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6.35 008 | #0.08 +0.08 0.4 - - 535 0,05 | +005 +0 05 0,05 - -
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If you have special requirement in the profile of edges, please provide us the detailed parameters based on
the coding guide (new). We will try our best to meet your expectations.
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PCD INSERTS

Insert shape TYPE Dimension(mm)
L C s d R
VCMT110302 111 6.35 3.18 28 0.2
VCMT110304 114 6.35 3.18 28 04
- / VCMT110308 111 6.35 3.18 28 0.8
Gt VCMT160404 16.6 9.525 476 4.4 04
VCMT160408 16.6 9.525 476 4.4 0.8
VCMT160412 16.6 9.525 476 4.4 1.2
VNMA160402 16.6 9.525 4.76 3.81 0.2
y 2 VNMA160404 16.6 9.525 4.76 3.81 0.4
VNMA160408 16.6 9.525 4.76 3.81 0.8
VNMA160412 16.6 9.525 4.76 3.81 1.2
DCMT070202 7.7 6.35 2.38 2.8 0.2
DCMTQ070204 7.7 6.35 2.38 2.8 04
- > DCMT070208 7.7 6.35 2.38 2.8 0.8
DCMT11T302 11.6 9.525 3.97 4.4 0.2
DCMT11T304 11.6 9.525 3.97 4.4 0.4
DCMT11T308 11.6 9.525 3.97 4.4 0.8
DNMA150404 15.5 12.7 4.76 5.16 04
- ’ DNMA150408 15.5 12.7 4.76 5.16 0.8
DNMA150412 15.5 12.7 4.76 5.16 1.2
\. TNMA160404 16.5 9.525 4.76 3.81 04
TNMA160408 16.5 9.525 4.76 3.81 0.8
TNMA160412 16.5 9.525 4.76 3.81 1.2
s CNMA120404 12.9 12.7 4.76 5.16 0.4
‘\ ’ CNMA120408 12.9 12.7 4.76 5.16 0.8
CNMA120412 12.9 12.7 4.76 5.16 1.2
CCMT060202 6.4 6.35 2.38 238 0.2
N CCMT060204 6.4 6.35 2.38 238 04
‘\\ ’ CCMT060208 6.4 6.35 2.38 238 0.8
| IV CCMTO09T302 9.7 9.525 3.97 4.4 0.2
CCMTO09T304 9.7 9.525 3.97 4.4 04
CCMTO09T308 9.7 9.525 3.97 4.4 0.8
A 4 WNMA080404 8.7 12.7 476 5.16 04
\‘ WNMAO080408 8.7 12.7 476 5.16 0.8
WNMAO080412 8.7 12.7 476 5.16 1.2
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PCD INSERTS
Insert shape TYPE Dimension(mm)

L C s d R

SNMA060202 6.35 6.35 2.38 2.8 0.2
SNMA060204 6.35 6.35 2.38 28 04
SNMA060208 6.35 6.35 2.38 2.8 0.8
SNMAD70202 7.94 7.94 2.38 3.4 0.2
SNMAQ70204 7.94 7.94 2.38 34 04
SNMAO070208 7.94 7.94 2.38 34 0.8
SNMAO9T302 9.525 9.525 3.97 4.4 0.2
SNMAQ9T304 9.525 9.525 3.97 4.4 04
SNMAQ9T308 9.525 9.525 3.97 4.4 0.8
SNMA060204 6.35 6.35 2.38 238 04
SNMAOQ70202 7.94 7.94 2.38 34 0.2
SNMAO9T301 9.525 9.525 3.97 4.4 0.1
SNMAO9T302 9.525 9.525 3.97 4.4 0.2
SNMAQ9T304 9.525 9.525 3.97 4.4 0.4
SPGN090302 9.525 9.525 3.18 ¥t 0.2
SPGN090304 9.525 9.525 3.18 pAe 0.4
SPGN090308 9.525 9.525 3.18 PAe 0.8
SPGN120304 12.7 12.7 3.18 ¥ 0.4
SPGN120308 12.7 12.7 3.18 pAe 0.8
SPGN120312 12.7 12.7 3.18 PAe 1.2

N SNGN090302 9.525 9.525 3.18 ¥ 0.2
\,\\ SNGN090304 9.525 9.525 3.18 pAe 0.4
SNGN090308 9.525 9.525 3.18 PAe 0.8
SNGN120304 12.7 12.7 3.18 Y 04
SNGN120308 12.7 12.7 3.18 Ao 0.8
SNGN120312 12.7 12.7 3.18 pAe 1.2
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RODUCTS
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PCBN INSERTS

Insert shape TYPE Dimension(mm)
L C s d R
VNGA160404 16.6 9.525 476 3.81 0.4
> VNGA160408 16.6 9.525 476 3.81 0.8
P VNGA160412 16.6 9.525 476 3.81 1.2
“/ VBGW160404 16.6 9.525 476 4.4 0.4
VBGW160408 16.6 9.525 476 4.4 0.8
DCGW11T302 11.6 9.525 3.97 4.4 0.2
DCGW11T304 11.6 9.525 3.97 4.4 0.4
DCGW11T308 11.6 9.525 3.97 4.4 0.8
v i DNGA150404 15.5 12.7 476 5.16 0.4
L DNGA150408 15.5 12.7 476 5.16 0.8
DNGA150412 15.5 12.7 476 5.16 1.2
DNGN150404 15.5 12.7 476 Ao 0.4
\ DNGN150408 15.5 12.7 6.35 Ao 0.8
DNGN150412 15.5 12.7 6.35 PAe 1.2
TNGA160402 16.5 9.525 476 3.81 0.2
e TNGA160404 16.5 9.525 4,76 3.81 0.4
_ TNGA160408 16.5 9.525 4.76 3.81 0.8
TNGA160412 16.5 9.525 476 3.81 1.2
TCGW090202 9.6 5.56 2.38 25 0.2
TCGWO090204 9.6 5.56 2.38 25 0.4
v 7 TCGWO090208 9.6 5.56 2.38 25 0.8
TCGW110204 11 6.35 2.38 2.8 0.4
TCGW110208 11 6.35 2.38 2.8 0.8
TCGW16T304 16.5 9.525 3.97 4.3 0.4
TCGW16T308 16.5 9.525 3.97 4.3 0.8
TPGB090204 9.6 5.56 2.38 25 0.4
TPGB090208 9.6 5.56 2.38 25 0.8
TNGN110302 11 6.35 3.18 PAe 0.2
TNGN110304 11 6.35 3.18 pAe 0.4
TNGN110308 11 6.35 3.18 pAe 0.8
TPGN110302 11 6.35 3.18 ¥ 0.2
TPGN110304 11 6.35 3.18 pie 0.4
TPGN110308 11 6.35 3.18 pie 0.8
CNMA120404 12.9 12.7 476 5.16 0.4
2 CNMA120408 12.9 12.7 476 5.16 0.8
v CNMA120412 12.9 12.7 476 5.16 1.2
CNMA120416 12.9 12.7 476 5.16 1.6
CCGWO060202 6.4 6.35 2.38 2.8 0.2
. = / CCGW060204 6.4 6.35 2.38 2.8 0.4
CCGW060208 6.4 6.35 2.38 2.8 0.8

Website: www.ghdiamond.com & www.adamastool.com Email: info@ghdiamond.com



RODUCTS
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PCBN INSERTS
Insert shape TYPE Dimension(mm)
L C S d R
TNGA160402 16.5 9.525 4.76 3.81 0.2
P TNGA160404 16.5 9.525 4.76 3.81 0.4
TNGA160408 16.5 9.525 4.76 3.81 0.8
= TNGA160412 16.5 9.525 476 3.81 1.2
TCGB090204 9.6 5.56 2.38 25 0.4
-
Sy TCGB090208 9.6 5.56 2.38 25 0.8
SNGAD9T302 9.525 9.525 3.97 4.4 0.2
P SNGA09T304 9.525 9.525 3.97 4.4 04
k’ SNGA090316 9.525 9.525 3.18 3.81 1.6
SNGA060202 6.35 6.35 2.38 2.8 0.2
SNGA060204 6.35 6.35 2.38 2.8 0.4
SNGA060208 6.35 6.35 2.38 2.8 0.8
SCGW090304 9.525 9.525 3.18 5.16 04
SCGW090308 9.525 9.525 3.18 5.16 0.8
SCGW090316 9.525 9.525 3.18 5.16 1.6
SCGW120404 127 12.7 4.76 5.5 0.4
SCGW120408 127 12.7 4.76 5.5 0.8
SCGW120412 127 12.7 4.76 5.5 1.2
SPGN090304 9.525 9.525 3.18 PAe 0.4
SPGN090308 9.525 9.525 3.18 PAe 0.8
SPGN090312 9.525 9.525 3.18 PAe 1.2
SNGN150408 15.875 15.875 476 PAe 0.8
SNGN150412 15.875 15.875 476 PAe 1.2
SNGN190412 15.875 15.875 476 PAe 1.2
Insert shape TYPE Dimension(mm)
SPGN090308 9.525 9.525 3.18 PAe 0.8
SPGN120408 127 12.7 4.76 PAe 0.8
SPGN120412 12.7 12.7 4.76 PAe 1.2
SPGN150404 15.875 15.875 4.76 PAe 0.4
SPGN150412 15.875 15.875 4.76 PAe 1.2
HEEN090408 Yo 15.92 4.76 PAe 0.8
Inscribing circle Thichess
RBGN12S3MO-B 12 3.6
RBGN16S3MO-B 16 3.6
RNGN120400-B 12.7 4.76
RNGN150400-B 15.88 4.76
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PCD Recommended Cutting Condition

) Cutting Speed Depth of Cut Feed Rate

Work piece
(m/min) (mm) (mm/rev)
Aluminum(5~8% Sl ) 350~1600 0.05~2.50 0.10~0.40
Aluminum(8~12% SI ) 350~1300 0.05~2.50 0.10~0.40
Aluminum(14~18% Sl ) 160~800 0.05~2.50 0.05~0.25
Copper 350~1000 0.15~2.50 0.05~0.20
Sintered Carbide 15~25 0.05~0.60 0.10~0.20
Glass Fiber 100~800 0.15~0.50 0.03~0.25
Carbon 160~700 0.15~2.50 0.15~0.40

High Aluminum

70~250 0.05~1.50 0.03~0.15

Ceramics
Wood 1000-2500 0.2~5.0 010~0.50

PCBN Recommended Cutting Condition

. Cutting
Cutting method Feed Depth of cut
} speed
Work piece N .
(m/min) Turning (mm/rev) (mm)
Milling (mm/tooth)
Gray cast iron Turning 400~1000 0.15~0.40 0.12~2.00
(180~230HB) Milling 400~1000 0.15~0.30 0.20~2.00
Chilled cast .
iron Turning 75~150 0.15~0.30 0.12~2.00
i
(400HB) Milling 120~240 0.15~0.30 0.20~2.00
Hardened steel | Rough turning 60~140 0.15~0.40 0.70~2.50
(>HRC 45) Finish turning 100~140 0.10~0.20 0.12~0.75
Milling 120~240 0.10~0.25 0.12~1.00
Supper alloy Turning 100~240 0.05~0.30 0.10~2.50
(HRC35) Milling 100~240 0.10~0.40 0.10~1.00
) Turning 90~180 0.05~0.20 0.10~1.00
Sintered metal =
Milling 100~240 0.05~0.20 0.10~1.00
DCI roll, HSS )
oll Turning 45~60 0.60~0.80 2.00~4.00
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