 | +010 | £027 o s = | filleting of cutting edges
1905 | 010 | £018 | 010 | £027 ” iz = A others
40°-60°  40°-60°  40°-60°

TO2 TO3
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Turning

Chipbareaker Of Negative Inserts

uonesiddy

Chip breaker

Cutting range

Application and features

Buiysiui4

FS

# Finishing of exotic materials

» Positive rake geometry to
minimize cutting force

® Excellent chip control and
excellent surface roughness
after machining

Buiysiuy-1weg

Buissaooid wnipayy

Buiybnoy

MS

ES

yibua| |[esdn0

RP

paqie|d

[ R

8102 03 CA A5 T

[

o

< u

[
4
]
!
i
o
'
il
#

WUz ss ons oeu el

o

T T
-

Ioud .romd oLy oum

e Semi-finishing of exotic
materials, stainless steel

# Double rake geometry,sharp
cutting edge and low cutting
force

e [Medium machining stainless
steel, high temperature alloys,
mild steel

» For general machining, low
cutting force

& Medium machining of steel

= Excellent chip control and
evacuation due to the specially
designed chip breaker geometry

* Double rake geometry and low
cutting force

e [Vledium machining of cast iron,
carbon steel and alloy steel
s Strong cutting edge

& Roughing of steel

= Excellent chip control due to the
specially designed chipbreaker
geometry for small depth
machining

e Strong cutting, stable rough
machining

® Roughing of cast iron
& For interrupt and unstable
machining applications

Turning

WORLDIA

N
L

CNMG-FS DNMG-FS VNMG-FS WNMG-FS
,W R S
_‘.‘:" _.-.-i.{’
3
T10 T13 T19 T20
CNMG-MS DNMG-MS VNMG-MS WNMG-MS

Ti0

CNMG-MP

T10

CNMG-RP

1

CNMA

T13

DNMG-MP

DNMG-RP

T14

DNMA

™

T14

T15

SNMG-MP

T15

SNMG-RP

T16

T18

TNMG-MP

T18

TNMG-

T18

TNMA

T18

\

T18

VYNMG-ES

T19

VNMG-MP

£

T19

VNMG-

&

T18

T20

WNMG-

T20

WNMG-RP

T20

WNMA

T20

TO5
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Turning

Chipbareaker Of Negative Inserts

% Chip breaker

UDHED

ar

HR

Buiybnos Aneay

R TR TR T I s f

Application and features

® Heavy roughing of steel,
stainless steel and cast iron

= Positive rake geometry credit
to low cutting force

e For low horse power machines
and slender workpiece
machining

e Heavy roughing of steel

= Wide groove and several
dimples for high feed

e Low cutting force and excellent
chip control due to wave cutting
edge

HH

HH

® Heavy roughing of steel

e Large land angle and straight
cutting edge

= For large depth of cut and high
feed machining of big
dimension ring workpiece

Chipbareaker Of Positive Inserts

Chip breaker

uogei|ddy

Cutting range

Application features

LU

Buiysiui4

I3

a0
5.0

Bu
o |
20

ni Li ¥ 0na nd r

® For finishing semi-finishing of
nigh temperature alloys,
stainless steel, steel

e Low cutiing force, good chip
control

Turning

WORLDIA

CNMM-QR

T12

T16

£
=
=
=
(=

CNMM-HH

SNMM-HH

T12 T17
CCMT-LU DCMT-LU SCMT-LU TCMT-LU VCMT-LU
1 - = ' : - -
- N A
T O —
T21 T22 T23 T24 T25

TO7
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Turning

ISO Application Range

IS0 application range of Tuming insert grades

Materials

Stainless
M steel

1SO

WT5015

WTa025

PYD coated

WT3030

WTa035

WT3310

WT3330 WT8010

CVD coated

WT8020

WT8030

WT4015

WT4020

PO1

P03

P10

P20

P15

P25

P30

P35

P40 |

P45

P30

MO1

MO5 |

M10

M15

M20

WT5015

WT3310

M25 |

M30

WT3330

M35

WT5030

M40

WT5035

M45

K01

K05

K10

K15 |

K20

K25

K30

K35

K40 |

K45
S01

S05

S10

S15

520

525

s30

535 |

S40

NO1

NO5 |
N10

N15

N20

N25

N30

HO1

HO5

H10 |

H13

H20

H25

H30 |

Turning

WORLDIA

PVD Coated Carbide Grades

Grade Appearance Range Characteristics & applications
M05-M20 ® Submicron substrate
WTa015 Black brown « For stable machining of stainless steel
® For finishing of high temperature alloy and hardened steel
® Submicron substrate
WT5025 Black brown « For general machining of stainless steel and high temperature alloy
M15-1M40 e Submicron substrate
WT5030 Golden yellow & For general stable machining of stainless steel and high temperature
alloy
M25-M45
* Tough carbide substrate and excellent toughness
WT5035 Grey black
* For roughing of stainless steel and steel
* Submicron substrate and excelient wear resistance
WIS10 frooze BRI « For finishing of high temperature alloy and stainless steel
_ * Submicron substrate and good wear resistance
WT3330 Bronze M15-M35

* For general machining of high temperature alloy and stainless steel

CVD Coated Carbide Grades

Appearance

* For general machining application

Grade Range Characteristics & applications
* Tough substrate for steel machining
wisoto | Twocooures RN
# For high speed and continuous cutting application
= Tough substrate for steel machining
wis2o | Twocooures [N
= For light interrupted cutting application
« Tough substrate for steel machining
WT8030 Two-coloured _ - -
® For general machining application
* Tough carbide substrate for cast iron machining
WT4015 Two-coloured _ « For high speed turning of gray cast iron
» Tough carbide substrate for gray & ductile cast iron and alloy cast
WT4020 Two-coloured H iron

£
=
=
=
(=

TO9



T10

WORLDIA Turning
Negative 80°Rhombic Inserts
d i s Dimension{mm)
7 — Type d I S di
[ o H CN_1204_ | 127 | 129 | 476 | 516
i LY CN_1606_ | 1587 | 16.1 | 635 | 6.35
%-_-_" 3 = = CN_1906_ | 19.05 | 193 | 635 | 7.94
Cutting parameter Grade
Insert Designation 5 = z § 3 §
(mmirev) | (mm) g £ g £
- CNMG | 120404-FS | 0.05-0.15 | 0.50-1.50 A VA A A
gﬁ W 120408-FS | 0.10-0.30 | 0.70-1.50 A A A A A
=
S | —
i CNMG | 120404-MS | 0.10-0.25 | 0.80-3.50 A A A [
E; f .ﬂ, 120408-MS | 0.10-0.30 | 1.00-3.50 A A N4 A
E; 120412-MS | 0.15-0.30 | 1.30-3.50 A AN PAYIEAS
@
CNMG | 120404-ES | 0.08-0.20 | 0.40-4.50 A AN A | A
120408-ES | 0.15-0.40 | 0.80-4.50 A A A |A A A
120412-ES | 0.20-0.50 | 1.20-4.50 A A NN A | A
160612-ES | 0.20-0.50 | 1.20-5.50 A i
160616-ES | 0.30-0.60 | 1.60-5.50 A 5
190612-ES | 0.20-0.50 | 1.20-6.50 A
190616-ES | 0.30-0.60 | 1.60-6.50
CNMG | 120404-MP | 0.08-0.20 | 0.40-450 A A
% 120408-MP | 015040 | 080450 A | A | A
= 120412-MP | 0.20-0.50 | 120450 A | A | A
E 160608-MP | 0.15-0.40 | 0.80-550 A A
g 160612-MP | 0.20-0.50 | 1.20-550 A A
% 190608-MP | 0.15-0.40 | 0.80-650 4 A
a
CNMG | 120404 0.08-0.20 | 0.40-4.50 A A
120408 0.15-0.40 | 0.80-4.50 A | A
120412 0.20-0.50 | 1.20-4.50 A A
160612 0.20-0.50 | 1.20-5.50 A |/
160616 0.30-0.60 | 1.60-5.50 A 5
190612 0.20-0.50 | 0.80-6.50 A N
g Processing conditions ¢oeoc
i eccx °oc
E- @ stable cutting o ¢
;l" &€ General cutting
g ¥ Unstable cutting
w

/ General stock 4 Regular srock

Turning WORLDIA
= s Dimension{mm)
Negative 80°Rhombic Inserts Type ¢ L | s | a
] & CN_1204 127 129 | 476 | 5.16
e CN_ 1606 1587 161 | 635 | 6.35
N J CMW_1906_ 1905 193 | 635 | 7.94
AR S S CN 2507 254 258 | 794 | 912
& ] CN 2509 254 258 | 953 | 912
Cutting parameter Grade
[Te] Ty} [
Insert Designation f ap S % 2 §
E; (T3 ] uy
(mmirev) (mm) E E E E
CNMG | 120408-RP  0.20-0.60 | 1.20-6.00 A | /| A
120412-RP | 0.30-0.70 | 1.80-6.00 A | /| A&
160612-RP  0.30-0.70 | 1.80-7.00 A A
160616-RP = 0.40-0.85 | 2.40-7.00 A A
160624-RP  0.60-1.00 | 3.60-7.00 A A
190612-RP | 0.30-0.70 | 1.80-9.00 A | /| A
190616-RP  040-085 | 240-900 A |/ | A
- CNMA | 120404 0.10-0.30 | 0.60-5.00 A
E 120408 0.20-0.60 | 1.20-6.00 A |
= 120412 0.30-0.70 | 1.80-6.00 A | N
i 120416 D.40-0.85 | 2.40-6.00 A
160608 0.20-0.60 | 1.20-7.00 A
160612 0.30-0.70 | 1.80-7.00 A
160616 0.40-0.85 | 2.40-7.00 A
160620 0.50-0.95 | 3.00-7.00 A
190608 0.20-0.60 | 1.20-9.00 A
190612 0.30-0.70 | 1.80-9.00 A
190616 0.40-0.85 | 2.40-9.00 A
CNMM | 190612-QR  0.25-0.50 | 2.20-7.70 A AN
190616-QR  030-060 | 3.00-7.70 A | /| A
190624-QR  0.50-1.00 | 450-7.70 /| A
T 250724-QR | 0.50-1.00 |5.00-10.50 £
o 250924-QR  0.50-1.00 | 5.00-10.50 /| /7 | &
2
:
B e i e N
‘5 perr e
=
['w]
2 ) L . AN BN -
E : Processing conditions
@ I | Stainless steel
E- @ stabie cutting o ¢
;l" & General cutting
% * Unstable cutting
w

/% General stock 4 Regular srock

Til
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WORLDIA Turning Turning WORLDIA
Negative 80°Rhombic Inserts Negative 55°Rhombic Inserts
d i Dimension{mm) d ) B Dimension{mm)
= . Type d I S di 5 ; Type d L 5 di
ey o CN_1906_ | 19.05 | 19.3 | 6.35 | 7.94 A1) 7 & DN _1104_ | 9.52 | 1162 | 4.76 | 3.81
-4 { CN_2507_ | 254 | 258 | 794 | 9.12 / M/ o/ i DN_1504 127 155 | 476 | 5.16
s CN 2509 | 254 | 258 | 953 | 912 st — DN_1506_ 127 155 | 635 | 516
Cutting parameter Grade Cutting parameter Grade
Insert Designation 5 = E § 3 § Insert Designation : 4 g § 3| 8
w» w» uy
{mmirev) (mm) E E E kg- (mmirev) (mm) E E E E
CNMM | 190612-HR | 0.25-0.50 | 2.50-0.00 A FA - DNMG | 150404-FS  0.05-0.15 | 0.30-2.50 A A
190616-HR | 0.30-0.60 | 350900 A |/ A 3 /W 150408-FS | 0.10-0.30 | 0.50-2.50 A A A A
190624-HR | 0.50-1.00 | 4.50-9.00 /| /| A =4 #/ 150604-FS | 0.05-0.15 | 0.30-2.50 A A
250724-HR | 0.50-1.00 | 4.50-12.00 pia @ 150608-FS = 0.10-0.30 | 0.50-2.50 A A AlA
250924-HR | 0.50-100 |450-1200 A\ |/ A DNMG | 110408-MS  013-0.35 | 0.30-250 AlA[A A A =
T & 150404-MS  0.06-0.18 | 0.60-3.00 A A A 5
8 g 150408-MS ~ 0.13-0.35 | 0.80-3.00 A A A A a
< 2 150412-MS = 0.20-0.40 | 1.00-3.00 A A
E CNMM | 190616-HH | 0.30-0.60 | 3.50-12.00 A E J 150604-MS  0.06-0.18 | 0.60-3.00 A A A
g'. 190624-HH | D.50-1.00 |450-12.00 A A E 150608-MS | 0.13-0.35 | 0.80-3.00 A A A A
= 250724-HH | 0.50-1.00 | 5.00-15.00 A 150612-MS  0.20-0.40 | 1.00-3.00 A A
250924-HH | 0.50-1.00 | 5.00-15.00 A A
DNMG | 150404-ES  0.08-0.20 | 0.40-4.00 A A A
150408-ES = 0.15-0.40 | 0.80-4.00 A A NN A A
150412-ES  0.25-0.50 | 1.20-4.00 A A N
150604-ES  0.08-0.20 | 0.40-4.00 A A A
150608-ES  0.15-0.40 | 0.80-4.00 A A SN A A
150612-ES = 025050 | 1.20-4.00 A A DN A
=
% DNMG | 110404-MP  0.08-0.20 | 0.40-3.00 /. A
E 110408-MP | 0.15-040 | 0.80-3.00 /. | A | A
o 150404-MP  0.08-0.20 | 0.40-4.00 A A
% 150408-MP  0.15-0.40 | 0.80-4.00 A | A | A
2 150412-MP | 0.25-0.50 | 1.20-4.00 | /" A
s 150604-MP  0.08-0.20 | 0.40-4.00 /. A
' 150608-MP  0.15-0.40 | 0.80-400 A A A
150612-MP = 0.25-0.50 | 1.20-4.00 @ /\
g Processing conditions o0 ¢ g Processing conditions e ¢
S W Stankesssieel 5 W Sarkesssieel eccx °oc
E- @ Stable cutting § @ Stable cutting
a & General cutting a & General cutting
% X Unstable cutting % & Unstable cutting
w w

/" General stock 4 Regular srock

/% General stock 4 Regular srock

T13
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Turning

WORLDIA

Negative Square Inserts

WORLDIA Turning
Negative 55°Rhombic Inserts
Dimension{mim)
Type d L s di
DN_ 1504 | 127 | 155 | 476 | 5.16
@ DN 1506 | 127 | 155 | 6.35 | 516
Cutting parameter Grade
L ) (o] Ly
Insert Designation i ap § % 2 -..85
(T5 ]
{mmirev) (mm) E E E kg-
DNMG | 150404 0.08-0.20 | 0.40-4.00 FAREY Y
% 150408 0.15-0.40 | 0.80-4.00 A A
= 150412 0.25-0.50 | 1.20-4.00 A | A
g ,./-’ 150604 0.08-0.20 | 0.40-4.00 VAR 3
A
g 4 150608 0.15-0.40 | 0.80-4.00 A | A
E 150612 025050 | 1.20-4.00 A | 5
2.
w
DNMG | 150408-RP | 0.20-0.60 | 1.20-400 A |/ | A
150412-RP | 0.30-090 | 180400 A |/ | A
150416-RP | 0.40-1.20 | 240400 /\ A
150608-RP | 0.20-060 | 120400 A |/ | A
150612-RP | 0.30-0.90 | 1.80-4.00 A | /| A
150616-RP | 0.40-1.20 | 2.40-4.50 | /A A
0
o
=
w
=5’. DNMA | 150404 0.10-0.30 | 0.60-550 P
« 150408 0.20-0.60 | 1.20-5.50 A | A
150412 0.30-0.90 | 1.80-5.50 A
150604 0.10-0.30 | 0.60-5.50 P
1650608 0.20-0.60 | 1.20-550 A | A
150612 0.30-0.50 | 1.80-550 A
3 . N e ¢
= Processing conditions
M | Stainless sieel
S @ Stable cutting o C
(=]
3 € General cutting
% ¥ Unstable cutting
w

/" General stock 4 Regular srock

d ; ;o Dimensicn{mm)
A AT Type d L s di
ﬁ(»—.\}-} o SN 1204 127 127 | 476 | 516
= ' SN_1506_  15.87 15.87 | 6.35 | 6.35
S A T SN_1906_ 1905 1905 | 635 | 7.94
et
Cutting parameter Grade
[Te] Ty} (o]
Insert Designation f ap é % 2 §
(T53 uy
{mmirev) (mm) E E E E
- ﬁ SNMG | 120404-FS  0.05-0.15 | 0.25-2.50 A
5 Sis,
2 n 120408-FS | 0.10-0.30 | 0.50-2.50 AN
g' ",;_;"
« e
SNMG | 120404-MS  0.06-0.20 | 0.50-3.50 A A A A
& 120408-MS  0.10-0.35 | D.60-3.50 A A A A
g — 120412-MS  0.12-0.40 | 0.80-3.50 A A A A
7 ) 120416-MS | 0.150.45 | 1.00-3.50 Fa\
Z e 150612-MS | 0.12-0.40 | 0.60-4.00 FARE 3 A
=
E ) (— 150616-MS ~ 0.15-0.45 | 0.80-4.00 Al A A
190616-MS  0.15-0.45 | 1.00-4.00 FARY A
SNMG | 120408-ES  0.13-0.40 | 0D.80-4.50 A A A
120412-ES | 0.15-0.55 | 1.20-4.50 A A A A
150612-ES | 0.15-0.55 | 1.20-5.50 A A
150616-ES | 0.20-0.60 | 1.60-550 A
190612-ES | 0.15-0.55 | 1.20-6.50 A A
3
= SNMG | 120404-MP  0.08-0.25 | 0.40-400 ./ A
_E 120408-MP | 0.13-040 | 0.80-400 | /| A | A
E 120412-MP  0.15-055 | 1.20-400 A |/ A
@ 150608-MP | 0.13-0.40 | 1.20-550 @ A A
2 SNMG | 120404 0.08-0.25 | 0.40-4.50 A
120408 0.13-0.40 | 0.80-4.50 A | A
120412 0.15-0.55 | 1.20-4.50 A | A
3 Processing conditions . . t
g I | Stainless steel g ® €C C = o C
E- @ stable cutting o ¢
3 € General cutting
% X Unstable cutting
w

/% General stock 4 Regular srock

£
=
=
=
(=]

T15



WORLDIA Turning Turning WORLDIA

2 Dimension{mm) =
Negative Square Inserts Type d | L | & | Negative Square Inserts
g g pl SN_1204 127 | 127 | 476 | 5.16 d . Dimension{mm)
AT SN_1506_ | 15.87 | 15.88 | 6.35 | 6.35 o Type d £ s di
D J1 SN_1906_ | 19.05 | 1905 635 | 7.94 @R SN_1906_ | 19.05 119.05 | 6.35 | 7.94
N/ , SN_2507_ | 254 | 254 | 794 | 9.12 =g :| SN 2507 254 254 | 794 | 912
X ] SN_2509 | 254 | 254 | 952 | 912 i SN 2509 254 254 | 952 | 9.12
Cutting parameter Grade Cutting parameter Grade
uy (9] = wy uw (Ty] =
Insert Designation i ap § % :6: § Insert Designation f ap é % :6: §
Ly
(mmirev) (mm}) E E E E {mm/rev) (mm) l§ E E E
SNMG | 150608-RP | 0.20-060 | 1.20-650 A SNMM | 190616-HH = 0.35-0.80 | 3.50-3.50 A
150612-RP | 0.30-0.70 | 1.80-6.50 @ /% A T 190624-HH | 0.50-1.20 | 4.009.50 A | /| A
150616-RP | 0.40-0.80 | 240650 ./ A ] 250724-HH  0.50-1.20 |4.50-12.50 A
190612-RP | 0.30-0.70 | 1.80-8.00 A | /| A “E 250924-HH = 0.50-1.20 |4.50-12.50 A | /| A
190616-RP | 0.40-0.80 | 240-800 A | /. | A E —
= =
= 2.
=] =
i) Q
o
=
(]
=4 SNMA | 120408 0.20-0.60 | 1.20-6.00 A | N
“ 120412 0.30-0.70 | 1.80-6.00 A N
120416 0.40-0.80 | 2.40-6.00 A
150612 0.30-0.70 | 1.80-7.00 D
150616 0.40-0.80 | 2.40-7.00 £
190612 0.40-0.80 | 1.80-8.50 Pk
190616 0.40-1.20 | 2.40-8.50 A
SNMM | 150612-QR | 0.25-065 | 220-650 A
150616-QR | 0.350.75 | 3.00-6.50 /\ A
190612-QR | 0.25-0.65 | 2.20-850 A
ﬁ 190616-QR | 0.35-0.75 | 3.00-850 A |/ | A
;‘ u;’ 190624-QR | 0.50-0.85 | 3.50-850 A |/ A
T 250724-QR | 0.50-0.85 | 4 50-10.00 A
2 250924-QR | 0.50-0.85 |450-10.00 4 | /| A
2
5]
s SNMM | 190612-HR | 0.26-0.60 | 2.50-850 /. A
g'. 190616-HR | 0.35-0.80 | 3.50-8.50 | /\ A
“ 190624-HR | 0.50-1.20 | 4.00-850 A |/ A
250724-HR | 0.50-1.20 | 4. 50-10.50 A
250924-HR | 0.50-1.20 | 4.50-10.50 A |/ | A
s ) i [ 2N BN - e ) N | AN DR -
= Processing conditions : Processing conditions
M | Stainless steel I | Stainless steel
§- @ stable cutting o ¢ § @ stable cutting
3 € General cutting 3 € General cutting
% ¥ Unstable cutting % *® Unstable cutting
w | | |- w | | |
/ General stock 4 Regular srock /% General stock 4 Regular srock

Tl6 T17



Ti8

WORLDIA

Turning

Negative Triangular Inserts

r P8y
A e

[ \(“)’\ Y °
g L o

Dimension{mm)

Type d L s di

TN_1604_ | 952 | 165 | 476 | 3.81

TN_2204 127 | 220 476 | 516

Turning

WORLDIA

Negative 35°Rhombic Inserts

®,
Cutting parameter Grade
. y 0| w| oW
Insert Designation i ap § % § -..85
{mmirev) (mm) 1§ E E kg-
- TNMG | 160404-FS | 0.05-0.15 | 0.25-1.20 A A | A
5 =
2 £ 160408-FS | 0.10-0.30 | 0.50-1.50 A A A A
E
S | —
- TNMG | 160404-MS | 0.06-0.20 | 0.30-3.00 A A A A
g 160408-MS | 0.12-0.35 | 0.60-3.00 A AN A | A
T 160412-MS | 0.18-0.40 | 0.90-3.00 A A N A A
E 220408-MS | 0.12-0.35 | 0.60-3.50 A A A
= _
g 220412-MS | 0.18-0.40 | 0.90-3.50 A A A
TNMG | 160404-ES | 0.08-0.25 | 0.40-3.50 A A
160408-ES | 0.15-045 | 0.80-3.50 A A A A
160412-ES | 0.20-0.50 | 1.20-3.50 A A
g TNMG | 160404-MP | 0.08-0.25 | 0.40-350 & A
= A 160408-MP | 0.15-0.45 | 0.80-350 @ A A
E 160412-MP | 0.20-0.50 | 1.20-350 A A
g | -
ﬁ TNMG | 160404 0.08-0.25 | 0.40-3.50 A A
a 160408 0.15-0.45 | 0.80-3.50 A A
160412 0.20-0.50 | 1.20-3.50 A | A
220412 0.20-050 | 1.20-450 A
220416 0.25-055 | 1.80-450 A
TNMA | 160404 0.10-0.30 | 0.60-4.00 A N
160408 0.150.45 | 1.00-4.00 A | A
- 160412 0.20-0.50 | 1.20-4.00 A
E 160416 025055 | 1.50-4.00 A
g 220408 0.15-0.45 | 1.20-5.00 A
"“ 220412 0.20-0.50 | 1.50-5.00 A
220416 0.25-0.55 | 1.80-5.00 A
3 Processing conditions .. ¢
g M | Stainless steel o C C e C
E- @ Stable cutting o ¢
;l" & General cutting
% & Unstable cutting
w

/" General stock 4 Regular srock

- .'fa-:-" 5 - N
A8 ]\] - g Dimension{mm) :
i . Type d L s di
e L VN 1604 952 | 165 | 476 | 3.81
Cutting parameter Grade
[Te] Ty} (o] uy
Insert Designation i ap é % 2 -..85
(T5 ]
(mmirev) (mm) E E E kg-
- VYNMG | 160404-FS | 0.05-0.15 | 0.20-2.00 A
L
z ’ﬁ-«e;'-_ 160408-FS | 0.10-0.30 | 0.30-2.00 A A
=
['w]
§ YNMG | 160404-MS | 0.06-0.20 | 0.30-2.50 A A A
T 160408-MS | 0.12-0.35 | 0.50-2.50 A AN A A
> | LR
g
=
=]
VNMG | 16D404-ES | 0.08-0.25 | 0.40-3.00 A A A
160408-ES | 0.15-0.35 | 0.80-3.00 A AN A A
160412-ES | 0.20-0.40 | 1.20-3.00 A A
3
= VNMG | 160404-MP | 0.08-0.25 | 040-3.00 A | /| A
.E g 160408-MP | 0.15-0.35 | 0.60-3.00 A |/ | A
E 160412-MP | 0.20-0.40 | 1.00-3.00 /\ A
a VNMG | 160404 0.08-0.30 | 0.40-3.00 A
@a 160408 0.15-0.40 | 0.80-3.00 A A
160412 0.20-0.45 | 1.20-3.00 A A
3 Processing conditions oeoc
g I | Stainless steel ® € C e C
E- @ Stable cutting o ¢
;l" & General cutting
% & Unstable cutting
w

/% General stock 4 Regular srock

£
=
=
=
(=]
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T20

WORLDIA Turning
Negative 80°Trigon Inserts
r T
Dimension{mim)
= F Type d L s di
“:|[, | WN 0604 | 952 | 652 | 476 | 3.81
w WN 0804 | 127 | 870 | 476 | 5.16
Cutting parameter Grade
w3 el o o
Insert Designation f ap é % 2 -..85
L
(mmirev) | (mm) ElE|E|E
- WNMG | 080404-FS | 0.05-0.15 | 0.20-2.00 A A A A
2 @ 080408-FS | 0.10-0.30 | 0.50-2.00 A A A A
=
=
a T I
WNMG | 060404-MS | 0.06-0.25 | 0.40-2.00 A A
- 060408-MS | 0.10-0.35 | 0.60-2.00 A A
g 080404-MS | 0.06-0.25 | 0.40-2.50 A A A A
n :ﬂ: 080408-MS | 0.10-0.35 | 0.60-2.50 A A NN A A
B 080412-MS | 0.15-0.40 | 0.80-2.50 A A VN A A
S | — |
(=]
|
WNMG | 080404-ES | 0.08-0.30 | 0.40-3.00 A A A
080408-ES | 0.15-0.35 | 0.80-3.00 A A A A
080412-ES | 0.20-0.40 | 1.20-3.00 A A A
3 I
£ WNMG | DB0408-MP | 0.15-0.40 K 060-2.50 A A
E 080404-MP | 0.08-0.30 | 0.40-300 A |/ A [
s 080408-MP | 0.15-0.40 | 0.80-3.00 A |/ A
@ — 080412-MP | 0.20-045 | 1.20-300 A |/ A |
a WNMG | 080404 0.08-0.30 | 0.40-3.00 A A
080408 0.15-0.40 | 0.80-3.00 A A |
080412 0.20-0.45 | 1.20-3.00 A A
WNMG | 080408-RP | 0.15-060 | 1.20-3.50 A |/ A
Q 080412-RP | 0.20-065 | 1.80-350 A |/ | A i
)
2 |
G :
= WNMA | 080404 0.10-0.35 | 0.60-4.00 A
" 080408 0.15-0.60 | 1.20-4.00 A O [
080412 0.20-0.70 | 1.80-4.00 A
080416 0.25-0.75 | 2.00-4.00 A |
3 P i diti s o8
rocessing conaitons
g M | Stainless steel g o C C =X .I‘
E- @ stable cutting [ AN -
?" & General cutting I
@
% X Unstable cutting |
L]

/" General stock 4 Regular srock

Turning

WORLDIA

Positive 80°Rhombic Inserts

Dimension{mm)

| \/':- {
€ ™ f . Type d L s di
R = CC 0602 635 | 6545 | 2.38 | 2.80
T Tl CC_09T3_ | 952 | 967 | 397 | 440
Cutting parameter Grade
uwy o (=] wy
Insert Designation i ap é % 2 -..85
(T3]
{mmirev) (mm} E E E kg-
CCMT | 060202-LU | 0.02-0.07 | 0.10-1.00 A A A A A
060204-LU | 0.04-0.10 | 0.15-1.00 A A A A A
- 060208-LU | 0.06-0.15 | 0.20-1.00 A N A A
= ,‘-‘ﬂ,i' 09T302-LU | 0.02-0.07 | 0.10-1.50 A A A
=R - S 09T304-LU | 0.04-0.15 | 0.15-1.50 A S A A A A
a Y— 09T308-LU | 0.06-0.20 | 0.20-1.50 A | N A A
g P i diti L.
rocessing condiuons
g M | Stainless steel 9 ® ¢ o C
E- @ Stable cutting
?u & General cutting
T
% & Unstable cutting
u

/% General stock 4 Regular srock

£
=
=
=
(=]

T21



WORLDIA Turning Turning WORLDIA

Positive 55°Rhombic Inserts Positive Square Inserts
4 g ol d . 1
N AP aF: Dimension(mm) _ ; TN . Dimension{mm) _
(Y e Type d L s di (CON | o Type d L S di
i NS> DC 0702 | 635 | 7.75 | 2.38 | 2.80 Nt L SC 09T3_ | 952 952 397 440
o DC_11T3_ | 952 | 1162 | 397 | 440 S | W SC_1204_ | 127 127 476 | 550
Cutting parameter Grade Cutting parameter Grade
uy (9] = wy [Te] uw wy
Insert Designation i ap § % ﬁ L% Insert Designation T ap § B § ﬁ
uy
(mmirev) | (mm) ElE|E|E (mmirev) |  (mm) & E|E
DCMT | 070202-LU | 0.02-0.10 | 0.10-1.30 A A A A SCMT = 09T304-LU | 0.04-0.15 | 030-150 A | A /| A A
070204-LU | 0.040.15 | 020130 A | A |/ A A A A 09T308-LU | 0.06-0.20 | 0.60-1.50 A A A
- 117302-LU | 0.02-0.10 | 0.10-1.80 A A A A - |6 - 120404-LU | 004015 | 0.30-200 A A /| A A A
= E 11T304-LU | 004015 | 020180 A | A A | A A A A & ﬂ’:a.
= =
5 | 11T308-LU | 0.06-0.20 | 0.30-1.80 A A A A 5 ’= =
3
=
@
g P i diti $e ¢ 3 P i diti e ¢
g M | Stainless steel rocessing condrions . ‘ . t E M. | Stainless steel rocessing condrions . t t
§- @ Stable cutting H @ Stable cutting
ﬂ & General cutting E & General cutting
T @
= X Unstable cutting ) & Unstable cutting
oy @
/ General stock 4 Regular srock /" General stock 4 Regular srock

T22 T23



WORLDIA Turning Turning WORLDIA

Positive Triangular Inserts Positive 35°Rhombic Inserts
: 5 Dimension{mm) Dimension{mm)
i /\ ‘ Type d 15 S di Type d E s di
,‘:,;,,}\ = TC 0902 | 556 | 963 | 238 | 250 VB_1103_ | 6.35 | 11.07 | 3.18 | 2.80
/’ ) \ s J TC_102_ | 635 | 110 | 2.38 | 2.80 VB 1604 952 |1661 | 476 | 440
N o TC_16T3_ | 952 | 165 | 3.97 | 440 @) VC_1604_ | 952 |1661 | 476 | 4.40
Cutting parameter Grade Cutting parameter Grade
uy [Ts] (] wy uwy o (=] wy
Insert Designation i ap § % :6: § Insert Designation i ap é % :6: §
(mmirev) (mm) E § E E (mmirev) (mm) E § E E
TCMT | 090204-LU | 0.04-015 | 030-150 A | A A A A VY VBMT | 110302-LU | 0.02-0.10 | 0.10-1.00 A | A A A
090208-LU | 0.06-0.20 | 0.60-1.50 A A A A 110304-LU | 0.04-0.15 | 015100 A | A A A | A A
- 110204-LU | 005015 | 040150 | & | A A | A A A 110308-LU | 0.06-0.20 | 0.20-1.00 A A A
gi = 110208-LU | 0.06-0.20 | 0.60-1.50 A A A P 7 160402-LU | 0.02-0.10 | 0.10-1.50 A | A A A
& =) _
5 ; 16T304-LU | 005015 | 030200 A | A A A A A 160404-LU | 004015 | 015-150 A A /. A A A =
9, | — 16T308-LU | 0.06-020 060200 A A | A A A it 160408-LU | 0.06-0.20 | 0.20-1.50 A A 3
16T312-LU | 0.09-0.25 | 0.80-2.00 A A = a
=3
&
5 VCMT | 160404-LU | 0.04-0.15 | 0.15-1.50 A A A A
@ 160408-LU | 0.06-0.20 | 0.20-1.50 A A A A
<&z
X ’ ) - ® 0o C X ’ ) ik ® 0o C
§ M | Stainiess steel rocessing condrions . ‘ t § M | Staintess steet rocessing condrions . c t
§- @ Stable cutting § @ Stable cutting
E & General cutting E & General cutting
@ @
2 ¥ Unstable cutting 2 # Unstable cutting
w w

/" General stock 4 Regular srock /% General stock 4 Regular srock

T24 T25
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WORLDIA

PP Parting & Grooving Insert

Grooving

WORLDIA

Insert Designation System

oM o, 2 2o o [ L[

1 - Company product series

2 - Cutting type

3 - Insert type

| ' R:Right hand
e )

G: Grooving/Parting S: Single
WORLDIA "CM" Grooving Series
T Grooving/Turning D: Double
T N:Neutral w 200=2.0mm
e - i
R [ 300=3.0mm ' 020=0.2mm
| ! L Lefthand {
s i 400=4.0mm 030=0.3mm

‘J 500=5.0mm

L

8 - Cutting edge angle K

Ku

@
u.
o
(=}
=
3
«Q

GO2
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WORLDIA

Grooving

Chipbreaker Introduction

Application Chip breaker

Application and features

& For parting and grooving application

Medium feed C # Suitable for grooving and parting of alloy steel, carbon steel,
stainless steel, cast iron
# For machining of stainless steel mild steel and thin-wall workpiece
Medium low feed J

* Suitable for grooving and parting of stainless steel, low carbon
alloy steel, low carbon steel

Grooving WORLDIA
Insert Selection Guide
Insert CMGDN
c J
Application / /
Page Go8 —
T
Grooving 9 P °
@
External
|'I. -.ll‘ll
Parting [ Py -
@-.*
| I'I = _
Internal = Grooving */1| ’ '35 i ° "
m
¥

GO5



WORLDIA Grooving Grooving WORLDIA

ISO Application Range PVD Coated Garbide Grades

ISO range of insert grade Grade Appearance 1ISO Characteristics & Applications

Material Material 150 FND Staied ® Submircon substrate, excellent wear resistance
Group WT5015 WT5025 WT5030 wrsozs [ S0 N _ _

POt WT5015 Black brown ® For stable machining of steel, stainless steel, high temperature
P05
P10
P15
P20 )
P25 WTH025 Black brown M10-M30
e ] .
P35
P40
P45 | . _
Pa0 WTS030 Golden yellow M15-1M40
MO1
MO5S
M10
M15
Stainless M20 |
e steel M25
M30
M35
M40
M45
KO1
KOS
K10

K15
K20 & Submircon substrate, excellent wear resistance

K25 . WT3310 Bronze MOS-1M20

K30 |
K35
K40
K45
s01 |
S05
S10
S5
520
525
S30
535
S40

E

alloy and hardened steel

= Submircon substrate, good wear resistance

= For machining of steel and stainless steel

# Submircon substrate, good wear resistance

# For machining of steel stainless steel and high temperature alloy

# Tough carbide substrate, good fracture toughness

WT3310

WT5015

WT5035 Grey black M25-M45
ey « For rough machining of steel and stainless steel

WT5025

WT5030

WT5035

# Tough carbide substrate

SRl Elack rawn « For machining of gray cast iron, ductile cast iron nad alloy cast iron

@
u.
0
o
=
3
©

# For machining of high temperature alloy and stainless steel

NO1
NO5
N10
N15
N20
N25
N30
HO1
HO5
H10
H15
H20 |
H2a |
H30

GOT




WORLDIA Grooving Grooving WORLDIA

CMMN-J/C type G Holder Designation System

S 1L I G e Bt A B B A

| [ = =2l |,
1 - Brand 2 - Application type 3 - Machining type 4 - Shape of holder head

Cutting parameter = Geometric dimensions Grade
T 218 8 8 T [ s
Insert Designation i s v : L % = % g . —_ H: Linear 0°
(mmirev) £t g & G-Grooving/Parting _ N
CMMN | 150015-C | 0.05020 | 150 150 | 0.15 | 160 A WORLDIA _ _ I Internal = VoNeTical 907
T:Turning/Grooving
200020-C | 0.06-0.20 15.0 200 02 | 160 A A I F- Facing b Under cut 45
250020-C | 0.06-0.20 17.0 250 | 02 | 180 A L .
300040-C | 0.07-0.22 20.0 300 | 04 | 210 A A A
400040-C | 0.08-025 | 200 400 | 04 | 210 A A A
500080-C | 0.09-030 | 250 | 500 08 | 260 Al |Aala 6 - Holder diameter dheight H 8 - Insert width W
600080-C | 0.11-0.35 25.0 600 08 | 260 A A A
e by W
CMMN | 150015-J | 0.04-0.15 | 150 150 | 0.15 | 160 A lu L: Left hand - 16=16.0mm 16=16.0mm ¥ 2=2.0mm
200020-) | 0.04-0.15 15.0 200 | 02 | 160 A A ' © 20=20.0mm 20=20.0mm 3=3.0mm
250020-J | 0.04-0.18 17.0 250 | D2 | 180 A FE 25=25.0mm 25=25.0mm 4=4.0mm ()
300040-) | 005020 | 200 | 300 04 | 210 A A L[l@. R: Right hand | 32=32 0mm 32=32 Omm HJ 5=50mm S
400040-J | 0.060.20 | 200 400 | 04 | 210 A A o N _ =
500080-J | 0.07-0.22 25.0 500 | 08 | 260 A A «
600080-) | 0.07-0.22 | 250 600 08 | 260 A A
11 - Maximum cutting diameter 12 - Special code
CMGDN| 200020-C | 0.05-0.20 19.0 200 | 02 | 200 A A A
300020-C | 0.06-0.22 19.0 300 02 | 200 A A A ; j i g
e e e B | G | AB ™ A s T14=Max14mm * 3 RN: Outside bulge holders
500030-C | 0.08-0.30 18.0 500 03 | 190 A A A T16=Max16mm ' I ‘ D: Reinforced holders
CMGDN| 200020-) | 0.04-0.12 19.0 200 | 02 | 200 A A
300020-) | 0.04-0.15 19.0 300 02 | 200 A A TR0 M0 40=40.0mm 60=60.0mm SWior sss machine
400030-) | 0.05-0.16 18.0 400 03 | 190 A A
500030-J | 0.05-0.18 18.0 500 03 | 19.0 A Fa
13 - Cooling type
C: Inner-cooling
External cooling
is not indicated
Y ) N [ = x @
E | M | Stainless steel Processing conditions ¢ ® ®
§- @ Stable cutting [ -
E € General cutting
g- *® Unstable cutting € ® o
@

/[ General stock 4 Regular srock

Go8 GO9
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Holder Selection Guide External Parting Holder

Holder | Lesl : Internal '*-*ul F M B ﬁ
[ JGEHR/L JGEHR/L-SW JGIVRIL o . L ‘ ey

Application S 7 sy, 4 i
: Dimension(mm)
Page G1 G12 G13 Designation Insert
H B L A Tmax, W F
E 1616-2T14 16 16 125 | 18 14 2 16
Grooving + Ha ® ® 1616-3T16 16 16 | 125 | 24 | 16 3 16
= 2020-2T14 20 20 125 | 18 14 2 20
External 2020-3T20 20 | 20 | 125 | 24 | =0 3 20
i JGEHRIL 2020-4T20 20 20 125 | 30 20 4 20 CMGDN
Parting J( - —L '\” ° ° 2525-2T14 25 25 | 150 | 18 | 14 2 25
¥, 2525-3T20 25 25 | 150 | 24 | 20 3 25
— 2525-4T20 25 25 | 150 | 3p | =0 4 25
2525-5T25 25 25 150 | 3.9 25 5 25
Internal |~ Grooving ] [_7)1
o
g
Screw Wrench (S
. Applicable holder
| N ~
JSHO50200 LD4 JGEHRIL 1616-2
JSHOR0250 L05 ' JGEHR/L 2020-2
JSHOB0250 LD5 JGEHRIL 2525-2
JSHO50200 Lo4 | JGEHRIL 1616-3
JSHO60250 LO5 JGEHR/L 2020-3/4
JSHOB0250 L05 _ JGEHRIL 2525-3/4/5

G10 Gl1




WORLDIA Grooving Grooving WORLDIA

SW External Holder _ L Internal Grooving Holder

o B
5 L Z
- - - |
2 - I"‘ lq L |
Dimension(mm) Dimension{mm)
Designation Insert Designation Insert
H B H1 | H2 | A L1 L2 F Dmax ¢d L L1 F H A | T-max Dmin
1010-2D20-8W 10 10 10 2 1.8 125 20 9.1 20 20-2T6.0-C 20 160 40 158 9.0 1.6 6.0 25
1212-2D24-5W 12 12 12 2 1.8 125 20 1.1 24 25-2T5.0-C 25 200 40 17.5 11.5 1.6 5.0 25
1414-2D24-8W 14 14 14 0 1.8 125 20 131 24 20-3T6.0-C 20 160 40 15.8 9.0 21 6.0 25
1616-2D32-5W 16 16 16 1] 1.8 125 25 1a.1 32 25-3T5.1-C 25 200 40 17.5 11.5 21 a1 25
1212-3D24-SW 12 12 12 2 24 125 20 10.8 24 32-3T4.7-C 32 250 60 198 | 140 21 47 3
JGEHR/L-SW CMGDN JGIVRIL CMGDN
1616-3D32-SW 16 16 16 1] 24 125 25 148 32 20-4T6.0-C 20 160 = 40 158 9.0 29 6.0 25
1616-3D38-SW 16 16 16 0 24 125 27 148 38 25-4T5.2-C 25 200 40 175 1.5 29 52 25
2020-3D45-SW 20 20 20 a 24 125 24 18.8 45 32-4T4.7-C 32 250 60 208 | 140 29 4.7 31
25-5T5.2-C 25 200 40 173 1.5 3.9 52 31
32-5T4 7-C 32 250 | 60 | 208 | 140 39 47 31
@
i,
(o]
O
=
3
©Q
Screw Wrench Screw Wrench
Applicable holder i Applicable holder
o I - | §
JSR0O40125 T15 JGEHR/L-SW 1010-2 JSHO50120 LO4 JGIVR/L 20-2/3/4
JSR0O40125 T15 JGEHR/L-SW 1212-2/3 JSHO50160 LD4 JGIVRI/L 25-2/3/4
JSR040125 T15 JGEHR/L-SW 1414-2 JSHO50160 LO4 JGIVR/L 32-3/4
JSRO40125 T15 JGEHR/L-SW 1616-2/3 JSHOG0160 LOS JGIVRI/L 25-5
JSRO040125 T15 JGEHR/L-SW 2020-3 JSHOB0160 LOS JGIVR/L 32-5

G12 Gl12
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Drilling

Insert Designation System

E

1-Shape

a0°

80"

2 - Clearance angle

A B
|

i |30 | [ 4=5"
E F

« w200 ~ - 25°
P o

other angles
w117

- 30°

s 0°

? .} ; -5 -
LR S-Sy
B 8 B a- |

5

3 - Tolerance

Shape:C,E,H,M, 0, F, 8, T, R W

Class | Unit | d m | s
A | mm | £0025 | £0005 | £+0.025
C | mm | £0025 | +0013 | 0025
E | mm | £0025 | £0025 | £+0025
F | mm | £0013 | +0005 | £0.025
& mm | £0025 | £+0025 | +0.13
H | mm | £0013 | £0013 | £0025
J |  mm | Y | +0.005 +0.025
K | mm | = +0013 | £0.025
L mm . +0025 | +0.025
M | mm | * i +0.127
u | mm | % [ % +0.127
N | mm |+ | = £ 0025

* For details refer to right and below tables

c d m
JKLMN | U M, N V]
476 +0.05 +0.08 +0.08 +013
556 +0.05 +0.08 +0.08 +0.13
3 +005 +0.08 +0.08 +0.13
635 +0.05 + 008 +008 +0.13
7.94 +0.05 + 0.08 +0.08 +0.13
8 +0.05 +008 +0.08 +013
9.525 +005 | 2008 +0.08 +0.13
10 +0.05 + 008 +0.08 +013
12 +0.08 +0.13 +0.13 +02
12.7 +0.08 +013 +013 +02
15.875 +01 | 018 +0.15 +0.27
16 +0.1 +0.18 +0.15 +0.27
19.05 £0.1 +0.18 +0.15 +0.27
20 +0.1 +018 +0.15 +0.27
25 +013 | 025 +0.18 +0.38
25.4 +0.13 +025 +018 +038
31.75 +0.15 + 025 +02 +0.38
32 +0.15 +025 +0.2 +0.38

M&N Class D shape \ shape
ic d m d m
5.56 +005 | +0.11
6.35 £005 | 011 | 2005 | £0.16
7.94 +005 | +011 | +005 | £0.16
9525 | £005 | 011 | £005 | £0.16
12.7 +008 015 | +008 | 02
15875 | +010 | +018 | +010 | +027
_ 1905 | 010 | £018 | 010 | £027

40°-60°

40°-60°  40°-60°

special

Do2

Drilling

WORLDIA

i

T - Corner radius

2.56
635
7.94
8.0
9.925
12.7

Dimension

5 w -":_/\
Code | Edge | Code | Edge
03 3.8
06 6.35 04 4.3
| 05 54
08 8.0
09 9525 D6 6.5
12 127 08 a7

Example
04=0.4
08=0.8

12=1.2

A
f

6 - Thickness

Thickness description

Insert thickness "S" refers to the distance
between cutting edge nose and bottom

Thickness mark

Example
00=0.79 05=5.56
TO0=0.99 T5=5.95
01=1.29 06=6.35
T1=198 07=7.94
02=2 38 09=9.53
T2=258 11=11.11
03=3.18 12=12.70
T3=3.97 14=14.29
04=4.76 15=15.88
T4=4 96

8 - Chip breaker

—

A ——.

A 4
uD

i)

| el

FD

Do3
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ISO Application Range

PVD Coated Carbide Grade

ISO range of Drilling insert grade

Material
Group

Material

Stainless
steel

IS0

wWTa025

PVD Coated
WT5035

WT3330

P01

P05

P10

P15
P20

P25

P30

P35

P40

P45

P30

MO1
MOS

M10

M15

M20

M30

M35

M40

WT5035

M45
K01

K05

K10

hid
K20

K25

K30

K35
K40
K45

S01

505

S10
515

520

525

530
S35

540

S45

NO1
NO&
N10

N15

N20

N25
N30

HO1

HO&

H10
H15

H20

H25

H30

Grade Appearance Range
WT5025 Black brown M15-M35
WT5035 Grey black

WT3330 Bronze

Introduction Of Chipbreaker

Characteristics & Applications

* Submircon substrate, good wear resistance
 For drilling of steel stainless steel, heat-resistant alloy and cast

iron

= Tough cabide substrate, good fracture toughness
# For unstable machining of steel stainless steel heat-resistant alloy

and cast iron

* Submircon substrate excellent BUE-resistant and stable
machinability
* For machining of stainless steel heat-resistant alloy and mild steel

o
=
=
Q

Chip breaker Application and features
= Four cuiting edges
UD ” 9e4g
- = Good surface roughness afier machining
F________1%
T
* Three cutting edges
PD o ~ ® Higher efficiency machining
u"" e Suitable for through hole and lathe machining

D05
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WORLDIA Drilling
SPMG Insert ' ¢ .
PP, SR - |
AT
v |
et
: b e b
%]
Cutting parameter Geometric dimensions Grade
Insert Designati 2| g S
I esignaton
= Iz d s P | B8
(mmirev) EE
SPMG | 050204-UD 0.05-0.11 5.0 238 0.4 A A
060204-UD 0.06-0.14 6.0 238 0.4 A A
.
07T308-UD 0.06-0.18 7.94 3.97 0.8 A A
a 090408-UD 0.07-0.20 9.8 43 0.8 A A
A 110408-UD 0.08-0.22 1.5 48 0.8 A A
-_ 140512-UD 0.08-0.24 14.3 52 12 A A
3 Processi conditions t 3
g M | Stainless steel " c =
§- @ stable cutting ¢
3 & General cutting [
% ¥ Unstable cufting € = [
w

/* General stock 4 Regular srock

Drilling WORLDIA
WCMT Insert ‘ )
d T
frf
II| I.-" '_\I\, 3 !l -
{ '\\1.'__:{.’}' \ . =
. L B e
k- 4
Cutting parameter Geometric dimensions Grade
Insert Designati < o]
I e naton
> {mrrr:rev} d = f g g E
WCMT | D30208-PD 0.04-0.10 556 238 08 A | A
040208-PD 0.05-0.12 £.35 238 08 A |5 A
D50308-PD 0.07-0.15 7.94 3.18 0.8 A A
06T308-PD 0.08-0.18 9.525 3.97 08 A A
DB0412-PD 0.09-0.20 127 476 12 A5 A
A S A
3 Processing conditions c s t
gstainlesssleei 9 C % ¢
§_ @ Stable cutting [ 5
3 & General cutting
% = Unstable cutting c =z e
wr

/% General stock 4 Regular srock
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P» Drilling Holder

Drilling

WORLDIA

Holder Designation System

L sy ] e ] s

WORLDIA

2 - Drilling depth

2D; 3D; 4D; 5D

260=26.0mm W20=20mm
265=26.5mm W25=25mm
5 - Insert specification
SPOY=SPMG O7T3..
WCO06=WCMT D6T3..
e i | D
Drilling Bore Diameter Tolerance —
Bore diameter 2D 3D 4D 5D
D13-D21.5 -0.10~+0.15 -0.10~+0.18 -0.10~+0.20 -0.10~+0.25
D22-D50 -0.10~+0.15 -0.12~+0.20 -0.15~+0.25 -0.15~+0.30
D51-60 -0.15~+0.20 -0.15~+0.25 -0.15~+0.30 0.15~+0.33

D11
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SP Series Drilling Holder K - IL — SP Series Drilling Holder F - IL a
Drilling Depth: 2D Drilling Depth: 2D
§ 2 —ﬁ-_—H i ":\-».:__“_“:II_ = _—_.—g Ei :1_“_x_ _:‘m':_w:*_\f\é'_ i _—__—C';
: — )
Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
~ J2D-130-w20-sPO5 | 130 | 29 | 88 20 | 44 | ~ JDo270-wa2sPo7 | 270 | ST | 137 | 32 | &0 PG 077308
J2D-135-W20-SP05 135 | 30 | 89 20 | 4 | J2D-275-W32-SP07 ots | s | 13 | 32 | e
J2D-140-W20-SP05 14.0 31 | 90 20 | 44 | SPMGO050204 J2D-280-W32-SP09 28.0 59 | 139 2 | 60
J2D-145-W20-SP05 1us | 82 | o 20 | 44 | J2D-285-W32-SP09 285 | 60 | w0 | 3@ | 0
J2D-150-W20-SP05 150 | 33 92 20 44 J2D-290-W32-SP09 29.0 62 | 143 32 g0
J2D-155 W20-SP06 155 | 3 | 93 20 | a4 | J2D-295 W32-SP09 29.5 | 63 ‘ 144 \ 32 ‘ 60
J2D-160-W20-SP06 16.0 35 94 20 44 J2D-300-W32-SP09 30.0 64 148 32 60
J2D-165-W20-SP06 65 | 36 | 95 20 | 44 | J2D-305-W32-SP09 305 | e | 1 | 32 | &0
J2D-170-W20-SP06 17.0 37 96 20 A4 J2D-310-W32-SP09 31.0 66 150 32 60 SrME e
J2D-175-W25-SP06 175 | 38 | 109 25 | 56 | J2D-315-W32-SP09 315 | 67 | 151 | 3@ | &0
J2D-180-W25-SP06 18.0 39 110 25 56 J2D-320-W32-SP09 320 68 152 32 60
J2D-185-W25-SP06 185 | 40 | 11 25 | 86 |  SPMG 060204 J2D-325-W32-SP09 325 | e | 153 | 3@ | s0
J2D-190-W25-SP06 19.0 41 112 25 56 J2D-330-W32-SP09 330 70 154 32 60
J2D-195-W25-5P06 19.5 | a2 | 13 25 | 56 ‘ J2D-335-W32-SP09 | 335 | 71 ‘ 155 ‘ 32 ‘ 60
J2D-200-W25-SP06 20.0 43 114 25 56 J2D-340-W40-SP11 340 72 156 40 60
J2D-206-W26-5P06 205 | 44 | s 25 | 56 | J2D-345-W40-SP11 a5 | 713 | 15 | 40 | 0
J2D-210-W25-SP06 21.0 45 116 25 56 J2D-350-W40-SP11 35.0 74 158 40 60
J2D-215-W26-SP06 215 | 46 | 7 25 | s | J2D-355-W40-SP11 355 | 75 | 19 | 40 | 0
J2D-220-W25-SP07 220 47 118 25 56 J2D-360-W40-SP11 36.0 76 160 40 60
J2D-225-W25-SPO7 225 | 48 ‘ 119 25 | 56 | J2D-365-W40-SP11 65 | 77 ‘ 161 | 40 ‘ 60
J2D-230-W25-SP07 930 49 123 25 56 J2D-370-W40-SP11 37.0 79 169 40 60
J2D-235-W25-SP07 235 | 50 | 124 25 | 86 | J2D-375-W40-SP11 375 | 8 | 170 | 40 | 60 RERIEER
J2D-240-W25-SP07 24.0 51 125 25 56 J2D-380-W40-SP11 38.0 81 171 | 40 60
' ' SPMG 07T308 ' ' '
J2D-245\W25-SP07 us | 52 | 12 5 | s | J2D-385-W40-SP11 s | s | 2 | 4 | e
J2D-250-W25-SP07 25.0 53 | 127 25 | 56 J2D-390-W40-SP11 35.0 83 | 173 A0 | 60
12D-255-W32-SP07 255 | 54 | 134 22 | e | J2D-395-W40-SP11 s9s | 8 | 4 | a0 | 60
J2D-260-W32-SP07 26.0 55 135 3 60 J2D-400-W40-SP11 40.0 85 185 40 70
J2D-265-W32-SP07 265 | 56 | 13 2 | e J2D-410-W40-SP11 mo | st | wsr | a | 10
Screw Wrench Screw Wrench
= [ = Applicable holder = = Applicable holder
= | =
JST020040 [ To8 J2D-130-W20-SP05~J2D-150-W20-SP05 JST025060 ' T8 J2D-220-W25-SP07~J2D-275-W32-SP07
JST022050 TO7 | J2D-155-W20-SP06~J2D-170-W20-SP0B JST035080 | T15 | J2D-280-W32-SP09~J2D-335-W32-SP09
JST022050 To7 J2D-175-W25-SP06~J2D-215-W25-SP06 JST040100 T15 J2D-340-WAD-SP11~J2D-410-W40-SP 11
JST025060 | T8 | J2D-220-W25-SP07~J2D-275-W32-SP07 | |
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WORLDIA Drilling Drilling WORLDIA

SP Series Drilling Holder 4 2 SP Series Drilling Holder - 2
Drilling Depth: 2D _ Drilling Depth: 3D

L
L
1
7
fLs
0=

Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
© J2D-420-W40-SP14 420 | 8 | 189 0 | 710 | J3D-130-W20-SP05 130 | 42 | 101 20 | 44
J2D-430-W40-SP14 30 | 91 | 19 0 | w0 | J3D-135-W20-SP05 135 | 44 | 103 20 | 44
J2D-440-W40-SP14 44.0 93 | 193 0 | 70 | J3D-140-W20-SP05 14.0 45 | 104 20 | 44 SPMG 050204
12D-450-WA0-SP 14 450 | 95 | 135 o | 1w | J3D-145-W20-SP05 145 | 41 | 106 20 | 44
J2D-460-WAD-SP 14 46.0 97 | 197 w0 | 70 SPMG 140512 J3D-150-W20-SP05 150 | 48 107 20 44
J2D-470-W40-SP14 47.0 | 99 ‘ 199 40 | 70 ‘ J3D-155-W20-SP06 155 | 50 | 109 | 20 | 44
J2D-480-W40-SP 14 48.0 101 201 40 70 J3D-160-W20-SP06 16.0 51 Mo | 20 44
J2D-490-W40-SP14 430 | 103 | 203 0 | 10 | J3D-165-W20-SPO6 %5 | s | m2 | 20 | 44
J2D-500-W40-SP 14 50.0 105 205 40 70 J3D-170-W20-SP06 17.0 54 M3 20 44
J2D-510-W40-SP09 sto | w7 | 207 w | 10| J3D-175-W25-SP06 75 | s6 | 127 | 25 | 56
J2D-520-W40-SP09 52.0 109 209 40 70 J3D-180-W25-SP06 180 57 128 | 25 56
J2D-530-W40-SP09 §30 | m | 2m o | 7w | J3D-185-W25-SP06 85 | 59 | 10 | 25 | 56 SPMG 060204
J2D-540-W40-SP09 54.0 13 213 40 70 J3D-190-W25-SP06 19.0 60 1231 | 25 56
J2D-550-W40-SP09 55.0 | 15 | 215 0 | 70 ‘ J3D-195-W25-SP06 19.5 | 62 | 133 ‘ 25 | 56
J2D-560-W40-SP09 56.0 120 292 40 70 SRR J3D-200-W25-SP06 20.0 63 134 | 25 56
J2D-570-W4D-SP09 s70 | 122 | 2% w0 | 10 | J3D-205-W25-SP06 205 | 6 | 1% | 25 | 56
J2D-580-W40-SP09 58.0 124 296 40 70 J3D-210-W25-SP06 21.0 66 137 25 56
J2D-590-W40-SP09 500 | 126 | 228 0 | 7w | J3D-215-W25-SP06 215 | e | 139 25 | 56
J2D-600-W40-SP09 60.0 128 | 230 0 | 70 J3D-220-W25-SP07 20 | 69 140 25 56
' | | ' | | J3D-225-W25-SPO7 25 | n | 142 25 | 56
J3D-230-W25-SPO7 23.0 72 146 25 56
| | | | J3D-235-W25-SP07 235 | 74 | 148 25 | 56
_ : : _ J3D-240-W25-SP07 240 | 75 | 149 25 | 56 PG 077308
| | | | J3D-245-W25-SP07 a5 | w5t 25 | 56
. . J3D-250-W25-SP07 25.0 78 | 152 25 | 56
| ‘ | | J3D-255-W32-SP07 255 | 80 ‘ 160 32 ‘ 60
J3D-260-W32-SP07 26.0 81 161 32 60
| | | | J3D-265-W32-SPO7 265 | 83 | 183 2 | 60
Screw Wrench Screw Wrench
— = Applicable holder p— = Applicable holder
= ,'
JST050110 [ T20 | J2D-420-W40-SP14~J2D-500-WA0-SP14 JST020040 ' T8 | J3D-130-W20-SP05~J3D-150-W20-SP05
JST035080 T15 | J2D-510-W40-SP09~J2D-600-W40-5P09 JST022050 | To7 | J3D-155W20-SP06~J3D-170-W20-SP06
_ JST022050 T07 | J3D-175-W25-SP06~J3D-215-W25-SP06
| JST025080 | T08 | J3D-220-W25-SPO7~J3D-275-W32-SP07
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WORLDIA Drilling Drilling WORLDIA

,_
—

SP Series Drilling Holder
Drilling Depth: 3D

@ SP Series Drilling Holder
Drilling Depth: 3D

|

|

|I
s

[1s180]
il
'
Al

I
ﬂ |
|
A
WA
|
i
|
|
f
L
[[Hw}

Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
~ J3D-270-W32-SP07 270 | 84 164 32 | e | W J3D-420-W40-5P14 420 | 131 | 231 a0 | 70
J3D-275-W32-SP07 275 | 86 166 32 60 | J3D-430-W40-SP14 430 | 134 234 40 70
J3D-280-W32-SP09 280 87 167 22 60 | J3D-440-W40-SP14 440 137 237 40 70
J3D-285-W32-SP09 285 | 89 169 32 0 | J3D-450-W40-SP14 450 | 140 240 40 70
J3D-290-W32-SP09 290 91 172 32 60 J3D-460-W40-SP14 460 143 243 40 70 SPMG 140512
J3D-295-W32-SP09 295 | 93 | 174 2 | e | J3D-470-W40-SP14 ar0 | 146 | 26 w0 | 70
J3D-300-W32-SP09 300 94 | 178 32 | B0 J3D-4B0-W40-SP14 48.0 149 | 249 40 | 70
J3D-305-W32-SP09 305 | 9% | 180 2 | e | ——_— J3D-490-W40-SP14 490 | 12 | 22 | 4 | 10
J3D-310-W32-5P09 31.0 97 | 181 32 | 60 J3D-500-W40-SP14 50.0 156 | 255 | 40 | 70
J3D-315-W32-SP09 315 | 9% | 183 2 | e | J3D-510-W40-SP09 510 | 158 | 258 | 40 | 70
J3D-320-W32-5P09 320 100 | 184 32 | 60 J3D-520-W40-SP09 52.0 161 | 281 | 40 | 70
J3D-325-W32-SP09 325 | 102 | 186 22 | 60 | J3D-530-W40-SP09 530 | 164 | 264 | 40 | 70
J3D-330-W32-5P09 33.0 103 | 187 32 | 60 J3D-540-W40-SP09 54.0 167 | 267 | 40 | 70
J3D-335-W32-5P09 | 335 | 105 ‘ 189 | @ | 60 ‘ J3D-550-W40-SP09 55.0 | 170 ‘ 270 ‘ 40 ‘ 70 e
J3D-340-W40-SP11 340 106 | 190 0 | 60 J3D-560-W40-SP09 56.0 176 | 278 | 40 | 70
J3D-345-W40-SP 11 5 | 18 | 192 w0 | e | J3D-570-W40-SP09 s70 | 179 | 281 | 40 | 70
J3D-350-W40-SP11 35.0 109 193 40 60 J3D-580-W40-SP09 58.0 182 284 40 70
J3D-355-W40-SP11 35 | 195 40 60 | J3D-590-W40-SP09 590 | 185 287 40 70
J3D-360-W40-SP11 36.0 12 196 40 60 J3D-600-W40-SP09 60.0 188 290 40 70
J3D-365-W40-SP11 365 | 114 198 40 60 | ' |
J3D-370-W40-SP11 37.0 116 206 40 60 .
J3D-375-W40-SP11 azs | 118 208 40 60 |
J3D-380-W40-SP11 80 | 119 207 40 60 | _
J3D-385-W40-SP11 85 | 121 211 40 60 | |
J3D-390-W40-SP11 39.0 122 212 40 60 |
J3D-395-W40-SP11 395 | 124 214 40 0 | |
J3D-400-W40-SP11 400 125 225 40 70
J3D-410-W40-SP11 a10 | 128 228 40 70 | |
Screw Wrench Screw Wrench
ey ~ Applicable holder = = Applicable holder
= : _ = .
JST025060 | Tos J3D-220-W25-SP07~J3D-275-W32-SP07 JST050110 I T20 J3D-420-WAQ-SP14~J3D-500-W4D-SP 14
JST035080 T15 J3D-280-W32-SP09~J3D-335-W32-SP09 JST035080 | T15 J3D-510-W40-SPO9~J3D-600-W40-SP09
JST040100 Ti5 J3D-340-WA0-SP11~J3D-410-W40-SP11 i
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Drilling

WORLDIA

WORLDIA Drilling
SP Series Drilling Holder T 2
Drilling Depth: 4D
o - - T, o
o = e
Dimension(mm)
Designation Inserts
Dc L1 L Ds L2
~ J4D-130-W20-SPO5 130 55 114 20 44
J4D-135-W20-5P05 13.5 57 116 20 44
J4D-140-W20-SP05 14.0 59 118 20 44 SPMG 050204
J4D-145-W20-5P05 145 Bl 120 20 44
J4D-150-W20-5P05 15.0 63 122 20 44
J4D-155-W20-SP06 15.5 65 124 20 44
J4D-160-W20-SP06 16.0 67 126 20 44
J4D-165-W20-SP06 16.5 69 128 20 44
J4D-170-W20-5P06 17.0 71 130 20 44
J4D-175-W25-5P06 175 73 144 25 56
J4D-180-W25-5P06 18.0 75 146 25 56
J4D-185-W25-SP06 18.5 77 148 25 56 SPMG 060204
J4D-190-W25-5P06 19.0 79 150 25 56
J4D-195-W25-5P06 19.5 &1 152 25 56
J4D-200-W25-5P06 200 B3 154 25 56
J4D-205-W25-5P06 205 85 156 25 56
J4D-210-W25-SP06 21.0 &7 158 25 56
J4D-215-W25-5P06 215 89 160 25 56
J4D-220-W25-SP07 220 91 162 25 56
J4D-225 W25 SP07 225 93 164 25 56
J4D-230-W25-5P07 230 95 169 25 56
J40-235-W25-SP07 235 97 171 25 56
J4D-240-W25-SP07 24.0 L] 173 25 56
J4D-245- W25 SP07 245 101 175 25 56 SNl
J4D-250-W25-5P07 250 103 177 25 56
J4D-255-W32-5P07 255 105 185 32 60
J4D-260-W32-5P07 26.0 107 187 32 60
J4D-265-W32-SP07 265 109 189 32 60
Screw Wrench
— o= Applicable holder
= L
JST020040 T06 J4D-130-W20-SP05~J4D-150-W20-5P05
JST022050 T06 J4D-155-W20-SP06~J4D-170-W20-SP06
JST022050 T06 J4D-175-W25-5P06~J4D-215-W25-5P06
JST025060 T08 J4D-220-W25-SP07~J4D-275-W32-SP07

: Szl i L =
SP Series Drilling Holder i . ) ”
Drilling Depth: 4D —

g - _.H_-ﬁf:%_ - I‘)?- — E;
il - K e I
Dimension(mm)
Designation Inserts

Dc L1 L Ds L2

~ J4D-270-wa2-SPO7 270 | 1M 191 32 60 SPMG 077308
J4D-275-\W32-SP07 27.5 113 193 32 &0
J4D-280-W32-SP09 28.0 15 195 32 60
J4D-285-W32-SP09 285 117 197 32 1]
J4D-290-W32-5P09 290 120 201 32 &0
J4D-295-W32-SP09 295 122 203 32 60
J4D-300-W32-SP09 30.0 124 208 32 60
J4D-305-W32-SP09 305 126 210 32 60

J4D-310-W32-SP09 310 128 212 32 &0 SEEEnS
J4D-315-W32-SP09 315 130 214 32 &0
J4D-320-W32-SP09 320 132 216 32 &0
J4D-325-W32-SP09 325 134 218 32 60
J4D-330-W32-SP09 330 136 220 32 &0
J4D-335-W32-SP09 335 138 222 32 &0
J4D-340-W40-5P11 340 140 224 40 &0
J4D-345-W40-5P 11 345 142 226 40 &0
J4D-350-W40-5P11 35.0 144 228 40 60
J4D-355-W40-5P 11 355 146 230 40 60
J4D-360-W40-5P11 36.0 148 232 40 &0
J4D-365-W40-5P11 36.5 150 234 40 &0

J4D-370-W40-5P11 37.0 153 243 40 &0 .
J4D-375-W40-5P11 375 155 245 40 &0
J4D-380-W40-SP11 38.0 157 247 40 60
J4D-385-W40-5P11 385 159 249 40 &0
J4D-390-W40-5P11 390 167 251 40 &0
J4D-395-W40-5P11 395 163 253 40 1]
J4D-400-W40-5P11 400 165 265 40 70
J4D-410-W40-5P11 41.0 169 269 40 70

Screw Wrench
= = Applicable holder
= ;

JST025060 T08 J4D-220-W25-SP07~J4D-275-W32-SP07

JST035080 T15 J4D-280-W32-SP09~J4D-335-W32-SP09

JST040100 T15 J4D-340-W40-SP11~J4D-410-W40-SP 11
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WORLDIA Drilling Drilling WORLDIA

SP Series Drilling Holder i i WC Series Drilling Holder is 3
Drilling Depth: 4D Drilling Depth: 2D

Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
© J4D-420-W40-SP14 | 420 | 173 | 273 0 | 70 J2D-150-W20WC03 150 | 33 | @2 | 20 | 44
JAD-430-W40-SP14 30 | | em 0 | w0 | J2D-155-W20-WC03 155 | 34 | e | 20 | a4
JAD-440-W40-SP14 44.0 181 | 281 0 | 70 | J2D-160-W20-WC03 16.0 s 94 20 | 44
JAD-450-WA0-SP14 450 | 185 | 285 o | 1w | J2D-165-W20-WGC03 65 | 3 | 9 | 20 | 44
JAD-460-WAD-SP14 46.0 189 | 289 w0 | 70 SPMG 140512 J2D-170-W20-WGC03 170 a7 | 9% 20 | 44
JAD-470-W40-SP14 a0 | 183 | 293 0 | 710 | J2D-175-W25-WC03 75 | 38 | 19 | 25 | 56
JAD-480-W40-SP 14 48.0 197 297 40 70 J2D-180-W25-WCD3 18.0 a9 110 25 56 YCHAT R0
JAD-490-W40-SP14 430 | 200 | 301 0 | 10 | J2D-185-W25-WC03 85 | 40 | m | 2 | 56
J4D-500-W40-SP 14 50.0 205 305 40 70 J2D-190-W25-WC03 19.0 41 12 25 56
J4D-510-W40-SP09 510 | 209 | 309 w | 10| J2D-195-W25-WC03 195 | 42 | w3 | 25 | 56
JAD-520-W40-SP09 52.0 213 313 40 70 J2D-200-W25-WGC03 20.0 43 114 25 56
JAD-530-W40-SP09 530 | 217 | 317 o | 7w | J2D-205-W25-WC03 205 | # | ms | 25 | 56
JAD-540-W40-SP09 54.0 221 321 40 70 J2D-210-W25-WCD4 21.0 45 16 25 56
J4D-550-W40-SP09 850 | 225 | 325 w0 | 70 | S aning J2D-215-W25-WC04 215 | 4 | w7 | 2 | 56
JAD-560-W40-SP09 56.0 232 334 40 70 J2D-220-W25-WC04 220 47 18 25 56
JAD-570-W40-5P09 570 | 23 | 338 w0 | 10 | J2D-225-W25-WC04 225 | 48 | me | 25 | 56 G
J4D-580-W40-SP09 58.0 240 342 40 70 J2D-230-W25-WCD4 23.0 49 123 25 56
J4D-590-W40-SP09 590 | 244 | 346 0 | W | J2D-235-W25-WCD4 235 | s0 | 124 | 25 | 56
J4D-600-W40-SP09 60.0 248 350 40 70 J2D-240-W25-WCD4 24.0 51 125 25 56
' | | ' | | J2D-245-W25-WCD4 245 | s | 126 | 25 | 56
J2D-250-W25-WC05 250 | 53 127 | 25 56
| | | | J2D-255-W32-WC05 255 | 54 | 134 | 32 | e0
, . J2D-260-W32-WCD5 26.0 55 | 13 | 32 60
| | | | J2D-265-W32-WC05 65 | s | 18 | 32 | e
_ _ J2D-270-W32-WGC05 27.0 57 | 137 32 | 60 WONT 050308
| | | | J2D-275-W32-WC05 ors | s | 13 | 32 | 60
J2D-280-W32-WGC05 28.0 59 139 32 60
| | | | J2D-285-W32-WC05 2865 | 60 | 10 | 32 | &0
J2D-290-W32-WCD5 29.0 62 143 32 60
| | | | J2D-295-W32-WC05 205 | 63 | 144 | 3 | e0
Screw Wrench Screw Wrench ‘
— i { Applicable holder = - Applicable holder
: ; : —
JST050110 T20 | JAD-420-W40-SP14~J4D-500-W40-SP14 JST025060 ' To8 | J2D-150-W20-WC03~J2D-205 W25 WCD3
JST035080 T15 | JAD-510-W40-SP09~J4D-600-WA0-SPO9 JST025060 | To8 | J2D-210-W25-WC04~J2D-245-W25-WCD4

JSTO30080 TO08 [ J2D-250-W25-WC05~J2D-305-W32-WC05
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WORLDIA Drilling Drilling WORLDIA

X B 5 L = = s £ L =
WC Series Drilling Holder WC Series Dirilling Holder . -
Drilling Depth: 2D Drilling Depth: 2D

g }rhx_;“:hﬁéi:?iiil:Jl - 13
Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts

Dc L1 L Ds L2 Dc L1 L Ds L2
J2D-300-W32-WCO05 30.0 64 148 32 60 N J2D-500-W40-WCO08 50.0 105 205 40 70
J2D-305-W32-WC05 305 | 65 149 32 60 ‘ J2D-510-W40-WCOo8 51.0 | 107 207 40 70
J2D-310-W32-WC06 310 | 66 | 150 a2 | 60 | J2D-520-W40-WCO08 52.0 109 209 40 70
J2D-315-W32-WC06 315 | 67 151 32 60 ‘ J2D-530-WA0-WC08 530 | 211 40 70
J2D-320-W32-WC06 32.0 68 152 32 60 J2D-540-WAD-WC08 54.0 113 213 40 70

WCMT 06T308
J2D-325-W32-WC06 225 | 69 | 153 2 | e | J2D-550-W40-WC08 550 | 1m5 | 215 w0 | 70 WCMT 080412
J2D-330-W32-WC06 33.0 70 | 154 32 | 60 J2D-560-W40-WC08 56.0 120 | 222 40 .70
J2D-335-W32-WC06 3as | 11| 1 2 | e J2D-570-W40-WC08 570 | 12 | 24 | 4 | 10
J2D-340-W32-WC06 340 72 | 156 32 | 60 J2D-580-W40-WC08 58.0 124 | 226 | 40 | 70
J2D-345-W32-WCD06 us | 713 | 157 2 | e | J2D-590-W40-WC08 590 | 126 | 228 | 40 | 70
J2D-350-W32-WC06 350 74 | 158 32 | 60 J2D-600-W40-WC08 60.0 128 | 230 | 40 | 70
J2D-355-W32-WC06 5 | 15 | 189 2 | 60 | | | | |
J2D-360-W32-WC06 36.0 76 | 180 32 | 60 | | |
J2D-365-W32-WC06 265 | | e 2 | e | | | | |
J2D-370-W32-WC06 370 | 79 | 169 32 | 60 ' | | |
WCMT 06T308
J2D-375-W32-WC06 375 | 80 | 170 2 | e | | | | |
J2D-380-W32-WC06 38.0 81 171 32 60
J2D-385-W32-WC06 |5 | 82 172 22 60 | |
J2D-390-W32-WC06 39.0 83 173 32 60 |
J2D-395-W32-WC06 39.5 | 84 174 a2 60 \ |
J2D-400-W40-WC06 400 | 85 185 40 70 ' :
J2D-410-W40-WC06 41.0 | 87 187 40 70 ‘ |
J2D-420-W40-WC08 420 | 89 189 40 70 _
J2D-430-W40-WCO8 430 | 9 191 40 0| |
J2D-440-WAO-WCO8 44.0 93 193 40 70
J2D-450-W40-WC08 450 | 95 195 40 0 | —— |
J2D-460-WAO-WCO8 46.0 97 197 40 70
J2D-470-WA0-WC08 a0 | 88 | 1 0 | 710 | | | | |
J2D-480-W40-WC08 480 | 101 | 201 40 | 70 _ | | |
J2D-490-WA0-WCD8 90 | 103 | 203 o | 10 | | | | |
Screw Wrench ‘ Screw ‘ Wrench
— L - { Applicable holder — ‘ r - Applicable holder

JSTO030080 Tos | J2D-250-W25-WC05~J2D-305-W32-WCD5 JST040100 | T15 J2D-420-W4D-WC08~J2D-600-W40-WC08

JST035080 Ti5 J2D-310-W32-WC06~J2D-410-WAD-WC06 \

JST040100 T15 J2D-420-W40-WC08~J2D-600-W40-WCO8 |
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WORLDIA Drilling Drilling WORLDIA

WC Series Drilling Holder i : i WC Series Dirilling Holder T i L —
Drilling Depth: 3D Drilling Depth: 3D
8l b —x"l“«;:_‘%\ | p——
Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts

Dc L1 L Ds L2 Dc L1 L Ds L2

J3D-150-W20-WwC03 | 150 | 48 | 107 20 | 44 | J3D-300-W32WCo5 | 300 | 94 | 178 | 32 | 60 WONIT 050308
J3D-155-W20-WC03 155 | 50 | 109 20 | 4 | J3D-305-W32-WC05 05 | e | 180 | 3@ | e
J3D-160-W20-WC03 16.0 51 | 110 20 | a4 | J3D-310-W32-WC06 31.0 o7 | 181 32 | 60
J3D-165-W20-WCD3 %5 | 8 | 112 20 | 44 | J3D-315-W32-WGC06 315 | 9 | 1.3 | 3: | 60

J3D-170-W20-WC03 17.0 54 | 113 20 | 44 J3D-320-W32-WC06 320 100 | 184 32 | &0 WOMT 06T308
J3D-175-W25-WC03 175 | 86 | 127 2% | 56 | s J3D-325-W32-WC06 325 | w2 | 18 | 32 | &0
J3D-180-W25-WC03 18.0 57 128 25 56 J3D-330-W32-WC06 33.0 103 187 32 60
J3D-185-W25-WC03 85 | 59 | 130 25 | 56 | J3D-335-W32-WC06 sas | w5 | 189 | 32 | 0
J3D-190-W25-WC03 19.0 60 131 25 56 J3D-340-W32-WC06 340 106 190 32 60
J3D-195-W25-WCD3 195 | 62 | 133 25 | 56 | J3D-345.W32-WC06 45 | w8 | 192 | 32 | 0
J3D-200-W25-WC03 200 63 134 25 56 J3D-350-W32-WC06 350 109 193 32 60
J3D-205-W25-WC03 205 | 6 | 13 25 | 56 | J3D-355-W32-WC06 as5 | m | 195 | 3@ | e0
J3D-210-W25-WC04 210 66 137 25 56 J3D-360-W32-WCD6 36.0 12 196 32 60
J3D-215-W25-WC04 215 | e | 139 25 | 86 | J3D-365-W32-WC06 65 | 1Ma | 1 | 32 | 60

J3D-220-W25-WC04 220 69 140 25 56 J3D-370-W32-WCO6 370 116 206 32 60 A
J3D-225-W25-WG04 225 | T | 142 CEE i J3D-375-W32-WC06 a7s | m8 | 208 | 3@ | &0
J3D-230-W25-WC04 230 72 146 25 56 J3D-380-W32-WCO6 38.0 119 209 32 60
J3D-235-W25-WCD4 285 | 74 | 148 % | s | J3D-385-W32-WCD6 85 | 21 | o | 32 | 0
J3D-240-W25-WC04 24.0 75 149 25 56 J3D-390-W32-WC06 39.0 122 212 32 60
J3D-245-W25-WC04 245 | 77 | 151 25 | s | J3D-395-W32-WC06 385 | 124 | 214 | 32 | &0
J3D-250-W25-WC05 250 | 78 152 25 56 | J3D-400-W40-WCO6 40.0 125. | 225 | 40 | 70
J3D-255-W32-WC05 255 | 80 | 160 2 | e | JaD-4t0wdowcos | 410 | 128 | 28 | 40 | 70
J3D-260-W32-WCO05 26.0 81 | 161 2 | 60 J3D-420-W40-WC08 420 131 | 231 | 40 | 70
J3D-265-W32-WCO05 %5 | 8 | 183 2 | e | J3D-430-W40-WC08 430 | 138 | 234 | 4w | 70
J3D-270-W32-WC05 27.0 84 | 164 32 | 60 W J3D-440-WA0-WCO8 440 137 | 237 A0 | 70
J3D-275-W32-WCD5 275 | 8 | 186 22 | e | J3D-450-W40-WGC08 450 | 10 | 240 | 40 | 70

J3D-280-W32-WC05 280 87 167 32 60 J3D-460-WA0-WCO8 460 143 243 40 70 VLR
J3D-285-W32-WCD5 285 | 89 | 169 2 | e | J3D-470-W40-WC08 a0 | s | 246 | 40 | 70
J3D-290-W32-WCO05 29.0 91 172 32 60 J3D-480-W40-WC08 480 149 249 40 70
J3D-295-W32-WC05 295 | 93 | 174 22 | 60 | J3D-490-WA0-WC08 90 | 182 | 252 | 4 | 70

Screw Wrench Screw Wrench ‘
— - { Applicable holder — - Applicable holder
JST025060 To8 | J3D-150-W20-WC03~J3D-205-W25-WCD3 JST030080 ' To8 | J3D-250-W25-WC05~J3D-305-W32-WC05
JST025060 To8 | J3D-210-W25-WC04~J3D-245-W25-WC04 JST035080 | T15 | J3D-310-W32-WC06~J3D-410-WA0-WC06

JSTO30080 To8 [ J3D-250-W25-WC05~J3D-305-W32-WC05 JSTO40100 T15 [ J3D-420-W40-WC08~J3D-600-W40-WC08
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WC Series Drilling Holder
Drilling Depth: 3D

WC Series Drilling Holder i L2
Drilling Depth: 4D

+D
L

Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
J3D-500-W40-WC08 500 | 155 | 255 0 | 70 J4D-150-W20-WC03 150 | 63 | 122 20 | 44
J3D-510-W40-WCD8 s10 | 158 258 40 (I J4D-155-W20-WC03 155 | 65 124 20 44
J3D-520-W40-WCD8 52.0 161 261 40 70 | J4D-160-W20-WC03 16.0 67 126 20 44
J3D-530-WA0-WCD8 530 | 164 264 40 0 JAD-165-W20-WGC03 165 | 69 128 20 44
J3D-540-W40-WCD8 54.0 167 267 40 70 JAD-170-W20-WGC03 170 71 130 20 44
J3D-550-W40-WCD8 ss0 | 10 | 270 0 | 7 | WCMTO080412 JAD-175-W25-WC03 75 | 73 | 144 25 | 56 WCMT 030208
J3D-560-W40-WC08 56.0 176 | 278 40 | 70 J4D-180-W25-WC03 18.0 75 148 25 | 56
J3D-570-WA0-WCD8 570 | 179 | 281 0 | 10 | JAD-185-W25-WCD03 85 | 1 | w8 | 25 | 56
J3D-580-W40-WC08 58.0 182 | 284 40 | 70 J4D-190-W25-WC03 19.0 79 | 180 | 25 | 56
J3D-590-WA0-WCD8 ss0 | 18 | o287 o | 10 | JAD-195-W25-WC03 195 | 81 | 152 | 25 | 56
J3D-600-W40-WC08 60.0 188 | 290 40 | 70 J4D-200-W25-WC03 20.0 83 | 154 | 25 | 56
' | | ' | | J4D-205-W25-WCD3 205 | 8 | 158 | 25 | 58
| | JAD-210-W25-WCo4 21.0 87 | 188 | 25 | 56
| | | | JAD-215-W25-WC04 215 | 8 | w0 | 25 | 56
| | JAD-220-W25-WC04 220 o1 | 162 | 25 | 56
| | | | JAD-225:W25-WC04 225 | 93 | 164 | 25 | 56 —
JAD-230-W25-WCD4 23.0 95 169 25 56
| | JAD-235-W25-WCD4 235 | o7 171 25 56
JAD-240-W25-WCD4 24.0 99 173 25 56
| | J4D-245-W25-WC04 245 | 101 175 25 56
JAD-250-W25-WC05 250 | 103 177 25 56
| | JAD-255-W32-WC05 255 | 105 185 32 60
_ _ J4D-260-W32-WCD5 260 | 107 187 32 60
| | J4D-265-W32-WCD5 265 | 109 189 32 60
_ JAD-270-W32-WGC05 27.0 11 191 32 50
| | JAD-275:W32-WGC05 275 | 113 193 32 60 YRR R
JAD-280-W32-WGC05 28.0 115 195 32 60
| | | | JAD-285W32-WC05 285 | nur | 1w | 32 | &0
_ | | J4D-290-W32-WC05 230 | 120 | 201 | 32 | &0
| | | | J4D-295-W32-WC05 295 | 122 | 203 | 3@ | 0
Screw Wrench ‘ Screw ‘ Wrench
s i { Applicable holder = = Applicable holder
= 5 2 | 3
JST040100 T15 | J3D-420-W40-WCO8~J3D-600-WAO-WC08 JST025060 | To8 JAD-150-W20-WC03~J4D-205-W25-WC03
‘ JST025060 | To8 JAD-210-W25-WC04~J4D-245-W25-WCDA
JST030080 | T8 JAD-250-W25-WC05~J4D-305-W32-WC05
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WC Series Drilling Holder
Drilling Depth: 4D

WC Series Drilling Holder N 12
Drilling Depth: 4D

g \;Hx -~ \\h:?ﬂ\ | 3
Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
JAD-300-W32-WCD5 00 | 124 208 22 8 [ JAD-500-W40-WCD8 500 | 205 305 40 70
J4D-305-W32-WCD5 05 | 12 210 2 60 | J4D-510-W40-WC08 510 | 209 309 40 70
JAD-310-W32-WC06 31.0 128 212 22 60 | J4D-520-W40-WCD08 52.0 213 313 40 70
J4D-315-W32-WCD6 315 | 130 214 3 0 | J4D-530-W40-WGC08 530 | 217 317 40 70
J4D-320-W32-WCD6 320 132 216 3 60 JAD-540-W40-WGCD8 54.0 221 321 40 70
JAD-325-W32-WCD6 325 | 13 | 218 2 | e | YHGRAR IERER0E JAD-550-W40-WC08 550 | 25 | 8% w0 | 70 WCMT 080412
J4D-330-W32-WC06 33.0 136 | 220 32 | B0 J4D-560-W40-WC08 56.0 232 | 334 40 | 70
J4D-335-W32-WC06 3as | 138 | 22 2 | e JAD-570-W40-WC08 s70 | 2 | 38 | 4 | 70
J4D-340-W32-WC06 34.0 140 | 224 32 | 60 J4D-580-W40-WC08 58.0 240 | 342 | 40 | 70
JAD-345.W32-WCD6 5 | 142 | 2% 2 | e | J4D-530-WA0-WC08 590 | 244 | 346 | 40 | 70
J4D-350-W32-WC06 350 144 | 228 32 | 60 J4D-600-W40-WC08 60.0 248 | 380 | 40 | 70
JAD-355-W32-WCD6 35 | 16 | 230 2 | 60 | ' | | | |
J4D-360-W32-WC06 36.0 148 | 232 32 | 60 | | |
J4D-365-W32-WCD6 65 | 150 | 23 2 | e | | | | |
J4D-370-W32-WCD6 37.0 153 | 243 2 | 60 WO | | |
J4D-375-W32-WCD6 375 | 185 | 245 2 | e | | | | |
J4D-380-W32-WCD6 38.0 157 247 32 60
J4D-385-W32-WCD6 85 | 159 249 32 60 | |
J4D-390-W32-WCD6 39.0 161 251 32 60
J4D-395-W32-WC06 395 | 163 253 32 60 | |
JAD-400-WA0-WCD6 40.0 165 265 40 70
JAD-410W40WC06 | 410 | 169 269 | 40 | |
JAD-420-W40-WCD8 420 | 173 273 40 70 _
J4D-430-WA0-WCO8 430 | 277 40 0| |
JAD-440-W40-WCD8 44.0 181 281 40 70 |
JAD-450-WAD-WCD8 450 | 185 285 40 0 | —— |
JAD-460-W40-WCD8 46.0 189 289 40 70
JAD-470-WA0-WCD8 a0 | 183 | 293 0 | 710 | | | | |
J4D-480-W40-WC08 480 | 197 | 297 40 | 70 _ | | |
JAD-490-WAO-WCD8 90 | 200 | 301 o | 10 | | | | |
Screw ‘ Wrench Screw ‘ Wrench
— . Applicable holder — = Applicable holder
2 | i . |

JST030080 | Tos J4D-250-W25-WC05~J4D-305-W32-WC05 JST040100 | T15 JAD-420-WA0-WC08~J4D-600-W40-WC08

JST035080 | T15 J4D-310-W32-WC06~J4D-410-WAD-WCO6 |

JST040100 | T15 J4D-420-WAQ-WCD8~J4D-600-WAQ-WC08 |
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! s L : . !
WC Series Drilling Holder s WC Series Dirilling Holder ™ 5
Drilling Depth: 5D Drilling Depth: 3D

L
= i g R
T
Dimension(mm) Dimension(mm)
Designation Inserts Designation Inserts
Dc L1 L Ds L2 Dc L1 L Ds L2
J5D-160-W20-WC03 160 | 83 | 142 20 | 44 JSD-310-W32WCoe 310 | 159 | 243 | 32 | 60
J5D-165-W20-WC03 65 | 8 | 145 20 | 4 | J5D-315-W32-WC06 s1s | w2 | s | 2 | e
J5D-170-W20-WC03 17.0 88 | 147 20 | 44 J5D-320-W32-WC06 32.0 164 | 248 32 | 60
- - - - WCMT D6T308
J5D-175-W25-WCD3 75 | @1 | 150 25 | 56 | J5D-325-W32-WC06 325 | 167 | 251 | 3: | 60
J5D-180-W25-WC03 18.0 93 | 152 25 | 56 J5D-330-W32-WC06 33.0 169 | 253 32 | 60
WCMT 030208
J5D-185-W25-WCD3 85 | 9% | 155 2% | 56 | J5D-335-W32-WC06 ass | w2 | 25 | m | eo
J5D-190-W25-WCD3 19.0 98 157 25 56 J5D-340-W32-WC06 34.0 174 258 32 60
J5D-195-W25-WC03 195 | 101 | 160 25 | 56 | J5D-345-W32-WC06 a5 | | 21 | 32 | &0
J5D-200-W25-WGCD3 20.0 103 162 25 56 J5D-350-W32-WC06 35.0 179 263 32 60
J5D-205-W25-WC03 205 | 106 | 165 %5 | 56 | J5D-355-W32-WC06 355 | 182 | 265 | 32 | 60
J5D-210-W25-WCD4 21.0 108 167 25 56 J5D-360-W32-WC06 36.0 184 268 32 60
J5D-215-W25-WC04 215 | m | 170 2% | 86 | J5D-365-W32-WC06 35 | 187 | | 32 | e0
J5D-220-W25-WCD4 22.0 13 172 25 56 J5D-370-W32-WC06 37.0 190 280 32 60
WCMT 06T308
J5D-225-W25-WC04 225 | w6 | 175 25 | 86 | J5D-375-W32-WC06 a7zs | 193 | 283 | 32 | &0
WCMT 040208
J5D-230-W25-WCD4 23.0 18 180 25 56 J5D-380-W32-WC06 38.0 195 285 32 60
J5D-235-W25-WC04 235 | 121 | 183 25 | 56 | J5D-385-W32-WC06 85 | 18 | 288 | 32 | &0
J5D-240-W25-WCD4 24.0 123 185 25 56 J5D-390-W32-WCD6 39.0 200 290 32 60
J5D-245-W25-WC04 245 | 126 | 188 25 | s | J5D-395-W32-WC06 395 | 20 | 203 | 32 | 60
J5D-250-W25-WC05 250 | 128 190 25 56 J5D-400-W40-WCD6 40.0 205 | 305 0 70
J5D-255-W32-WC05 255 | 1 | 21 2 | 60 | J5D-410-W40-WCO6 410 | 210 | 310 | 40 | 70
J5D-260-W32-WC05 26.0 133 216 32 | 60 J5D-420-W40-WC08 420 | 215 | 315 | 40 | 70
J5D-265-W32-WC05 65 | 136 | 217 2 | 60 | J5D-430-W40-WC08 430 | 220 | 320 | 40 | 70
J5D-270-W32-WC05 27.0 138 | 218 2 | 60 J5D-440-W40-WC08 44.0 225 | 35 | 40 |70
J5D-275-W32-WC05 s | w22 2 | e | W J5D-450-W40-WC08 450 | 230 | 3w | 4 | 70
J5D-280-W32-WCD5 28.0 143 | 223 32 | 60 J5D-460-W40-WC08 46.0 235 | 335 A0 | 70 WOMT 0804 12
J5D-285-W32-WCD5 285 | 16 | 2% 22 | e | J5D-A70-W40-WC08 a0 | 240 | 30 | 4 | 70
J5D-290-W32-WC05 29.0 149 230 2 60 J5D-480-W40-WC08 48.0 245 345 40 70
J5D-295-W32-WC05 295 | 1:1 | 233 2 | e | J5D-490-W40-WC08 490 | 250 | 30 | 40 | 70
J5D-300-W32-WCD5 30.0 154 238 32 60
J5D-305-W32-WCD05 305 | 157 | 241 22 | 60 | | | | |
Screw Wrench ‘ Screw Wrench ‘
— o ‘ Applicable holder — = ‘ Applicable holder
JST025060 Tos | J5D-160-W20-WC03~J5D-205- W25-WC03 JST035080 T15 | J5D-310-W32-WC06~J5D-410-W40-WC06
JST025060 | Tos | J5D-210-W25WC04~J5D-245-W25-WC04 JST040100 | T15 | J5D-420-WAD-WCO8~J5D-600-WAO-WC08

JSTO30080 To8 [ J5D-250-W25-WC05~J5D-305-W32-WC05
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WC Series Drilling Holder
Drilling Depth: 5D

Dimension(mm)
Designation Inserts
Dc L1 L Ds L2

J5D-500-W40-WC08 50.0 255 355 40 70

JSD-510-WA0WC08 | 51.0 260 380 | 40 70

J5D-520-W40-WC08 52.0 265 365 40 70

J5D-530-WAOWCD8 | 53.0 270 370 | 40 70

J5D-540-WA0-WC08 540 275 375 40 70

J5D-550-WA0-WC08 | 55.0 280 380 | 40 70 WCMT 080412

J5D-560-W40-WC08 56.0 285 385 40 70

JSD-57T0-WA0-WC08  57.0 295 a0 | 40 70

J5D-580-WA0-WC08 580 300 395 40 70

J5D-590-WAO-WCDE | 59.0 305 a0 | 40 70

J5D-600-WA0-WC08 60.0 310 405 40 70 3
| |
| |
| |
| | g
| | 3
| |
| |
| |
| |

Screw Wrench
— e Applicable holder
E [
JST040100 T15 J5D-420-W40-WC08~J5D-600-W40-WC08
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Technical Information

Precautions For Safe Use Of Cutting Tools

Project Risk Safeguard Procedures
Direct contact with the sharp edge of the cutting Wnen_ YO ISl TEITEVE Lol to_c- = an e
i machine, use protective labor protection such as
tool may cause injury to the human body. gloves.
Improper use of the tool can lead to its breakage, Read samples and safety standards before use.
splashes, causing damage. Please use protective glasses and clothing.
Excessive wear and severe impact increase the Replace excessively worn tools in time.
cutting resistance, which may cause the tool to Bl tective al d clothi
break and splash, causing injury to the operator. ease use protective glasses and clothing.
The chips in the cutting process may cause bums Use tools such as pliers to remove chips.
Gorimni and scratches to people. Please use protective glasses, clothing and gloves.
cutting tool The sparks and hot chips generated during the Ret?ove flammable and explosive materials from the
. . ) cutting area.
cutting process pose a risk of fire and explosion. Please prepare fire extinguishing equipment.
| The machine tool running at high speed will cause Before cutting, check the equipment for loose or
severe vibration due to the poor balance of the abnormal sounds.
fixture and so on, resulting in tocl damage. Please use protective glasses and clothing.
Burrs and other defects on the workpiece are very ~ Please do not touch the burrs on the workpiece.
sharp and can easily scraich the human body. Use protective gloves and clothing.
| Direct machining without clamping the workpiece The workpiece must be firmly clamped.
will cause tool damage and spatter of the workpiece.  Please use protective glasses and clothing.
Cutting when the insert or insert attachment is not Before processing, ensure that the inserts and other
properly secured, there is a risk that the tool will fall  accessories are properly fastened with the
off and fiy out causing injury. appropriate tools.
Indexable Thlerehis 2 risk that‘_th;iinsirl c.-;hkmfe_lu_!.'ilf btrealk andh Do not use auxiliary tools such as DUShiI"I'gS to
; splash when over-tightened with auxiliary tools such ;
Cutting Tool as bolts or platens. tighten them excessively.
Inserts or accessories may fall off and fly out due to =~ Use Knives within recommended limits.
inertial centrifugal force when cutting at high speed.  Please use protective glasses and clothing.
| Because of the sharp edge of the milling tool, there Eorvoursafeby: wearorotechive doves tve
is a risk of scratches if you touch it directly with your > by, wearg g y
have to touch the insert.
hand.
In rotary cuiting, clothes, gloves, etc., are easy to When you are performing rotary cutting, please do
Milling and be twisted onto high-speed equipment, causing not wear gloves processing.Always be careful not to
casualties. let clothes, etc. touch the running machine parts.
other rotary | - : _
tools Eccentric rotating or poorly balanced tools will Use the tool within the allowable speed range.
produce shaking vibration during rotating processing, chedk the bal ‘ o fart
causing damage and flying leading to injury. eck iheDaance-of- e machine reguiary:
In high_speed [:U“an high—speed ﬂYIHg Chlpﬁ may Use safety cover, pm‘ecﬁ\l’e screen, Dl_]tel' COVE_'.‘T, etc.
i e Please use protective glasses, protective clothing
Jary: and gloves.
Use outside the specified purpose can lead to
accelerated damage to machine tools and tools, Use according to the instructions and regulations.
and cause other hazards.
Others -

The use of a tool in a non-stationary state is very
dangerous and may cause damage to the tool or

machine.

Use the tools as recommended.
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Turning Grade Comparison Table Turning Chip breaker Comparison Table
Classification  WORLDIA | SANDVIE (KEMMAMETAL SECO WALTER 1SCAR TAEGUTEC |MITSUBISHI| TUNGALOY KYOCERA |SUMITOMO | ZCCCT Achteck § .ﬁpphuahnﬂ WORLDIA | SANDVIK. |KENNAMETAL| SECO WALTER ISCAR |TAEGUTEC MITSUBISHI TUNGALCY | SUMITOMO| KYOCERA | KORLOY | ZCCCT Achteck
FF,.F5 FF1 FP5 SF FA,F5 FH TFZF | FA,FL | DP,GP | HU,VL | WGF
WTED10 (GC4415 KCP10 |TP1501 WPP105| IC8150 ([ TT8115 MCE015 T9215  CAT15P ACB015P YBC152 AC152P EX =] =]
GC4325 TP1500 WPP10 UEGT10 [T9115  CAL515 ACE10P |YBC151 Finishing QF PB1
FPLF | FF2 | NF3 | NF |FGFM |LP,SH TSJTSF | SUSE | XF, XP | VG,VF | SF,NF
FN | MF2 FY HQ | vQ | DF
WT8020 (GC4425 |[KCP25 |TP2501 WPP20S| IC8250 | TT8125 |MC6025 T9125 CA125P |ACBO25P YBC251 AC250P Semi- PF, XF NS6 FC,FT | SA LU |CQ,PQ|VB,VC| NM | PB3
GC4225 |KC9215 |TP2500 WPP20 UEGD20 | T9025  CALR25 (ACB20P |YBC252 finishing clJ HC
PM, XM | FM MF3 MP5 M3P PC |MPRMV TM | GE,GU | PGPS WVM,HS| PM PC3
M3 NM4 MA G5
WTED30D (GC4335 KCP3D |TP3500 WPP30S| ICB350 (TTA135 MCE035 T9135  CALRR35 ACB0D3EP|YBC351 |AC3S0P m‘“ MP ! ! |
GC4235 WPP30 TT8020" T9035 ACE30FP |YBC352 P HM | MP,RP MM& GN MT UX, UG | HS.CS |[HM,GM| DM PD3
XMR EM
JWT3310" GC1105™ KC50107 TH1000" W3M10® | 1C907~ | TT5080" | VP10RTTAH120" PR1305% ACS10U* YBG1027AP100S" Reughing RP PR RN [M5,MRT MR4 NR,R3P| RT |GH,RP TH |MU,MX| PT,GT HR,GR| DR PD5
'\M105WT5ﬂ15* CP200* WSM105* IC80T* MPTO15* PR1310* YBG105% Me RP5
PR1215*
PR EM NRF RX HZ PX PCa
WT3330*|GC1115* | KCU25* |CP500* WSM20*| 1C908* | TT9080* WVPI15TF* AHT25* PR930* ACR20U* YBG202%AP200U*
M M20 WT5025*GC15* |KCER25" WSM205® 1C808® | TT9030 MPT025* AH130" RP1225* YBG212" AP301M* QR QR |MRMP|R5R6 MNRE R3P RH HZ TRS,57 | MPHG HX GH PD8
WTB030* PR1325* YBG205 MM
Heawy
reughing
| HR HR, 31 RH R8,R7T NRR HT, HD HCS5HX 65TU | HE,HU VT |ER,HDR PCS
MBH"U"."'I'E(EE‘ GC1125% KCM35B CPe00*  WSM30s* 1C830" | TTa020% MP7035" AHG45* PR1535"AC6040" AP351M*
KCT030 WSM30 ACH30U*
HH RR9 HY,HZ HV,HDS HW VH PD9
WT4015 |[GC3205 KCKD5 |TK1001 WKKI10S5| ICRO05 (TT7005 |MCEDDS TS05 CA4505 (AC405K [YBDOS2 ACT02K ' Finishing ES ME EP MFE1 MF4 |SF,F3M| EASF | F5,LM = sy MQ |HA,VP2| EF MB2
GC3005 |[KCKO5B | TK1000 WAK1D UC5105 CA4010 (AC410K
M Semi- M5 SM M5 MF2 MS3 PP ML MS 28 Up TK HA SL3
finishing ?
WT4020 |(GC3210 KCK15 |TK2001 WKK20S| IC5010 | TT7310 MCS5015 | T5115  CA4515 AC415K |YBD152C AC202K 9—
GC3215 (KC9315 | TK2000 WAK20 | IC428 |TT7015 [UC5115 T515  CA415 |ACT00G |YBD152 ACK15A | Memm | ES | MM | MPUP| MF4 ' NMS | M3M | EM IMS,GM 55,5 |EX,GU MS,MUIGS,HS| EM | MC3 3,
| processing MA SC3 8
Medim | MG- RP M5 NM5 MG- MG- MG-, GK  MG- MG- PC4 ;...
WT3310*|GCSOSF | KCU10* [ TH1000* WSM10*| 1IC807* | TT5080* VP1ORTHAHTID* PR1305* ACR03U* YBG102% AP1005* processing RKS Q
WTB015*GC 1105 KC5510° | TH1500" caor MPS005* AH205* PR1310* ACS10U* YBG 1057 =
- L £l * m
GC1115 TS2000 AHB005" PR1T15 _|Flatbed| KR | UN | MRT = RK7 RT |GX,RK CH | GZ |Z56C| GR | DR | KC4 =
Roughing o
KD5 =
WT3330*GC15* |KCU20* |CPRDO* WSM20*| IC808* |TTI080* (WP1ATF* AH120* PR1425* AC520U* YBG212Y AP3D1M* o ES SE ES MEL NE4 SE EA,SE | FSLS TE su MO VP1 EE scl
GCT1115" KC5525° ICa0a" MPS015* AHBD15™ PR1225" YBG202" Finishing MB2
KC5025 PR1325* YBG205
Semi-
finishing MS MS MF2 MS3 PP ML MS 28 Up TK HA SL3
H10 K&3 KX WK1 IC20 K10 HTHO |[TH10 KW10  [H1 YD101 AWIM00K
K313 Medium ES SMSMC UP MR3 NMS TF MP, SU MS HMM | EG,EX |MS,MU| VP3 NM SC3
processing NMT MK SA
“*"Indicates the grade of PVD coating. The brand information of each manufacturer comes from public information. The brand information of each manufacturer comes from public information.
The data is for reference only and subject to the actual product information. The data is for reference only and subject to the actual product information.
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Technical Information

Turning Chip breaker Comparison Table

§ | Application | WORLDIA SANDVIK KENNAMETAL SECO | WALTER | ISCAR | TAEGUTEC DURACARD TUNGALOY | KYOCERA | MTSUBISH SUMITOMO| KORLOY | Z0C.CT | Achteck
e, WU PRUF UR11 FF1 | PF4 | 38,PF| FAFX 01,PF|XP,GK| FV |LU,FP| VL VF SFHF| PBI
i GM PF5 PSF | GP,VF HFP
ol
y | Sem- PM | MP PC | 41 | PSS | HQ EF | PC2
| finining FM PS EM
Misdium XM,PR| MF | F2 | PM5 14,17 MT | 52 | PM | MT- [MQ,MVSF,MU| C25 | HR | KC2
processing UR, XR E47,MT- 19, MT- MT-, G
Semi-
sl AL | HP | AL | PM2 ARAS| FL | AU | AL | AH | AZ |AWAG AK AR LH | NC2

The brand information of each manufacturer comes from public information.
The data is for reference only and subject to the actual preduct information.

Technical Information WORLDIA
Turning General Formula
P Cutting speed P Cutting force
L & 5
Fc=Kc™ap™(N)
Fc:Cutting force(N) Kc:Unit cutfing force(Nimm?)

il

& =
m*De*n -
Ve= 1000 {m/min)

Vc:Cutting speed{m/min) ™3.14

DcWorkpiece diameterimm) n:Spindle speed{rev/min)
o _./'
P Feed speed
If'- -\\-I

V=" n(mm/min}

Vf:Feed speed(mm/min) f:Feed rate(mm/rev)

n:Spindle speed(rev/min)

L8 7
B Chip thickness
(« =)
h=f*sinkr{mm)
h:Chip thickness(mm) fFeed rate(mm/rev)
kr:Tool cutting edge angle
>
P Chip width
il B
_ap .
5 sinkr i1y
b:Chip width(mm) ap:Axial depth of cut(mm)
kr:Tool cutting edge angle
(L Y,
P Chip area
= ™

A=h"b=ap*f(mm?)

A-Chip area(mm?) ap:-Axial depth of cut{mm)

f.Feed rate(mmi/rev)

&

ap-Axial depth of cut(mm)  f-Feed rate(mmirev)
= i

P Cutting power
P B
Ke*Vc ap™f
Pmot= ————— (KW
Ul
Pmot:Cutting power(KW) Kc:Unit cutting force{N/mmz)
We:Cutting speed(m/min) ap:Axial depth of cut(mm)

f:Feed rate(mm/rev) n:Mechanical efficiency
o A

P Chip removal

Q=ap™™Vc{cm?®min)

Q:Chip removal(cm®min) ap:Axial depth of cut{mm)

f-Feed rate{(mm/rev) Ve:Cutting speed{m/min)

P Theoretic surface roughness

2
R =
max

—*1000(um)

Rmax Theoretic surface roughness(mm)

i-Feed rate(mm/rev) r.Cormner radius(mmy}
L3 b
P Work time s
-
e — =,
L .
Te=—— (min
En ( )

Tc:Work time f:Feed rate(mmirev)

L:Working length (mm)
7

n:Spindle speed (rev/min)

g
=)
%)
D
=
—
o
=%
3
D
=
s
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Technical Information

Turning Insert Common Troubleshooting

Failtures Picture Analysis Solution
# Tool material is too soft = Choose high wear-resistant
» Excessive cutting speed insert grade
Flank wear * Too small clearance angle = Reduce cutting speed
* Too low feed rate * Enlarge clearance angle
« |nsufficient cooling ® [ncrease feed rate
» Choose high wear-resistant
= Tool material is too soft insert grade
Crater wear « Excessive cutting speed ® Reduce cutting speed
e Excessive feed rate ® Reduce feed rate
& [ncrease the flow of coolant
& Tool material is too hard ® Choose tougher grade
Fracture : ]
& Too low cutting edge strength | ® Enhance cutting edge strength
" insert grade
# Too fast cutting speed « Reduce cutting speed
Plastic deformation ® Excessive cutting depth & * Reduce cutting depth & feed rate
fe TS * Choose good thermal conductivity
. ) grade
* Insufficient cooling = Increase the flow of coolant
« Too low cutting speed ® [ncrease cutting speed
= Cutling edge not sharp » Choose sharp geometry
Bulit up edge

s Unsuitable grade

= Insufficient cooling

« Choose less adhesion grade

= [ncrease the flow of coolant

Mechanical wear

» Excessive feed rate and
cutting depth

& \/ibration

# Choose tougher grade
® Choose a smaller approach angle
® Choose bigger corner radius

 Change to high rigidity holder

Cracks(thermal)

PR TR S = Rt

» Excessive cutting heat

change on edge

# Choose dry cutting oradequate
cooling

» Choose tougher grade

Technical Information

WORLDIA

Milling Grade Comparison Table

Application | WORLDIA | SANDVIK

KENNEMETAL| SECO

WALTER

ISCAR

TAEGUTEC MITSUBISHI TUNGALDY |SUMITOMO

KYOCERA

KORLOY

ZCCCT

Achteck

WT2010* iGClU:ES‘
WT2020" GC1010*

KCT15M*

WXM15*

FTo10

ACP100*

PR1225*

PC3525*

YBG202*
YBG205*

WT5025* GC1130™
WT5030* GCL030™
GC4220
GC4020
GC4030

WT5025% GC1130*
WT5030% GC4040
GC4230
GC4320

WT5035*% GC4040
GC4240
GC4340

KC522M* MP1500*
KC525M* T250M
KCPM20 | T25M
T20M

KC994M* | MP2500
KCT25M* T250M
KCT92M* T25M
KC530M | F25M
F30M

i

KCT35M* MP300
"T350M
T60M
T25M

|WKP255

W5M355*
WKP355
WKP35G

WHKP455
WsP4e*

IC330*
IC250*
1Cas0”
IC520M

1C330*
IC328*
ICa30*
ICans*

ICB35
1C928*
1C4050

| TTT080* MCT020
| TTT030* MPB120*
MV1020
UP20M*
F7030

TT9030* VP15TF*
TTT020* VP3ORT™
F70320

TT9030™ VP30RT™

TTO080* MPE130*

T313W  ACP200*
AHT25* ACP2500*

T3130 ACZ30"
GH330 ACP300*
AH120*

AH330*

AHT30"

AH140* AC230*
ACZ330*
ACZ350*

PR1525*
PR1225*
PR1230*

PR1230"
PR1535*

PC3535*
PC3500*

PC5300™
PCa530*
PC3600*

PCo530*

¥BC301
¥BC302
YBM251
YBG205*
¥BG252*

'YBM351
'YBM251
'YBM301
YBG02*

¥YBC302
¥YBG302*
YBG351*

AP251U*

AP35IU"
AP35SIM*
AC301P

AP403M™

GC1025*

Mg 6C1030°

KC522M*

TT9300* FT010

Tel20
Ta020

ACM100*

ACM200*|

lPRHZS*

MC5330

YBG202*

M20

WT5035*% GCL040*
M30 WT3330" GC2040*
S40T

KCT30M* MS2050
[KC525M* MP2500
T250M
T25M
F20M

[KC994M* T350M
[KCT25M* T250M
[KCPK30* | F40M

M40

MM4500

WXM15*

WSM355*
WsM3e*

WHKP455
WsPde™

IC380*
1Ca08”
1C928"

IC380
IC328*
1C330*

|C&30* | TT8080* VP3ORT*

TTO300* MCT020
VP15TF*
VP20RT"
MPT030*

| T9080" |FT030
| TT8020* VP2ORT*

MPT130*

Tel30
ACP200"
ACUZ500"

ACM300*
ACP300*
ACZ350*

T
ACM200~

PR1525*
PR1225*

CABS35
PR1535*

PC5300*
PC3545”
PCo530”

|PC3545*
PC5300™

¥YBM251
YBM253
YBC302

YBG205*
¥BG252*

YBC302
¥BG351*
YBG302*

ACZ350*

PCO530*

YBG302*

AP251U*

|AP351U*
|APA5IM*

|MH1000

IC5100
1C4100

T505 ACKI00*
15105

PC215K

WTT020" GC1010*
WT4020 |GC3220
KL1SW

WTT020% GC1020*
WT4020 |GC3020
GC3330

GC333

KCK15* immsm
KCO15M* T150M
F15M

KCC520M* MP1500*
KC920M* MK2000*
KC925M* MI2050°

WXM15™
WAKI15
W35N10

\WKP255
WKK255*

IC5100
1C4010
1C910"
1C810"

ICa10*
1Co10*
1C928"

K10 MPEO10”
MC5020
Mv1020
VPL10RT™

TTe080* VP15TF*
TT7515 VP20RT*

T515  ACK200*
T5115 AcC211*
T5125

AH120* EH20Z*
AHT25* ACZ310*
T1215 ACK300*

PR1500™
PR1210*
PROOS*

CA420M
PR1210*
CA415D
PROOS*

PCB510"
PC5300*

YBD152
YBG102*
YBG252*

YBD152
YBD252
YBG152*

AP251K*
APISIK
AC301K

GC3040
GC4040

KCA30M* MK3000
T250M

WKP355

ICa28*

TTT515

GH130*

YBD252
YBG152*

GC1030*
GC1025*
GC1010*

WT5025*% GCL030*
WT5030* GC2030*
WT32330% GC1130*

KC525M* MP2050*

KC510M* MS2050° |

WSM355*
WSM3g*

ICa03*
IC80T*
1Ca08”
1Ca08”

1C903*
1caoT™
ICa08*
1Ca08*
1C830"

K10 MPa120*
VP15TF*

TT5030" VP15TF*
| TT5525* MPo130*
MPa030*

TT5080* MPO120™

ACM100*
ACM200~

| CA535
PR1535*
PR1210*

ACU2500* CAB535

ACM200*

PR1535"
PR1210*

¥BG202*
¥B5203*

YBS203*
YBS303*

WT5035*% GC2040*
WT3330% S40T

[KCT25M* | F40M*
|KCPM40*

W5P455*
Wspde™

WSMAZX™
WMP45G

IC328
IC330

TT8080* MPO140*
TT8020*
TT9300*

ACM300*

PR1535"

YBS303*

AP403S*

“*"Indicates the grade of PVD coating. The brand information of each manufacturer comes from public information.
The data is for reference only and subject to the actual product information.
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Technical Information

Milling General Formula

P Cutting speed
If'- -H\I
mDec*n
Vo=
TV
Ve:Cutting speed(m/min) 3,14

{m/min)

Dc:Cutter diameterimm)  n:Spindle speed(rev/min)
% =4

P Spindle speed
.r' N
s 1000*Ve
m'Dc
Ve:Cutting speed(m/min)  T=3.14

(rev/min)

Dc:Cutter diameter(mm)  n:Spindle speed(rev/imin)

[

L Y
P Feed speed
Fis -

f 0
Vi=tz*n"Z{mm/min)
Vi Feed speed(mm/min) fz:Feed rate per rev.(mm/z)

n:Spindle speed(rev/min) Z:Number of teeth
\_\_ -Jlr'

P Feed rate per rev.

i ™)
Vi
fz=————— (mm/
7 (mm/z)

fz:Feed rate per rev.(mm/z) ViFeed speed(mm/min)

n:Spindle speed(rev/imin)  Z:Number of teeth

%

P Feed rate per teeth
By

f=

(mm/rev)

f.Feed rate per rev.(mm/rev) Vf.Feed speed(mm/min)
n:Spindle speed (rev/imin)

-

P Work time

I/ : 2 \I

= {min)

Te:Work time(min) L:Length of feed(mm)

Vf:Feed speed{mm/min)

P Horse power

Pmot
075

P Power demand
7 i
ap®ae*Vi"Kc
Pmot= = (KW
L )

PmotCutting power(KW)  ap:Chip depth ae:Cutfing width
Kc:Unit cutting force{N/mm?)
| n:Machine efficiency coefficient(0.7-0.95)

P Average chip thickness
“ Y
114 7*fz*sink*(ae/Dc)
hm= KW
WYs e

hm:Average chip thickness fz:Feed rate per rev.(mm/z)
ae:Cutting width Dc:Cutter diameter{mm)
Ws:Pressure angle

P Feed force

i ™
Cutter in the center site

Ws=2"arcsin( '%%) °]

Cutter in excentric site

o . ae-(Dc/2)
Ws=80°+arcsin (Do) Il
Ys:Pressure angle ae:Cutting width
De:Cutter diameter(mm)
o =4
B Chip removal
~ 2
it 114 7*z*sink*(ae/Dc) (KW)
WYs
Q:Chip removal (cm®min)  ap:Chip depth
ae:Cutting width Dc:Cutter diameter(mm)

fz:Feed rate per rev.(mm/z) Ws:Pressure angie

Technical Information WORLDIA
Drilling General Formula
P Cutting speed P Horse power
- > £ ™
mDe*n : Pmot
' / -
©="jopp (MmN Hp=—075
VeCutting speed{mimin)  1=3.14
Hp:Horse power Pmot. Cutting power(KW)
Dc:Drill diameter{mm) n:Spindle speed{rev/min}
S > \= 4
P Spindle speed P Power demand
> s ™
1000*Ve g ' Q"'Ke
n= e {rev/min) Pmaot= 50000 (KW)

Ve Cutting speed(mimin)  Tr=3.14

Dc:Drill diameter(mm) n:Spindle speed({rev/min)
l_\- --‘j
P Feed speed
./- "\‘I

Vi=iz" n*Z{mm/min)

VfFeed speed(mm/min)  fz:Feed rate per rev.(mmiz)

n:Spindle speed(rev/min)  Z:Number of teeth
b i

P Feed rate per rev.

= i)
) il

Vi
fe= ————— /
oz (mm/z)

fz Feed rate per rev.(mm/z) VfFeed speed(mm/min)

n:Spindle speed{rev/min) Z:Number of teeth

P Chip removal
I./.- -\I
= % (cm?/min)
Q:Chip removal{em®min) VfFeed speed(mm/min)
m=3.14 Dc:Drill diameter(mm)
I\.‘- j

Prot:Cutting power(KW)  Q:Chip removal{cm®min)
Kc:Unit cutting force(N/mm?)
L n:Machine eficiency coefiicient(0.7-0.95)

P Torque
Fa =
De*Ke'f .
Mec= ~ 8000 (N*m)

Mc Torque Dc:Drill diameter(mm)
Kc:Unit cuting force(N/mm?)  £Feed rate per rev.(mmirev)
= 7

P Feed force
| fDe"Ke
F=0.63" 5 (N)
Ff:Feed force f:Feed rate per rev.(mmi/rev)

De:Drill diameter(mm)  Kc:Unit cutting force(N/mm?)

L) oy

P Chip thickness

P =
i’ h

h=fz*sink(mm)

h.Chip thickness{mm)  fz:Feed rate{mm/rev)
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WORLDIA Technical Information Technical Information WORLDIA

Shallow hole drilling machining blind hole size description Hardness Conversion Table
Hardness Tensile Hardness Tensile
Rockwell Vickers Brinell Strength Rockwell Vickers Brinell Strength
SP Insert Shallow hole WC Insert Shallow hole drill HRC | HRA oy HB N/mm? HRC = HRA HY | HB N/mm?
70 86.6 1037 - - 425 718 405 396 1340
695 | 83 | 1017 | - | - 42 716 | 399 391 | 1320
69 | 861 997 - Z = 415 71.3 393 385 | 1300
685 | 858 | 978 | - | - 41 711 | 388 380 | 1280
68 | 85 | 99 | - | - 405 708 | 382 375 | 1260
675 | 852 | @ | - | - 40 705 | 377 370 | 1245
67 85 923 - - 395 70.3 372 365 1225
665 | 847 | 906 | - | - 39 70 | 367 360 | 1210
66 84.4 889 2 z 385 : 362 355 1190
655 | 841 | 82 | - | - 38 - | 7 a0 | 1175
65 | 839. | 85 | - : - 375 - | 352 345 | 1160
645 | 836 | 80 | - | - 37 S| 341 | 1140
64 833 825 - - 36.5 - 342 336 1125
635 | 831 | 8w | - | - 36 - | 338 332 | 1110
63 | 828 | 795 | : | z 355 : | 333 327 | 1095
62,5 825 780 : - 35 - 329 323 1080
SF Insest VUG Insest 62 | 822 | 766 -] s 345 - | 324 318 | 1065
2 A I < J [ | B 34 - | 320 314 | 1050
61.0 817 739 - - 335 - 316 310 1035
L2 605 | 814 | 726 | - | 33 - | 32 306 | 1020
60 812 | 713 - 2555 325 - | 308 302 1010
595 | 809 | 700 | - | 2500 32 - | 04 298 | 995
59 806 | 688 - 2450 315 - | 300 294 980
s65 | 803 | 676 | - | 2395 31 - | 29 291 | 970
58 80.1 664 - 2345 305 - 292 287 960
57.5 | 798 | ®53 | - | 2295 30 - | 289 283 | 950
57 795 | 642 - 2250 295 - | 285 280 935
565 | 793 | et | - | 2905 29 - | 2 276 | 920
56 79 620 - 2160 285 : 278 273 910
555 | 787 | 603 | - | 215 28 - | 2 269 | 900
55 785 599 : 2075 27.5 " 271 266 890
545 | 782 | 589 | - | 2035 27 - | 268 263 | 880
54 | 779 | 579 - | 1995 26.5 - | 264 260 | 870
535 | 777 | s | - | 195 26 - | 28 257 | 860
Insert Type Waveform Height a{mm) 53 774 | 561 - 1920 255 2 | 258 254 850 =1
525 | 7ra | 881 | - | 1885 25 - | 25 251 | 835 E
SPMG 050204 0.30 52 76.9 543 : 1850 24 5 " 252 248 830 =
SPMG 060204 | 0.40 515 | 766 | 53 | - | 1815 24 - | 249 245 | 820 3
re—— — 51 | 763 | 525 | 501 | 1780 235 - | 2486 242 | 810 =
505 | 761 | 517 | 494 | 1750 23 - | 243 240 | 800 =
Cole il | L 50 758 | 509 488 1720 225 - | 240 237 790 =)
SPMG 110408 0.80 495 | 755 | 501 | 481 | 1690 22 S 234 | 785 3
SPMG 140512 | 0.90 49 75.3 493 474 1660 215 - 234 232 775 o
485 | 75 | 485 | 468 | 1630 21 - | 2% 229 | 765 =}
48 | 747 | 478 | 461 | 1605 205 - | 209 227 | 760
475 | 745 | 470 | 455 | 1575 20 - | 2 225 | 750
47 742 463 449 1550 19.5 - 223 222 745
Insert Type Waveform Height a(mm) 465 | 739 | 456 | 442 | 1525 19 - | 2 220 | 735
46 737 449 436 1500 185 " 218 218 730
WCMT 030208 0.50 455 | 734 | 443 | 430 | 1475 18 - | 216 216 | 725
WCMT 040208 | 060 45 | 732 | 436 | 424 | 1450 175 - | 214 214 | 715
prr—— il 445 | 729 | 420 | 418 | 1430 17 - | o 211 | 710
44 | 726 423 413 | 1405 .
LA | L 435 | 724 | 41w | 407 | 1385 | |
WCMT 080412 1.25 43 | 721 41 401 1360

The hardness standard information is derived from public information.
The data is for reference only and subject to the actual product information.
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Material Conversion Table Material Conversion Table
IS0 | China USA Germany LK. Sweden | France Italy Spain Japan IS0 | China USA Germany LK. Sweden | France Italy Spain Japan
GB AISISAE | W.-nr | DIN BS | EN S5 AFNOR UNI UNE JIS GB AISISAE | W.-nr | DIN BS | EN S8 AFNOR UNI UNE JIS
Structural steel Structural steel
3ECrNiMoB
15 1015 1.0401 c1s 080M15 = 1350 cci12 C15C18 F111 = 40CrNiMoA 4340 1.8582 4CrNIMoE | S17M4AD 24 2641 35NCDAE (KB) - 2
20 1020 1.0402 coz 050420 26 1450 cGC20 cz0c21 F112 = = - 1.8587 17CHNiMol | B20A16 = = 18NCD8 = 14CrNiMa13 E
a5 1035 1.0501 Ci5 DBOA3S < 1550 cCas cas F.113 = 15Cr 5015 1.7015 15Cr3 £23M1E < - 12c3 - g SCrA15(H)
45 1045 1.0503 cas DEO0MAD = 1850 CC45 C45 F.114 : 35Cr 5132 1.7033 34Cr4 530432 188 = a2c4 34Cr4{KB) 35Cr4 SCrd30(H)
55 1085 1.0535 cs5 D7OMSS = 1855 - cs5 : = 40Cr 5140 1.7035 41Cr4 S30M40 15 - 42C4 41Cr4 43Cr4 SCra40[H)
i) 1060 1.0601 CBO DR0AGZ 43D = CC55 Ca0 g = 40Cr 5140 1.7045 43Crs = = 2045 = - 42Cr4 SCr440
Y15 1213 1.7015 BEMn2E 230MO7 £ 1812 5250 CFESMn28 | 11SMn28 SUmM22 18CMn 5115 1.7131 18MRCri6 | (527M20) £ 2511 18MC5 18MnCri5 | 16MnCri5 e
= 12L13 1.0718 SSMnPL2E - = 1814 S250Pb  CFOMnPb28 | 11SMnPh28 |  SUM22L 20CMn 5155 17176 E5Cra SITARD 48 - 5EC3 = z SUPG(A)
- - 1.0722 105Pb2D - = 3 10PbFZ CF10Pb20 | 105PB20 - 30CrMn 4120 17218 25CrMo4  |1717CDS110 = 2225 25CD4  25CtMo4{KB)| 55Cr3 §§',:j‘,:§§
= 1140 1.0726 35520 212M36 M 1857 3EMF4 = F210G - 35CMa 4137:4135 1722 34CrMod T08A3T 108 2234 35CD4 35CrMod 34CrMo4 §§,§",§'f;§
Y13 1215 1.0736 BEMRaE 240MO7 18 = =300 CFOSMn28 | 125Mn3s - 40CrMod | 41404142 17223 41CiMad TOSMAD 194 2244 42CD4TS 41CrMod 41CrMo4 SCM440
= 12114 1.0737 9SMnPb3E - = 1828 S300Pb  CFESMnPbL3E| 12SMnPas = _‘;czﬁ:"::h 4140 17225 42CrMo4 FOaMAD 104 2244 42CD4 42CrMo4 42C0rMod | SCM440(H)
SESiZMn 0255 1.0804 555 260453 45 2085 5557 5558 SESIT - = - 1.7262 16CMoE - = 2216 12CD4 ~ 12CrMod | SCM415(H)
= 0282 1.0861 BOSICT . - - 80SCT BOSICrE BOSICrE = = As;:;:;;az 1.7335 13CrMods | | 5;: :‘.:,m - - '1' %gi_'g 14CrMo44 | 14CrMod5 <
15 1015 1.1141 Ck15 08O0M1S 3zc 1370 XCc12 CiE C15K S15C - - 1.7361 32CrMa12 722M24 408 2240 30CD12 32CrMo12 F.124.4 -
40Mn 1028 19167 40Mn4 150M26 15 = 35M5 = 5 = = N&*ﬂ.‘_“u 1738 10CrMa210 gf;ffg £ 2218 12CD8;10  12CrMaG,10 TUH =
25 1025 1.1158 Ck25 2 = = = E E 5250 2 & 17716 14MoVES  |1503-660-440 = = : E 13MaCrva =
35Mn2 1335 1.9167 3BMnS 2 = 2120 40Mn5 = 3BMnS SMn438(H) SOCAUA 8450 1.8150 S0CA4 735A50 47 2230 S0CV4 5004 5104 =
20Mn 1320 1417 28MnE 150628 144 & 20ME C28Mn - SCMn1 - = 1.8502 41CrAlMoT | 005M3D 418 2840 40CADE,12 = 41CrAIMo7 | 41CrAlMoT SUPID
35Mn 1025 1.1483 Cfas DBOA3ZS E 1572 XS3ETS c3e Z Sasc = Z 1.8523 | 30CrMoV138 | B8O7M3D 40C =2 = 3BCrMoV1Z Z =
Ckd5 1045 14181 45 DEOM4E = 16872 XG4z C45 45K S45C Tool steel
55 1085 1.1203 Ck5S O7OMSS = = HC45 can CH5K SH6C T w110 1.1545 C105W1 : = 1880 ¥1105 gf,fn'ﬂg F515 F518 E
50 1080 11213 ©f53 DBOASZ = 1674 HC4ETS csa - S60C T124 w12 1.1863 C128W 2 = = Y2120 C120KU (Cc120) SK2
BO0MR 1080 1.1221 CkEO. DBOAE2 430 1878 XCed CED = SE8C CrEsicr L2 1.2067 100CrE BL3 = = Y10DCE = 100CrS =
2 1085 1.1274 Ch101 DBOASE & 1870 = - g SUP4 criz D3 1.208 X210Cr12 BDZ2 & = Z200Cr12 ig;gg;{gﬁﬁ X210Cr12 SKO1
= = 1.3401 X120Mn12 | Z120M12 = = X120M12 | XG120Mni2 | X120Mni2 | SCMnHM 4CrEMaVSi H13 1.2344 c,;‘;f,s, BH13 = 2242 Z40CDVS m K40CrMoV'S SKDE1
Gri545Gr 52100 1.3605 100CrE 534400 a1 2258 100C8 100CrE F131 sz Crawy Az 1.2363 Crﬁuu\?m BAZ £ 2260 Z100CDVS C,Mﬁ,ﬂﬁq‘ WU |X100CMoVs | SKD12
2 A;ﬁﬁ“ﬁ_ 2 1.5415 15Ma3 1501-240 = 2812 1503 18MaZKW 16Ma3 = CrMo - 1.2418 105WCrE. - = 2140 105WC12 m'?%?ﬁ'?(u 1 05WCS SKSE'ESE?I:SZQ ?
- 4520 1.5426 1BMo5  |1503-245-420 = 3 = 1EMaS 1EMa5 - Cri2w 3 1.2436 X210CrW12 - = 2312 2 xzr?gsw 2| x2100mwiz SKDZ 9—
= ASTMA3SOLFS  1.85622 14NiE - = - 1BNE 14RIiE 15KiE - SCriiMa 51 1.2542 AEWCAT BS1 = 2710 = | 45WCrVEKU | 45WCrSis - (E.}
- ASTM A3E3 1.5862 XENiG  [1501-508:510 = 3 = X10Nig XENi0Z - CI2WEV H21 1.2581 m*ﬁwai,ﬂ{;iu BH21 = 3 ZAOWCNE _@ﬁgw X30WCrva SKDE %
= 2515 1.5680 12Mi18 - = = Z18N5 - = = Cr12MaV - 1.2601 Xiﬂﬁ::zruu\! - = 2310 = ' cmﬁuafmu 0:11:\?12 SKD11 g...
= 3135 1.6710 3BNICrE 840435 1114 = 3ENCE ~ . SHC238 SCrMiMo L8 12713 | SENICIMoVE - = = EEMCDVT ~ F.250.5 SKT4 g
= 3415 16732 14NICr10 - = = 14RC 11 1EMIC11 15HICrT1 | SNC415(H) L
- 3415 3310 1.5752 14NiCri4 22;’;‘,‘3 384 - 12NC15 - - SHNCE15{H) g
= 0240 1.8511 38CrNIMo4 | 818M4D 110 - 40NCD3  38CrMod(KB) 35CriMod =
2 8820 1.6623 21NICMe2 | 850M20 282 2603 20MCD2Z | 2ONICrMe2 | 20MICMoZ | SNCCMZ20(H)
= 8740 1.6548 40NICMeZ | 311-Type? = = = ADNICMO2(KB) 40MiCrMo2 |  SNC240
The material standards information of material is derived from public sources. The material standards information of material is derived from public sources.
The data is for reference only and subject to the actual product. The data is for reference only and subject to the actual product.
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WORLDIA

Material Conversion Table

ISO China UsA GETIT!ETI_‘IF UK Sweden France |t3|}’ Spain Japan
GB AISIVSAE | W.-nr | DIN BS EN SS AFNOR UNI UNE JIS
Tool steel

W w210 1.2833 100W1 B2 - - Y1108V - - SK543
WaMos
CHVICaE - 1.3243 58-5-2-5 - - 2723 ZBEWDKCW | HSB52-5 | HSB-525 SKHS5
Wi ZEOWKCWY XTBWCo
2CrdVCas T4 1.3255 518-1-2-8 BT4 - - 10-05-04-01 1BO5KU HZ18-1-1-5 SKH3
WaMao5 ZBSWDCY XEDWMa
Cravz M2 1.3343 58-5-2 B2 - 2722 DE-05-04-02 DBOSKU HE8-5-2 SHHY
Z100wWCwWw
- M7 1.3348 52-2-2 - z 2782 2-02-04-02 HE52-8-2 HE2-8-2 -
ZBOWCY
W1SCray T 1.3355 518-0-1 BT1 - - 150401 | ATSWISKU | HS18-0-1 SKH2
WMo
Crdya M3 - SB-5-3 - - - - - - SKH52
- M42 - - BM42 - - - - - SKHED
The material standards information of material is derived from public sources.
The data is for reference only and subject to the actual product.
IS0 China LU.S.A GEI'I'I'IEI']]”r Japan DAIDO (Jagan) Main applicatiun
GB AISI/SAE DIN JIS DAIDO
Plastic die steel
Large mirror mold for mass production. Car tailights, mirrar shell front baffies, cameras,
- F20:macd: - - FHAN housshald appliances, ste
High precision mirrer mold. Video camera, music, makeup container, transparent mask,
= = = = MAKSS transparent film, etc
High mirror high precision mold. Camera, makeuwp container, transparent mask,
- oy & = MAKED transparent film, etc
SUS42002 Ultra mirror corrosion resistant precision mold. Camera parts, compact dises, lenses,
3Cri3 420 mod. - Hiod, 5-5TAR waich cases
Cold working die steel
- 2 - SK5o2 K30
Stamping die, gauge, paper cutier, auxiliary tool
BCrWhMn 01 mod. = 5KS53 mod. GOA Blanking die, gauge. drawing die, tap, punch
CHIMaV 02 E SKDTH e Blanking die, cold working forming die, coid drawing die. forming roll, punch
Blanking die, cold working forming die, cold drawing die, forming roll, punch
- D2 mod. - SKD11 mod. DCs53
Hot work die steel
AsMESTV] H13 HAOCGMoV 51 skDet DHAT Aluminum die casting di=. die casting die related parts, hot stamping die, hot extrusion
= i = = DH21 die, hot shear blade
Lang life aluminum die casting mold
g = - - DH31-5 Large die casting mold
D il Id, tic bd
_ ’ } - e ie casting mold, plastic mol

The material standards information of material is derived from public sources.

The data is for reference only and subject to the actual product.

150

China UsA Germany UK. Sweden | France Italy Spain Japan
GB AISIISAE | W.-nr | DIN BS | EN 55 AFNOR LINI UNE JIs
Structural steel

ocriz

Eori 403 1.4 XBCri3 403517 : 2301 Z8C13 XBCri3 Ea110 5US403
5 . 1.4001 *7Cr14 . = - = - F.e401 -

1Cr13 410 1.4008 X10Cr13 410821 584 2302 z10C14 %®12Cr13 F.2a401 susa10

1Cr17 430 1.4018 *BErT 430815 a0 220 Z8C17 XBCr17 Fat1a sUs43g

2Cr13 410 1.4021 %20Cr13 582 56B;55C = Z20C13 X20C13 F.3401 5US410

" - 1.4027 G-x20Cri4 | 420c28 568 = Z20C13M - - scs2

4Cri3 . 1.4034 X46Cr13 420545 58D 2304 Zg;g':,’;_"u X40Cri4 F.3405 sUS42042
1Cr17Mi2 431 14057 | Xoocmeii72 | 431s20 57 2321 ZIGCNIB.D2 | X1BCNi18 Fa427 sUs431
¥1Cr7 430F 14104 | X12CrMoS17 . - 2383 ZIDCF17 | X10CrS17 Ea117 SUS430F
1Gri7Ma 434 1.4113 XBCMo1T1 | 434517 - 2325 Z8CD17.01 | XBCrMol7 - SUS434

- - 1.4313 H5CrNi134 | 425C11 - - Z;‘*ﬂif’ - - 5CS55

- - 1.4408 N?n;?g:n 316C18 - - - - F.a414 SCS14
4crosiz Hwa 14718 ¥45CrSi0a | 401545 52 = 745020 H45Crsia Fa322 SUH1
0Cr12A1 405 14724 X10CeAIa | 403817 = = Z10c12 X10CrAI12 Fa11 SUS405

e 430 14742 X10CrAltE | 430815 a0 = Z10CAS1E XBC1T Fat1a sUS430

BCr205i2Ni HNVE 14757 | XBOCrNiSi20 | 443585 59 E csﬁiﬂ_m | XBOCrSiNI20 | Fa3z0V SUH4

2Cr25M 448 1.4762 X10CrAlZ4 = = 2322 Z10CAS24  X16Cr28 g SUH448
Austenitic stainless steel

oCr18Nie 204 1.4301 XECrNi1810 | 304815 58E 2332 ZBCM12.00 | XECrMi1810 Faaiiﬁgraam susans

‘Ch',r:g‘rm 202 14305 |X10CrNiS180| 203821 s8M 2346 |ZIDCNF18.08 X1DCMNS1800|  F3508 susags

DEr1ONiT0 304L 14308 | ¥2CNi1e11 | 3p4siz 7 2352 Z2CN12.10 | X2CrNi12.11 | F.as03 sCs10

5 - 14305 |G-xGcivites| 304c1s = = ZBCN18.10M = 2 5C513
CrTNiT 301 1.4310 K12CINI1TT = g 2331 Z12CN17.07 | X12CrNi1707 | F.3517 sUsant

S 304LN 14311 |x2crNiNigto|  204s82 = 2371 Z2CN18.10 = 2 SUSI04LM
0Gri 8Ni@ 204 1.435 X5CrNi189 | 304531 s8E = ZBCN18.08 | X5CrNi1810 5 sUSa04
”C:Tz;"" 316 14401  [¥SCNBMoi712| 218518 | ZACNDIT.N 2347 1.4401 Hf;‘;““ F.a543 susate
BOCER IR 316LN 1.4420 xzf;’;l’s"; i - g 2375 ZICMD17.13 . . SUSI1ELN
Dcmiﬂ 316L 1.4435 ”:f;’:f;‘"’ 218512 - 2353 Z2CDN17.13 xzf?':’:;““' - SCS516.
UDC;:;“"” 7L 1.4438 m:f;';;i;"" 317512 = 2367 Z2CMD18.15 xz;cgg.m 5 SUS31TL

: 3201 14480 | XSCrNiMo275 ] e 2324 . y . Sgﬁiﬁggg"
1Cr18MiaTi a1 14541  |x@CrNiTie1d| 2337 321512 588 ZACNT18.10 XECrNiTit811| F.assa sUs321
1Cr18Ni1TND 247 1455 | xBCiuiNbi=i0| a47sa7 58F 2338 ZACMNB1E.1 MECNTi1811| Fass2 sUsa47
C;Eﬂ?z 216Ti 1.4571 xﬂf;’:g"‘“ 220517 584 2350 ZANDT7.12 XECMMoTI1? | F.3525 -

- - 1.4581 fﬁ:f:,‘rl'] 31867 - = Zﬁ:‘;fb  XGECHEMo1a - scs22
ol I I - I I 1 -
1Ce230i12 300 14828  |x15chasi2oi2| 20024 = = Z1 5CNS201 & 5 SUH308
DCr26Mi20 3108 14345 | x12cm42821| 210824 = 2381 Z12CM2520  XBCrNi2520 Fam SUHa10

CrENEEWaTI 230 14864 | X12NiCrSi818 - 5 E Z12CN535.1 2 2 SUH320

2 = 1.4365 G‘*;g[f“f’s‘ 330C11 = S : HGEONGCr3e1e g SCHi5
5CraMnENi4N EVe 14871 x:s.ggn ng; 588 E Z52CMN21.0 x“r'acz?;“m” 2 SUH35
1Cr1 8NIOTI am 14878 |X12CrNiTi180| 2218320 58C = ZACNT18.12 XECrMiTia11| F.3522 sua21

The matenal standards information of material is derived from public sources.
The data is for reference only and subject to the actual product.
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WORLDIA Technical Information

Material Conversion Table

ey China USA Germany UK S weden | France Italy Spain | Japan
GB AISUSAE  W-nr I DIN BS | EN S8 AFNOR UNI UNE JIS
Structural steel
OCr2TNI12Ma3 316L 1.4435 m,“;’t'ﬁ'" 316512 £ 2353 FICONIT 13 X2CAIMa1713 E sScs18,
ﬂ?gi:a 317L 1.4438 ng:ugo 317812 = 2367 ZICNDI8.A5 XICHMo18 18 g SUSITL
" 3z28L 14480  |X3CriiMo275 - = 2324 . . 5 Ecﬁﬁf’szg‘g“
1Cr1EMigTi 321 1.4541 |XGBCrNiTI1B10| 2337 321512 538 ZBCNT18.10 XBCrMTi1B11|  F.a553 sUSa21
1CrigMi1NE 347 1.455 KECMIND1SID| 347317 58F 2338 ZBCMNMb1E.1 XBCrMiTI1B11|  F.3552 SUS3I4T
LT 2 18T 14571 | MGCINMOTI| - gonagy 584 2350 ZEMDTI7.12  XECNMoTIT|  F.3535 Il
Ma2Ti F122 i
M - . 1.4581 Ni:;ﬁ:?gm a18cy - - Z‘ﬁ':z'j;b  XGECHMo1E . scs20
G | e | || - ||| e e
1Cr23Ni13 apg 14825  [X15CSi20i2| 300524 - - Z1 5CNS20.1 - - SUH308
OCr25Mi20 3105 1.4845 | MiZCrNiZ521| 310524 - 2361 Z12CN2520  XBCrNi2520 F.aa1 SUH310
CriSNBEWaTI 330 148684 | X12NiCrSiBe18 2 = = Z12CNS35.1 E E SUH330
= = 1.4885 3"‘;:‘;&5 330C11 = = = ;;-)(GMI = SCHI1E
SCr2MnE N4k Eva 14871 Kﬁa";’:;“"i"' g;ﬂgf; 528 = ZE2CMNZ1.0 "S;‘;T;" E SUH3S
1Cr1 BNIETH 321 14878 | X12CMNiTI188| 2215320 58C = ZBCNT18.12 XBCrNmi1B11|  F3523 U3zt
The material standards information of material is derived from public sources.
The data is for reference only and subject to the actual product.
= China = USA Germany UK. Sweden France Italy Spain Japan
GB | AISIISAE W.-nr EN S5 AFNOR UNI UNE Js
Nodular cast iron
QT4n0-18 80-40-18 GGG4D 40017 071 7-02 FGS370-17 GSa70-17 FGE38-17 FCD400
QT450-10 | 654512 = 420712 = FG5400-12 G5400-12 FGE42-12 FOD450
QTs00-7 70-50-05 GGGED 50047 0727-02 FGS500-7 GS500-7 FGESD-T FCOS500
QTBO0-3 80-60-03 GGEED 6007 0732-03 FGSE00-2 GS600-2 FGEAD-2 FCOE00
aT7o0-2 100- 70-03 GGGTD FO0i2 0737-01 FGS700-2 GS700-2 FGETD-2 FCO700
QT2 120-90-02 GGER0 80012 0864-03 FGSE00-2 GS800-2 FGESD-2 FCOS00
ateooz - = 20042 = E 2 L i
Grey cast iron
2 NO.BD GGE40 = 0140 FGL 400 = 2 =
HT350 NO.50 GGI5s 250 0135 FGL 350 Ga5 FG3s FC350
HT300 NO.45 GGID 200 0130 FGL 200 G20 FG30 FCa00
HT250 NO.35 GG25 250 0125 FGL 250 G25 FG25 FC250
HT200 NO.30 GG20 200 0120 FGL 200 G20 F&20 FCoo0
HT150 NO:20 GG15 150 o1& FGL 150 G185 FG15 FC150
HT100 = - 100 o110 : G10 X FC100

The material standards information of material is derived from public sources.
The data is for reference only and subject to the actual product.
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