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RECOMMENDED CUTTING CONDITIONS

u FKEJI3R 3! Grooving
S & ED#E ) External Parting Toolholders
imERFE JJ) Face Grooving Toolholders
A& ) Internal Grooving Toolholders
EDER MR Parting Blade
N {&LD#E T External Grooving Toolholders

CNC EINEEEEFRJIE Turning Tools For Automatic Lathes

% 7J5R%1 Milling

#%F 7 Mill Thread Toolholders
E#%7] Face Milling Cutters
EAiHR#EJ] Shoulder/cutting End Mills
#&%%7) Boring & Milling Cutters
SIS High Feed Mills

E70#%7] Corner Rounding End Mills
BKEYFEEE ) Ball Precision Cutters

R E#5#% /) Radius Precision Cutters
T BY§% 7] T-groove Milling Cutters
MSEEJJ) Dovetail Cutters

{#1587] Chamfer Mills
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SHAN GIN
N |
J—
=30 Hole processing g
léTé m
1T\ |IRFFETE Indexable Inserts High Speed Dirills P.379 E%
718
BEETVFBHE ) Fixed Rough Boring Bars P.380 N
I e
oJfETVHEHE ) Adjustable Rough Boring Bars P.380 g%
o
- B3
1\{&#& 7] Boring Shank P.380-381 78
K3\ 7JEE Cartridges P.382 o
33
e
&S
He
E
* WHELAERE  BENUHIGRERREBERESE RN THEHERNTR - MEMEE -
* FEBHNREERTR - UREFRENZE -
* BABEE - BREUARE  HEREELREEM - 2
* The data is a recommended value. In actual machining, please adapt the appropriate cutting }LE
parameters according to the machine situation and the work material. Z
* Change the insert at a suitable time to ensure the safety of the tool body. Dﬂz
*In case of vibration, recommend to reduce the depth of cut or feed speed. I§
E
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RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B WMTC
. s . SEAS f(mm/rev
Insert I TEME  SIEREVc(m/min) i mmirev)
ape Workpiece Material Insert Grade Cutting Speed 152 2.5 3
. _
@ oA WU25PT 140-180 0.1-0.5 | 0.1-1.6 | 0.2-4.0
<
= WE - 5o
% ; Carbon SteeI?AIon Steel WU25PT 120-160
& S?;ﬁi‘ﬂs WU25PT 70-130
/) BT
) wmTC o WU25PT 140-210
FEEB
% 9* Non-Ferrous Metal WU25PT 70-130
X
g =]
87 B DGH/DGI
. tIEIRE Ve (m/min) (1) ZBEHE (mm/rev)
O_< Insert #EDEIA JEMME Cutting Speed (2) OB (mmirev)
% 5 Shape Workpiece Material Insert Grade DGH DG 3 4 5
/) e 1) ~02](1) ~02[(1) ~025
3% / Mild Steel GT25 - GVe5 | 120-200 | 100-150 | (53 5501 | (2)0.08-0.15 | (2)0.10-0.20
S ’ i - S (1) ~0.15] (1) ~0.15(1)0.15-0.20
E% Carbon SteeﬁlAIon Steel GV65 100-150 | 80-120 (2)0.05-0.1 | (2)0.08-0.15 |(2)0.10-0.15
o J— PN (1) ~0.15| (1) ~0.15|(1) ~0.2
z Stainless GT25-GVe5 | 100-140 | 60-100 | (2)5 05:0.1 | (2)0.08-0.15 | (2)0.10-0.15
< DGM. . CT it . (1) ~02 (1) ~0.2 /(1) ~0.25
Do CTMm Cast Iron GT25~ MN925| 100-140 | 60-100 | (2)5 05.0.1 | (2)0.08-0.15 | (2)0.10-0.20
O $% DGM. . CE EER
% DGJ..CEM Non-Ferrous Metal
—
7]
- | H GYM
%
g . . SEHS f(mm/rev
. insert BT TEHE  OEEEVc(mimin  Sfafmmirey)
= ) Shape Workpiece Material Insert Grade Cutting Speed 2.3 4 5
o
wv
ST A NW950 - NY942 90-230 0.03-0.2] 0.07-0.2 | 0.07-0.28
o i - S
% ’ Carbon Steel?AIon Steel  NW950 ~ NY942 55-190
© Sﬁﬁﬂs NW950 60-150
< e
£ cYam i NW950 60-190
% FEEB
4 Non-Ferrous Metal
E
)
(8)
B GNDL / GNDM
. s . SEHS f(mm/rev
Insert DM TRHE  DMEEVe(mimin) o ReirRae )
Shape Workpiece Material Insert Grade Cutting Speed 2-3  4-5 6
3 - S . :
’ Carbon SteeI?AIon Steel AC530U ~ AC830P 50-200
S AC530U 50-150
CCMN o AC425K ~ AC530U 50-200
FEEE
Non-Ferrous Metal H10 150-300
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RECOMMENDED CUTTING CONDITIONS .

SHAN GIN
\ |
m MGEH
N s SEFS f(mm/rev
Insert ORI TEHE  UMEEVe(mming  Cial(mmirey)
Workpiece Material Insert Grade Cutting Speed < .
P gsp 152 25-3 4 J—
_ﬂQ ) ]
Mid S?Eel NC3030 80-180 0.03-0.15| 0.05-0.2 |0.05-0.3 g
B - 5o ) ) ) S
a Carbo el o) Steel NC3030 70-180 0.03-0.07| 0.05-0.08 0.05-0.1 9
AR =z
Stainless 7] o)
MGMN =5 ]
Cast Iron —
EHSH )
NonporZ® HO1 200-800 0.05-0.150.08-0.15 94
&3
=3
B KGD 7R
” s . SERS f(mmlirev
psert A TEHE  HEEVe(mimin) oo Rt —
Workpiece Material Insert Grade Cutting Speed B4 . =
P gop 2(HNRE 24 3.4 % =
o
oA PR1215 « PR1225 80-200 0.1-0.25 |0.04-0.14 | 0.04-0.2 g
B - S0 : B
Carbon Steel / Alloy Steel PR1215 * PR1225 70-180 % 5
ks w
’ S?;ﬁi‘ijs PR1215 ~ PR1225 60-150 :
oM o PR1215 100-200 :
EBEE o
Non-Ferrous Metal GW15 100-500 it %
—
AR
B KGM —
o
. ERG i
Insert LB TEME  HEBEEVe(miming  Eidf(mmirev) "
Shape Workpiece Material Insert Grade Cutting Speed . N =
2-3 4.5 6 me
wv
Mﬁgﬁ@el PR930 - PR915 80-200 0.05-0.15| 0.1-0.35 0.20-0.35 TS
S
BLolLl
Carboﬁ’,ﬁg?eeﬁ,ﬁi@ Steel PR30 - PR1225 70-180 0.05-0.15| 0.1-0.35 0.20-0.35 2
e o
’ Sﬁﬁﬂs PR1215 ~ PR1225 60-150 0.05-0.15| 0.1-0.35 |0.20-0.35 -
CMM cfﬁon PRY05 ~ KW10 70-150 0.05-0.2 | 0.1-0.4 | 0.20-0.4
Non 2 BB KW10 200-500 0.050.2 0.08-0.25/ 0.12-0.3
B KTKH
\ s SELS f(mmlirev
Insert BB TEHE  OMEEVemming  taimmirev)
Shape Workpiece Material Insert Grade Cutting Speed 0024 31 4.1
— i 80-180 0.04-0.18 0.05-0.25 | 0.08-0.3
Mild Steel CR9025
o
“ Carbor i TR el CR9025 70-150 0.04-0.180.05-0.25 | 0.08-0.3
— Sﬁﬁﬂ@s CR9025 - PR660 60-140 0.04-0.12 |0.05-0.18 0.08-0.25
Caifﬁﬁon KW10 50-100 0.05-0.12 | 0.1-0.25 | 0.1-0.3
Non 2 BB KW10 100-450 0.05-0.1 | 0.05-0.2 |0.05-0.25
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- RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
mLGD
SEFS f(mm/rev
5 s . iE
Insert WM TEHE DB Ve(mimin) e
S Workpiece Material Insert Grade Cutting Speed 2+ 3(15R) 2 3
—fi 5 . - .03-0.12 |0.04-0.12|0.04-0.
g Mild Steel EW973 ~ EW771 40-250 0.03-0 0.04-0.12/0.04-0.16
o £ ’ il - SEM
9 ; Carbon SteeIE/'AIon Steel| EW973 > EW771 30-170
z A
§7] LGMN.. Stainless EW973 ~ EW771 60-170
LGMR.. =8
— Cast Iron EM371 45-100
FEEB
% 9* Non-Ferrous Metal
S
g = =
27
. s . SEXS f(mmlirev
— Insert DI TEME  JEEEVc(mimin) )
g Shape Workpiece Material Insert Grade Cutting Speed
o
g7 — 8
=3 Mild Steel
o 5 Bl - o558
St Carbon Steel / Alloy Steel
g /) R
= Stainless
— =i
Cast Iron
O $% FEEE
% Non-Ferrous Metal
—
/)
- \ B DGT
@
& . . SEXS f(mmlirev
. Insert eI TEHE  UESEEVe(mmin  SrEfmmirev)
= ) Shape Workpiece Material Insert Grade Cutting Speed 20 29 3.1
o [I . . .
wv
] — % N - 0.04-0.16/0.03-0.12|0.04-0.25
sT Mild Stoel IC354 ~ TN6025 70-170
o kil - SEM .
% ’ Carbon SteeI?AIon Steel IC354 ~ TN6025 65-145
il o IC354 - TN6025 85-160
= DGN =]
'g_ Cast Iron IC20 50-130
FEEE §
‘;’ Non-Ferrous Metal 1C20 35-900
=
)
(8)
B GHD/GHG
SELS f(mm/rev
N s . JEEM
Insert BB TEME  EEEVC(m/min) )
Shape Workpiece Material Insert Grade Cutting Speed 3 4 5
— iS5 . , 0.07-0.14| 0.09-0.2 |0.11-0.23
Mild Steel IC808 ~ 1C830 70-160
ki - S .
_ Carbon SteeI?AIon Steel IC808 ~ 1C830 60-140
i .
P R ol IC808 ~ 1C830 90-200
GIF fede]
M CastIron IC808 ~ 1C20 90-200
GIMY FEEE )
Non-Ferrous Metal IC20 50-1200
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RECOMMENDED CUTTING CONDITIONS
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SHAN GIN
\ |
B GFNR
SESG f(mmlirev
) s . AEEfig
Insert REDHIH THEHME  UJAIREVc(mimin) Ao
ape Workpiece Material Insert Grade Cutting Speed 2924 30
—fi i . . } - .
Mild Steel IC354 ~ GT25 ~ GA45 50-170 0.04-018 0.08-0.25 g
il - S . "o
. Carbon SteeI?AIon Steel IC354 ~ GA45 50-140 % 9
R . . g
S IC354 « GT25 - GA45 60-150 &
oL o GT25 - GA4 45-100 “
Cast Iron o o : —
=R
Non-Ferrous Metal 1C20 100-2500 5) 8 g
@5
=2
o)
B TGDR Je
” s . LS f(mm/rev
insert DI TR HE YR V(mimin) L) —
Shape Workpiece Material Insert Grade Cutting Speed 3 4 e
o
o
— M Ico08 90-200 0.07-0.12 | 0.09-0.15 Q g
Mild Steel Fﬂ S
i - S 7 2
’ Carbon SteeI?AIon Steel 1C908 80-180 % =)
iR Y
Stainless 1C908 90-170 lE'.;_‘
TGMF B —
Cast Iron
FEHEEB
Non-Ferrous Metal IC20 50-1200 i %
AR
B A3SC/A3SM >—m
@
. . HEELS f(mmirev g
Insert B TEHE  MEEVcmiming  Sidi(mmirev) "
Shape Workpiece Material Insert Grade Cutting Speed N-CF R/IL-CF ) =
ne
_ﬁm ~ _ =
Mild Steel KC5025 265-560 0.05-0.15 0.04-0.08 I§
kil - S Q
- Carbon SteeI?AIon Steel KC5025 265-560 %
iz 2
Stainless KC5025 265-500
A2022 ]
A2030 Cast Iron KC5025 230-500
JEEER
Non-Ferrous Metal KC5025 500-980
B TNP
SELS f(mmlirev
N sy A P
Insert DRI TEHME  IEIEEVC(mimin) R
Shape Workpiece Material Insert Grade Cutting Speed 3.0
— s - 0.05-0.22
Mild Steel 5820 150-300
kil - S
’ Carbon SteeﬁlAIon Steel 5820 100-200
7R
N Stalﬂle‘ss
o 5820 60-200
FHEEB
Non-Ferrous Metal
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~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B R/LF151.23 /| NF151.2
. s . LS f(mm/rev
Insert eI TEHE  IEREVc(mimin) e
ape Workpiece Material Insert Grade Cutting Speed 2 25 %
DR
— sl - 0.03-0.05 |0.06-0.08/0.08-0.11
g Mild Steel 1125 75-295
o £ il - SEM
% — - Carbon SteeIE/'AIon Steel 1125 40-205
£® iR 1125 65-215
(®] 7] N151.2 Stainless
“ #il
— Cast Iron 1125 55-255
EHEE
% 9* Non-Ferrous Metal
S
g =2]
ST B KGDF/KFDI
S . s . LS f(mm/rev)
- Insert #EDHEIM JRYE EDHIEE Ve (m/min) Feed Rate
Z Shape Workpiece Material Insert Grade Cutting Speed 2.3 4 5
==
27 — gl PR1215 » PR1225 60-200 GM[t)8] | GML)iE] | GMiE]
= & i + TN620
= o Mild Steel 0.02-01 | 0.02:0.15 |0.02-0.20
S b B - a2 PR1215 ~ PR1225 60-160
off ’ Carbon Steel ] Alloy Steel ~ TN620
< © 3 ; )
&/ s PR1215 - PR1225 50-120 CMIFEF] | CMIfR] | CMIYsE]
z Stainless 0.05-0.14 | 0.05-0.14 | 0.08-0.17
) GDFM e
Ca;t Iron PR1215 80-160
o S
% Non-Ferrous Metal
—
s7]
- : B DGF
®
g . . SEXS f(mmlirev
S Insert LA TEHE  EEEVe(mimin)  Siafmmirev)
2 5 Shape Workpiece Material Insert Grade Cutting Speed 3 4 5
o
wv
] — R . - 0.16 0.16 0.2
gL Mild Steel GT25 - GV65 95-160
= kil - SEH ; :
% ’ Carbon SteeﬁlAIon Steel GVe65 80-120 012 012 0.12-0.16
@ bk
Sﬁﬁz@s GT25 ~ GV65 80-110 0.12 0.12 0.16
2 DGM.. CTF i
= Cast Iron GT25 - GV65 80-110 0.16 0.16 0.2
5 FHER
4 Non-Ferrous Metal
E
o]
(8)
m HFAV/HFHG
, s . LS f(mm/rev
Insert BB TEME  EEEVC(m/min) )
Shape Workpiece Material Insert Grade Cutting Speed 3 4
—h%R . 60-145 0.08-0.2 0.1-0.24
Mild Steel IC354 ~ 1C908
’ Carbon Ste%?ﬁAllov Steel 1C354 ~ 1C908 55-145
N ik
Stainless IC908 65-125
HFPR f=1
Cast Iron 1C20 45-120
EHEE g
Non-Ferrous Metal 1C20 35-900
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RECOMMENDED CUTTING CONDITIONS :

KRS BRI

SHAN GIN
\ |
H STCP
Sl?msen #REDEI* VA)ag =] tDEIRE Ve(m/min) SELS f(mmirev)
Gl Workpiece Material Insert Grade Cutting Speed Feed Rate
J—
i NW948 100-150 0.08-0.3 2
il - S ®a
Carbon SteeI?AIon Steel NWo48 100-150 0.08-0.3 % 9
R - - &
Stainless NW948 100-150 0.08-0.3 7]§
TP- oo NWo48 100-150
FHER
Non-Ferrous Metal 5) 8 g
@3
=3
H GIVF J)e
w s . SEFS f(mm/rev
Insert R EDEIS JE#E  tDEBREVce(m/min) Feéd Rate ) >_O
Shape Workpiece Material Insert Grade Cutting Speed 200A-340A 250B-350B  400B-490B 5%
o
M”—dﬂg@el TC40 - TCB0 100-220 0.03-0.08 | 0.04-0.09 | 0.05-0.1 Q §
o . (&)
‘ Carboﬁfﬁeeﬁﬁﬂsmel TC40 ~ TC60 80-200 0.03-0.07 | 0.04-0.08 | 0.05-0.09 Eéj =
<C
S;r\:ﬁﬁlﬁj TC60 60-100 0.03-007 | 0.04-0.08 | 0.05-0.09 g
GVFR.A tainless =
GVFR.B Caﬁﬁon KW10 60-100 0.03-0.08 | 0.04-0.09 | 0.05-0.1 :
FEHEEB o
NonFemi 8 o KW10 150-400 0.050.12 | 0.05-0.15 | 0.05-0.15 s 2
-
JJs
B FSL51 s o
©
. . S g
insert A TEME  OMEEVemiming  otammirey) "
Shape Workpiece Material Insert Grade Cutting Speed =
12~15  2-3 4 s
(%2}
o A NW734 ~ NM936 100-180 0.02-0.08 | 0.02-0.08 | 0.02-0.08 T8
©
e o
Carboﬁfﬂeellﬁ;@ Steel  NW734 - NM936 70-150 0.03-0.04 | 0.02-0.04 | 0.02-0.04 £
il NW734 - NM936 70-150 =
: i NW734 ~ NM936 60-100
MLG o
FHEE
MLt Non-Ferrous Metal
H KIGE
: s S f(mm/rev
Insert R EDHEIT VA)at i) =1 EDHIERE Ve(m/min) eg d Rate )
Shape Workpiece Material Insert Grade GUlinalSpect RN [V PCes2CiE FRCSENE [N s

(2)100B-300B 100D-195D (2)300D-400D

.
-

GER..A
GER..B
GER..C
GER..D

vidomel  PR1025TNGO20 50-180 2002004 | | (2006012
Garbon Sl Al teel PR1025 * TNG020 50-160 2002004 | (21005010
Shnless  PR1025 - TNe020 50130 | Gioros| | 2005010
Castiron KW10 - GW15 50100 | Giozoos| | (2005012
Non-?ziir%r‘c%SEMetal KW10 ~ GW15 50-300 88:8;:8:82 o g;gggglg

WWW.
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RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
m KIGM
. s . LS f(mm/rev
Insert DI TEHE  UMEEVemmin) o EesRae
ape Workpiece Material Insert Grade Cutting Speed 3 4
DR
© —fiif . - 0.05-0.16 | 0.08-0.18
g ’ Mild Skl PR930 - PR1215 100-200
o 4% Wi - S
2 ; Carbon SteeIE/'AIon Steel| PR930~ PR1215 80-180
& i R
&7 ’ N PR930 - PR1215 60-150
=i . _
) coM Cact Iron KW10 ~ PR1215 100-200
® oY FFHER KW10 100-500
x 9* Non-Ferrous Metal
S
SH
ST B GYIR
, s . JELS f(mm/rev
— Insert WM THHE IR Vc(mimin) st
s Shape Workpiece Material Insert Grade Cutting Speed 201 251 321
o
7]
S'g — s NW950 + NY942 70-180 0.03-0.13 | 0.04-0.14 | 0.05-0.16
S B5 Mild Steel
Z = i - &5 R )
2 % ’ Carbon Steel / Alloy Stee NW350 - NY942 45-140
& R
= Stainless NW950 50-120
—< GY2M =88
Cast Iron NW950 50-140
o FEEEB
% Non-Ferrous Metal
—
s7)
- : H GIVR
©
5 . LS f(mm/rev
ea insert B TEHE  SIEEEVC(mimin) Rocq Rats
= Shape Workpiece Material Insert Grade Cutting Speed 100-300SS/S ~ 200-280B  300-400B
& 100-340A/145-1858  280-300C  340-500C
wv
2 — e PR930 - TC40 - ) ) ]
gL g e 80-180 0.03-0.08 | 0.04-0.09 | 0.05-0.12
o el - &80 PR930 ~ TC40 ~ . ) i
% Carbon Steel?AIon Steel ~ TC60 80-160 0.03-0.07 0.04-0.08 | 0.05-0.10
2 i . - - - -
Stainlass PR930 ~ TC60 60-110 0.03-0.07 0.04-0.08 | 0.05-0.10
i = ] ] .
5 OVR S5 i KWA10 60-100 0.03-0.08 | 0.04-0.09 | 0.05-0.12
GVR.S GVR.B FHaE ) ) )
g OVR.A GVR.C NonporE® KW10 150-300 0.03-0.08 | 0.05-0.15 | 0.08-0.15
E
)
(8)
B STFH
. s : LS f(mm/rev
insert I TEHME  SIEEEVc(m/min) TR
Shape Workpiece Material Insert Grade Cutting Speed 3
— s 80-230 0.08-0.25
Mild Steel ACB30P
i - S }
a Carbon Stei% ”{ﬂ Alloy Steel AC830P 60-150
Nigd
Stainless ACB30P 70-150
WCF [ =i
Coiie G10E 50-120
FE=B i
Non-Ferrous Metal G10E 200-500
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RECOMMENDED CUTTING CONDITIONS

3R

SHAN GIN
\ |
B KTKB
. s JELS f(mm/rev
Insert WD THHE  DEIEEVc(m/min) ffmiey)
gt Workpiece Material Insert Grade Cutting Speed 3.1 41
. :
Mlld Steel PR660/PR930 60-200 0.05-0.25 0.08-0.30 ®
o] = S
Carbon Steel /AIon Steel | PR660/PR930 ~ TN90 60-160 0.05-0.25 0.08-0.30 %
s;tgf?;@s PR660/PR930 60-150 0.05-0.18 | 0.08-0.25 %g
m
Cast |ron KW10 50-100 0.10-0.25 | 0.10-0.30
FHEE
Non-Ferravs Metal KW10 100-450 0.05-0.20 | 0.05-0.25 %g
@3
BES
B SGFH / SGIH 8
TR
w s . SERG f(mm/rev
Insert WEDHI2 TR#E  tIEIREVc(m/min) i Hmmirev) o
Shape Workpiece Material Insert Grade Cutting Speed 2924 31 41 91%
o
—fiR GT25 - 1C354 100-220 0.04-0.19 | 0.08-0.25 | 0.08-0.3 22 3
Mild Steel TN6025 S
i - S GT25 ~ IC354 80-200 K
Carbon Steel / Alloy Steel  TN6025 % 3
3 w
o o GT25 - IC354 60-100 2
“ o GT25 ~ 1C20 60-100 —
FEEE o
GTl] Non-Ferrous Metal 1C20 150-400 &t z
-
JJs
B XLCFN >—m
@
. . SES &
Insert DA TEHME  SEEEVe(miming  Sfdimmirev) "
Shape Workpiece Material Insert Grade Cutting Speed BRI P BRI B ]J|]§
(%2}
M@mg?gel CTCP335 » CTPP345 70-200 0.1-0.2 0.1-0.25/0.05-0.25 0.05-0.3 TS
=
i - S . Q
. Carbon Steel / Alloy Steel CTCP335 > CTPP345 60-200 %
i . 2
Stainless CTCP335 ~ CTPP345 60-170
FX Er
Cast Iron CTCP335 ~ H216T 70-200
FHEE
Non-Ferrous Metal H216T 60-800
B GTBH
Insert BB TEME  IEREVe(mimin) S48 f(mmirev)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
— s § y
Mild Steel NWo48 50-150 0.01-0.09
il - S5
Carbon SteeI?AIon Steel NW948 30-180 0.01-0.09
AR i )
GTBT Stainless NW948 50-120 0.02-0.05
GTCT =g
Cast Iron
FHEE i §
Non-Ferrous Metal NW948 50-100 0.03-0.11
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~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
W SGH/SGH2 / SGSL
Slr;lsert R EDEITF TR118 tDEIEE Ve (m/min) LS f(mm/rev)
S Workpiece Material Insert Grade Cutting Speed Feed Rate
DR
0 —fiifl NY942 ~ NM936 100-160 0.03-0.10
& A Mild Steel
o K il - SEM . )
% ; Carbon SteeIE/'AIon Steel NY942 ~ NM936 80-120 0.03-0.10
z A .
§7] A Staniss NM936 100-160 0.05-0.15
:mgs . Cast Iron NM304 ~ NM936 80-120 0.05-0.15
o SMTTR FHER NM304 200-400 0.03-0.15
x 9* Non-Ferrous Metal : .
S
SH
o7 B WGH / WG1
—<O Insert REDEIE JR#%8E tDEBEEVe(m/min) 48 f(mmirev)
g Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
g7 — 58
3% Mild Stoel GT25 ~ NY942 100-160 0.03-0.2
S Ik - SEH . : :
E% Carbon Steel 7 Alloy Steel GT25 ~ NY942 100-140 0.03-0.25
o i } ]
= Stainless GT25 100-140 0.03-0.18
MGTR/L Cast Iron GT25 100-140 0.03-0.18
o g EEE
% Non-Ferrous Metal
—
7]
N \ B KTGF / KTGF_F /| KTGFS / KTGFL
@
& . . SEFS f(mm/rev
S2. Insert M TEHE  IEEEVC(mimin) & fmmirev)
= ) Shape Workpiece Material Insert Grade Cutting Speed 033-050 0.75-095 1.0-2.5
wv
o — % - 0.01-0.05 | 0.02-0.07 -
ST bR PR30 80-180 0.02-0.07 | 0.03-0.08
2 & - S PR930 80-160 0.01-0.04 | 0.02-0.06 | 0.03-0.07
g Carbon Steel / Alloy Steel ) ) ) ) : :
@ i )
Stainless PR930 60-130 0.01-0.04 | 0.02-0.06 | 0.03-0.07
< f=) _ . . .
E TGF32R/L Cast Iron KW10 60-100 0.01-0.05 | 0.02-0.07 | 0.03-0.08
FEEB
2 NonporZ® KW10 150-400 0.01-0.05 | 0.02-0.06 | 0.03-0.08
E
)
(8)
B KGBF
N et . SELS f(mmlirev
Insert BB TEHE  EEEVC(m/min) )
Shape Workpiece Material Insert Grade Cutting Speed 025053 065095 1.0-3.0
— % - 0.01-0.05 | 0.02-0.07 .03-0.
Mild Stael PR1215 80-180 0.03-0.08
ki - S - -
Carbon Steel ] Allo ySteel PR1215 80-180 0.01-0.04 | 0.02-0.06 | 0.03-0.07
i - -
Stainlass PR1215 60-130 0.01-0.04 | 0.02-0.06 | 0.03-0.07
f=1 R . .
GBF32R Cast Iron GW15 60-100 0.01-0.05 | 0.02-0.07 | 0.03-0.08
FEEB : _ .
Non-Ferrous Metal GW15 150-400 0.01-0.05 | 0.02-0.07 | 0.03-0.08
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RECOMMENDED CUTTING CONDITIONS

3R

SHAN GIN
‘\\‘ |
B SAKG/SDKG
. Al lI . t I )
SI?]Zepré DI TIEHE EHIMTI Turning TR AN Parting off
Workpiece Material Insert Grade i i
p Vc(m/min)  f(mm/rev) Ve(m/min) f(mmi/rev)
REEH GT28 - GN35 -
o= = Froo i Stesl | oaag 120-200 0.01-0.20 80-150 0.01-0.15 g
o> i GT28 ~ GN35 - T o
‘5 g ol | <800N/mm? OAds 60-160 0.01-0.18 60-120 0.01-0.12 %S
> e B seoonmme | $1987 OGNS 50-100 0.01-0.12 40-80 0.01-0.08 z
AKER  DROR/L B GT28 - GN35 - Ja
AKER B@Eﬁ Stainless GA48 60-120 0.01-0.15 60-100 0.01-0.08 -
EHEE
AKTR  DRRR/L Nonpomaii® | | GX06-GX08 = 100-800 0.01-0.30 100-300 0.01-0.20 5
BN BTAH g
JJe
Insert eI TAHE EDEIEEVe(mimin) - SE#3 f(mmirev) o
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate g2
78
— %R - 0.01-0.15 &
MG ol NW948 50-150 Fgéj g
B3l - &2 ] 0.01-0.15 o 2
o Carbon Steel ] Alloy Steel NW948 30-180 &3
sﬁfﬁi@s NW948 50-120 0.02-0.10 7) &
BTAT =
Cast Iron
Ftem oo
Non-Ferrous Metal 4 %
J)s
B CTAH >—m
©
=
Insert #WEDHIM TRYE8 EDEIERE Ve(m/min) SEHS f(mmirev) 3.5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate ) =
0e
Mil_dmg?;ﬁel NW948 50-150 0.02-0.09 T ,8
B - S _ c
o Carbon SteeI?AIon Steel NW948 30-180 0.01-0.09 %
Sir\rﬁilﬂ NW948 50-120 0.02-0.05 @
CTAT ainless
Cast Iron
FHEE
Non-Ferrous Metal
B CTBH
Insert REDEITF TR178 tDEIRE Ve(m/min) JEFS f(mm/rev)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
' NW948 50-150 0.02-0.09
NW9438 30-180 0.01-0.09
' NW948 50-120 0.02-0.05

BTBT
CTBT

— %
Mild Steel
i - S
Carbon Steel / Alloy Steel
R
Stainless
Cast Iron
FHEEB
Non-Ferrous Metal
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RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B KTKF
. s . JERS f(mmirev
e DM TEHME  DEEEVC(mimin) sl
ape Workpiece Material Insert Grade Cutting Speed glgF(;Z? II(()FZ% '1I'I§F21%
0-0. .0-2. O0-2.
0 — i - - - :
5 Mild Steel PR1025 60-130 0.01-0.03/0.01-0.04 | 0.02-0.07
@ fi il - S ) )
o ; ' Carbor, Seei Ao Steel PR1025 60-130 0.01-0.03|0.01-0.04 | 0.02-0.07
g Siﬁﬁ]ﬂﬂ PR1025 50-100 0.005-0.02/0.01-0.02 | 0.01-0.04
@) TKE ailg i:;ss
—< Castilron KW10 50-100 0.01-0.04/0.01-0.05 | 0.02-0.08
FHEE
% 9* Non-Ferrous Metal KW10 200-450 0.01-0.04/0.01-0.05 | 0.02-0.08
S
SH
ST B SABS /| SABW
) Insert ROTHIA TEHME  EEEVe(mimin) G (mmirev)
s e Workpiece Material Insert Grade Cutting Speed Feed Rate
o
o
S 7 — . 80-100 0.02
= & Mild Steel PR930 ~ TC60 ]
2 % Carbon SteeﬁlAIon Steel PR930 ~ TC60 80-100 0.02
= il )
F # Stainless PR930 30-50 0.02
< =i
::st Cast Iron
o) FHEE §
£ & Non-Ferrous Metal KW10 100-200 0.02-0.03
-
/)
o B JSEGR
@
=
w . .
231 Insert #EDEIE TR18 EIHEIEE Ve(m/min) &8 f(mmirev)
Z Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
ol
sT MIjmg?:]el NS9530 ~ TH10 50-200 0.01-0.1
e
2 i - S i
% e Carbon SteeI:/’AIon Steel J740 10-100 0.01-0.1
- Sﬁﬁgﬁs NS9530 ~ TH10 50-150 0.01-0.1
J10ER.B e
< e
g Cast Iron
JFEER
g Non-Ferrous Metal TH10 10-200 0.01-0.1
E
2
(8]
B SMALR
Insert LA TEHE  OHEEEVemimin) % (mmirev)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
—_ m ] ]
Mild Steel 1025 60-235 0.05-0.5
il - &=
0 Carbon SteeI?AIon Steel 1025 30-170 0.05-0.5
;Ffﬁm 1025 50-175 0.05-0.5
tainless
MAGR3 )
Cast Iron H13A 30-200 0.05-0.5
JFEER i
Non-Ferrous Metal H13A 30-1900 0.05-0.8
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RECOMMENDED CUTTING CONDITIONS

3R

SHAN GIN
\ |
m MTSR
Insert HREDEIT4 T8 tIEREVe(m/min) B4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
Mi.—d’%@e, MT7 130-280 0.05-015 0
<
il - S @
“ Carbon Steel / Alloy Steel MT7 105-180 0.05-015 % g
sﬁﬁﬂs MT7 130-190 0.05-015 g
-I/E e 718
Cast Iron MT7 70-80 0.05-015
EEEE
Non-Ferrous Metal MT7 115-460 0.05-015 o g
@3
=3
B NFK 78
Inser WA T e MR Ve(mimin)  STEG(mmEy (o
ape Workpiece Material Insert Grade Cutting Speed Feed Rate > £
o
— A3 7g
Mild Steel BCP25M ~ WKP35 110-300 0.15-0.45 le;% g
g = 7 2
Carbon Steel / Alloy Steel M8340 70-160 0.15-0.18 B 2
] Ir:
Stainless BCP25M 100-150 0.15-0.30 z
-
Cais_:'ﬁon WKP35 ~ M8340 130-330 0.15-0.40
0D..0605 EHEE g
Non- Ferrous Metal %
=
Hardeneﬁ steel JJs
BTFM pa—
w
=
=
Insert DM T HE DEIREVC(mimin) ST tz(mmit) z
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate }L%
me
— 13 TT8020 - GW762 i - Q
Mid Steel - LW731 195-425 0.14-0.28 Is
kil - ST TT8020 ~ GW762 ) ] 2
o Carbon Steel 7 Alloy Steel « LW731 130-315 0.10-0.26 %
s TT8020 - GW762 S
Stainless ~ LW731 90-330 0.095-0.24
OFMTO5T3 e
Ca;t Iron GW762 ~ K10 90-325 0.15-0.28
Non-?:'zeﬁr%c%s%Metal GW762 ~ K10 410-2400 0.11-0.18
W ASX445
. . ﬁﬂiﬁﬁﬁ fz(mm/t
Inser LI TEHE  HIEEEVe(m/min) | )
ape : . :
p Workpiece Material Insert Grade Cutting Speed %W&uﬁ%ﬂﬁ% MedhIHl- a%t@mltmg
A NW948 - ACP200 130-350 0.1-0.3 02:04
Carbon Steel / Alioy Steel NW948 -~ ACP200 80-300 0.1-0.3 0.2-0.4
sﬁﬁi@s NW948 120-270 0.1-0.3 0.2-0.4
#il ) _
R’ii—;::; Cast ron NW948 80-250 0.1-0.3 0.2-0.4
i FEEEB . - -
Non podE® NM304 ~ H1 300-1000 0.1-0.3 0.2-0.4
H Har'gﬂeﬁser%geel NW948 60-100 0.1-0.2 0.1-0.3
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~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
.
B AQXR-1
Insert WA TIEHE EIHIERE B )48 fz(mmlt) Feed Rate
S?]ze . _ _ Vc(m/min)  @16~17 220~21 @25~26
. p Workpiece Material Insert Grade Cutting Speed ap ae fz ap ae fz ap ae fz
0 NM749 - NW948 150-220 <45|<8 |013| <6 =10 |015| <7.5|<125|0.18
< —% 45-12| <5 | 0.08| 6-14| <7 [0.13[7.517 <8 |0.14
o X Mild Steel
o T 12-17| <3 | 0.05 | 1422 | <4 |0.09 | 17-27|s5 |0.10
Z
gi Wi - S5 NM749 - NW948 120-200 <45|<8 |010| <6 [=10 |013| <7.5|<12.5|0.15
al/) Carbon SteeﬁlAIonSteeI 4512 |<4 |0.07 | 6-14 | <6 |0.10(7.5-17 [<7 [0.13
/ 00.T0830R 12-17 | <2 [0.04 [ 1422 | <3 [0.08|17-27 [s4 |0.09
" ggﬁgiis - NM749 - NW948 120-180 <45|<8 [010| <6 |=10|013| <75 |<125|0.15
£ 5 0.T1651R S 4512 | <4 [007| 614 |6 0410|7547 |7 |0.13
g go 11856R Stainless
511% 00.T2062R 12417 | <2 |0.04 | 1422 | <3 | 0.08| 1727 [<4 |0.09
I
SE _— NM304 ~ NWo48 150-220 <45|<8 |0413| <6 |=10 |015| <7.5|<125|0.18
o . 4512 |<5 |008| 6-14 | <7 |0.13 (7517 [<8 |0.14
=yl Cast Iron
12417 |<3 [0.05 | 1422 | <4 [0.09 | 1727 [s5 [0.10
© <45(s<11[015| <6 |14 018 | <7.5|<12.5(0.20
S FHE NM304 50-800
3 Non-Ferrous Metal 4512 <8 |0.11| 6-14 | <10 [0.15 [7.5417 <7 [0.17
%7&] 12417 |<5 |0.08 |14-22 | <6 |0.12 | 1727 [<4 | 0.13
e
2 5
g% H AQXR-2
w
oz
& L8R JIELS
— Shape et D Ny c(m min) 932~33 235 o
IS 1 T nsertrade  Cutting Speed ap ae fz ap ae fz ap ae fz
O $% >
% - NM749 - NW948 150-220 <05[<16] 020| <11 |<17.5| 023 | <12| <20|0.25
E'D Mild Steel 9.5-22|<11] 0.16 | 1125 | <12 | 0.18 | 12-28 | <13 | 0.20
22-35|<6 | 0.13| 25-40 | <6.5 | 0.14 | 28-44 | <7 [0.15
/ e NM749 - NW948 120-200 <95 |<16(0.18 | <11 |<17.5| 019| <12| <20|0.20
2 Carbon Steel / Alloy Steel 9.5-22 [<10|0.14 | 11-25 | <11 | 0.15 | 12-28 | <12 | 0.16
E 00.T0830R 22-35 [<5 |0.10 | 25-40 [ <55 | 0.11|28-44 | <6 | 0.13
Z }
Q0.T1035R N <9.5|<16|0.18 | <11 [<175| 0.23| <12| <20 |0.20
% gl" 00.T1342R Z;mﬁm NM749 ~ NW948 120-180
81-"] 00.T1651R Stainless 9522 (<10 [ 0.14 | 11-25 [ <12 | 0.15[12-28 | <12 | 0.16
g Q0.T1856R 22-35 [ <5 |0.10 | 25-40 [ <6.5 | 0.11|28-44 | <6 | 0.13
EI o <95(<16|0.20 | =<11|s17.5| 0.19| =12[=20 |0.25
2 Ei NM304 ~ NW948 | 150-220 <95 |<16]020| <11]=175] 019] =12|<20 0.
2 Cast Iron 9.5-22 [<11[0.16 [ 11-25 | <12 | 0.18 | 12-28 | <13 | 0.20
| 22-35 (<6 [0.13 [ 25-40 | <6.5 | 0.14 | 28-44 | <7 | 0.15
<95|<16| 0. <11|=175| 019 <12 [ <20 | 0.28
< S NM304 50-800 ol ] il B
g Non-Ferrous Metal 9.5-22 |<10(0.19 | 11-25 | <12 | 0.20 | 12-28 | <12 | 0.23
= 22-35 <5 |0.15 | 25-40 | <6.5 | 0.16 [28-44 | <6 | 0.18
F=
'_
=)
o
mAJU
” EIHIERE LS
Insert WEDEIM TS V)g(ﬁril?nfn) B Y)#4 fz(mm/t) Feed Rate
Shape Workpiece Material Insert Grade Cytting Speed ~ @16~17  ©20~21  ©25~26  ©32~33
M”_dmg?gel CY250 65-150 0.03-0.05 | 0.03-0.06 | 0.04-0.08 | 0.05-0.10
=S
: a Carboﬁf'g?eeﬁﬁil?, Steel|  CY250 40-80 0.02-0.05 | 0.03-0.06 | 0.03-0.08 | 0.04-0.10
pevibogpeitiiocd sﬁ?ﬁi@s CY250 60-110 0.03-0.06 | 0.04-0.07 | 0.05-0.09 | 0.06-0.10
CPMT12 CPMT12.2 e
CPMT16..2 Ca;t Iron WH10 40-80 0.01-0.03 0.02-0.03 | 0.02-0.04 | 0.03-0.05
FHER
Non-Ferrous Metal
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RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
mASJ
Insert R EDEI+E WA) g =] EDEIEE Ve(m/min) B IVBEL fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
—Hg e ] i
- Mild Steel CY250 120-220 0.10-0.25 g
B - 528 Ea
ACMT1003.R Carbon Steel?AIloy Steel Cy250 50-120 0.05-0.20 % 9
A CY250 120-220 0.08-0.25 ¥
Stainless 7] 8
=
- Cast Iron CY100H 120-180 0.08-0.25 -
FEEE 0
ADMT1003..L Non-Ferrous Metal 5* g
SEEM @0
H Hardened steel =3
BT
o
=PG 7e
Insert DRI VA)aT =] YIEREVe(m/min)  SIIEL fz(mmit) o
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
78
MII d Steel 5020 240-365 0.03-0.18 Fgéj 5
Sl =
—— Carbor ety Alloy Steel 5020 114-251 0.03-0.18 % 5
o ki &
Stalnless 5020 122-218 0.03-0.18 z
PG.. Cast Iron 5020 129-262 0.03-0.18
JEHEB 2 O
Non-Famaa S etal 5020 410-1082 0.03-0.12 it 2
J)s
B RT >—m
©
tIEIEEVe(m/min) S I)#4 fz(mmit g
Insert DI TR HE ST ) B ) 2
Shape : : g Sp Feed Rate 3,8
p Workpiece Material Insert Grade RTO7 ~ RT10 RT13 RTO07 - RT10 RT13 0 §
Mlld Steel 5020 210-365 199-351 0.03-0.06 | 0.05-0.25 I§
i - S50 . i . . g
A Carbon Steel / Alloy Steel 5020 145-251 96-241 0.03-0.06 | 0.05-0.25 %
R 5020 137218 | 113213 | 0.03-0.06 | 0.05-0.25 “
AT el 5020 178262 | 101257 | 0.03-0.06 | 0.05-0.25
Non ?i%}f;%etal 5020 600-1082 | 480-1050 | 0.03-0.05 | 0.05-0.15
B ATN
Insert R EDEI+E T8 @JﬁUEEVc(mlmin) EI’@"“ fz(mmlt)
Shape Workpiece Material Insert Grade Cutting Speed

ENMUOG..

A - 1.0-1.2
Mlld Steel JP4120 ~ MW915 130-170
Am - -
Carbon SteeI/AIon Steel JP4120 ~ MW915 90-100 0.8-1.0
S;tra-ﬁ;@s MW915 90-100 0.8-1.0
e JP4120 ~ MW915 180-200 1215
TR
Non-Ferrous Metal MW913
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) RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B SNF
S";lse“ #REDEIE JR8 YIHIEEVe(m/min) 8134 fz(mmit)
ape Workpiece Material Insert Grade Cutting Speed Feed Rate
R
g M@’“%?Ee. UW913 ~ JW965 120-240 0.1-0.4
o il - S X
2 £ Carbon SteeIE/'AIon Steel UW913 ~ JW965 120-240 0.1-0.4
[ R R i
8 7] St UW913 - JW965 75-165 0.08-0.25
=i Uuwo13 ~ JW965
— SN.1205 f;ﬁé‘f;? - UV361 120-215 0.1-0.4
% 9* Non-Férrous Metal
g SEEM
5= H  Hardened steel
SE
573 m MOF
— Insert LM Tk H1E MR VC(mimin) B fz(mmi)
£ F Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
e/J e
= % Mild Steel PR830 - PR1225 120-250 0.10-0.30
2% s - S5 .
ki | Carbon Steel?AIon Steel  PR830 PR1225 80-220 0.08-0.25
w e
= 7 Z;ﬁim PR830 ~ PR1225 120-220 0.08-0.25
~ OFMT0504 Stainless
OFMT0704 oo PR1210 100-250 0.08-0.30
o T
% Non-Ferrous Metal
—
/)
” < W ASX400
i
g . . B Y& fz(mmit
22 Insert WD TEHE  EIEEEVC(mimin) 48 fz(mmit)
ape ; ; ; - w —
§7J[| p Workpiece Material Insert Grade Cutting Speed Lig@@uﬁ%ﬂa{; Med?:r?ﬁje a%yﬂgﬂjﬁng
wv
(S] — i ]
ST Mild Steel NW948 200-300 0.1-0.3 0.1-0.35
g Wi - S
= Carbon Steel 7 Alloy Steel | NW948 100-270 0.1-0.28 0.1-0.3
- Rallifl NW948 170-270 0.1-0.28 0.1-0.3
Stainless L1-0. 1-0.
p &
e 01273 Cast Iron NW948 130-230 0.1-0.3 0.1-0.35
o FHEE
g Non-Ferrous Metal NM304 300-1000 0.1-0.3 0.2-0.4
- —
5 SEEM i i )
8 H Hardeneﬁ steel NW948 60-100 0.05-0.15 0.07-0.17
m APM
Insert #REDHI* TR#18 EIEIREVe(m/imin) B Y14 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
— R sH i i
Mild Steel NW948 ~ NW950 110-270 0.10-0.25
il - S X i )
- Carbon SteeI?AIon Steel  NW948 > NW950 80-210 0.07-0.15
g
AOMT1236 Stainless NW948 ~ NW950 110-210 0.07-0.20
AOMT1848 =58
Cast Iron NW948 80-300 0.07-0.25
B
Non-Ferrous Metal NM413 200-1000 0.10-0.25
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RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
H BAP
Insert WD PA)ax i) =] EIEIEEVe(m/min)  BYJ#4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
J—
Mn_dmgﬁm MW948 150-200 0.1-0.2 g
il - Sl 1”@
- Carbon SteeI?AIon Steel MW948 120-200 0.1-0.2 % 9
g i £
Stainless MW948 120-160 0.1-0.2 - §
APMT1135 o
APMT1604 Cast Iron MW948 ~ NM304 60-160 0.05-0.25
Non L ol NM304 200-1000 0.1-0.3 e
= L
HarTos A oel MW948 50-100 0.05-0.15 @5
%
E BXD e
Insert #EDEI¥E JRYE8 EIHIREVe(mimin)  BI1E4 fz(mmit) ( -
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
78
|\/|||d Steel NW948 150-200 0.1-0.2 &S
=4 i
Carbon Steel / AIon Steel NW948 120-200 0.1-0.2 &S
Stalnless 120-160 0.1-0.3 I
XDGT1550.. S
Cast Iron
FHEE s O
Non- Fermus Meta, NM413 200-3000 0.1-0.5 fﬁﬁ
Har s eﬁ steel NW948 50-100 0.05-0.15 7)s
B ASM/ASM..R >—m
@
=
w
Insert R EDEITE JIR78 LIEREVe(m/min) S IEL fz(mmit) 3L 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate o §
(%2}
—1esm JP4120 - PTH30E i _ a
Mild Steel « JP4020 130-200 0.04-0.09 I8
EE - 8258 JP4120 ~ PTH30E Q
Carbon Steel 7 Alloy Steel |~ JP4020 80-150 0.04-0.07 g
N3 JP4120 ~ PTH30E @
Stainless « JP4020 100-150 0.04-0.09
Caﬁ“on JP4120 ~ PTH30E 130-180 0.04-0.10
JDMT0702.. P
EDMT070220.. Non-Ferous Metal SD5010 ~ PTH30E 200-500 0.04-0.12
B AHU
s . BIE4 fz(mm
Insert DM TEHME  DEEEVC(m/min) Lol
Shape Workpiece Material Insert Grade Cutting Speed AHU10 AHU15
— i JP4120 ~ PTH30E 120-200 0.05-0.2 0.15-0.25
Mild Steel
wom A
- Carbor B T el | JP4120 + PTH30E 80-120 0.05-0.2 0.10.2
sﬁﬁi@s JP4120 ~ PTH30E 80-120 0.1-0.2 0.15-0.25
JDMT1003.R e i
JDMTA505.R Cast Iron JP4120 120-180 0.06-0.2 0.15-0.25
Nonii%c%sg Metal WH10 200-600 0102 01025

www.shangintool.com | -368- l



2R

FE RS CRIIR T
~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B HCP
Slr;]sert REDEITF TR18 tIHIREVe(m/min) S48 fz(mmit)
ape Workpiece Material Insert Grade Cutting Speed Feed Rate
R
& i CY250 65-150 0.14-0.30
<
& 4 B - 5o _
9 - Carbon SteeI?AIon Steel CY250 40-80 0.14-0.29
x % S CY250 60-110 0.14-0.30
m
=i
_ CPMT0903.. Cast Iron WH10 40-80 0.20-0.30
CPMT1204.. EEHEE
% 9* Non-Ferrous Metal
g SEEM
9‘ ; Hardened steel
—
8 7] B ASPV
'—
o Insert REDEIT1 TR18 tIHIREVe(m/imin) Y14 fz(mmit)
=g Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
o] —
§ & Mildﬂg@el JP4105 ~ MZ1000 90-200 0.5-0.8
cbd Wil - 528
E | PN Carbon SteeﬁlAIon Steel| JP4105 > MZ1000 90-180 0.4-0.8
87 . Tilhifl 90-200 0.5-0.8
= Stainless JP4105 ~ JP4005 5.0,
< MPHW0603.. Caﬁﬁon JP4105 90-200 0708
FEEE
% %E Non-Ferrous Metal SD5010
—
/)
_<m m ASV
©
=
22 Insert REDEIM TR HE IR Ve(mimin) S THE4 fz(mmit)
H o Shape Workpiece Material Insert Grade Cutting Speed Foed T
o
wv
g — B : i :
sT Mild Steel JP4045 ~ CY250V 100-200 0.15-0.3
g Wil - S . i )
% Carbon SteeIE/'AIon Steel JP4045 ~ CY250V 80-150 0.1-0.15
_ R JP4045 ~ CY250V 100-200 0.15-0.3
< P
> MPHWA205 Caﬁﬁon CY100H 100-200 0.15-0.3
n .
FEEE )
g Non-Ferrous Metal WH10 400-2000 0.05-0.2
- —
5 SEEM
3 Hardened steel
B UEX
Insert #REDEITA TR178 tIBIREVe(m/imin)  EYE4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
i NW948 - NW950 ~140 0.02-0.08
Wi - S50 X N )
u Carbon SteeI?AIon Steel  NW948 > NW950 80 0.02-0.08
sﬁﬁz@s NW948 ~ NW950 ~125 0.02-0.08
APET1202.. pees
ADET1603.. Cast Iron NW948 ~80 0.02-0.08
EESE -
Non-Ferrous Metal NM413 350 0.02-0.08
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RECOMMENDED CUTTING CONDITIONS

3R

SHAN GIN
\ |
B WEX
toHl Vc(m/min E?J?E,%ﬁfz mm/t
Insert WA nemm  DRERYS Feed )
P Workpiece Material Insert Grade ax T002 AX_T1235 AX_T1705 AX_T0602 AX_T1235 AX_T1705 J—
_—ﬂﬁﬁﬂ ACP200 120-240 | 170-350 | 150-200 | 0.08-0.16 | 0.08-0.20 | 0.12-0.35 0
Mild Steel 5
il - S B
- Carbon Steel] Alioy Steel | ACP200 | 50-150 | 35-170 | 120-200 | 0.08-0.16| 0.08-0.20 | 0.12-0.35 ; g
sﬁﬁz@s ACM300 | 90-160 | 100-170 | 120-160 | 0.08-0.12| 0.08-0.20 | 0.12-0.35 - &
AXMT0602.. = @
AXMT1235.. Cast Iron ACK200 120-240 | 140-285 | 60-160 | 0.10-0.20 | 0.08-0.20 | 0.12-0.35
FHEER . , y
AXMT1705.. Non-Feraz S 1etal NM304 160-800 | 170-1000 |200-1000 | 0.05-0.15| 0.05-0.22 | 0.05-0.25 5*%
= E M @ Q
Hardened steel =3
E I
o}
EWEM 7)o
Insert R EDEI+E VALY )=} tDHIREVe(m/min) B4 fz(mmit) >—O
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
78
_mﬁm i . oz
Mild Steel ACZ330 80-160 0.05-0.2 %5
ki - S =
Carbon Steel / Alloy Steel ACZ330 80-160 0.05-0.2 % 2
i &
Stainless ACZ350 80-120 0.05-0.15 =z
=42 ; y /
APMT1035.. Cast Iron ACZ310 70-180 0.05-0.2
FEEE 2O
Non-Ferrous Metal H1 200-500 0.05-0.2 #t %
= EM =
Hardened steel 7)s
m MEC >—m
z
Insert #REDEI* TR18 LIEREVe(m/min) S IEL fz(mmit) 3 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate - §
wv
— A% . B } o]
Mild Steel PR1225 ~ PR1535 100-250 0.06-0.25 T S
il - S& o
- Carbon Steel / AIon Steel PR1225 ~ PR1535 100-180 0.06-0.20 %
A @
Stainless PR1535 90-250 0.06-0.20
BDMTO0703.. =i
BOMTAITS. Cast Iron PR1210 100-250 0.06-0.25
JEEHER
Non-Ferrous Metal
B MEA
Insert #EDHI¥S TDRYE8 EIHIEE Ve (m/min) g;g;g"n  fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed
— m |
Mild Steel PR660 100-180 0.03-0.15
kil - 5=
- Carbon Steel / Alloy Steel PR660 60-150 0.03-0.15
R ; y
Stainless PR660 100-180 0.03-0.15
NDK.0903.. = KWA10 100-180 0.05.0.20
Cast Iron
FEEHEE
Non-Ferrous Metal KW10 100-300 0.05-0.25
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~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
7
B TE90A
w s . BI#E4E fz(mmit
Insert REDHIM TEME  SIEBREVC(mimin) )
ape Workpiece Material Insert Grade Cutting Speed 0602 09T3 1705
R
4 M;,ﬂg?ﬂ | TT9030 ~ TT9080 80-370 0.04-0.13/0.05-0.10| 0.07-0.14
5 4 ¥ ool
m £ ucm .
g £ Carbon SteeIE/'AIon Steel| 179030 » TT9080 65-155
3 e TT9030 - TT9080 80-270
al/) AXMTO0602 L
) APKTO9T3 o K10 50-140 0.10-0.20/0.05-0.35 0.09-0.18
APKT1705 BB
% 9* Non-Ferrous Metal K10 210-900
S
SE
573 H AKS
w s BIJELE fz(mmit)
—<O Insert R EDEIT JIRE  tIEIREVc(m/min) el e
£ g Shape Workpiece Material Insert Grade Cutting Speed 0602 0903 10T3 1204
o
7]
S —fi5 il GW762 150-395 0.065-0.12 | 0.04-0.14 | 0.10-0.17 | 0.14-0.24
&
e il - &S24
2 g Carbon SteeﬁlAIon Steel GWr62 105-320
& /] e T
& XOMT0602 Stainless GW762 75-330 0.055-0.12 | 0.05-0.10 | 0.065-0.14 | 0.085-0.19
- XOMT0903 mn
: XOMT10T3 Caﬁﬁﬁ-ﬁon
XOMT1204 L
S Bt FEZR GW471 345-2575 0.075:0.12 | 0.04-0.14| 0.09-0.15 | 0.13-0.22
% Non-Ferrous Metal - . -04-0. .09-0. .13-0.
—
s7)
" < m CAP
@
=
w . . .
52 Insert WREIHI THAE PHEEVe(mimin) ST fz(mmit)
Z Shape Workpiece Material Insert Grade Cutting Speed Sead B
g m — i
sT vid o IC328 70-180 0.08-0.15
g il - S
% - Carbon SteeI:/’AIon Steel IC328 55-180
« iR
Stainless 1C328 80-120
= #i
E APKT1003 Cact Iron 1C328 60-330
APKT1604 FESE i
g Non-Ferrous Metal IC28 ~ HO1 50-640 0.07-0.25
=
)
(8]
B VAX
Insert HEDHIH VAlax il EIEREVe(m/imin) S IJ#4A fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
— %5 . . §
kil - S )
g Carbon SteeI?AIon Steel 1025 60-245
A
Stainless 1025 115-255
v Bl e
FEHER
Non-Ferrous Metal NM413 255-990 0.08-0.20
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RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
B PTN
Inser BHIN DeeE  THERYemmin STEE Y
Shape Workpiece Material Insert Grade TNGX10 TNGX16 TNGX10 TNGX16
i 8230 - M8330 | 180-300 145-220 0.05-0.15 | 0.12-0.28 o
- <
il - S & o
Carbon Steel / Alloy Steel g
W 8230 - M8330 | 105-180 85-130 005012 | 0.12-0.28 =z
Stainless i ' : ' 7J 8
TNGX1004 o 8230 ~ M8330 170-285 135-205 0.05-0.15 | 0.12-0.28 -
TNGX1604 HTE
Non-Ferraus Metal HF7 12-525 80-800 0.05-0.20 0.03-0.43 Ne
BIEEM @q
H Hardened steel =3
E I
o}
ETPS 7Je
EIEEE Ve(m/min) BIELS fz(mmit —
SIrl'l%er‘(ta ?ﬁ@ﬁ“ﬂ _ TR7E Cutting Speed Feed Rgte ) Q
P Workpiece Material Insert Grade AST11T3  AS.T1705  AS.T11T3  AS.T1705 % S
o
M|Id Steel AH120 ~ T3130 100-250 80-200 0.05-0.20 0.05-0.20 & §
B o
Camn&%UA@@&%| AH120 ~ T3130 100-200 80-150 0050.15 | 0.05-0.20 *Eé
w
- S;tra_ﬁg@s AH130 80-200 80-200 0.08-0.20 0.05-0.20 7 ?l:_‘
ASMTI1T3 Cast Iron AH120 80-250 80-200 0.12-0.20 0.08-0.25
ASMT1705 EBEE S
Non- Fermus Meta, KS05S 100-1000 100-1000 0.05-0.20 | 0.05-0.20 fﬁﬁ
Hardeneﬁ steel i
. w
z
Insert R EDEITE JIR78 LIHIEEVe(m/min)  EY]#4 fz(mmit) 3, 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate - §
wv
Mild Steel 1g
il - S g
Carbon Steel / Alloy Steel x
A @
Stainless
4
Cast Iron
JEEHER
Non-Ferrous Metal
[ |
Insert #EDEIR TR118 EDHIERE Ve(m/min) ES’J}E..:. fz(mmlt)
Shape Workpiece Material Insert Grade Cutting Speed

— 5
Mild Steel
il - S
Carbon Steel / Alloy Steel
Gk
Stainless
=68
Cast Iron
FEEHEE
Non-Ferrous Metal
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- RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
m AJX
Slraseﬂ =) VA)at i) =1 YIHREVe(m/min)  BYE4 fz(mmit)
ape Workpiece Material Insert Grade Cutting Speed Feed Rate
DR
WE - 52l : i -

g Carbon SteeI?AIon Steel NW948 ~ JP4120 90-200 0.8-1.5
o REIE NW948 - JP4120 90-150 0.5:0.8
g E Free-%%rll% Steel
4 3 i
g 7 JO0..06T2 St NW948 90-180 0.6-0.8
@ J0..0803 s

% JD..09T3 Cast Iron NW948 ~ JP4120 90-200 1.0-2.0

JD.1204 S

% 5 \.,JV[?1142(§);‘ Non-Ferrous Metal
8 o SEEM i
3= WD.1405 Hardened steel JP4120 80-120 0.2
SE
8 7 m ASRF4
'—

—<O Insert REDEIT1 TR118 LIEIREVe(m/min)  EI1E4 fz(mmit)
s Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
g/ Wi am
g% Carbon Steel / Alloy Steel CY250 ~ JP4120 90-200 1.5-1.8
o RE158 : _ _
E% Free-Cutting Steel CY250 ~ JP4120 54-120 0.8-1.0
& T
= Stainless JM4160 60-133 0.8-1.0

< $D.1205 =5 .
Cast Iron CY250 ~ JP4120 90-200 2.0-2.4
o g FHSE
% Non-Ferrous Metal
—
s7]

—<m B ASR
®
=
w TR - s
5 2 Insert LRI JIR178 LIEIEREVe(m/min) S II#4 fz(mmit)
2 5 Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
wv
_ ﬁiﬁ . Aﬁiﬁ . ] i
sT Carbon Steel / Alloy Steel | CY250 > GX2140 90-200 0.6-2.0
2 IREU . 80-120 -

% Free-Cutting Steel CY250 ~ JP4120 0.4-0.8
2 Refhsh ) )
Stainless JM4160 80-200 0.5-1.0
= EPNWO0SO03.. i CY250 - JP4120 180-200 0.8-2.0
5 EDNW10T3.. BB
z EDNWA13T4.. Nonieﬁ;f’r”f*'\;eta'
= =EEE ) ]
3 H Harered Steel JP4120 70-120 0.2-0.6
m ASRS
Insert #REDHI* TR#18 EIEIREVe(m/imin) B Y14 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
Wil - 528 : j )
Carbon Steel 7 Alloy Steel | JP4120 > GX2140 90-180 0.8-1.6
IREI ; .
- Free-Cutting Steel JP4120 90-130 0.6-1.2
sl
S JM4160 90-180 0.5-1.0
EPMT0603.. f=1 :
Cast Iron JS4045 90-180 1.2-1.8
EHEE
Non-Ferrous Metal

l -373- | www.shangintool.com




HE RS BRI
RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
H ASS
Insert WD PA)ax i) =] EIEIEEVe(m/min)  BYJ#4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
i - S R ) -
Carbon Steel 7 Alloy Steel 54045 ~ GX2140 130-170 1.2-1.3 g
Free-lcl‘);ﬁ?tlijflgﬂ; Steel JS4045 + GX2140 90-100 1.0-1.2 g §
sﬁﬁi@s JM4160 90-100 0.8-1.0 %g
= m
oo 154045 ~ GX2140 180-200 1215
SP..07T2 HTE >_
Non-Ferrous Metal 9i~ g
Ha rlgﬂeﬁse’%g cel JP4105 60-80 0.35-0.4 @3
%
= MFH 78
Insert #REDEIE JR7E8 LIEBEEVe(m/min) 814 fz(mmit) >—O
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
78
kil - S . i i £
Carbon SteeI?AIon Steel PR1525 ~ MW913 100-250 0.2-1.5 &3
IRBIH 60-180 0.2-1.2 = 2
Free-Cutting Steel PR1525 ~ MW913 - <l E3
Wik PR1525 - MW913 90-200 0.2-1.2 2)-
Stainless R =
Cais“;:{on PR1510 ~ MW913 100-250 0.2-15 :
LOGUO3.. St
TR ;e
Non-Ferrous Metal %
BREEH E
H Hardened steel 713
u FFQ —
=
w
Insert DRI VA ag =] LIEIREVe(m/min) S T4 fz(mmit) 30 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate 0 §
Carbon SteeI?AIon Steel IC808 ~ 1C830 120-220 0.5-2.0 I <)
R Al £ X ] ) 9]
Free-Cutting Steel IC808 ~ IC830 100-170 0.5-1.8 g
o
Sﬁﬁz@s IC808 ~ 1C830 80-160 0.5-15
SOMT1205.. o IC810 120-220 0.5-2.0
IR
Non-Ferrous Metal
SEEM § i
Hardened steel IC808 50-75 0.4-0.5
B PBN
Insert REDEIE JIR78 LIEBREVe(mimin) B Y14 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
kil - S
Carbon SteeI?AIon Steel M8330 ~ M8310 224-267 0.02-1.16
t. , Rl M8330 ~ M8310 187-205 0.20-0.93
Free-Cutting Steel . .
sﬁﬁﬂs M8330 ~ M8310 100-137 0.25-1.10
BNGX10T3.. P
Cast Iron M8330 ~ M8310 181-253 0.20-1.50
TR
Non-Ferrous Metal

www.shangintool.com | -374- l



2R

FE RS CRIIR T
RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
B EXN
Slraseﬂ =) VA) o =1 YIHIEEVe(m/min) 8134 fz(mmit)
ape Workpiece Material Insert Grade Cutting Speed Feed Rate
DR
g A AH725 - AH130 100-300 0.5-1.5
o 4% Wi - S R i )
% ; - Carbon SteeIE/'AIon Steel AH725 ~ AH130 100-200 0.5-1.0
x i )
S 7 Stainless AH130 100-150 0.3-0.8
@ LNMUO3.. s ,
— Cast Iron AH725 80-300 0.5-1.5
T
% 9* Non-Ferrous Metal
Q /m SEEM - -
glfz H Har'(?eneﬁ steel AH725 50-70 0.03-0.07
52| mTEBL
=l
—<O Insert REDEIT1 TR118 LIEIREVe(m/min)  EI1E4 fz(mmit)
s Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
o] —
§ & M“dmgfg]el TT9080 115-370 0.3-2.0
oF ' -'J Wi - 52
é ] L Carbon Steel?AIon Steel TT9080 75-265 0.3-1.6
'% ? sﬁﬁi@s JW965 100-180 0.3-1.2
\ BLMPOG03.. oo JW965 120-250 04-2.0
o g FHSE
Eh Non-Ferrous Metal
—
/)
_<m B BRP
©
=
w BTN -
5 2 Insert )=l TR18 LIEIEREVe(m/min) S II#4 fz(mmit)
2 0 Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
g A NW948 + NV702 110-300 0.6-2.0
= L Mild Steel 072
g Wi - S i i
% Carbon Steel / Alloy Steel NW948 ~ NV702 80-160 0.4-0.8
- S?a-ﬁ;@s NW948 ~ NV702 130-220 0.5-1.0
= RP.08T2 i NW948 80-220 0.8-2.0
8 RP.10T3 e
2 RP.1003 Non- Ferrous Metal
'—
E RP.1204 i §
= Hardeneﬁ steel NWo48 50-100 0.2-0.6
B HAR
Insert #REDEITA TR178 tIBIREVe(m/imin)  EYE4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
—&if . i -
Mild Steel JP4120 ~ CY250 120-250 0.1-0.8
i - S5 i i
Carbon SteeI?AIon Steel JP4120 60-200 0.08-0.6
RD..0501 S;t[;ﬁz@s JM4160 ~ CY250 150-240 0.1-0.8
RD..0802 =
RD.10T3 e JS4060 100-220 0.1-1.0
RD.1204 EEEB
RD.1604 Non-Ferrous Metal
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RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\
B RD
Insert EDEI4 VAo )1 EIEEEVe(m/min) 814 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
J—
— % . B .
Mild Steel 5020 ~ TW951 140-351 0.05-0.35 g
i - S 7% o
Carbon SteeIE/'AIon Steel 5020 ~ TW951 70-241 0.05-0.35 ; Q
s . B ] £
Stainless 5020 ~ TW951 100-213 0.05-0.35 - §
RD..0501 Cai%il%on 5020 ~ TW951 60-257 0.05-0.35
RD..0702 EHeE —
RD.1003 Nonpemet 8 | GX03 ~ HF7 290-1050 0.05-0.35 o9
= E M i i @0
Har ot 2 el 5020 20-45 0.35-0.4 =3
=3
" TR 7e
Insert R EDEI+E VALY )=} tDHIREVe(m/min) B4 fz(mmit) >—O
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
A8
M|Id Steel 5020 200-330 0.08-0.25 &S
= = ; "m Fﬁﬂ 2
‘ Carbon Steel / AIon Steel 5020 95-230 0.08-0.25 % =
Stalnless 5020 110-205 0.08-0.25 z
RD.1003 o 5020 100-250 0.08-0.25 ;
RD.12T3 IEEEE TS
Non Ferrous Metal 5020 380-1000 0.08-0.15 i %
=
Hardeneﬁ Heel 5020 25-40 0.08-0.15 J)=
m SE N
2
w
Insert R EDEITE JR78 LIHIEEVe(m/min)  EY]#4 fz(mmit) 3, 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate o =
o
(%2}
— % i ] o]
Mild Steel GA45 180-310 0.1-0.15 T 8
i - S o
Carbon Steel / Alloy Steel GA45 130-230 0.05-0.15 %
il GA45 180-310 0.05-0.15 “
Stainless : :
4 g .
QP.120903 Cast Iron GA4S 100-240 0.05-0.2
QP.1612T3 EEEE
QP..201504 Non Ferrous Metal
Hardeneﬁ steel
B SR
Insert R EDEI+E VA)at =] LIEREVe(m/imin) B Y148 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
Mil_dﬂg?gel 5020 ~ JW916 140-350 0.05-0.35
p E;I—(&:m . A%m
Carbon Steel ] Alloy Steel 5020 - JW916 70-240 0.05-0.35
ZP 1200.. s;tr;ﬁz@s 5020 ~ JW916 100-210 0.05-0.35
ZP 1600.. =5
zP 2000.. Cast Iron 5020 60-255 0.05-0.35
ZP 2500.. EEEE
Non-Ferrous Metal
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~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
. /7
B WGR
Shape BRI JRHE EDEIREVe(m/min) S I)E4 fz(mmit)
S P Workpiece Material Insert Grade Cutting Speed Feed Rate
& M;,’“%?Eel GA45 150-300 0.10-0.3
<
o B8 - SRl ] )
2 ; Carbon SteeIE/'AIon Steel GA45 110-240 0.10-0.3
[ i )
8 7] ‘ b GA45 110-200 0.08-0.3
=
— Cast Iron GA45 90-160 0.08-0.3
. WGRMT-DOS B
x 9* [ Non-Ferrous Metal
0 1@ WGRMT-D32 =g ) )
a 1= H Har'(?eneﬁ steel GA45 50-100 0.03-0.06
SE
8 7] m GWvV
'—
- — Insert WL+ TR118 LIRIREVe(m/min)  BY)#4 fz(mmit)
£ = Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
e/J
= |§éj M,|d ol GA45 170-230 0.10-0.3
2 - 558 ] _
o2 Carbon Steel / Alloy Steel GA45 110-250 0.10-0.3
27 Al GA45 110-235 0.08-0.3
= Stamless - . .
— WPV 12
I Cast Iron GA45 150-275 0.08-0.3
o WPV 25 JEEEE
% Non- Ferrous Metal
o
=7] Hardeneﬁ steel GA45 45-90 0.03-0.06
m—< H PPH
@
=
2 TR .
23, et LM TE A UIMIEEVC(mimin) S TJHEL f2(mmit)
2 5 Shape Workpiece Material Insert Grade Cutting Speed I
o
wv
S —fiiR R R i -
sT ’ Mild Steel 2003 ~ NW150 ~ JW912 80-300 0.1-0.3
2 i - S ) )
% Carbon Steel / Alloy Steel | 2003 > NW150 ~ JW912 80-200 0.1-0.3
@ PHBO8 A5 2003 160-280 0.05-0.2
PHB20 Stai':';iss
<
E BNM-030 Castlron 2003 ~ JW912 170-277 0.05-0.2
BNM-250 FEEE i )
g SRFT10 Non- Ferrous Metal NW150 80-300 0.1-0.3
'—
|_ - -
3 SRFT25 Hardeneﬁ steel 2003 ~ JW912 80-120 0.05-0.2
B PPHT
Insert R EDEIT JRv8 LIEBREVe(m/min) B Y14 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
- R 2003 ~ NW948 80-300 0.2-0.4
il - &= . i -
Carbon SteeI?AIon Steel 2003 ~ NWo48 80-200 0.15-0.3
SUFTInR Sﬁﬁz@s 2003 ~ NW948 100-200 0.2-0.4
SUFT20R e
RNM-120 Cast Iron 2003 170-277 0.05-0.2
' SR
RNM-200 Non-Ferrous Metal

l -377-| www.shangintool.com




HE RS BRI
RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
HCCT
Insert WD WA)ax i) =] EIEIEEVe(m/min)  BYJ#4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
— ik : .
Mild Steel NWo48 190-250 0.05-0.12 g
i - S 1 @
Carbon SteeIE/'AIon Steel NWo48 90-160 0.05-0.12 ; g
s £
: NW948 ~ NV230 90-150 0.05-0.12 [
CCMT0602 Stai':';gss 79
CCMTO0803 Cast Iron NW948 ~ NM304 100-180 0.05-0.12
CCMTO9T3 TR i i
CCMT1204 Non-Ferrous Metal NM304 310-730 0.05-0.08 ﬂg
= E M da)
Hardened steel =3
E I
e
E DCWR 7L
Insert R EDEI+E VALY )=} tDHIREVe(m/min) B4 fz(mmit) >—O
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
o
o
A NW948 - NY942 160-230 0.04-0.2 Q S
Mild Steel B 3
kil - S 7 =
’ Carbon Steeﬁ'A"Oy Steel NW948 ~ NY942 120-170 0.04-0.2 % 5
& w
;J;ﬁi@s NW948 ~ NV230 40-90 0.1-0.35 lE’.:_‘
DCMT0702 = o3 —
o NM304 - NW948 100-170 0.08-0.3
DCMT11T3 FHEE o
Non-Ferrous Metal NM304 210-490 0.1-0.4 i %
= E M 2
H Hardened steel 713
m TCRM >_m
=
w
Insert DRI VA ag =] LIHIEEVe(m/min)  EY]#4 fz(mmit) 3, 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate o =
o
(%2}
Mﬁﬂgf@el GQ17 - DW145 80-220 0.05-0.25 I8
Wil - 58 \ : : 2
Carbon SteeI?AIon Steel GQ17 ~ DW145 80-220 0.05-0.25 %
o
S?;ﬁi@s GQ17 ~ DW145 70-150 0.05-0.2
)
GQ17 ~ DW145 70-180 0.1-0.3
TCMX16T308 ;Eai-;é%‘ Q
Non-Ferrous Metal GQ17 ~ DW145 320-600 0.05-0.12
SEEM
H Hardened steel
B TCR
Insert R EDEI+E VA)at =] tDEEREVe(m/min) B Y4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
Mil_dﬂg?zjel GQ17 - DW145 140-350 0.05-0.35
il - S ]
Carbon SteeﬁlAlloy Steel GQ17 ~ DW145 70-240 0.05-0.35
TC.A6T3 Sﬁﬁﬁs GQ17 ~ DW145 100-210 0.05-0.35
Caﬁﬁﬁl%on GQ17 ~ DW145 60-255 0.05-0.35
TR
Non-Ferrous Metal
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- RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
® VMSP
S";lséeré #REDEIE JR78 LIESEEVe(m/min) S I1#E4 fz(mmit)
. P Workpiece Material Insert Grade Cutting Speed Feed Rate
) —fi 5 } .
& Mid o MW915 « NY942 230-330 0.08-0.2
3 ®E - B2 : : :
g £ Carbon SteeI?AIon Steel  MWOI15~ NY942 100-230 0.08-0.2
gﬂ S;tf;iﬁzgs MW915 ~ NY942 120-200 0.08-0.2
om
=
MW915 ~ NY942 120-250 0.08-0.2
— $P.0903 ;:Eii;!;é%
% 9 Non-Ferrous Metal
8 & SEEM
5= H  Hardened steel
SE
8 7 B TPR90
'—
—<O Insert R EDHEIRE VA)ag =] LIEIREVe(m/min) S5 fz(mmit)
s Shape Workpiece Material Insert Grade Cutting Speed e [Pt
o
/) —
= & Mild Stoel NW948 - NY942 185-270 0.08-0.3
2H " - S _ :
E% Carbon Steel / Alloy Steel NW948 ~ NY942 140-200 0.08-0.3
w e
£ ol NW948  NY942
\ =i
TP.1603 ;:Eaigg% NM304 ~ NY942 75-165 0.05-0.3
(&] = =
% i Non-Ferrous Metal NM304
S SEEM
=7 H Hardened steel
m_< m DW
%
5 SRS f(mmirev)
w TS . A=
5 3, Insert R EDHEI+E JR#8E tDEBEEVc(m/min) i Fae
Z o Shape Workpiece Material Insert Grade Cutting Speed @20 BT @20-024 @25-045
o
wv
(<] — iR . - . .
e I Mild Steel ACZ330 100-200 0.04-0.1 0.06-0.15 | 0.08-0.17
2 s - &5 ) i ) )
% Carbor, SteeIE/lAIon Steel ACZ330 100-200 0.04-0.1 0.06-0.15 | 0.08-0.17
2 Rei _ _ : :
Stainless ACZ330 100-200 0.04-0.1 0.06-0.12 | 0.08-0.15
< WC..030208 s
< WC..040208 Cast Iron 70-120 0.06-0.1 | 0.08-0.15 | 0.08-0.2
o FESE
) WC.050508 HO1 150-250 00501 | 0102 | 0.12-0.23
= WC.06T308 Non-Ferrous Metal
E ’ B EM
3 H|  Hardened steel
B DWD
w s : LS f(mm/rev)
Insert REDEIE JEME  tDHBEREVe(m/min) Feed Rate
Shape Workpiece Material Insert Grade Cutting Speed o13.018 @19-g29 ©30-039
— iS5 R . . :
kil - S : ; y .
Carbon SteeﬁlAIon Steel ACP300 60-180 0.05-0.2 0.05-0.2 0.05-0.22
ngg S;tf;ﬁz@s ACP300 90-180 0.06-0.15 | 0.06-0.15 | 0.06-0.16
Wo-oe- | ACK300 90-200 0.09-0.27 | 0103 | 0.11-0.32
WD..09.. B
WD.12. Non ponm® DL1500 18-320 0.06-0.17 | 0.06-0.17 | 0.06-0.18
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RECOMMENDED CUTTING CONDITIONS :

KRS BRI

2

SHAN GIN
\ |
ETB
Insert WD WA)ax i) =] EIEIEEVe(m/min)  BYJ#4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
i NW948 190-250 0.05-0.12 0
<
i - S "o
u Carbon SteeIE/'AIon Steel NW948 90-160 0.05-0.12 % %
Nk g
: NW948 ~ NV230 90-150 0.05-0.12 @
CCMT0602 Stai':'ﬁ;ss 719
CCMT0803 Cast Iron NW948 ~ NM304 100-180 0.05-0.12 N
CCMTO09T3 FHER i ]
COMT120a Non-Ferrous Metal NM304 310-730 0.05-0.08 %%
= E M @ Q
Hardened steel =3
E I
o}
B BE.A Je
Insert DRI VA)aE =] LIEIEREVe(m/min) B YJ#4 fz(mmit) >—O
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
78
A NW948 + NY942 185270 0.08-0.3 &S
Bl - oo il
Carbon SteeI?AIon Steel NW948 ~ NY942 140-200 0.08-0.3 & =)
By g
Stainless NW948 ~ NY942 s
TP..0802 Caﬁs-_’;on NM304 ~ NY942 75-165 0.05-0.3
=R 2O
Non-Ferrous Metal NM304 i %
SEEM £
Hardened steel 75
mBJ.. ——
@
&
Insert R EDEITE JR78 LIHIEEVe(m/min)  EY]#4 fz(mmit) 3, 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate - §
wv
oA NWO48 - NY942 185-270 0.08-0.3 T8
i - S o
ﬁ Carbon Steel ] Alloy Steel NW948 ~ NY942 140-200 0.08-0.3 %
R @
1B.0601 Stainless NW948 ~ NY942
TP..0902 Caisfion NM304 ~ NY942 75-165 0.05-0.3
TP.1103 EESE
Non-Ferrous Metal NM304
SEEM
Hardened steel
B SB..
Insert R EDEI+E VA)at =] tDEEREVe(m/min) B Y4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
oA NW948 190-250 0.05-0.12
il - S )
a Carbon SteeI?AIon Steel NW948 90-160 0.05-0.12
Gt
: ~ 90-150 0.05-0.12
CCMTOs0 Stainiess NW948 ~ NV230
CCMTO9T3 o NW948 - NM304 100-180 0.05-0.12
FHEE
Non-bemzil | NM304 310-730 0.05-0.08
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FE RS CRIIR T
~—' RECOMMENDED CUTTING CONDITIONS

SHAN GIN
! /
HTBS
Insert GO TEHE  DHEEVe(mimin) B fz(mmit)
P Workpiece Material Insert Grade Cutting Speed Feed Rate
4 i NW948 190-250 0.05-0.12
<
o & il - S
% ; u Carbon SteeI?AIon Steel NWo48 90-160 0.05-0.12
z iR . 90-150 0.05-0.12
27 CCMT0602 Sta:less NW948 ~ NV230
% CCMTO9T3 Caf{%on NW948 ~ NM304 100-180 0.05-0.12
CCMT1204 FHSE
% 9* Non-Ferrous Metal NM304 310-730 0.05-0.08
o SEEM
9‘ = Hardened steel
52| mTsBS
27
'—

—<o Insert LRI JIR78 LIEIREVe(m/min) S5 fz(mmit)
s Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
o
8 ? A NW948 190-250 0.05-0.12
2 o Mild Steel 00-0.

g b i - S8
=] % ﬁ Carbon Steel?Alon Steel NW948 90-160 0.05-0.12
w 2
:;’.;_‘ Sﬁﬁz@s NW948 ~ NV230 90-150 0.05-0.12
/ TC.0902 prips

16,1102 Cast Iron NW948 ~ NM304 100-180 0.05-0.12
O 8% TC.16T3 Non 2 BB NM304 310-730 0.05-0.08
= BB
= =]
=7] Hardened steel

m—< B SBS/BSB
@
=
w
23, Insert RIS TIRYE LIHIEEVe(m/min)  EY)#4 fz(mmit)
3 - Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
w
sT M”dmgfﬁ]el NWO48 ~ NY942 185-270 0.08-0.3
g i - S
% ﬁ Carbon SteeI:/’AIon Steel| NW948 ~ NY942 140-200 0.08-0.3
@ i
- TP.1103 Caﬁ*iﬁon NM304 ~ NY942 75-165 0.05-0.3
= TP.1603 FHEE
‘;’ Non-Ferrous Metal NM304
'— p——

E = EE M
3 Hardened steel
B SCFC
Insert R EDEIT JIR8 tIEIREVe(m/min) S5 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
MI! Sgel NwW948 190-250 0.05-0.12
il - S
a Carbon SteeI?AIon Steel NWo48 90-160 0.05-0.12
S NW948 - NV230 90-150 0.05-0.12
CCMT0602 i
CCMTO9T3 Cast Iron NW948 ~ NM304 100-180 0.05-0.12
CCMT1204 BB - )
Non-Ferrous Metal NM304 310-730 0.05-0.08
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HE RS BRI
RECOMMENDED CUTTING CONDITIONS

2

SHAN GIN
\ |
m SRSC
Insert WD WA)ax i) =] EIEIEEVe(m/min)  BYJ#4 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
J—
i NW948 190-250 0.05-0.12 o
<
i - S 7T m
Carbon SteeI?AIon Steel NW948 90-160 0.05-0.12 % 9
sﬁﬁﬂs NW948 ~ NV230 90-150 0.05-0.12 jjg
= m
RC.10T3 oo NW948 ~ NM304 100-180 0.05-0.12
Non P BB NM304 310-730 0.05-0.08 e
B @5
Hardened steel =3
BEI
W SSSP 8
TR
Insert #EDEI¥E JRYE8 EIHIREVe(mimin)  BI1E4 fz(mmit) ( -
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate £
Mild Steel MW915 ~ NY942 230-330 0.08-0.2 F%g
Wil - S =2
Carbon SteeI?AIon Steel MW915 ~ NY942 100-230 0.08-0.2 % 2
sﬁﬁi@s MW915 ~ NY942 120-200 0.08-0.2 :
Ca?fﬁon MW915 ~ NY942 120-250 0.08-0.2
SP.0903 FBHEE o o
Non-Ferrous Metal it %
SEEM =
H Har?eneﬁ steel 713
m STFC/STGC/STSCR/STTC >—m
@
=
Insert R EDEITE VA ag =] LIHIEEVe(m/min)  EY]#4 fz(mmit) 3, 5
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate o §
N NW948 190-250 0.05-0.12 T S
kil - S o
ﬁ Carbon SteeI?AIon Steel NW9o48 90-160 0.05-0.12 %
|\ F7 i o
S;t[a_iiﬁz@s NW948 ~ NV230 90-150 0.05-0.12
TC..0902 e
1100 Cact Iron NW948 ~ NM304 100-180 0.05-0.12
TC.A6T3 Non-?:i%c%s%Metal NM304 310-730 0.05-0.08
SHEEM
H Hardened steel
B STFP/STSP
Insert DRI VA)ar =1 tIEREVe(m/min) S5 fz(mmit)
Shape Workpiece Material Insert Grade Cutting Speed Feed Rate
oA NW948 ~ NY942 185-270 0.08-0.3
il - S g y
A Carbon SteeI?AIon Steel NW948 ~ NY942 140-200 0.08-0.3
Sﬁﬁzﬁs NW948 + NY942
TP.0902 et
TP.1103 Cast Iron NM304 ~ NY942 75-165 0.05-0.3
TP.1603 FHER
Non-Ferrous Metal NM304
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