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HOW TO READ THE STANDARD

OF TURNING INSERTS

@®How this section page is organised

DOrganised according to turning insert shape.
(Refer to the index on the next page.)
@lnserts are arranged in order of :
« Negative inserts (with hole|without hole)
* Positive inserts (with hole|without hole)
@Breakers are arranged in order of :
Finish Cutting—Light Cutting—=>Medium Cutting
—Rough Cutting—Heavy Cutting

— @ Graph of chip control by work material

Shows recommended chip breakers and chip control range
according to work material and cutting application.

Graphs are colored according to cutting applications
(Finish=Light->Medium—Rough—Heavy)

and contain recommended breakers for each application.

Finish Cutting ;=== Light Cutting : === Medium Cutting : ==
Rough Cutting :

Heavy Cutting : me—

GRADE APPLICATION RECOMMENDED

FOR EACH WORK MATERIAL

cutting conditions suitable for each type of work material
is shown as a general guide to select the grade.

@: Stable Cutting @: General Cutting #: Unstable Cutting

INDICATION OF CHIPBREAKER
indicates the designation
for a chipbreaker.

@To Order : Please specify
®@insert number and @grade.

SHAPE & ANGLE INDICATION OF NEGATIVE/ — STOCK STATUS
MARK POSITIVE TYPE
TITLE OF PRODUCT INSERT — INSERT GRADES
p—
PRODUCT — ACCORDING TO THE
SECTION INSERT TYPE NUMBER
Lﬂums INSERTS [NE@
TYPE INSERTS CNMG 12 04 02- FP_
080° c WITH HOLE o retn G
I P
CHIP CONTROL RANGE FOR WORK MATERIALS fire Cuog - @D L it CSEEEEEER AR [ :: o €e o of:|
n 2| e R ocode ex -
: [EnEnn
m 1 ol oglec g 0
-k e §
HIE srape | ordorumoer H
CNMG120408-LM| 08 0 g
L@":—CK“"‘"V CNMG120404-LK | 04 oo :::: m
ot Ly Tertm CNMG120408-LK | 08 oo o B -
CNMG120412-LK | 12 o . E036
BT - e
O e = s = e
O & o s 28 =,
CNMGOST304 O =
e S CRMGEITSE S :
CNMG120404-FH CNMG120404-SH . . oo o E036. H}
E CNMGTZ04T8-1T CNMG120808-SH O ool e o
CNMG120412-FH CNMG120412-SH I
Finish Cuting| CNMG120404-SA oe] cooe T
FS CNMG120404-FS CNMG120408-SA oo c;‘?;
sy [ omotivirs ChiMizotzSA| 17 Jeeses o o=y
W Firish Cuting * CNMG120404-SW| 04 foe @ A _jee o e ele s W
. CNMG120408-FY - CNMG120412-SW| 12 jee® o - ooe E036
) 2 WS e CNCRCEERNAP
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S o
CNGG120402-F HO06.
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LP CNMG120404-LP CNMG120408-MJ | 0.8 o e [o0 o] c;‘?;
ChsT20d05 L7 Ch 202 17 0 vefes
@ CNMG120412-LP CNMG120416-MJ| 16 | oo [oe :%:;,1;
Light Cuting \ﬂ  Please refer to AUZ8 before using the SW breaker (wiper nsert) =
Moo \(10 nsorts in o caso) enTricATIoN > Az) A101
LEGEND FOR STOCK STATUS MARK
is shown on the left hand page of PAGE REFERENCE
each double-page spread. -CHIP BREAKERS
CUTTING APPLICATION "GRADES
is shown in order of: Finish|Light _'TE_CHN|CAL DATA .
—Medium—Rough—Heavy. indicates reference pages, on the right hand page of
each double-page spread.
PHOTO OF INSERT

== APPLICABLE HOLDER PAGE
indicates reference pages for details of applicable holders.
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TURNING TOOLS

INSERT STANDARDS
INSERT GRADES

IDENTIFICATION s+esseerseresesssrssnnssssssnssnsssssnnssessssnsnnas A002
HOLE GEOMETRY :+++eeerseesersesssssessanssssassansasssnsnnsans A004
PRECISION BREAKER SYSTEM --+-+--sesssesssessesseesas A006
TOOL NAV| +eeseerserssesssnssnnssnsssnssnsssnssanssnsssnssasssnssnssans A009
OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING --- A010
PRECISION BREAKER SYSTEM -++++ssersseerssersarsranes A026
WIPER INSERT +++essersessessessessessessessnssessessnssesnssnssnnas A028
GRADES FOR TURNING :++sesssesssessesssessssssnsssnssnnsans A030
TURNING APPLICATION RANGE :::serssresrsssssaneaass A031
COATED CARBIDE (CVD) +++seseessessssssssesssasesseaseaneas A034
COATED CARBIDE (PVD) :+s+esressesssssssssassasssssnseaens A036
CERMET :+e+tsrresesenstmisnssnnnsnnsnssnnsnssssssnnssnsasssssnsnnssssens A037
COATED CERMET ++eesserssessesssesssmssnnssnssnsssnsssssssnsans A038
CEMENTED CARBIDE :++++seseressssssssssssssssssassssssnsannns A039

MICRO-GRAIN CEMENTED CARBIDE ---+-:==x=x=2 A040
CLASSIFICATION OF INSERTS -++eeseeseesssssssssssnsanses A042
RECOMMENDED CUTTING CONDITIONS :++=++=+= A076

STANDARD OF INSERTS
I|EGATIVE INSERTS WITH HOLE
{CTYPE-"RHOMBIC 80° «+:s:12:+ A100
‘TYPE-"RHOMBIC 55° :++s:12:+ A107
S TYPE--"ROUND seeesesseesesesas Al14
i TYPE-*SQUARE 90° ++:+sssese A115
‘TYPE-**TRIANGULAR 60° «:++:* A121

=*SQUARE 90° ++x=sssssas A159
**"TRIANGULAR 60° =*=*** A160
**"TRIANGULAR 60° =*=*** A163
**"TRIANGULAR 60° =*=+** A164
+=*RHOMBIGC 35° =s+ssssssas A167

VN TYPE:"RHOMBIC 35° «eeeseeees A128 ***RHOMBIC 35° «=======+- A170
WN-; Y .‘TYPE'"TRIGON 800 =rermrarnans A132 +=*RHOMBIC 35° *=+=sssssss A173
I|EGATIVE INSERTS WITHOUT HOLE ***RHOMBIC 35° *=+=====s2= A174
CN Y TYPE-*"RHOMBIC 80° ++=++s+=+- A137 ***TRIGON 80° *+=+sssssees A175
SN TYPE'"SQUARE QQ° rereransnnan A138 *=sTRIGON 80° =+==+=sssssas A176
_“_TYPE--"TRIANGULAR 60° -+ A139 ***TRIGON 80° *+=+sssssees A177
'OSITIVE INSERTS WITH HOLE ***RHOMBIC 25° »=+======+= A178

' TYPE-""RHOMBIC 80° -++++++2=++ A140 l’OSITIVE INSERTS WITHOUT HOLE
“TYPE" -RHOMBIC 80° ++++=sssse A148 RTG TYPE s ssecrcimniaiiiiananiaaae A179
‘TYPE-*"RHOMBIC 55° -+++++=+=- A149 ZTYPE-""*SQUARE 90° *+++==+=++ A180
‘TYPE-*"RHOMBIC 55° -+++++=++- A155 TYPE--*TRIANGULAR 60° +---- A181
U TYPE-"""ROUND ==+==sssssssssssss A156 _TYPE-*"TRIANGULAR 60° ----- A182
“TYPE-+""SQUARE 90° ==++++::+ A157




TURNING INSERTS

IDENTIFICATION

= _
t S
] =
(7] Symbol Insert Shape
'n_: : Triangular insert with a facet
u H | Hexagonal O 2 Ic (Secondary Cutting Edge)
£ (o) Octagonal O
Y] @ Tolerance Class
=z P Pentagonal O .
Z Tolerance of Tolerance of | Tolerance of | Detail of M Class Insert Tolerance
g S Square (| Symbol|  Nose Height | Inscribed Circle | Thickness | @Tolerance of Nose Height M (mm)
= - M (mm) IC (mm) S (mm) : Rhombic[Rhombic[Rhombic
T Triangular A A 50,005 40,025 40,025 D.I.C. 'I::angular Tuare +80° +550 +35° Round
c | Rhombic 80° 7 = $0.005 $0.013 +oo025 |.635 I0.08 I0.08 I0.08 10.11 I0.16 —
D | Rhombic55° (7 © +0.013 +0.025 +0.025 1‘2"525 :g":i :g":i :g":i 18'11 £0.16] —
.7 +0. +0. +0. +0.15| — —
E | Rhombic 75° [T H +0.013 +0.013 0025 | e 1l x0 18 xota = T =
: E +0.025 +0.025 +0.025 - — T T
F Rhombic 50 LT G +0.025 +0.025 013 19.05 |*+0.15 i0.15 +0.15|*0.18| — —
M | Rhombic 86° 0 J +0005 | £0.05-+015| *0025 |2>40 | = 10'18 - -1 =1 =
V | Rhombic 35° 7| [ K*¥  *0013 | +005—%015| +0.025 3;'75 — [%020] - —Ll =1
* — Tolerance of Inscribed Circle IC (mm
W | Trigon VA L $0025 | £0.05=£0.15| *0.025 . Rhombic|Rhombic|Rhombic
M*| +0.08—+0.18 | +0.05—+0.15 | +0.13 | DI.C. [TienguanSquare| ggo | 55- | 35° | Round
L | Rectangular . N*| £0.08—+0.18 | £0.05—*0.15| 0025 | 6.35 |*0.05/%0.05|+0.05|+0.05/*0.05] —
A | Parallelogram 85° | [] U* +013—+038 | £0.08—+025| =+0.13 9.525| +0.05| £0.05 | +£0.05| £0.05| £0.05 | +0.05
B | Parallelogram 82° | [] The surface of insert with % mark is sintered. 12.70 |£0.08|£0.08|£0.08| £0.08) — |+0.08
+ + + + — |+
K | Parallelogram 55° |/=/ 15.875|%0.10|{ +£0.10| £0.10 | %0.10 +0.10
19.05 |*+0.10{*0.10|£0.10|*0.10| — |%£0.10
il Round o 2540 | — |*013] — | — | — |*013
X Special Design = 31.75 — |*0.15] — - — |x0.15
® Insert Shape @ Tolerance Class
| ® ®
I @ @
@ Normal Clearance @ Fixing and/or for Chip Breaker
Symbol Normal Clearance Metric
o V Hole Chip . Hole Chip .
A 3 Bliel]| - (At Configuration | Breaker Figlire Symbol| kol Configuration | Breaker Figlre
B 5° W W | With Hole| Cylindrical Hole | - No | [T7] \T{/ | A |With Hole|Cylindrical Hole|  No | [T 1] L[/
+
o . One Countersink|  One - N Single
C 7 S 7 T |With Hole (40—60°) Sided m W M | With Hole |Cylindrical Hole Sided mj mj
o Y2 ; Cylindrical Hole ; indri Double
D 15 Q |With Hole| “Y . No [E:l G | With Hole |Cylindrical Hole Sided D]j
o . Double Countersink| Double Without
E 20 \; U | With Hole| " 49_g0°) Sided Eﬁj N Hole - No I:l D
° . indri Without Single
Fl o | [ 8 wnee]omnos] v [EFAED R Mm-S [
o ) One Countersink] ~ One Without Double
G 30 \& H |with Hole| ™ 79_g0¢) Sided m @ F Hole - Sided Ej
N 0° JB C | With Hole | Cylindrical Hole | - o I:E:l X - - - Special Design
+
R ) Double Countersink| Double
P 11 N J | With Hole| (70" g0¢) Sided Eﬁj
O |Other Normal Clearance
Major Normal Clearance

A002



Symbol Diameter of
Inscribed Circle
@ A &8 EH A o
— =
02 04 03 03 06 3.97 *Thickness is from the bottom of the insert 5
to the top of the cutting edge. )
L3 08 05 04 04 08 4.76 ; P4
03 09 06 05 05 09 556 Symbol Thickness (mm) %
04 11 07 06 06 1 6.35 01 1.59 =
05 13 09 08 07 13 7.94 T0 1.79
08 8.00 02 2.38
09 06 16 11 09 09 16 9.525 T 2.78
10 10.00 03 3.18
12 12.00 T 397
12 08 22 15 12 12 22 12.70
04 4.76
15 10 19 16 15 27 15.875
16 16.00 06 6.35
19 13 23 19 19 33 19.05 07 7.94
20 20.00 09 9.52
27 22 22 38 22.225 ® Insert Thickness
25 25.00
25 31 25 25 44 25.40
31 38 32 31 54 31.75
32 32.00 |
® Insert Size @ Chip Breaker
| MP RP

i
[> -
=2
-

12/(04/ 08| (E) (N)- MP| = o=
0] ©) (o ; N5
@ Insert Corner Configuration Cutting Edge Symbol @© Cutting Direction
Symbol Corner Radius (mm) Figure Feature Symbol Figure Hand|Symbol
00 Sharp Nose
Sharp F Right| R
V3 0.03 J Cutting Edges % -
V5 0.05
01 0.1 Round %/ Left| L
02 0.2 j Cutting Edges E —
04 0.4 f
ﬁ Chamfered Neutral] N
08 08 Cutting Edges I —A
12 1.2
16 16 Chamfered
)| and Rounded S
20 2.0 Cutting Edges
24 24
28 28 _ (-) CornerR M
tolerance
32 3.2
00 : Inch Mitsubishi Materials omit
MO : Metric Round Insert the honing symbol.

The above table shown as reference example.
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n NEGATIVE

TURNING INSERTS

A004

TURNING INSERTS

HOLE GEOMETRY

Type B

Type C

Type D

D1

D1

POSITIVE

Dimensions (mm) Dimensions (mm)
Insert Number Hole Type Insert Number Hole Type
D1 D1
CNGA 3.81 A GEET 0602+ 2.8 B
ONGG 3.81 A 09T 4.4 B
CNGM 3.81 A CCGB 06027 2.8 B
CNMA 5.16 A CCMB
CNMG 6.35 A CCGH
CNMM CCMH
CNMP 7.93 A
9.12 A 03817 2.0 B
DNGA 3.81 A 04T0". 2.4 B
DNGG 5.16 A CCGT 0602 2.8 B
DNGM 5.16 A 09T 4.4 B
DNMA 1204 55 B
gml'\\ﬂ/' |\G/1 0602 28 B
DNMX CET 0803 34 B
09T3:. 4.4 B
3.81 A 1204 55 B
SNGA 5.16 A 0351 2.0 B
gsai 6.35 A oo 24 B
SNMG 7.93 A COMW 2.8 B
SNMM 9.12 A 09T3: 4.4 B
9.12 A 1204 55 B
TNGA 2.26 A 080 3.4 B
CPGT
TNGG 3.81 A 0903 4.4 B
TNGM
3.81 A 0802+ 35 D
TNMA CPGB
TNMG 5.16 A CPMB 0903 45 D
TNMM 6.35 A CPMH
TNMX 7.93 A 35 D
CPMX
VNGA 3.81 A 4.6 D
DCGT
VNMA 44 B
VNMG DCGW 2.8 B
VNMM DCMW 4.4 B
3.81 A DCMT 55 B
WNGA 3.81 A DEGX i 5.1 C
WNMA 3.81 A 1003MO 3.6 D
WNMG 5.16 A 1204M0 42 D
10067 6.35 A 1606MO0 5.2 D
RCMX
090300 3.81 A 2006MO0 6.5 D
120400 5.16 A 2507M0 7.2 D
150600 6.35 A 3209M0 9.5 D
RNMG
190600 7.93 A
250900 9.12 A
310900 12.7 A




Type B

Type C

Type D

D1

POSITIVE
Dimensions (mm) Dimensions (mm)
Insert Number Hole Type Insert Number Hole Type
D1 D1
0602M0 2.8 B 11030 2.9 B
e 0803M0 34 B veor 1604 4.4 B
RCMT : EGT :
4.4 B VBMT
SCMT 4.4 B vBGwW
SCMW 5.5 B VCGT 0802 2.4 B
4.6 B VCMT 1103 2.8 B
SPMW
5.7 B VCGW 1303 3.4 B
4.4 B veMw 1604 44 B
SPMT —
5.5 B VPET 0802 2.42 B
4.8 D VPGT 11035 2.85 B
SPGX -
5.9 D VDGX 1603: 4.5 D
2.3 B WBGT 0201 23 B
TCGT 2.3 B WBMT L30 23 B
TCMT 25 B WCGT 02010 2.3 B
TCGW 2.8 B WCMT L302" 2.3 B
TCMW 34 B WCGW 0402 2.8 B
4.4 B WCMW 06T3 44 B
TEGX 4.4 D WPGT 0402 2.8 B
2.5 C WPMT 0603 4.4 B
3.0 C XCMT 1503 2.8 B
TPGX 35 C
4.8 D
4.8 D
2.7 C
3.2 C
TPMX 3.7 ©
35 C
4.8 D
TPGB 2.4 D
TPMB 2.9 -
TPGH 3.4 D
TPMH 4.4 D
TPGT 4.4 B
2.8 B
TPGV
3.4 B

TURNING INSERTS =
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TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

O@NEGATIVE INSERTS Unit : mm
Geometry Insert Number LBB LE GAN
DNGG150404R/L 2.8 14.9 15
= LBB_ caN DNGG150408R/L 2.8 14.3 15
“‘ DNGG150604R/L 2.8 14.9 15
DNGG150608R/L 2.8 14.3 15
Right hand insert shown.
SNGG090304R/L 1.8 1.6 15
LBB . caN SNGG090308R/L 1.8 1.6 15
“\-%h SNGG120404R/L 23 3.7 15
SNGG120408R/L 2.3 3.7 15
Right hand insert shown.
TNGG160402R/L-FS 1.3 2.7 15
LBB. N & 20° TNGG160404R/L-FS 1.3 2.8 15
@—l ‘%S?L TNGG160408R/L-FS 1.3 3.1 15
Right hand insert shown.
TNGG160402R/L-F 2.5 5.1 15
LBE. can & 20° TNGG160404R/L-F 2.5 5.2 15
"\%ﬁ "/&# TNGG160408R/L-F 2.5 5.5 15
Right hand insert shown.
TNGG160402R/L-K 1.5 7.1 15
LBB_ AN TNGG160404R/L-K 1.5 5.4 15
‘_\—%—l TNGG160408R/L-K 1.5 5.1 15
Right hand insert shown.
TNGG110302R/L 1.3 3.2 15
TNGG110304R/L 1.3 3.0 15
TNGG110308R/L 1.3 2.7 15
LBB_ GaN TNGG160304R/L 2.3 5.4 15
‘_\% TNGG160402R/L 1.3 8.7 15
TNGG160404R/L 2.3 5.4 15
TNGG160408R/L 23 5.1 15
TNGG220404R/L 2.8 9.4 15
Right hand insert shown. TNGG220408R/L 2.8 9.1 15
VNGG160404R/L 1.8 15.6 15
LBB. AN
Right hand insert shown.
VNGG160402R/L-F 25 7.4 15
VNGG160404R/L-F 2.5 7.6 15

LBB GAN

Right hand insert shown.




@POSITIVE INSERTS Unit : mm
Geometry Insert Number LBB| LE Geometry Insert Number LBB| LE
CCET0602V3R/L-SR | 2.2 | 6.4 DCETO0702V3R/L-SR | 25| 7.7
CCETO060201R/L-SR | 2.2 | 6.3 DCET070201R/L-SR | 2.5 | 7.6
CCET060202R/L-SR | 2.2 | 6.2 DCETO070202R/L-SR | 25| 7.4
LBB GAN ,, LBB GAN o
F%ﬁo K CCET060204R/L-SR | 2.2 | 6.0 @ @@lo K7 DCET070204R/L-SR |25 7.1
. |CCET09T3V3R/L-SR | 3.2 | 9.6 2024 |DCET11T3V3R/L-SR | 3.7 |11.6
LE 20" |CCETO9T301R/L-SR | 3.2 | 9.5 LE DCET11T301R/L-SR | 3.7 [11.4
CCET09T302R/L-SR | 3.2 | 9.4 DCET11T302R/L-SR | 3.7 {11.3
Right hand insert shown. |CCET09T304R/L-SR | 3.2 | 9.2 Right hand insert shown. [DCET11T304R/L-SR | 3.7 |11.0
CCET060200R/L-SN | 1.0 | 6.4 DCET070200R/L-SN | 1.0 | 7.7
CCETO0602V3R/L-SN | 1.0 | 6.4 DCETO0702V3R/L-SN | 1.0 | 7.7
CCETO060201R/L-SN | 1.0 | 6.3 DCET070201R/L-SN | 1.0 | 7.6
CCETO060202R/L-SN | 1.0 | 6.2 DCETO070202R/L-SN | 1.0 | 7.4
LBB GAN LBB_GAN
T CCET060204R/L-SN | 1.0 | 6.0 i 20° DCET070204R/L-SN [ 1.0 | 7.1
@ k\—%-l CCETO09T300R/L-SN | 1.5 | 9.6 @ DCET11T300R/L-SN | 1.5 [11.6
LE CCETO09T3V3R/L-SN | 1.5 | 9.6 LE DCET11T3V3R/L-SN | 1.5 [11.6
CCETO09T301R/L-SN | 1.5 | 9.5 DCET11T301R/L-SN | 1.5 [11.4
CCETO09T302R/L-SN | 1.5 | 9.4 DCET11T302R/L-SN | 1.5 [11.3
Right hand insert shown. |CCET09T304R/L-SN | 1.5 | 9.2 Right hand insert shown. [DCET11T304R/L-SN | 1.5 [11.0
CCET0602V3R/LW-SN | 1.0 | 6.4 DCET0702V3R/LW-SN | 1.0 | 7.7
= @'j_f\# CCETO09T3V3R/LW-SN | 1.5 | 9.6 LBB Gé\o"i DCET11T3V3R/LW-SN | 1.5 |11.6
Right hand insert shown. Right hand insert shown.
CCGH060202(M)R/L-F| 1.2 | 3.6 DCGT070202R/L-F 1.0| 3.0
LBB, Gfs"ﬂ CCGH060204(M)R/L-F| 1.4 | 4.4 ; LBE *17° DCGT070204R/L-F 1.0| 3.2
%S# A y /Z%# DCGT11T302R/L-F 1.0| 3.0
LE DCGT11T304R/L-F 1.0| 3.2
Right hand insert shown. *DCGT11T3  type : 14°
CCGT03S1V3L-F 08|14 Right hand insert shown.
CCGT03S101(M)R/L-F| 0.8 | 1.4 DCGT0702V3R/L-SS 1.0| 35
CCGT03S102(M)R/L-F| 0.8 | 1.5 DCGT070201R/L-SS 1.0| 35
LBB Wi CCGT03S104(M)RIL-F| 0.8 | 1.6 GAN’ DCGT070202(M)RIL-SS | 1.0 | 3.5
Y CCGTO04TOV3L-F 1.0 17 N DCGT11T3V3R-SS 1.0| 6.5
CCGTO04T001(M)R/L-F| 1.0 | 1.8 DCGT11T301(M)R/IL-SS| 1.0 | 6.5
CCGTO04T002(M)R/L-F| 1.0 | 1.8 DCGT11T302(M)R/L-SS| 1.0 | 6.5
Left hand insert shown. |CCGT04T004(M)R/L-F| 1.0 | 2.0 Right hand insert shown. [DCGT11T304MR/L-SS | 1.0 | 6.5
CCGT0602V3R/L-SS 1.0 3.0 DCGT0702V3R-SN 1.0| 35
CCGT060201(M)R/L-SS| 1.0 | 3.0 DCGT070201(M)R/L-SN| 1.0 | 3.5
LBB Gﬁl‘g CCGT060202(M)R/L-SS| 1.0 | 3.0 LBB Gé\oN° DCGT070202(M)R/L-SN| 1.0 | 3.5
CCGTO9T3V3R/L-SS 1.0 5.0 DCGT11T3V3R/L-SN 15| 6.5
e CCGT09T301(M)R/L-SS| 1.0 | 5.0 LE DCGT11T301(M)R/IL-SN| 1.5 | 6.5
CCGTO09T302(M)R/L-SS| 1.0 | 5.0 DCGT11T302(M)R/IL-SN| 1.5 | 6.5
Right hand insert shown. [CCGT09T304MR/L-SS | 1.0 | 5.0 Right hand insert shown. [DCGT11T304(M)R/L-SN| 1.5 | 6.5
CCGT0602V3R-SN 1.0 3.0 DEGX150402R/L 2.8(15.2
CCGT060201(M)R/L-SN| 1.0 | 3.0 LEB Gé\oNa DEGX150404R/L 2.8 |14.9
LBB, Gé\otg CCGT060202(M)R/L-SN| 1.0 | 3.0 @ F%h
+ @h CCGTO09T3V3R/L-SN 15|5.0 LE
TE § CCGTO09T301(M)R/L-SN| 1.5 | 5.0 Right hand insert shown.
CCGTO09T302(M)R/L-SN| 1.5 | 5.0 DEGX150402R/L-F 25| 74
Right hand insert shown. |CCGT09T304(M)R/L-SN| 1.5 | 5.0 2 LBB GzAs"ﬂ ) DEGX150404R/L-F 25| 76
CPGT080204R/L-F 18|55 A ? @‘I "/Z%)#
LBB GAN CPGTO090302RIL-F | 1.8 |54
@ 72&# CPGT090304R/L-F 1.8 |55 Right hand insert shown.
LE

Right hand insert shown.

(2]
[
o
w
(2]
z
o
Z
=z
©
=
[

A007



(2]
[
o
w
(2]
z
o
Z
4
"4
=
[

A008

TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

‘POS'T'VE INSERTS Unit : mm
Geometry Insert Number LBB| LE Geometry Insert Number LBB| LE
SPGR090304R 1.8/1.6 VBGT110302R/L-F 1.0 3.0
LBB_GAN LBB_ GAN o VBGT110304R/L-F 1.0|3.2
—4 y ~—a 3}5&# VBGT160402R/L-F | 1.5| 4.5
L 2°7 |VBGT160404RILF | 1.5| 4.7
Right hand insert shown. Right hand insert shown.
TCGT0601V3L-F 1.0 29 VBET1103V3R/L-SR | 2.5| 7.3
LBB GAN o TCGT060101L-F 1.0 3.0 ) LBB G?l'\(;!u Py VBET110301R/L-SR | 2.5 | 7.3
N/ k\—l‘ﬂ" 3/&# TCGT060102R/L-F | 1.0 | 3.0 A{ @h /&# VBET110302R/L-SR | 25| 7.4
2 TCGT060104R/L-F | 1.0 | 3.2 VBET110304R/L-SR | 2.5 | 7.6
Left hand insert shown. Right hand insert shown.
TEGX160302R/L 20|60 VBET110300R/L-SN | 1.0 {11.0
LBB GQON, TEGX160304R/L 2.0]6.0 LBB_GAN VBET1103V3R/L-SN | 1.0 |11.0
20
5 VBET110301RIL-SN | 1.0 [10.8
LE @ VBET110302R/L-SN | 1.0 {10.5
Right hand insert shown. Right hand insert shown. [ VBET110304R/L-SN | 1.0 [11.0
TPGH080202R/L-FS | 0.9 | 2.7 VBET1103V3R/LW-SN | 1.0 {11.0
TPGH080204R/L-FS | 0.9 | 2.9 LBB Gé\otg
TPGH090202RIL-FS | 1.0 | 3.0 ? —
%S L88 *15" TPGHO090204RIL-FS | 1.0 | 3.2 é
20 TPGH110302R/L-FS | 1.4 | 4.2 Right hand insert shown.
LE | TPGH110304R/L-FS | 1.4 | 4.4 VPET080201R-SRF | 0.8 | 2.4
*TPGH1603: type : 14° | TPGH160304R/L-FS | 2.0 | 6.1 LBB GAN 4 VPET080202R-SRF | 0.8 | 2.5
Right hand insert shown.| TPGH160308R/L-FS | 2.0 | 6.5 ‘4 T 13 fg&# VPET1103V3R-SRF | 1.0 | 2.9
TPGR110304R/L 1.3 3.0 VPET110301R-SRF | 1.0 | 3.0
LBB Gfs'! TPGR160304R/L 23|54 Right hand insert shown. [ VPET110302R-SRF | 1.0 | 3.0
TPGR160308R/L 23|51 VCGT080202R/L-F 08| 2.5
LBB GAr‘g VCGT080204R/L-F 08| 2.6
Right hand insert shown. y E;j'ﬁs /&#
TPGX080202R/L 1.3 3.9
TPGX080204R/L 1.3 | 4.1 Right hand insert shown.
LBB GAN TPGX090202R/L 16|48 VDGX160302R/L 20| 6.0
é% Q_}mé};& TPGX090204R/L 1.6 | 5.0 LBB Gékstg & VDGX160304R/L 20| 6.1
20° TPGX090208R/L 14|47 @h V/Z&#
-LE TPGX110302L 18|54 é@ 20
TPGX110304R/L 1.8 5.5 Right hand insert shown.
Right hand insert shown. | TPGX110308R/L 1.8 5.9 WBGT0201V3L-F 1.0] 2.0
WBGT020101L-F 1.0| 2.0
WBGT020102L-F 1.0| 21
LB Gf‘a”’ % WBGT020104L-F | 1.0 | 2.2
WBGTL302V3L-F 1.0| 2.0
LE WBGTL30201L-F 1.0| 2.0
WBGTL30202R/L-F | 1.0 | 2.1
Right hand insert shown. [ WBGTL30204R/L-F 1.0] 2.2
WCGT020102R/L 1.0| 21
LBB G;\SN ) WCGT020104R/L 1.0] 2.2
M /Z&# WCGTL30202L 1.0| 21
WCGTL30204L 1.0 2.2
Right hand insert shown
WPGT040204R/L-FS | 1.0 | 3.2
LBB Gfﬁ'! & WPGT060304R/IL-FS | 1.0 | 3.2
K 20°
Right hand insert shown.




TOOL NAVI

Hl OUTLINE

TOOL NAVI supports our customers with information and suitable cutting conditions for each work material by selecting an optimal
indexable insert together with the optional tool.

Il LABEL INDICATION ®
520 ®Work materials &
lll(ll:‘ullwuj!!ll!!!!!‘lslI!l!lll‘,l:l,llwlcll!;l!lz‘lym""“‘”""”"" 691NZ1AM3B9 Eg% ’g P : Steel (Material reference : Carbon steel, alloy steel 180HB) 2
CNMG432MP MINFNORRRT O i~ % M : Stainless steel (Material reference : Austenitic stainless steel 180HB) 2
|®VC 3:‘;_1go"mlmm“ S H o MADE IN JAPAN § % K : Cast iron (Material reference : Gray cast iron, ductile cast iron 180HB) z
P Bﬂ?ﬁﬁgﬁmev—@ 5| : N : Aluminium alloy, non-ferrous metal 2
0.006 - 0.020 IPR . . . .
*1 The above is an example. There may be inserts recommended for multiple work materials. S Material reference : Titanium alloy 320HB, Ni, Co-Based Alloy 400HB
*2 Please contact us for recommended cutting conditions using H : Hardened steel 60HRC
coefficient values other than the above.
@Cutting speed standards Q@ Feed rate
VVorkTooILife—. Minimum and maximum feed rate settings are based on the
Material Lffe  |Performance| \Vork Material | Hardness chip control range of the chip breaker.
P 90min 15min Carbon steel, alloy steel| 180HB
M 90min 15min Stainless steel 180HB
K 90min 15min Cast iron 180HB
) ) Titanium alloy 320HB
e 25min SMin - i Co-Based alloy | 400HB
H 80min 10min Hardened steel 60HRC

*3. N :Life based on each grade. For stable choose the performance cutting speed and for unstable choose the tool life feed rate.
*4. The tool life is based on the following (VB wear). Some materials include elements other than this.

PMKS --- VB=0.3mm

H - VB=0.1mm

l TOOL LIFE

Cutting speed has a large affect on tool life. TOOL NAVI is based on Taylor's equation (relationship vc T"=C between tool grade, cutting conditions,
and tool life). Therefore, performance speed and tool life is found for each work material. When the customer requires a different tool life, obtain
coefficient values of the grade you use from the charts below. Multiply the coefficient values by the cutting speed to calculate a new cutting speed.

@ P Grade (Steel) cutting speed coefficient values. @ K Grade (Cast Iron) cutting speed coefficient values.

Grade 0l Life]l 15min | 30min | 45min | 60min | 90min  Gage—1e@ Lifel 15min | 30min | 45min | 60min | 90min
UE6105 1.00 0.79 0.69 0.63 0.55 MC5005 1.00 0.83 0.75 0.70 0.63
MC6015 1.00 0.82 0.72 0.67 0.59 MC5015 1.00 0.83 0.75 0.69 0.62
MC6025 1.00 0.83 0.75 0.69 062 (ex) Medium cutting of steel

MC6035 1.00 0.88 0.82 0.78 0.73 The 1st recommendation : MC6025
Indexable inserts : CNMG120408-MP
MP3025 1.00 0.85 0.77 0.72 0.65 Recommended cutting speed : vc=310m/min
NX2525 | 100 | 087 | 080 | 076 | 0.70 (Tool life : 15min.) 3
@ M Grade (Stainless Steel) cutting speed coefficient values. Tool life required by the customer : 30min,

Grade—leol Lifel  15min | 30min | 45min | 60min | 90min
MC7015 1.00 0.83 0.75 0.70 0.63
MC7025 1.00 0.90 0.84 0.80 0.75
MP7035 1.00 0.84 0.76 0.71 0.62
uUs735 1.00 0.78 0.68 0.61 0.53

310%0.83=257m/min

H HARDNESS OF THE WORK MATERIAL
Hardness of the work material also affects tool life. Mitsubishi's TOOL NAVI suggests cutting speed variations when hardness
differs. Obtain the suitable coefficient value for each type of work material from the chart below. Multiply the coefficient value by the
recommended cutting speed of the grade you use to calculate a new cutting speed.

. - — (Hardness of Workpiece) I“
Work Material

120HB | 140HB | 160HB | 180HB | 200HB | 220HB | 240HB | 260HB | 280HB | 300HB | 320HB | 340HB
P 1.34 1.19 1.08 1.00 0.92 0.85 0.80 0.75 0.71 0.68 0.64 0.61
M 1.41 1.23 1.10 1.00 0.91 0.85 0.78 0.72 0.68 0.64 0.61 0.58
K 1.27 1.19 1.09 1.00 0.97 0.91 0.88 0.85 0.81 0.78 0.75 0.72

A009



TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

n @Selection of optimum inserts for turning

chip breakers for each application area in turning.

ECUTTING CONDITIONS

Continuous Cutting

@ stabie Cutting o enneres

(2]
24
14
w
[72]
Z
[©]
z
P4
['4
2
(=4

‘ General Cutting

Heavy Interrupted Cutting

# Unstable Cuttn’]g Irregular Depth of Cut

Low Clamping Rigidity Cutting

Finish Cutting _
FY SY
‘ VP25N VP25N

P Mild Steel ex: ss400, s10c)

NEGATIVE INSERTS

Securely Clamped Component Cutting

The following diagrams show for each type of work material, the optimal combination of suitable grades and

BECUTTING AREA

P Mild Steel
8

fE\7

E®6

3° G

54 \

£3

1

001 03 05 07
Feed (mm/rev)

vc : Cutting Speed
f :Feed
ap : Depth of Cut

Cutting Area

1st Recommendation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
. F FY VP25N 285—450 0.09—0.23 0.20—0.80
. Stable Cutting

L sY VP25N 260—410 0.16—0.33 0.50—1.20
. F FY MP3025 275—425 0.09—0.23 0.20—0.80

‘ General Cutting
L SY MP3025 255—385 0.16—0.33 0.50—1.20
. F FY UE6020 285—465 0.09—0.23 0.20—0.80

# Unstable Cutting
L sY UE6020 260—425 0.16—0.33 0.50—1.20

A010



[ @ stable Cutting ﬂ Finish Cutting

\ [
‘& ‘ General Cutting uLight Cutting
L o
® unstable cuting [T ] Medium cutiing

L No ;3 Rough Cutting

01 03 05 07

Feed (mm/rev) m Heavy Cuttlng
Finish Cutting _ _ Rough Cutting Heavy Cutting

FP LP MP RP HX

NX2525 MC6015 MC6015 MC6015 MC6025

Depth of Cut (mm)
o =2 N W s o N

P Carbon Steel « Alloy Steel (ex: sssc, scmaso) e : Culling Spoed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 210—300 0.08—0.25 0.10—1.00
L LP MC6015 210—360 0.10—0.40 0.30—2.00
. M MP MC6015 195—330 0.16—0.50 0.30—4.00
Stable Cutting R RP MC6015 185—310 0.25—0.60 1.50—6.00
H HX MC6025 165—265 0.50—1.26 3.00—11.00
F FP MP3025 215—330 0.08—0.25 0.10—1.00
L LP MC6015 210—360 0.10—0.40 0.30—2.00
‘ M MP MC6015 195—330 0.16—0.50 0.30—4.00
General Cutting R RP MC6015 185—310 0.25—0.60 1.50—6.00
H HX MC6025 165—265 0.50—1.26 3.00—11.00
F FP MC6025 230—375 0.08—0.25 0.10—1.00
L LP MC6025 210—345 0.10—0.40 0.30—2.00
# M MP MC6025 195—315 0.16—0.50 0.30—4.00
Unstable Cutting R RP MC6025 185—295 0.25—0.60 1.50—6.00
H HX MC6035 140—200 0.50—1.26 3.00—11.00

CLASSIFICATION > A042

TURNING INSERTS =

A011



TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

M Stainless Steel (<20018) ‘ Stable Cutting uLight Cutting
8 1 [ ]

W— ‘ General Cutting m Medium Cutting

I

I # Unstable Cutting E Rough Cutting
N+
1

03 05 07
Feed (mm/rev)

_ Medium Cutting Rough Cutting Heavy Cutting
Q LM MM RM HL

TURNING INSERTS H

Depth of Cut (mm)
o =2 N W s o N

0.

MC7015 MC7015 MC7015 US735

L

@ LM RM

MC7025 MC7025 MC7025 Us735

@ LM MM RM HL

MP7035 MP7035 MP7035 US735
M Stainless Steel ex: susaos, susate) ve : Cutting Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
L LM MC7015 180—285 0.10—0.30 0.30—2.00
Q M MM MC7015 160—260 0.15—0.45 0.70—5.00
R RM MC7015 155—245 0.25—0.55 1.50—6.00
Stable Cutting H HL uUSsS735 75—140 0.40—1.00 1.50—8.00
L LM MC7025 165—220 0.10—0.30 0.30—2.00
@ M MM MC7025 150—200 0.15—0.45 0.70—5.00
R RM MC7025 140—190 0.25—0.55 1.50—6.00
General Cutting H HL uUS735 75—140 0.40—1.00 1.50—8.00
L LM MP7035 95—155 0.10—0.30 0.30—2.00
% M MM MP7035 90—145 0.15—0.45 0.70—5.00
R RM MP7035 85—135 0.25—0.55 1.50—6.00
Unstable Cutting H HL USs735 75—140 0.40—1.00 1.50—8.00
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.|

@ swviecuting [ Liont cuting
ﬁ: ‘ General Cutting m Medium Cutting
@)

# Unstable Cutting E Rough Cutting

|

!

0.1 03 05 07
Feed (mm/rev)

TURNING INSERTS =

Depth of Cut (mm)
o =2 N W s o N

_ _ Rough Cutting Heavy Cutting
‘ LK MK RK Flat Top

MC5005 MC5005 MC5005 MC5005

K Cast Iron ¢ Ductile Cast Iron (x: rcaoo) Ve £ Culling Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
L LK MC5005 230—365 0.10—0.40 0.30—2.00
. M MK MC5005 210—335 0.20—0.55 1.00—4.00
R RK MC5005 195—315 0.25—0.60 1.50—6.00
Stable Cutting H Flat Top MC5005 195—315 0.20—0.60 2.50—6.00
L LK MC5015 205—335 0.10—0.40 0.30—2.00
‘ M MK MC5015 190—305 0.20—0.55 1.00—4.00
_ R RK MC5015 180—285 0.25—0.60 1.50—6.00
General Cutting H Flat Top MC5015 180—285 0.20—0.60 2.50—6.00
L LK MC5015 205—335 0.10—0.40 0.30—2.00
# M MK MC5015 190—305 0.20—0.55 1.00—4.00
R RK MC5015 180—285 0.25—0.60 1.50—6.00
Unstable Cutting H Flat Top MC5015 180—285 0.20—0.60 2.50—6.00

CLASSIFICATION >A042 A013




TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

@ swbiecutng [ Finish Cutiing
@- ‘ General Cutting u Light Cutting

w

IN)

® unstable cuting [T ] Medium cutiing

Depth of Cut (mm)

TURNING INSERTS H
IS

OA

Py
o
(=

Q
>
(@)
(=
&
=)

Q@

01 02 03 04
Feed (mm/rev)

Finish Cutting _ Medium Cutting Rough Cutting
LS(M) LS(M) MS RS

MT9015 MT9015 MT9015 MT9015

Titanium Alloy (ex: Ti-6a-4v) ve : Cutting Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
. L LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
) M MS MT9015 40—80 0.10—0.25 0.50—4.00
Stable Cutting R RS MT9015 35—75 0.20—0.35 1.00—4.00
F LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
‘ L LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
_ M MS MT9015 40—80 0.10—0.25 0.50—4.00
General Cutting R RS MT9015 35—75 0.20—0.35 1.00—4.00
F FJ RT9010 45—95 0.07—0.20 0.10—1.00
# L MJ(M) RT9010 40—85 0.07—0.25 0.40—1.50
_ M MS RT9010 40—80 0.10—0.25 0.50—4.00
Unstable Cutting R GJ RT9010 35—75 0.16—0.35 1.00—3.00
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@ swbiecutng [ Finish Cutiing
@- ‘ General Cutting u Light Cutting
® unstable cuting [T ] Medium cutiing

IS

w

IN)

Depth of Cut (mm)

TURNING INSERTS =

04

Py
o
(=

Q
>
(@)
(=
&
=)

Q@

01 02 03 04
Feed (mm/rev)

Finish Cutting _ _ Rough Cutting
LS(M) LS(M) MS RS

MP9005 MP9005 MP9005 MP9015

. Ni, Co-Based Alloy (x: nconei71e) ve  uting Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area . 1st Recomme.ndation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)

F LS(M) MP9005 30—110 0.10—0.25 0.20—0.80

. L LS(M) MP9005 30—110 0.10—0.25 0.20—0.80

) M MS MP9005 30—100 0.10—0.25 0.50—4.00

Stable Cutting R RS MP9015 20—75 0.20—0.35 1.00—4.00

F LS(M) MP9015 25—85 0.10—0.25 0.20—0.80

‘ L LS(M) MP9015 25—85 0.10—0.25 0.20—0.80

_ M MS MP9015 25—80 0.10—0.25 0.50—4.00

General Cutting R RS MP9015 20—75 0.20—0.35 1.00—4.00

F FJ VP15TF 20—40 0.07—0.20 0.10—1.00

# L LS(M) MP9025 20—30 0.10—0.25 0.20—0.80

_ M MS MP9025 20—30 0.10—0.25 0.50—4.00

Unstable Cutting R RS MP9025 15—25 0.20—0.35 1.00—4.00

CLASSIFICATION >A042 AQ015




TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting

NX2525

TURNING INSERTS H

$ 06 0

LP

NX2525

P Mild Steel &x: ss400, s10c)

7°POSITIVE INSERTS WITH HOLE

MP

NX2525

@ stavle Cutting
‘ General Cutting
# Unstable Cutting

ﬂ Finish Cutting

Depth of Cut (mm)

0 01 02 03 04
Feed (mm/rev)

vc : Cutting Speed
f :Feed
ap : Depth of Cut

Cutting Area

1st Recommendation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 225—320 0.04—0.20 0.20—0.90
. L LP NX2525 225—320 0.06—0.25 0.20—1.00
Stable Cutting M MP NX2525 185—270 0.08—0.30 0.30—2.00
F FP MC6015 250—425 0.04—0.20 0.20—0.90
‘ L LP MC6015 250—425 0.06—0.25 0.20—1.00
General Cutting M MP MC6015 210—355 0.08—0.30 0.30—2.00
F FP MC6025 250—405 0.04—0.20 0.20—0.90
# L LP MC6025 250—405 0.06—0.25 0.20—1.00
Unstable Cutting M MP MC6025 210—340 0.08—0.30 0.30—2.00
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Finish Cutting _ _
FP LP MP

NX2525 NX2525 NX2525 & unstable Cutting

ﬂ Finish Cutting

@ stavle Cutting
‘ General Cutting

TURNING INSERTS =

Depth of Cut (mm)

0 01 02 03 04
Feed (mm/rev)

P Carbon Steel « Alloy Steel (ex: sssc, scmaso) ve : Culing Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recomme.ndation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 165—240 0.04—0.20 0.20—0.90
. L LP NX2525 165—240 0.06—0.25 0.20—1.00
Stable Cutting M MP NX2525 140—200 0.08—0.30 0.30—2.00
F FP MC6015 185—315 0.04—0.20 0.20—0.90
‘ L LP MC6015 185—315 0.06—0.25 0.20—1.00
General Cutting M MP MC6015 155—260 0.08—0.30 0.30—2.00
F FP MC6025 185—300 0.04—0.20 0.20—0.90
# L LP MC6025 185—300 0.06—0.25 0.20—1.00
Unstable Cutting M MP MC6025 155—250 0.08—0.30 0.30—2.00

CLASSIFICATION >A060 AQ017




TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting ‘ Stable Cutting
‘ General Cutting
FM LM MM

VP15TF MC7025 MC7025 & unstavle Cutting

E Finish Cutting

E u Light Cutting
B o—; ;_......, m Medium Cutting
FM LM MM

VP15TF MC7025 MC7025

O

TURNING INSERTS H

@

&

FM LM MM

VP15TF MP7035 MP7035
M Stainless Steel (<200H8)
JuE
3,
&I
i
0 01 02 03 04
Feed (mm/rev)
M Stainless Steel Ex: sussos, sus3ie) ve : Cutting Speed
7°POSITIVE INSERTS WITH HOLE ap Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FM VP15TF 75—125 0.04—0.20 0.20—0.90
Q L LM MC7025 140—190 0.06—0.25 0.20—1.00
Stable Cutting M MM MC7025 120—160 0.08—0.30 0.30—2.00
F FM VP15TF 75—125 0.04—0.20 0.20—0.90
@ L LM MC7025 140—190 0.06—0.25 0.20—1.00
General Cutting M MM MC7025 120—160 0.08—0.30 0.30—2.00
F FM VP15TF 7o=122% 0.04—0.20 0.20—0.90
{E L LM MP7035 85—135 0.06—0.25 0.20—1.00
Unstable Cutting M MM MP7035 70—115 0.08—0.30 0.30—2.00
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MK ‘ General Cutting
M K M K Flat Top

MC5005 MC5005 MC5005 & unstable Cutting

ﬂ Finish Cutting

@ stavle Cutting

TURNING INSERTS E

Depth of Cut (mm)

’ Feed (On'nzmlre?/j3 o4
K Cast Iron ¢ Ductile Cast Iron (x: rcaoo) Ve £ Culling Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)

F MK MC5005 165—265 0.08—0.30 0.30—2.00
. L MK MC5005 165—265 0.08—0.30 0.30—2.00
Stable Cutting M MK, Flat Top MC5005 165—265 0.08—0.30 0.30—2.00
F MK MC5015 150—240 0.08—0.30 0.30—2.00
‘ L MK MC5015 150—240 0.08—0.30 0.30—2.00
General Cutting M MK, Flat Top MC5015 150—240 0.08—0.30 0.30—2.00
F MK MC5015 150—240 0.08—0.30 0.30—2.00
# L MK MC5015 150—240 0.08—0.30 0.30—2.00
Unstable Cutting M MK, Flat Top MC5015 150—240 0.08—0.30 0.30—2.00

CLASSIFICATION >A060 AQ019




TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

AZ

HTi10

(2]
24
14
w
[72]
Z
[©]
z
P4
['4
2
(=4

¥ az

HTi10

N Aluminium Alloy (ex: aeos1, A7075)
7°POSITIVE INSERTS WITH HOLE

@ stavle Cutting

‘ General Cutting

# Unstable Cutting

W3 Finish Cutting

vc : Cutting Speed

: Feed

ap : Depth of Cut

1st Recommendation

Cutting Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
@ Stable Cutting F AZ HTi10 300—700 0.10—0.40 0.20—3.00
@ General Cutting F AZ HTi10 300—700 0.10—0.40 0.20—3.00
& Unstable Cutting F AZ HTi10 300—700 0.10—0.40 0.20—3.00
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LS-P

MT9005

FS-P

MT9005

MS

MT9005

@ stavle Cutting

‘ General Cutting

# Unstable Cutting

ﬂ Finish Cutting

[S  Teanumaioy |
4
0 _07 : o.‘z 03 04
Feed (mm/rev)
Titanium Alloy (ex: Ti-6a1-4v) ve : Cuting Spead
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recomme.ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
. L LS-P MT9005 40—80 0.04—0.15 0.30—3.00
Stable Cutting M MS MT9005 35—65 0.08—0.25 0.30—2.00
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
‘ L LS-P MT9005 40—80 0.04—0.15 0.30—3.00
General Cutting M MS MT9005 35—65 0.08—0.25 0.30—2.00
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
# L Ls-P MT9005 40—80 0.04—0.15 0.30—3.00
Unstable Cutting M MS MT9005 35—65 0.08—0.25 0.30—2.00

CLASSIFICATION > A060

TURNING INSERTS E
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TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING
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MS

MP9005

Finish Cutting _ Medium Cutting
FS LS(G)

MP9005 MP9005

@ stavle Cutting

‘ General Cutting

# Unstable Cutting

ﬂ Finish Cutting

[S  NiCoBasedloy |
4
S,
0 _07 : 0.‘2 03 04
Feed (mm/rev)
Ni, Co-Based Alloy (Ex : Inconel718) "f" fg:g;"g Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area ) 1st Recommgndation
Chip Breaker Grade ve (m/min) f (mm/rev) ap (mm)
F FS MP9005 25—95 0.04—0.12 0.20—1.40
. L LS(G) MP9005 25—95 0.04—0.15 0.30—3.00
Stable Cutting M MS MP9005 20—80 0.08—0.25 0.30—2.00
F FS MP9015 20—75 0.04—0.12 0.20—1.40
‘ L LS(G) MP9015 20—75 0.04—0.15 0.30—3.00
General Cutting M MSs MP9015 20—60 0.08—0.25 0.30—2.00
F FS MP9015 20—75 0.04—0.12 0.20—1.40
# L LS(G) MP9015 20—75 0.04—0.15 0.30—3.00
Unstable Cutting M MS MP9015 20—60 0.08—0.25 0.30—2.00

* The G class is recommended for the above FS/LS breaker
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R-R/L Standard Standard

NX2525 NX2525 NX2525 & unstable Cutting

ﬂ Finish Cutting

@ stavle Cutting
‘ General Cutting

TURNING INSERTS =

P Mild Steel Ex: ssa00, s1oc) e : Culing Speed
11°POSITIVE INSERTS WITHOUT HOLE ap Depth of Cut
Cutting Area ) 1st Recomme:ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F R-R/L NX2525 225—320 0.05—0.12 0.20—0.60
. L Standard NX2525 185—270 0.08—0.30 0.30—2.00
Stable Cutting M Standard NX2525 185—270 0.08—0.30 0.30—2.00
F R-R/L NX2525 225—320 0.05—0.12 0.20—0.60
‘ L Standard UE6110 210—355 0.08—0.30 0.30—2.00
General Cutting M Standard UE6110 210—355 0.08—0.30 0.30—2.00
F R-R/L UTi20T 115—165 0.05—0.12 0.20—0.60
# L Standard UE6020 195—320 0.08—0.30 0.30—2.00
Unstable Cutting M Standard UE6020 195—320 0.08—0.30 0.30—2.00

CLASSIFICATION > A060,A068 A023
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TURNING INSERTS

OPTIMUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING
Finish Cutting _ Medium Cutting

NX2525

R-R/L

NX2525

NX2525

P Carbon Steel ¢ Alloy Steel (ex: s4sc, scmado)

11°POSITIVE INSERTS WITHOUT HOLE

Standard Standard

@ stavle Cutting
‘ General Cutting
# Unstable Cutting

ﬂ Finish Cutting

vc : Cutting Speed
f :Feed
ap : Depth of Cut

1st Recommendation

Cutting Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F R-R/L NX2525 165—240 0.05—0.12 0.20—0.60
. L Standard NX2525 140—200 0.08—0.30 0.30—2.00
Stable Cutting M Standard NX2525 140—200 0.08—0.30 0.30—2.00
F R-R/L NX2525 165—240 0.05—0.12 0.20—0.60
‘ L Standard UE6110 155—260 0.08—0.30 0.30—2.00
General Cutting M Standard UE6110 155—260 0.08—0.30 0.30—2.00
F R-R/L UTi20T 85—120 0.05—0.12 0.20—0.60
# L Standard UE6020 145—240 0.08—0.30 0.30—2.00
Unstable Cutting M Standard UE6020 145—240 0.08—0.30 0.30—2.00




R-R/L
‘ NX2525

Flat Top
UcCc5105

Flat Top

UC5105

K Cast Iron « Ductile Cast lron x: Fc300)
11°POSITIVE INSERTS WITHOUT HOLE

' Stable Cutting
‘ General Cutting
# Unstable Cutting

ﬂ Finish Cutting

vc : Cutting Speed
f :Feed
ap : Depth of Cut

Cutting Area

1st Recommendation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F R-R/L NX2525 145—200 0.05—0.12 0.20—0.60
. L Flat Top UC5105 135—245 0.08—0.30 0.30—2.00
Stable Cutting M Flat Top UC5105 135—245 0.08—0.30 0.30—2.00
F R-R/L NX2525 145—200 0.05—0.12 0.20—0.60
‘ L Flat Top UCc5115 130—240 0.08—0.30 0.30—2.00
General Cutting M Flat Top UcC5115 130—240 0.08—0.30 0.30—2.00
F R-R/L UTi20T 80—115 0.05—0.12 0.20—0.60
# L Flat Top VP15TF 115—160 0.08—0.30 0.30—2.00
Unstable Cutting M Flat Top VP15TF 115—160 0.08—0.30 0.30—2.00

CLASSIFICATION > A068

TURNING INSERTS E
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TURNING INSERTS

PRECISION BREAKER SYSTEM

ANGULAR AND PARALLEL CHIP BREAKERS (NEGATIVE INSERTS)
BCHIP CONTROL RANGE

7
'—
[
w
7]
=z
g R/L
= ’é Breaker
] £ K
g F Breaker
] Breaker
<
g FS
o Breaker

l Feed (mm/rev) >

BFEATURES OF CHIP BREAKER

DNGG SNGG
Type Type

VNGG

Breaker Features Type

@ For precision finishing.

@ Small width lead breaker

FS for good chip control. - -

@ Sharp cutting edge gives a
good surface finish.

@ For finish cutting.

@ Lead breaker controls

F chip flow. - -

@ Sharp cutting edge gives a
good surface finish.

@ Parallel breaker for light
cutting.

K @ Excellent chip control for - -

low to medium feed rates.

@ Parallel breaker for medium
cutting.

R/L | @ Good chip control for

medium feed rates.
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ANGULAR AND PARALLEL CHIP BREAKERS (POSITIVE INSERTS)
BCHIP CONTROL RANGE

SN

Breaker

SS

Breaker

SR

(2]
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w
(2]
z
o
Z
=z
©
=
[
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Breaker

BFEATURES OF CHIP BREAKER

Breaker| Features CCET Type CCGT Type DCET Type DCGT Type VBET Type

@ The wide lead breaker for

medium cutting is suitable for =
SR automatic lathe machining.
@ The insert design for low

resistance controls chip flow.
@ The parallel breaker for

light cutting is suitable for
Ss automatic lathe machining. —
@ Excellent chip control at

low feed rates.

f=c=——1

@ The parallel breaker for
general purpose is suitable
SN for automatic lathe machining.
@ Excellent chip control for

low to medium feed rates.

CCGHICCGT | CPGT DCGT TPGH TCGT | VBGTVCGT | WBGT WCGT WPGT

EILELEl RIS Type Type Type Type Type Type Type Type Type

@ For precision finishing.

@ Small width lead breaker
FS for excellent chip control. —_ —_ —_ — —_ —_ —_
@ Sharp cutting edge gives a
good surface finish.
@ For finish cutting.

@ Lead breaker controls chip s =

ol 848 - = - | -
@ Sharp cutting edge gives a

good surface finish.

@ Lead breaker for light
cutting.

RIL  |@ Good chip control for low - - - - - - -

to medium feed rates.

@ For light cutting.
@ Good chip control for low
Standard| to medium feed rates. -




TURNING INSERTS

WIPER INSERT

What is a Wiper Insert?

- The wiper insert is designed with a wiper edge that is
situated where the straight edge meets the corner

dius.
radius / Wiper

« In comparison to conventional
breakers, the surface finish does
not deteriorate even if the feed
rate is doubled.

» Machining at high feed rates
improves cutting efficiency.

(2]
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o
w
(2]
z
o
Z
4
"4
=
[

@ Improving Surface Finish

Under the same machining conditions as conventional breakers, but with the feed rate
increased, the surface finish of the workpiece can be improved.

@ Improving Efficiency

High feed rates not only shortened machining times but also make it possible to
combine roughing and finishing operations.

@ Increased Tool Life

When a change to high feed conditions, the time required to cut one component is decreased,
thus more parts can be machined with each insert. In addition, the high feed rate prevents
rubbing, therefore, delaying the progression of wear and increasing the tool life of the insert.

@ Improving Chip Control

Under high feed conditions, the chips generated become thicker and are more easily
broken, thus, chip control is improved.

Finished surface
Same surface
roughness

— +

Wiper insert
+
High feed (The feed rate is doubled.)

*Please use a wiper insert at high feed rate.

0 0.2 0.4 0.6 0.8

Feed f(mm/rev)

even if the feed rate is doubled

Standard insert

The conventional feed condition

40 <Cutting Conditions>
» Standard Insert Workpiece : JIS 845C
4 30 fommmmmmm e Insert : CNMG 120408
£ N Cutting Speed=200m/min
2¢€ Depth of Cut=1.5mm
€= 20 [ gl BRI Feed Speed=0.2—-0.6mm/rev
3 E Wet Outer Diameter Cutting
o
s 10

0

<Ex>The surface roughness does not deteriorate
(0.3—0.6)!

B A wiper insert + machining at high feed rate
+» Reduced machining time (per workpieces)
« Increased number of workpieces (per definitive time period)
« Improving chip control

B A wiper insert + machining at conventional feed rate
« Eliminating the finishing step by roughing and finishing together
(Separate roughing and finishing steps = Single-step machining)

* Reducing cycle times
* Increased productivity
* Avoiding Line-Stoppage

<The Realization of Reduced Costs!!>

M The estimate of finished surface roughness when using a wiper insert

The effects of wiper inserts on external
machining, boring and facing.

;r *The surface roughness when machining at |
,corner R or taper angle over 5°, is the same ;
' as machining with standard inserts. |

Rz(W)=Rzx0.5

Rz(W)=Finished surface roughness
when using a wiper insert.
Rz : Finished surface roughness from
conventional conditions.
(When using a standard insert)
= Effective uses of a wiper insert
= Non effective uses of a wiper insert

In case the
angle is over
than 5°

Hl Special attention is not necessary when using CNMG « WNMG ¢« CCMT types

@®No Restriction for Holders
A standard holders can be used.
(%A double clamp, high rigidity tool is
recommended.)

End Cutting
Angle

Non
restriction

End Cutting

B Not Necessary to Adjust

the Machining Programme
Conventional machining
programmes can be used.

Angle
75°

T (The CNMG « WNMG « CCMT
types are based Not
The CNMG type can on the
be used as a wiper at ISO/ANSI.) n9095§ary to
the 100°corner. ad]ust

M Special attention is necessary when using the DNMX ¢ TNMX types due to the special top face geometry

@®Restriction for Holders

Use a holder with end cutting angle 93° for improving wiper efficiency. A holder with end

cutting angle 91° can improve wiper efficiency (see the following figure), however, there is no
Ex):Theoretical surface roughness of holders
in using the TNMX160412-MW.

wiper efficiency with other end cutting

@ Necessary to Adjust
the Machining Programme
When machining errors occur, please
adjust the programme.

(The DNMX-TNMX types are not

Vs

IS
o

angles (60°, 90°, 107°etc.).

The hole geometry of the DNMX and TNMX type are
the same as the DNMG and TNMG types. The "X"
represents the special geometry of the Corner point.

w
=}

End Cutting Angle

o~

Theoretical Surface
=

Roughness Rz (m)
N
o

93°

———— MW (93°)
— ¢ — MW(91°)
—#— Standard

based on the ISO/ANSI. Please
refer to the next page.)

Standard corner
radius

corner radius,

Wiper corner

/radius

Adjustment

(Specified)

A028
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BAdjustment of machining programmes for DNMX « TNMX types

Basic Process) Adjusting Toward X-axis and Z-axis | Agjustment toward Z«axis
Adjusting the differential between a standard insert and Z-axis / X-axis.

Standard insert

Adjustment toward X-axis

DNMX, TNMX
type

Standard insert
(Not closed to Corner R)

0.01mm

DNMX, TNMX
type

(2]
[
o
w
(2]
z
o
Z
=z
©
=
[

Corner radius 0.4,0.8: 0.04 mm
Cornerradius 1.2 :0.05 mm

A) Adjusting a Taper #Necessary to maintain a correct taper.

Adjust the relief angle toward the normal line.
Geometry of

adjusted programme

Note1) Adjust the angle toward the normal line in the case where the
adjustment number is minus (6 =60°—70°) and is not machined completely.

Classification

Taper Angle 6°
Corner Radius
-25—-15| -10 -5 0 5 10 15 20—35 40 45 50 55} 60—65 70 75—85 90
1.2 0.04 0.03 0.01 0 0.02 0.03 0.04 0.05 0.04 0.04 0.02 0.01 -0.01 0 0.01 0
0.8 0.03 0.02 0.01 0 0.01 0.02 0.03 0.04 0.03 0.03 0.02 0 -0.01 0 0.01 0
0.4 0.02 0.01 0.01 0 0.01 0.01 0.02 0.02 0.02 0.01 0.01 0 -0.01 -0.01 0 0

The number—+numbers:adjustment of relief angle, -numbers:adjustment of drive-in angle (mm)

B) Adjusting a Corner R *Necessary to maintain a correct comer radius.
Adjust the work diameter same as the taper to prevent over-cut.

The value of adjustment to work R Ex) : In case of machining R 2.0 when using a corner R 1.2 type insert.
= Work R + the adjustment value Geometry of adjusted

*No adjusting the corner radius in this case. programme

The corner radius The adjustment amount on the

of the insert workpiece radius.

Comer Radius 0.4 = Work Radius+0.05(mm)

Corner Radius 0.8 2| Work Radius+0.11(mm) =2.0 +0.14
Workpiece Work radius Adjusted conditions

radius 2.0

Workpiece

Comer Radius 1.2 2| Work Radius+0.14(mm) =~ radius 2.0

The actual machining
geometry

In correcting corner radius:
It is not necessary to adjust the machining programme, however, machining errors can occur within max.
The Easy-to-correct Method :0.03mm due to correcting by an approximate number.

Corner Radius Correction Input the correction number of each corner radius.

The value of corrected corner radius Ex):In the case of machining a corner with a radius R 2.0 when using
= approximation an insert with a corner radius R 1.2.

*No adjusting the machining the programme in this case.
| L

Others) The value of correction is same for both DNMX and TNMX. Discriminate them by the size of corner radius.

The corner radius The value of corrected
of ainsert corner radius = approximation

Corner Radius 0.4 = R0.36(mm)
Corner Radius 0.8 RO0.76(mm)
Corner Radius 1.2= ' R1.16(mm)
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TURNING INSERTS

GRADES FOR TURNING

@INDEXABLE INSERT GRADES FOR TURNING
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TURNING APPLICATION RANGE

7
P STEEL M STAINLESS STEEL E
®
| | z
Cermet and Coated Cermet g
400 300 E
\ %
CVD ¢ PVD Coated Carbide ~ =
UE6105 MC7015
E 300 AP25N E
E VP25N \‘ E 200
= . MC6015 3
(0] . [0
& 00 || NX2523 & CVD + PVD Coated Carbide
g MP3025 -.:MC6025 g
£ 0 . E=
3 S’ P45N :' \MCG035 Cemented Carbide 3 100
10 _ VP15TF 5 MP7035 _
"""""" > anted Carbide
0 0.2 0.4 0.6 0.8 0 0.1 0.2 0.3 0.4 0.5 0.6
Feed (mm/rev) Feed (mm/rev)
K CAST IRON N NON-FERROUS METAL
500 —
e intered CBN \
i [ =~ |.solidcBN
Vo MBS140 s0 || MD205
wo ||MB#120: O\ MD220
MB710 : yic5005
MB730 : MD230 Sintered Diamond
5 5 T o0 MD2030
€ 300 [~ b =
?é ‘ """""" Cermet and Coated Cermet ?é Cemented Carbide
g AP25N". CVD « PVD Coated Carbide 2 /
& VP25N © MC5015 2 400 ||
£ 200 [HNX2525 ' £ v
= TR I N TR . 5
3 * VP1ORT 3
----- “VP15TF
100 HTiO5T : , 200 |— HTi10
Cemented Carbide
I —
0 0.2 0.4 0.6 0.8 0 0.1 0.2 0.3 0.4
Feed (mm/rev) Feed (mm/rev)
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TURNING INSERTS

TURNING APPLICATION RANGE

@®Recommendation of the insert grade based on cutting speed and conditions for each
workpiece.

P STEEL (Medium to Rough Cutting) P STEEL (Finish Cutting)

TURNING INSERTS H

400 400
UEG105 |
c 300 I N SR T 300 frococoe e ]
£ —_— £ 1
£ ! £ !
3 MC6015 | ’ 3 AP25N . MP3025
g | MC6025 | g !
o 200 ; | MC6035 » 200 ;
2 ! : o :
£ : g ! NX3035
© © NX2525
100 VP15TF 100 |
® ¢ 3 e € @
Cutting Conditions Cutting Conditions
M STAINLESS STEEL K CAST IRON
300 ; T 500
_ ! 5 400 MC5005 o]
= | ! < !
5 | | IS !
£ 200 e R £ .
3 MC7015 | : T 0
[0} ! ! [0)
73 ' MC7025 ! =3
> ! ; > MC5015
k= ! : £ 200
3 100 Le---o-----t MP7035 3
VP15TF |
100 | NX2525 | VP15TF
@ ¢ & ""®@ € 2
Cutting Conditions Cutting Conditions
K CAST IRON (CBN)
1500
MB4120
= MB730
é 1000
e
[0
<3
w
(o)}
£
£ MB710
3 500
0

® ¢ =

Cutting Conditions
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Cutting Speed (m/min)

Cutting Speed (m/min)

Cutting Speed (m/min)

‘N NON-FERROUS METAL
600

400

200

e € 3

Cutting Conditions

'S’ HEAT RESISTANT ALLOY

100

B ]

50 | P e, ]

P17 -

e € 3

Cutting Conditions

"H_ HARDENED MATERIALS (CEN)

400 T T
300 S —
BC8110
2 geg1os | 0 ]
BC8120
100 b - BC8130 |
0 i i

o € 3

Cutting Conditions

Cutting Speed (m/min)

Cutting Speed (m/min)

BECUTTING CONDITIONS
@ Steble Cutting  Sormoenher

Constant Depth of Cut
Pre-Machined
Securely Clamped Component Cutting

‘ General Cutting

Heavy Interrupted Cutting

# Unstable Cuttlng Irregular Depth of Cut
L

ow Clamping Rigidity Cutting

"N NON-FERROUS METAL (PCD)

1000

500

0
e € 3
Cutting Conditions
'S TITANIUM ALLOY
100 T

80
75

50
40 [

25 |

Cutting Conditions

TURNING INSERTS E
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TURNING INSERTS

COATED CARBIDE (CVD)

@ Special tough fibrous structure improves wear and fracture resistance.
@It covers a wide application range and thus reduces the number of tools required.

B SELECTION STANDARD

@TURNING
q Cutting Recommended Cutting S
Work Material Mode Recommended Grade Speed (m/min) ISO Application Range
300 - 10 10
UEG105 (200 — 400) 104 e [3] |o
© © -
Continuous i lg g S
P Steel P - \ § 8
200 30 w _
MC6025 (100 — 280) | =\ /.., -
]
Interrupted 40 g g L
Cutting MC6035 (80 1_5300) i \ g g
200 i
Continuous MC7015 (160 — 250) 10 I o) ‘
Cutting i ( g 8
20 g g
. 150 I » 0
M| Stainless Steel MC7025 (120 — 200) M 5 8
Continuous £ B
and ) = /3
Interrupted 100 40 ~
Cutting us73s (80— 120) )l \ 8
i 10 10
) =] =]
Continuous 300 | (=} - vl
Cutting MC5005 (200 — 400) 10 8 < 8 j s/t
] = =] 0 |1
Cast Iron (3] 3]
K Ductile Cast Iron K|20 \E =
Interrupted 250
Cutting MC5015 (150 — 300) 30
. Continuous n
Heat Resistant and US905 80 g
Alloy Interrupted (50 —100) [
Cutting >

High reliability for a wide range of steel machining.

MC6015

Nano-Texture Technology

The optimized crystal growth in
linear direction of Nano-texture
coating technology maintains fine
surface and provides outstanding
wear and chipping under high
speed cutting conditions.

TOUGH-Grip Technology

The interface between the layers is
controlled at the nano level, allowing
the TOUGH-grip layer extremely
high levels of adhesion to prevent
delamination.

Smooth coating surface

| Prevents abnormal damage,

welding and chipping

Ultra thick layer
Nano-texture Al203

Delivers outstanding wear
resistance even at high
temperature

" TOUGH-Grip

Prevents delamination of a
coating

Nano-texture TiCN

Provides superior wear resistance
and chipping resistance

Special carbide substrate

Prevents crack development
Stable tool life



B GRADE CHARACTERISTICS

Substrate Coating Layer
Work Material Grade " .
Hardness (HRA) Composition Thickness

UE6105 90.8 Accumulated TiCN-AI203-Ti Compound Thick
MC6015 90.2 Accumulated TiCN-AI203-Ti Compound Thick
UE6110 90.3 Accumulated TiCN-AI203-Ti Compound Thick
P Steel MC6025 90.2 Accumulated TiCN-AI203-Ti Compound Thick
UE6020 90.0 Accumulated TiCN-AI203-Ti Compound Thick
MC6035 89.5 Accumulated TiCN-AI203-Ti Compound Thick
UH6400 89.5 Accumulated TiCN-AI203-Ti Compound Thick
MC7015 90.7 TiCN-AI203-TiN Thin
US7020 90.5 TiCN-AI203-TiN Thin

M| Stainless Steel
MC7025 89.4 TiCN-AI203-TiN Thin
Us735 89.0 Ti Compound Thin
MC5005 91.0 TiCN-AI203 Thick
uCc5105 92.2 TiCN-AI203 Thick

Qast Iron
 |Ductite Cast Iron MC5015 91.0 TICN-AL203 Thick
uUC5115 91.0 TiCN-AI203 Thick
Heat Resistant . :

Cast Steel MH515 91.0 TiCN-AI203 Thick
Heat /ﬁﬁij“a”t US905 92.2 TICN-AI203-TiN Thin

Note 1) Hardness shows representative value of the substrate.
For interrupted cutting, medium to low surface speeds

MC6035

Prevents severe damage for
increased stability

The smooth coating surface
provides excellent welding
resistance.

With the thickened TiCN,
MC6035 also achieves superior
wear resistance for increased
stability.

stress is prevented.

Impact stress when interrupted cutting

—_— —
e F—

—_——

Tensile

Tensile —
L ——*>  stress

stress

i

Conventional coating
Impact stress when.interrupted cutting

t
|

~ s
R/ \ 4
7 _ S
N
Tensile = N_/— “N__~ Tensile
stress &z N stress
MC6035

Reducing the effect of severe fracturing

By reducing the tensile stress in the coating layer during
interrupted cutting, crack development caused by impact

Conventional products
tend to result in fracturing
because impact stress

is transmitted deep into
the coating layer during
interrupted cutting.

MC6035 has succeeded in
alleviating tensile stress in
the coating layer therefore,
cracks that can develop

by impact stress can be
prevented when interrupted
cutting.

(2
[
14
w
(2]
Z
[©]
z
P4
x
2
[=4
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TURNING INSERTS

COATED CARBIDE (PVD)

@ PVD coating prolongs tool life under the same cutting conditions compared to uncoated carbide.
@ Coating of tools with sharp edges is possible without softening or changing the edge quality of the

substrate.
(2]
'—
['4
®
5 B SELECTION STANDARD
% @ TURNING
D .
. Work Material Recommended Grade Recommen(drﬁldm(i)nu;ttmg Speed ISO Application Range
120 ]
VP10RT (100 — 150) 10 N
120 207 § g = =
P Steel VP15TF < Pl - e / E /
(100 — 150) 30 > 1256 g
A & \S
120 40
UP20M (100 = 150) ]
120 ;
VP10RT (100 — 150) 0 _
VP15TF 120 1 / g
(100 — 150) 20 = m
M| Stainless Steel 120 Ml A \g /'u'_’ /g
30 N
VP20MF (100 — 150) ] \E \ﬂ- /g
40 > 28l
UP20M 120 &
(100 — 150) ] =
120 a
VP10RT (100 150) 10 _
120 i / =
K Cast Iron VP15TF (100 — 150) K20 \‘. /“_
- o =
VP20RT 120 30 S T
(100 — 150) 1 \;
60 1 /8| |k
MP9005 (30—100) 10 8B <( 2k
4\ B o 1 o
S |Heat Resistant Alloy MP9015 (255—080) S|20 = \> \E E !%’g
n -
[-%
MP9025 20> 30) 307 \2

ISO Turning Inserts for Difficult to Cut Materials

NEW

MP9005/MP901 5/MP9025__

o —High AI-(ALTi)N single layer coating

Special carbide substrate

ISO Grade Grade Concept Application

Heat Resistant Alloy
Finish-Medium Cutting
Heat Resistant Alloy
Medium-Rough Cutting

Heat Resistant Alloy
Interrupted ¢ Light-Rough Cutting

SO01 MP9005 Top-quality grade focusing on wear resistance

S10 MP9015 First recommendation for general applications

S30 NEW MP9025 Prevents severe damage for increased stability.
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CERMET

@ The optimized alloy structure and special alloy binder improves both wear and fracture resistance.
@It covers a wide application range and reduces the number of tools required.

@ NX3035 for wet cutting.
@ NX2525 for dry cutting.
o
[
7
ESELECTION STANDARD 5
=
@TURNING z
) ) =)
Work Material Cl\;ljétg;g Recommended Grade Rec%?;%n(dne]/dm?nu)ttmg I1ISO Application Range .
Continuous 220 )
Cutting NX2525 (180 — 250) 10
P|  Steel Q
ee! P —
. g /s
Interrupted 200 2 [
Cutting NX3035 (190 — 260) il \ ‘ \ )
4
10
Cast Iron s 0
K| Ductie Cast Iron | Finishing NX2525 (150150210) K J <S
N
20 \ §

B GRADE CHARACTERISTICS

Grade Hardness (HRA)
NX2525 92.2
NX3035 91.5

Note 1) Hardness shows representative value of the substrate.
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TURNING INSERTS

COATED CERMET

@ Coated cermet (PVD coating) has superior wear and fracture resistance, and therefore provides a
stable cutting performance.

ESELECTION STANDARD

@TURNING
] Cutting Recommended Cutting ot
Work Material Mode Recommended Grade Speed (m/min) ISO Application Range
Continuous VP25N 240 10 ] /z | =
Cutting AP25N (190 — 290) 10 3
] g [ -
P Steel P (20 \ > < o z
=}
i ') n
Interrupted 230 o 3
Cutting MP3025 (180 — 280) %0 \ = 5
Cast| VP25N 160 197 & 3
ast Iron . |
K| buctile Cast Iron | Finishing AP25N (110 —230) K 0 E g

Effective for production of small parts.

Ti-compound PVD coating
M P3025 provides excellent wear and
welding resistance.

MP3025 provides
improved adhesion for
coating layer due to
the newly-developed
special substrate.
Uniform flank wear
allows prolonged
machining that
maintains excellent
surface finish.

Substrate surface provides
excellent adhesion strength for
coating layer.

Substrate with superior fracture
resistance and thermal shock
resistance.




CEMENTED CARBIDE

@ UTi grades are available for steel and cast iron. HTi grades are available for non-ferrous and
non-metal materials and are also suitable for cast iron.

7]
'—
x
7]
ESELECTION STANDARD 5
=
@TURNING z
. =]
Work Material Recommended Grade Rec%?g;%n(dne]/dmci:nu)ttmg ISO Application Range .
10
. 100 il
P Steel UTi20T (60 — 130) P (20 =
’ /S %
30 e~
. =
(5
10
. . 100 i
M| Stainless Steel UTi20T (60 — 130) M|20 =
b =
30 Iio_: |
1 ( =)
. 120 ] b
HTIOST (80 — 150) 10 <E | o
. 100 ] T ( E ‘ :
K Cast Iron HTi10 (50 — 150) K (20 I /-°
7 X
. 100 30 =
UTi20T (50— 150) i \E
10 —
N | Non-Ferrous Metal HTi10 300 N |20 | ( i:'
(100 —600) J L
30
1 8 /8 o /e
MT9005 RT9005 0 10 g (e /e /2
) (50 —100) i 2 =) o o
Heat Resistant Alloy = = ol 2l
S i s |20 = =
Ti Alloy i = ©
MT9015 60 30
RT9010 (40 —80) i
EMAIN COMPONENT AND APPLICATION
ISO Main Component Characteristics Work Material
WC-TiC-TaC-Co Heat / deformation resistance. Carbon steel, alloy steel, stainless steel and cast iron
N WC-Co High rigidity and wear resistance. Cast iron, non-ferrous metals, and non-metal
S WC-Co High heat resistance and wear resistance. |Heat resistant alloy, Ti alloy
BGRADE CHARACTERISTICS
ISO Grade Hardness (HRA)
B M UTi20T 90.5
N HTiO5T 92.5
K HTi10 92.0
s MT9005/RT9005 92.2
MT9015/RT9010 92.0

Note 1) Hardness shows representative value of the substrate.
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TURNING INSERTS

MICRO-GRAIN CEMENTED CARBIDE
(SOLID TOOLS)

@ Compared to normal cemented carbide, micro-grain types have higher wear resistance and toughness.

(2]
[
o
w
(2]
z
o
Z
4
"4
=
[

ESELECTION STANDARD

Cutting Tool Recommended Grade Work Material
SF10
PCB Miniature Drill MF10 Non-Metal
MF20

Solid Carbide Drill
Turning Inserts TF15 Steel « Cast Iron
Milling Inserts

HTi10
Solid End Mill TF15 Steel » Cast Iron
MF10
Gear Hob TF15
Reamer MF20 Steel « Cast Iron, etc.
Tap etc. MF30

BGRADE CHARACTERISTICS

e B0 | el | R | e
HTi10 92.0 3.2 K10 o O O
TF15 91.0 4.0 K20

SF10 92.7 3.8 K01 o O o
MF10 93.0 4.0 K01 (¢} O (¢}
MF20 92.0 4.4 K10 O (¢} o
MF30 90.7 4.3 K20 O (¢} o

* After HIP
Note 1) Hardness shows representative value of the substrate.
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S8
= Breaker Name ;
3 § and Features Crgss Seft'on
= % Picture eometry
<|F
- First recommendation for finishing carbon steel and ~ Carbon Steel - Alloy Steel 20°}A'%
alloy steel -
€3
/ Controls chip clogging during high-feed cutting and prevents chips of  E»
soft work materials from running onto their surfaces. &1 20"%
_ Large rake angle suppress chatter vibration and deformation in 001 03 05
processing of low rigidity work material. f (mmirev) CNMG120408-FP
. . . . [of
- First recommendation for finishing carbon steel and ~ Carbon Steel - Alloy Steel | ormner
alloy steel = 3
Stable chip control even at small depth of cut. E?2
29 o Flank
12
0770170203 04
M f (mmirev) CNMG120408-FH
. . A . i o Corner
- Alternative chipbreaker for finishing mild steel M": Steel 16 Jﬁ\ﬁ
Stable chip control even at small depth of cut. T
Sharp edge gives best performance. i 2 } Flank
o 1 — 8 W
077070203 04
f (mmirev) CNMG120408-FS
. . S . i Corner
- First reccommendation for finishing mild steel M"g Steel 15°1>|\/—/_
Effectively controls adhesive chips. T
Suitable for mild steel finishing. E£2 Flank
ay or~_0.2mm
o © — 15
-é 0 010203 04
S f (mmirev) CNMG120408-FY
< . . R . ifficult- i . Corner
@ - Alternative chip breaker for finishing difficult-to-cut  Difficult-to-Cut Materials 14
= materials 23
Ideal for heat-resistant alloy and titanium alloy. E?2 Flank
The sharp edge produces good cutting surface. &1 9° an
The curved edge allows smooth chip discharge. 0 01020304
f(mmrrev) CNGG120404-FJ
. . . . Corner
- Alternative chipbreaker for finishing carbon steel Carbon Steel - Alloy Steel 4,
and alloy steel - s
i = G class insert tolerance is suitable for workpieces requiring close E?2
[ dimensional tolerances. &1 ~J 15° Flank
- Stable chip control even at small depth of cut. 0701020304
. f (mmirev) CNGG120404-PK
- Chipbreaker for precise finishing Ca;b"” Steel - Alloy Steel Flank
A narrow lead chipbreaker for good chip control. T
W The sharp edge produces a good surface finish. E2 14°1>’\ﬁ
S
f (mmrrev) TNGG160404R-FS
- Chipbreaker for finishing Carsb°” Steel - Alloy Steel Flank
) Lead chipbreaker controls chip flow. T )
i N The sharp edge produces a good surface finish. i 14°1>’\/—
= 1
h—- A
07010203 04
f (mmirev) TNGG160404R-F
> - First recommendation for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 0.1mm Comer
= and alloy steel =3 %
8 Ml Stable chip control at light cutting range. £y Flank
x &) N The curved edge allows smooth chip discharge. © 1 | 110M
f (mmirev) CNMG120408-LP




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
{ ] / ) and
O \ O \O O ,< O )z Cross Section
CNMG_FP DNMG_FP SNMG_FP TNMG_FP VNMG_FP
ey 2 l .;_.} ?
© A100 O A107 © A115 © A128 © A132
CNMG_FH DNMG_FH SNMG_FH VNMG_FH WNMG_FH
© A100 O A107 © A115 O A121 © A128 © A132
DNMG_FS SNMG_FS TNMG_FS VNMG_FS

CNMG_FS

=

5

WNMG_FS

© A107 ©A115 ©A121 ©A128 © A132 I\/_
DNMG_FY TNMG_FY WNMG_FY -
© A107 © A121 © A132 ,\/_/_
DNGG_FJ VNGG_FJ -
© A107 ©A128 l\/_
DNGG_PK TNGG_PK -
M
© A107 ©A121 I\/_J_
TNGG_RI/L-FS -
-
©A121
TNGG_R/L-F | VNGG_RI/L-F -
OA122 O A128 /\/_
CNMG_LP DNMG_LP SNMG_LP TNMG_LP VNMG_LP WNMG_LP -
© A108 ©A122 ©A128 ©A132 [\ﬁ
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S| 8
% | § | Breaker Name Cross Section
2|5 and Features Geomet
= © Picture v
<C
. . . . . i o C
- First recommendation for light cutting of stainless Stainless Steel 15°, 050 mm  ormer
steel =3 []
Stable chip control at light cutting range. £, | 20° Flank
&f Breaker with high rake angle provides excellent burr control. g 1 — W
0701 03 05
f (mmirev) CNMG120408-LM
- First recommendation for light cutting of cast iron Cast Iron Flank
" - g esi ST
?lqrr:w positive land provides low cutting resistance and excellent T3 15° 0.15 mm
inish. ?E. jgu— 20
© 1 6°
0701 03 05
f (mmirev) CNMG120408-LK
- First recommendation for light cutting of Heat Resistant Alloy 20 Q4 mm  Corner
difficult-to-cut materials ¢
f Alternative chipbreaker for light cutting of stainless steel E*
! Enhanced chip disposal for depth of cut smaller than the corner R. %f 207 0.6 mm Flank
|
0701 03 05
f (mmyrev) CNMG120408-LS
) ; . . . o Corner
- Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 15v
and alloy steel =3 [
/i = Can be used at low depth of cuts and high feed rates. E,
t - o o~0.2 MM Flank
(S L The curved edge allows smooth chip discharge. &1 15 S~
] - Recommended for workpieces in the 160—250HB range. 0701 03 05
f (mmirev) CNMG120408-SH
> - Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 25°w
= and alloy steel =3 [ 10°
5 M ! Superior chip control at small depth of cuts. £y - 7~0.34 mm Flank
- Covers copying and back turning with wavy edge. &1 25
= g
= Recommended for workpieces in the 200—300HB range. 0701 03 05 8
5 . ) .
f (mmirev) CNMG120408-SA

Wiper insert for light cutting of carbon steel, alloy steel,

Carbon Steel « Alloy Steel
4

:

stainless steel and cast iron =3 [T T
In comparison to conventional chip breakers, the surface finish is £, —{
. ) S o 0/~0.15mm Flank
= maintained even if the feed per revolution is doubled. 1] 18 [\H‘LO\F\/_
- Wiper design for increased productivity and improved surface finish. 0701 03 05
f (mmirev) CNMG120408-SW
. . . . . i Corner
- First recommendation for light cutting of mild steel M"f Steel 10°M
Effectively controls adhesive chips. €3
Suitable for mild steel light cutting. £, Flank
=) L 10° 0.2mm
001 03 05
f (mmirev) CNMG120408-SY
. . . . . o Corner
- Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 12 W
and alloy steel 23 [
A . Suitable for light cutting. £,
The curved edge allows smooth chip discharge. &1 12°W

0

T
0.1 0.3
f (mm/rev)

0.5

CNMG120408-C

Alternative chip breaker for light cutting of
difficult-to-cut materials

Ideal for heat-resistant alloy and titanium alloy.

The sharp edge produces a good surface finish.

The curved edge allows smooth chip discharge.

Excellent notch wear resistance for light to medium cutting.

Difficult-to-Cut Materials
4

€3
£,
Q
&1
0

0.1 0.3
f (mmirev)

0.5

13°J>|%/—

CNMG120408-MJ




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
o] | L/ | 19 7 | &
N D @ O
CNMG_LM DNMG_LM SNMG_LM VNMG_LM WNMG_LM

TNMG_LM

© A132

© A101 © A108 © A115 ©A122 ©A128 ’\/_
CNMG_LK DNMG_LK SNMG_LK TNMG_LK VNMG_LK WNMG_LK -
© A101 © A108 © A115 © A122 © A129 ©A133 M
CNMG_LS DNMG_LS TNMG_LS VNMG_LS WNMG_LS -
© A108 ©A122 © A129 ©A133 [\/_
DNMG_SH SNMG_SH TNMG_SH VNMG_SH WNMG_SH -
R
e :
I =
© A101 © A108 © A115 ©A122 © A129 ©A133 I\/_
CNMG_SA DNMG_SA SNMG_SA TNMG_SA VNMG_SA WNMG_SA -
iff’"h_.i‘.’;
© A109 ©A122 ©A129 ©A133 I\/_/_
DNMX_SW TNMX_SW WNMG_SW -
[ ==
© A101 © A109 ©A133 |-\/
DNMG_SY SNMG_SY WNMG_SY -
© A109 ©A133 ,\/_
DNMG_C WNMG_C -
o A101 ©A109 ©A133 F/J_
CNMG_MJ DNMG_MJ VNMG_MJ WNMG_MJ -
©A123 ©A129 ©A133 ’\/_
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TURNING INSERTS
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CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S8
% | § | Breaker Name Cross Section
L5 and Features Creaeh
Sl o Picture e
<|F
. . o Corner
Alternative chip breaker for light cutting of D'Tcu"'m'cm Materials 13
difficult-to-cut materials 23
@ Double sided chipbreaker, Single sided chipbreaker (D type, V type). 5_2 ] Flank

The sharp edge produces a good surface finish. © 4 —I ) 9° an

Ideal for heat-resistant alloy and titanium alloy. 0 01 03 05

The curved edge allows smooth chip discharge. f (mmirev) CNGG120408-MJ
o Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel Flank
= and alloy steel =3
3 Parallel chipbreaker controls chip flow. E, q5e72:2mm
pe Suitable for finish-light cutting. = ~ﬂ ~__
_51 Precision chipbreaker. 0 01 03 05

f (mmyrev) SNMG120408R-1G

Chipbreaker for Light cutting

Parallel chipbreaker.
Excellent chip control at low to medium feed rates.

Carbon Steel « Alloy Steel
4

0.1 0.3
f (mm/rev)

0.5

Flank
0.25 mm

14°J>F\/_

TNGG160404R-K

Medium Cutting

First recommendation for medium cutting of carbon steel

Carbon Steel « Alloy Steel

Corner

and alloy steel ~Z 1
E
Suitable for medium to light cutting. E3[7] ||
Breaker geometry appropriate for copying and back turning. %f | H 11° 0.2 mm Flank
Cutting edge geometry for an optimum balance of sharpness and 0 T 05 08 W
fracture resistance. : : Y
f(mmirev) CNMG120408-MP
First recommendation for medium cutting of stainless steel Stiinle?sl ?‘eel eop %2 Corner
Optimized land geometry by simulation analysis technology controls £ 5L
the plastic deformation of the corner and achieves the long tool life. £.0 N
1H 1 10
951030507
f(mmirev) CNMG120408-MM
First recommendation for medium cutting of cast iron Cast Iron Flank
) ] 5
Optimum balance between sharpness and high edge strength T4 15° 0.25 mm
for general use. E3
a2 |
Has S
0701 03 05
f(mmirev) CNMG120408-MK
. . . . i - i o 0.5
First recommendation for medium cutting of legcult to-Cut Materials 25 mm  Corner
difficult-to-cut materials, 4 1 15°
Alternative chip breaker for medium cutting of f_g I 257~.0:5mMm  Flank
stainless steel. T
15°
A large two-step rake corner creates chips without squeezing and entangled shapes. 001 03 05
Applicable to MP9005, MP9015, MP9025, MT9015 f (mmirev) CNMG120408-MS
Alternative chipbreaker for medium cutting of stainless StaS'nleSS Steel 25°[ =05 mm Corner
steel, mild steel and difficult-to-cut materials 24 L1 15
The sharp edge gives best performance. £3[7] ]
Flat top breaker shape offers high edge strength. %f — l: 25° 4Smm  Flank
Applicable to grades other than MP9005, MP9015, MP9025, MT9015 0 04 03 05 15°
Fmmirev) CNMG120408-MS
Alternative chip breaker for medium cutting for cast iron Caft 'rO"I - Flank
Breakers are suitable for a wide range of applications. ’E 5[] | 15° 0.25 mm
Maintenance of high stability by the flat-land. <3
© [l 1T
1 [ [1
0701030507
f (mmirev) CNMG120408-GK




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
Z O / /\ O ; \O \O < @) % @ @ Cross Section
CNGG_MJ DNGM_MJ VNGM_MJ
© A102 © A109 © A129
SNMG_R/L-1G | TNMG_R/L-1G
=l | A
© A116 © A123
TNGG_RI/L-K
/2
© A123
CNMG_MP DNMG_MP SNMG_MP TNMG_MP VNMG_MP WNMG_MP
—n7
—
© A102 © A109 © A116 © A123 © A129 © A134
CNMG_MM DNMG_MM TNMG_MM VNMG_MM WNMG_MM
PN

Q

© A102 © A110 © A116 ©A129
CNMG_MK | DNMG_MK | SNMG_MK VNMG_MK | WNMG_MK

© A102 © A110 ©ANM7 ©A129 O A134
CNMG_MS | DNMG_MS | SNMG_MS VNMG_MS | WNMG_MS

© A102 © A110 ©AN17 ©A130 ©A134
CNMG_MS | DNMG_MS | SNMG_MS VNMG_MS | WNMG_MS

0

!

© A103 © A110 ©AN1T ©A130 © A134
CNMG_GK | DNMG_GK | SNMG_GK VNMG_GK | WNMG_GK
© A103 © A110 o AN17 © A130 ©A135
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S8
R | 5 | Breaker Name Cross Section
L5 and Features Geomet
Sl o Picture e
|_
<
Alternative chip breaker for light to medium cutting of Stainless Steel 25° 5mm Corner
stainless steel Hj T 1] 15°
E
Alternative chip breaker of main chip breaker LM and MM. E3[] ]
Excellent notch wear resistance for light to medium cutting. g2 l: 25° Smm Elank
. 157
01 03 05
f(mmirev) CNMG120408-GM
. . . . . o Corner
First recommendation for medium cutting of carbon steel Ca;bon Steel - Alloy Steel  22°7-0.2 mm
and alloy steel =2 1 6°
E —— S -
Ideal for general cutting applications. f_g [ ] | [ | . 2 mm
Positive land provides sharp cutting action. © i 22 6°. Flank
0 0.1f 0.3 0.
(mmirev) CNMG120408-MA
Alternative chipbreaker for medium cutting of carbon steel Ca;bon Steel - Alloy Steel 4g,~0.25mm  Corner
and alloy steel =4 1
E
Flat land offers high edge strength. E3 ]
Good chip control with suitable chip pocket. &2 11 1601\;Q3rgmm\l=lanl(/
001 03 05
f(mmirev) CNMG120408-MH
Alternative chipbreaker for medium cutting of carbon steel Cagbon Steel + Alloy Steel 4507~025 mm  Corner
and alloy steel =4
E
" E3[ T
M Flat land offers high edge strength. S0 ] |
o Flat top breaker shape offers high edge strength. %f H 15°g%nm\l=lank/_
'33 0701 03 05
3 f(mmirev) CNMG120408
£
2 Wiper insert for medium cutting carbon steel, alloy ~ Coon Steel - Alloy Steel 49- 023 mm Corner
§ steel, stainless steel and cast iron 24 []
The. wiper' allows up to two timgs highe.r feed. ig L 1o- 03 mm  Flank
A wide chip pocket prevents chip jamming. @ DF;/_
001 03 0.
fimmirev) CNMG120408-MW
Alternative chipbreaker for medium cutting of Stainless Steel Flank
stainless steel 24
Good balance of edge strength and sharpness. E3] E 15° 016 mm
Right- or left-hand breaker for unidirectional chip control. %f [ w
0701 03 05
f (mmirev) TNMG160404R-ES
Alternative chipbreaker for medium cutting of carbon steel Ca;bon Steel - Alloy Steel Flank
and alloy steel 4
Good balance of edge strength and sharpness. E3 14° 7\0'2;—'1""
Right- or left-hand breaker for unidirectional chip control. %f — |
Precision chipbreaker. 0701 03 05
f (mmirev) TNMG160404R-2G
: : Carbon Steel « Alloy Steel
Medium cutting 5 Flank
Parallel chipbreaker. E4 0.25
© Good chip control for medium feed rates. £3 140 L2 M
92
TH
0701 03 05
f (mmirev) TNGG160408R
2 First recommendation for rough cutting of carbon steel Ca;b°” Sff'I'A"Oy Steel 3 033 mm  Corner
g and alloy steel £ sFH ]
(&) M For interrupted cuts and removing scale. £ O i
3 1
'g, Good balance of cutting edge strength and low cutting resistance %1 (N t: 0-33mm  Flank
g because of suitable rake angle. 0701 0¥3101_5 0.7
o f (mm/rev)

CNMG120408-RP




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
o] &7 B | A | oo &
N N A O
CNMG_GM DNMG_GM SNMG_GM TNMG_GM VNMG_GM WNMG_GM

g

@ A103 @ A1 @ A117 @ A124 © A130 @ A135
CNMG_MA DNMG_MA SNMG_MA TNMG_MA VNMG_MA | WNMG_MA
‘J‘,W/(y | = L\ G0 P 7N
b -~ N ] 7
pE3¢ == | [e\ P »
——
@ A103 @ A1 @ A117 © A124 © A130
CNMG_MH DNMG_MH SNMG_MH TNMG_MH VNMG_MH WNMG_MH
=) L4
= | T PN
L EON -
& . &
@ A117 @ A124 @ A135
VNMG WNMG RNMG

© A104

QAN

@ A125

© A135

@ A114

CNMG_MW

DNMX_MW

TNMX_MW

WNMG_MW

TNMG_R/L-ES

©A125

TNMG_R/L-2G

©A125

DNGG_RI/L

SNGG_RIL

TNGG_R/L

VNGG_R/L

O AN ©A118 © A125 QA1
CNMG_RP | DNMG RP | SNMG_RP | TNMG_RP WNMG_RP
© A104 © A112 ©A118
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

S| o
Qo] o
7| g | Breaker Name Cross Section
L5 and Features e
S5 Picture ry
=
<
First recommendation for rough cutting of stainless ~ Stainiess Steel goc 032mm  Corner
steel = HHE
5
Excellent fracture resistance at interrupted cutting due to the \5_3 ::ﬁ: 032mm  Flank
optimum land angle and honing geometry. © . N Sni N 6°
001030507
fmmrev) CNMG120408-RM
For rough cutting of carbon steel, alloy steel and Cast Iron Flank
First recommendation for rough cutting cast iron 7 I
Seating surface and wide land 3 or more times that of conventional E 5 . 13; 0.35 mm
products and provide high cutting stability for interrupted machining 3 Ljun —_—
and scale removal. (1) [T
0.1 0305 0.7
f (mmirev) CNMG120408-RK
2 First recommendation for rough cutting of difficult- Difficult-to-Cut Materials -, 0:2mm Corner
£ to-cut materials _"HH Eﬁoo
& Alternative chip breaker for rough cutting of stainless €5 I
=M steels §3 anfinnn 267 02mm  Flank
S’ Positive land increases welding resistance and suppresses chip (1] T 10°
e welding and abrasion at low speed cutting. 0'} 0305 0.7
(mmirev) CNMG120408-RS
. . . . C
Alternative chip breaker for rough cutting of carbon Carbon Steel - Alloy Steel g 32mm  Lorner
steel, alloy steel and cast iron 2 s n
For interrupted cuts and removing scale. §_3 1] E .- 032mm Flank
A combination of wide land and a large chip pocket allows high feed rates.  ® . 1 oa 18 %
0701030507
f(mmirev) CNMG120408-GH
Alternative chip breaker for rough cutting of difficult-  Dificultto-Cut Materials g. 015 mm Corner
to-cut materials Ts
Excellent balance of edge sharpness and strength. E 3 045mm  Flank
Edge geometry with high face wear resistance. %1 M 18° [
0701030507
f(mmirev) CNMG120408-GJ
First recommendation for heavy cutting of carbon steel ~ Carbon Steel - Alloy Steel 30 0.43 mm Corner
and alloy steel 14 I
Covers the medium range of the heavy cutting region. E 1o 0.52
Owing to the straight edge and chamfer, = 6[1] 21° mm Flank
it gives a balance of sharpness and strength. ., TTTT
Variable land and a wavy chipbreaker for good chip control. 002061014
f(mmirev) CNMM190616-HX
First recommendation for heavy cutting of stainless Stzimess Steel
steel _ ———-‘-\t—
Alternative chipbreaker for heavy cutting of carbon E 6T ] . 0.34 mm
steel and alloy steel é—; i 15K
2 Low resistance due to narrow flat land. 0 1
= i i i i ili 0.1.0.3 05 0.7
= Achieves high chip breaking ability. F (mmiev) CNMM190616-HL
°1m
%‘ Alternative chipbreaker for heavy cutting of carbon Carbon Steel « Alloy Steel
P steel and alloy steel 14 —
=
High cutting edge strength. . 0.58 mm
Excellent chip discharge even with high feed and high depth of cut. HH @DF\
o LT
02061014138
f (mmirev) CNMM250924-HR
Alternative chipbreaker for heavy cutting of carbon steel Caqgm Steell 'IAI"OY Steel  20° 068 mm Corner
and alloy steel 10
Covers the upper end of the heavy cutting region. E [0 ﬁ
Wide land and large chamfer offer high edge strength. & o] 20 0.68 mm Flank
A wide chipbreaker prevents chip jamming. % 0206 1.0 14
f (mmirev) SNMM190616-HV
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c
S| 8
2] § & Breaker Name Cross Section
E L5 and Features Geometry
i S © Picture
2 <
2 Alternative chipbreaker for heavy cutting of carbon steel ~ Carbon Sitelell - Alloy Steel  22° | 4zmm Corner
= and alloy steel = 10 HEH 6
% Covers the lower end of the heavy cutting region. E [ N N 0.42 mm
- . X " o 6[] | 22 : Flank
o Low cutting resistance due to positive land and curved edge. o [ E~ =
:é Teardrop dots improve chip control without increasing cutting resistance. 5 0206 1.0 14 6
3 M f(mmirev) CNMM190616-HZ
> . . .
2 Alternative chipbreaker for heavy cutting of carbon steel Carbon Steel + Alloy Steel
o and alloy steel and stainless steel 14 T
£ 11
Flat land provides outstanding balance between cutting edge E 0 . 16° 0.32 mm
strength and sharpness. é_ 6 . DFR
2 1T

00206101418

f (mmirev) CNMM190616-HM
First recommendation for heavy cutting of cast iron Cas7t Iron 1
Flat Top. T 50 0%
Most effective for unstable machining due to its high edge strength. E 3 i ' |
Q 1T
T
g ® L1
= 001030507
- f (mmirev) CNMA120408
©
(g For heavy cutting of cast iron Cas; fron 1
[ Flat Top. E 5[] 0
G Most effective for unstable machining due to its high edge strength. i 3 [ !
Can be used on workpieces requiring close tolerances due to G class ®© +HH ]
insert tolerance. 0701030507
f (mmirev) DNGA150408
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CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE
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i £ !

=
S| 8
= Breaker Name )
3 § and Features Crgss Seft'on
= % Picture eometry
<|F
- First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel  _/ Cornep
alloy steel and mild steel _3
€
Breaker protrusion at the corner tip controls chips even at small E? Flank
depth of cut. S E: 6°
Maintains the edge strength at the corner and prevents sudden fractures. 0 010203 04
Fmmirex) VBMT110304-FP
- First recommendation for finishing stainless steel Stainless Steel oo L COmeL
3
Breaker protrusion at the corner tip controls chips even at small z
M depth of cut. E?
= Maintains the edge strength at the corner and prevents sudden fractures. &1 6° Flank
& 0701020304
3 Fmmirev) VBMT110304-FM
= . . e . Corner
] - First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel 18°M
if alloy steel, mild steel and stainless steel 3

Suitable for low depths of cut and low feed rates.
Sharp cutting edge and low resistance design achieves excellent cutting
performance.

2

ap (mm)

==
0 01020304
f (mmirev)

vtk T

VBMT110304-FV

Finishing
Lead chipbreaker controls chip flow.
Sharp cutting edge gives a good surface finish.

Carbon Steel « Alloy Steel

3 Flank

£

First recommendation for light cutting of carbon
steel and alloy steel

Sharp cutting edge due to a large rake angle.

Prevents welding of the insert and controls white turbidity of the surface finish.

Breaker protrusion suitable for depth of cut area achieves a wide
range of chip control.

First recommendation for light cutting of stainless
steel

Sharp cutting edge due to a large rake angle.

Prevents welding of the insert and controls white turbidity of the surface finish.

Breaker protrusion suitable for depth of cut area achieves a wide
range of chip control.

Light Cutting

First recommendation for light cutting of
difficult-to-cut materials

Prevents welding of the insert and controls white turbidity of the
surface finish.

£2 13°
:: e
[
0 01020304
f(mmirev) VBGT110304R-F
Carbon Steel « Alloy Steel . Corner
3
E>
o, Flank
@ 8°
0 01020304 (
f (mmirev) VBMT110304-LP
Stainless Steel Corner
3 18°
E2
o, Flank
@ 8°
07701020304 (
f (mmirev) VBMT110304-LM
Difficult-to-Cut Materials Corner
3
£e
= o T
0 01020304

Alternative chipbreaker for carbon steel, alloy steel
and stainless steel

Large rake angle provides sharp cutting action.

A peninsular dot ensures chip control at depths of cut under 1mm.

Fmmire) VBMT110304-LS
Carbon Steel « Alloy Steel . Corner
3
£
a Flank
@ 1 8° 4: /
0 01020304

f (mm/rev)

VBMT110304-SV
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

=
S8 B
= reaker Name ’
S| & Cross Section
o8 and Features Geomet
a8 Picture 7
<|F
- First recommendation for medium cutting of carbon  Carbon Steel - Alloy Steel 04 mm Corner
steel, alloy steel and mild steel 3 ‘ ‘
€
Good balance of wear resistance and fracture resistance because of £ 2 0.1 mm
’ the flat land cutting edge. S — 25° Flank
A wide chip pocket controls increasing of the cutting resistance and 0
- o ) 0.1 02 0.3 04
pe=—ss | reduces vibration and chip jamming even at large depth of cut. f (mmirev) VBMT160404-MP
- First recommendation for medium cutting of Stainless Steel ggor-Omm  Corner
stainless steel 3 L [
€
Good balance of wear resistance and fracture resistance because of E2 0.4 mm
the flat land cutting edge. ey i 25° P~ Flank
A wide chip pocket controls increasing of the cutting resistance and 0 o0z 05 o4
reduces vibration and chip jamming even at large depth of cut. f(mmirev) VBMT160404-MM
- First recommendation for medium cutting of cast iron Cast Iron ok
Optimum balance between sharpness and high edge strength T 3 ‘ ‘ an
for general use. E2 0.1 mm
a, | L 25°[™ ~
o 1
0 0.102 03 04
f (mmirev) VBMT160404-MK
2] & First recommendation for medium cutting of Difficult-t-Cut Materials 0.4 mm Comer
£ difficult-to-cut materials -~ I
o M A wide chip pocket controls increasing of the cutting resistance and E2
g reduces vibration and chip jamming even at large depth of cut. S 1 25° 04mm Flank
I 07010203 04 i
= f(mmirev) VBMT160404-MS

Alternative chipbreaker for Medium cutting of carbon
steel, alloy steel and stainless steel

Balance of edge strength and sharpness due to a combination of a

Carbon Steel « Alloy Steel

3
2

ap (mm)

1

0.1 mm Corner
25°

0.1 mm Flank

IbIDE

flat land and large rake angle. 1 ,— 25° M
0 01020304
f (mmirev) VBMT160404
H H H P Carbon Steel « Alloy Steel 0.1 mm Corner
Alternative chipbreaker for Medium cutting of carbon Y 18° [omer
steel, alloy steel, mild steel and stainless steel = 8 L [ 10°
A positive insert with a large rake angle achieves sharp cutting edge E? Flank
performance. g1 ]

The double breakers and round-shaped dots in the rake face achieve
a wide range of chip discharge.

0

0.1 0.2 0.3 04
f (mm/rev)

18° 0.1 mm
10°

VBMT160404-MV

Alternative chipbreaker for Medium cutting of carbon
steel, alloy steel, mild steel and stainless steel

A positive insert with a large rake angle achieves sharp cutting edge
performance.

The double breakers and round-shaped dots in the rake face achieve
a wide range of chip discharge.

Carbon Steel « Alloy

3
Ez

;
0

ap

Steel

1

alhy

0.1 0.2 0.3 04
f (mmirev)

200 7~0.16 mm Corner
8

5 Flank
8

WBMTL30204R-MV
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

=
S| 8
n w5 ETEELED NEGTS Cross Section
= o8 and Features Geomet
e a8 Picture ry
72} =
2 <C
Q Chipbreaker for Medium cutting of automatic lathe Carbon Steel - Alloy Steel Flank
= machining = 3
% A wide lead chipbreaker. E?2 30°
= Insert designed for low resistance chip control. g1 —
001020304
f (mmyrev) VBET1103V3R-SR
=) . . . . .
£ Chipbreaker for Medium cutting of automatic lathe Cagbe' Alloy Steel Flank
= machining
© E A parallel chipbreaker. 20°
g Excellent chip control for low to medium feed rates. A\\_/_
§
= VBET1103V3R-SN

Chipbreaker for Medium cutting of automatic lathe

machining Flank
A parallel chipbreaker. 20°
Excellent chip control for low to medium feed rates.
The wiper produces good cutting surface.
f (mmirev) VBET1103V3RW-SN
g Chipbreaker for Heavy cutting of cast iron Cast Iron
3
f Flat top. T 0%
g M Most effective for unstable machining due to its high edge strength. i 2 ! \
(] @ 1]
3 0 1 1
S 0.1 0.2 0.3 0.4

PIDEDEDE

f (mmirev) VBMW160408
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

Application

Tolerance

Breaker Name
and
Picture

Features

Cross Section
Geometry

Finish Cutting

First recommendation for finishing carbon steel, alloy
steel and mild steel

Breaker protrusion at the corner tip controls chips even at small depth
of cut.
Maintains the edge strength at the corner and prevents sudden fractures.

Carbon Steel « Alloy Steel

3
2
1
0

ap (mm)

L]

0.1 0.2 0.3 04
f (mmirev)

Corner
T

CCMTO09T304-FP

First recommendation for finishing stainless steel

Breaker protrusion at the corner tip controls chips even at small depth
of cut.
Maintains the edge strength at the corner and prevents sudden fractures.

Stainless Steel

3
2
1
0

ap (mm)

0.1 0.2 0.3 0.4
f (mmirev)

Corner
6°
o

CCMTO09T304-FM

V

First recommendation for finishing difficult-to-cut
materials

Ideal for heat-resistant alloy, titanium alloy and Cobalt chromium alloy.
The sharp edge produces a good surface finish.
The curved edge allows smooth chip discharge.

Difficult-to-Cut Materials

3

Eo

Q
o1

0

l

0.1 0.2 0.3 04
f (mmirev)

e

CCGTO09T302M-FS

z
m
=

First recommendation for finishing titanium alloys

Ideal for Cobalt chromium alloy and Copper alloy.

The sharp edge produces a good surface finish.

The curved edge allows smooth chip discharge.

Lapping of the top surface gives a mirror finish for improved welding
resistance.

Titanium alloys

3
2
1
0

ap (mm)

l

0

0.1 0.2 0.3
f (mmirev)

0.4

1401%1%

CCGTO09T302M-FS-P

e

/

S

Alternative chipbreaker for finishing carbon steel,
alloy steel, mild steel and stainless steel

Suitable for low depths of cut and low feed rates.

Sharp cutting edge and low resistance design achieves excellent cutting
performance.

Carbon Steel « Alloy Steel

3
2
1

ap (mm)

0

0.1 0.2 0.3 04
f (mm/rev)

18°

CCMTO09T304-FV

\

Alternative chipbreaker for light cutting of carbon steel
and alloy steel

Chip control is improved by having a chip breaker geometry
suitable for copying.

Carbon Steel « Alloy Steel

3

E
£2
Q.
21

0

 —

0.1 0.2 0.3 04
f (mm/rev)

Corner

18° T~ ~

Flank

e

XCMT150304-SVX

Alternative chipbreaker for finishing difficult-to-cut
materials

Ideal for heat-resistant alloy and titanium alloy.

The sharp edge produces a good surface finish.

The curved edge allows smooth chip discharge.

Difficult-to-Cut Materials

3
E2

Q

o

o

l

0.1 0.2 0.3 04
f (mmirev)

14°¢>‘Ew—
o 4>€'_k/—

CCGT09T302-FJ

Wil

Chipbreaker for for aluminium alloy

The high rake angle and 3D curved cutting edge provides sharpness
at the cutting point.

Additionally the 3D shape of the rake face enables excellent chip control.
Lapping of the top surface gives a mirror finish for improved welding
resistance.

Aluminium Alloy
4

3
£y
Q
&1
0

—T
0.1 0.3
f (mmirev)

0.5

Flank

30°T—

DCGT11T304-AZ

Chipbreaker for finishing

Lead chipbreaker controls chip flow.
Sharp cutting edge gives a good surface finish.

Carbon Steel « Alloy Steel

3
2
1
0

ap (mm)

0.1 0.2 0.3 04
f (mm/rev)

Flank

17°V

CCGT03S102L-F
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c
S| 8
%) w5 EEELED i Cross Section
= o8 and Features Cromii
& 3l Picture i
7] =
z <
9 = Chipbreaker for finishing Carbon Steel - Alloy Steel Flank
S £ ' 3
E £ Lead chipbreaker. o .
=) o Excellent chip control at low feed rates. E? 15
[ ﬁ % 1 =
= 0 01020304
™5 f (mmirev) WCGT020104R

First recommendation for light cutting of carbon steel, Carbon Steel  Alloy Steel 1ge . COmMer
alloy steel and mild steel 3 \‘—’

Sharp cutting edge due to a large rake angle. E 2 Flank
Prevents welding of the insert and controls white turbidity of the surface finish. 2 8°
Breaker protrusion suitable for depth of cut area achieves a wide range 00702 0504

of chip control. f (mmirev) CCMTO09T308-LP

First recommendation for light cutting of stainless steel Stainless Steel 1g°—Corner
Sharp cutting edge due to a large rake angle. 8 ;

Prevents welding of the insert and controls white turbidity of the surface finish. E 2 Flank
Breaker protrusion suitable for depth of cut area achieves a wide range @ 1 | : 8°
of chip control. 0
0.1 02 0.3 04
f (mmirev) CCMTO09T308-LM
First recommendation for light cutting of Difficult-to-Cut Materials ., Corner
difficult-to-cut materials 3 \‘—’
€
Prevents welding of the insert and controls cloudy surface of the surface £ 2 Flank
finish. &1 g°
001020304
fimmirev) CCMTO09T308-LS
NEW . . . . ; i
First recommendation for light cutting of Difficult-to-Cut Materials 12°1>‘c\°mer/_
difficult-to-cut materials . il
€
Ideal for heat-resistant alloy, titanium alloy and Cobalt chromium alloy. £ , \ Flank
Parallel cutting edge. T .
o ) : . . ' 6
£ Achieves stable chip control in a wide range of areas from low to medium o 55545
§ G depth of cuts. f (mmirev) CCGT09T304M-LS
(] —
- NEW . . . . . . i i
= First recommendation for light cutting of titanium alloys T'ti“'um alloys 1z°1>‘(3'"er/—
| Ideal for Cobalt chromium alloy and Copper alloy. £3 J
Parallel cutting edge. £, \ Flank
Achieves stable chip control in a wide range of areas from low to medium & 1 6° M
depth of cuts. 0 01 03 05
Lapping of the top surface gives a mirror finish for improved welding resistance. f (mmirev) CCGT09T304M-LS-P
Alternative chipbreaker for light cutting of carbon steel,  Carbon Steel - Alloy Steel g0~ COmer
alloy steel, mild steel and stainless steel 8 §
€
Large rake angle provides sharp cutting action. E? Flank
A peninsular dot ensures chip control at depths of cut under 1mm. S 8° f— an /
0 01020304

f (mmirev) CCMH060204-SV
Wiper insert for light cutting of carbon steel, Carbon Steel + Alloy Steel 20"}&}%&%
alloy steel, mild steel and stainless steel 3 12
€
In comparison to conventional chip breakers, the surface finish is EZ? 042 Flank
maintained even if the feed per revolution is doubled. S 16°]%L/_
Positive land improves sharpness. 00702 03 04
f (mmirev) CCMT09T304-SW
Chipbreaker for light cutting of automatic lathe Cagbon Steel « Alloy Steel
machining Flank
A parallel chipbreaker. 14°
Excellent chip control at low feed rates.
001 03
f (mmirev) CCGT09T302R-SS
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

Breaker Name
and
Picture

Cross Section

Features Geometry

Application
Tolerance

0.1 mm Corner

WSYL/_

0.1 mm Flank

18"[5%[ ~

CCMTO09T308-MP

First recommendation for medium cutting of carbon  Carbon Steel « Alloy Steel
steel, alloy steel and mild steel 3 ‘ ‘

2
1

Good balance of wear resistance and fracture resistance because of
the flat land cutting edge.

A wide chip pocket controls increasing of the cutting resistance and
reduces vibration and chip jamming even at large depth of cut.

TURNING INSERTS

ap (mm)

i

0 01020304
f (mm/rev)

0.1 mm Corner

180JS%L/—

0.1 mm Flank

First recommendation for medium cutting of stainless Stainless Steel
steel 3 L [

) . €
Good balance of wear resistance and fracture resistance because of £ 2

i

the flat land cutting edge. S ] 18°
A wide chip pocket controls increasing of the cutting resistance and
- . ) 0 01020304
reduces vibration and chip jamming even at large depth of cut. f (mmirev) CCMTO9T308-MM
- First recommendation for medium cutting of cast iron Cast Iron Flank
Optimum balance between sharpness and high edge strength ? 8 { { an
N for general use. E2 ... 0.1mm
o | 18
o1 BE;/
0 0.1 0203 04
f (mmirev) CCMTO09T308-MK

Difficult-to-Cut Materials 0.1mm Corner

139V
3
‘1]

0.1 mm Flank
" — 18° bi;[* ~
07010203 04

f (mmirev) CCMTO09T308-MS

z
m
H

First recommendation for medium cutting of
difficult-to-cut materials

A wide chip pocket controls increasing of the cutting resistance and
reduces vibration and chip jamming even at large depth of cut.

ap (mm)

Carbon Steel « Alloy Steel o, 0.1mm Corner

Medium Cutting
<

3
1]
£
= Flank
2 [_ 18° 0.1 mm
Alternative chipbreaker for medium cutting of carbon steel, 0 01020304
alloy steel, mild steel, stainless steel and cast iron f(mmirev) CCMTO09T308
; . Balance of edge strength and sharpness due to a combination of a
? jre flat land and large rake angle. 0.2 mm F1ank
15°
RCMX1204MO0
Corner

Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel - Alloy Steel

20° 77818 mm
12°

alloy steel, mild steel and stainless steel - 8 L [

A positive insert and the large rake angle achieve sharp cutting edge & 2

performance. g1 1 20° 718 mm Flank

The double breakers and round shape in the rake face achieve 0 07020304 12°

a wide range of chip discharge. f (mmirev) CCMHO060204-MV

Wiper insert for medium cutting of carbon steel, Carbon Steel - Alloy Steel
alloy steel, mild steel and stainless steel = 3
€2

s

The wiper allows up to two times higher feed.

A064

Awide chip pocket prevents chip jamming. S 18014\;.2%1&/—
07010203 04 7
f (mm/rev) CCMT09T308-MW
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© A143 O A151 © A158 © A161 O A1T1
_CCMT_MS | DCMT_MS | SCMT_MS | TCMT_MS | VCMT_MS NEW
NEW NEW NEW NEW NEW
O A144 O A1T1
CCMT DCMT SCMT VCMT WCMT

© A144

© A176

@103

CCMH_MV

3]

© A144

DCMT_MV

© A152

VCMT_MV

© A172

CCMT_MW
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

=
S8 B
= reaker Name q
Q|G Cross Section
o8 and Features Geomet
a8 Picture v
<|F
- Chipbreaker for medium cutting of automatic lathe machining Ca;b°” Steel » Alloy Steel Flank
A wide lead chipbreaker. T
Insert designed for low resistance chip control. £2 30°
E o
| *'H
001020304
f (mmirev) CCET09T3V3R-SR
- Chipbreaker for medium cutting of automatic lathe machining ~ Carbon Steel - Alloy Steel Flank
A parallel chipbreaker. E 4
Excellent chip control at low to medium feed rates. £ 20°
G =,
@ 2
f (mmirev) CCGTO09T3V3R-SN
=] . . . . .. .
£ - Chipbreaker for medium cutting of automatic lathe machining ~ Carbon Steel - Alloy Steel Flank
5 A parallel chipbreaker. E,
"E’ Excellent chip control at low to medium feed rates. i 20
5 Suitable for precise machining with E class tolerance. © 2
I - 001 03
“ - B f (mmirev) CCET09T3V3R-SN
- Chipbreaker for medium cutting of automatic lathe machining ~ Carbon Steel - Alloy Steel Flank
A parallel chipbreaker. E, .
Excellent chip control at low to medium feed rates. f_ 20
The wiper produces a good surface finish. @ 2
f (mmyrev) CCET09T3V3RW-SN
- Chipbreaker for medium cutting of automatic lathe machining Carsb°” Steel - Alloy Steel 14°}>‘C\°mer/—
3D moulded chipbreaker provides good chip control. T
G class insert gives sharp cutting action, E£?
Q
allowing high precision machining. @ 1] 9 Flank
Breaker geometry appropriate for copying and back turning. 0701020304
f (mmyrev) CCGT09T304M-SMG
=) - Chipbreaker for heavy cutting of carbon steel and Ca’go” Sfe' * Alloy Steel
E= alloy steel ~
5 i ) ) E s C 28° 0.3 mm
(8] A wide groove chipbreaker prevents chips E T\
; from jamming at large depths of cut. & 40 RS
3 Small dimples improve chip control at small depths of cut. 0702 06 1.0 14
T f(mmrev) RCMX2006M0-RR
Chipbreaker for heavy cutting of cast iron Ca:t Iron
Flat top. T 0°,
Most effective for unstable machining due to its high edge strength. i 2 ! \
11—
c © T T
g 07010203 04
- f (mmirev) CCMW09T308
©
Lé Chipbreaker for heavy cutting of cast iron Ca:t Iron
o Flat top. = [ | 0°
Most effective for unstable machining due to its high edge strength. i 2 !
Can be used on workpieces requiring close tolerances a1 l—
due to G class insert tolerance. 0701020304
f (mmirev) CCGWO09T300




© A154

© A158

© A162

© A172

DCGW

Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60° | Rhombic 35° | Trigon 80° | Rhombic 25° Round Al NEmE
: ! Cross Section
N, &
CCET_R/L-SR|DCET_R/L-SR -
i - o
© A145 © A152 F—/_
CCGT_R/L-SNDCGT_RJ/L-SN -
©A145 ©A153 F/_
CCET_R/L-SN|DCET_R/L-SN -
_ ﬁ
© A146 © A153 P/_
CCET_R/LW-SN | DCET_R/LW-SN -
= E
© A146 ©A154 P/_
CCGT_SMG | DCGT_SMG -
© A146 © A154 ‘\/
T IR
© A156 Y\/J—
cCcMmw DCMW SCMW TCMW VCMW -

© A154
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

=
S8
= | || Eresker e Cross Section
o8 and Features Geomet
a8 Picture v
< =
. . c e . Corner
- First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel o,
alloy steel, mild steel and stainless steel = 3
M| [~ Suitable for low depths of cut and low feed rates. EZ2
/,{f"m Sharp cutting edge and low resistance design achieves excellent cutting & 1 8 Flank
- performance. 07010203 04
f (mm/rev) CPMHO090304-FV
(S1ERAERG) | chipbreaker for finishing Aluminium Aloy Flank
Lead chipbreaker controls chip flow. =
Good chip control for low to medium feed rates. i 2 25°ﬁ\_/_
© 1
L
07010203 04
. f (mmirev) CPGT090304
- Chipbreaker for finishing carbon steel, Carbon Steel - Alloy Steel
alloy steel, stainless steel, cast iron and 3 Flank
aluminium alloy £e 15°
Small wide lead chipbreaker. S [ \
Sharp cutting edge gives a good surface finish. 0" 01020304
f(mmrrev) TPGHO090204R-FS
- Chipbreaker for finishing Cafsbon Steel - Alloy Steel Flank
Lead chipbreaker controls chip flow. =
M Sharp cutting edge gives a good surface finish. E? 15"V
1
=2} © )
.é ; 0701020304
g f(mmrrev) CPMHO090304R-F
<
0 - Chipbreaker for finishing Carbon Steel - Aly Steel ok
i Lead chipbreaker controls chip flow. =
’ Sharp cutting edge gives a good surface finish. E? 15"V
- Q1
= @®©
07010203 04
. f (mm/rev) CPGT090304R-F
- Chipbreaker for finishing Ca;‘m” Steel + Alloy Steel Flank
Lead chipbreaker controls chip flow. <
Good chip control for low to medium feed rates. E?2 10°
S
07010203 04
f (mmirev) TPGX090204R
- Chipbreaker for finishing Carbon Stee - Ally Stee .
Lead chipbreaker controls chip flow. €
ood chip control for low to medium feed rates. =
M _ Good chi I for | dium feed £?2 10°
| &
0701020304
f (mmirev) TPMX090204L
- Chipbreaker for finishing Ca;bon Steel - Alloy Steel Flank
Lead chipbreaker controls chip flow. T
E Sharp cutting edge gives a good surface finish. i 2 15°V
S
‘ 07010203 04
f(mmrrev) VPET080201R-SRF
; P i P Carbon Steel + Alloy Steel Corner
= First recommendation for light cutting of carbon steel, 18°
= alloy steel, mild steel, stainless steel and cast iron - 3
8 M | ‘ Large rake angle provides sharp cutting action. E? Flank
= L = A peninsular dot ensures chip control at depths of cut under 1mm. g1 o
i | 8
-5’ - 07010203 04
f (mmirev) CPMHO090304-SV




Rhombic 80°

Rhombic 55°

Square 90°

Triangular 60°

Rhombic 35°

Trigon 80°

Round

and

Cross Section
RV
e
Standard
T
TPGH_R/L-FS WPGT_R/L-FS
- - RILFS
A a
— © A164 © A177 h/_
- RIL-F(M)
8
©A148 P/_
CE'F RIL-F(G)
©A148 v/_
TPGX_RIL
- CORL
A
© A165 r/_
TPMX_L
- D
© A165 r—/_
VPET_R/L-SRF
-  SRF
©A174 V-/_
CPMH_SV TPMH_SV
N - sV
&
©A148 © A165 P/_

TURNING INSERTS
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

c
S8
n w5 ETEELED NEGTS Cross Section
[ ol and Features Crenmed
e a3 Picture ry
7] =
2 <
) Alternative chi i i Carbon Steel * Alloy Steel Corner
> ernative chlpbrgaker for medium cutting of carbon steel, 10°
= alloy steel and stainless steel 3 L [
% y Standard, general purpose chipbreaker. E 2
2 / \ s, Flank
® | 10°
[ ———.
_ 0 0.1 0203 04
f (mmirev) CPMX090304
=2 M ; ; ; ; Carbon Steel - Alloy Steel 0.2 Corner
£ - First recommendation for medium cutting of carbon steel, Y 20° £ mMm
k= alloy steel, mild steel, stainless steel and cast iron _8 8°
5 y £
o i k A positive insert and large rake angle achieves sharp cutting edge £2 ~_0.2mm Flank
g y performance. &1 || 20 =
§ _ Double breakers in the rake face achieve a wide range of chip discharge. 001020304
S f (mmirev) CPMH090304-MV
. . . . . Corner
- Chipbreaker for medium cutting of automatic lathe Carbon Steel - Alloy Steel 140
machining - 3
© 3D moulded chipbreaker provides good chip control. £2
G class insert gives sharp cutting action, 81 11° Flank
allowing high precision machining. 07010203 04
Breaker geometry appropriate for copying and back turning. f (mmirev) VPGT110301M-SMG
- Chipbreaker for Heavy cutting of cast iron Cait Iron
Flat top. € 0
M w Most effective for unstable machining due to its high edge strength. i 2 ! \
c . \__E, o1 —
‘_2 L I 07010203 04
= " F(mmiev) SPMW120308
o
(&] . . .
5 - Chipbreaker for Heavy cutting of cast iron Cait Iron
w Flat top. T 0°
G h 4 Most effective for unstable machining due to its high edge strength. £? !
Can be used on workpieces requiring close tolerances &1
due to G class insert tolerance. 0 0{1 0‘_2 0.3 04
= f (mmirev) SPGX120308
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Rhombic 80°

Rhombic 55°

Square 90°

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

- Standard
) A
ijﬁ ] 4 A\
© A148 © A165 F/_
CPMH_MV TPMH_MV WPMT_MV -
© A148 © A165 ©A177 \\/F
YPOTSHe ~ sSMG
©A174 ‘\/
. Fiat Top(M)
.'"'J' ~ \
© A159 \
°reX e Flat Top(G)

© A159

© A166
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TURNING INSERTS

CLASSIFICATION

15° POSITIVE INSERTS WITH HOLE

=

S| 8

== Breaker Name Cross Section
o8 and Features Geomet
a8 Picture ry
< =

z . . . Aluminium Alloy

= - Chipbreaker for aluminium alloy cutting s Flank
E Lead chipbreaker. E, o

=le Sharp cutting edge gives a good surface finish. £ %

£ P 8

< = Q 0701020304

5 ) a ==l f (mm/rev) VDGX160302R

20° POSITIVE INSERTS WITH HOLE

c
S| 8
% | & | Breaker Name Cross Section
L5 and Features e
25 Picture &4
< =
- Chipbreaker for aluminium alloy cutting A'“3mi”i”m Alloy
Lead chipbreaker. E . Flank
3- ; Sharp cutting edge gives a good surface finish. i 2 20
3 > !
£ ; I 07010203 04
5 f (mmirev) DEGX150402R-F
£1G
E - Chipbreaker for aluminium alloy cutting A'“P'”'””I Alloy
f A parallel chipbreaker. E3 250 Flank
lf Sharp cutting edge gives a good surface finish. i 2]
Good chip control for medium feed rates. © 1] ]
007 03 05
N el f (mmirev) DEGX150402R




Rhombic 80° Rhombic 55° Squailr_e_ ?0° Triangular 60° Rhombic 35° Trigon 80° Round Breslar Nems
i 0 and
O Cross Section
(N
@ A173
Rhombic 80° Rhombic 55° SqL_JE_ite_ ?0" Triangl’JIar 60° Rhombic 35° Trigon 80° Round Breelar Nems
i 0 Cross Section
N a
© A155 F/_
DEGX_R/L TEGX_R/L -
O A155 O A163 W—
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITHOUT HOLE

=
S8 B
= | 2| Breaker Name ;
2 _§ o and Features Crgzz S}:(t:tmn
e a8 Picture ry
(2] =
2 <
Q - Chipbreaker for heavy cutting of cast iron Caft tron 1
z Flat top. = sH o,
=] M Most effective for unstable machining due to high edge i 3 [ E f
= c strength and stable insert clamping. ® 4 % % %
g 007030507
b fmmirev) SNMN 120408
o4
(&] . . .
5 - Chipbreaker for heavy cutting of cast iron Caft fron 1
w Flat top. £ 5 0°)
G Most effective for unstable machining due to high edge i 3 - E f
strength and stable insert clamping. © 4 % % %
Can be used on workpieces requiring close tolerances due to G class 001030507
insert tolerance. f (mmirev) SNGN120408

7° POSITIVE INSERTS WITHOUT HOLE

=

S| 8

§ & Break;r:dName Features e SEion
3|2 Picture Geometry
<|F

5 - Chipbreaker for heavy cutting of cast iron Castlron

f Flat top. E 2 0%

g G Most effective for unstable machining due to high edge = f

(S] y strength and stable insert clamping. © —T

5 Can be used on workpieces requiring close tolerances due to G class 001020304

- _ insert tolerance. f (mmirev) TNGN160408

-—
-_—

° POSITIVE INSERTS WITHOUT HOLE

S| o
ol o
®| S EEELCD el Cross Section
o8 and Features Craimed
2|3 Picture i
<|F
2| | @IRIEN | chipbreaker for finishing Garbon Steel Al Steel ok
= A parallel chipbreaker. T [
oG Good chip control for low to medium feed rates. E£? 15°
5| | —= BL 3]
§ _ 07010203 04
i f (mmirev) SPGR090304R
=
£ - Chipbreaker for light to medium cutting of carbon steel, Caroon Steel - Alloy Steel | Corner
2 alloy steel and stainless steel - 8 1]
E] i E2
g M Standard, general purpose chipbreaker. =, Flank
s © ] g_\_ﬁ
= Y ) 07010203 04
1 f (mmrev) SPMR090308
- Chipbreaker for heavy cutting of cast iron Ca:t fron
Flat top. T 0°,

M Most effective for unstable machining due to high edge i 2 f

c ‘ strength and stable insert clamping. & 1]
1 1

g ‘ 0701020304
3| | R f(mmre) SPMN090308
©
Lé - Chipbreaker for heavy cutting of cast iron Ca:t fron
w Flat top. 0°

ap (mm)

G Most effective for unstable machining due to high edge 2 f \
strength and stable insert clamping. ]
Can be used on workpieces requiring close tolerances due to G class 0 0{1 0{2 03 04
insert tolerance. f(mmrrev) SPGN090308
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SPECIAL PURPOSE INSERTS

Rhombic 80° Square 90° Triangular 60° Trealer Neme

S|
£l
and _§ o Tool Holder Type Inserts 2
Cross Section 38 &
<|F 2
CNMN TNMN RTG é
= - :
[3]
(@] o o| o |y :
N
© A137 © A139 @ A179
TNGN

|

© A139

Rhombic 80° Square 90° Triangular 60°

Breaker Name
and
Cross Section

>

TCGN

n

© A181

Rhombic 80 Square 90 Triangular 60 Tealar Name

and
Cross Section

TPGR_RIL

gl
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std: Standard Flat : Flat Top
Work Material Hardness Cl\%gg;g Priority| Breaker Grade CUt(tir?]?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu
P

® ® | F 1 FY VP25N 285—450 0.09—0.23 0.20—0.80
ﬁ ® F 2 FY NX2525 270—385 0.09—0.23 0.20—0.80
z ® | F 3 FS NX2525 270—385 0.09—0.23 0.20—0.70
% ® L 1 sy VP25N 260—410 0.16—0.33 0.50—1.20
x ® L 2 sY NX2525 245—350 0.16—0.33 0.50—1.20
a € F 1 FY MP3025 275—425 0.09—0.23 0.20—0.80
( ASTM%?G,S,&?SII 1010) <180HB € | F 2 FY NX3035 260—370 0.09—0.23 0.20—0.80

€ | F 3 FS NX2525 270—385 0.09—0.23 0.20—0.70

¢ L 1 sY MP3025 255—385 0.16—0.33 0.50—1.20

€ | L 2 sy NX3035 240—340 0.16—0.33 0.50—1.20

® | F 1 FY UE6020 285—465 0.09—0.23 0.20—0.80

® | F 2 FS UE6020 285—465 0.09—0.23 0.20—0.70

L 1 sy UE6020 260—425 0.16—0.33 0.50—1.20

® F 1 FP NX2525 210—300 0.08—0.25 0.10—1.00

® F 2 FH AP25N 220—345 0.08—0.20 0.20—1.00

@ | F 3 FH NX2525 210—300 0.08—0.20 0.20—1.00

® F 4 | RIL-F MP3025 215—330 0.05—0.15 0.10—0.50

@ | F 5 PK NX2525 200—285 0.10—0.30 0.20—1.00

® L 1 LP MC6015 210—360 0.10—0.40 0.30—2.00

® L 2 LP UE6105 225—410 0.10—0.40 0.30—2.00

® L 3 SH UE6105 225—410 0.10—0.40 0.30—2.00

® L 4 LP MP3025 195—300 0.10—0.40 0.30—2.00

® L 5 SH AP25N 200—315 0.10—0.40 0.30—2.00

® L 6 SH NX2525 190—275 0.10—0.40 0.30—2.00

® L 7 SA UE6105 225—410 0.10—0.40 0.30—2.00

o L 8 SA NX2525 190—275 0.10—0.40 0.30—2.00

® L 9 SwW UE6105 225—410 0.10—0.50 0.30—2.50

® | L |10 sw MP3025 195—300 0.10—0.50 0.30—2.50

® L |1 sw NX2525 190—275 0.10—0.50 0.30—2.50

Carbon Steel « Alloy Steel 180 @® | L | 12 | RLK | MP3025 195—300 0.08—0.20 0.30—1.20

(AISI 1045, AISI 4140) 280HB @ | m| 1| mp | wmceots 195—330 0.16—0.50 0.30—4.00

® | m | 2 MP UE6105 205—375 0.16—0.50 0.30—4.00

® ™ 3 MP MP3025 180—275 0.16—0.50 0.30—4.00

® | M | 4 MA UE6105 205—375 0.20—0.50 0.30—4.00

@ ™ 5 MH UE6105 205—375 0.20—0.55 1.00—4.00

@ | ™M 6 Std UE6105 205—375 0.25—0.60 1.50—5.00

® | ™M 7 Std MP3025 180—275 0.25—0.60 1.50—5.00

® ™ 8 Std NX2525 175—250 0.25—0.60 1.50—5.00

® | ™M 9 Std UTi20T 90—130 0.25—0.60 1.50—5.00

®@ M | 10 MW UE6105 205—375 0.20—0.60 0.90—4.00

® | m | N R/IL MP3025 180—275 0.15—0.32 0.40—2.00

® R 1 RP MC6015 185—310 0.25—0.60 1.50—6.00

® | R | 2 RP UE6105 190—355 0.25—0.60 1.50—6.00

® R 3 GH UE6105 190—355 0.25—0.60 1.50—6.00

® | H 1 HX MC6025 165—265 0.50—1.26 3.00—11.00

® | H 2 HX UE6110 165—280 0.50—1.26 3.00—11.00

® | H 3 HV MC6025 135—220 0.70—1.30 4,00—12.00

Cutting Conditions : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Cutting Area : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A076



Work Material Hardness C'\hj(t)tg;g Priority| Breaker Grade CUt(tir?]?mSir?)e =l (an(:/?'gv) Dep(trr:"?qf) cu
P
[ ] H 4 HV UE6110 135—230 0.70—1.30 4.00—12.00 &
[ ] H 5 HZ MC6025 165—265 0.40—1.20 2.00—10.00 ﬁ
[ ] H 6 HZ UE6110 165—280 0.40—1.20 2.00—10.00 z
[ ] H 7 HL MC6025 165—265 0.40—1.00 1.50—8.00 %
[ ] H 8 HM MC6025 165—265 0.50—1.10 2.00—10.00 %
[ F 1 FP MP3025 215—330 0.08—0.25 0.10—1.00 -
[ 4 F 2 FH MP3025 215—330 0.08—0.20 0.20—1.00
[ 3 F 3 FH NX3035 200—285 0.08—0.20 0.20—1.00
([ < F 4 FH UE6110 230—395 0.08—0.20 0.20—1.00
[ 4 L 1 LP MC6015 210—360 0.10—0.40 0.30—2.00
[ 2 L 2 SH MC6015 210—360 0.10—0.40 0.30—2.00
[ 4 L 3 SA MC6015 210—360 0.10—0.40 0.30—2.00
[ L 4 LP UE6110 210—360 0.10—0.40 0.30—2.00
[ 4 L 5 SH UE6110 210—360 0.10—0.40 0.30—2.00
[ L 6 SA UE6110 210—360 0.10—0.40 0.30—2.00
[ 4 L 7 LP MP3025 195—300 0.10—0.40 0.30—2.00
[ 3 L 8 SH NX3035 185—260 0.10—0.40 0.30—2.00
[ < L 9 SA NX3035 185—260 0.10—0.40 0.30—2.00
[ 4 L 10 SW MC6015 210—360 0.10—0.50 0.30—2.50
[ 2 L 1 sSw UE6110 210—360 0.10—0.50 0.30—2.50
[ 4 L 12 sSwW NX3035 185—260 0.10—0.50 0.30—2.50
[ M 1 MP MC6015 195—330 0.16—0.50 0.30—4.00
[ 4 M 2 MA MC6015 195—330 0.20—0.50 0.30—4.00
Carbon Steel - Alloy Steel b €| m | 3| mH | mceots 195—330 0.20—0.55 1,00—4.00
(AISI 1045, AISI 4140) 280HB : : : :
[ 4 M 4 Std MC6015 195—330 0.25—0.60 1.50—5.00
[ 3 M 5 MP UE6110 195—330 0.16—0.50 0.30—4.00
([ < M 6 MA UE6110 195—330 0.20—0.50 0.30—4.00
[ 4 M 7 MA NX3035 170—240 0.20—0.50 0.30—4.00
[ M 8 MH UE6110 195—330 0.20—0.55 1.00—4.00
[ 4 M 9 Std UE6110 195—330 0.25—0.60 1.50—5.00
[ 2 M 10 Std NX3035 170—240 0.25—0.60 1.50—5.00
[ 4 M 1 Mw MC6015 195—330 0.20—0.60 0.90—4.00
[ M 12 MwW UE6110 195—330 0.20—0.60 0.90—4.00
[ 4 R 1 RP MC6015 185—310 0.25—0.60 1.50—6.00
[ 3 R 2 RP UE6110 185—310 0.25—0.60 1.50—6.00
([ < R 3 GH UE6110 185—310 0.25—0.60 1.50—6.00
[ 4 H 1 HX MC6025 165—265 0.50—1.26 3.00—11.00
[ H 2 HX UE6020 165—255 0.50—1.26 3.00—11.00
[ 4 H 3 HV MC6025 135—220 0.70—1.30 4.00—12.00
[ H 4 HV UE6020 125—210 0.70—1.30 4.00—12.00
[ 4 H 5 HZ MC6025 165—265 0.40—1.20 2.00—10.00
[ H 6 HL MC6025 165—265 0.40—1.00 1.50—8.00
[ 4 H 7 HM MC6025 165—265 0.50—1.10 2.00—10.00
[ 3 H 8 HR MC6025 135—220 0.70—1.30 3.00—12.00
([ < H 9 HZ UE6110 165—280 0.40—1.20 2.00—10.00
[ 4 H 10 HAS UE6020 165—255 0.40—1.10 2.00—9.00
4 F 1 FP MC6025 230—375 0.08—0.25 0.10—1.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std: Standard Flat : Flat Top
Work Material Hardness Cl\%gg;g Priority| Breaker Grade CUt(tir?]?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu
P
& $ F 2 FP MC6015 230—395 0.08—0.25 0.10—1.00
é g F 3 FH UE6110 230—395 0.08—0.20 0.20—1.00
z $ F 4 FH UE6020 220—360 0.08—0.20 0.20—1.00
é 3 L 1 LP MC6025 210—345 0.10—0.40 0.30—2.00
% $ L 2 LP MC6035 185—260 0.10—0.40 0.30—2.00
" ¥ L 3 SH MC6025 210—345 0.10—0.40 0.30—2.00
$ L 4 SA MC6025 210—345 0.10—0.40 0.30—2.00
£ 3 L 5 SH UE6020 200—330 0.10—0.40 0.30—2.00
e L 6 SA UE6020 200—330 0.10—0.40 0.30—2.00
£ 3 M 1 MP MC6025 195—315 0.16—0.50 0.30—4.00
¥ M 2 MP MC6035 170—240 0.16—0.50 0.30—4.00
$ M 3 MP UE6020 185—300 0.16—0.50 0.30—4.00
3 M 4 MA MC6025 195—315 0.20—0.50 0.30—4.00
$ M 5 MA MC6035 170—240 0.20—0.50 0.30—4.00
¥ M 6 MA UE6020 185—300 0.20—0.50 0.30—4.00
$ M 7 MH MC6025 195—315 0.20—0.55 1.00—4.00
E3 M 8 MH MC6035 170—240 0.20—0.55 1.00—4.00
$ M 9 MH UE6020 185—300 0.20—0.55 1.00—4.00
Carbon Steel - Alloy Steel b #® | m | 10| sta | Mmceozs 195—315 0.25—0.60 1,50—5.00
(AISI 1045, AISI 4140) 280HB . : : .
g M 1 Std MC6035 170—240 0.25—0.60 1.50—5.00
$ M 12 Std UE6020 185—300 0.25—0.60 1.50—5.00
3 M 13 MwW MC6025 195—315 0.20—0.60 0.90—4.00
$ M 14 MwW UE6020 185—300 0.20—0.60 0.90—4.00
2 R 1 RP MC6025 185—295 0.25—0.60 1.50—6.00
$ R 2 RP MC6035 160—225 0.25—0.60 1.50—6.00
£ 3 R 3 GH UE6020 175—285 0.25—0.60 1.50—6.00
e H 1 HX MC6035 140—200 0.50—1.26 3.00—11.00
£ 3 H 2 HX UH6400 140—195 0.50—1.26 3.00—11.00
¥ H 3 HV MC6035 1156—165 0.70—1.30 4.00—12.00
$ H 4 HV UH6400 115—160 0.70—1.30 4.00—12.00
3 H 5 HZ UE6020 1656—255 0.40—1.20 2.00—10.00
$ H 6 HZ MC6035 140—200 0.40—1.20 2.00—10.00
¥ H 7 HZ UH6400 140—195 0.40—1.20 2.00—10.00
$ H 8 HL MC6035 140—200 0.40—1.00 1.50—8.00
s H 9 HM MC6035 140—200 0.50—1.10 2.00—10.00
$ H 10 HR MC6035 115—165 0.70—1.30 3.00—12.00
3 H 1 HAS UH6400 140—195 0.40—1.10 2.00—9.00

Cutting Conditions : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Cutting Area : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A078



Work Material Hardness | Sods || Bresker| Grage | SRR | (R | Tnm
M
[ ] L 1 LM MC7015 180—285 0.10—0.30 0.30—2.00 @
o L 2 SH Us735 95—185 0.10—0.40 0.30—2.00 ﬁ
[ ] L 3 SH NX2525 65—135 0.10—0.40 0.30—2.00 z
o L 4 SwW Us7020 110—275 0.10—0.50 0.30—2.50 %
[ ] M 1 MM MC7015 165—260 0.15—0.45 0.70—5.00 °:,‘
o M 2 GM MC7015 165—260 0.16—0.50 0.50—4.00 a
[ ] M 3 MS Us7020 100—250 0.16—0.50 0.50—4.00
[ ) M 4 MA US7020 100—250 0.20—0.50 0.30—4.00
[ ] M 5 MH Us7020 100—250 0.20—0.55 1.00—4.00
[ } M 6 Mw Us7020 100—250 0.20—0.60 0.90—4.00
([ R 1 RM MC7015 1565—245 0.25—0.55 1.50—6.00
[ ] R 2 GH Us7020 95—235 0.25—0.60 1.50—6.00
o H 1 HL US735 75—140 0.40—1.00 1.50—8.00
[ ] H 2 HL US735 75—140 0.40—1.00 1.50—8.00
o H 3 GH US7020 95—235 0.25—0.60 1.50—6.00
[ - L 1 LM MC7025 165—220 0.10—0.30 0.30—2.00
[ - L 2 SH Us735 95—185 0.10—0.40 0.30—2.00
[ M 1 MM MC7025 150—200 0.15—0.45 0.70—5.00
[ M 2 GM MC7025 150—200 0.16—0.50 0.50—4.00
Austenitic ([ M 3 MA MC7025 150—200 0.20—0.50 0.30—4.00
Stainless Steel <200HB [ 2 M 4 MS USs735 90—170 0.16—0.50 0.50—4.00
(AISI 304, AISI 316) ([ M 5 MA US735 90—170 0.20—0.50 0.30—4.00
[ R 1 RM MC7025 140—190 0.25—0.55 1.50—6.00
([ R 2 GH US735 85—160 0.25—0.60 1.50—6.00
[ - H 1 HL USs735 75—140 0.40—1.00 1.50—8.00
[ - H 2 HM US735 75—140 0.50—1.10 2.00—10.00
k3 L 1 LM MP7035 95—155 0.10—0.30 0.30—2.00
7 L 2 SH Us735 95—185 0.10—0.40 0.30—2.00
* M 1 MM MP7035 90—145 0.15—0.45 0.70—5.00
2 M 2 GM MP7035 90—145 0.16—0.50 0.50—4.00
® M 3 MA MP7035 90—145 0.20—0.50 0.30—4.00
s M 4 MS Us735 90—170 0.16—0.50 0.50—4.00
¥ M 5 MS VP15TF 80—135 0.16—0.50 0.50—4.00
k3 M 6 MS UP20M 100—150 0.16—0.50 0.50—4.00
7 M 7 MS UTi20T 80—115 0.16—0.50 0.50—4.00
k3 M 8 MA VP15TF 80—135 0.20—0.50 0.30—4.00
7 M 9 Std VP15TF 80—135 0.25—0.60 1.50—5.00
* R 1 RM MP7035 85—135 0.25—0.55 1.50—6.00
2 R 2 GH Us735 85—160 0.25—0.60 1.50—6.00
£ 3 H 1 HL US735 75—140 0.40—1.00 1.50—8.00
7 H 2 HM US735 75—140 0.50—1.10 2.00—10.00

A079



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | QU9 [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
M

» ® | L |1 LM MC7015 150—240 0.10—0.30 0.30—2.00
é ® | L 2 SH Us735 80—155 0.10—0.40 0.30—2.00
£ ® | L |3 SH NX2525 55—115 0.10—0.40 0.30—2.00
g ® | L | 4| sw US7020 90—230 0.10—0.50 0.30—2.50
x ® | M | 1 MM MC7015 135—215 0.15—0.45 0.70—5.00
" ® | m | 2 GM MC7015 135—215 0.16—0.50 0.50—4.00
® M| 3 MS US7020 80—210 0.16—0.50 0.50—4.00

® | M | 4 MA US7020 80—210 0.20—0.50 0.30—4.00

® | M| 5 MH US7020 80—210 0.20—0.55 1,00—4.00

® | M |6 | mw US7020 80—210 0.20—0.60 0.90—4.00

® | R |1 RM MC7015 130—205 0.25—0.55 1.50—6.00

® R |2 GH US7020 75—195 0.25—0.60 1.50—6.00

® | H | 1 HL us735 60—120 0.40—1.00 1.50—8.00

® | H |2 HM us735 60—120 0.50—1.10 2.00—10.00

€ | L | 1 LM MC7025 135—180 0.10—0.30 0.30—2.00

€ | L |2 SH Us735 80—155 0.10—0.40 0.30—2.00

e | M| 1 MM MC7025 125—165 0.15—0.45 0.70—5.00

e | m | 2 GM MC7025 125—165 0.16—0.50 0.50—4.00

€ | M| 3 MA MC7025 125—165 0.20—0.50 0.30—4.00

Austenitic € | Mm 4 Ms us735 75—140 0.16—0.50 0.50—4.00

Stainless Steel >200HB

(AISI 304LN. AISI 316LN) € | M| 5 MA US735 75—140 0.20—0.50 0.30—4.00

€ | R | 1 RM MC7025 115—155 0.25—0.55 1.50—6.00

€ | R |2 GH US735 70—135 0.25—0.60 1.50—6.00

€ | H | 1 HL us735 60—120 0.40—1.00 1.50—8.00

€ | H |2 HM Us735 60—120 0.50—1.10 2.00—10.00

2L |1 LM MP7035 80—130 0.10—0.30 0.30—2.00

2L | 2 SH Us735 80—155 0.10—0.40 0.30—2.00

2 m| 1 MM MP7035 75—120 0.15—0.45 0.70—5.00

2| m| 2 GM MP7035 75—120 0.16—0.50 0.50—4.00

2| m |3 MA MP7035 75—120 0.20—0.50 0.30—4.00

| m |4 MS Us735 75—140 0.16—0.50 0.50—4.00

2| m| s MS VP15TE 65—110 0.16—0.50 0.50—4.00

£ m| s MS UP20M 80—125 0.16—0.50 0.50—4.00

2| m| 7 MS UTi20T 65—95 0.16—0.50 0.50—4.00

2| m| s MA VP15TF 65—110 0.20—0.50 0.30—4.00

2| Mm | 9| su VP15TF 65—110 0.25—0.60 1,50—5.00

2| R | 1 RM MP7035 70—115 0.25—0.55 1.50—6.00

| R |2 GH Us735 70—135 0.25—0.60 1.50—6.00

® | H | 1 HL US735 60—120 0.40—1.00 1.50—8.00

2| H |2 HM Us735 60—120 0.50—1.10 2.00—10.00

® | L |1 LM MC7015 120—190 0.10—0.30 0.30—2.00

® | L 2 SH Us735 65—125 0.10—0.40 0.30—2.00

® | L |3 SH NX2525 40—90 0.10—0.40 0.30—2.00

TWO'pha(;ﬁSSItgizné‘;ss Steel | <ogovB | @ | L | 4 | sw UST7020 70—185 0.10—0.50 0.30—2.50

® | M | 1 MM MC7015 110—175 0.15—0.45 0.70—5.00

® | M| 2 GM MC7015 110—175 0.16—0.50 0.50—4.00

® M| 3 MS US7020 65—170 0.16—0.50 0.50—4.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A080



Work Material Hardness | QIO |prorty Breaker|  Grade | CUTRTIREY | FoRd ) | PeRolCM
M
® | M| 4 MA US7020 65—170 0.20—0.50 0.30—4.00 »
® ™M | 5 MH US7020 65—170 0.20—0.55 1.00—4.00 ﬁ
® ™M | 6 | mw US7020 65—170 0.20—0.60 0.90—4.00 Z
® | R | 1 RM MC7015 105—165 0.25—0.55 1.50—6.00 %
® R |2 GH US7020 60—160 0.25—0.60 1.50—6.00 x
® | H | 1 HL us73s5 50—95 0.40—1.00 1.50—8.00 a
® | H |2 HM us735 50—95 0.50—1.10 2.00—10.00
€ | L |1 LM MC7025 110—145 0.10—0.30 0.30—2.00
e | L | 2 SH Us735 65—125 0.10—0.40 0.30—2.00
€e | ™M | 1 MM MC7025 100—135 0.15—0.45 0.70—5.00
e | m | 2 GM MC7025 100—135 0.16—0.50 0.50—4.00
e | m | 3 MA MC7025 100—135 0.20—0.50 0.30—4.00
e | m | 4 ms Us735 60—115 0.16—0.50 0.50—4.00
€ | m |5 MA us735 60—115 0.20—0.50 0.30—4.00
€ | R | 1 RM MC7025 95—125 0.25—0.55 1.50—6.00
€ | R |2 GH Us735 55—105 0.25—0.60 1.50—6.00
Two'pha(;ﬁssltgizr‘é‘;ss Steel | <ogovB | @€ | H | 1 HL uUS735 50—95 0.40—1.00 1.50—8.00
€ | H | 2 HM us735 50—95 0.50—1.10 2.00—10.00
2| L | 1 LM MP7035 65—105 0.10—0.30 0.30—2.00
| L |2 SH Us735 65—125 0.10—0.40 0.30—2.00
| M| 1 MM MP7035 60—95 0.15—0.45 0.70—5.00
| m| 2 GM MP7035 60—95 0.16—0.50 0.50—4.00
2| m| 3 MA MP7035 60—95 0.20—0.50 0.30—4.00
| m| 4 ms Us735 60—115 0.16—0.50 0.50—4.00
2| m| 5 mMS VP15TF 50—90 0.16—0.50 0.50—4.00
2| m| 6 ms UP20M 65—100 0.16—0.50 0.50—4.00
| m| 7 mMS UTi20T 50—75 0.16—0.50 0.50—4.00
2| m| s MA VP15TF 50—90 0.20—0.50 0.30—4.00
| m| o Std VP15TF 50—90 0.25—0.60 1.50—5.00
2| R | 1 RM MP7035 55—90 0.25—0.55 1.50—6.00
| R |2 GH Us735 55—105 0.25—0.60 1.50—6.00
2| H | 1 HL us735 50—95 0.40—1.00 1.50—8.00
| H |2 HM us735 50—95 0.50—1.10 2.00—10.00
® | L | 1 LM MC7015 180—285 0.10—0.30 0.30—2.00
® | L | 2 SH us735 95—185 0.10—0.40 0.30—2.00
® | L |3 SH NX2525 65—135 0.10—0.40 0.30—2.00
® | L |4 sw US7020 110—275 0.10—0.50 0.30—2.50
® | ™M | 1 MM MC7015 165—260 0.15—0.45 0.70—5.00
® | m |2 GM MC7015 165—260 0.16—0.50 0.50—4.00
Ferritic and Martensitic ® (M | 3 ms US7020 100—250 0.16—0.50 0.50—4.00
Stainless Steel <200HB
(AISI 410, AISI 430) ® | M| 4 MA US7020 100—250 0.20—0.50 0.30—4.00
® ™M | 5 MH US7020 100—250 0.20—0.55 1.00—4.00
® ™M | 6 | mw US7020 100—250 0.20—0.60 0.90—4.00
® | R | 1 RM MC7015 155—245 0.25—0.55 1.50—6.00
® R |2 GH US7020 95—235 0.25—0.60 1.50—6.00
@ | H | 1 HL us73s5 75—140 0.40—1.00 1.50—8.00
® | H |2 HM us735 75—140 0.50—1.10 2.00—10.00

A081



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std : Standard Flat : Flat Top
Work Materia Hardness | G0 ey Breaker|  Grade | CUGRTRREA | o8 | DeRRAIC
M

& [ S L 1 LM MC7025 165—220 0.10—0.30 0.30—2.00
é [ 4 L 2 SH uUs735 95—185 0.10—0.40 0.30—2.00
£ [ S M 1 MM MC7025 150—200 0.15—0.45 0.70—5.00
é [ 4 M 2 GM MC7025 150—200 0.16—0.50 0.50—4.00
g [ S M 3 MA MC7025 150—200 0.20—0.50 0.30—4.00
- [ < M 4 MA Us735 90—170 0.20—0.50 0.30—4.00
[ S M 5 MS USs735 90—170 0.16—0.50 0.50—4.00
[ 4 R 1 RM MC7025 140—190 0.25—0.55 1.50—6.00
([ 3 R 2 GH USs735 85—160 0.25—0.60 1.50—6.00
[ - H 1 HL USs735 75—140 0.40—1.00 1.50—8.00

[ 4 H 2 HM USs735 75—140 0.50—1.10 2.00—10.00
k1 L 1 LM MP7035 95—155 0.10—0.30 0.30—2.00
Ferritic and Martensitic ®$ | L |2 SH Us735 95—185 0.10—0.40 0.30—2.00

Stainless Steel <200HB

(AISI 410, AISI 430) ® | M| 1 MM MP7035 90—145 0.15—0.45 0.70—5.00
k5 M 2 GM MP7035 90—145 0.16—0.50 0.50—4.00
£ 3 M 3 MA MP7035 90—145 0.20—0.50 0.30—4.00
E M 4 MS USs735 90—170 0.16—0.50 0.50—4.00
£ M 5 MS VP15TF 80—135 0.16—0.50 0.50—4.00
E M 6 MS UP20M 100—150 0.16—0.50 0.50—4.00
¥ M 7 MS UTi20T 80—115 0.16—0.50 0.50—4.00
k1 M 8 MA VP15TF 80—135 0.20—0.50 0.30—4.00
- M 9 Std VP15TF 80—135 0.25—0.60 1.50—5.00
- R 1 RM MP7035 85—135 0.25—0.55 1.50—6.00
k5 R 2 GH US735 85—160 0.25—0.60 1.50—6.00
£ 3 H 1 HL US735 75—140 0.40—1.00 1.50—8.00

¥ H 2 HM USs735 75—140 0.50—1.10 2.00—10.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A082



Work Material Hardness | QU9 [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
M
® | L | 1 LM MC7015 150—240 0.10—0.30 0.30—2.00 »
® L |2 SH USs735 80—155 0.10—0.40 0.30—2.00 ﬁ
® | L | 3| sH NX2525 55—115 0.10—0.40 0.30—2.00 z
® | L | 4| sw US7020 90—230 0.10—0.50 0.30—2.50 %
® | m | 1 MM MC7015 135—215 0.15—0.45 0.70—5.00 x
®@ | m| 2| om MC7015 135—215 0.16—0.50 0.50—4.00 a
® ™M | 3| wms US7020 80—210 0.16—0.50 0.50—4.00
®@ | M| 4| ma US7020 80—210 0.20—0.50 0.30—4.00
® ™M | 5| wmH US7020 80—210 0.20—0.55 1.00—4.00
® M| 6 | mw US7020 80—210 0.20—0.60 0.90—4.00
® R | 1 RM MC7015 130—205 0.25—0.55 1.50—6.00
® R | 2| GH US7020 75—195 0.25—0.60 1.50—6.00
® | H | 1 HL US735 60—120 0.40—1.00 1.50—8.00
® |  H| 2| Hm us735 60—120 0.50—1.10 2.00—10.00
€ | L | 1 LM MC7025 135—180 0.10—0.30 0.30—2.00
e | L |2 SH US735 80—155 0.10—0.40 0.30—2.00
e | m| 1 MM MC7025 125—165 0.15—0.45 0.70—5.00
€| m| 2] ma MC7025 125—165 0.20—0.50 0.30—4.00
Ferritic and Martensitic €| m| 3| ma US735 75—140 0.20—0.50 0.30—4.00
Stainless Steel >200HB € | m | 4| ms us735 75—140 0.16—0.50 0.50—4.00
(AISI 431, AISI 420) e | rR |1 RM MC7025 115—155 0.25—0.55 1.50—6.00
€ R | 2| GH us735 70—135 0.25—0.60 1.50—6.00
€| H| 1 HL uSs735 60—120 0.40—1.00 1.50—8.00
€ | H| 2| Hm us735 60—120 0.50—1.10 2.00—10.00
T LM MP7035 80—130 0.10—0.30 0.30—2.00
2L |2 SH uSs735 80—155 0.10—0.40 0.30—2.00
£ m| 1 MM MP7035 75—120 0.15—0.45 0.70—5.00
£ m| 2] om MP7035 75—120 0.16—0.50 0.50—4.00
£ | m| 3| ma MP7035 75—120 0.20—0.50 0.30—4.00
2| m| 4| ms us735 75—140 0.16—0.50 0.50—4.00
£ | m |5 | ms VP15TF 65—110 0.16—0.50 0.50—4.00
£ m| s | ms UP20M 80—125 0.16—0.50 0.50—4.00
£ |(m| 7| ms UTi20T 65—95 0.16—0.50 0.50—4.00
£ m| s | ma VP15TF 65—110 0.20—0.50 0.30—4.00
£ m| 9| st VP15TF 65—110 0.25—0.60 1.50—5.00
£ R | 1 RM MP7035 70—115 0.25—0.55 1.50—6.00
£ | R| 2| oeH us735 70—135 0.25—0.60 1.50—6.00
£ H | 1 HL uSs735 60—120 0.40—1.00 1.50—8.00
£ | H| 2| Hm us735 60—120 0.50—1.10 2.00—10.00
® | L | 1 LM MC7015 100—160 0.10—0.30 0.30—2.00
® | L | 2 | Lsm | mpooos 125—175 0.10—0.25 0.20—0.80
® L | 3| sH uSs735 55—100 0.10—0.40 0.30—2.00
Hardened Stainless Steel ® | L | 4| sH NX2525 35—75 0.10—0.40 0.30—2.00
(AISI 630, AlSI 631) <450HB ® L |5 | sw US7020 60—150 0.10—0.50 0.30—2.50
® | m | 1 MM MC7015 90—145 0.15—0.45 0.70—5.00
® M| 2| em MC7015 90—145 0.16—0.50 0.50—4.00
® ™M | 3| wms US7020 55—140 0.16—0.50 0.50—4.00

A083



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | GuOnd [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
M

® ® | m | 4 MA US7020 55—140 0.20—0.50 0.30—4.00
ﬁ ®@ ™| s MS MP9005 115—160 0.16—0.50 0.50—4.00
= ® | m |6 | MH US7020 55—140 0.20—0.55 1.00—4.00
% ®@ ™M | 7 | mw US7020 55—140 0.20—0.60 0.90—4.00
& ® | R | 1 RM MC7015 85—135 0.25—0.55 1.50—6.00
" ®@ R |2 GH US7020 50—130 0.25—0.60 1.50—6.00
® | H | 1 HL US735 40—80 0.40—1.00 1.50—8.00

®@ H |2 HM US735 40—80 0.50—1.10 2.00—10.00

€ | L | 1 LM MC7025 90—120 0.10—0.30 0.30—2.00

e | L |2 SH US735 55—100 0.10—0.40 0.30—2.00

€ | L | 3 | Lsm | mPoo15 120—165 0.10—0.25 0.20—0.80

e | m| 1 MM MC7025 80—110 0.15—0.45 0.70—5.00

€ ™M | 2| am MC7025 80—110 0.16—0.50 0.50—4.00

e | m| 3 MA MC7025 80—110 0.20—0.50 0.30—4.00

€ ™| 4 MS uS735 50—95 0.16—0.50 0.50—4.00

€| m| s MA US735 50—95 0.20—0.50 0.30—4.00

€| m |6 MS MP9015 110—150 0.16—0.50 0.50—4.00

€ R | 1 RM MC7025 75—105 0.25—0.55 1.50—6.00

€| R |2 GH US735 45-90 0.25—0.60 1.50—6.00

Hardened Stainless Steel € R |3 RS MP9015 100—140 0.20—0.35 1.00—4.00

(AISI 630, AlSI 631) <450HB €| H |1 HL USs735 40—80 0.40—1.00 1.50—8.00

€ H |2 HM US735 40—80 0.50—1.10 2.00—10.00

£ L |1 LM MP7035 55—85 0.10—0.30 0.30—2.00

£ L |2 SH US735 55—100 0.10—0.40 0.30—2.00

£ L | 3 | Lsm | mpoozs 80—95 0.10—0.25 0.20—0.80

£ m | 1 MM MP7035 50—80 0.15—0.45 0.70—5.00

£/ m| 2| am MP7035 50—80 0.16—0.50 0.50—4.00

£ m| 3 MA MP7035 50—80 0.20—0.50 0.30—4.00

2 M| 4 MS uS735 50—95 0.16—0.50 0.50—4.00

£/ m| s MS VP15TF 40—75 0.16—0.50 0.50—4.00

£ m| s MS UP20M 55—80 0.16—0.50 0.50—4.00

2 m| 7 MS UTi20T 40—60 0.16—0.50 0.50—4.00

£ m| s MA VP15TF 40—75 0.20—0.50 0.30—4.00

£ M| 9| std VP15TF 40—75 0.25—0.60 1.50—5.00

£ m | 1 MS MP9025 75—90 0.16—0.50 0.50—4.00

£ R | 1 RM MP7035 45—75 0.25—0.55 1.50—6.00

£ R | 2 GH uS735 45-90 0.25—0.60 1.50—6.00

£ R | 3 RS MP9025 70—85 0.20—0.35 1.00—4.00

£ H | 1 HL US735 40—80 0.40—1.00 1.50—8.00

£ H| 2 HM US735 40—80 0.50—1.10 2.00—10.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A084



Work Material Hardness | QU9 |prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
K
® | L | 1 LK MC5005 230—365 0.10—0.40 0.30—2.00 »
® | L 2 MA MC5005 210—335 0.20—0.50 0.30—4.00 ﬁ
® | L |3 MA UC5105 170—310 0.20—0.50 0.30—4.00 =
C T MK MC5005 210—335 0.20—0.55 1.00—4.00 %
® | m |2 GK MC5005 210—335 0.25—0.60 1.50—5.00 &
®@ ™M | 3 | std uC5105 170—310 0.25—0.60 1.50—5.00 a
® | M | 4 | std NX2525 155—210 0.25—0.60 1,50—5.00
®@ ™M | 5 | mMw MC5005 210—335 0.20—0.60 0.90—4.00
® | R | 1 RK MC5005 195—315 0.25—0.60 1,50—6.00
® | R | 2| Fat MC5005 195—315 0.20—0.60 2.50—6.00
®@ | R | 3| GH UC5105 160—290 0.25—0.60 1.50—6.00
® | R | 4| Fat uc5105 160—290 0.20—0.60 2.50—6.00
® R | 5 | Flat HTi10 95—140 0.20—0.60 2.50—6.00
® | R | 6 | Fat HTi05T 105—185 0.20—0.60 2.50—6.00
® | H | 1 Flat MC5005 195—315 0.20—0.60 2.50—6.00
® | H | 2| Fat UC5105 160—290 0.20—0.60 2.50—6.00
e | L |1 LK MC5015 205—335 0.10—0.40 0.30—2.00
e L |2 MA MC5015 190—305 0.20—0.50 0.30—4.00
e | L |3 MA ucs115 165—300 0.20—0.50 0.30—4.00
€ L | 4| sw MC5015 205—335 0.10—0.50 0.30—2.50
€| L | 5| sw ucs115 180—330 0.10—0.50 0.30—2.50
€ | m | 1 MK MC5015 190—305 0.20—0.55 1.00—4.00
e | m |2 GK MC5015 190—305 0.25—0.60 1.50—5.00
€ | M| 3| su ucs115 165—300 0.25—0.60 1.50—5.00
Gr%gg‘gg')m” <350MPa | € | M | 4 std HTi10 105—150 0.25—0.60 1.50—5.00
€| m| 5| wmH ucs115 165—300 0.20—0.55 1.00—4.00
€ w5 MP ucs115 165—300 0.16—0.50 0.30—4.00
e | m| 7| mw MC5015 190—305 0.20—0.60 0.90—4.00
€ ™M | s | mMw ucs115 165—300 0.20—0.60 0.90—4.00
€| R | 1 RK MC5015 180—285 0.25—0.60 1.50—6.00
€ | R | 2| Flat MC5015 180—285 0.20—0.60 2.50—6.00
€| R | 3| GH ucs115 155—285 0.25—0.60 1.50—6.00
€ | R | 4| Flat ucs115 155—285 0.20—0.60 2.50—6.00
€| H |1 Flat MC5015 180—285 0.20—0.60 2.50—6.00
€| H | 2| Fat ucs115 155—285 0.20—0.60 2.50—6.00
£ L |1 LK MC5015 205—335 0.10—0.40 0.30—2.00
£ L |2 MA MC5015 190—305 0.20—0.50 0.30—4.00
L |3 MA ucs115 165—300 0.20—0.50 0.30—4.00
£ m | 1 MK MC5015 190—305 0.20—0.55 1.00—4.00
| m | 2 GK MC5015 190—305 0.25—0.60 1.50—5.00
£ m | 3| std ucs115 165—300 0.25—0.60 1.50—5.00
£ M| 4| st UTi20T 85—120 0.25—0.60 1.50—5.00
£ R | 1 RK MC5015 180—285 0.25—0.60 1,50—6.00
£ R | 2| Fat MC5015 180—285 0.20—0.60 2.50—6.00
£ R | 3| GH ucs115 155—285 0.25—0.60 1,50—6.00
£ R | 4| Fat ucs115 155—285 0.20—0.60 2.50—6.00
£ R | 5 | Fat UTi20T 80—110 0.20—0.60 2.50—6.00
£ H | 1 Flat MC5015 180—285 0.20—0.60 2.50—6.00
£ H | 2| Fat ucs115 155—285 0.20—0.60 2.50—6.00

A085



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | Sioqed |prorty Breaker|  Grade | CUTRIIRES | TR | PeRT e
K

» ® | L |1 LK MC5005 215—350 0.10—0.40 0.30—2.00
é ® L |2 MA MC5005 195—315 0.20—0.50 0.30—4.00
Z ® | L |3 MA uc5105 160—290 0.20—0.50 0.30—4.00
é ® ™M | 1 MK MC5005 195—315 0.20—0.55 1.00—4.00
x ® | m |2 GK MC5005 195—315 0.25—0.60 1.50—5.00
" ® ™M | 3 Std UCc5105 160—290 0.25—0.60 1.50—5.00
® | ™M | 4 Std NX2525 145—195 0.25—0.60 1.50—5.00

® | R | 1 RK MC5005 185—300 0.25—0.60 1.50—6.00

® R |2 Flat MC5005 185—300 0.20—0.60 2.50—6.00

® R | 3 GH uc5105 150—275 0.25—0.60 1.50—6.00

® R | 4 Flat uc5105 150—275 0.20—0.60 2.50—6.00

® R | 5 Flat HTi10 90—135 0.20—0.60 2.50—6.00

® R | 6 Flat HTiO5T 100—175 0.20—0.60 2.50—6.00

® | H |1 Flat MC5005 185—300 0.20—0.60 2.50—6.00

® H |2 Flat uc5105 150—275 0.20—0.60 2.50—6.00

e | L |1 LK MC5015 195—315 0.10—0.40 0.30—2.00

e | L |2 MA MC5015 180—285 0.20—0.50 0.30—4.00

€ | L | 3 MA uc5115 155—285 0.20—0.50 0.30—4.00

€ | L |4 sw MC5015 195—315 0.10—0.50 0.30—2.50

€ L | 5 sw ucs115 170—310 0.10—0.50 0.30—2.50

€ | m | 1 MK MC5015 180—285 0.20—0.55 1.00—4.00

e m | 2 GK MC5015 180—285 0.25—0.60 1.50—5.00

D”‘ztlﬂggfgé)'m” <450MPa | € | M | 3 Std ucs115 155—285 0.25—0.60 1.50—5.00

e | | m | 4 Std HTi10 95—140 0.25—0.60 1.50—5.00

€ | m |5 MP ucs5115 155—285 0.16—0.50 0.30—4.00

€ | R | 1 RK MC5015 170—275 0.25—0.60 1.50—6.00

€ | R |2 Flat MC5015 170—275 0.20—0.60 2.50—6.00

€ | R | 3 GH uc5115 145—270 0.25—0.60 1.50—6.00

€ R | 4 Flat ucs115 145—270 0.20—0.60 2.50—6.00

€ | H |1 Flat MC5015 170—275 0.20—0.60 2.50—6.00

€ H | 2 Flat ucs115 145—270 0.20—0.60 2.50—6.00

2| L | 1 LK MC5015 195—315 0.10—0.40 0.30—2.00

£ L |2 MA MC5015 180—285 0.20—0.50 0.30—4.00

2| L | 3 MA uc5115 155—285 0.20—0.50 0.30—4.00

| m| 1 MK MC5015 180—285 0.20—0.55 1.00—4.00

| m| 2 GK MC5015 180—285 0.25—0.60 1.50—5.00

| m| 3 Std ucs115 155—285 0.25—0.60 1.50—5.00

£ M| 4 Std UTi20T 80—110 0.25—0.60 1.50—5.00

2| R | 1 RK MC5015 170—275 0.25—0.60 1.50—6.00

£ R |2 Flat MC5015 170—275 0.20—0.60 2.50—6.00

2| R | 3 GH uc5115 145—270 0.25—0.60 1.50—6.00

£ R | 4 Flat ucs115 145—270 0.20—0.60 2.50—6.00

2| R | 5 Flat UTi20T 75—105 0.20—0.60 2.50—6.00

8| H | 1 Flat MC5015 170—275 0.20—0.60 2.50—6.00

2| H |2 Flat ucs115 145—270 0.20—0.60 2.50—6.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A086



Work Material Hardness | Sioqed |prorty Breaker|  Grade | CUTRIIRES | TR | PeRT e
K
® | L |1 LK MC5005 195—310 0.10—0.40 0.30—2.00 »
® L |2 MA MC5005 175—280 0.20—0.50 0.30—4.00 ﬁ
® | L |3 MA uc5105 140—260 0.20—0.50 0.30—4.00 Z
® ™M | 1 MK MC5005 175—280 0.20—0.55 1.00—4.00 %
® | m |2 GK MC5005 175—280 0.25—0.60 1.50—5.00 x
® ™M | 3 Std UCc5105 140—260 0.25—0.60 1.50—5.00 a
® | ™M | 4 Std NX2525 130—175 0.25—0.60 1.50—5.00
® | R | 1 RK MC5005 165—270 0.25—0.60 1.50—6.00
® R |2 Flat MC5005 165—270 0.20—0.60 2.50—6.00
® R | 3 GH uc5105 135—250 0.25—0.60 1.50—6.00
® R | 4 Flat uc5105 135—250 0.20—0.60 2.50—6.00
® R | 5 Flat HTi10 80—120 0.20—0.60 2.50—6.00
® R | 6 Flat HTiO5T 90—155 0.20—0.60 2.50—6.00
® | H |1 Flat MC5005 165—270 0.20—0.60 2.50—6.00
® H |2 Flat uc5105 135—250 0.20—0.60 2.50—6.00
e | L |1 LK MC5015 175—285 0.10—0.40 0.30—2.00
e | L |2 MA MC5015 160—255 0.20—0.50 0.30—4.00
€ | L | 3 MA uc5115 140—255 0.20—0.50 0.30—4.00
€ | L |4 sw MC5015 175—285 0.10—0.50 0.30—2.50
€ L | 5 sw ucs5115 150—280 0.10—0.50 0.30—2.50
€ | m | 1 MK MC5015 160—255 0.20—0.55 1.00—4.00
e m | 2 GK MC5015 160—255 0.25—0.60 1.50—5.00
D”‘ztlﬂgg;‘gé)'m” <800MPa | € | M | 3 Std ucs115 140—255 0.25—0.60 1.50—5.00
e | | m | 4 Std HTi10 85—125 0.25—0.60 1.50—5.00
€ | m |5 MP ucs5115 140—255 0.16—0.50 0.30—4.00
€ | R | 1 RK MC5015 150—245 0.25—0.60 1.50—6.00
€ | R |2 Flat MC5015 150—245 0.20—0.60 2.50—6.00
€ | R | 3 GH uc5115 130—240 0.25—0.60 1.50—6.00
€ R | 4 Flat ucs115 130—240 0.20—0.60 2.50—6.00
€ | H |1 Flat MC5015 150—245 0.20—0.60 2.50—6.00
€ H | 2 Flat ucs115 130—240 0.20—0.60 2.50—6.00
2| L | 1 LK MC5015 175—285 0.10—0.40 0.30—2.00
® L2 MA MC5015 160—255 0.20—0.50 0.30—4.00
2| L | 3 MA uc5115 140—255 0.20—0.50 0.30—4.00
| m| 1 MK MC5015 160—255 0.20—0.55 1.00—4.00
| m| 2 GK MC5015 160—255 0.25—0.60 1.50—5.00
| m| 3 Std ucs115 140—255 0.25—0.60 1.50—5.00
£ ' m| 4 Std UTi20T 70—100 0.25—0.60 1.50—5.00
2| R | 1 RK MC5015 150—245 0.25—0.60 1.50—6.00
£ R |2 Flat MC5015 150—245 0.20—0.60 2.50—6.00
2| R | 3 GH uc5115 130—240 0.25—0.60 1.50—6.00
£ R | 4 Flat ucs115 130—240 0.20—0.60 2.50—6.00
2| R | 5 Flat UTi20T 65—95 0.20—0.60 2.50—6.00
8| H | 1 Flat MC5015 150—245 0.20—0.60 2.50—6.00
2| H |2 Flat ucs115 130—240 0.20—0.60 2.50—6.00

A087



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | Qo9 [prory| Breaker|  Grade | CU{TATRRSY | FoR | DeRRONOM
T
» ® | F | 1 | Lsm | wmTo015 40—85 0.10—0.25 0.20—0.80
ﬁ ®| F |2 FJ RT9010 45-95 0.07—0.20 0.10—1.00
= @ | L | 1 | Lsm | MmTo015 40—85 0.10—0.25 0.20—0.80
% ® | L | 2 | mum | RTO0M0 40—85 0.07—0.25 0.40—1.50
& ® | m| 1 MS MT9015 40—80 0.10—0.25 0.50—4.00
" ® | m |2 MS RT9010 40—80 0.10—0.25 0.50—4.00
® | R | 1 RS MT9015 35—75 0.20—0.35 1.00—4.00
® | R |2 GJ RT9010 35—75 0.16—0.35 1.00—3.00
€| F | 1 | Lsm | wmTo015 40—85 0.10—0.25 0.20—0.80
e | F |2 FJ RT9010 45—95 0.07—0.20 0.10—1.00
Titanium Alloy B €| L | 1 |Lsm | wmTo015 40—85 0.10—0.25 0.20—0.80
(Ti-6AI-4V) € | L | 2 | mym | RT9010 40—85 0.07—0.25 0.40—1.50
€| L | 3| MG | RT9010 40—85 0.07—0.25 0.40—1.50
€| m| 1 MS MT9015 40—80 0.10—0.25 0.50—4.00
e | m |2 MS RT9010 40—80 0.10—0.25 0.50—4.00
€| R | 1 RS MT9015 35—75 0.20—0.35 1.00—4.00
e | R |2 GJ RT9010 35—75 0.16—0.35 1.00—3.00
£ F | 1 FJ RT9010 45—95 0.07—0.20 0.10—1.00
£ L | 1| mm| RT9010 40—85 0.07—0.25 0.40—1.50
£ L | 2 | MG | RT9010 40—85 0.07—0.25 0.40—1.50
2 m| 1 MS RT9010 40—80 0.10—0.25 0.50—4.00
£ R | 1 GJ RT9010 35—75 0.16—0.35 1.00—3.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A088



Work Material Hardness C,\bl’(t)t(ijr;g Priority| Breaker Grade CUt(tir:?mSir?f 2! (mFrﬁﬁgv) Dep(tgr?]f) Cut
@ | F | 1 [Lsm | mpaoos 30—110 0.10—0.25 0.20—0.80
e F| 2| R VP10RT 30—60 0.07—0.20 0.10—1.00
® | L | 1 |[Lswm | mpaoos 30—110 0.10—0.25 0.20—0.80
® | L | 2 | mym | mpooos 30—110 0.07—0.25 0.40—1.50
® | L | 3 | mym]| vPosrT 30—65 0.07—0.25 0.40—1.50
® | L | 4 | mym| usss 55—110 0.07—0.25 0.40—1.50
® | L | 5 | My | vPiorT 25—55 0.07—0.25 0.40—1.50
® |  m| 1| ms MP9005 30—100 0.10—0.25 0.50—4.00
@ | M| 2| ms | vPosRT 30—60 0.10—0.25 0.50—4.00
@  m| 3| ms US905 50—100 0.10—0.25 0.50—4.00
®@ R | 1] Rs MP9015 20—75 0.20-0.35 1.00—4.00
®  R| 2| & VP10RT 20—45 0.16—0.35 1.00—3.00
® R |3 | & US905 45—95 0.16—0.35 1.00—3.00
€| F| 1 | Lswm | wmpoots 25—85 0.10—0.25 0.20—0.80
e F| 2| m VP10RT 30—60 0.07—0.20 0.10—1.00

Hea(t"'fc‘ffri]ztf;q%/)"”°y - €| L | 1 |Lsm]| wmpoots 2585 0.10—0.25 0.20—0.80
€| L | 2| mum | wmpoots 2585 0.07—0.25 0.40—1.50
€| L | 3 | mym| vPiorT 25—55 0.07—0.25 0.40—1.50
€|/ m| 1| ms MP9015 25—80 0.10—0.25 0.50—4.00
€| m| 2| ma | wmpoots 25—80 0.10—0.30 0.50—3.00
€| m| 3| ms | vPorT 25—50 0.10—0.25 0.50—4.00
€| R | 1] rs MP9015 20—75 0.20-0.35 1.00—4.00
€ R| 2| & VP10RT 20—45 0.16—0.35 1.00—3.00
| F | 1 FJ VP15TF 20—40 0.07—0.20 0.10—1.00
# L | 1| s | mpoozs 20—30 0.10—0.25 0.20—0.80
2| L] 2| me | veistF 20—35 0.07—0.25 0.40—1.50
2| m| 1| ms MP9025 20—30 0.10—0.25 0.50—4.00
2| m/| 2] ma | wmpoozs 20—30 0.10—0.30 0.50—3.00
2| m/| 3| ms VP15TF 20—35 0.10—0.25 0.50—4.00
2| R| 1| Rs MP9025 15—25 0.20—0.35 1.00—4.00
2| R| 2| a VP15TF 15—30 0.16—0.35 1.00—3.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 7° POSITIVE INSERT TYPE Breker : Std : Standard Flat : Flat Top
Work Material Hardness Cl\%gg;g Priority| Breaker Grade CUt(tir?]?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu
P
® ® | F | 1 FP NX2525 225320 0.04—0.20 0.20—0.90
é ® | F |2 FV NX2525 225—320 0.04—0.20 0.20—0.90
£ ® F | 3 | RLF | MP3025 230—355 0.05—0.12 0.10—0.50
é ® | L |1 LP NX2525 225—320 0.06—0.25 0.20—1.00
x ® L |2 std UE6110 210—355 0.08—0.30 0.30—2.00
a ® | L |3 MV MP3025 190—295 0.08—0.30 0.30—2.00
® L | 4 Std MP3025 190—295 0.08—0.30 0.30—2.00
® | M | 1 mMP NX2525 185—270 0.08—0.30 0.30—2.00
€ | F |1 FP MC6015 250—425 0.04—0.20 0.20—0.90
€| F |2 FP UE6110 250—425 0.04—0.20 0.20—0.90
€| F |3 FP MP3025 230—355 0.04—0.20 0.20—0.90
€  F | 4 FV MP3025 230—355 0.04—0.20 0.20—0.90
€| F |5 FV NX3035 220—310 0.04—0.20 0.20—0.90
€ | L | 1 LP MC6015 250—425 0.06—0.25 0.20—1.00
e | L |2 LP UE6110 250—425 0.06—0.25 0.20—1.00
( ASTM'\Q':S&SA?%'I 1010) <180HB € L |3 LP MP3025 230—355 0.06—0.25 0.20—1.00
€ | L |4 std UE6110 210—355 0.08—0.30 0.30—2.00
€| L |5 sw MC6015 250—425 0.06—0.24 0.20—1.50
€ | L | s sw MP3025 230—355 0.06—0.24 0.20—1.50
€e | ™M |1 MP MC6015 210—355 0.08—0.30 0.30—2.00
e | m | 2 MP UE6110 210—355 0.08—0.30 0.30—2.00
€ | m | 3 mMP MP3025 190—295 0.08—0.30 0.30—2.00
e | ™M | 4 MW MC6015 210—355 0.10—0.35 0.80—2.50
® | F | 1 FP MC6025 250—405 0.04—0.20 0.20—0.90
® | F |2 FV UE6020 235—385 0.04—0.20 0.20—0.90
® | L |1 LP MC6025 250—405 0.06—0.25 0.20—1.00
| L |2 Y MC6025 250—405 0.06—0.25 0.20—1.00
| L | 3 std UE6020 195—320 0.08—0.30 0.30—2.00
® | L | 4 sw MC6025 250—405 0.06—0.24 0.20—1.50
e M| 1 mMP MC6025 210—340 0.08—0.30 0.30—2.00
| m |2 mMw MC6025 210—340 0.10—0.35 0.80—2.50
® | F | 1 FP NX2525 165—240 0.04—0.20 0.20—0.90
® | F |2 FV NX2525 165—240 0.04—0.20 0.20—0.90
® | F | 3 | RLF | MP3025 170—260 0.05—0.12 0.10—0.50
® | L |1 LP NX2525 165—240 0.06—0.25 0.20—1.00
® | L | > std UE6110 155—260 0.08—0.30 0.30—2.00
® | L |3 MV MP3025 140—220 0.08—0.30 0.30—2.00
® | L | 4 std MP3025 140—220 0.08—0.30 0.30—2.00
Carbon Steel + Alloy Steel 1?0 ® L |5 sv MP3025 170—260 0.06—0.25 0.20—1.00
(AISI 1045, AlSI 4140) 280HB ® | L | s sw MP3025 170—260 0.06—0.24 0.20—1.50
® ™M | 1 MP NX2525 140—200 0.08—0.30 0.30—2.00
® | m | 2 mMw MP3025 140—220 0.10—0.35 0.80—2.50
€ | F | 1 FP MC6015 185—315 0.04—0.20 0.20—0.90
€ | F |2 FP UE6110 185—315 0.04—0.20 0.20—0.90
€| F |3 FP MP3025 170—260 0.04—0.20 0.20—0.90
€ | F | 4 FV MP3025 170—260 0.04—0.20 0.20—0.90
€ | F |5 FV NX3035 160—230 0.04—0.20 0.20—0.90

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A090



Work Material Hardness Cl\%gg;g Priority| Breaker Grade CUt(tir:?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu
P
€| L |1 LP MC6015 185—315 0.06—0.25 0.20—1.00 »
e | L |2 LP UE6110 185—315 0.06—0.25 0.20—1.00 ﬁ
€| L |3 LP MP3025 170—260 0.06—0.25 0.20—1.00 z
€| L | 4| st UE6110 155—260 0.08—0.30 0.30—2.00 %
€| L | 5| sw MC6015 185—315 0.06—0.24 0.20—1.50 x
€| L | 6| sw MP3025 170—260 0.06—0.24 0.20—1.50 a
€| m| 1 MP MC6015 155—260 0.08—0.30 0.30—2.00
e | m |2 MP UE6110 155—260 0.08—0.30 0.30—2.00
Carbon Steel + Alloy Steel 1?0 € | M| 3 mMP MP3025 140—220 0.08—0.30 0.30—2.00
(AISI 1045, AlSI 4140) 280HB € | M| 4| mw MC6015 155—260 0.10—0.35 0.80—2.50
2 F | 1 FP MC6025 185—300 0.04—0.20 0.20—0.90
£ F |2 FV UE6020 175—285 0.04—0.20 0.20—0.90
2L |1 LP MC6025 185—300 0.06—0.25 0.20—1.00
£ L |2 sV MC6025 185—300 0.06—0.25 0.20—1.00
£ L | 3| st UE6020 145—240 0.08—0.30 0.30—2.00
® L | 4] sw MC6025 185—300 0.06—0.24 0.20—1.50
2 m | 1 MP MC6025 155—250 0.08—0.30 0.30—2.00
g m| 2| mMw MC6025 155—250 0.10—0.35 0.80—2.50
® | m | 1 MP NX2525 95—140 0.08—0.30 0.30—2.00
€| m| 1 MP MC6015 110—185 0.08—0.30 0.30—2.00
Carbon Steel - Alloy Steel 2 e m| 2| wm UE6110 110—185 0.08—0.30 0.30—2.00
(AISI 4340) 350HB
€| m| 3 MP MP3025 100—155 0.08—0.30 0.30—2.00
2 m | 1 MP MC6025 110—175 0.08—0.30 0.30—2.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Hl 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | QRIS |priony| Breaker | Grade | CUTRIRFCY | Feod | Derh oiout
M

® @ F | 1] Fm VP15TF 75—125 0.04—0.20 0.20—0.90
é @  F| 2| s US735 70—135 0.08—0.30 0.30—2.00
z ® | L | 1| w MC7025 140—190 0.06—0.25 0.20—1.00
é ® | L | 2| s Us735 70—135 0.08—0.30 0.30—2.00
% ® | m| 1| mm | wmcrozs 120—160 0.08—0.30 0.30—2.00
" €| F| 1] Fm VP15TF 75—125 0.04—0.20 0.20—0.90
€| F| 2| s US735 70—135 0.08—0.30 0.30—2.00
— e L | 1] m MC7025 140—190 0.06—0.25 0.20—1.00
Stainless Steel <o00HB | @€ | L | 2 | std US735 70—135 0.08—0.30 0.30—2.00
(AISI 304, AISI 316) €| m| 1| mm | wmcrozs 120—160 0.08—0.30 0.30—2.00
2| F| 1] Fm VP15TF 75—125 0.04—0.20 0.20—0.90
| F | 2] st US735 70—135 0.08—0.30 0.30—2.00
2L 1] MP7035 85—135 0.06—0.25 0.20—1.00
® /L] 2] w VP15TF 75—125 0.06—0.25 0.20—1.00
| L[ 3| st Us735 70—135 0.08—0.30 0.30—2.00
2| m/| 1| vm | wmpross 70—115 0.08—0.30 0.30—2.00
2| m/| 2] mm [ vpistF 60—105 0.08—0.30 0.30—2.00
@ F | 1] Fm VP15TF 60—105 0.04—0.20 0.20—0.90
® | F| 2| s Us735 60—110 0.08—0.30 0.30—2.00
e L | 1] wm MC7025 120—160 0.06—0.25 0.20—1.00
@ | L | 2| st US735 60—110 0.08—0.30 0.30—2.00
® |  m| 1| wm | wmcrozs 100—130 0.08—0.30 0.30—2.00
€| F| 1| Fm VP15TF 60—105 0.04—0.20 0.20—0.90
€| F| 2| s Us735 60—110 0.08—0.30 0.30—2.00
Austenitc e | L | 1| w MC7025 120—160 0.06—0.25 0.20—1.00
Stainless Steel >200HB | € | L | 2 | std Us735 60—110 0.08—0.30 0.30—2.00
(AISI 304LN, AISI 316LN) € | m| 1| wm | wmcrozs 100—130 0.08—0.30 0.30—2.00
£ F | 1] Fm VP15TF 60—105 0.04—0.20 0.20—0.90
2| F| 2| st US735 60—110 0.08—0.30 0.30—2.00
£ L1 ] w MP7035 70—115 0.06—0.25 0.20—1.00
2 L] 2] w VP15TF 60—105 0.06—0.25 0.20—1.00
2| L | 3| s US735 60—110 0.08—0.30 0.30—2.00
2| m/| 1| vm | wmpross 60—95 0.08—0.30 0.30—2.00
£ m/| 2| mm | vpistF 50—90 0.08—0.30 0.30—2.00
@ F| 1| mm VP15TF 50—85 0.04—0.20 0.20—0.90
® | F| 2| st US735 45—90 0.08—0.30 0.30—2.00
| L | 1] m MC7025 95—130 0.06—0.25 0.20—1.00
® | L | 2| s US735 45—-90 0.08—0.30 0.30—2.00
® | m| 1| mm | wmcrozs 80—105 0.08—0.30 0.30—2.00
€| F| 1] Fm VP15TF 50—85 0.04—0.20 0.20—0.90
TW°‘pha(f§SS|tgi2”S'§SS Steel | <ogovB | @€ | F | 2 | std Us735 45—90 0.08—0.30 0.30—2.00
e L | 1] m MC7025 95—130 0.06—0.25 0.20—1.00
€| L | 2| s US735 45—90 0.08—0.30 0.30—2.00
€|/ m| 1| wm | wmcrozs 80—105 0.08—0.30 0.30—2.00
2| F| 1] Fm VP15TF 50—85 0.04—0.20 0.20—0.90
$| F| 2| st USs735 45—90 0.08—0.30 0.30—2.00
® L] 1] MP7035 55—90 0.06—0.25 0.20—1.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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Work Material Hardness Cl\%gg;g Priority| Breaker Grade CUt(tir?]?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu
£ L |2 LM VP15TF 50—85 0.06—0.25 0.20—1.00
Two-phase Stainless Steel | <o\ 2L | 3| s US735 45—-90 0.08—0.30 0.30—2.00
(AISI 329) £ m| 1 MM MP7035 45—75 0.08—0.30 0.30—2.00
2 m| 2 MM VP15TE 40—70 0.08—0.30 0.30—2.00
@ | F | 1 FM VP15TE 75—125 0.04—0.20 0.20—0.90
® | F | 2| su US735 70—135 0.08—0.30 0.30—2.00
® | L |1 LM MC7025 140—190 0.06—0.25 0.20—1.00
® | L | 2| su US735 70—135 0.08—0.30 0.30—2.00
® | M | 1 MM MC7025 120—160 0.08—0.30 0.30—2.00
€| F | 1 FM VP15TE 75—125 0.04—0.20 0.20—0.90
€ | F| 2| su US735 70—135 0.08—0.30 0.30—2.00
Foritic and Martensitic € | L | 1 LM MC7025 140—190 0.06—0.25 0.20—1.00
Stainless Steel <200HB | € | L | 2 | std US735 70—135 0.08—0.30 0.30—2.00
(AISI 410, AISI 430) € | m | 1 MM MC7025 120—160 0.08—0.30 0.30—2.00
2 F | 1 FM VP15TE 75—125 0.04—0.20 0.20—0.90
£ F | 2| st US735 70—135 0.08—0.30 0.30—2.00
2L |1 LM MP7035 85—135 0.06—0.25 0.20—1.00
2L | 2 LM VP15TF 75—125 0.06—0.25 0.20—1.00
2L | 3| su US735 70—135 0.08—0.30 0.30—2.00
2 m| 1 MM MP7035 70—115 0.08—0.30 0.30—2.00
2 m| 2 MM VP15TE 60—105 0.08—0.30 0.30—2.00
® | F | 1 FM VP15TE 60—105 0.04—0.20 0.20—0.90
®@ F | 2| st US735 60—110 0.08—0.30 0.30—2.00
® | L |1 LM MC7025 120—160 0.06—0.25 0.20—1.00
® | L | 2| st US735 60—110 0.08—0.30 0.30—2.00
® | M | 1 MM MC7025 100—130 0.08—0.30 0.30—2.00
€ | F | 1 FM VP15TF 60—105 0.04—0.20 0.20—0.90
€ | F| 2| su US735 60—110 0.08—0.30 0.30—2.00
Forritic and Martensitic € | L |1 LM MC7025 120—160 0.06—0.25 0.20—1.00
Stainless Steel >200HB € | L | 2| su US735 60—110 0.08—0.30 0.30—2.00
(AISI 431, AISI 420) e | ™M | 1 MM MC7025 100—130 0.08—0.30 0.30—2.00
£ F | 1 FM VP15TF 60—105 0.04—0.20 0.20—0.90
2| F | 2| su US735 60—110 0.08—0.30 0.30—2.00
£ L |1 LM MP7035 70—115 0.06—0.25 0.20—1.00
2L | 2 LM VP15TE 60—105 0.06—0.25 0.20—1.00
2L | 3| s US735 60—110 0.08—0.30 0.30—2.00
2 m| 1 MM MP7035 60—95 0.08—0.30 0.30—2.00
2 m |2 MM VP15TE 50—90 0.08—0.30 0.30—2.00
@ | F | 1 FM VP15TF 40—70 0.04—0.20 0.20—0.90
® | F | 2| su US735 40—75 0.08—0.30 0.30—2.00
® | L |1 LM MC7025 80—105 0.06—0.25 0.20—1.00
® | L | 2 | Lsm | MP9015 105—140 0.06—0.20 0.20—1.00
Ha(rgfsnlegﬁfﬂ'l‘gsgﬁt)ee' <450HB ® | L | 3| sd US735 40—75 0.08—0.30 0.30—2.00
® | M | 1 MM MC7025 65—85 0.08—0.30 0.30—2.00
| m | 2 MS MP9015 85—120 0.08—0.25 0.30—2.00
€| F | 1 FM VP15TE 40—70 0.04—0.20 0.20—0.90
€ | F| 2| su US735 40—75 0.08—0.30 0.30—2.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Hl 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | QU9 [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
M
® e | L |1 LM MC7025 80—105 0.06—0.25 0.20—1.00
ﬁ €| L | 2 | Lsm | wmpoots 105—140 0.06—0.20 0.20—1.00
E €| L | 3| s US735 40—75 0.08—0.30 0.30—2.00
z e | m| 1 MM MC7025 65—85 0.08—0.30 0.30—2.00
|°:,_‘ € M| 2| wms MP9015 85—120 0.08—0.25 0.30—2.00
Hardened Stainless Steel - 2| F | 1 FM VP15TF 40—70 0.04—0.20 0.20—0.90
(AISI 630, AISI 631) £ F | 2| st US735 40—75 0.08—0.30 0.30—2.00
£ L | 1 LM MP7035 45—75 0.06—0.25 0.20—1.00
2L |2 LM VP15TF 40—70 0.06—0.25 0.20—1.00
£ L | 3| st US735 40—75 0.08—0.30 0.30—2.00
£ m| 1 MM MP7035 40—60 0.08—0.30 0.30—2.00
£ m/| 2] mm VP15TF 35—60 0.08—0.30 0.30—2.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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Work Material Hardness | QRIS |prionty| Breaker | Grade | CUTRIRECY | Fead | Derh oiout
K

@ F| 1] mk | wmcsoos 165—265 0.08—0.30 0.30—2.00 ®

® | L | 1| mk | wmcsoos 165—265 0.08—0.30 0.30—2.00 ﬁ

® | v | 1| Flat | mcsoos 165—265 0.08—0.30 0.30—2.00 z

€| F| 1| mk | wmcsots 150—240 0.08—0.30 0.30—2.00 %

€| F| 2| s ucs115 130—240 0.08—0.30 0.30—2.00 [

€| L | 1| mk | wmcsots 150—240 0.08—0.30 0.30—2.00 -

€| L | 2| s ucs115 130—240 0.08—0.30 0.30—2.00
Gra(ﬁgggé')m” <350MPa | € | M | 1 Flat MC5015 150—240 0.08—0.30 0.30—2.00

€| m | 2| Flat | ucsis 130—240 0.08—0.30 0.30—2.00

2| F| 1] mk | wmcsots 150—240 0.08—0.30 0.30—2.00

2| F| 2| s ucs115 130—240 0.08—0.30 0.30—2.00

2| L] 1] mk | wmcsots 150—240 0.08—0.30 0.30—2.00

2| L] 2| st ucs115 130—240 0.08—0.30 0.30—2.00

| m| 1| Flat | wmcso1s 150—240 0.08—0.30 0.30—2.00

| m /| 2| Fat | ucsis 130—240 0.08—0.30 0.30—2.00

® | F| 1| mk | wmcsoos 155—250 0.08—0.30 0.30—2.00

® | L | 1| mk | wmcsoos 155—250 0.08—0.30 0.30—2.00

® | v | 1| Flat | mcsoos 155—250 0.08—0.30 0.30—2.00

€| F| 1| mk | wmcsots 140—230 0.08—0.30 0.30—2.00

€| F| 2| s ucs115 125—225 0.08—0.30 0.30—2.00

€| L | 1| mk | wmcsots 140—230 0.08—0.30 0.30—2.00

€| L | 2] s ucs115 125—225 0.08—0.30 0.30—2.00
D“‘ztli:'ggjg(‘))'m” <450MPa | € | M | 1 | Fat | mcso015 140—230 0.08—0.30 0.30—2.00

€| m | 2| Flat | ucsis 125—225 0.08—0.30 0.30—2.00

2| F| 1] mk | wmcsots 140—230 0.08—0.30 0.30—2.00

2| F| 2| st ucs115 125—225 0.08—0.30 0.30—2.00

2| L] 1] mk | wmcsots 140—230 0.08—0.30 0.30—2.00

£ L] 2| st ucs115 125—225 0.08—0.30 0.30—2.00

| m/| 1| Flat | mcso1s 140—230 0.08—0.30 0.30—2.00

| m /| 2| Fat | ucsis 125—225 0.08—0.30 0.30—2.00

@ F| 1| mk | wmcsoos 140—225 0.08—0.30 0.30—2.00

@ | L | 1| mk | wmcsoos 140—225 0.08—0.30 0.30—2.00

® | M| 1| Flat | mcsoos 140—225 0.08—0.30 0.30—2.00

€| F| 1| mk | wmcsots 125—205 0.08—0.30 0.30—2.00

€| F| 2| s ucs115 110—200 0.08—0.30 0.30—2.00

€| L | 1| mk | wmcsots 125—205 0.08—0.30 0.30—2.00

€| L | 2| s ucs115 110—200 0.08—0.30 0.30—2.00
D“‘?,l'gg?gé)'m” <80MPa | € | M | 1 | Flat | mcs015 125205 0.08—0.30 0.30—2.00

€ | m | 2| Fat | ucsis 110—200 0.08—0.30 0.30—2.00

2| F| 1] mk | wmcsots 125—205 0.08—0.30 0.30—2.00

2| F| 2| st ucs115 110—200 0.08—0.30 0.30—2.00

2| L] 1] mk | wmcsots 125—205 0.08—0.30 0.30—2.00

2| L] 2] st ucs115 110—200 0.08—0.30 0.30—2.00

| m| 1| Flat | wmcso1s 125—205 0.08—0.30 0.30—2.00

| m | 2| Fat | ucsis 110—200 0.08—0.30 0.30—2.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Hl 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
Work Material Hardness | Guotd [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
N
» B ® | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
ﬁ ?A%’gg}'t’g}g%’; Si<5% €| F| 1] Az HTi10 300—700 0.10—0.40 0.20—3.00
= £ F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
% B ® | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
|°:,_‘ A'“”("'A’\‘(';‘L{Ef”oy 5%<Si<10% | € | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
£ F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
® | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
?/';‘6"&’}2”“2\'3“&'9'83’ Si>10% € | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
£ F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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Work Material Hardness C,:\;Ix(t)térég Priority| Breaker Grade C“t(tir:?msir?f 2 (mFrﬁﬁgv) DeP(tr?"?]f)CUt

® | F| 1] FsPp | mToo00s 40—80 0.04—0.12 0.20—1.40

e F| 2| R RT9010 35—75 0.04—0.12 0.20—1.40

@ | L | 1| Lsp | mrooos 40—80 0.04—0.15 0.30—3.00

® | L | 2 | ism | mrooos 40—80 0.06—0.20 0.20—1.00

® | m | 1] ms MT9005 35—65 0.08—0.25 0.30—2.00

€| F| 1| FsPp | mToo00s 40—80 0.04—0.12 0.20—1.40

e | Fl2| m RT9010 35—75 0.04—0.12 0.20—1.40

Rl - €| L | 1| sp | wmTo00s 40—80 0.04—0.15 0.30—3.00
€| L | 2 |Lsm | mrooos 40—80 0.06—0.20 0.20—1.00

€|  m| 1| ms MT9005 35—65 0.08—0.25 0.30—2.00

$ | F | 1] FsPp | mroo00s 40—80 0.04—0.12 0.20—1.40

2| F|l2] R RT9010 35—75 0.04—0.12 0.20—1.40

® L[ 1] Lsp | mrooos 40—80 0.04—0.15 0.30—3.00

# | L | 2 |Lsm | mroo0s 40—80 0.06—0.20 0.20—1.00

2| m| 1] ms MT9005 35-65 0.08—0.25 0.30—2.00

s

@ F| 1] Fs MP9005 25—95 0.04—0.12 0.20—1.40

e  F| 2| m VP10RT 20—45 0.04—0.12 0.20—1.40

® | L | 1 |Ls@e | mpaoos 25-95 0.04—0.15 0.30—3.00

® | L | 2 | s | mpooos 25—95 0.06—0.20 0.20—1.00

® | m | 1] ms MP9005 20—80 0.08—0.25 0.30—2.00

€ F| 1] Fs MP9015 20—75 0.04—0.12 0.20—1.40

e F| 2| m VP10RT 20—45 0.04—0.12 0.20—1.40

Hea(t"'fc%sri}ztgqg‘”°y - € | L | 1 | Ls@ | mpoots 20—75 0.04—0.15 0.30—3.00
€| L | 2 [Lsm | mpoots 20—75 0.06—0.20 0.20—1.00

€|  m| 1| ms MP9015 20—60 0.08—0.25 0.30—2.00

2| F| 1] Fs MP9015 20—75 0.04—0.12 0.20—1.40

2 F| 2] R VP10RT 20—45 0.04—0.12 0.20—1.40

£ L] 1| Ls@ | mpoots 20—75 0.04—0.15 0.30—3.00

2 L] 2 | sm | wmpoots 20—75 0.06—0.20 0.20—1.00

2| m| 1] ms MP9015 20—60 0.08—0.25 0.30—2.00
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS
l 11° POSITIVE INSERT TYPE

Breker :  Std : Standard Flat : Flat Top

Work Material Hardness Cl\xgg;g Priority| Breaker Grade CUt(t'r?]?mSir?;a =l (mFrﬁﬁgv) Dep(trr:"?qf) cu

& [ ] F 1 R-R/L NX2525 225—320 0.05—0.12 0.20—0.60

é o L 1 R-Std NX2525 1856—270 0.08—0.30 0.30—2.00

z [ ] M 1 R-Std NX2525 185—270 0.08—0.30 0.30—2.00
(O]

g [ - F 1 R-R/L NX2525 225—320 0.05—0.12 0.20—0.60

% [ 4 L 1 R-Std UE6110 210—355 0.08—0.30 0.30—2.00
-

[ - L 2 R-Std MP3025 190—295 0.08—0.30 0.30—2.00

[ 4 L 3 R-Std NX3035 180—255 0.08—0.30 0.30—2.00

[ < M 1 R-Std UE6110 210—355 0.08—0.30 0.30—2.00

Mild Steel < _ _ _

(ASTM A36, AISI 1010) <180HB [ M 2 R-Std MP3025 190—295 0.08—0.30 0.30—2.00

[ 4 M 3 R-Std NX3035 180—255 0.08—0.30 0.30—2.00

¥ F 1 R-R/L UTi20T 1156—165 0.05—0.12 0.20—0.60

$ L 1 R-Std UE6020 195—320 0.08—0.30 0.30—2.00

3 L 2 N-Flat UE6020 195—320 0.08—0.30 0.30—2.00

$ L 3 N-Flat UP20M 105—160 0.08—0.30 0.30—2.00

¥ M 1 R-Std UE6020 195—320 0.08—0.30 0.30—2.00

$ M 2 N-Flat UE6020 195—320 0.08—0.30 0.30—2.00

E3 M 3 N-Flat UP20M 105—160 0.08—0.30 0.30—2.00

[ ] F 1 R-R/L NX2525 165—240 0.05—0.12 0.20—0.60

[ ] L 1 R-Std NX2525 140—200 0.08—0.30 0.30—2.00

o M 1 R-Std NX2525 140—200 0.08—0.30 0.30—2.00

[ 4 F 1 R-R/L NX2525 165—240 0.05—0.12 0.20—0.60

[ - L 1 R-Std UE6110 1556—260 0.08—0.30 0.30—2.00

[ 4 L 2 R-Std MP3025 140—220 0.08—0.30 0.30—2.00

[ - L 3 R-Std NX3035 135—190 0.08—0.30 0.30—2.00

[ 4 M 1 R-Std UE6110 155—260 0.08—0.30 0.30—2.00

Carbon Steel - Alloy Steel 1?0 € | M | 2 | RStd | MP3025 140—220 0.08—0.30 0.30—2.00

(AISI 1045, AISI 4140) 280HB : : : -

[ < M 3 R-Std NX3035 135—190 0.08—0.30 0.30—2.00

£ 3 F 1 R-R/L UTi20T 85—120 0.05—0.12 0.20—0.60

¥ L 1 R-Std UE6020 145—240 0.08—0.30 0.30—2.00

$ L 2 N-Flat UE6020 145—240 0.08—0.30 0.30—2.00

3 L 3 N-Flat UP20M 80—120 0.08—0.30 0.30—2.00

$ M 1 R-Std UE6020 145—240 0.08—0.30 0.30—2.00

¥ M 2 N-Flat UE6020 145—240 0.08—0.30 0.30—2.00

s M 3 N-Flat UP20M 80—120 0.08—0.30 0.30—2.00

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting # : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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Work Material Hardness | QU9 [prory| Breaker|  Grade | CW{TATRRSY | P08 | DeRROIOM
K
@® | F | 1 | RRL | Nxa2525 145—200 0.05—0.12 0.20—0.60 »
@ | L | 1 | NFlat | uC5105 135—245 0.08—0.30 0.30—2.00 ﬁ
® | L | 2 | NFlat | Nx2525 120—165 0.08—0.30 0.30—2.00 =
@ | L | 3 | RStd | NX2525 120—165 0.08—0.30 0.30—2.00 %
® | M | 1 | NFlat | ucsios 135—245 0.08—0.30 0.30—2.00 &
@® M | 2 | NFlat | Nx2525 120—165 0.08—0.30 0.30—2.00 a
® | M | 3 | RStd| Nx2525 120—165 0.08—0.30 0.30—2.00
Gray Cast Iron <as0uPa €| F| 1 | RRL| Nxa525 145—200 0.05—0.12 0.20—0.60
(FC300) €| F| 2 | RRL HTi10 100—140 0.05—0.12 0.20—0.60
€| L | 1 | NFlat| ucsis 130—240 0.08—0.30 0.30—2.00
€ | L | 2 | NFlat | UE6110 125—200 0.08—0.30 0.30—2.00
€ | M| 1 | NFlat | ucsis 130—240 0.08—0.30 0.30—2.00
€ | M | 2 | N-Flat | UE6110 125—200 0.08—0.30 0.30—2.00
£ F | 1 | RRL| uUT20T 80—115 0.05—0.12 0.20—0.60
£ | L | 1 | NFlat| VPI5TF 115—160 0.08—0.30 0.30—2.00
£ | M | 1 | NFlat | VPI5TF 115—160 0.08—0.30 0.30—2.00
@ F | 1 | RRL | Nx2525 140—190 0.05—0.12 0.20—0.60
® | L | 1 | NFlat| ucsios 125—235 0.08—0.30 0.30—2.00
@® | L | 2 | NFlat | Nx2525 115—155 0.08—0.30 0.30—2.00
@ | L | 3 | RStd | NX2525 115—155 0.08—0.30 0.30—2.00
® | M | 1 | NFlat | ucs105 125—235 0.08—0.30 0.30—2.00
@® M | 2 | NFlat | Nx2525 115—155 0.08—0.30 0.30—2.00
® | M | 3 | RStd| Nx2525 115—155 0.08—0.30 0.30—2.00
Ductile Cast Iron <a50MPa € F | 1 | RRL | Nx2525 140—190 0.05—0.12 0.20—0.60
(FCD450) e | F| 2 | RRL HTi10 95—135 0.05—0.12 0.20—0.60
€| L | 1 | NFlat| ucsis 125—225 0.08—0.30 0.30—2.00
€ | L | 2 | NFlat | UE6110 120—190 0.08—0.30 0.30—2.00
€ | M| 1 | NFlat | ucsis 125—225 0.08—0.30 0.30—2.00
€ | M | 2 | NFlat | UE6110 120—190 0.08—0.30 0.30—2.00
£ F | 1 | RRL| uUT20T 75—105 0.05—0.12 0.20—0.60
£ | L | 1 | NFlat| VPI5TF 110—150 0.08—0.30 0.30—2.00
® | M | 1 | NFlat | VPI5TF 110—150 0.08—0.30 0.30—2.00
® F | 1 | RRL | Nx2525 125—170 0.05—0.12 0.20—0.60
® | L | 1 | NFlat | ucsios 115—210 0.08—0.30 0.30—2.00
@ | L | 2 | NFlat | Nx2525 105—140 0.08—0.30 0.30—2.00
® | L | 3 | RsStd| Nx2525 105—140 0.08—0.30 0.30—2.00
® | M | 1 | NFlat | ucs105 115—210 0.08—0.30 0.30—2.00
@ M | 2 | N-Flat | Nx2525 105—140 0.08—0.30 0.30—2.00
® | M | 3 | RStd| Nx2525 105—140 0.08—0.30 0.30—2.00
Ductile Cast Iron <o00MPa € F | 1 | RRL | Nx2525 125—170 0.05—0.12 0.20—0.60
(FCD700) €| F| 2 | RRL HTi10 85—120 0.05—0.12 0.20—0.60
€ | L | 1 | NFlat| ucsis 110—200 0.08—0.30 0.30—2.00
€| L | 2 | NFlat | UEe10 105—170 0.08—0.30 0.30—2.00
€ | M | 1 | NFlat | ucsiis 110—200 0.08—0.30 0.30—2.00
€ | M | 2 | NFlat | UE6110 105—170 0.08—0.30 0.30—2.00
£ F | 1 | RRL| uUT20T 65—95 0.05—0.12 0.20—0.60
£ | L | 1 | NFlat| VPI5TF 95—135 0.08—0.30 0.30—2.00
£ | M | 1 | NFlat | VPI5TF 95—135 0.08—0.30 0.30—2.00

A099



TURNING INSERTS [NEGATIVE]

o (CNJIYFE INSERTS CNMG 12 04 02- FP
aw 80 WITH HOLE £ T B ey

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
e’ e’ &7 e’ eTLL e’ ﬁ»
o Es Es Es Es = Es m
14 55 55 55 55 55
i 35 GB 3Dy 3 3 | 3
n 54 ‘ 5 4 5 4 54 | 54
z £3 £3 £3 £3/ 1 Y £3
o S i 32 i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCEECREEE® TX0C|CO 0|
M | Stainless Steel OCHEO® C % #|O O Oo|%
m M\;Vt((’erl}i(al K | Castlron ococCcEe cCE |0 [ X JEAL X 7
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy [ J oCTOCE ccec
— Coated Cermet 82?,;95 Carbide Y
= NEW NE % Iy
LOLVOoOWVOL WL 0w (oM NN ol T n 0| ©
shape | OrderNumber | mm) |8 28 5 32 8o s S S8 mg S o s o MR RN BSZ R oS s 28
RS 88E8ooEhna 00 828R TaaasRlba | Eot o2
S55S=S=S5S=E=S=0350E=S55S==s=555>522 =<5t Tix/s[<T
D CNMG120402-FP | 0.2 o0 o |o 008
CNMG120404-FP | 0.4 o0 o |o ggfg
CNMG120408-FP | 0.8 oo o |o E036
R CNMG120412-FP | 1.2 X o |o Fool
—008
CNMG120402-FH (02 | ®a 0 008
S CNMG120404-FH | 0.4 oA o (oo ggfg
CNMG120408-FH (0.8 | ® o (oo E036
E041
CNMG120412-FH | 1.2 o | o H006
T —008
CNMG120404-FS [ 0.4 A ° 008
C009
] CNMG120408-FS | 0.8 ° co0s
E036
E041
HO06
w —008
CNMG120404-FY | 0.4 A eole o 008
CNMG120408-FY | 0.8 A o (o o coos
E036
E041
HO06
Finish Cutting —008
FJ CNGG1204V5-FJ | 0.05 [} ®| (coos
CNGG120401-FJ | 0.1 ° o |0
@ CNGG120402-FJ [0.2 ° ®| |Eoss
CNGG120404-FJ | 0.4 oo o |l
Finish Cutting| ~ CNGG120408-FJ | 0.8 o0 o |—o008
CNGG120404-PK | 0.4 ° 008
C009
E013
E036
E041
HO06
—008
CNMG120404-LP (0.4 (e® eee@ ° 008
CNMG120408-LP |08 ([e® eee ° ggfg
CNMG120412-LP |12 |e® ©®ee®@® E036
E041
HO06
Light Cutting —008
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 00 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecREeLERO 2 z|oclc ooz
M | Stainless Steel OC®O% C # &[0 O O)%
M\;Vt%r:i(al K | Castlron eceoce cz |o eeolzee
N | Non-ferrous Metal [ 2
S | Heat-resistant Alloy, Titanium Alloy [ J oCTOCE ccec &
Coated cemet| S92 4| Carbide ) e
= W N %5 2
BRESS0E800Ehhao0002edcran|SREasEEE2Rse =
5S55SSS5S5SSS355SS555=SsS55>55>555122| = <50z TS| < T x
CNMG120404-LM | 0.4 Y coos .
CNMG120408-LM | 0.8 oo oo
CNMG120412-LM | 1.2 [ XX ] E036
E041
HO06
Light Cutting —008 m
LK CNMG120404-LK | 0.4 (X} €008 WITH
C
CNMG120408-LK | 0.8 [ X} [ ) Eg?g HOLE
. CNMG120412-LK | 1.2 [ X} [ ) E036
E041
HO06
Light Cutting —008
LS New CNMG090304-LS | 0.4 [ X ) c008
new CNMG090308-LS | 0.8 oo oo D
g New CNMG120402-LS | 0.2 LX) @®| E036
CNMG120404-LS | 0.4 YY) o
Light Cutting]| ~ CNMG120408-LS | 0.8 X o008 B
SH CNMGO09T304-SH | 0.4 () [ ] €008
s CNMG09T308-SH | 0.8 | ® oo
_ @5‘ CNMG120404-SH | 0.4 [eea @@ o o oo o E036 S
CNMG120408-SH | 0.8 [e@a @@ ° ° oo o Food
Light Cutting CNMG120412-SH | 1.2 [e®@ A @@ —008
SA CNMG120404-SA | 0.4 [e@A®® 'Y 008 T
JR— CNMG120408-SA | 08 [e@ar0® @ ) oo
CNMG120412-SA | 12 [e@ s 0@ = e v
E041
HO06
Light Cutting —008
* SW CNMG120404-SW| 04 (e®@ @ A o0 o [ X () coos ]
- C009
;ﬁ} CNMG120408-SW| 0.8 ([e® @ A o0 o L X 10 E013
S CNMG120412-SW| 1.2 [e® @ A L X 10 E036
E041
Light Cuttin Ho06
%Wiper) o —008
SY CNMG120404-SY | 0.4 A o | o C008
CNMG120408-SY | 0.8 A o | o ‘ég?g
&
E041
HO06
Light Cutting —008
C CNMG120404-C 0.4 AA C008
C009
=9 | CNMG120408-C | 08 Aa coo0s
f @, { E036
— E041
HO06
Light Cutting —008
CNMG120404-MJ | 0.4 (] o0 00 ®| |coos
CNMG120408-MJ | 0.8 [ oo 00 ° gg?g
CNMG120412-MJ | 1.2 ° o0 00 E036
CNMG120416-MJ | 1.6 ° o0 00 Egggs
Light Cutting —008
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A101




TURNING INSERTS [NEGATIVE]

o c N TYPE INSERTS CNGG 12 04 04- MJ
A 80 WITH HOLE Sido. Trawss Comer Radiue CipBroker

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @D Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
e’ e’ & e’ eTLL e’ ﬁ»
o Es Es Es Es = Es m
14 55 55 55 55 55
i 35 GB 3Dy 3 3 | 3
n 54 ‘ 5 4 5 4 54 | 54
Z £3 £3 £3 £3[ | ‘ £3
o S i 32 K 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel 0CRERERO s 3eoclcoo|
Work M | Stainless Steel OCHOR G & #|0 O O|%
m Material K | CastlIron ecoce c¥ |0 00| 0¢C
N | Non-ferrous Metal (2
WITH S | Heat-resistant Alloy, Titanium Alloy [ J oCTOCE ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 101010 o |1 WV wW 10 18w S o = I . 0 m%&
Shape | OrderNumber | o) 1828 2488288 eSS e dua RSNz 20n o 251 55
COOLLOVOONNRNRRKNGRRULVLOOD S - NABP NS =56 25
LS 2852223588828395552 5885252 %85EEkE <t
D CNGG120404-MJ | 0.4 o0 ®® |coos
CNGG120408-MJ | 0.8 (X oo |0
E036
E041
R HO06
Light Cutting —008
MP CNMG120404-MP | 0.4 [e@ A0 0@ ° °
S CNMG120408-MP | 0.8 (0@ A0 @@ ° ° coos
CNMG120412-MP | 1.2 [e@s00@@ ° ° oo
/A | cNMG120416-MP | 16 [eeaeee o 0
T CNMG160608-MP | 08 [e@a @ ° Fool
CNMG160612-MP | 1.2 [e@4a @ ° —008
'] Medium Cutting CNMG160616-MP | 16 (0e@4A @ [
MM CNMG120408-MM | 0.8 X0
CNMG120412-MM| 1.2 eoo
w CNMG120416-MM| 1.6 eoo co08
CNMG160608-MM| 0.8 oo oo
CNMG160612-MM| 1.2 eoo E036
CNMG160616-MM| 1.6 Y Fool
CNMG190608-MM| 0.8 eoo —008
CNMG190612-MM| 1.2 eoo
Medium Cutting| ~ CNMG190616-MM | 1.6 eoo
MK CNMG120404-MK | 0.4 0
CNMG120408-MK | 0.8 o0
CNMG120412-MK | 1.2 o0 co08
CNMG120416-MK | 1.6 oo oo
. CNMG160608-MK | 0.8 o0 E036
CNMG160612-MK | 1.2 'Y Fool
CNMG160616-MK | 1.6 o0 —008
CNMG190612-MK | 1.2 o0
Medium Cutting| ~ CNMG190616-MK | 1.6 o0
* MS [“=v CNMG090304-MS | 0.4 0 coos
new CNMG090308-MS | 0.8 oo oo
CNMG120404-MS | 0.4 eoo ®| 036
CNMG120408-MS | 0.8 Y ®| Fooe
Medium Cutting CNMG120412-MS | 1.2 000 @|—008
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A102 (10inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCEECREEE® $¥|0oC|COO|F
Work M | Stainless Steel OC®O% C % #|0 O O)% n
Material K | Castlron oecocCCe cE |0 o0o|¥0C
N | Non-ferrous Metal [
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCEOCE ¢ccecC )
Coated cemet| S92 4| Carbide o E
RE nwmw MWW 0w NEWLDI.DNLEQI—I— n %D(E 2
Shape Order Number (mm)ggggggggsggggggggggg;g%gégﬁgggg';';,ogg§§ 2
COOVLROOOINENENNOVLLVLINI o —ANlABPaqYNS T e &5 =
L8 258225 88822882282 a XS5 EERE[<T §
* MS CNMG160612-MS | 1.2 ') ®| coos =
CNMG160616-MS | 1.6 o0 0| o0
g E036
E041
HO06
Medium Cutting —008 m
MS CNMG090304-MS | 0.4 °
CNMG090308-MS | 08 [ @ o HOLE
CNMG09T304-MS | 0.4 ° °
CNMGO09T308-MS | 0.8 | ® ° coos
CNMG120404-MS | 0.4 | @ A A00 XXX oo |0
®// | CcNMG120408-MS | 0.8 | ®a Y XXX o oo [co
CNMG120412-MS | 1.2 | ® Ao XD o [Foo D
CNMG160608-MS | 0.8 ° —008
CNMG160612-MS | 1.2 °
CNMG190612-MS | 1.2 ° R
Medium Cutting CNMG190616-MS | 1.6 [
GK CNMG120404-GK | 0.4 oo 008
CNMG120408-GK | 0.8 o0 ° oo S
. CNMG120412-GK | 1.2 e o E036
E041
HO06
Medium Cutting —008 T
GM CNMG120404-GM | 0.4 YY) 008
. CNMG120408-GM | 0.8 Y coos v
M} CNMG120412-GM | 1.2 Y E036
Foos
Medium Cutting —008 W
MA CNMG120404-MA| 04 (@@ A @O 00AO0 O0O0O0O [ X J [} [ J
CNMG120408-MA| 0.8 le®@A®@® @ 00A0 O0O0OOCGCOO OO ([ J [ ]
CNMG120412-MA | 1.2 |lo®@A®O@® @ 00A0 O0O0OOCGCOO OO ([ J [ ] C008
CNMG120416-MA | 16 (@ ® A A® ° ° gg?g
CNMG160608-MA| 0.8 le®@A®@®@® ® [ ] E036
CNMG160612-MA| 1.2 [0 sr0 0@ Ae ° Foal
CNMG160616-MA| 1.6 [e® e e @ ° ° —008
CNMG190612-MA| 1.2 leesr0 @@ A® )
Medium Cutting CNMG190616-MA | 1.6 0AO000 [} [ J
MH CNMG120404-MH | 04 (e ® A A
CNMG120408-MH | 0.8 [e@sr0@ @@ A °
CNMG120412-MH | 1.2 le®es0 @@ A ° C008
— CNMG120416-MH | 1.6 (e ® A ° coos
&) | cNMG160608-MH | 0.8 [e @ o E036
CNMG160612-MH| 12 [0 a0 0@ A ° Fool
CNMG160616-MH | 1.6 @ ® ° —008
CNMG190612-MH | 1.2 le®esr0 @@ A °
Medium Cuttng] ~ CNMG190616-MH | 1.6 (@ ® A
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A103




TURNING INSERTS [NEGATIVE]

o (CNJIYFE INSERTS CNMG 09 03 08
aw 80 WITH HOLE T

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
e’ e’ &7 e’ eTLL e’ ﬁ»
o Es Es Es Es = Es m
14 55 55 55 55 55
i 35 GB 3Dy 3 3 | 3
n 54 ‘ 5 4 5 4 54 | 54
Z £3 £3 £3 £3[ | ‘ £3
o S i 32 i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecxECLEReO 2 zloclc ooz
Work M | Stainless Steel OCGHOH C & &[0 O O|%
m Material |_K | Castiron eceoce cs |o eolzec
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy [ J oCTOCE ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 1010V o wWwWY WY 0 10 1 NEwmmNnEm—l-u. 0 m%&
Shape | OrderNumber | o) 1828 2488288 eSS e dua RSNz 20n o 251 55
COOVLROOOINENENNOVLLVLINII o —AlABPaQYS T e &5
L8223 8222 800892892 S8 a3 XS SL5EEEE(<T
D Standard CNMG090308 0.8 [
CNMG09T304 0.4 e oo ®
CNMG09T308 0.8 e oo ®
R CNMG120404 04 @@AO®O [ X} L X 10 e o
CNMG120408 08 e®eAr00@ LX) o |0 (@ ®o o C008
e~ CNMG120412 12 eer00@ (X o |o oo
S /® /| [ cnme120416 16 [e® o0 Y E036
CNMG160608 08 [e0s0ee Food
CNMG160612 12 |le®@A000 [ X —008
T CNMG160616 16 [0 eee® )
CNMG190608 08 e®@A00@0
] CNMG190612 12 |le®eA000 [ X
Medium Cutting CNMG190616 16 lo®oA®@0@0® )
* MW CNMG120408-MW| 0.8 (e®@as @@ A (X X X ] co08
w CNMG120412-MW| 1.2 |e@ A @@ A (eeee oo
E036
E041
Medium Cutting H006
(Wiper) —008
RP CNMG120408-RP | 0.8 [e® e0eo@e@
CNMG120412-RP | 12 [e® e@e0@@ co08
CNMG120416-RP | 16 (e® e@ee®@ gg?g
CNMG160612-RP | 1.2 (e® e @@ E036
CNMG160616-RP | 1.6 (0@ eee® Fool
CNMG190612-RP | 12 [e® e@eeo@@ —008
Rough Cuttingl  CNMG190616-RP | 1.6 |e® e e e
RM CNMG120408-RM | 0.8 [ X X ]
CNMG120412-RM | 1.2 [ XX ] c008
i, CNMG120416-RM | 1.6 X gggg
w CNMG160612-RM | 1.2 [ XX ] E036
CNMG160616-RM | 1.6 X Fool
CNMG190612-RM | 1.2 [ XX ] —008
Rough Cuttingl  CNMG190616-RM | 1.6 (X X )
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 04 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCECEERO $¥|0oC|COO|F
Work M | Stainless Steel OC®O% C # &[0 O O)% n
Material K | Castlron oecocCCe cE |0 o0o|¥0C
N | Non-ferrous Metal [ 2
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCEOCE ¢ccecC )
Coated cemet| S92 4| Carbide o E
Sh Order Numb RE lnoowroonwnne WmmmNEwmmNnEnl—l-u. 10 w[w om%é-: z
L8 258225 88822882282 a XS5 EERE[<T E
RK CNMG120408-RK | 0.8 o0 ° a
CNMG120412-RK | 1.2 oo o
CNMG120416-RK | 1.6 oo s
. CNMG160608-RK | 0.8 o0 E013
CNMG160612-RK | 1.2 o0 E0a1 m
CNMG160616-RK | 1.6 o0 Hooe p—
CNMG190612-RK | 1.2 o0 SiE
Rough Cuting|  CNMG190616-RK | 1.6 o0
RS CNMG120408-RS | 0.8 o0 °
CNMG120412-RS | 1.2 o0 ®| coos
CNMG120416-RS | 1.6 o0 0| o0
g CNMG160612-RS | 1.2 ° ®| E036 D
CNMG160616-RS | 1.6 ° o
CNMG190612-RS | 1.2 ° ®|—008
Rough Cuttingl  CNMG190616-RS | 1.6 o d R
GH CNMG120408-GH | 08 (e ® A A® o0
CNMG120412-GH | 1.2 ([0 ® A A® o0 coos
=, CNMG120416-GH | 1.6 |@ ® oo oo S
[l CNMG160612-GH | 1.2 [e® a Ae oo E036
CNMG160616-GH | 1.6 (e ® oo Food
CNMG190612-GH | 1.2 |[e® a ° ) —008 T
Rough Cuting] ~ CNMG190616-GH | 1.6 (@ @ & A® o0
GJ CNMG120408-GJ | 0.8 ° o0 ° v
CNMG120412-GJ | 1.2 ° oo o |08
CNMG120416-GJ | 1.6 ° o0 o 5o
CNMG160612-GJ | 1.2 ° ° N ER W
CNMG190612-GJ | 1.2 ° ° o |Mooe
Rough Cutting|  CNMG190616-GJ | 1.6 ° ° °
HX CNMM120408-HX | 0.8 )
CNMM120412-HX | 1.2 o0
CNMM160612-HX | 1.2 oo s
CNMM160616-HX | 1.6 o0 E013
CNMM190612-HX | 12 | e eee 041
CNMM190616-HX | 16 | e ee@e Hooe
CNMM190624-HX | 24 | eao ee@e@
Heavy Cutting CNMM250924-HX | 2.4 oA 00O
HL CNMM120408-HL | 0.8 ) °
CNMM120412-HL | 1.2 o0 °
CNMM120416-HL | 1.6 ° s
CNMM160612-HL | 1.2 o0 ° E013
CNMM160616-HL | 1.6 o0 ° 041
CNMM190612-HL | 1.2 o0 ° Hooe
CNMM190616-HL | 1.6 o0 °
Heavy Cuting] ~ CNMM190624-HL | 2.4 ) °
® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A105




TURNING INSERTS [NEGATIVE]
o (CNJIYFE INSERTS CNMM 25 09 24- HR
awy 80 WITH HOLE R

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
e’ e’ &7 e’ eTLL e’ ﬁ»
o Es Es Es Es = Es m
14 55 55 55 55 55
i 35 GB 3Dy 3 3 | 3
n 54 ‘ 5 4 5 4 54 | 54
Z £3 £3 £3 £3[ | ‘ £3
o S i 32 i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCECEERO ¥TXO0CICO0|F
Work M | Stainless Steel OCHOR G & #|0 [@)e] £
m Material K | CastlIron ecoce c¥ |0 00| 0¢C
N | Non-ferrous Metal (2
WITH S | Heatresistant Alloy, Titanium Alloy (] oCTOCE ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 10101 o VW W W T NEwmmNLE,-,Fh © m%t’f
Shape | OrderNumber | o) 1828 2488288 eSS e dua RSNz 20n o 251 55
BEEC882800Ehnac0802EeR s nSRErateE e 8s
DOD=E=E=ED=E=E==DDD==EDD====2>>>D|ZZ|=E«<>|D|T IT|x|=
D CNMM250924-HR | 2.4 [ X J
R
Heavy Cutting
HV CNMM190616-HV | 16 | €A @ @®®
S : CNMM190624-HV | 24 | @A © @O
CNMM250924-HV | 24 | @ ee@® chos
T Heavy Cutting
HZ CNMM120408-HZ | 0.8 | @A @@
'] CNMM120412-HZ | 1.2 | @A @@ coo8
CNMM120416-HZ | 1.6 ) ‘ég?g
CNMM160612-HZ | 1.2 oA E036
W CNMM160616-HZ | 16 | @4 Food
CNMM190612-HZ | 1.2 | @A ) —008
Heavy Cutting CNMM190616-HZ | 16 | @A °
HM CNMM160612-HM | 1.2 (X} )
CNMM160616-HM | 1.6 oo ° s
CNMM190612-HM | 1.2 (X} ) Eg;g
CNMM190616-HM | 1.6 (X} ) E041
CNMM190624-HM | 2.4 (X} ) Eggg
Heavy Cutting CNMM250924-HM | 2.4 o0
Flat Top CNMA120404 0.4 (XX X (X}
CNMA120408 0.8 e0o000 (X}
CNMA120412 1.2 (XXX X} c008
CNMA120416 1.6 xXxx oo
. CNMA160612 1.2 (XX X ] E036
CNMA160616 1.6 eeee Fool
CNMA190612 1.2 [ X X X —008
CNMA190616 1.6 [ X X X
CNMA190624 24 (X}
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 06 (10 inserts in one case)



0 o DNTYPE INSERTS DNMG 15 04 02- FP
AN 55 WITH HOLE S EECRE e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-28048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 [ [ [ 8 - 8
= = = 1001 = ﬁ»
Es Es Es E6 Es m o
55 55 55 55 55 ©
3°GB 3; | 3 3 I 3 =
54 ‘ 54 5 4 54 | 54 »
£3 £3 £3 s3] \ £3 z
&2 &2 iy — &2 &2 [ 82 U]
a a a a sz, = | | a [ =
1 ‘ 1 S | 1 — [ 1 T~ ] 1 1 ]
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07 14
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® TH0oC|CO0 0|
M | Stainless Steel OCHO® C # &0 O Ol
M\;Vt%rl}i(al K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2 m
N | Non-ferrous Metal [ 2
S | Heat-resistant Alloy, Titanium Alloy (] oCEO0CH ccec WITH
Coated Cermet 82?,%9& Carbide Y —
RE NEW NE B % Iy
DO LWLWLL nWwwn nww [T n v ©
S OrderNumber | ) (2858285588 SnussScegdeapeRalazzI0b 025188 ©
BRES882800ahhact002E e aRLaaEEE2Rl e
S55=SS=S5S=S=SsS050=E=S55S===S55>522 =<5t Tlx/s[<T
EP DNMG150402-FP | 0.2 o0 o |o
DNMG150404-FP | 0.4 o0 o |o
DNMG150408-FP | 0.8 oo o |o oo
New DNMG150412-FP | 1.2 [ X)) o |o E013 R
. E036
é.? DNMG150602-FP | 0.2 o0 o |o o041
DNMG150604-FP | 0.4 o0 o o foos
DNMG150608-FP | 0.8 o0 o |o S
Finish Cutting[vew DNMG150612-FP | 1.2 o0 o |o
FH DNMG150402-FH | 02 | @ a 0
DNMG150404-FH | 0.4 | ® eeolee cort T
’ DNMG150408-FH | 08 | ® o |ee Eo13
DNMG150602-FH | 02 | @ a oole o041 v
DNMG150604-FH | 0.4 | @ A ° foos
Finish Cutting DNMG150608-FH | 0.8 oA [ ]
FS DNMG150404-FS | 0.4 [ ] co10 ]
_ DNMG150408-FS | 0.8 A ° ot
&
—041
HO009
Finish Cutting —0on
FY DNMG150404-FY | 0.4 A oeole o 010
DNMG150408-FY | 0.8 A o (0 o gg];
' DNMG150604-FY | 0.4 ° E036
DNMG150608-FY | 0.8 A ° e
Finish Cutting —on
FJ DNGG150404-FJ | 04 ([ X ) ®| |co10
DNGG150408-FJ | 0.8 ) ° gg];
g E036
—041
HO009
Finish Cutting —on
PK DNGG150404-PK | 0.4 [ ] Co010
C011
= E013
4 l..// E036
—041
HO009
Finish Cutting —on
® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A107




TURNING INSERTS [NEGATIVE]

TYPE INSERTS DNMG 11 04 04-LP
o Size  Thickness Corner Radius Chip Breaker
WITH HOLE
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @D Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D
P Mild Steel P Carbon Steel - Alloy Steel (180-28048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 T 8
” 27 27 27 7] 27 ﬁ&
o E6 E6 E6 Es = £6
14 55 ‘a 55 'i’ 55 55 | 55
w 5-; 4 ‘ 5-; 4 L LP ] % 4 % 4 | % 4
E= £3 £3 4 £3 £3 Y £3
> a I a a a N | | a
= 1 i ‘ 1 < | 1 — ‘ ‘ 1 = ] 1 L
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® $¥|0oC|ICOO|X
M | Stainless Steel OCHOH C # &0 O Ol
m M\;Vt((’e:}i(al K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal [ 3
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 0o VLYY 0 WY NEWmmNLEnI—I- 0 m%g
c Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
BEES88E800Ehhacc882EERrasnSREraEEE e 8
DODDE=S=EDES=SE==DDD==DD====2>>>D|ZZ|l=e«<>Dx TS
LP DNMG110404-LP | 0.4 [e® ee @ °
DNMG110408-LP | 0.8 ([e® eee °
DNMG150404-LP | 04 (0@ eee ° o
R @ DNMG150408-LP | 0.8 [e® eee ° E013
DNMG150412-LP | 1.2 [e® eee ° Zon1
DNMG150604-LP | 0.4 ([e® eee ° Hooe
S DNMG150608-LP | 08 ([e®@ eee °
Light Cutting| DNMG150612-LP | 1.2 |e® eee
LM DNMG110404-LM | 0.4 YY)
T DNMG110408-LM | 0.8 YY)
DNMG150404-LM | 0.4 X oo
] 2@"; DNMG150408-LM | 0.8 YY) 01
= DNMG150412-LM | 1.2 oo o1
DNMG150604-LM | 0.4 YY) Hoos
W DNMG150608-LM | 0.8 YY)
Light Cutting|  DNMG150612-LM | 1.2 Y
LK DNMG110408-LK | 0.8 o0
DNMG150404-LK | 0.4 oo o coto
DNMG150408-LK | 0.8 o0 cott
' DNMG150412-LK | 1.2 o0 E036
DNMG150604-LK | 0.4 0 e
DNMG150608-LK | 0.8 o0 —o11
Light Cutting|  DNMG150612-LK | 1.2 o0
LS New DNMG150402-LS | 0.2 [ X X ) ®|co10
DNMG150404-LS | 0.4 XX 0|01
g DNMG150408-LS | 0.8 Y ®| Eo36
DNMG150604-LS | 0.4 XX ol o
Light Cutting| ~ DNMG150608-LS | 0.8 (X X |01
SH DNMG110404-SH | 0.4 [e ® °
DNMG110408-SH | 0.8 |e@ ® °
DNMG150404-SH | 0.4 [e@ s @@ ° ° oo/ o o
S’y DNMG150408-SH | 0.8 ([e@ s @@ ° ° ool o E013
DNMG150412-SH | 1.2 ([e@a @@ ° ° o | o Zo41
DNMG150604-SH | 0.4 |e@ ® Hoos
DNMG150608-SH | 0.8 |e@ ® °
Light Cutting| DNMG150612-SH | 1.2 [e@ ® °
® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A108 (10inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCZCEERO z3eclcooz
Work M | Stainless Steel OC®O% C # &0 O Ol n
Material K | Castlron oecocCce cE |0@ ( X JE 0 XN -
N | Non-ferrous Metal [ 2
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated cemet| S92 4| Carbide ® E
= NEW \E %§ 2
Shape Order Number (mm)g‘g_gggggggﬁgggggggggggﬁggggcﬁg§§,§'5'.;°§§§g 2
BB S50 E800ahnaoc0028 e raanRREaclEeEoRse =
DODDSS=SO5S=SE=S=SO0D0D==D0D0==S==>>>>0|ZzZ|l=<>0x = g
SA DNMG150404-SA | 0.4 [e@A @@ o0 =
DNMG150408-SA | 0.8 [eeao@® ) oo
DNMG150412-SA | 12 ([e@sr @@ ° E013
DNMG150604-SA | 0.4 (@ ® A ° Zoat
DNMG150608-SA | 0.8 (@ ® A ° Hooe m
Light Cutting DNMG150612-SA | 1.2 (e @ a °
* SW DNMX110404-SW| 04 [@ @ HOLE
DNMX110408-SW| 08 @ @
DNMX150404-SW [ 0.4 [e® A X0 o
DNMX150408-SW | 0.8 ([e® @ A oole E0ss ¢
DNMX150412-SW | 12 ([e® @ A o0 E040
DNMX150604-SW | 0.4 ([e® @ A oole Hooo
Light Cutting | PNMX150608-SW | 0.5 (@ ® @ A oole
Wiper) DNMX150612-SW| 1.2 |le® @ A (Y
SY DNMG150404-SY | 0.4 A eoe0® Co10 R
DNMG150408-SY | 0.8 A o (e o o
' DNMG150604-SY | 0.4 ° E036
DNMG150608-SY | 0.8 A ° e S
Light Cutting —011
C DNMG150404-C 0.4 AA co10
- DNMG150408-C | 0.8 AA o T
:‘9? DNMG150604-C | 0.4 AA E036
DNMG150608-C | 0.8 AA e v
Light Cutting —011
MJ DNMG150404-MJ | 0.4 ° o0 0o °
DNMG150408-MJ | 0.8 ° o0 oo ° W
DNMG150412-MJ | 1.2 ° oo |00 oo
DNMG150416-MJ | 1.6 ° o0 |00 E013
DNMG150604-MJ | 0.4 ° o0 |00 Zoat
DNMG150608-MJ | 0.8 ° oo (00 foos
DNMG150612-MJ | 1.2 ° o0 |00
Light Cutting DNMG150616-MJ | 1.6 ° oo 00
MJ DNGM150404-MJ | 0.4 ([ X ) ®|® |coio
DNGM150408-MJ | 0.8 o0 oo |00
E036
Hoos
Light Cutting —on
MP DNMG150404-MP | 0.4 ([e@r@ @@ ° °
DNMG150408-MP | 0.8 ([e@pr0 @@ ° °
DNMG150412-MP | 1.2 [e@ a0 0@ ° ° o
a7 DNMG150416-MP | 1.6 ([e@Ar0 @@ ° Eo13
= DNMG150604-MP | 0.4 ([e@Ar0 @@ ° ° Zoat
DNMG150608-MP | 0.8 ([e@s@ @@ ° ° foos
DNMG150612-MP | 1.2 ([e@eAr0 @@ ° °
Medium Cutting DNMG150616-MP | 1.6 |0eo®@A®@@®@® [}
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A109




TURNING INSERTS [NEGATIVE]

0 o DNTYPE INSERTS DNMG 15 04 08- MM
& 55 WITH HOLE ) e e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-28048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
= = = T[] = ﬁ»
o Es Es Es E6 = Es m
14 55 55 55 55 55
i 35 GB 3; | 3 3 | 3
n 54 ‘ 54 5 4 54 | 54
Z £3 £3 £3 £3[ | ‘ £3
o S i ) i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel YYD s 3eclcoo|x
Work M | Stainless Steel OCRHOB C & |0 O O|%
m Material K | Castlron ecoce c¥ |0 o0o|¥0€C
N | Non-ferrous Metal [ J
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE DO LWLWLL 0w NEWI.DIONLEDI—I—U. wn m%n“_’
c Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
COOPLOVOOCORNRNNERNGRLVLVLDDOO - - BP AN T|oe 25
Y2823 2222898 283932252883 32 25 ERE[<T
MM DNMG150408-MM| 0.8 XY co10
,,_ DNMG150412-MM| 1.2 XY oot
ﬁ DNMG150608-MM | 0.8 XY E036
R DNMG150612-MM| 1.2 Y e
Medium Cutting —011
MK DNMG110408-MK | 0.8 o0
S DNMG150404-MK | 0.4 o0 co10
DNMG150408-MK | 0.8 oo o
' DNMG150412-MK | 1.2 o0 E036
T DNMG150604-MK | 0.4 'Y e
DNMG150608-MK | 0.8 o0 —o11
v Medium Cutting| ~ DNMG150612-MK | 1.2 o0
* MS DNMG150404-MS | 0.4 XY °
DNMG150408-MS | 0.8 ) o[
w g DNMG150412-MS | 1.2 XY o| =0t
DNMG150604-MS | 0.4 XY ®|—ou1
DNMG150608-MS | 0.8 eeo o|10°
Medium Cutting DNMG150612-MS | 1.2 00 [}
MS DNMG110408-MS [ 08 | @ °
DNMG150404-MS | 04 | @ a A00 XY cot0
| DNMG150408-MS | 0.8 [ @ A00 ey I
/- DNMG150412-MS | 1.2 | @ o0 o0 E036
DNMG150604-MS | 0.4 | ® N °o o e
DNMG150608-MS | 0.8 | @ A00 ) —o11
Medium Cutting DNMG150612-MS | 1.2 [ ] [} [ X J
GK DNMG150404-GK | 0.4 e o
DNMG150408-GK | 0.8 oo oo
' DNMG150412-GK | 1.2 o0 Eo13
DNMG150604-GK | 0.4 o0 Zon
DNMG150608-GK | 0.8 oo foos
Medium Cutting| ~ DNMG150612-GK | 1.2 o0
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A110 (10inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecRERERO s zloclc ooz
Work M | Stainless Steel oOC®HO® C & |0 O O|% n
Material |_K_| Castiron eceoce ez |o eoelzec
N | Non-ferrous Metal [ 3
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated cemet| S92 4| Carbide Y E
RE 010 10 o 1010 1V 1 0/8 v S B - B - a& 2
Shape Order Number (mm)g‘g_gsgggggggggggg‘@?gg;g%gégcﬁggu2,§s'sc,§§§§ 2
CooCOOIBNRRRRIMDLHbLe >0 8 2L |da0 N =88 52 =
L2823 2222898 28393555288 332 Se5E RS <T &
GM DNMG150404-GM | 0.4 (XX ) =
DNMG150408-GM | 0.8 X oo
DNMG150412-GM | 1.2 [ X X Eg;g
DNMG150604-GM | 0.4 Y Zont
DNMG150608-GM | 0.8 [ X X Eg‘ﬁ m
Medium Cutiing| ~ DNMG150612-GM | 1.2 X0
MA DNMG110404-MA| 04 [e@ e® HOLE
DNMG110408-MA| 0.8 |le®@ @@
DNMG110412-MA | 1.2 |0 ®@ @@
DNMG150404-MA | 0.4 [e@ a0 @ e0is0 0000 o o | o o ¢
f'ﬁ__ DNMG150408-MA| 0.8 |le®@A®@® @ 00A0 O0O0O0O [ X ) [ ® Eg;g
d DNMG150412-MA| 12 ([eer@ @@ oo o 00 o o0 ° ° o041
DNMG150604-MA | 0.4 ([e@ s @@ ees0 (00 ° e | o foos
DNMG150608-MA| 0.8 ([e@er@ @@ e0Ar0 0000 o0 ° °
DNMG150612-MA| 12 ([eer@ @@ e0Ar0 0000 o0 ° ° R
Medium Cutting DNMG150616-MA | 1.6 ([ ]
MH DNMG150404-MH | 0.4 (@@ A
DNMG150408-MH | 0.5 [e@e s 00 ® A ° o S
DNMG150412-MH| 1.2 |le®@As®@® @ A () Eg;g
DNMG150604-MH| 0.4 |@ ® () —o41
DNMG150608-MH| 0.8 (e@A®@ @@ A ° Eg?? T
Medium Cutiing| ~ DNMG150612-MH | 1.2 |e@eA@ @@ °
Standard| DNMG110408 08| ® ° ]
DNMG150404 04 @@AO®O [ X ) (X [} ®
DNMG150408 08 [eenr00@0@ o0 o |ooe ° 010
DNMG150412 12 leesr000@ o0 o |o o W
DNMG150416 1.6 e o000 E036
DNMG150604 04 [e0aee 0 o |o oo
DNMG150608 08 @e®@Ar0®00 ([ X ) o (@ |0 —on
DNMG150612 12 |le®@A0®00 [ X °
Medium Cuttng| ~ DNMG150616 16| © o000
* MW DNMX150408-MW| 0.8 |e® @ [ X X X ] co10
= DNMX150412-MW| 12 (e ®@ @ (X X X ) Eg;g
- DNMX150608-MW| 0.8 |e® @ A (X X X ) E038
Medum Cuting|_ DNMX150612-MW| 1.2 [ee @ oo Foa
(Wiper) HO11
R/L DNGG150404R 0.4 [ X ) e o
DNGG150404L 0.4 [ X} e o
DNGG150408R | 0.8 X ° o
g DNGG150408L 0.8 (X ) Eg;g
DNGG150604R 0.4 ° () —041
DNGG150604L 0.4 () Eg??
DNGG150608R 0.8 ()
Medium Cutting DNGG150608L 0.8 Ld
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002  A111




TURNING INSERTS [NEGATIVE]

0 o DNTYPE INSERTS DNMG 15 04 08- RP
& 55 WITH HOLE ) e e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-28048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
= = = T[] = ﬁ»
o Es Es Es E6 = Es m
14 55 55 55 55 55
i 35 GB 3| 3 3 | 3
n 54 ‘ 54 5 4 54 | 54
Z £3 £3 £3 £3[ | ‘ £3
o S i ) i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCRTCEEEO ¥XO0CICO0|F
Work M | Stainless Steel OCRHOB G & #|0 O O
m Material K | Castlron ecoce c¥ |0 o0o|¥0€C
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 101010 o 1|10 © 1 10 8o ey o = I . 0 m%&
c Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
COOVROOONNENENNQOVLLVLINII o ~ANABPANQNS =68 &5
LSS 85223288928995252 5885252 %s5EER S <T
DNMG150408-RP | 0.5 [e® e e e
DNMG150412-RP | 12 [e® e e e oo
DNMG150416-RP | 16 [e® eee® E01
DNMG150608-RP | 0.8 [e® e e e Zoat
DNMG150612-RP | 12 [e® e e e Hoos
DNMG150616-RP | 16 [e® eee®
DNMG150408-RM | 0.8 X
DNMG150412-RM | 1.2 X oo
DNMG150416-RM | 1.6 Y E01
DNMG150608-RM | 0.8 Y Zont
DNMG150612-RM | 1.2 Y Hoos
| Rough Cutting DNMG150616-RM | 1.6 [ X X )
RK DNMG150408-RK | 0.8 oo coto
DNMG150412-RK | 1.2 (0 o
W ' DNMG150608-RK | 0.8 oo e
DNMG150612-RK | 1.2 'Y o
Rough Cutting —01
RS DNMG150408-RS | 0.8 oo °
DNMG150412RS | 1.2 oo o
ﬂ DNMG150416-RS | 1.6 ° o| 013
DNMG150608-RS | 0.8 oo ®|_ou1
DNMG150612-RS | 1.2 0 o|1%0°
Rough Cutting DNMG150616-RS | 1.6 [ ] °
GH DNMG150408-GH | 0.8 |@e @ A [ ] [ X} co10
| DNMG150412-GH| 1.2 |e®a Ao [0 o
4™/ | DNMG150608-GH | 0.8 (@@ a ° oo E036
DNMG150612-GH | 1.2 (@@ a ° X e
Rough Cutting —on
GJ DNMG150408-GJ | 0.8 ° o0 °
DNMG150412-GJ | 1.2 ° oo o |09
[#7) | DNMG150416-GJ | 1.6 ° ' of |cois
= DNMG150608-GJ | 0.8 ° ° Zoa1
DNMG150612-GJ | 1.2 ° ° Hooe
Rough Cutting DNMG150616-GJ | 1.6 (] ()
® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A112  (10inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO $¥|0oC|ICOO|X
Work M | Stainless Steel oOC®HO® C # &0 O Ol
Mat(t’errial K | Castlron oecocCce cE |0@ ( X JE 0 XN -
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec &
Coated cemet| S92 4| Carbide ) e
= NEW \E %5 2
NooWVLVOWLWLLLo LUV LVOLLFEEL _|vVWw | © -
Shape OrderNumber | mm) |2 S o828 5588 8vmescrescduapasdzzbb oSS ¢
BEEGE8E800a0Lao0002R 2 saanSREasEEESR e =
D55SS=S5=5SSsS5500S=S355==S=555522= <55 TS| <t x
HL DNMM150408-HL | 0.8 o0 ° Co10 .
DNMM150412-HL | 1.2 (X ° o
DNMM150608-HL | 0.8 [ X ) ) E036
—041
DNMM150612-HL | 1.2 [ X ) ) 1009
“ [
DNMM150408-HZ | 0.8 oA OO0 €010 WITH
c
DNMM150412-HZ | 1.2 oA 00O Egg HOLE
DNMM150608-HZ | 0.8 oA OO E036
—041
DNMM150612-HZ | 1.2 oA OO 009 e
Heavy Cutting —on
Flat Top DNMA150404 0.4 o000 ®
DNMA150408 0.8 XX ° OREES
DNMA150412 1.2 (X X X ) Eg;g
' DNMA150604 0.4 o0 — o4
DNMA150608 0.8 o000 Eg‘ﬁ R
DNMA150612 1.2 [ XX X )
Flat Top DNGA150404 0.4 () co10
7 DNGA150408 0.8 oo | |01 )
&) E036
U —041
HO09
—011 T
® = NEW
')
W

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A113




TURNING INSERTS

WITH
HOLE

A114

TURNING INSERTS [NEGATIVE]

O RN/

INSERTS RNMG 12 04 00

H o L E Size  Thickness Corner Radius
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS Vediu Cuting-- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
8 8 8
= = =
E6 E® Es
3 5 g 5 g 5
54 . 5 4 ] 5 4 ]
£3 ] £3 ] £3 ]
g g g
&2 82 82
1 1 1
001 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO $¥|0oC|ICOO|X
Work M | Stainless Steel OCRHOB C & |0 O O|%
or
Material K | Castlron oecocCcce cE |0@ o0o|¥0C
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
Coated Cermet ggﬁfeﬂ Carbide Y
@ NEW NE %é_ﬂ
h rder Number NooWPWLVoWLWLLLo 0 WwwwY 0wk 0 W o|v| ©
Shape Orderfiumoer | mm) (828 = 388 5583 wmg 820 s o deg s ERASZ 20 oS5 58
EEE8882800 gttt oeanSaEa e oe B2
D55SS=S5=5SSsS500S=S355===555522= <55 T TS| <t
Standard RNMG120400 127| eA®@@
=%
Medium Cutting
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



o s NTYPE INSERTS SNMG 12 04 04- FP
ol 90 WITH HOLE S ik Conafatie clpBrer

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 [ [ 8 8 - 8
e’ é e’ Il 7] €’ ﬁ»
Es Es Es = E6 m o
55 55 55 55 14
3 3Dy 3 | 3 =
54 54 54 [ 54 »
g3 g9 + €31 £3/C8 2
o2 | @ 2 . @ 2 T @2 o
a la) o o
1 Q 1S A ~= ] 1 ! Z
! ~HT | | b4
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 14
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCiZCERRO 2 zleclcoo|n
M | Stainless Steel OCHOH C & |0 O O|%
M\;\/t%rrTaI K | Castlron eceocec cs |o CYJECX S m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCEO0CH ccec WITH
Coated Cermet 82?,%9& Carbide o HOLE
RE NEW NE %é_u
DO LWLWLL nWwwn OWWk- - n v ©
Shape Order Number () |82 858885828 nnss82nssSpa b sRBIN==0 22185 ¢
BRES882800ahhact002E e aRLaaEEE2Rl e
D55SS=S5=5SSsS500S=S355===555522= <55 T TS| <t
FP SNMG120404-FP | 0.4 (X} e |® D
< SNMG120408-FP | 0.8 (X} PSS co12
m xew SNMG120412-FP | 1.2 ) o |o o
- E035 R
Finish Cutting
FH SNMG090304-FH | 0.4 [ ]
SNMG090308-FH | 0.8 ) co12
= SNMG120404-FH | 04 | @ o |o o
SNMG120408-FH | 0.8 | ® ° Fo35
Finish Cutting T
FS SNMG120408-FS | 0.8 [
co12 v
—015
E014
E035
Finish Cutting W
LP SNMG120404-LP | 04 |le®@ @ee®@@® [ )
— SNMG120408-LP | 0.8 |le®@ @ee®@@® PS co12
b —015
E SNMG120412-LP | 1.2 [e@ eee o
L E035
Light Cutting
SNMG120404-LM | 0.4 [ XX ]
SNMG120408-LM | 0.8 [ XX ] Cgli
E014
E035
Light Cutting
LK SNMG120408-LK | 0.8 [ X}
SNMG120412-LK | 1.2 (X} Cgli
- E014
E035
Light Cutting
SH SNMG120404-SH | 0.4 (] ()
5 SNMG120408-SH | 0.8 (@ ® A ° () co12
(PG | SNMG120412.SH | 12 | ea ° o1
L e E014
[ == 035
Light Cutting
® = NEW
CHIP BREAKERS > A042
GRADES > A030

IDENTIFICATION >A002 A115




TURNING INSERTS [NEGATIVE]

D90° SN

TYPE INSERTS
WITH HOLE

SNMG 12 04 04- SA
T e g

Size

Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting--- @ Light Cutting--- @) Medium Cutting--- @) Rough Cutting--- @ Heavy Cuting--- (D

P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 ‘é‘ 8 8 T 8
=7 =7 &* =7 =7 ﬁ»
o E 6 E 6 E 6 E 6 m
x 55 55 55 55
w3, HUEAEN S, | S,
= g2 £ g2 OTT £
s B @ BraSe || B ||
3 n ] ~r]
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steel QCLTCEEXRO ¥XO0CICO0|F
Work M | Stainless Steel OCRHOB C & |0 O O
m Mat(t’errial K | Castlron ecoce cE |0@ o0o|¥0C
N | Non-ferrous Metal [ J
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,%9& Carbide Y
= NEW NE 2 Iy
c Shape Order Number (mm)ggggggggggggmmggg&g‘égg'&'&tsm‘;gzzg;oet‘-’§a
EE8888$$SBEE2833552222832838233.‘!2.‘:8?_» ohe!
L85 s==525559998=5858s555238522= 285 Ek(5| <t
D SA SNMG120404-SA | 0.4 ([ ] [
e SNMG120408-SA | 0.8 (@ ® A PY co12
- SNMG120412-SA | 12 | ®a o ot
R E035
Light Cutting
SY SNMG120408-SY | 0.8 A [ ]
C012
—015
E014
E035
T Light Cutting
C SNMG090304-C 0.4 A
'] SNMG090308-C 0.8 A co12
I®| [ snmorzoa08c |08 AA o
— SNMG120416-C 1.6 A E035
W Light Cutting
R/L-1G SNMG120404L-1G| 0.4 Ld
SNMG120404R-1G| 0.4 [ ] co12
—015
SNMG120408R-1G| 0.8 [ ] Eo1a
E035
SNMG120404-MP | 0.4 |e®@A®@®@® [ ] [ ]
SNMG120408-MP | 0.8 (e@Ar@@@ ° ° co12
SNMG120412-MP | 12 [e@ese 0@ ° ° ore
E035
Medium Cutting
MM SNMG120408-MM | 0.8 o000
SNMG120412-MM | 1.2 [ X X ]
SNMG120416-MM | 1.6 [ X X ] co12
SNMG150608-MM | 0.8 o000 —015
SNMG150612-MM | 1.2 [ X X ] E014
SNMG150616-MM | 1.6 X E035
SNMG190612-MM | 1.2 [ X X ]
Medium Cutting SNMG190616-MM | 1.6 [ X X}
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.

A116

(10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® TH0oC|CO0 0|
M | Stainless Steel OC®O% C & #|O O Ol
M\g\/t%:'?al K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal [ 2
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
Coated Cermet ggﬁfg Carbide Y
RE DWW oWLWWLWY 0 WY NEWmmNLEnI—I-u. n m%g
Shape | OrderNumber | ) 1828 2 4825588 eSS s duap=RBNz200 0 25| 55
COOPLVOOCONRNNERNGRLLVLDDO - NS AN T|oe 25
LSS 2582228882288 S8e e g xX{Ss|5EERE[<T
MK SNMG120408-MK | 0.8 o0
SNMG120412-MK | 1.2 o0
SNMG120416-MK | 1.6 o0 co12
n SNMG150612-MK | 1.2 Y ;‘)’jj
SNMG150616-MK | 1.6 o0 E035
SNMG190612-MK | 1.2 o0
Medium Cuting| ~ SNMG190616-MK | 1.6 o0
* MS SNMG120404-MS | 0.4 o0 °
SNMG120408-MS | 0.8 Y ® i
G ! SNMG120412-MS | 1.2 Y ®|—oi5
SNMG150612-MS | 1.2 o0 ®|Eo14
SNMG150616-MS | 1.6 Y o|E0%®
Medium Cutting|New SNMG190612-MS | 1.2 Ll
MS SNMG090304-MS | 0.4 °
SNMG090308-MS | 0.8 °
SNMG120404-MS | 04 | @ A® co12
SNMG120408-MS | 0.8 | @ a A00 YY) of o [T
SNMG120412-MS | 1.2 [ @ Y YY) E035
SNMG120416-MS | 1.6 °
Medium Cuting| ~ SNMG190616-MS | 1.6 °
GK SNMG120404-GK | 0.4 o0 o
SNMG120408-GK | 0.8 o0 Cg:i
n SNMG120412-GK | 1.2 oo o cons
E035
Medium Cutting
GM SNMG120404-GM | 0.4 YY)
— SNMG120408-GM | 0.8 YY) co12
i SNMG120412-GM | 1.2 YY) ;‘)’jj
E035
Medium Cutting
MA SNMG120404-MA | 04 |l0o®@A®@® oo o o0 o [ [ ] [
SNMG120408-MA | 0.8 [e@Ar@@@ eoAr0 0000 ° ° °
SNMG120412-MA | 12 [e@eAr@ @@ eoAr0 0000 ° ° °
B SNMG120416-MA | 1.6 e o co12
" | SNMG150608-MA | 0.8 [e@a o e
— SNMG150612-MA | 1.2 [eesre 0@ ° ° F035
SNMG150616-MA| 16 | © eee
SNMG190612-MA | 1.2 [eere @@ °
Medium Cutting SNMG190616-MA | 16 |e®@A®@@® @ [ J
MH SNMG120408-MH | 0.8 [e@ere @@ A °
_— SNMG120412-MH | 1.2 [eese 0@ A ° co12
-~ SNMG190612-MH | 1.2 [e @ a ° —o1s
il | EO014
— SNMG190616-MH | 1.6 (@ ® A 035
Medium Cutting
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION > A002

TURNING INSERTS =

WITH
HOLE

A117



TURNING INSERTS [NEGATIVE]

TYPE INSERTS SNMG 09 03 04
o WITH HOLE Size  Thickness Corner Radius
. * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D
P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 [ [ 8 8 T 8
=7 é =7 &* =707 =7 ﬁ»
o E 6 E 6 E 6 = E 6 m
4 55 55 @D 55 | 55
w 5_; 4 5_; 4 L LP ] % 4 | % 4
= £3 £3 £3 ] Y g3 y
U] &2 &2 iy — @2 T ® 2
s % =2 e B ] " !
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® TH0oC|CO0 0|
Work M | Stainless Steel OCHOH C # &0 O Ol
m Material K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 0nww 0w n NEWI-DIONEI—I— n %D(E
e Shape | OrderNumber () 1828 ZHBS S 888 0S8 2 08 Mp k=88R 22100 025 50
COOVROOONNENENNQOVLLVLINII o ~ANABPANQNS =68 &5
LSS 8582220882288 s82 e g xX{Sas|5EERE[<T
D Standard SNMG090304 04 @@AOGO LX) ®
SNMG090308 08 [eearee oole (o0
SNMG120404 04 e@ree o [0 [of @
R SNMG120408 08 e®oAr®0@0 [ N J o |00|0 o000
N SNMG120412 12 le®or00@0@ LX) ° o0 co12
- SNMG120416 16| es00® oo . ) cora
SNMG120420 2.0 A000 Fo35
SNMG150612 12 [o0r00@ o0
SNMG150616 1.6 Y
T SNMG190612 12 le0r0e00 Y °
Medium Cutting SNMG190616 16 |00AOO 0O [} [ J
v R/IL SNGG090304R | 0.4 Y o o
SNGG090304L 0.4 Y °
SNGG090308R | 0.8 Y ot
W \@) | SNGG09030sL | 038 oo 015
— SNGG120404R | 0.4 oole |0 E014
SNGG120404L 0.4 oole |0 E035
SNGG120408R | 0.8 oole
Medium Cutting| ~ SNGG120408L 0.8 (X4l e o
RP SNMG120408-RP [ 0.5 [e® eee
SNMG120412-RP | 1.2 [e® eee
P SNMG120416-RP | 1.6 [e® eee co12
Jg SNMG150612-RP | 1.2 [e@ eee o
W | SNMG150616-RP | 1.6 [e® eee Eo3s
SNMG190612-RP | 1.2 [e® eee
Rough Cutting SNMG190616-RP | 16 |le®@ e e®e@
RM SNMG120408-RM | 0.8 YY)
SNMG120412-RM | 1.2 YY)
SNMG120416-RM | 1.6 YY) co12
SNMG150612-RM | 1.2 YY) ;‘)’jj
SNMG150616-RM | 1.6 YY) F035
SNMG190612-RM | 1.2 YY)
Rough Cuttingl  SNMG190616-RM | 1.6 (XX )
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 1 8 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® $¥|0oC|ICOO|X
Work M | Stainless Steel OC®O% C & #|O O Ol n
Material K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal ¢
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated cemet| S92 4| Carbide o E
RE 7o) oMUV VLWL mmmmNEwmmNtEnl—l—u. 0 W0 m%g 2
Shape Order Number (mm)gg§§§§§§§§§§§§§§§EE§§§§§'§§§§§§§§g§§§%&% 2
LT 0LBR R0 8 S S s e e XL e5EERE[<T E
RK SNMG120408-RK | 0.8 (X} F
SNMG120412-RK | 1.2 oo
SNMG120416-RK | 1.6 oo co12
SNMG150612-RK | 1.2 o0 ;‘)’jj
SNMG150616-RK | 1.6 oo 035 m
SNMG190612-RK | 1.2 oo
Rough Cuting] — SNMG190616-RK | 1.6 0 HOLE
RS SNMG120408-RS | 0.8 o0 °
i SNMG120412-RS | 1.2 o0 oo o
g SNMG120416-RS | 1.6 ° ®|—o1s
Ui =28 SNMG150616-RS | 1.6 ° o|Eo014
new SNMG190612-RS | 1.2 ° E035 i
Rough Cutting] ~ SNMG190616-RS | 1.6 ° °
GH SNMG120408-GH | 0.8 (@@ A A® o0
SNMG120412-GH | 1.2 (@@ A A® 'Y R
SNMG120416-GH | 1.6 (@ ® ° co12
SNMG150612-GH | 1.2 (e ® ;‘)’jj
SNMG150616-GH | 1.6 | ® Fo35
SNMG190612-GH | 1.2 (e ® °
Rough Cutting] ~ SNMG190616-GH | 1.6 @ ® N
HX SNMM120408-HX | 0.8 oo T
SNMM120412-HX | 1.2 o0
SNMM150612-HX | 1.2 o0 cota v
SNMM190612-HX | 1.2 | ea eee —ots
SNMM190616-HX | 1.6 oA 00O EO014
SNMM190624-HX | 24 | eao eee@ E035 W
SNMM250724-HX | 24 | ea eee@
Heavy Cutting SNMM250924-HX | 24 | eA eee®
HL SNMM120408-HL | 0.8 oo °
SNMM120412-HL | 1.2 o0 ° cota
E{I SNMM150612-HL | 1.2 o0 ° —o15
S | SNMM190612-HL | 1.2 0 o Eot4
SNMM190616-HL | 1.6 oo ° E035
Heavy Cutting SNMM190624-HL | 2.4 LX) )
SNMM250724-HR | 2.4 oo
SNMM250924-HR | 2.4 o0
Heavy Cutting
SNMM190616-HV | 1.6 | ea eee
SNMM190624-HV | 24 | ea eee@
SNMM250724-HV [ 24 | @A eee ot
SNMM250924-HV | 24 | ea eee
Heavy Cutting
® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A119




TURNING INSERTS [NEGATIVE]
u o s N TYPE INSERTS SNMM 12 04 08- HZ
o 90 WITH HOLE Sia Tiokness Comer R GipEraker

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @D Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 [ [ 8 8 - 8
e’ é e’ Il 7] €’ ﬁ»
o Es Es Es = E6 m
14 55 55 55 55
= 3 3° 3 | 3
n 54 54 IB 5 4 | 5 4
z <3 <3 3T Y £3
= T
] &2 &2 ] &2 T &2
a a a a
Z 1 Q 1S A ~= ] 1 !
F4 ! - | |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecieCcEE L@ 2 zloclc @ o|s
M | Stainless Steel OCHOH C # &0 O Ol
m Mgvt‘;;ikal K | castiron ecoce cs |o eoeolzec
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,%9& Carbide Y
RE 0nww WO WLW n v NEWI.DI.ONLE)I—I— n %Oﬂj
c Shape | OrderNumber | ) B2 S S I8 S S 888w S 55208 e ln bR B8 2210 n o 25 85
BEES88E800Ehhacc882EERrasnSREraEEE e 8
DDODD=E==D==E==DDD==DD====>>>D|Zz2Z|=«<>|DTrITx|=
D SNMM120408-HZ | 0.8 oA 00
SNMM120412-HZ | 1.2 oA OO co12
SNMM150612-HZ | 12 | @ a ;‘;}f
R SNMM190612-HZ | 12 | @ a ° F035
Heavy Cutting SNMM190616-HZ | 1.6 0 A [ )
HM SNMM150612-HM | 1.2 o0 °
SNMM190612-HM | 1.2 [ X} [ )
g=n SNMM190616-HM | 1.6 Y ° cot2
R SNMM190624-HM | 2.4 o0 ° —014
T SNMM250724-HM | 2.4 oo
Heavy Cutting SNMM250924-HM | 2.4 LX)
('] Flat Top SNMA090304 0.4 [
SNMA090308 0.8 [ XX X ) ()
SNMA120408 0.8 [ XX X ) LJIC X
W SNMA120412 1.2 [ XX X ° Sgli
E SNMA120416 16 YY) o
SNMA150612 1.2 o0 035
SNMA150616 1.6 (X}
SNMA190612 1.2 o000
SNMA190616 1.6 (X X X )
Flat Top SNGA090304 0.4 [ ]
SNGA120404 0.4 ° Cgli
SNGA120408 0.8 [ [ X ) 014
E035
o = NEw

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 20 (10 inserts in one case)



o T N TYPE INSERTS TNMG 16 04 02- FP
LA.60 WITH HOLE e e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @D Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
J—

= = = = = ﬁ»
E6 Es Es Es - Es m o
55 55 55 55 55 ©
3°GB 3Dy 3 3 | 3 =
54 ‘ 5 4 5 4 54 | 54 7]
£3 £3 £3 3] J £3 =
&2 &2 iy — &2 &2 T 82 U]
a a a a N | | a [ >
= = ] —
1o ‘ 1 S | 1 — [ 1 N ] 1 1 ]
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07 14
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCLECLERLO s zleclco oz
M | Stainless Steel OCHOH C # &0 O O|%
M\;Vt%rr‘i(al K | Castlron eceocec cs |o CYJECX S m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCEO0CH ccec WITH
Coated y HOLE
Coated Cermet Cgﬁfet Carbide . %
NEW NE! =
Shape | OrderNumber ) B2 8 532855838 wms oS cesoSearSRANZzcboS5|S8 ©
BRESS8E800ahhaoe882eEgrran|RRlaalEeE2R &2
S555SSS5S5SSS355SS555=s55>5555|122| = <50 TS| < T
FP TNMG160402-FP | 0.2 (X} o |@ cot6 D
, TNMG160404-FP | 0.4 ' o o o017
é o 5.\ TNMG160408-FP | 0.8 (X} o |@ EO014
New TNMG160412-FP | 1.2 (X} o |@ E035 R
E040
Finish Cutting
FH TNMG110304-FH | 0.4 [ cot6
TNMG160402-FH | 02 | @ a Y0 o017 S
A TNMG160404-FH | 0.4 [ ] LXK ) EO014
TNMG160408-FH | 0.8 | @ a rex E035
- . E040
Finish Cutting
FS TNMG160404-FS | 0.4 A ) cot6
~ TNMG160408-FS | 0.8 A ° o017 v
.gé§¢ E014
G E035
Finish Cutting E040 W
FY TNMG160404-FY | 0.4 A ool o cot6
TNMG160408-FY | 0.8 A o [0 o o017
A
E035
Finish Cutting E040
TNGG160404-PK | 0.4 hd cot6
TNGG160408-PK | 0.8 [ co17
E014
E035
Finish Cutting E040
R/L-FS TNGG160402R-FS| 0.2 [ )
TNGG160402L-FS| 0.2 [ ® Co16
e’; TNGG160404R-FS| 0.4 ° ° Egz
e — TNGG160404L-FS| 0.4 [ ® E035
New TNGG160408R-FS| 0.8 [ E040
Finish Cutting [New TNGG160408L-FS| 0.8 ®
@® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A121




TURNING INSERTS H

WITH
HOLE

A122

TURNING INSERTS [NEGATIVE]

o T N TYPE INSERTS TNGG 16 04 02R-F
& 60 WITH HOLE St Theknoss Comer Radius FiL O e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @D Light Cutting--- @l Medium Cutting--- @Il Rough Cutting--- @) Heavy Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 - 8
J—
= = = = = ﬁ»
E6 E6 E6 Es = £6 .
55 55 55 55 55
35 G 3 ﬁB'D 3 3 | 3
54 ‘ 54 5 4 54 | 54
£3 £3 £3 £3[ ] ‘ £3
&2 &2 iy — &2 &2 T 82
a a a a N | | a [
e | 1 S | 1 —— ] 1 = N 1 1
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel EXEEED s ¢ecjlcoo|z
M | Stainless Steel OCHO® C # &0 O Ol
M\;Vt((’erl}i(al K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal [ J
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
Coated Cermet 82?,;95 Carbide Y
RE DWW o WYY 01 NEWmmNLEr,Fh © m%&
Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
BEES88E800Ehhacc882EERrasnSREraEEE e 8
DODDE=S=EDES=SE==DDD==DD====2>>>D|ZZ|l=e«<>Dx TS
R/IL-F TNGG160402R-F | 0.2 o (eofe
TNGG160402L-F | 0.2 o |eole co16
£ TNGG160404R-F | 0.4 o (oo cotr
(=3 EO014
e | TNGG160404L-F | 0.4 00 Co35
TNGG160408R-F | 0.8 o |eoole E040
Finish Cutting| ~ TNGG160408L-F | 0.8 o |eoje
LP TNMG160404-LP | 0.4 [e® eeoe ° cote
_ TNMG160408-LP | 0.8 [e® eee ° cot7
& TNMG160412-LP | 1.2 ([e® eee ° E014
' TNMG220408-LP | 0.8 [e® eee ° E035
Light Cutting]  TNMG220412-LP | 12 [e® eee F040
TNMG160404-LM | 0.4 Y cote
TNMG160408-LM | 0.8 YY) co17
TNMG160412-LM | 1.2 YY) E014
E035
Light Cutting E040
LK TNMG160404-LK | 0.4 oo cote
TNMG160408-LK | 0.8 o0 cot7
A TNMG160412-LK | 1.2 o0 E014
E035
Light Cutting E040
LS [w~ TNMG160402-LS | 0.2 YY) cote
TNMG160404-LS | 0.4 YY) ®|coiv
ﬂ TNMG160408-LS | 0.8 YY) ®| o4
E035
Light Cutting E040
SH TNMG160404-SH | 04 (e®@A®@® [} [} o0 © co16
A TNMG160408-SH | 08 [e@ a0 @ ° ° oo o cot7
PN TNMG220408-SH | 0.8 (e ® ° E014
[ E035
Light Cutting E040
SA TNMG160404-SA | 0.4 (e@ar®@ @ 'Y cote
TNMG160408-SA | 08 [ee a0 @ Y cot7
A | TNMG160412-SA | 1.2 [e@a ° E0t4
; TNMG220408-SA | 08 (e @ a E035
Light Cutting]  TNMG220412-SA | 1.2 | @ F040
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.

(10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecCiCREBO s 3leclco o
Work M | Stainless Steel oOC®HO® C & |0 O O|% n
Material K | Castlron eceoce ecs (o X JE T X
N | Non-ferrous Metal [ J
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated Cermet ggﬁfg Carbide Y E
RE 0w wn 0O WL n v NEWI-DI-ONEI—I— wn %D(E 2
Shape Order Number (mm)g‘g_gsgggggggggggg‘@?gg;g%gégcﬁ@gu2,§s'sc,§§§§ 2
BB S50 E800ahnaoc0028 e raanRREaclEeEoRse =
DODD=S=S=SDSSE=S=DDD==SD0D=S===S>>>D|Z2Z|=«<>DT xix/= g
* SW TNMX160404-SW | 0.4 0@ @ A 0 =
A TNMX160408-SW | 0.8 |[e®@ @ A LX)
/4'.-‘ _ co17
E—
Light Cutting
Wiper) m
SY TNMG160404-SY | 0.4 A oo o COt6 wmn
TNMG160408-SY | 0.8 A o @ o Co17  HOLE
A E014
E035
Light Cutting E040 c
C TNMG160404-C 0.4 AA cote
o TNMG160408-C 0.8 AA co17 D
fl Q\E TNMG220404-C 0.4 AA E014
TNMG220408-C 0.8 A Egig
Light Cutting R
MJ TNMG160404-MJ | 0.4 ° o0® 00 ® o
TNMG160408-MJ | 0.8 ® o0® 00 ® |coi7
A TNMG160412-MJ | 1.2 ° o0 oo E014 S
E035
Light Cutting E040
R/IL-1G TNMG160404R-1G | 0.4 [ cote
- TNMG160404L-1G | 0.4 ) co17
TNMG220404R-1G| 0.4 ° E014 v
TNMG220404L-1G | 0.4 ) Egig
Light Cutting
R/L-K TNGG160402R-K | 0.2 LX) W
TNGG160402L-K | 0.2 LX) co16
/ TNGG160404R-K | 0.4 0 ‘E‘gz
% TNGG160404L-K | 0.4 ole £035
TNGG160408R-K | 0.8 ) E040
Light Cutting] TNGG160408L-K | 0.8 o
MP TNMG160404-MP | 0.4 |0e®@A®@®@ [ ) ) cote
TNMG160408-MP | 0.8 |e®@A@®@ @@ ® ° co17
TNMG160412-MP | 1.2 (e®@A@ 0@ ° ° E014
— TNMG220408-MP | 0.8 |e®@A @@ @ ° E035
Medum Cuting|  TNMG220412-MP | 12 [ee a0 @ ® ° Fos0
TNMG160408-MM | 0.8 [ X X ) cote
TNMG160412-MM | 1.2 (X X ) co17
TNMG220408-MM | 0.8 (X X ) E014
TNMG220412-MM | 1.2 (X X ) Egjﬁ
Medium Cutting TNMG220416-MM | 1.6 [ X N ]
MK TNMG160404-MK | 0.4 [ X))
TNMG160408-MK | 0.8 (X)) Co16
. TNMG160412-MK | 1.2 0 ‘E‘gz
TNMG220408-MK | 0.8 (X)) £035
TNMG220412-MK | 1.2 LX) E040
Medium Cutting TNMG220416-MK | 1.6 (X}
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042  GRADES > A030  IDENTIFICATION >A002 A123




TURNING INSERTS [NEGATIVE]

o I N TYP E I N s E RTs T N M GSize 1Tgkngs&(io%%;¥% Breaker
‘ 6 o WIT H H o L E * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)

T 8
j—
£ £ £ £ £ ﬁ:

55“ 55 @D 55 55 : | 55
O O o o o
54 \ 54 (P 54 54 | 54

£3 £3 £3 £3
&2 &2 P — P P
a a a a U

| L]
1 [is ‘ 1 S 1 — ‘ ‘ 1 \\__—r 1 L

1 L]
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

aQ [

Ll
e
N

TURNING INSERTS H
) "
)
)
)
~ ®
)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCETCEEEO® $¥|0oC|ICOO|X
M | Stainless Steel OCHO® C # &0 O Ol
m M\;Vt((’erl"i(al K | Castlron oecocCcce cE |0@ [ X JE( X 2
N | Non-ferrous Metal [ 3
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE NEW NE %&
COOVROOONNENENNQOVLLVLINII o ~ANABPANQNS =68 &5
LSS 8582220882288 s82 e g xX{Sas|5EERE[<T
D * MS TNMG160404-MS | 0.4 o0 o 0
TNMG160408-MS | 0.8 YY) ®| o7
A TNMG160412-MS | 1.2 YY) NS
R TNMG220408-MS | 0.8 o0 ° Egig
Medium Cutting]| ~ TNMG220412-MS | 1.2 (X °
MS TNMG160404-MS | 04 | @ N YY) ° cote
] o~ TNMG160408-MS | 0.8 | @A Aoo eoe0o o o |coi7
g\ TNMG160412-MS | 1.2 [ @ o0 o0 E014
- TNMG220408-MS | 0.8 | ® A0O XXX E035
Medium Cuting| ~ TNMG220412-MS | 1.2 ° F040
GK TNMG160404-GK | 0.4 o0 cots
] TNMG160408-GK | 0.8 oo cot7
A TNMG160412-GK | 1.2 o0 ° E014
TNMG220408-GK | 0.8 oo Egig
W Medium Cutiing| ~ TNMG220412-GK | 1.2 oo
GM TNMG160404-GM | 0.4 YY) cote
a TNMG160408-GM | 0.8 YY) cot7
S TNMG160412-GM | 1.2 YY) E014
W [ TNMG220408-GM | 0.8 YY) E0ss
Medium Cutiing| ~ TNMG220412-GM | 1.2 Y
MA TNMG160404-MA | 04 (e®@A®@® 00AO0 O0O0OCGO [ X ] [ J [}
TNMG160408-MA | 08 (e@Ar@®@@@ 00A0 O0O0O0CO [ X J o o
TNMG160412-MA | 1.2 (e®@Ar @@ @ 00AO0 00 O [ ] o o
TNMG160416-MA | 1.6 ° cots
2\ TNMG220408-MA | 0.8 (0@ A® @@ 00A0 0000 ° ° co17
LN TNMG220412-MA | 1.2 (0@ As0@ @@ e0s0 00 o ° ° E014
W | TNMG220416-MA | 1.6 e o Ess
TNMG270608-MA | 0.8 (@ ® A
TNMG270612-MA | 1.2 (@ ® A °
new TNMG270616-MA | 1.6 °
Medium Cutting [vew TNMG330924-MA | 2.4 °
MH TNMG160404-MH | 0.4 (@ ® A A ° cote
‘, TNMG160408-MH | 0.8 (@ Asn® @@ A ° cot7
- TNMG160412-MH | 1.2 [e@s00@@® ° E014
l— TNMG220408-MH | 08 ([e@r0 0@ A ° E035
Medium Cutting] ~ TNMG220412-MH | 1.2 [e@A@ @ ® ° E040
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A124 (10inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel ecCiCREBO 2 sloclcoo|n
Work M | Stainless Steel OG®#sO% C & |0 O O|% n
Material |_K_| Castlron ecoce cs |@ LY e X
N | Non-ferrous Metal [ 2
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated cemet| S92 4| Carbide o E
Sha RE [hoowwwowwwno mmmmNEwmmNLEnhpu_ w 1v|v m%& 2
pe OrderNumber | () [S 285888 sN8S§uwesoresoNrrESasNzzEE o25(S8 Q
BB S50 E800ahnaoc0028 e raanRREaclEeEoRse =
DOD0SS=S5SSSS0D03==S3555=S=55555522=E <50 oS < x
Standard| TNMG110304 04| eaee@ o o =
TNMG110308 08| @ea®@@
TNMG160304 04| © @@ )
TNMG160308 08| @ea®@@® °
TNMG160404 04 l@o@AG®O ( X ] o (000 (N J m
TNMG160408 08 |le®@ar000 ( X ] o (000 (L N J
TNMG160412 12 [ees0ee X0 o COt6  pitE
/\-\\ TNMG160416 16| ®© eee ° ° cor
- E014
——— TNMG220404 04 |lo®@Ar®@O@®0@ ° ) £035
TNMG220408 08 |e®eAsr0®0@0O [ ) [ X ) ® E040 ¢
TNMG220412 12 eesr00@0@ )
TNMG220416 16| er00@@ D
TNMG270608 08| © eee@
TNMG270612 12| esa0@@@ °
TNMG270616 16 | @A R
Medium Cutting TNMG330924 24 ®
* MW TNMX160408-MW | 0.8 ([e®@ @ A o0 o
Y.\ TNMX160412-MW | 1.2 ([e® @ A o000 S
AR co17
Medium Cutting
(Wiper)
R/L-ES TNMG160404R-ES| 0.4 A0
TNMG160404L-ES | 0.4 A0 co16 v
L TNMG160408R-ES| 0.8 Ae o
% TNMG160408L-ES | 0.8 A0 E035
TNMG220408R-ES| 0.8 ) E040 W
Medium Cutting TNMG220408L-ES | 0.8 [ ]
R/L-2G TNMG160404R-2G| 0.4 ) cote
TNMG160404L-2G | 0.4 o co17
p X TNMG160408R-2G| 0.8 ° E014
jiEw—_tisn) TNMG160408L-2G | 0.8 o E035
Medium Cutting E040
R/L TNGG110302R 0.2 )
TNGG110302L 0.2 (X )
TNGG110304R 0.4 (X )
TNGG110304L 0.4 (X )
TNGG110308R 0.8 ° co16
/ \ TNGG110308L 0.8 ) ‘E‘gz
% TNGG160304R 0.4 (X ) ) £035
TNGG160304L 0.4 (X ) E040
TNGG160402R 0.2 eoole e o
TNGG160402L 0.2 eoole
TNGG160404R 0.4 eoole DX
Medium Cutting TNGG160404L 0.4 [ X () o o
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A125




TURNING INSERTS [NEGATIVE]
o TNTYPE INSERTS TNGG 16 0408 R _
& 60 WITH HOLE e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)

T 8
j—
£ £ £ £ £ ﬁ:

55“ 55 @D 55 55 : | 55
O O o o o
54 \ 54 (P 54 54 | 54

£3 £3 £3 £3
&2 &2 P — P P
a a a a U

| L]
1 [is ‘ 1 S 1 — ‘ ‘ 1 \\__—r 1 L

1 L]
001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

aQ [

Ll
e
N

TURNING INSERTS H
)
)
)
)
~N o
)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P Steel QCETCEEEO® TH0oC|CO0 0|
M | Stainless Steel OCHOH C # &0 O Ol
m M\;Vt%:}i(al K | Castlron [ X A N X 2 cCE |0 [ X JE( X 2
N | Non-ferrous Metal [
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated _ _ Cermet 82?,;95 Carbide . %
¢ Shape Order Number (r':r'i)g‘g_gggggggﬁgggggggggggﬁggggcﬁg§§,§'5'.;°§§EE
COOVROOONNENENNQOVLLVLINII o ~ANABPANQNS =68 &5
MO0 I 2L RR R 0 S S e s e e XL e5EERE[<T
D RIL TNGG160408R 0.8 oole [ooe
TNGG160408L 0.8 oole [ooe co16
TNGG220404R 0.4 o0 ° ‘E‘gz
R TNGG220404L 0.4 Y ° £o35
TNGG220408R 0.8 Y ° E040
TNGG220408L 0.8 'Y °
S TNMG160408-RP | 0.8 |le® e ee
TNMG160412-RP | 12 [e® eee cors
PN TNMG220408-RP | 08 [e® eee® cot7
S TNMG220412-RP | 1.2 [e® eee® 014
BN | TNMG220416-RP | 1.6 (0@ eee E0ss
] TNMG270612-RP | 12 [e® eee
Rough Cutting] TNMG270616-RP | 1.6 [e®@ eee
RM TNMG160408-RM | 0.8 YY) o
w TNMG160412-RM | 1.2 Y o017
ﬁ TNMG220408-RM | 0.8 Y Eot4
TNMG220412-RM | 1.2 Y E035
Rough Cutting]  TNMG220416-RM | 1.6 YY) F040
RK TNMG160408-RK | 0.8 o0
TNMG160412-RK | 1.2 o0 co16
‘ TNMG160416-RK | 1.6 o0 Egz
TNMG220408-RK | 0.8 o0 Coss
TNMG220412-RK | 1.2 o0 E040
Rough Cuting]  TNMG220416-RK | 1.6 )
RS TNMG160408-RS | 0.8 Y o s
TNMG160412-RS | 1.2 o0 o coi7
A TNMG220408-RS | 0.8 ° ®| o4
TNMG220412-RS | 1.2 ° @|E035
Rough Cutting E040
GH TNMG160408-GH | 0.8 (@ ® & A® 'Y
TNMG160412-GH | 12 (@ ® ° oot
A TNMG220408-GH | 0.8 (@ ® A ° ° o017
el TNMG220412-GH | 1.2 |e®@ A ° (X E014
— TNMG220416-GH | 1.6 (e ® Egig
TNMG270612-GH | 12 e @ a °
Rough Cutting] TNMG270616-GH | 1.6 (@ ®
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 26 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO ¥XO0CICO0|F
Work M | Stainless Steel OG®#sO% C & |0 O O|% n
Material K | Castlron eceoce c¥ |0 ( X JE 0 XN -
N | Non-ferrous Metal [ 2
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated cemet| S92 4| Carbide ® E
o )
Sh RE |poowwwonowwwo mmmmNEwmmenhhu_ 0 vl m%&u =z
e | Orderfumber ) IS 2N s 88 oS3 nes oS e SR EE RSNz oSEl S8 2
COOPLVOOCONRNNERNGRLLVLDDO - NS AN T|oe 25 s
L2823 2222898 28393555288 332 Se5E RS <T &
HL TNMM160408-HL | 0.8 o0 ° core =
TNMM160412-HL | 1.2 (X} ) co17
TNMM220408-HL | 0.8 (X} [ E014
TNMM220412-HL | 1.2 (X} ) E035
TNMM220416-HL | 1.6 oo ° Fos0 m
TNMM160408-HZ | 0.8 oA 00O cot6
TNMM160412-HZ | 1.2 [ X ) CO17  HOLE
TNMM220408-HZ | 0.8 oA E014
TNMM220412-HZ | 1.2 oA E035
Heavy Cuting|  TNMM220416-HZ | 16 | @ a F0s0 ¢
Flat Top TNMA160404 0.4 (XX X ) [ X )
TNMA160408 0.8 (X X X o00 D
TNMA160412 1.2 (X X X o6
TNMA160416 1.6 o0 o co17
A TNMA160420 2.0 oo Eot4 R
TNMA220404 0.4 ® Egig
TNMA220408 0.8 (X X X ) (I )
TNMA220412 1.2 (XXX S
TNMA220416 1.6 (X X X ) )
Flat Top TNGA110304 0.4 ()
TNGA110308 0.8 ) ® cote
TNGA160402 0.2 ) ® cot7
TNGA160404 0.4 LX) E014 v
TNGA160408 0.8 [ X ) Egii
TNGA220404 0.4 ®
TNGA220408 0.8 ) W
® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A127




TURNING INSERTS [NEGATIVE]
TYPE INSERTS VNMG 16 04 02- FP
A’35° VNWITH HOLE S Tiones omeTats Chyedr

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 8 8 8
e’ e’ e’ E7]§§7
o Es Es E6 ‘ E6 m
14 55 55 55 55
w 3 35 @@ 3 A 3
n 54 54 IB 5 4 5 4
z <3 <3 £3 \ £3
] &2 &2 &2 | &2 [
= o | o N o [ | o [
= 1 i 1 S | 1 ] 1 L
o 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCTCEERO s z(eclco oz
M | Stainless Steel OCRHOB C & |0 O O|%
m M\;Vt%r:i(al K | Castlron eceoce c: |o eo|zeec
N | Non-ferrous Metal [ J
WITH S | Heat-resistant Alloy, Titanium Alloy (] ocoCsE cce
HOLE Coated Cermet 82?,;95 Carbide Y
RE NEW \E 2 Iy
e shape | Oerhumber | RE lnogwupseeges, Joose,s08k by onle, . ool By
EE8888$§555ﬁ2833552§§§835838533&2:8§&%
L85 s==525559998=5858s555238522= 285 Ek(5| <t
D FP VNMG160402-FP | 0.2 o0 e |®
VNMG160404-FP | 0.4 [ X ) e |® co18
57 | VNMG160408-FP | 0.8 oo o o 0
R new VNMG160412-FP | 1.2 ) o |o £042
Finish Cutting
FH VNMG160402-FH | 0.2 oA LX)
S VNMG160404-FH | 0.4 oA [ X ) co18
GZ&0P | VNMG160408-FH |08 | ea eoloe core
E042
T Finish Cutting
FS VNMG160404-FS | 0.4 A [ ]
VNMG160408-FS | 0.8 A ) co18
A —020
E015
E042
W Finish Cutting
FJ VNGG1604V5-FJ | 0.05 [ ] [ ]
VNGG160401-FJ | 0.1 () ) Cg:;
= | VNGG160402-FJ |0.2 ° o |.o:
E042
Finish Cutting
R/L-F VNGG160402R-F | 0.2 o (o000
VNGG160402L-F | 0.2 o |eeol® co18
LV | VNGG160404RF |04 o (oo o
VNGG160404L-F | 0.4 o |eeol® E042
Finish Cutting
LP VNMG160404-LP |04 |e® ©ee®® )
VNMG160408-LP |08 |e® ee®e® ° co18
A —020
iiiifi=§aiiii E015
E042
Light Cutting
LM VNMG160404-LM | 0.4 [ X X )
VNMG160408-LM | 0.8 [ X X ] Cg;?)
Iiﬁliijii’ E015
E042
Light Cutting
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 28 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCiZCERRO s 3leclcoo|s
M | Stainless Steel oOC®HO® C # &0 O Ol
¢£&l K | Castlron eceoce cs |o eeolzeoc
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
Coated Cermet ggﬁfg Carbide Y
RE NEW \E %é_ﬂ
et et i e b e N SISl o
D55SS=S5=5SSsS5500S=S355==S=555522= <55 TS| <t
LK VNMG160404-LK | 0.4 [ X}
VNMG160408-LK | 0.8 (X} Cg:;
Ill""" E015
E042
Light Cutting
LS New VNMG160402-LS | 0.2 o000 °
VNMG160404-LS | 0.4 o000 @|Co18
PP | VNMG160408-LS | 0.8 X o
E042
Light Cutting
SH VNMG160404-SH | 0.4 |le®@A @@ oo o
VNMG160408-SH | 0.8 (e@a®@@® oo o co18
e —020
s y EO015
E042
Light Cutting
SA VNMG160404-SA | 0.4 o0 [J
VNMG160408-SA | 0.8 [ X ) [ co18
__/.q?. —020
E015
E042
Light Cutting
MJ VNMG160404-MJ | 0.4 [ o0 00 )
VNMG160408-MJ | 0.8 ) oo 00 @ |co18
<SP VNMG160412-MJ | 1.2 ° oo (00 ore
E042
Light Cutting
MJ VNGM160404-MJ | 0.4 ° )
VNGM160408-MJ | 0.8 () ® Cg;‘;
= o2
E042
Light Cutting
MP VNMG160404-MP | 0.4 |l0e®@A®@® @O [} [}
VNMG160408-MP | 0.8 [e®@As0®@ @@ ) ° co18
e VNMG160412-MP | 12 (@ sr0 0@ ° core
E042
Medium Cutting
MM VNMG160408-MM | 0.8 [ XX ]
co18
— —020
iﬁﬁsi:ssih E015
E042
Medium Cutting
MK VNMG160404-MK | 0.4 [ X}
VNMG160408-MK | 0.8 (X} ° Cg;?)
| VNMG160412-MK | 12 'Y o
E042
Medium Cutting
® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION > A002

(2]
[
o
w
(2]
z
o
Z
=z
©
=
[

WITH
HOLE

A129



TURNING INSERTS [NEGATIVE]
TYPE INSERTS VNMG 16 04 04- MS
‘,35° VN i HoLe e e O

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0—26048) | Ml Stainless Steel (<200+B) K Cast Iron (<350MPa)
8 8 8 8
e’ e’ e’ €’ ﬁ»
o Es Es E6 ‘ E6 m
14 55 55 55 55
w 3 35 @@ 3 A 3
n 54 54 IB 5 4 5 4
z <3 <3 £3 \ £3
] &2 &2 &2 | &2 [
= o | o N o [ | o [
= 1 i 1 S | 1 ] 1 L
o 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO $¥|0oC|ICOO|X
Work M | Stainless Steel OCHOH C & |0 O O|%
orl
m Material K | Castlron oecocCcce cE |0@ o0o|¥0C
N | Non-ferrous Metal [
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide o
RE NEW NE %§
c Shape Order Number (mm)gggggggt‘zggggmmgggﬁmgﬁﬁEEtsmﬁ:Rzzgsoetﬁ_Sa
EE8888$§555ﬁ283355§§§§832338533.‘!2.‘:8?_» 33
L8 ===52==5889==5Ss5552335235 2S5 £k /5 <T
D * MS VNMG160404-MS | 0.4 (X X ) ®
VNMG160408-MS | 0.8 (X X @|Co18
—020
’ E015
R E042
Medium Cutting
MS VNMG160404-MS | 04 | ® A00O o0 o
) VNMG160408-MS | 0.8 | ® A0O X ° @ |co18
— —020
E015
E042
T Medium Cutting
GK VNMG160404-GK | 0.4 (X}
VNMG160408-GK | 0.8 (X} co18
L | VNMG160412-GK | 1.2 oo o
E042
W Medium Cutting
GM VNMG160404-GM | 0.4 (XX )
VNMG160408-GM | 0.8 (X X ) co18
— —020
=7 E015
E042
Medium Cutting
MA VNMG160404-MA | 0.4 |l0@A®@® 00AO0 O0O0OCO [ J
VNMG160408-MA | 0.8 [e@As0 @@ e0A0 0000 ) co18
—_— —020
W E015
E042
Medium Cutting
MH VNMG160404-MH | 0.4 (@ ® A ®
VNMG160408-MH | 0.8 |le®@A@®@ @@ A ® co18
—020
E015
E042
Medium Cutting
Standard VNMG160404 04 @o®@AOGO [ X ) o (000 o o
| VNMG160408 08 |eesr000 (X o |oofe o o co18
| VNMG160412 12 [0 eee X0 ° ore
E042
Medium Cutting
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 30 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO $¥|0oC|ICOO|X
Work M | Stainless Steel oOC®HO® C & |0 O O|%
Mat?;;’ial K | Castlron oecocCce cE |0@ ( X JE 0 XN -
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec &
Coated cemet| S92 4| Carbide Y &
= NN NE 28 2
Shape Order Number NooOoWVVLVLOWLWLLLo LUV LVOLLFEEL _|vVWw oln| © -
k mm|SE8588g 558888 ScoregodrxpSnNZzBbocS|S8 2
BB S50 E800ahnaoc0028 e raanRREaclEeEoRse =
D55SS=S5=5SSsS5500S=S355==S=555522= <55 TS| <t x
RIL VNGG160404R 0.4 o0 o o =
VNGG160404L 0.4 o0 ° co18

— —020
g E015

E042
Medium Cutting m
Flat Top VNMA160404 0.4 (X
VNMA160408 0.8 X0 core HOLE
SEBPPFP| VNMA160412 1.2 ) cors
E042 c
Flat Top | VNGA160404 0.4 oo
VNGA160408 0.8 oo | [com D
—020
E015
E042
R
® = NEW
S
T
W

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A131




TURNING INSERTS [NEGATIVE]

o WN/INJTYEE INSERTS WNMG 08 04 02- FP
aw 80 WITH HOLE 5 WS ST S

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 8
= = = = = ﬁ»
o Es Es Es E6 = Es m
14 55 55 55 55 55
& 35 G 35@D 3 3 3
» 24 ‘ 24 L LP ] 24 24 24
z <3 £3 £3 £3 \ £3
o S i 32 i —| 32 o) | ) [
> a a a a U - | a [
Z TE ‘ 1 = | 1 — ‘ ‘ 1 = ] 1 |
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO ¥XO0CICO0|F
M | Stainless Steel OCHOH G & #|0 O O
m Mvavt((’é:}i(al K | Castlron ecoce c¥ |0 o0o|¥0€C
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,;95 Carbide Y
RE 101010 o 1|10 © 1 10 8o ey o = I . 0 m%rf
c Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
COOPLOVOOCORNRNNERNGRLVLVLDDOO - - BP AN T|oe 25
LSS 85223288928995252 5885252 %s5EER S <T
D FP WNMG080402-FP | 0.2 (X} e |®
P WNMG080404-FP | 0.4 (X} ®o |e co21
: ﬁ; WNMG080408-FP | 0.8 (X} ®o |e E015
R new WNMGO080412-FP | 1.2 (X} e |® E039
Finish Cutting
FH WNMGO080404-FH| 04 | ® )
S WNMGO080408-FH| 0.8 | ® o (@@ co21
é E015
E039
T Finish Cutting
FS WNMG080404-FS | 0.4 A )
'] & WNMG080408-FS | 0.8 A ) co21
@ E015
E039
Finish Cutting
FY WNMG080404-FY | 0.4 o |0
WNMG080408-FY | 0.8 A o @ @ co21
‘ E015
E039
Finish Cutting
LP WNMG060404-LP | 04 ([e®@ ee®e® )
WNMG060408-LP | 0.8 [e® ee®e® °
A WNMGO06T304-LP| 04 ([e®@ ee®@e® ) Eg?;
£ |  WNMG06T308-LP| 03 [e@ eee ° o
= WNMG080404-LP | 0.4 [e® e @@ ° 039
WNMG080408-LP | 0.8 [e®@ ee®e® °
Light Cutting| ~ WNMGO080412-LP | 12 [e®@ e e e
WNMG060404-LM| 0.4 (XX )
WNMG060408-LM| 0.8 (X X ) c021
WNMG080404-LM| 0.4 (XX ) E015
WNMG080408-LM| 0.8 (X X ) E039
Light Cutting
o - W

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 32 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel Y XXX s2leclco0|®
M | Stainless Steel oOC®HO® C # &0 O Ol
MQ@% K | Castlron ecoce cs (o LR XS
N | Non-ferrous Metal [ 7
S Heat-resistant Alloy, Titanium Alloy (] oCEOCE [ 03[ 2 )
Coated Cemet| S02ted | Carpide o x
Cermet S w
= NEW \E %& 2
BRES85E800ahhacc882eidcran|SREasEEER2Rse 2
5S55SSS5SSSS35555SS555=sS55>5>555|122| = <50 TS| < T x
LK WNMG080404-LK | 0.4 o0 a
WNMG080408-LK | 0.8 (X ) ® co21
WNMG080412-LK | 1.2 (X ) ® E015
E039
Light Cutting m
LS new WNMGO080402-LS | 0.2 (X ) ® i
WNMG080404-LS | 0.4 o000 ®| coo1 HOLE
WNMG080408-LS | 0.8 (X X)) ®| Eo15
E039
Light Cutting C
SH WNMGO06T304-SH| 0.4 |@ ® ®
WNMGO06T308-SH| 0.8 |@ ® ) D
i WNMG060404-SH| 0.4 |@ ® ) €021
fm | WNMG060408-SH| 0.5 [0 @ . Fors
LT
S WNMG080404-SH| 04 [e® @@ ° ° ° £039 R
WNMG080408-SH| 0.8 |le®@a®@® ® ® )
Light Cutting| ~ WNMG080412-SH| 1.2 (@A @@ ° °
SA WNMG080404-SA| 0.4 |e@As@® LX) S
o WNMG080408-SA| 0.8 |le®@As®@® o0 co21
Yy WNMG080412-SA| 1.2 [e@eAa@®@® ° E015
E039 T
Light Cutting
* SW WNMG060404-SW| 0.4 |le® @ A ®o |o v
{{.\,;. WNMGO060408-SW| 0.8 |le® @ A ) Co21
/®N\ | WNMG080404-SW| 04 [ee e A |oe o ool E015
Light Cutting WNMG080408-SW| 0.8 |[e® @ A o0 o eoole E039
(Wiper) WNMG080412-SW| 1.2 ([e® @ A eool®
SY WNMG080404-SY | 0.4 o |®
WNMG080408-SY | 0.8 A ool o Co21
‘ cors
E039
Light Cutting
C WNMG080404-C | 0.4 AA
WNMG080408-C | 0.8 A co21
E015
E039
Light Cutting
MJ WNMG080408-MJ | 0.8 ® (X I X )
WNMG080412-MJ | 1.2 ® (X I X ) co21
@ WNMG080416-MJ [ 1.6 ° o0 oo E015
E039
Light Cutting
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A133




TURNING INSERTS [NEGATIVE]
o WNJINJTYFE INSERTS WNMG 06 04 04- MP
a 80 WITH HOLE B

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting--- @ Light Cutting--- @) Medium Cutting--- @) Rough Cutting--- @ Heavy Cuting--- (D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 8
o | E: FHEL aeaaal UL S
§ |3 59 o
z £3 g3 4 g3 g3 \ lhan:
s |5 P &2 || & Heo || 3 el || B
Z 'L ‘ TS | ! ] ] 1 == 11
[ 0 01 03 05 07 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steel QCRTCEEEO ¥XO0CICO0|F
Work M | Stainless Steel OCHOH G & #|0 O O
m Material K | Castlron ecoce c¥ |0 o0o|¥0€C
N | Non-ferrous Metal [ J
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated B Cemet 82?,;95 Carbide . %
BEES88E800Ehhacc882EERrasnSREraEEE e 8
DDOD=E=E=D=E=E=E=DDDE=EDD====E>>>D|Z2Z|= <> T Tx=
D MP WNMG060404-MP| 0.4 |0@A®O® @ [ ]
WNMG060408-MP| 0.8 |le®@A®@@®@ @ (]
WNMG060412-MP| 1.2 |0 @A ®® @ (]
R WNMG06T304-MP| 0.4 |0e@A®@® @ ° co21
@ WNMGO06T308-MP| 0.8 [e@eAr00@@ ° 015
s | WNMG06T312-MP| 12 [e@s00e ° E037
s WNMG080404-MP| 0.4 [0 s00@ ° F0%9
WNMG080408-MP| 0.8 le®@A®@@® @ (]
WNMG080412-MP| 1.2 |0 @A ®@® @ ([ ] [ ]
T Medium Cutting| ~ WNMGO080416-MP| 1.6 ([e®@A®@ @@ °
MM WNMG060408-MM| 0.8 [ X N ]
] & WNMG060412-MM| 1.2 [ X N ] co21
o WNMG080408-MM| 0.8 X0 E015
:-“")A E039
—— WNMG080412-MM| 1.2 [ X N ]
Medium Cutting
MK WNMG080404-MK| 0.4 [ X J
WNMG080408-MK| 0.8 [ X J c021
‘ WNMG080412-MK| 1.2 o0 E015
WNMG080416-MK| 1.6 [ X J E039
Medium Cutting
* MS WNMG080404-MS| 0.4 000 [
WNMG080408-MS| 0.8 o000 ®| co21
@ WNMG080412-MS| 1.2 o000 @[ E015
E039
Medium Cutting
MS WNMG060404-MS| 0.4 ([ ] A0
WNMG060408-MS| 0.8 ([ ] A0
A WNMG06T304-MS| 0.4 ([ ] A0 €021
WNMG06T308-MS| 08 | ® ae Eots
W | \WNMG080404-MS| 04 | ea Ae E039
WNMG080408-MS| 0.8 oA AOGO ( X N ] [ ]
Medium Cutting WNMG080412-MS| 1.2 ([ ] [ X J (X J
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 34 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eCczZCEERO 2 zleclcoo|n
Work M | Stainless Steel oOC®HO® C # &0 O Ol n
Material |_K | Castlron ecocec cs |o eeolzeoc
N | Non-ferrous Metal
S Heat-resistant Alloy, Titanium Alloy o oCE [ 2 7 )
Coated et i Y E
sh RE |poowwwonowwwo mmmmNEwmmNLEnl—l-u. 0 m%g 2
ape OrderNumber | () [SE SRS oS8 SvnsSsooesoNuexESNsNz=bE (2588 Q
BB S50 E800ahnaoc0028 e raanRREaclEeEoRse =
EEEEEEEHEEEE EE EEEE R EEEE S<>ozjxs[<T x
GK WNMG060404-GK | 0.4 0 =
WNMG060408-GK | 0.8 o0 coon
‘ WNMG080404-GK | 0.4 oo E015
WNMG080408-GK | 0.8 (X} ° E039
Medium Cutting WNMG080412-GK | 1.2 ( X} [ ] m
GM WNMG060404-GM| 0.4 [ XX ]
) WNMG060408-GM | 0.8 XD o1
m WNMG080404-GM| 0.4 [ X X ] EO015
WNMG080408-GM| 0.8 [ X X ] E039
Medium Cutting WNMG080412-GM| 1.2 [ X X ]
MA WNMGO06T304-MA| 0.4 @ ® °
WNMGO06T308-MA| 0.8 |@ ® °
WNMGO06T312-MA| 1.2 |@ @ °
WNMG060404-MA| 0.4 |l0®@ @@ °
A WNMG060408-MA| 0.8 |le®@ @@ o0 o oo ° Co21
-~ WNMG060412-MA| 12 (6@ @@ oo o (oo ° o
W | \WNMG080404-MA| 0.4 [e@sre® e0i0 00 o o ° E039
WNMG080408-MA| 0.8 [e@Ar0®@ @@ e0A0 0000 ° °
WNMG080412-MA| 1.2 [e@Ar0@ @@ e0A0 0000 ° °
WNMG080416-MA| 1.6 |@ ® () ()
Medium Cutting WNMG100612-MA | 1.2 A
MH WNMG080404-MH| 0.4 |0 @ A
o WNMG080408-MH| 0.8 [e@sr0@@ A ° ozt
-~ WNMG080412-MH| 1.2 l[e®es®@ @@ ° E015
- S E039
Medium Cutting
Standard WNMG080404 04 l0o®0AG®O® o0 [
WNMG080408 08 [e0r0e0e® oo o o oot
WNMG080412 12 |leo®@A0®00 [ X ) [} EO015
WNMG080416 1.6 () E039
Medium Cutting
* MW WNMG060408-MW| 0.8 |le®@A @@ 0000
PN WNMG060412-MW| 1.2 [e® e e XX ozt
|'-lﬂ:x‘.i. WNMG080408-MW| 0.8 [e@ s @@ A |eeee E015
VR e WNMG080412-MW| 1.2 le® ee@ A o000 E039
(Wiper)
WNMGO080408-RP| 0.8 |le®@ @e@®@®
WNMG080412-RP| 1.2 (0@ eee oz
EO015
E039
WNMG060408-RM| 0.8 [ XX ]
WNMG060412-RM| 1.2 XD ozt
WNMG080408-RM| 0.8 [ X X ] EO015
WNMG080412-RM| 1.2 [ X X ] E039
Rough Cutting
* Please refer to A028 before using the MW breaker (wiper insert). e = @
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A135




TURNING INSERTS [NEGATIVE]

o WNTYPE INSERTS WNMG 08 04 08- RK
a2 80 WITH HOLE e e,

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--~ @) Medium Cutting--- @) Rough Cutiing--- @I Heavy Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s048) | | P Carbon Steel - Alloy Steel (wiper) | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 8 8 8
= = = = = ﬁ»
o Es Es Es E6 = Es m
14 55 55 55 55 55
& 35 @D 35@D 3 3 3
» 24 ‘ 24 L LP ] 24 24 24
z <3 £3 £3 £3 \ £3
o S i 32 i —| 32 o) | ) [
> a a a a U - | a [
= L \ 1 S w 1 — ] 1 ~+- ] 1 —H
o 001 03 05 07 0 01 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO ¥XO0CICO0|F
Work M | Stainless Steel OCRHOB G & #|0 O O
m Material K | Castlron ecoce c¥ |0 o0o|¥0€C
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,%9& Carbide Y
RE 0w wn W WL 0w NEWI-DI-ONlil—l— wn m%&u
c Shape | OrderNumber | ) 1828 2 4825588 v S8 e g p=RBNz200 0 25| 55
COOVROOONNENENNQOVLLVLINII o ~ANABPANQNS =68 &5
LSS 85223288928995252 5885252 %s5EER S <T
D RK WNMG080408-RK| 0.8 (X )
WNMG080412-RK| 1.2 (X ) () co21
‘ WNMG080416-RK| 1.6 (X ) () E015
R E039
Rough Cutting
RS WNMG080408-RS | 0.8 o0 o
S WNMG080412-RS | 1.2 o0 O oo
@ WNMG080416-RS | 1.6 [ @®| E015
WNMG100612-RS | 1.2 [ @| 039
T Rough Cutting
GH WNMG080408-GH| 0.8 |@ @ A A0 [ X}
'] a WNMG080412-GH| 1.2 |0 @ A [ [ X ) co21
-~ E015
== E039
Rough Cutting
GJ WNMG080408-GJ | 0.8 [} () [
WNMG080412-GJ | 1.2 ° () ® |cooi
@ WNMG080416-GJ | 1.6 ° ° o| |eots
WNMG100612-GJ | 1.2 () o |[F0%9
Rough Cutting
Flat Top WNMA060408 0.8 [ X
WNMA060412 1.2 (X}
WNMA080404 0.4 X0 ° ng;
‘ WNMA080408 0.8 (X X X ) ) E039
WNMA080412 1.2 (X X X )
WNMAO080416 1.6 o0 o
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 36 (10 inserts in one case) CHIP BREAKERS > A042




8- CN

TYPE INSERTS
WITHOUT HOLE

CNMN 12

40

T e

Size

Thickness Corner Radius

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Heavy Cutiing--- @D

K Cast Iron (<350MPa)

8

'E 7

Es

8’ 5

4

£3

&

g2
4
001 03 05 07

Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel QCLTCEEXRO $¥|0oC|ICOO|X
Work M | Stainless Steel OCRHOB C & |0 5
or
Material K | CastlIron eceoce cs |@ EL X S
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
Coated Cermet ggﬁfeﬂ Carbide Y
= NEW NE %é_ﬂ
Shape Order Number NooWPWLVoWLWLLLo 0 WwwwY 0wk 0 W o|v| ©
k mm) [SE 8588255838888 5o 28 SxELSNSNZZEE o S/S| S8
BEES8 8 800t nnac0002e ERaanSNianlEE DD oS
D55SS=S5=5SSsS500S=S355===555522= <55 T TS| <t
Flat Top CNMN120408 0.8 [ X )
CNMN120412 1.2 [ X )
CNMN120416 1.6 [ X ) -
® = NEW
CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION > A002
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TURNING INSERTS [NEGATIVE]
TYPE INSERTS SNMN 12 04 0
. 90° S NWITHOUT HOLE S Mo cortess

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Heavy Cutting-- @D

K Cast Iron (<350MPa)
8
—~7
€
(2]
[ £s
['4 55
w ¢
72} 54
z £3
Q
g | I
E 1
['4 001 03 05 07
E Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel XE s zloclc ooz
Work M | Stainless Steel OCHOB C & |0 O O|%
m Matc;:’ial K | Castlron oecocCcce cE |0@ o0o|¥0C
N | Non-ferrous Metal [
WITHOUT S | Heat-resistant Alloy, Titanium Alloy (] oCcCETOCH ccec
HOLE Coated Cermet 82?,%9& Carbide . Y
= NEW NE 25
NooOoLVLVLOWLWLLLo nWwww 0wk 0 |0 own| ©
c Shape OrderNumber | (mm) IS 2 S o828 o888 npssc-es oy sz 2l00 o 20l S5
B EEE3528 o0 hha00Ra R EE sanSREasoEE e os
D55SS=S5=5SSsS500S=S355===555522= <55 T TS| <t
D Flat Top SNMN120408 0.8 (X X X ) [ ] e o
SNMN120412 1.2 o000 ) ()
SNMN120416 1.6 (XX X ) -
R SNMN190412 1.2 ()
Flat Top SNGN090308 0.8 ()
_ ) SNGN120404 0.4 e o
i '. SNGN120408 0.8 ° -
T
® = NEW
')
W

CHIP BREAKERS > A074
@ : Inventory maintained in Japan. GRADES > A030
A138 (10inserts in one case) IDENTIFICATION > A002




TYPE INSERTS TNMN 16030
Moo TN Hoie T et

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Heavy Cutting-- @D

K Cast Iron (<350MPa)
8
—~7
€
(2]
E6 <4
55 x
S, W
5 7]
£3 z
Q
g 0
! =
001 03 05 07 ['4
Feed (mm/rev) E

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel XE s sleclcoo|s
Work M | Stainless Steel OCHOB G & #|0 O O
Material K | Castlron ecoce c¥ |0 o0o|¥0€C m
N | Non-ferrous Metal [ J
S | Heat-resistant Alloy, Titanium Alloy (] oCEO0CH ¢ ce WITHOUT
Coated Cermet 82?,%9& Carbide Y HotE
RE 0w wn WO WLW 0w NEWI-DI-ONLE)I—I— wn m%ﬂ“_’

Shape Order Number (mm)§‘$_’_gsggégggggggggggﬂggg%gEgaggﬁ%sl‘?oggé’g C
8582800 hna0c0082R88gaaalSasEEE 2R 8
DODE==ED=E=E=E=DDD==DD====2>>>D|ZZ|=E<>|DT IT||=

Flat Top TNMN160308 0.8 ° D

TNMN160408 0.8 o000 ®

TNMN160412 1.2 (X X X

TNMN160416 1.6 (X X X - R
TNMN160420 2.0 ®

TNMN220408 0.8 [

TNMN220412 1.2 () S

Flat Top TNGN110304 0.4 ()

TNGN110308 0.8 ®
A | TNGN1eoa0a |04 o [ -
T TNGN160408 0.8 °
)
o - Ew
W

CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION >A002 A139




TURNING INSERTS H

POSI
S

WITH
HOLE

A140

TURNING INSERTS [POSITIVE]

o (CC IYFE INSERTS CCMT 06 02 02- FP.
aw 80 WITH HOLE £ Wi B S

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Frish utiro—— @D Lt Cutio— @D Nesom Cuing— QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
4 4 4 4
e e A -
€ € € 3
Es E3 E3 £3
S 2 u S 2 ] S 2 ] g 2 L
k] k] k] “6
ES] ES] ES] £
8 1 8 1 81 31
a 1 a i a i o
i} 11 11 AN
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
e = e e e

_Tsma eczexzeo 2 sloclcooc|z °
Work M | Stainless Steel CeEO® C & #|O o0 |%
Material |_K | Castlron eceoce ez |o o0 |2ec °
N | Non-ferrous Metal [ 2 )
S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
Coated Cermet ggﬁ’é}e& Carbide Y
NEW 2L @
shape | omernumber |0, 1828 2880888 0 n SR8 L BLE LSRR e 28 |85
BEECCE8 oL b2 eanSREaaslEEERRL| 8
DODD==D=ES|=E=DDD==DD===>>>D|ZZ|=E<«<>>DT T =+
FP CCMT060202-FP | 0.2 e oo o |o 022
Tt CCMTO060204-FP (04 | © @@ o |o boos
f CCMTO09T302-FP | 0.2 e oo o |® E006
j CCMTO09T304-FP |04 | ®© @@ o |o E030
Finish Cutting] ~ CCMTO09T308-FP | 0.8 e oo ®o |o
CCMT060202-FM | 0.2 [ 022
CCMT060204-FM | 0.4 ° D008
CCMTO09T302-FM | 0.2 () E006
CCMTO09T304-FM | 0.4 () Egzg
Finish Cutting CCMTO09T308-FM | 0.8 ol
__FS CCGT060201M-FS| 0.08 (X} 022
o CCGT060202M-FS| 0.18 (X D008
E CCGTO09T301M-FS| 0.08 (X} E006
CCGT09T302M-FS| 0.18 (X} Egzg
Finish Cutting] ~ CCGTO09T304M-FS| 0.38 (X))
FS-P CCGT060201M-FS-P| 0.08 () 022
= CCGT060202M-FS-P| 0.18 ® |poos
é“? CCGT09T301M-FS-P| 0.08 ® |Eo06
CCGT09T302M-FS-P| 0.18 () Egzg
Finish Cutting] ~ CCGT09T304M-FS-P| 0.38 o
CCMT060202-FV | 0.2 A o e®| © o 022
CCMT060204-FV | 0.4 A o 00| o o D008
CCMTO09T302-FV | 0.2 A o0 [ ) E006
CCMTO09T304-FV | 0.4 A oo o o E030
Finish Cutting|  CCMTO09T308-FV | 0.8 A oo/ o o Fo34
FJ CCGT0602V5-FJ | 0.05 [ ]
CCGT060201-FJ | 0.1 ) 022
CCGT060202-FJ 0.2 ° 008
H CCGTO09T3V5-FJ | 0.05 ) E006
CCGT09T301-FJ | 0.1 [ ] ) Egzg
CCGT09T302-FJ | 0.2 [ ] )
Finish Cuttng] ~ CCGTO09T304-FJ | 0.4 o d
o =W

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.

(10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S = e e e

Steel [ N 2E N 2E 2 L ) sdjocico0C|E [ ]
Stainless Steel GO G & &#|O 00 |®
Cast Iron ecoce cE |O@ o0 (Xeo¢C (]
Non-ferrous Metal [ 2 ([
Heat-resistant Alloy, Titanium Alloy [ ] co

Coated Cermet ggﬁ’é\e&g Carbide

Work
Material

0w Z X =0

(
o
(
o
£
()

Shape Order Number

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
US735
US905
MC5005
MC5015
UC5105
UC5115
MH515 &
MP9005
MP9015
VPO5RT
VP10RT
VP15TF
UP20M
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
® /00 e e o o) HTI10
RT9010
MT9005
TF15
9 Applicable
N Holder Page
TURNING INSERTS ﬂ

AZ CCGT060202-AZ [ 0.2
CCGT060204-AZ | 0.4

CCGT09T302-AZ [0.2
6 CCGT09T304-AZ | 0.4
s | CCGT09T308-AZ 0.8
CCGT120402-AZ [0.2
edum Cuing|_ CCGT120404-AZ | 0.4
Finish Cutting CCGT120408-AZ | 0.8
CCGT03S1V3L-F [0.03
CCGT03S101L-F [ 0.1
CCGT03S102LF [0.2
CCGT03S104LF 0.4
CCGTO4TOV3L-F [ 0.03
CCGT04T001L-F [ 0.1
CCGT04T002L-F [0.2
CCGT04T004L-F [0.4
new % CCGT03S101MR-F | 0.08
new % CCGT03S101MLF | 0.08
new % CCGT03S102MR-F | 0.18
new % CCGT03S102MLF | 0.18
new % CCGTO3S104MR-F | 0.38
new % CCGTO3S104MLF | 0.38
new % CCGTO4TOOIMRAF | 0.08
new % CCGTO4TOOIML-F | 0.08
new % CCGTO4TO02MRAF | 0.18
new % CCGTO4TO02ML-F | 0.18
new % CCGTO4TO04MRAF | 0.38
Finish Cutting|New * CCGT04T004ML-F | 0.38
RIL-F | CCGH060202R-F [0.2
CCGH060202LF 0.2
CCGHO060204R-F | 0.4 E006
CCGHO060204LF | 0.4 E030

= E034
. xew CCGHO60202MR-F| 0.1 o

new CCGH060202ML-F| 0.18 D008
new CCGH060204MR-F| 0.38 E006

new CCGH060204ML-F | 0.38 Egzg

E006 PoSI
10

WITH
HOLE

R/L-F

EO016

|k |k |k | K|k | *

*

EO016

C022
D008

Finish Cutting
LP CCMT060204-LP | 0.4
CCMT060208-LP | 0.8

E CCMTO09T304-LP | 0.4
= CCMTO09T308-LP | 0.8

Co022
D008
E006
E030
E034

Light Cutting
* Diameter of inscribed circle is special. (For SCLC type) ® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >Aa002 A141




TURNING INSERTS [POSITIVE]

o (CC IYFE INSERTS CCMT 06 02 04- LM
aw 80 WITH HOLE £ Wi B Sy

CHIP CONTROL RANGE FOR WORK MATERIALS Fiish Cuting -- @) Light Cuting--- @) Medium Cuting - QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
Eun En an B
x 5 [ 5 [ 5 [ 5
ué E , E , E , % , D D |
2 |5 S SR a
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P See TIXIXD T Rseclceecls | o
- Work M | Stainless Steel CREOB G & #|O OO0 |%
W,s! Material |_K_| Castlron ecoce cz (0 | o0 |2j0c] o
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCocC:E cco
HOLE Coated - Cermet ggﬁ’é}e& Carbide . %
B ECCE8 oL b8 eanSREaaslEEERRL 8
DODD=E=ED=E=E=EDDD=E=EDD==EE>>>D|Z2Z|IECS>>DT T =+
D CCMT060204-LM | 0.4 o0 [} co22
CCMT060208-LM | 0.8 [ N ] o D008
CCMTO09T304-LM | 0.4 [ N ] o E006
R CCMTO09T308-LM | 0.8 [ N ] o Egzg
Light Cutting
LS CCMT060202-LS | 0.2 (X J () co22
S — CCMT060204-LS | 0.4 (X} ® |poos
E CCMTO09T302-LS | 0.2 [ X ) ® | Eo06
CCMTO09T304-LS | 0.4 (X} e |F030
T Light Cutting]|  CCMT09T308-LS | 0.8 oo o |
LS CCGT060201M-LS| 0.08 [ X ) co22
v = CCGT060202M-LS| 0.18 (X D008
H CCGTO09T301M-LS| 0.08 (X} E006
CCGTO09T302M-LS| 0.18 [ X ) E030
W Light Cutting|  CCGT09T304M-LS| 0.38 oo Fos
_LS-P CCGT060201M-LS-P| 0.08 [} () co22
= CCGT060202M-LS-P| 0.18 ° ® |poos
K fﬁ;" CCGT09T301M-LS-P| 0.08 [} ® | Eo06
= CCGT09T302M-LS-P| 0.18 [} e |F030
Light Cutting|  CCGT09T304M-LS-P| 0.38 ° o |5
SV CCMHO060202-SV | 0.2 A O AO® o (eeo|® [} co22
CCMH060204-SV | 0.4 A O AO® o (eo|® ° D008
_b {_ E006
=] E030
Light Cutting E034
* SW CCMT060202-SW | 0.2 oA0O A o (@ o co22
ﬁ CCMT060204-SW | 0.4 oAO0O A o o (@ o D008
g CCMT09T302-SW |02 | eae®e® N . o o o E006
Light Cutting | CCMTO09T304-SW | 0.4 eAr00 A ° o @ o Egzg
Wiper)
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 42 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
e e e e e e e e e e

Steel [ N 2E N 2E 2 L ) sdjocico0C|E [ ]
Stainless Steel GO G & &#|O 00 |®
Cast Iron ecoce cE |O@ o0 (Xeo¢C (]
Non-ferrous Metal [ 2 ([
Heat-resistant Alloy, Titanium Alloy [ ] co

Work
Material

0w Z X =0

(
o
(
o
£
()

Coated Cermet ggﬁ’é\e&g Carbide

Shape Order Number

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
Us735
Us905
MC5005
MC5015
uUCc5105
uc5115
MH515 S
MP9005
MP9015
VPO5RT
VP10RT
UP20M
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
HTi10
RT9010
MT9005
TF15
Applicable
Holder Page
TURNING INSERTS E

RIL-SS | CCGT0602V3R-SS| 0.03
CCGT0602V3L-SS | 0.03
CCGT060201R-SS | 0.1
CCGT060201L-SS | 0.1
CCGT060202R-SS | 0.2
CCGT060202L-SS | 0.2
CCGT09T3V3R-SS| 0.03
CCGT09T3V3L-SS | 0.03
CCGTO09T301R-SS | 0.1
CCGTO09T301L-SS | 0.1
CCGT09T302R-SS | 0.2

E CCGT09T302L-SS [ 0.2
CCGT060201MR-SS| 0.08
new CCGT060201ML-SS | 0.08
CCGT060202MR-SS| 0.18
new CCGT060202ML-SS | 0.18
CCGT09T301MR-SS| 0.08
new CCGTO9T301ML-SS| 0.08
CCGT09T302MR-SS| 0.18
new CCGT09T302ML-SS| 0.18
CCGT09T304MR-SS| 0.38
Light Cutting |vew CCGT09T304ML-SS | 0.38

022 ; 0sl
D008

E006 WITH
E030 HOLE

E034

[ B BN AN AN BN BN BN AN BN BN BN ARV LS

C022
D008
E006
E030
E034

z

MP CCMT060204-MP | 0.4
CCMT060208-MP | 0.8

CCMT09T304-MP | 0.4
E CCMT09T308-MP | 0.8
== CCMT120404-MP | 0.4
CCMT120408-MP | 0.8 o0
Medium Cuttng] ~ CCMT120412-MP | 1.2 )

C022
D008
E006 ]
E030
E034

MM CCMT060204-MM | 0.4 (X )
CCMT060208-MM | 0.8 (X ]
CCMT09T304-MM | 0.4 (X ]
CCMT09T308-MM | 0.8 (X ]
CCMT120404-MM | 0.4 (X ]
CCMT120408-MM | 0.8 (X ]
Medium Cutting CCMT120412-MM | 1.2 (X

C022
D008
E006
E030
E034

MK CCMT060204-MK | 0.4 (X )
CCMT060208-MK | 0.8 (X} oz

CCMT09T304-MK | 0.4 X 5008
Q CCMT09T308-MK | 0.8 X E006
CCMT120404-MK | 0.4 X E030

CCMT120408-MK | 0.8 (X J
Medium Cutting CCMT120412-MK | 1.2 (X J

® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A143




TURNING INSERTS [POSITIVE]

c c-rYpE INSERTS CCMT 06 02 02- MS
o Size)?ickrgs_ meim&eaker
a 8 O WITH H o LE * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cuting -~ @) Light Cuting--- @) Medium Cuting--- QD)
P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
JEan e A K
. L. | L. | S, -
z £ £ £ £
S & g g g
E il il | AN
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P See ecxcxze | Gzeclceecs | o
- Work M | Stainless Steel CROB G & #|O OO0 |%
W,s! Material |_K_| Castlron ecoce cz 0 | o0 (2ol o
N | Non-ferrous Metal [ 2 )
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet gg?é]eg Carbide Y
NEW O
shape | omernumber |0, 1828 2880888 0 n SR8 L BLE LSRR e 28 |85
BEECCE8 oL b2 eanSREaaslEEERRL| 8
DODDOD=E=ED=E=E=EDDD=E=EDD=E=EE>>>D|Z2Z|IECS>>DITTE=-
D MS CCMT060202-MS | 0.2 (X} o
— CCMT060204-MS | 0.4 (X °
CCMT060208-MS | 0.8 (X} ° 022
R CCMTO09T302-MS | 0.2 (X} D008
CCMTO09T304-MS | 0.4 (X} ® | Eo06
CCMTO09T308-MS | 0.8 (X} e |F030
S CCMT120404-MS | 0.4 X o |F*
CCMT120408-MS | 0.8 (X} °
Medium Cutting CCMT120412-MS | 1.2 (X J [ J
T Standard| CCMT060202 02| ea ° oolee o
CCMT060204 04 @@ A [ ] [ ] o (eoj00 °
] CCMT060208 0.8 0 A [ ] [ ] o (@ o
CCMT080302 0.2 o
CCMT080304 0.4 [} [} (X (X ° C022
w - CCMT080308 08| ® ° ° o
L J CCMTO09T302 0.2 0 A [} (X (X £030
W | CCMT09T304 04 [0@a o o o [eojoe o Eo34
K CCMTO09T308 08 @@ A [ ] [ ] o (eoj00 °
CCMT120404 04 @@ A [ ] [ ] o (eoj00 °
CCMT120408 08 @@ A [ ] [ ] o (eo|® o
Medium Cutting CCMT120412 1.2 oA [} () o
MV CCMHO060202-MV | 0.2 A O Ao o (eoj0e0® o co22
CCMH060204-MV | 0.4 A O A0 [ o (eojee o D008
@ E006
=7 E030
Medium Cutting E034
* MW CCMT060204-MW | 0.4 AOGO A o (@ o
CCMT060208-MW | 0.8 oAOO A o @ o €022
O8] | ccmTooTs0a-mw| 04 | esee A o o o poos
— CCMTO09T308-MW| 08 | @ea @@ A o (e o E030
Medium Cutting CCMT120404-MW | 0.4 oAO0O A o o [} E034
(Wiper) CCMT120408-MW| 08 | @A ® @ A ° ° [
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.

A1 44 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SUE S mERE S = me s e e e m e s e - e e

Steel [ N 2E N 2E 2 L ) sdjocico0C|E [ ]
Stainless Steel GO G & &#|O 00 |®
Cast Iron ecoce cE |O@ o0 (Xeo¢C (]
Non-ferrous Metal [ 2 ([
Heat-resistant Alloy, Titanium Alloy [ ] co

Work
Material

0w Z X =0

(
o
(
o
£
()

Coated ggﬁ’é\e&g Carbide

o
@
3
an

Shape Order Number

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
Us735
Us905
MC5005
MC5015
uUCc5105
uc5115
MH515 S
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
RT9010
MT9005
TF15
Applicable
Holder Page
TURNING INSERTS E

RIL-SR | CCET0602V3R-SR|0.03
CCET0602V3L-SR | 0.03
CCET060201R-SR | 0.1
CCET060201L-SR | 0.1
CCET060202R-SR | 0.2
CCET060202L-SR | 0.2
CCET060204R-SR | 0.4
E CCET060204L-SR [ 0.4

- CCET09T3V3R-SR| 0.03
CCET09T3V3L-SR| 0.03
CCET09T301R-SR| 0.1
CCET09T301L-SR | 0.1
CCET09T302R-SR| 0.2
CCET09T302L-SR | 0.2
CCET09T304R-SR| 0.4
Medium Cuting] ~ CCETO9T304L-SR | 0.4

POSI
LA

WITH

C022 HOLE

D008
E006
E030
E034

(B B AN AN BN BN BN AN AN BN BN BN AN BN BK AN \)eiyi
® 0 000 006 00 e o o o e e e HTiM

R/L-SN CCGT0602V3R-SN| 0.03
CCGT060201R-SN| 0.1
CCGT060201L-SN | 0.1
CCGT060202R-SN | 0.2
CCGT060202L-SN | 0.2
CCGT09T3V3R-SN| 0.03
CCGT09T3V3L-SN| 0.03
CCGT09T301R-SN| 0.1
CCGT09T301L-SN | 0.1
CCGT09T302R-SN| 0.2
CCGT09T302L-SN | 0.2
g CCGT09T304R-SN| 0.4
CCGTO09T304L-SN | 0.4
CCGT060201MR-SN| 0.08
New CCGT060201ML-SN| 0.08
CCGT060202MR-SN| 0.18
new CCGT060202ML-SN| 0.18
CCGT09T301MR-SN| 0.08
New CCGTO09T301ML-SN| 0.08
CCGT09T302MR-SN| 0.18
New CCGTO09T302ML-SN| 0.18
CCGT09T304MR-SN| 0.38
Medium Cutting[New CCGTO9T304ML-SN| 0.38

C022
D008
E006 ]
E030
E034

( B BN AN AN RN BN BN AN BN BN BN BN NN NN BN BN AN NN BN BE BN AN BN BN BN BN BN BN NAV S Eypd

C022
D008
E006
E030
E034

® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A145




(2]
[
o
w
(2]
z
o
Z
4
4
=
[

POSI
10

WITH
HOLE

A146

TURNING INSERTS [POSITIVE]

cc-rYpE INSERTS CCET 06 02 00 R SN
o Size)?ickrgs_ CMa@WBreaker
a 8 O WITH H o LE * Please refer to pagepAOOZ.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @l Light Cuting - @) Medium Cuting - @D
P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
Eun Kan JKan K
. | . | . | :, om—— 3
g g g g
i} 11 11 AN
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | see ecxcare ||| Fseclceecs | o
Work M | Stainless Steel CeOB G @ #|0 00 |%
Material K | CastlIron eceoce cs |® o0 |XeocC (]
N | Non-ferrous Metal [ )
S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
Coated _ Cermet ggﬁ’é}e& Carbide . %
shape | omernumber |0, 1828 2880888 0 n SR8 L BLE LSRR e 28 |85
COORYOONNRNNOVOVOLLVLII o ~NlABNA NSNS oo | &5
LSS 32358595259555228555[5%25EERsE| <2
R/L-SN CCET060200R-SN | 0 o |® ®
CCET060200L-SN | 0 o |® [ )
CCET0602V3R-SN| 0.03 o |® [ )
CCET0602V3L-SN | 0.03 o |® [ )
CCET060201R-SN | 0.1 o |® [ )
CCET060201L-SN | 0.1 o |® [ )
CCET060202R-SN | 0.2 o |® [ )
CCET060202L-SN | 0.2 o |® [ )
CCET060204R-SN | 0.4 o |® [ ) €022
E CCET060204L-SN | 0.4 o |0 ° Eggz
L—— CCET09T300R-SN| 0 o |® [ ) E030
CCETO09T300L-SN | 0 o |® [ E034
CCET09T3V3R-SN| 0.03 o |® [ )
CCETO09T3V3L-SN| 0.03 o |® [ )
CCETO09T301R-SN| 0.1 o |® [ )
CCETO09T301L-SN | 0.1 o |® [ )
CCET09T302R-SN| 0.2 o |® [ )
CCETO09T302L-SN | 0.2 o |® [ )
CCET09T304R-SN| 0.4 o |® [ )
Medium Cutting| ~ CCETO09T304L-SN | 0.4 e (o ®
R/LW-SN CCET0602V3RW-SN| 0.03 ([ ] co22
* - CCET0602V3LW-SN | 0.03 ° D008
g CCETO09T3V3RW-SN| 0.03 [ E006
Medium Cutting CCETO09T3V3LW-SN | 0.03 [ Egzg
Wiper)
SMG CCGT060201M-SMG| 0.08 ®
CCGT060202M-SMG| 0.18 [ () €022
. CCGT060204M-SMG| 0.38 ° ° Eggz
CCGT09T301M-SMG| 0.08 [ E030
CCGT09T302M-SMG| 0.18 ® E034
Medium Cutting CCGT09T304M-SMG| 0.38 [ ]
* Please refer to A028 before using the R/LW-SN breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan.
(10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SUE S mERE S = me s e e e m e s e - e e

P | Steel CEOCEXD 2 zlec/lcooc|s °
Work M | Stainless Steel GCHO% G & &#|O 00 |®
Material |_K_| Castiron ecoce ez |@ o0 [zec °
N | Non-ferrous Metal [ J (]
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCOoCy cco )
Coated Cemet| Soated Carbide o E
RE nooLWwowwyo mmmmNEwmml-l-u_ 0 1v|v o (%“é_u 2
LSS 52228082895 555SL8s35558S5EEkEE <t &
Flat Top| CCMWO060202 0.2 ° a
CCMWO060204 0.4 (XX X} e o
CCMWO060208 0.8 (X ) co22
CCMWO09T304 0.4 (XX X} ® D008  ———
. CCMWO09T308 | 0.8 XXX o o E006 ;99
CCMWO09T312 1.2 (X ) E030
CCMW120404 |04 X ° =0 EEe
CCMW120408 0.8 (XX X} ®
CCMW120412 1.2 o0 o
Flat Top CCGW060200 0 [ oz
CCGW0602V5 0.05 ® D008
CCGW09T300 0 ® E006 D
CCGWO09T3V5 0.05 ® E030
E034
® = NEW R

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A147




TURNING INSERTS [POSITIVE]

TYPE INSERTS CPMH 08 02 02- FV
8 O o WIT H H o L E Size  Thickness Corner Radius Chip Breaker
. * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cuting -~ @) Light Cuting--- @) Medium Cuting--- QD)
P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
o E 3 E 3 E 3
] 3 G R - ) ]l 3 ]
7] 52 5 2 52
z £ £ 5
) g1 1 81
Z e | J( L e | J( L e I )( L
5 0 01 02 03 04 0 041 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SEEEE S mE s e e s e E e m e e e e e

P | Steel QCECEERO Td|0C|ICO0OOC|E (]
W Work M | Stainless Steel CEOB G & #|O OO0 |#
110 Material K | Castlron oecocCECEC cE |O o0 |¥0¢€ o
N | Non-ferrous Metal [ 2 )
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet gg?é]eg Carbide Y
RE 0o WwWYW 0 NEwmu-”_'_ o %é_:
seve | omertumer - am) 8285 28828 ne g s B oS LR EEREdrzaRE oS8, o8
LLWE25225899289S 28 egXX[sSssEEEREE| <
D FV CPMH080202-FV | 0.2 A o (oo
s== | CPMH080204-FV | 0.4 A o (oo
g{ CPMH090302-FV | 0.2 A o [eofo E006
R CPMHO090304-FV | 0.4 A o (oo
Finish Cuttingl CPMHO090308-FV 0.8 A o 000
Standard| CPGT080202 0.2 °
) suee v | CPGT080204 04 °
E” CPGT090302 02 . -
CPGT090304 0.4 °
T Finish Cutting
R/IL-F | CPMH080204R-F | 0.4 o |o °
] _ | CPMH080204L-F | 0.4 o |o °
g CPMHO090304R-F | 0.4 o |0 ° E006
/ CPMHO090304L-F | 0.4 o (o | o °
W Finish Cutting
R/IL-F | CPGT080204R-F | 0.4 °
CPGT080204L-F 0.4 °
K CPGT090302R-F | 0.2 °
CPGT090302L-F 0.2 ° B
CPGT090304R-F | 0.4 °
CPGT090304L-F 0.4 °
CPMH080202-SV | 0.2 A @ A® o (eole o
CPMH080204-SV | 0.4 A O N o (ecle o
CPMH090302-SV | 0.2 A O A® o (ecle o E006
CPMH090304-SV | 0.4 A O N o (ecle o
Light Cutting CPMHO090308-SV 0.8 A O AO o 000 [ J
Standard| CPMX080204 04| @ °
| cPmxo080208 08| @ °
¥~ ) | cPMx090304 04 | ® ole ° -
e | CPMX090308 08| @a ° °
Medium Cutting
CPMH080204-MV 0.4 A O AO [ ] o 0000 O
CPMH080208-MV | 0.8 A O A0 | o o (eojee o
CPMH090304-MV | 0.4 A O A0 | @ o (eojee o E006
CPMH090308-MV | 0.8 A O A0 | o o (eojee o
Medium Cutting
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 48 (10 inserts in one case) CHIP BREAKERS > A068




0 o D CTYPE INSERTS DCMT 07 02 02- FP
aNy 55 WITH HOLE S EECR e

CHIP CONTROL RANGE FOR WORK MATERIALS Firish Cuting--- @D Light Cuting--- @ Medium Cuting-- QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa) n
A un un e
3. 3. 3. 3, e—
< < < < z
&4 & 1 &1 & 1 )
5 o AN : 2
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 [
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P see YT T wseclcoec |
M | Stainless Steel CeEO® G & &0 00 |® I
M\;Vt((’er:i(al K | Castlron ecocec €z 0 | o0 |2joe| o ;OOSI
N | Non-ferrous Metal [ J (]
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated Cermet ggﬁ’é}e& Carbide Y HOLE
NEW L ©
Snepe | OderNumber | (L1808 8RS 0RBR, 8RS B b kaRAIR, ol 28 B ¢
R REER R bR S g
DOD=E=ED=E=E=EDDD=E=DD===E>>>D|ZZ|I=E<>>|DT T =+
FP DCMT070202-FP |02 | @ ee® o (o c023
DCMT070204-FP (0.4 | @ ee® o |0 oo
g DCMT11T302-FP (02 | ® ee o |o E008
DCMT11T304-FP (04 [ @ ee o o e R
Finish Cutting] ~ DCMT11T308-FP | 0.8 o oo o |o E031
DCMT070202-FM | 0.2 [ ] c023
DCMT070204-FM | 0.4 ° oo S
DCMT11T302-FM | 0.2 () E008
DCMT11T304-FM | 0.4 ° e
Finish Cuttng| ~ DCMT11T308-FM | 0.8 ° E031 T
FS DCGT070201M-FS| 0.08 [ X ) c023
= DCGT070202M-FS| 0.18 (X oo v
’ DCGT11T301M-FS| 0.08 [ X ) E008
DCGT11T302M-FS| 0.18 'Y e
Finish Cutting E031 W
FS-P DCGT070201M-FS-P| 0.08 ® |cozs
= DCGT070202M-FS-P| 0.18 o |8
DCGT11T301M-FS-P| 0.08 ® |Eo0s X
DCGT11T302M-FS-P| 0.18 ® |
Finish Cutting E031
FV DCMT070202-FV | 0.2 A o (@e®| o
DCMT070204-FV |04 | ®a o (oo o cozs
Y DCMT070208-FV | 0.8 A o (@@ Eggg
DCMT11T302-FV | 0.2 A o (@@ E009
DCMT11T304-FV (04 | @ a o (oo o £o29
Finish Cutting] ~DCMT11T308-FV | 0.8 oA o (eo| o
AZ DCGT070202-AZ | 0.2 [} c023
= DCGT070204-AZ | 0.4 ° oo
£ 0 DCGT11T302-AZ | 0.2 [} E008
Vedum Cuting—|_ DCGT11T304-AZ | 0.4 ° e
Finish Cutting DCGT11T308-AZ | 0.8 o E031
® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A149




TURNING INSERTS [POSITIVE]

TYPE INSERTS DCGT 07 02 02 R-F
‘ 5 50 D c WITH HOLE Simkngs_(loma@mmeaker
* Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @ Medium Cutting--- @D
P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
I JEE EE K
AE R A A , e—c
£ £ £ £ £
g | S EAY :
[4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P Sl TIXXXD T sseciceeclE | e
- Work M | Stainless Steel CROB G & #|O OO0 |%
W,s! Material |_K_| Castlron ecoce cs (0 | o0 |2j0c] o
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated _ Cermet gg?é]eg Carbide . %
COORLPOOINENRNGRRLLYVIS O —NASPAA NS e S 2| S5
LSS 52228082895 555SL8s35558S5EEkEE <t
R/L-F DCGT070202R-F | 0.2 e |0 )
DCGT070202L-F | 0.2 °o |0 ® ®
DCGTO070204R-F | 0.4 o |o ° cozs
R ’ DCGT070204L-F | 0.4 °o |0 ® ® Eggg
DCGT11T302R-F | 0.2 ®o (@ ® E009
DCGT11T302L-F | 0.2 LI L ) ° £o29
S DCGT11T304R-F | 0.4 () ®
Finish Cutting DCGT11T304L-F | 0.4 e |0 [ ] [ )
LP DCMTO070204-LP | 0.4 e oo e |o c023
T _ DCMT070208-LP (08 | © ee® o |0 poos
LB/ | pcwt11T304LP (04 | @ ee o |o E008
v DCMT11T308-LP (0.8 | ® ee oo Fo%
Light Cutting E031
LM DCMT070204-LM | 0.4 (X ) ) c023
w _— DCMT070208-LM | 0.8 (X ° oo
' F DCMT11T304-LM | 0.4 (X ) ) E008
DCMT11T308-LM | 0.8 ' ° e
X Light Cutting E031
LS DCMT070202-LS | 0.2 [ X ) ® |[cozs
= DCMT070204-LS | 0.4 (X o |8
g DCMT11T302-LS | 0.2 oo ® | e
DCMT11T304-LS | 0.4 'Y ® |
Light Cutting DCMT11T308-LS | 0.8 [ X J [ ] E031
LS DCGT070201M-LS| 0.08 o0
B DCGT070202M-LS]| 0.18 oo ez
@ DCGT070204M-LS| 0.38 o0 Eggg
DCGT11T301M-LS| 0.08 (X} E009
DCGT11T302M-LS| 0.18 (X £o29
Light Cutting DCGT11T304M-LS| 0.38 [ X J
LS-P DCGT070201M-LS-P| 0.08 ® [
= DCGT070202M-LS-P| 0.18 ° o |00
y DCGT070204M-LS-P| 0.38 [ ) () Eggg
== DCGT11T301M-LS-P| 0.08 ) ® |Eo09
DCGT11T302M-LS-P| 0.18 ° o |
Light Cutting DCGT11T304M-LS-P| 0.38 ° ®
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 50 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S = e e e

Steel QCETCEXO s¥occo0C|E [ J
Stainless Steel CHRO®H G & &#|O 00 |®
Cast Iron oecocCECEC cE |O o0 |¥oc¢C (]
Non-ferrous Metal [ 2 ([
co

Work
Material

0w Z X =0

[ )
(
o
(
o
£
()

Heat-resistant Alloy, Titanium Alloy

oated | Carbide

Q
o)
o
=L
o
@
3
(=5

ed

Shape Order Number

UE6105
UE6110
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
Us905
MC5005
MC5015
uUCc5105
uc5115
MH515 S
MP9005
MP9015
VPO5RT
VP10RT
UP20M
MP3025
AP25N
VP25N
UTi20T
HTi05T
HTi10
RT9010
MT9005
TF15
Applicable
Holder Page

TURNING INSERTS =

» | UE6020
» [ US7020
® | US735

® | NX2525
@ | NX3035

SV DCMT070202-SV | 0.2
DCMT070204-SV | 0.4 oA
/“;’Q?g DCMT070208-SV | 0.8 oA

DCMT11T302-SV | 0.2 oA
DCMT11T304-SV | 0.4 oA
Light Cutting DCMT11T308-SV | 0.8 @A

eo20 | POSI
10

® ® 0 @ @& o \VP45N

il AL Al 4
[ BN BE AN AN J
[ BN BN AN AN J
(K K 2K 2K )

WITH
HOLE

R/L-SS DCGT0702V3R-SS| 0.03
DCGT0702V3L-SS| 0.03
DCGT070201R-SS| 0.1
DCGT070201L-SS | 0.1
DCGT070202R-SS| 0.2
DCGT070202L-SS | 0.2
DCGT11T3V3R-SS§| 0.03
DCGT11T301R-SS| 0.1
DCGT11T302R-SS| 0.2
DCGT070201MR-SS| 0.08

new DCGT070201ML-SS | 0.08
DCGT070202MR-SS| 0.18

new DCGTO070202ML-SS | 0.18
DCGT11T301MR-SS| 0.08

New DCGT11T301ML-SS| 0.08
DCGT11T302MR-SS| 0.18

New DCGT11T302ML-SS| 0.18
DCGT11T304MR-SS| 0.38

Light Cutting [\ew DCGT11T304ML-SS| 0.38

(B AR AN AN BN BN BN AN BN BN BN AN BN BN BAVEypd

by

C023
D009
D026
E008
E009 T
E029
EO031

DCMT070204-MP | 0.4
DCMT070208-MP | 0.8
DCMT11T304-MP | 0.4
DCMT11T308-MP | 0.8
DCMT150404-MP | 0.4 (X}
Medium Cutting DCMT150408-MP | 0.8 (X

C023
D009
D026
E008
E009 x
E029
EO031

b s

DCMT070204-MM | 0.4 (X )
DCMT070208-MM | 0.8 ( X J
DCMT11T304-MM | 0.4 ( X J
DCMT11T308-MM | 0.8 ( X J
DCMT150404-MM | 0.4 (X J
Medium Cutting DCMT150408-MM | 0.8 (X

C023
D009
D026
E008
E009
E029
EO031

DCMT070204-MK | 0.4 o0
DCMT070208-MK | 0.8 o0 cozs
DCMT11T304-MK | 0.4 oo oze
DCMT11T308-MK | 0.8 oo F009
DCMT150404-MK | 0.4 oo E029

E031
Medium Cutting DCMT150408-MK | 0.8 (X J

b -

® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A151




TURNING INSERTS [POSITIVE]

TYPE INSERTS DCMT 07 02 04- MS
o WITH HOLE Size  Thickness Corner Radius Chip Breaker
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @ Medium Cutting--- @D
P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
e e A K
x 3 [ 30 30 BN
8 g2 52 52 32
£ £ £ £ £
) &4 & 1 &1 & 1
z a 1 a i a i o
E il il | AN
[4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
e = e e e

_PSteeI QCECEERO TH0oC|cCO00C|¥ o
W Work M | Stainless Steel CEOB G & #|O OO0 |#
P 10 Material K | Castlron [ N N N N - [ 3 7 [ J [ N J EAL X 2 o
N | Non-ferrous Metal [ 2 )
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated _ Cermet gg?é]eg Carbide . %
RE 1010 o WY 1 0 W~ - 0 |
I Bt (CRICEE ER R B e A E
LLWE25225899289S 28 egXX[sSssEEEREE| <
DCMT070204-MS | 0.4 [ X ) ® |cox
DCMT070208-MS | 0.8 o0 ° gggg
DCMT11T304-MS | 0.4 o0 ® |Eoos
DCMT11T308-MS | 0.8 oo ® |t
Medium Cuting| ~ DCMT11T312-MS | 1.2 o0 ® |E031
Standard| DCMT070202 02 | ea ° oeclee o
S DCMTO070204 04 |@e®@a ° ° e (eojoe °
DCMT070208 08 | ® ° ° eoloe
DCMT117302 02 | ®a ° eclee o coz
T DCMT11T304 04 (e@a ° ° o [eojee o D026
AM 7 | DcmT11T308 08 ee@a ° ° o [eojoe |0 Eoo
v DCMT11T312 12 | @ £029
DCMT150404 04 | @a ° ° eoolee |0
DCMT150408 08 | @a ° ° 0 °
W Medium Cuting| ~ DCMT150412 12 | ®
MV DCMT070202-MV | 0.2 oA O AO o 0000 O
DCMT070204-MV [04 | @a @ Ae | o o [ecjoe o coz
K y DCMT070208-MV |08 | @A @ A® | o o (eojee o pozo
DCMT11T302-MV [02 | @A @ A® o (eojee o £009
DCMT11T304-MV | 0.4 oA © AO ° o eoojee o Egg?
Medium Cutting DCMT11T308-MV | 0.8 oA O AO® [ ) o o000 O
R/IL-SR | DCET0702v3R-SR| 0.03 o |o °
DCET0702V3L-SR| 0.03 o |o °
DCET070201R-SR | 0.1 o |o °
DCET070201L-SR | 0.1 o |o ° ez
DCET070202R-SR | 0.2 o |o ° pozo
DCET070202L-SR | 0.2 o |o ° £009
DCET070204R-SR| 0.4 o |o ° Eggf
DCET070204L-SR | 0.4 o |o °
DCET11T3V3R-SR| 0.03 o |o °
Medium Cutting| ~ DCET11T3V3L-SR| 0.03 o |o °
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 52 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S = e e e

Steel QCETCEXO s¥occo0C|E [ J
Stainless Steel CHRO®H G & &#|O 00 |®
Cast Iron oecocCECEC cE |O o0 |¥oc¢C (]
Non-ferrous Metal [ 2 ([
co

Work
Material

0w zZ X =0
(
o
(
o
£
()

Heat-resistant Alloy, Titanium Alloy [ ]

Coated Carbide

Coated S

o
@
3
an

Shape Order Number

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
Us735
Us905
MC5005
MC5015
uUCc5105
uc5115
MH515 S
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
RT9010
MT9005
TF15
Applicable
Holder Page
TURNING INSERTS E

R/L-SR | DCET11T301R-SR| 0.1
DCET11T301L-SR] 0.1
DCET11T302R-SR| 0.2
DCET11T302L-SR| 0.2
DCET11T304R-SR| 0.4
Medgium Cuting]| ~ DCET11T304L-SR| 0.4

eo20 | POSI
10

® O 0 & & o NX2525
® ® o e & o HTi10
8
3

WITH
HOLE

R/L-SN DCGT0702V3R-SN| 0.03
DCGT070201R-SN| 0.1
DCGT070202R-SN | 0.2
DCGT070202L-SN | 0.2
DCGT11T3V3R-SN| 0.03
DCGT11T3V3L-SN| 0.03
DCGT11T301R-SN| 0.1
DCGT11T301L-SN | 0.1
DCGT11T302R-SN| 0.2
DCGT11T302L-SN | 0.2
DCGT11T304R-SN| 0.4
! DCGT11T304L-SN | 0.4
DCGT070201MR-SN| 0.08
New DCGT070201ML-SN | 0.08
DCGT070202MR-SN| 0.18
New DCGT070202ML-SN | 0.18
DCGT11T301MR-SN| 0.08
New DCGT11T301ML-SN | 0.08
DCGT11T302MR-SN| 0.18
New DCGT11T302ML-SN | 0.18
DCGT11T304MR-SN| 0.38
Medium Cutting|nNew DCGT11T304ML-SN | 0.38
R/L-SN DCET0702V3R-SN| 0.03
DCET0702V3L-SN | 0.03
DCET070200R-SN | 0
DCET070200L-SN | 0
DCET070201R-SN | 0.1
DCET070201L-SN | 0.1
DCET070202R-SN | 0.2
P DCET070202L-SN | 0.2
g DCET070204R-SN | 0.4
DCET070204L-SN | 0.4
DCET11T3V3R-SN| 0.03
DCET11T3V3L-SN| 0.03
DCET11T300R-SN | 0
DCET11T300L-SN | 0
DCET11T301R-SN| 0.1
Medium Cutting DCET11T301L-SN | 0.1

( BN BN AN AN BN BN BN AN BN BN BN AN BN BN BN BN AN BAVI A Ejnd

C023
D009
D026
E008 |
E009
E029
EO031

[ B B AKX AN BN BE BE AN AN BN BN BN AN BN BN J
[ B B AKX AN AN BE BN AN AN BN BN BN AN BN BN J
[ JE KA A K B A A K 2K B 2K 2K 2K 3K )

m

o

o

©

® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A153




TURNING INSERTS [POSITIVE]

a o D c TYPE INSERTS DCET 11 T3 02 R-SN
& 55 WITH HOLE S Thiness Come Radue i Cip e

CHIP CONTROL RANGE FOR WORK MATERIALS Fiish Cuting -- @) Light Cuting--- Q) Medium Cuting - QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
I JEE EE K
x 3 3 3 S GEED O
7] 52 5 2 52 52
£ £ £ £ £
) &4 3 1 & 1 & 1
z =} {Il =} i [} i a}
E il il | AN
[4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
——— = R e e e
P | Steel QCETCEXO sr|0oCcco0C|H [ ]
- Work M | Stainless Steel CHOSB G & #|O o0 |#
orl
W,s! Material |_K_| Castlron ecocec cs (0 | o0 |2jec o
N | Non-ferrous Metal [ [ ]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCH cco
HOLE Coated -
Coated Cermet Carbide ©
— Cermet Py
RE W o W WY 0 v [y 20
Shape Order Number woo S I Lo B9 L oo oo ow |8
¢ > (mm) 2= 858 S5 88888852 - PR oE L NS ZZZIoh oS8 (23
LSS 280thnao 00 R aan|sRlaans|coroeLlos
5D55SS5=5S=003SS555==55555|2ZZE <550z e s <t
R/L-SN DCET11T302R-SN| 0.2 o |0 (] c023
___ | DCET11T302L-SN| 0.2 ° |o ° R
g DCET11T304R-SN| 0.4 e |® [ ) E008
E009
R DCET11T304L-SN | 0.4 o |0 ([ ] E029
Medium Cutting E031
R/LW-SN DCET0702V3RW-SN| 0.03 ([ ] €023
S * ——| DCET0702V3LW-SN| 0.03 ° R
DCET11T3V3RW-SN| 0.03 [ ] E008
E009
DCET11T3V3LW-SN | 0.03 [ ] £029

Medium Cutting
T (Wiper) E031

SMG DCGT070201M-SMG| 0.08 °

v DCGT070202M-SMG| 0.18 ° ° coes
’ DCGT070204M-SMG| 0.38 ° gggg
DCGT11T301M-SMG| 0.08 ° 009

w DCGT11T302M-SMG| 0.18 ° ° Egg‘j

Medium Cutting| ~ DCGT11T304M-SMG| 0.38 ° °

Flat Top DCMW070204 0.4 o000 ) c023

K DCMW11T304 0.4 'YXyl o o gggg
DCMW11T308 0.8 o000 () E008

’ DCMW150404 0.4 bt Eggg
DCMW150408 0.8 ° E031

Flat Top DCGW070200 0 ° co23
DCGW0702V5 0.05 ° gggg

DCGW11T300 0 ° E008

DCGW11T3V5 [ 0.05 ° oo

E031
* Please refer to A028 before using the R/LW-SN breaker (wiper insert). e = @

@ : Inventory maintained in Japan.
A1 54 (10 inserts in one case) CHIP BREAKERS > A060




0 o [ |E IYPE INSERTS DEGX 1504 02RF
AWV 55 WITH HOLE Sl g

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Firisn Cuting--- @D Vedium Cuting--- QD

N Aluminium Alloy
K 1]
£s o o
u z
52| | 2
=
0 01 02 03 04 ['4
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SNSRI R R e e e
P | Steel QCETCEXO s¥occo0C|E [ J
Work M | Stainless Steel CROB G & &0 00 |® -
orl
Material |_K_| Castiron eceocce €z (0| oo [2joec] o ;goﬂ
N | Non-ferrous Metal [ J (] ==
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated - HOLE
Coated Cermet Carbide ©
= Cermet Py
RE WV o WY Ty 0 W= = © |
Shape Order Number 8egcad8: g =3X - Lsig °8 |85
P : (mm) S = S5 88T e SN s o PSRN SISZ2Z oo os8 .22 O
b e SN b e
DODD5SS5E5E=S0333SS555==S5555|2Z2|E<550z s <t
DEGX150402R-F 0.2 (]
DEGX150402L-F 0.2 [ ]
DEGX150404R-F 0.4 [ ) €032
Finish Cutting DEGX150404L-F 0.4 [ ] R
(For Aluminium Alloy)
R/L DEGX150402R 0.2 (]
e | DEGX150402L 0.2 (] S
e —
F - 4 DEGX150404R 0.4 [ ) €032
Medium Cutting DEGX150404L 0.4 [ ]
(For Aluminium Aloy) T
® = NEW
)
W
|

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A155




TURNING INSERTS [POSITIVE]
RC TYFE INSERTS RCGT 08 03 M0- AZ
WITH HOLE N e e

CHIP CONTROL RANGE FOR WORK MATERIALS Vedum Cutirg - @D Heavy Cuting-- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
8 8 8
_, _, @ | _;
» € £ £
o E6 E6 g E6
5 55 5 5 55
7} 5 4 S 4 S 4
z £3 ] £3 £3 .
o ) — S0 Ry |
> a a a
= ! ———— ! — ! 1
o 001 03 05 07 001 03 05 07 001 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SEEEE S mE s e e s e E e m e e e e e

ﬂ s¥occo0C|E [ J
- M | Stainless Steel CROB G & #|O OO0 |%
W,s! vk [ K [ castiron ececec cz (0 | o0 [zloc o
N | Non-ferrous Metal [ 2 )
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é}e& Carbide 05
NEW 9 g
c Shape Order Number (nlfr:n)33525§§§§§33§5§§2§§E§E§fﬁﬁ§§gﬁsso§§ E%
P Y o S S o e ] R [N =R Rt =y
LSS 52228082895 555SL8s35558S5EEkEE <t
D AZ RCGT0803M0-AZ 8.0 )
/ ’h RCGT10T3M0-AZ | 10.0 ®
¥/ co25
Medium Cutting—
Finish Cutting
Standard| RCMT0602M0 60| @ oo® [
S = | RCMT0803M0 80| @ ° (X0 °
@ €025
T Medium Cutting
Standard| RCMX1003MO0 00| @A @ ° [ ) oo®
'] RCMX1204M0 120|0e0A @ o0 o o o0 ooe
RCMX1606M0 160|e0a o@ o0 o0 co24
RCMX2006M0 200|je@a o0 ) HO12
W RCMX2507M0 250|e@a @
Medium Cuttingl RCMX3209MO0 3200 @A
RCMX1606M0-RR |16.0| @A @@ )
K RCMX2006M0-RR |20.0| @A @@ )
RCMX2507M0-RR | 250| @A e@ [ c024
- RCMX3209M0-RR | 320 @ a
Heavy Cutting

® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 56 (10 inserts in one case) CHIP BREAKERS > A060




o s CTYPE INSERTS SCMT 09 T3 04- FP
N 90 WITH HOLE R e e

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @ Medium Cutting--- @D

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
JEEN JEE EE K

3 , ] 3 , ] 3 , H 3 , D (O | e

5 5 5 5 ]

< < < £ =

Q o o o 0

ST ST ST 8! 2

i} 11 11 AN =
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 [
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SRR RS mEeE R e e R s e e e R
P | Steel QCETCEXO s¥occo0C|E [ J
Work M | Stainless Steel GCHO® G & &0 00 |® -
Mataral |_K_| Castiron ececec cz o | o0 |2loc| o POSI
N | Non-ferrous Metal [ J (] 1
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated . HOLE
Coated _ Cemet|  Germet Carbide ° %
RE nooVWWLoWVLLLO wWwwYw O W= - n 1|0 0 '80;

Shape OrderNumber— (mm) (G285 3882 8wmg oS- es e s Addzz2ERo58 S8 O
BEECCE8 oL b2 eanSREaaslEEERRL| 8
5S5O0SE5ES=3353S53555=5555552Zs<>55xTjesH| <T

FP SCMT09T304-FP 0.4 o oo o (o D

. SCMTO09T308-FP 0.8 e oo o (@

x €026
R
Finish Cutting
FM SCMT09T304-FM 0.4 [
SCMTO09T308-FM 0.8 [
C026
E033
Finish Cutting T
FV SCMT09T304-FV 0.4 A o0 © o
: : )
| . C026
Finish Cutting W
LP SCMT09T304-LP 0.4 o oo o (o
SCMTO09T308-LP 0.8 e oo o (o
B 026 X
E033
—_—
Light Cutting
SCMT09T304-LM 0.4 [ X J ([ ]
SCMT09T308-LM 0.8 [ X J ()
C026
E033
Light Cutting

MP SCMT09T304-MP 0.4 o oo o (o

e SCMT09T308-MP 0.8 e oo o (@

I C026

[ SCMT120404-MP 0.4 e oo o (@ £033

H SCMT120408-MP 0.8 e oo o (@

Medium Cutting
SCMT09T304-MM 0.4 [ X J ([ ]
SCMT09T308-MM 0.8 [ X J ()
C026
SCMT120404-MM 0.4 [ X J () 033
SCMT120408-MM 0.8 [ X J ()
Medium Cutting
® = NEW
CHIP BREAKERS > A060
GRADES > A030

IDENTIFICATION >A002 A157




TURNING INSERTS [POSITIVE]
q o s c TYPE INSERTS SCMT 09 T3 04- MK
ol 90 WITH HOLE Sl

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Frish utiro—— @D Lt Cutio— @D Nesom Cuing— QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
s Kan ] K
Eod, 3. 3. 3, —
=z < < < <
g | S EAY :
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Stee ecxcxze | Gzeclceecs | o
- M | Stainless Steel CROB G & #|O OO0 |%
P“TS‘! M\;Vt%rr'i‘al K | castiron ecoce cz (06 | o0 |2j0c] o
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é}e&i Carbide Y
RE WV o WY mmmmNEwtnml-l-u. © 0 (%;rf
c Shape OrderNumber | ) (82 S 288088 unSaS-wd e =a88z2z2zE0 522 |85
R R R R S
DODDOD=E=ED=E=E=EDDD=E=EDD=E=EE>>>D|Z2Z|IECS>>DITTE=-
D SCMTO09T304-MK 0.4 o0
SCMTO09T308-MK 0.8 [ X
SCMT120404-MK | 0.4 oo oo
R SCMT120408-MK 0.8 [ X
SCMTO09T304-MS 0.4 (X} o
SCMTO09T308-MS 0.8 (X} °
SCMT120404-MS | 0.4 oo o |
SCMT120408-MS 0.8 (X} °
T Medium Cutting] SCMT120412-MS 1.2 [ X J [}
Standard| SCMTO09T304 04 0@ A [ ] () (X (X [}
] SCMTO09T308 08 @@ A [ ] [ ] (X0 X °
SCMT120404 04 [e@a ° ° X0 o
SCMT120408 08 @@ A [ ] [ ] (X0 X °
W Medium Cutting] SCMT120412 1.2 [}
Flat Top | SCMW09T304 0.4 o0 o e o
SCMWO09T308 0.8 o000
K = SCMW120408 0.8 XXX o
o - vEw

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 58 (10 inserts in one case) CHIP BREAKERS > A060




o s P TYPE INSERTS SPMT 09 03 04
o 90 WITH HOLE R e ——

CHIP CONTROL RANGE FOR WORK MATERIALS Vedn Cutirs-- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
E 3 E 3 E 3 o
5 2 %5 2 5 2 [72]
< £ £ =
§ 1 § 1 § 1 %
\ \ E
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 o
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S o meee e s me s e e e S e e
P | Steel [ N 2E N 2E 2 L ) ss|0C|cCO00C|E (]
Work M | Stainless Steel GCHO® G & &0 00 |® -
or
Material |_K_| Castiron eceocce €z (0| oo [2joec] o ;?ON
N | Non-ferrous Metal [ J (]
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated Cermet gg?é]eg Carbide Y HOLE
RE NEW % &
nwooVVoWLWLL o 0w W O W= 0 v|[Ww o ©
Shape OrderNumber— (mm) (G285 3882 8wmg oS- es e s Addzz2ERo58 S8 O
BEECCE8 oL b2 eanSREaaslEEERRL| 8
DODD5SS5E5E=S0333SS555==S5555|2Z2|E<550z s <t
Standard SPMT090304 0.4 ® D
i SPMT090308 0.8 [
@ SPMT120308 0.8 ° () —
R
Medium Cutting
Flat Top SPMW090304 0.4 o0 e o
SPMWO090308 0.8 o0e e o
e SPMW120304 0.4 o0e e o —
e SPMW120308 08 0 o o
T
Flat Top SPGX090304 0.4 [} [ )
SPGX090308 0.8 () v
SPGX120304 0.4 () —
SPGX120308 0.8 ()
W
® = NEW

CHIP BREAKERS > A068
GRADES > A030
IDENTIFICATION >A002 A159




TURNING INSERTS [POSITIVE]
o TCTYPE INSERTS TCMT 09 02 02- FP
LA.60 WITH HOLE R e e

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Frish utiro—— @D Lt Cutio— @D Nesom Cuing— QD

n P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
KEn A Kan K
RN 3. 3. 3, — |
z £ £ £ £
g g g g g
E il i (IS
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
I oS SEES mEmE S = Ee s e S m e s e - s e e
P | Steel eczexrze s zleclco o ez °
- Work M | Stainless Steel CHOB G & #|O OO0 |%
W,s! Material |_K_| Castlron ecoce cz 0 | o0 (2ol o
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é}e& Carbide Y
NEW L®
¢ Shape Cdar it (:15.)§§§§§§£§§§£8§£§§2§£EE‘E§‘355%%%'55°§§mEE
COORLPOOINENRNGRRLLYVIS O —NASPAA NS e S 2| S5
LSS 32358595259555228555[5%25EERsE| <2
D FP TCMT090202-FP 0.2 e oo e |o
A TCMT090204-FP 0.4 e oo e |® corr
_ N\ : TCMT110202-FP 0.2 e oo e |® F028
R - TCMT110204-FP 0.4 e oo e |®
TCMT16T304-FP 0.4 o oo e |0
TCMT090202-FM 0.2 [ ]
S TCMT090204-FM 0.4 ([ ]
TCMT110202-FM |02 ° o
TCMT110204-FM 0.4 ([ ]
Finish Cutting] TCMT16T304-FM 0.4 ol
TCMT110204-FV 0.4 A e © o
'] TCMT16T304-FV 0.4 A o0 ©
Cco27
E028
W Finish Cutting
AZ TCGT110202-AZ 0.2 (]
TCGT110204-AZ 0.4 (]
K A TCGT110208-AZ 0.8 ([ ] co27
w— | TCGT16T302-AZ 0.2 (] E028
Medium Cutting — TCGT16T304-AZ 0.4 (]
Finish Cuting [ TCGT16T308-AZ | 0.8 s
R/L-F TCGT0601V3L-F 0.03 [ ]
TCGT060101L-F 0.1 e |o
TCGT060102R-F 0.2 e |o (] o017
TCGT060102L-F 0.2 e |o (]
TCGT060104R-F 0.4 [ ] (]
TCGT060104L-F 0.4 e |0 [ ]
A New TCGT060101MR-F | 0.08 ([ ]
New TCGT060101ML-F | 0.08 [ ]
New TCGT060102MR-F | 0.18 [ ] o017
New TCGT060102ML-F | 0.18 [ ]
New TCGT060104MR-F | 0.38 [ ]
Finish Cutting|[new TCGT060104ML-F | 0.38 [}
o - TEw

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 60 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
eSS mEes s = Eee s e S mE s e - e e

P | Steel ecrexzeo zsjeoclcooc|z °
Work M | Stainless Steel CHO% [CX 1 (@) o0 |% n
Material K | Castlron eceoce cx |® (X INE X )
N | Non-ferrous Metal [ 2 )
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCoCy cco %)
Coated Cermet ggﬁ’é\e&g Carbide . o EJ
NEW 2 © z
stape | omernumber |7 1828 88808 8R, 808 0B EEE LRz ln 28 185 o
BEECCE80LGnac000Z TR iaNREaRsEEEREL|S2 2
OD55SS5=5SS5535SS555Ss5=5>5>552Z|E<>5|0xxjesH| < T g
LP TCMT090204-LP 04| © @@ o |o =
TCMT090208-LP 08| @ ee o (o
TCMT110204-LP 04| @ @@ o (o c027
TCMT110208-LP 08| © ee o |o E028
TCMT16T304-LP | 04 | ®© ee o |o POSI
Light Cutting] TCMT16T308-LP 0.8 e oo ) I A
LM | TCMT090204-LM | 0.4 oo o HOLE
TCMT090208-LM | 0.8 o0 °
& TCMT110204-LM 0.4 ) ° c027
&> | TcmT110208-LM | 08 o0 ° E028 ¢
TCMT16T304-LM | 0.4 o0 °
Light Cutting] TCMT16T308-LM 0.8 (X)) ) D
LS TCMT090202-LS 0.2 ) °
= TCMT110202-LS | 02 (X °
Cco27
PN %
Light Cutting
MP TCMT090204-MP 04| @ @@ o |o S
TCMT090208-MP | 08| © @@ o (o
TCMT110204-MP | 04 | @ @@ o (o
é TCMT110208-MP |08 | @ ee o (o C027
&> | TCMT130304-MP | 04 | © @@ o |o E028
TCMT16T304-MP | 04 [ @ @@ o (o v
TCMT16T308-MP | 08 | @ ee@ o (o
Medium Cutting| TCMT16T312-MP 1.2 e oo e |0
MM TCMT090204-MM | 0.4 o0 ° W
TCMT090208-MM | 0.8 o0 °
TCMT110204-MM | 0.4 o0 °
TCMT110208-MM | 0.8 ) ° coa7 X
TCMT130304-MM | 0.4 o0 ° E028
TCMT16T304-MM | 0.4 o0 °
TCMT16T308-MM | 0.8 o0 °
Medium Cutting| TCMT16T312-MM 1.2 (X)) )
MK TCMT110204-MK | 0.4 o0
TCMT110208-MK | 0.8 o0
A TCMT16T304-MK | 0.4 ') oo
TCMT16T308-MK | 0.8 o0
Medium Cutting] TCMT16T312-MK 1.2 oo
MS TCMT090204-MS | 0.4 ) °
— TCMT090208-MS | 0.8 o0 °
TCMT110204-MS | 0.4 o0
TCMT110208-MS | 0.8 o0 ‘E’gzg
TCMT16T304-MS | 0.4 ) °
TCMT16T308-MS | 0.8 ) °
Medium Cuttingl TCMT16T312-MS 1.2 (X ) ®
® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A161




TURNING INSERTS [POSITIVE]

o TCTYPE INSERTS TCMT 08 02 04
& 60 WITH HOLE R e ——

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Frish utiro—— @D Lt Cutio— @D Nesom Cuing— QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
KEn A Kan K
& 3 3 3 ; a4
2] s 2 5 2 5 2 5 2
o g g1 84 B4
z o Ll o o =
E il i (IS
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steol ecxcxze | FreclceecH | o
- M | Stainless Steel CHOB G & #|O OO0 |%
I’IITS! M\;Vt%rr'i‘al K | castiron ecoce cz (06 | o0 |2j0c] o
N | Non-ferrous Metal [ (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ ccCo
HOLE Coated Cermet ggﬁ’é}e&i Carbide 05
RE nooVWWLoWVLLLO mmmmNEwl.nml—l-u. n 1|0 i o9 %6‘2
LSS 32358595259555228555[5%25EERsE| <2
D Standard TCMT080204 0.4 ole [ ]
TCMT090204 0.4 oA [ ] o000 ([ ]
TCMT110202 0.2 oA o 0000
R TCMT110204 04 @@ A [ ] ([ ] o 00|00 ([ ]
& TCMT110208 08 |@@® [ ® c027
A TCMT130302 0.2 ( X} E028
S — | TcmT130304 04| ® o olo
TCMT16T304 04 @@ A [ ] ([ ] o 00|00 ([ ]
TCMT16T308 08 @@ A [ ] ([ ] o 00|00 ([ ]
Medium Cutting TCMT16T312 1.2 ([ ]
Flat Top TCMW110204 0.4 [ N X X J (]
'] TCMW130304 0.4 (]
A TCMW16T304 0.4 XXX ° o
TCMW16T308 0.8 [ X X X J (]
w TCMW16T312 1.2 [ X J
o - W
X

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 62 (10 inserts in one case) CHIP BREAKERS > A060




o T ETYPE INSERTS TEGX 160302R
& 60 WITH HOLE e

CHIP CONTROL RANGE FOR WORK MATERIALS Vedn Cutirs-- @D

N Aluminium Alloy
K ]
é 3 @ o
= [
S, i
< z
o
g1 g
=
0 01 02 03 04 ['4
Feed (mm/rev) =2
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
- _ ______________ |
P | Steel QCETCEXO Td|0C|ICO0OOC|E (]
Work M | Stainless Steel GCHO® G & &0 00 |® -
o K | Castlron eceocce €z (0 | o0 [2oc ° POSI
Material 20°
N | Non-ferrous Metal [ () I
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated : HOLE
Coated Cemet|  Germet Carbide " o
RE NEW N =5
Shape Order Number woeoldSLas8 S2e LIRS ° L |0 w0 HiE 29 | S5
P mm) ST S5 8S58 88888 ReolEELS(NS|SZZES5eSS 0 28 c
BEECCE8 oL b2 eanSREaaslEEERRL| 8
5S5O0SE5ES=3353S53555=5555552Zs<>55xTjesH| <T
TEGX160302R 0.2 [ ] D
TEGX160302L 0.2 °
C033
TEGX160304R | 0.4 hd E043
Medium Cutting TEGX160304L 0.4 ° R
(For Aluminium Alloy)
® = NEW
S
v
W

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A163




TURNING INSERTS [POSITIVE]

TYPE INSERTS TPMH 08 02 02- FV
o WITH HOLE Size  Thickness Corner Radius Chip Breaker
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS ~  Finish Cuting--- @ Light Cuting--- @) Wedum Cuttng-- @D
P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
o E 3 E 3 E 3
] 3 G R - ) ]l 3 ]
7] 52 5 2 52
z £ £ 5
) g1 1 81
Z e | J( L e | J( L e I )( L
5 0 01 02 03 04 0 041 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SRS e EEEE mE e = e mE s mee - s e e

T.C#C#%. s¥occo0C|E [ J
W Work M | Stainless Steel CHOB G & #|O OO0 |%
11° Material K | Castlron oecoceE c¥ |0 o0 (¥o¢C [ J
N | Non-ferrous Metal [ 2 )
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é}e& Carbide Y
NEW L g
e St | OmerNumber | C)8SS0R80RES, 808 0B 0EELSGSR 2l o8 (8]
COORYOONNRNNOVOVOLLVLII o ~NlABNA NSNS oo | &5
LSS 32358595259555228555[5%25EERsE| <2
D FV TPMH080202-FV 0.2 A o (000
TPMH080204-FV 0.4 A o (000
TPMH090202-FV 0.2 A o (000
R TPMHO090204-FV 0.4 A o (000
A TPMH110302-FV 0.2 A o (000 o007
TPMH110304-FV 0.4 A o (000
] TPMH110308-FV 0.8 A o |eofe
TPMH160302-FV 0.2 A o (000
TPMH160304-FV 0.4 A o (000
Finish Cutting| TPMH160308-FV 0.8 A o (000
R/L-FS TPGH080202R-FS 0.2 e |0 ([ ]
'] TPGH080202L-FS 0.2 o (@ |00 (]
TPGH080204R-FS 0.4 e |o (]
TPGH080204L-FS 0.4 o (@ |00 (]
W TPGH090202R-FS 0.2 e |o (]
TPGH090202L-FS 0.2 o (@ |00 (]
TPGH090204R-FS 0.4 e |o (]
K a TPGH090204L-FS 0.4 o @ |00 (] 007
TPGH110302R-FS 0.2 e |o (]
TPGH110302L-FS 0.2 o @ |00 (]
TPGH110304R-FS 0.4 e |o (]
TPGH110304L-FS 0.4 o @ |00 (]
TPGH160304R-FS 0.4 e |o (]
TPGH160304L-FS 0.4 o (@ |® (]
TPGH160308R-FS 0.8 e |o (]
Finish Cutting] TPGH160308L-FS 0.8 o |0 |® [ J
o -TEw

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 64 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SEEEE S mE e e e e e E e m e e e e e

N - T N Y Y Y YY) s sloclcooc|x °
Work M | Stainless Steel CHO% (€1 (@) o0 |% n
Material |_K | Castlron ecocec cs |o o0 |[zec °
N | Non-ferrous Metal [ 2 )
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCOoCy cco )
Coated Cemet| Soated Carbide o E
RE nw nww 0w NEWI.DIDI—I— n %D(E 2
Shape | OrderNumber () B2 8BRS ENER S o3 eSS g EEREIRz22 R 28, |28 2
BEE00EB0ahRaC000ERRRsanSRESEEEEREE|S2 2
OD550SS5=5SS5535SS555Ss5S=5>5>5552Z|E<>5|0xxjesH| < T g
R/L TPGX080202R 0.2 ° a
TPGX080202L 0.2 ° o o
TPGX080204R 0.4 ° °
TPGX080204L 0.4 oo o o .
TPGX090202R 0.2 ° POSI
TPGX090202L 0.2 ° o o .
) TPGX090204R 0.4 ° ° HOLE
4 “s TPGX090204L 0.4 olo o o £025
TPGX090208R 0.8 °
TPGX090208L 0.8 ° ° ¢
TPGX110302L 0.2 ° o o
TPGX110304R 0.4 oo ° i
TPGX110304L 0.4 oo o o
TPGX110308R 0.8 ° °
Finish Cutting] TPGX110308L 0.8 [ J[ ] o000 R
L TPMX090204L 0.4 °
. TPMX110304L 0.4 °
E025 S
Finish Cutting
sV TPMH080202-SV | 0.2 A © NS o [eofe
TPMH080204-SV | 0.4 A © N o [eojle o
TPMH090202-SV | 0.2 A © N o [oofe v
TPMH090204-SV | 0.4 A © N o [eojle o
é TPMH110302-SV | 0.2 A O A® o (eole o Coor
TPMH110304-SV | 0.4 A © N o [eojle o W
TPMH110308-SV | 0.8 A © N o [eojle o
TPMH160302-SV | 0.2 A © N o [eojle o
TPMH160304-SV | 0.4 N N o [eole o X
Light Cutting| TPMH160308-SV | 0.8 A O A® o (eoj® °
Standard| TPMX110304 0.4 0
A TPMX110308 0.8 0
V - E025
==
Medium Cutting
MV TPMH080202-MV | 0.2 A O NS o [eofe
TPMH080204-MV | 0.4 A © A0 | @ o [eojee o
TPMH090202-MV | 0.2 A © N o [eofo
TPMH090204-MV | 0.4 A © A0 | @ o [eojee o
& TPMH090208-MV | 0.8 A o ° o | oo coor
; | TPMH110302-Mv | 0.2 A © N o [eojee o
TPMH110304-MV | 0.4 A © A0 | @ o [eojee o
TPMH110308-MV | 0.8 A © A0 | @ o [eojee o
TPMH160304-MV | 0.4 A © A0 | @ o [eojee o
Medium Cutting| TPMH160308-MV 0.8 A O AO [ ] o o000 O
® = NEW

CHIP BREAKERS > A068
GRADES > A030
IDENTIFICATION >A002 A165




TURNING INSERTS [POSITIVE]

o TPTYPE INSERTS TPGX 08 02 02
& 60 WITH HOLE R e ——

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @) Medium Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
E E E
o Es £E3 £
Y = = =
i 3 G ] 3, G ]l 3 ]
7] 52 5 2 52
z £ £ 5
) @1 1 & 1
Z o I * L e I * L 1 e I * L 1
=z — =T —
o 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SEEEE S mE s e e s e E e m e e e e e

P | Steel eczexrze 2 zloclcooc|s °
- M | Stainless Steel CROB G & #|O OO0 |%
POSI M\;Vt%rr'i‘al K | Castlron eceocce €z (0| oo [2joec] o
1" N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet gg?é]eg Carbide Y
NEW L ®
R R R R S
DODDOD=E=ED=E=E=EDDD=E=EDD=E=EE>>>D|Z2Z|IECS>>DITTE=-
D Flat Top TPGX080202 0.2 )
TPGX080204 0.4 ooe o o
TPGX080208 0.8 ® e o
R TPGX090202 0.2 ®
TPGX090204 0.4 ol® e o
TPGX090208 0.8 ol® o o E025
S TPGX110302 0.2 ®
TPGX110304 0.4 oo® o000
TPGX110308 0.8 ol® o00
TPGX160304 0.4 ® e o
TPGX160308 0.8 e o
'} ® = NEW
W
X

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A1 66 (10 inserts in one case) CHIP BREAKERS > A068




, o VBTYPE INSERTS VBMT 11 03 02- FP
) 35 WITH HOLE e e,

CHIP CONTROL RANGE FOR WORK MATERIALS  FirCutg QD L Cutrg— QD Vedi g QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa) n
s Kan ] K
S, 3, 3, 3, — E
g g g g g
il i I E
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 x
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steel scxcxze | FzeclceecH | o
M | Stainless Steel CeOB G @ #|0 00 |% o
M\;Vt((’er:i(al K | castiron ecoce cz o | o0 |zoc| o EQSI
N | Non-ferrous Metal [ J (]
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated Cermet ggﬁ’é}e& Carbide Y HOLE
RE nooVWWLoWVLLLO lnlnmmNEwl.nml—l-u. n 1|0 o t%ué‘:
LSS 32358595259555228555[5%25EERsE| <2
FP VBMT110302-FP 0.2 e oo o |® D010 D
VBMT110304-FP 0.4 o oo e |® DO
L8P | VBMT110308-FP |08 | ® ee o |o E011
VBMT160404-FP 0.4 o oo e |® E012 R
Finish Cutting|  VBMT160408-FP | 08 | @ e e o |o nore
FM VBMT110302-FM 0.2 [ ] D010
VBMT110304-FM 0.4 ([ ] D011 S
& | vBMT110308-FM | 038 D Eot1
VBMT160404-FM 0.4 ([ ] E012
Finish Cutting]  VBMT160408-FM | 0.8 ° Ho13 T
FV VBMT110304-FV 0.4 A e |00 D010
- VBMT110308-FV 0.8 A e |00 DO
< BV VBMT160404-FV | 0.4 A o oo E011
VBMT160408-FV 0.8 A e |00 Eg:g

Finish Cutting W

RIL-F | VBGT110302R-F | 0.2 o (o |00 °
VBGT110302L-F | 0.2 o [0 |00 °
VBGT110304R-F | 0.4 o (o | o ° D010 K

i VBGT110304L-F 0.4 °o |o ° ° Eg]}
VBGT160402R-F | 0.2 o (o | o ° Cora
VBGT160402L-F | 0.2 o (o | o ° Ho13
VBGT160404R-F | 0.4 o (o | o °

Finish Cutting| VBGT160404L-F | 0.4 o (o | o °

LP VBMT110304-LP |04 | © ee o |o Coto
VBMT110308-LP (08| © ee o |o o1t
<7 | VBMT160404-LP (04 | © ee o |o Eott
VBMT160408-LP (08| © ee o |o E012

Light Cutting Ho13

LM VBMT110304-LM | 0.4 o0 ° Coto
VBMT110308-LM | 0.8 oo ° Dot

@ VBMT160404-LM | 0.4 oo ° Eo11
' VBMT160408-LM | 0.8 o0 ° E012

Light Cutting Ho13

® = NEW

CHIP BREAKERS > A054
GRADES > A030
IDENTIFICATION >A002 A167




TURNING INSERTS [POSITIVE]
TYPE INSERTS VBMT 11 03 02- LS
20 350 VB with hore I

CHIP CONTROL RANGE FOR WORK MATERIALS Firish Cuting--- @D Light Cuting--- @ Medium Cuting -~ @D

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
4T T A K
= 3 3 [ 3 [ S a0
» 52 52 52 %2
Z s s s £
0] &1 & 1 & 1 3 1
z o Ll a | =l a]
e il i I/ AN
[4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steel QCETCEXO T¥occo0C|E [ J
- Work M | Stainless Steel CREOB G & #|O OO |
POSI Mataral |_K_| Castiron eceoce cz (0 | o0 |2j0c] o
5° ateria
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCocC:E cco
HOLE Coated Cermet ggﬁ’é}e& Carbide )
= NEW 2 §
nooVWWLoWLLWLO wWwwYw O W= - 0 1|0 o ©
¢ Shape OrderNumber | ) SESs8g o8 s Swnesoeg e SQsNzz2zE0o22 (S5
RSS2 8oEnha 0 EEERaanSRlEr tsEEER ey 2
DODD0SS5E5SE=S0333SS555==S5555|2Z2|E<550zxjesE| <t
D _LS VBMT110302-LS 0.2 (X J ([ ] D010
— VBMT110304-LS | 0.4 (X ® |pon
&7 | vBMT110308-LS | 08 o0 ® |0
R VBMT160404-LS 0.4 o0 P Eg:;
Light Cutting] VBMT160408-LS 0.8 [ X ) [ ]
SV VBMT110304-SV 0.4 A ([ ] [ ] D010
S VBMT110308-SV 0.8 A (] [ ] DO
. VBMT160404-SV | 0.4 A o | o E011
VBMT160408-SV 0.8 A (] [ ] Eg:i
T Light Cutting
MP VBMT160404-MP 0.4 o oo o (o
VBMT160408-MP 0.8 e oo o (@

I m
o o
= =
@ =

W Medium Cutting
MM VBMT160404-MM 0.4 ( X ] ()

X VBMT160408-MM 0.8 o0 () corn
g HO13
Medium Cutting

MK VBMT160404-MK 0.4 [ X
VBMT160408-MK 0.8 [ X )
’ EO11
HO13
Medium Cutting
~ MS VBMT160402-MS 0.2 [ X ) [
— VBMT160404-MS | 0.4 (X °
<7 | vBMT160408-Ms | 0.8 ') o |0
VBMT160412-MS 1.2 [ X ) [
Medium Cutting
Standard| VBMT160404 0.4 [
VBMT160408 0.8 ()
EO11
f HO13
Medium Cutting
® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A168 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

P | Steel eciecEzeo % s[oclcooec|z °
Work M | Stainless Steel CHO% C & #|O o0 |% n
Material |_K_| Castiron ecoce ez |o o0 [zeoc °
N | Non-ferrous Metal [ 2 )
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCOoCy cco )
Coated Cemet| Soated Carbide o E
RE nw nww 0w NEWI-DIDI—I— n %D(E 2
Shape | OrderNumber | () 1828 E RS S BRnaS o8 n B =lBRz2200 028 (S8 2
et RSN R S 1 O S
DDODD==D=ES|=E=DDD==DD===>>>D|ZZ|=E«<>>DT T =+ g
MV | VBMT110304-MV 0.4 A O A® ° o oofoe o 0010 a
VBMT110308-MV |08 A o Ae | o o [ocee o o011
&7 | vBMT160404-MV |04 A o A0 | o ®o [ecjee o EO11
VBMT160408-MV 0.8 A O AO® ) o (eoj0oe o EO12
Medium Cutting Ho13 ;99
R/L-SR | VBET1103V3R-SR | 0.03 °o |o °
VBET1103V3L-SR | 0.03 o |o ° HOLE
VBET110301R-SR | 0.1 o |o ° 0010
_ VBET110301L-SR 0.1 e |0 [ ) DO11
w VBET110302R-SR 0.2 e |0 [ ) EO011 c
VBET110302L-SR 0.2 o |o ° E012
VBET110304R-SR 0.4 e |0 [ ) D
Medium Cutting| VBET110304L-SR 0.4 e (o L
R/L-SN | VBET1103V3R-SN | 0.03 °o |o °
VBET1103V3L-SN 0.03 e |0 [ ) R
VBET110300R-SN 0 e |0 [ )
VBET110300L-SN |0 o |o ° 0010
VBET110301R-SN 0.1 e |o ° DO11 S
W VBET110301L-SN 0.1 e |o [ ) EO011
VBET110302R-SN [ 0.2 o |o ° E012
VBET110302L-SN 0.2 e |o [ ) T
VBET110304R-SN 0.4 e |o [ )
Medium Cutting| VBET110304L-SN 0.4 e (o L
R/LW-SN| VBET1103V3RW-SN | 0.03 °
& VBET1103V3LW-SN | 0.03 () 3‘;1?
ﬁ EO11 W
Medium Cutting E012
(Wiper)
Flat Top | VBMW160408 0.8 o0 |
EO11
’ HO13

* Please refer to A028 before using the R/LW-SN breaker (wiper insert). ® = NEW

CHIP BREAKERS > A054
GRADES > A030
IDENTIFICATION >A002 A169




TURNING INSERTS [POSITIVE]
TYPE INSERTS VCMT 11 03 02- FP
20 350 VC Wit hote e

CHIP CONTROL RANGE FOR WORK MATERIALS Firish Cuting--- @D Light Cuting--- @ Medium Cuting-- QD

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
AT A AT E
5 |5 - s -3
z £ £ £ £
g | S EAY .
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steel QCETCEXO s¥occo0C|E [ J
W Work M | Stainless Steel CROB G & #|O OO0 |%
P 10 Material K | Castlron oecoceE c¥ |0 o0 (¥o¢C [ J
N | Non-ferrous Metal [ J (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated _ Cermet ggﬁ’é}e& Carbide . %
e St | OmerNumber | C)8SS0R80RES, 808 0B 0EELSGSR 2l o8 (8]
BEECCE8 oL b2 eanSREaaslEEERRL| 8
DODDOD=E=ED=E=E=EDDD=E=EDD=E=EE>>>D|Z2Z|IECS>>DITTE=-
D FP VCMT110302-FP 0.2 e oo e |0 028
VCMT110304-FP 0.4 o oo o |® C029
ZLBZ7 | VCMT160404FP |04 | © ee o |o Dot
R VCMT160408-FP 0.8 o oo e |® Egzi
Finish Cutting
FM VCMT110302-FM 0.2 () 028
S VCMT110304-FM 0.4 () C029
ﬁ VCMT160404-FM 0.4 () D011
' VCMT160408-FM | 0.8 ° E032
T Finish Cutting E033
FV VCMTO080202-FV 0.2 A O o (eo|® €028
VCMT080204-FV 0.4 A O o |eoe co29
<® 7| VCMT160404-FV [ 04 | @a ool o o
VCMT160408-FV 0.8 oA oo © £032
W Finish Cutting E033
AZ VCGT160404-AZ 0.4 [ )
P VCGT160408-AZ 0.8 () ggs:
K <87 vceTieoa12-Az | 12 o ooee
Medium Cuting — E033
Finish Cutting
R/L-F VCGT080202R-F 0.2 e |® [ [ )
VCGT080202L-F 0.2 e |® ® ()
<=7 | VCGT080204R-F | 0.4 o o | o ° o
VCGT080204L-F 0.4 e |® ® ()
Finish Cutting
LP VCMT110304-LP 0.4 e oo e |0 028
VCMT110308-LP 0.8 o oo o |® C029
F | VCMT160404-LP |04 | @ ee o |o DO
VCMT160408-LP 0.8 o oo o |® E032
Light Cutting E033
LM VCMT110304-LM 0.4 (X} () 028
VCMT110308-LM 0.8 (X} () C029
<7 | vemT160404-LM | 0.4 oo ° DOt1
VCMT160408-LM 0.8 (X} () E032
Light Cutting E033
o = vew

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A170 (10 inserts in one case)



Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
eSS mEes s = EeE s e S e mE s e - e e e

P Steel QCECEERO TE0oC|CO00C|¥ o
Work M | Stainless Steel CHO% [CX 1 (@) OO0 |#
Mat?errial K | Castlron oecocCEC €C¥ [ J [ N J ¥0€C o
N | Non-ferrous Metal [ 2 )
S | Heatresistant Alloy, Titanium Alloy [ J oCcCocC:E cco ﬂ
Coated Cemetf Soated Carbide Y x
= NEW 2 S 2
Shepe | OrderNumber | o) 828 RSB0 o8 o =RB82220n 028 158 2
BEEC 0280 nna000028RaaaRREads[EEEREL 82 2
OD55SS5=5SS5535SS555Ss5=5>5>552Z|E<>5|0xxjesH| < T g
LS VCMT110302-LS 0.2 ) ® | o =
= VCMT110304-LS 0.4 ) ® |cox
> | VCMT160404-LS 0.4 (X} ® |Dpomn
VCMT160408-LS 0.8 o0 @ |E032 .
Light Cutting E033 ;'QSI
LS VCGT110301M-LS 0.08 [ X ) F
= VCGT110302M-LS | 0.18 X0 cos NOLE
W VCGT110304M-LS 0.38 o0 DO11
VCGT130301M-LS 0.08 o0 E032 ¢
VCGT130302M-LS | 0.18 oo E033
Light Cutting| VCGT130304M-LS | 0.38 o0
LS-P VCGT110301M-LS-P | 0.08 () D
= VCGT110302M-LS-P | 0.18 ® | o
- VCGT110304M-LS-P | 0.38 ® |pon
s
VCGT130301M-LS-P | 0.08 @ |E032 R
VCGT130302M-LS-P | 0.18 o |
Light Cutting| VCGT130304M-LS-P | 0.38 °
SV VCMT080202-SV 0.2 A O ° eol® S
VCMT080204-SV 0.4 A O [ ) L10)
N P EO11
I / EO012
T
Light Cutting
MP VCMT160404-MP 0.4 e oo o |®
VCMT160408-MP 0.8 e oo o |® €028
ZBZ |VCMT160412MP (12 | ® ee o o o
E033 W
Medium Cutting
MM VCMT160404-MM 0.4 [ X ) [ )
VCMT160408-MM | 0.8 oo ° cozs X
C029
J VCMT160412-MM | 1.2 o0 ° Coss
E033
Medium Cutting
MK VCMT160404-MK 0.4 [ X ] [ ]
VCMT160408-MK 0.8 o0 €028
E032
E033
Medium Cutting
~ MS VCMT110302-MS 0.2 [ X ) 028
— VCMT110304-MS [ 0.4 ) ® |cox
N~ | VCMT110308-MS 0.8 (X} ® |Dpomn
VCMT160404-MS 0.4 o0 e |E032
Medium Cutting| VCMT160408-MS [ 0.8 Py o | E0
® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A171




TURNING INSERTS [POSITIVE]

TYPE INSERTS VCMT 11 03 04
4’35° VC WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting--- @ Light Cutting--- @) Medium Cutting--- @D

P Mild Steel P Carbon Steel « Alloy Steel (180-26048)| (M Stainless Steel (<200H8) K Cast Iron (<350MPa)
4 4 4
[] [] []

o

2

IS

w

o

D O

Depth of Cut (mm)

Depth of Cut (mm)

Depth of Cut (mm
~

Depth oLCut (mm)

11 BAY

0.1 02 03 04
Feed (mm/rev)

o
(=)

0.1 02 03 04
Feed (mm/rev)

0. 02 03 04 0 0.1 02 03 04
Feed (mm/rev) Feed (mm/rev)

(2]
[
o
w
(2]
z
o
Z
4
4
=
[

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

. _________________________________
P | Steel QCETCEXO Td|0C|ICO0OOC|E (]
- Work M | Stainless Steel CHFRO®H G & #|O OO |
POSI s K | Castiron ecoecc cz o | o0 |tloe| o
71° aterial
N | Non-ferrous Metal [ ()
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated :
Coated _ Cemet|  Germet Carbide ° %
RE 0o v’ 0 v 0 0| - 0 |
Sh Order Numb woolwgw =) Ly v WL |0 w©v o ©
¢ e B (] it e b et - B e T P R
BREGC28oEhhac000 82 rasSyYtacaloeE ooy o
D55 =SS5==SsS355355=555==S555522|1E<>5|5 s TjesH| <t
D Standard| VCMT110304 0.4 A ° o (eoj00 e o 028
VCMT160404 04 @@ A o ® o (eoj0e0 e o c029
. VCMT160408 0.8 |l0@® A [ [ o |eoj0 0 ® DO11
R VCMT160412 12| @A ° (X E032
Medium Cutting E033
MV VCMT080202-MV 0.2 A O AO o 0000 O
S VCMT080204-MV | 0.4 A O A® ° o eoojee o
- E011
E012
edium Cutting
T Medium Cuti
Flat Top | VCMW110304 0.4 ()
VCMW160404 0.4 (X X X ) coz8
€029
’ VCMW160408 0.8 [ XX N X ° 032
E033
W
® = NEW
X

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A1 72 (10 inserts in one case) CHIP BREAKERS > A060




, o VDTYPE INSERTS VDGX 1603 02R
P ) 35 WITH HOLE T e poae A002

CHIP CONTROL RANGE FOR WORK MATERIALS Vedn Cutirs-- @D

N Aluminium Alloy
4
E
E3 o
= ['4
3, b
E @ 2
o
g1 g
=
0 01 02 03 04 ['4
Feed (mm/rev) =2
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SNSRI R R e e e
P | Steel QCETCEXO Td|0C|ICO0OOC|E [ J
Work M | Stainless Steel GCHO® G & &0 00 |® -
o K | Castlron eceocce €z (0| oo [2joec] o POSI
Material 15°
N | Non-ferrous Metal [ (] (L
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
- HOLE
Coated Cermet gg?é]eg Carbide Y
= NEW 2 &
nooVWWLoWVLLLO VLOLLWY _ WVWOFEFELL n 1|0 o v ©
SIS orderhumber | mm) (B2 S oSS oS8 yngoccesmapsasazzzEb oS8, (S5 ©
R P R R T SN el e
5S5O0SE5ES=3353S53555=5555552Zs<>55xTjesH| <T
VDGX160302R 0.2 [ ] D
VDGX160302L 0.2 [ ]
VDGX160304R 0.4 [ ) C034
Medium Cutting VDGX160304L 0.4 [ ] n
(For Aluminium)
® = NEW
S
T
W

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A173




TURNING INSERTS [POSITIVE]
TYPE INSERTS VPGT 08 02 01 R-SRF
A’35° VP with HoLe SR T

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Firisn Cuting--- @D Vedium Cuting--- QD

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
o E 3 E 3 E 3
& 3 €D s € s €D
7} 5 2 % 2 52
4 = < £
[C] &4 & 1 g
g a = | | a — | | a = | |
o 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S o meee e s me s e e e S e e
P | Steel QCETCEXO s¥occo0C|E [ J
- Work M | Stainless Steel CROB G & #|O OO0 |%
or
P?ls‘! Material |_K_| Castiron ecoce cs (0 | o0 |2j0c] o
1% | N | Non-ferrous Metal [ 2 [ ]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated -
Coated Cemet| =33 °% Carbide . %
NEW @
RE 118 o w1 v WWLWYWL YL 0 w |RE
c Shape OrderNumber | ) (82 S 288088 unSaS-wd e =a88z2z2zE0 522 |85
BEEEEsEokhhaobb EE s anSEssaccEpEs 8s
DODD5SS5E5E=S0333SS555==S5555|2Z2|E<550z s <t
D R/L-SRF| VPET080201R-SRF | 0.1 ®
VPET080201L-SRF | 0.1 [
VPET080202R-SRF | 0.2 [
R VPET080202L-SRF | 0.2 [
’ VPET1103V3R-SRF | 0.03 [ D010
VPET1103V3L-SRF | 0.03 [ ) D011
S VPET110301R-SRF | 0.1 [
VPET110301L-SRF | 0.1 [
VPET110302R-SRF | 0.2 [
T Finish Cutting] VPET110302L-SRF | 0.2 d
SMG VPGT080201M-SMG | 0.1 [
VPGT080202M-SMG | 0.2 [
& | VPGT110301M-SMG | 0.1 ° oo
VPGT110302M-SMG | 0.2 [
W Medium Cutting
® = NEW
X

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A1 74 (10 inserts in one case) CHIP BREAKERS > A068




o WBTYPE INSERTS WBGT 0201 V3 L-F
a2 80 WITH HOLE Si. Tioowss ComerRadis RIL s

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Firisn Cuting--- @D Vedium Cuting--- QD

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
E 3 E 3 E 3 o

3 3 3 i

2 2 }:j 2 }:j 2 2

51 5 5 o

= = = Z

0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 14

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S o meee e s me s e e e S e e
P | Steel EXEERD s s/leoclcooc|s °
Work M | Stainless Steel GCHO® G & &0 00 |® -
Mataral |_K_| Castiron ececec cz o | o0 |2loc| o POSI
N | Non-ferrous Metal [ J (] 9
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated - HOLE
Coated _ Cemet|  Germet Carbide ° %
RE nooLwvowwyo LWV OO EEFEL_|volw 0 '80;

Shape OrderNumber— (mm) (G285 3882 8wmg oS- es e s Addzz2ERo58 S8 O
BEECCE8 oL b2 eanSREaaslEEERRL| 8
5S5O0SE5ES=3353S53555=5555552Zs<>55xTjesH| <T

R/L-F WBGT0201V3L-F 0.03 e |0 D

WBGT020101L-F 0.1 e |e
WBGT020102L-F 0.2 o |0 |o
WBGT020104L-F 0.4 o |0 |o R
= WBGTL302V3L-F  [0.03 o o E010
WBGTL30201L-F 0.1 e |e E016
WBGTL30202R-F 0.2 e |o S
WBGTL30202L-F 0.2 o |0 |o
WBGTL30204R-F 0.4 e |o
Finish Cutting| WBGTL30204L-F | 0.4 o (o |0 T
R/L-MV | WBMTL30202R-MV | 0.2 A O A o (000 [
O WBMTL30202L-MV | 0.2 A O A o |00|0 [ ] ']
@®. | WBMTL30204R-MV | 0.4 A o A o (o0 o e
| WBMTL30204L-MV | 0.4 A o A o |eoe °
Medium Cutting
® = NEW
|

CHIP BREAKERS > A054
GRADES > A030
IDENTIFICATION >A002 A175




TURNING INSERTS [POSITIVE]
TYPE INSERTS WCGT 02 01 02R
ASO° WC WITH HOLE S ey omorae T

CHIP CONTROL RANGE FOR WORK MATERIALS Vedn Cutirs-- @D

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4

E E E
(7]
o £E3 E3 E3
] 52 5 2 5 2
z £ £ 5

Q o o
% 21 &1 &1
=z
o 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
eSS mEms = Eee e e = m e s e - e e e

P | steel eczeEeRzO zsloclcooc|z °
- M | Stainless Steel CHFRO®H G & #|O OO |
POSI M\;Vt(;rr'i(al K | Castiron ecoecc cz o | o0 |tloe| o
1° N | Non-ferrous Metal [ (]
WITH S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é}e& Carbide Y
RE vwooVoWLWLWLo l.nmmmNEwl.nlnl—l—u. 0 wv|w ow (%;é_:
R I Gl R e B REE S AL
Y285 222 8082888225283 52 %L s5EEREE(<T
D R/L WCGTO020102R 0.2 ([ ]
WCGT020102L 0.2 [ °
WCGTO020104R 0.4 ° co27
R WCGT020104L 0.4 [ °
WCGTL30202L 0.2 °
Finish Cutting] ~ WCGTL30204L 0.4 o
S Standard| WCMT020102 02| @a ® eeolee (o
WCMT020104 0.4 A [ (XX ()
WCMTL30202 0.2 o o (XX °
T ~ WCMTL30204 04| @ ° oolee o
AOW,. | WCMT040202 02| oa ° eolee [0 E027
] — | \WCMT040204 04| @a ° eojee |0
WCMT040208 0.8 A
WCMT06T304 0.4 A [ (XX ()
Medium Cutting| ~ WCMTO06T308 08| @A ° eooee °
o =W
X

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A1 76 (10 inserts in one case) CHIP BREAKERS > A060




o WP TYPE INSERTS clar DA DT L
e 80 WITH HOLE T

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Firisn Cuting--- @D Vedium Cuting--- QD

P Mild Steel P Carbon Steel - Alloy Steel (te0-26048) | |IMl ~ Stainless Steel (<200+B)
4 4 4
E € e
E3 E3 E3 o
3,00 3,10 3,00 i
e 2 w2 ] w2 ]
£ £ < 2
o o o
a1 &1 &1 2
H T T H1 T H1 T =z
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 14
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
S o meee e s me s e e e S e e
P | Steel [ N 2E N 2E 2 L ) ss|0C|cCO00C|E {
Work M | Stainless Steel GCHO® G & &0 00 |® -
Mat%rrim K| Castlron ecoce ez |@ o0 |2jec ° I‘OOSI
N | Non-ferrous Metal [ J (] 1
S | Heatresistant Alloy, Titanium Alloy [ J oCOoC?¥ cco WITH
Coated Cermet gg?é]eg Carbide Y HOLE
RE NEW 2 &
nwooVVoWLWLL o 0w W O W= 0 v|[Ww o ©
Shape OrderNumber— (mm) (G285 3882 8wmg oS- es e s Addzz2ERo58 S8 O
BEECCE8 oL b2 eanSREaaslEEERRL| 8
DODD5SS5E5E=S0333SS555==S5555|2Z2|E<550z s <t
R/L-FS | WPGT040204R-FS | 0.4 o (@ D
g WPGTO040204L-FS | 0.4 o (@
6 WPGTO060304R-FS | 0.4 o (@ E010
WPGTO060304L-FS | 0.4 o (@ R
Finish Cutting
WPMT040202-MV 0.2 A O AO o (000
WPMT040204-MV | 0.4 A O A@ ° o (eoj® ° S
WPMT060304-MV 0.4 A O AO® ° o |eol® E010
WPMT060308-MV 0.8 A O AO® ° o |eol® [
Medium Cutting T
® = NEW
)

CHIP BREAKERS > A068
GRADES > A030
IDENTIFICATION >A002 A177




TURNING INSERTS [POSITIVE]
’ o x TYPE INSERTS XCMT 15 03 02- SVX
P 25 WITH HOLE S i comerra Crplictr

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Fiisn Cuting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-28018)
4 4
o é 3 E 3
i 3 3
» =2 w5 2
z < E
% § 1 § 1
S ‘ ‘
o 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SNSRI R R e e e
P | Steel QCETCEXO s¥occo0C|E [ J
- Work M | Stainless Steel CROB G & #|O OO0 |%
POSI Material |_K | Castiron ecoce cs (0 | o0 |2j0c] o
7° ateria
N | Non-ferrous Metal [ J (]
WITH Heat-resistant Alloy, Titanium Alloy [ J oCOoC?¥ cco
HOLE Coated :
Coated Cemet|  Germet Carbide " o
RE NEW 2y
¢ Shape Order Number 82R2R8 288 uwwac8lud ke sR88zz2EE_128 |85
(mm) |- 8 coSoco8Sm8cce- o556 S03leGE5lorelsSL=3
BEECCE8 oL b2 eanSREaaslEEERRL| 8
5S5O0SE5ES=3353S53555=5555552Zs<>55xTjesH| <T
D SVX XCMT150302-SVX 0.2 [ ]
XCMT150304-SVX 0.4 A ()
g XCMT150308-SVX 0.8 A ° €030
R
Finish Cutting
® = NEW
)
T
']
W

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A1 78 (10 inserts in one case) CHIP BREAKERS > A060




Y RT G i5uiserts

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SeSEs mEes s = meE s e s = m s e - e e

P | Steel QCETCEXO s¥occo0C|E [ J
Work M | Stainless Steel CROB [CE ] (@) 00 |®
Mat?errial K | Castlron oecocCECEC cE |O o0 |¥oc¢C (] .
N | Non-ferrous Metal [ (] E
S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco %
Coated : =z
Coated Cemet|  Germet Carbide o P
NEW 2 & 4
RE D WoWwww e ls] 0 WkEE e} =
Shape Order Number mm [E28c38:288uySc8rwdtzrksR8zz2zEE[28 |E5 ¥
BEE38CE0Enha0oRRREEsas RS fteceEns: ¢
ooQ oo
5S5O0SE5ES=3353523555=5555552Zs<>55xtjesH| <T
_ RTGO05A - e o
RTGO06A - e O
— €035
RTGO7A [ ] POSI
—_ o
For Special Use RTGO08A - 67
(For TL Holder) RTG10A - e o WITHOUT
® = NEW -
(H
D
S
T
)
W
GRADES > A030

IDENTIFICATION >A002 A179




TURNING INSERTS H

POSI
17°

WITHOUT
HOLE

A180

TURNING INSERTS [POSITIVE]

W SP

TYPE INSERTS
WITHOUT HOLE

SPGR 0903 04R
B AP

Size

Thickness Corner Radius

R/L

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Medium Cutting--- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-28048)
4 4
3, ~ (Standard) 3 , ~ (Standard)
0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steol ecxcxze | Gzeclceecs | o
M | Stainless Steel CROB G# B 00 |%
vk [ K [ castiron ecoce LS o0 [zjoc| o
N | Non-ferrous Metal [ J (]
S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
Coated Cermet gg?é]eg Carbide Y
NEW L®
R REER R bR S g
DODDOD=E=ED=E=E=EDDD=E=EDD=E=EE>>>D|Z2Z|IECS>>DITTE=-
SPGR090304R 0.4 [ ]
Finish Cutting
Standard SPMR090304 0.4 @A LX)
SPMR090308 0.8 oA [ X I}
i | SPMR120304 0.4 oA [ X I} -
— SPMR120308 08| @a 0
Medium Cutting

Flat Top SPMNO090304 0.4 e o
SPMNO090308 0.8 ([ ] e o
SPMN120304 0.4 ([ ] ([ ] e o
SPMN120304T 0.4
SPMN120308 0.8 ([ ] (X} e o
SPMN120312 1.2 oA ([ ] e o
SPMN120408 0.8 e o -

e SPMN120412 1.2 °
SPMN150408 0.8 [ ]
SPMN150412 1.2 [ ]
SPMN190404 0.4 [ ]
SPMN190408 0.8 [ ]
SPMN190412 1.2 [ ]

Flat Top SPGN090304 0.4 e o
SPGN090308 0.8 (]
SPGN120304 0.4 e o

— SPGN120308 0.8 [ ] e o
SPGN120312 1.2 () —

=1 SPGN120404 0.4 °
SPGN120408 0.8 e o
SPGN150404 0.4 [ ]

SPGN150408 0.8 [ ]
o = ew
@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case) CHIP BREAKERS > A074




TYPE INSERTS TCGN 06 01 04
Aooc TCHUTolTHoie T et

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
SeSEs mEes s = meE s e s = m s e - e e

P | Steel QCETCEXO Td|0C|ICO0OOC|E (]
Work M | Stainless Steel CROB [CE ] (@) 00 |®
or K | Castlron oecocCECEC cE |O o0 |¥oc¢C (]
Material »
N | Non-ferrous Metal [ () E
S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco %
- b4
Coated Cermet ggﬁfg Carbide Y 5
= NEW 25 z
0 Wowww 0 10 0 Wk~ 0 = b4
Shape OrderNumber | ) (828 288588 unS oS nsowa b =a88=z2z280 o228 |58 &
EEEcS28oEhha0 o022 RN SEREREEEEREEE
5S5O0S=5ES=3353555555555552Zs<>55xTjesH| <T
Flat Top TCGNO060104 0.4 ()
TCGNO090204 0.4 °
- POSI
10
WITHOUT
® = NEW -
H
D
R
S
v
W

CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION >A002 A181




TURNING INSERTS [POSITIVE]

‘ TPTYPE INSERTS TPGR 1103 04R
o Simkngs_(lomamm
‘ 6 o WITH o UT Ho LE * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS ~  Finish Cuttng-—- @) Vedium Cuting-- @D
n P Mild Steel P Carbon Steel - Alloy Steel (180-28048)
4 4
o E 3 E 3
] 3 3
5| s C_ NI Hwis 3
o |5 HIED 5 HEN
Z [=] o
5 0 01 02 03 04 0 01 02 03 04
2 Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
P | Steol ecxcxze | Gzeclceecs | o
POSI Work M | Stainless Steel GCHO® G @ #|0 00 |%
1 Material K | Castlron oecoceE c¥ |0 o0 (¥o¢C [ J
N | Non-ferrous Metal [ J (]
WITHOUT S | Heatresistant Alloy, Titanium Alloy [ J oCcCoCE cco
HOLE Coated Cermet ggﬁ’é\e&g Carbide Y
RE WV o WY mmmmNEwmml-l- © 0 c%;&
¢ Shape | OrderNumber ) |82 R s S8 38 umS S8 tn s o r pEREN 2220 028, | S5
BEECCE8 oL b2 eanSREaaslEEERRL| 8
EEEEEEHEEE EE EEEEEEE R R EE E S B R
D R/L TPGR110304R 0.4 [ ] (]
TPGR110304L 0.4 [ ] e o
TPGR160304R 0.4 [ ] e o £026
R TPGR160304L 0.4 [ ] e o
TPGR160308R 0.8 [ ]
Finish Cutting TPGR160308L 0.8 L e o
) Standard| TPMR090202 0.2 olo
TPMR090204 0.4 [ X I}
TPMR090208 0.8 ([ ]
; TPMR110302 0.2 [ X I}
A TPMR110304 04| @@ 0 E026
] S | TPMR110308 08| @@ 0
TPMR160304 0.4 [ X ) [ X I}
TPMR160308 0.8 [ X ) [ X I}
W Medium Cutting TPMR160312 1.2 ([ ] o®
Flat Top TPMN110304 0.4 [} o000 o® e o
TPMN110308 0.8 [} (XN N J ([ ] e o
K TPMN160304 0.4 [} (XN N J 00 e o
TPMN160308 0.8 [} (XN N J 00 o0e
TPMN160312 1.2 ® [ X X X} [ ® E026
— TPMN160320 2.0 [ ]
TPMN220404 0.4 ([ ] °
TPMN220408 0.8 [ X ) ( X} e o
TPMN220412 1.2 [} [ ] e o
Flat Top TPGN110302 0.2 (]
TPGN110304 0.4 [ ] o 00
TPGN110308 0.8 [ ] ()
TPGN160302 0.2 (]
TPGN160304 0.4 o® o 00
TPGN160308 0.8 (I} o0e E026
— TPGN160312 1.2 (]
TPGN160316 1.6 (]
TPGN160408 0.8 (]
TPGN220404 0.4 [ ] ()
TPGN220408 0.8 [ ] [}
o - new
CHIP BREAKERS > A074
@ : Inventory maintained in Japan. GRADES > A030

A182 (10inserts in one case) IDENTIFICATION > A002




A183



