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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.)
Inserts 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 : ===

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

== STOCK STATUS
INSERT GRADES

= INSERT
NUMBER

e SHAPE & ANGLE INDICATION OF NEGATIVE/
MARK POSITIVE TYPE
TITLE OF PRODUCT
PRODUCT — ACCORDING TO THE
SECTION INSERT TYPE
L‘LRNING INSERTS [NE@
q 80° c TYPE INSERTS

WITH HOLE

E.J —

Order Number

CNMG12!
CNMG12(
CNMG12!

[ CNMG120412-

1

B

CNMG12!
CNMG12(
CNMG12!
CNMG12(

-2
3o

CNMG120404-FS
CNMG120408-FS

-n|Z
)

e
2]
"

CNMG120404-FY
CNMG120408-FY

-|E
e

CNGG1204V5-FJ
CNGG120401F
CNGG120402+F
CNGG120404+
CNGG120408-F
CNGG120404+

bl el sl

CNMG120404-LP.
CNMG120408-LP.
CNMG120412-LP.

pe eee O

D

Light Cuting

inJapan. A: in Japan. To be replaced by new products.

.
00 \(10inserts in one case)

uuuuuuuuu

ecxex sl

Order Number

CNMG120404-LM
CNMG120408-LM
CNMG120412-LM

CNMG120404-LK.
CNMG120408-LK
CNMG120412-LK

[~ CNMG090304-
= CNMG090308-
= CNMG120402.
CNMG120404-
ng|  CNMG120408+

CNMGO9T304-SH
- CNMGO9T308-SH
CNMG120404-SH
CNMG120408-SH
CNMG120412-SH
CNMG120404-SA
CNMG120408-SA
CNMG120412-SA

* CNMG120404-SW]|
5 CNMG120408-SW]
= CNMG120412-SW]|

Ight Cutting
(Wiper)

CNMG120404-SY
CNMG120408-SY

04
08
12
04
08
12

SR o

04
08
2

04
08

CNMG120404-C
CNMG120408-C

04
08

CNMG120404-MJ
CNMG120408-MJ
CNMG120412-MJ
CNMG120416-MJ

04
08
2
16

Light Cuting
* Please refer to A028 before using the SW breaker (wiper inserl). . -0E

CHIF BREAKERS > A
GRADES > A0
IDENTIFICATION > A002)  A101

LEGEND FOR STOCK STATUS MARK
is shown on the left hand page of

each double-page spread.

CUTTING APPLICATION

is shown in order of: Finish|Light
—Medium—>Rough—>Heavy.

PHOTO OF INSERT

INDICATION OF CHIPBREAKER
indicates the designation
for a chipbreaker.

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

PAGE REFERENCE
-CHIP BREAKERS
-GRADES
‘-TECHNICAL DATA
indicates reference pages, on the right hand page of
each double-page spread.

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

= [INSERT CORNER RADIUS (RE)



TURNING TOOLS

INSERT STANDARDS
INSERT GRADES

IDENTIFICATION -+-errsserrrssrerssnmrsssssmsssnnesssanesssnnennans A002
HOLE GEOMETRY +rreserressersssssrsssssnsssnsesssanesssnnennsns A004
PRECISION BREAKER SYSTEM :++++++++sssssssssassnnaeas A006
TOOL NAV]| -+rrreesrrmsssrmnassrmmusmmmassmmmnssirmnssmmnassrmnssnns A009
OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING -+ A010
PRECISION BREAKER SYSTEM :-+-s-rererersrrnanananans A026
WIPER INSERT +++++++sssssssssssssnmntmmmsmssssssssssssnnnsnnnesnnn A028
GRADES FOR TURNING -+-+r=srermrmrmrennnnsinaneaas A030
TURNING APPLICATION RANGE -++++sssesssesssessnesses A031
COATED CARBIDE (CVD) -++:eesesrasssssssssasssssssssssees A034
COATED CARBIDE (PVD) +:eesesrsssssssssssssssssssenes A036
CERMET *+++++rsresssnmnseennmnmanmnnnmiisismnssssssssssnnnnnssenssnnes A037
COATED CERMET --++rsssseesssserssssrssssnnmsssnsesssnsesssnnenas A038
CEMENTED CARBIDE -++++++sssssssessssssrsssnesssssnnsssanesas A039
MICRO-GRAIN CEMENTED CARBIDE -++-ssseeseseeses A040
CLASSIFICATION OF INSERTS -++-++ssssseeersssssnrersasas A042
RECOMMENDED CUTTING CONDITIONS -+ A076

STANDARD OF INSERTS

mEGATlVE INSERTS WITH HOLE
CN ) ***RHOMBIC 80° =*+s=ssasss A100

RHOMBIC 55° «xxxxxssess A107

ROUND =e=esmrssasnannnns A114

***SQUARE 90° *#===sssssss A115

***TRIANGULAR 60° -+++-- A121

VN ***RHOMBIC 35° *rssnnnnnesn A1 28

WN W **TRIGON 80° **+ssssnnunsn A1 32
FEGATIVE INSERTS WITHOUT HOLE

CN:_ X TYPE--"RHOMBIC 80° :+++++++2+ A137

SN TYPE-*"SQUARE 90° -+-=+==+= A138

TN TYPE--TRIANGULAR 60° === A139

l’OSITIVE INSERTS WITH HOLE

CC
C
DC:

“TYPE--"RHOMBIC 80° --++:=++:+- A140
TYPE--"RHOMBIC 80° +++++++2 A148
“TYPE-*"RHOMBIC 55° +=++:++2+ A149
D “TYPE-*"RHOMBIC 55° =+:+22:x2:+ A155
RC:  TYPE-""ROUND +++sssssssseasseas A156

SC TYPE-"*SQUARE 90° *+++=sss+2+ A157

***SQUARE 90° *==+===sss=s A1 59
***TRIANGULAR 60° *===** A160
***TRIANGULAR 60° **+++- A163
***TRIANGULAR 60° **+++* A164
***RHOMBIC 35° ==r==xx2x+- A167

VC< ***RHOMBIC 35° +=sss=ssa A170
VD« ***RHOMBIC 35° ++sssessns A173
VP ***RHOMBIC 35° +=sssxsns A174
WB: +=*TRIGON 80° +==+ssssssss A175
WC: ++=TRIGON 80° =+++sssrensss A176

WP **TRIGON 80° ***===ssssuss A177

XC ¥ **RHOMBIC 25° *sssssanann A178
l’OSITIVE INSERTS WITHOUT HOLE

RTG TYPE: -+ scemiriiiiiiieiiananne A179

SP TYPE-*SQUARE 90° =+:+sxee1e A180

"TYPE---TRIANGULAR 60° ------ A181
¥ TYPE-"""TRIANGULAR 60° ***** A182

<



TURNING INSERTS

IDENTIFICATION

= _
2 S
] / ; =
(7] Symbol Insert Shape
E Triangular insert with a facet
u H Hexagonal O ° 1c (Secondary Cutting Edge)
Z (0] Octagonal o
(V) ® Tolerance Class
4 P Pentagonal Q )
= Tolerance of Tolerance of | Tolerance of | Detail of M Class Insert Tolerance
% S Square O Symbol|  Nose Height Inscribed Circle | Thickness @Tolerance of Nose Height M (mm)
e - M (mm) 1C (mm) S (mm) ) i i i
T Triangular A A +0.005 50025 50025 D.I.C. |Triangular|Square Rhé)(r)noblc Rhgglblc Rhé’énob'c Round
(o3 Rhombic 80° [T E +0.005 +0.013 +0.025 6.35 |+0.08|+0.08|+0.08|+0.11|+0.16| —
+ + + + + _
D | Rhombic 55° (7 C | +0013 +0.025 +0.025 1:'%5 ;8'?2 ;g'?z :g'?i 18'1; +0.16
E Rhombic 75° [T H +0.013 +0.013 +0.025 15.875 10'15 10'15 :0'15 :0.18 — —
: E +0.025 +0.025 +0.025 . —— —— —— ——
F Rhombic 50 yavs G 0025 +0.025 013 19.05 |*+0.15 f0.15 +0.15|+£0.18| — -
M | Rhombic 86° 0 J 40005 | £0.05—+0.15 | #0025 |2>40 | — :0'18 - | - - =
V | Rhombic 35° (7 K* #0013 | £0.05—+0.15| +0.025 3;'75 — |020] — (_ ) - 1=
Tolerance of Inscribed Circle IC (mm
. * + + —+ +
w Trigon A = +0.025 +0.05=£0.15 +0.025 ; Rhombic|Rhombic|Rhombic
M*| +0.08—+0.18 | £0.05—+0.15 | +0.13 | D.C. |Trenguiar|Square | "gg- | 55> | 350 | Round
L | Rectangular - N* +£0.08—%0.18 | £0.05—+0.15| +0.025 | 6.35 |*0.05[%0.05/+0.05|+0.05|+0.05] —
A | Parallelogram 85° | ] U*| +0.13—+0.38 | +0.08—+0.25 | =+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° [T 15.875/+0.10|£0.10|*0.10| £0.10 +0.10
19.05 |+0.10|*+0.10|*+0.10|£0.10| — |*0.10
& Round @) 2540 | — |+013] — | — | — |*0.13
X Special Design = 31.75 — |*0.15| — - — |*0.15
@ Insert Shape @ Tolerance Class
| @ ®
[ @ @
ormal Clearance ixing and/or for Chip Breaker
@N 1Cl @ Fixing and/or for Chip Break
Symbol|  Normal Clearance Metric
o V Hole Chip f Hole Chip )
A 3 spilia) | Aot Configuration | Breaker e ke Configuration | Breaker s
B 5° W W |With Hole| Cyiindrical Hole | - no | 7] \T{)/ | A |With Hole Cylindrical Hole|  No | [] ] \U_[/
+
o ) One Countersink]  One ) - Single
(o3 7 S 7 T |With Hole (40—60°) Sided E @ M | With Hole | Cylindrical Hole Sided mj m
° i Cylindrical Hole : —— Double
D 15 S 7 Q |With Hole| “Y h No [E:l G | With Hole |Cylindrical Hole Sided D]j
. . Double Countersink| Double Without
NV U |With Hole| “40°60°) | sided | = N | hole - N ]
o ; Cylindrical Hole Without _ Single
F| o2 S| | B [ mnsor| o | OFT W | R | e Srde | ) O
o ) One Countersink]  One Without Double
G 30 \& H | With Hole (70—90°) Sided E @ F Hole - Sided Ej
N 0° N C | With Hole | CYlindrical Hole No [E:l X - - - Special Design
+
R ) Double Countersink| Double
P 11 N J |with Hole| " 70°00°) | sided O
O |Other Normal Clearance
Major Normal Clearance

A002



Symbol Diameter of
Inscribed Circle
@ o a4 g B AT 0
i — =
02 04 03 03 06 3.97 *Thickness is from the bottom of the insert ﬁ
to the top of the cutting edge. 7]
L3 08 05 04 04 08 4.76 : F4
03 09 06 05 05 09 556 Symbol Thickness (mm) g
04 11 07 06 06 11 6.35 01 1.59 =
05 13 09 08 07 13 7.94 TO 1.79
08 8.00 02 2.38
09 06 16 1 09 09 16 9.525 T 278
10 10.00 03 318
12 12.00 T3 3.97
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
| LP MP RP
o | s | &\ PON
e e 2
12/ (04 08| (E) (N)-MP| == = =
@ O]

[

l I RK
@ Insert Corner Configuration Cutting Edge Symbol @© Cutting Direction
Symbol Corner Radius (mm) Figure Feature Symbol Figure Hand|Symbol .
00 Sharp Nose

V3 0.03 RS

Sharp .
Right R
Cutting Edges 2 %,_ 9
V5 0.05

=
o

04 0.4

Chamfered /

T — Af} — Neutral] N

L2 08 Cutting Edges

12 1.2

)

/
01 0.1 Round Leit| L
02 0.2 j Cutting Edges E —»ﬁ/ €

16 1.6 Chamfered
20 20 and Rounded | S Mw
. Cutting Edges
24 2.4 )(‘.3
28 28 _ | ©Comerr | —
tolerance
32 3.2 HV
00 : Inch Round Insert Mitsubishi Materials omit
MO : Metric the honing symbol. J

The above table shown as reference example.
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A004

TURNING INSERTS

HOLE GEOMETRY == 2 =
a 5 5 +15
NEGATIVE POSITIVE
Dimensions (mm) Dimensions (mm)
Insert Number Hole Type Insert Number Hole Type
D1 D1
G 3.81 A CCET 2.8 B
CNGG 3.81 A 4.4 B
CNGM 3.81 A CCGB 2.8 B
CNMA 5.16 A CCMB
CNMG 6.35 A CCGH
CNMM CCMH
CNMP 7.93 A
9.12 A 2.0 B
SHEs 3.81 A 24 B
DNGG 5.16 A CCGT 2.8 B
DNGM 5.16 A 4.4 B
DNMA 5.5 B
DNMG 2.8 B
DNMM
SN CoMT 3.4 B
4.4 B
3.81 A 5.5 B
SNGA 5.16 A 2.0 B
2':]3? 6.35 A oo 2.4 B
W
SNMG 7.93 A CCMW 2.8 B
SNMM 9.12 A 4.4 B
9.12 A 5.5 B
TNGA 2.26 A 3.4 B
CPGT
TNGG 3.81 A 4.4 B
TNGM
3.81 A 3.5 D
TNMA cEe s
TNMG 5.16 A CPMB 4.5 D
TNMM 6.35 A CPMH
TNMX 7.93 A 85 D
CPMX
VNGA 3.81 A 4.6 D
DCGT
VNMA 4.4 B
VNMG DCGW 2.8 B
VNMM DCMW 4.4 B
3.81 A DCMT 5.5 B
WNGA 3.81 A DEGX 51 C
WNMA 3.81 A 3.6 D
WNMG 5.16 A 1204M0 4.2 D
6.35 A 1606 MO0 5.2 D
RCMX
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 1103 2.9 B
RCGT 0803MO0 3.4 B vear 1604 4.4 B
RCMT : VBGT :
10T3MO 4.4 B VBMT
SCMT 09T3 4.4 B VBGW
SCMW 1204 55 B VCGT 2.4 B
0903 4.6 B VCMT 2.8 B
SPMW
1203 5.7 B VCGW 34 B
0903 " 44 B veMW 44 B
SPMT o
120370 55 B VPET 2.42 B
0903 4.8 D VPGT 2.85 B
SPGX o
1203 5.9 D VDGX 4.5 D
06015 2.3 B WBGT 2.3 B
TCGT 080 2.3 B WBMT 2.3 B
TCMT 0902 2.5 B WCGT 2.3 B
TCGW 11027 2.8 B WCMT 2.3 B
TCMW 130377 3.4 B WCGW 238 B
16T3: 4.4 B WCMW 4.4 B
TEGX 16037 4.4 D WPGT 2.8 B
0802 25 C WPMT 4.4 B
0902 3.0 C XCMT 2.8 B
TPGX 11030 3.5 ]
1603 4.8 D
1604 4.8 D
0802 2.7 C
0902 :: 3.2 C
TPMX 11031 3.7 C
1103 3.5 C
16035 4.8 D
TPGB 0802 2.4 D
TPMB 0902:" 2.9 D
TPGH 110300 3.4 ]
TPMH 1603 44 D
TPGT 1603 4.4 B
0902 2.8 B
TPGV .
11030 3.4 B

TURNING INSERTS

A005



TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

ONEGATIVE INSERTS Unit : mm

E Geometry Insert Number LBB LE GAN
w

2 DNGG150404R/L 2.8 14.9 15
g e LBB_ can DNGG150408R/L 2.8 14.3 15
F f-\%lj DNGG150604R/L 2.8 14.9 15
oo ]

F 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
N i'\—%h SNGG120404R/L 2.3 3.7 15
LE SNGG120408R/L 2.3 3.7 15
Right hand insert shown.
TNGG160402R/L-FS 1.3 2.7 15
LBB. caN 8 20° TNGG160404R/L-FS 1.3 2.8 15
*% > & TNGG160408R/L-FS 1.3 3.1 15
Right hand insert shown.
TNGG160402R/L-F 25 5.1 15

- © TNGG160404R/L-F 25 5.2 15
GAN & 30°
FQ‘I V%&# TNGG160408R/L-F 25 55 15
LE

Right hand insert shown.

TNGG160402R/L-K 15 7.1 15
LBB. GaN TNGG 160404R/L-K 1.5 5.4 15
FQH TNGG160408R/L-K 1.5 5.1 15

LE

Right hand insert shown.

TNGG110302R/L 1.3 3.2 15
TNGG110304R/L 1.3 3.0 15
TNGG110308R/L 1.3 27 15
LBB, GAN TNGG160304R/L 2.3 5.4 15
F;j_h TNGG160402R/L 1.3 8.7 15
LE 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., GaN
£

Right hand insert shown.
VNGG160402R/L-F 25 7.4 15
VNGG160404R/L-F 2.5 7.6 15

Right hand insert shown.
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@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
CCET060201R/L-SR | 2.2 | 6.3 DCETO070201R/L-SR | 25| 7.6
CCETO060202R/L-SR | 2.2 | 6.2 DCET070202R/L-SR | 2.5 | 7.4
ﬂGF«# 4 CCET060204R/L-SR | 2.2 | 6.0 LBB. G & DCET070204R/L-SR | 2.5 | 7.1
38 2| 6. @ @ﬁ I . .
_ |CCET09T3V3RIL-SR |32 | 9.6 204 |DCET11T3V3R/L-SR | 3.7 |11.6
LE 20" | CCETO9T301RIL-SR | 3.2 |95 LE DCET11T301RIL-SR | 3.7 |11.4
CCETO09T302R/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
CCET0602V3R/L-SN | 1.0 | 6.4 DCETO0702V3R/L-SN | 1.0 | 7.7
CCET060201R/L-SN | 1.0 | 6.3 DCET070201R/L-SN | 1.0 | 7.6
CCET060202R/L-SN | 1.0 | 6.2 DCET070202R/L-SN | 1.0 | 7.4
LBB, GAN LBB_GAN
@1200 CCET060204R/L-SN | 1.0 | 6.0 @ lzoo DCET070204R/L-SN | 1.0 | 7.1
CCETO09T300R/L-SN [ 1.5 9.6 DCET11T300R/L-SN | 1.5 [11.6
LE CCETO09T3V3R/L-SN | 1.5 | 9.6 LE DCET11T3V3RIL-SN | 1.5 [11.6
CCETO09T301R/L-SN | 15| 9.5 DCET11T301R/L-SN | 1.5 [11.4
CCETO09T302R/IL-SN | 15| 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
CCETO0602V3R/LW-SN | 1.0 | 6.4 DCETO0702V3R/LW-SN | 1.0 | 7.7
g LBB, OO0 CCET09T3V3RILW-SN | 1.5 | 9.6 LBB_GAN DCET11T3V3RILW-SN | 1.5 |11.6
LE LE
Right hand insert shown. Right hand insert shown.
CCGH060202(M)R/IL-F| 1.2 | 3.6 DCGTO070202R/L-F | 1.0 | 3.0
g LBB 04\5'! CCGHO060204(M)RIL-F| 1.4 | 4.4 Vs LBB_ $17° DCGTO070204R/IL-F [ 1.0| 3.2
X @1 ? f&# DCGT11T302R/IL-F | 1.0 | 3.0
e DCGT11T304RILF | 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 DCGTO0702V3R/L-SS | 1.0 | 3.5
e aaN 5 CCGTO03S102(M)R/L-F| 0.8 | 1.5 DCGT070201R/L-SS | 1.0 | 3.5
j@} @Hr 1 CCGT03S104(M)R/L-F| 0.8 | 1.6 LBR GAN DCGT070202(MRIL-SS| 1.0 | 3.5
wl LBB CCGTO04TOV3L-F 1017 y @1 DCGT11T3V3R-SS 10| 6.5
CCGT04T001(M)R/IL-F| 1.0 | 1.8 é DCGT11T301(M)RIL-SS| 1.0 | 6.5
CCGTO4TO02(M)R/L-F| 1.0 | 1.8 DCGT11T302(M)R/IL-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
CCGT0602V3RIL-SS | 1.0 | 3.0 DCGT0702V3R-SN 10| 35
CCGT060201(M)RIL-SS | 1.0 | 3.0 DCGTO070201(M)RIL-SN| 1.0 | 3.5
LBB_GAN CCGT060202(M)RIL-SS| 1.0 | 3.0 LBB GAN DCGT070202(M)R/IL-SN| 1.0 | 3.5
: — CCGTO9T3V3RIL:SS | 1.0 | 5.0 DCGT1T3V3RILSN | 1.5 | 6.5
i CCGTO9T301(M)RIL-SS| 1.0 | 5.0 DCGT11T301(M)RIL-SN| 1.5 | 6.5
CCGTO9T302(M)RIL-SS| 1.0 | 5.0 DCGT11T302(M)RIL-SN| 1.5 | 6.5
Right hand insert shown. [CCGT09T304MR/L-SS | 1.0 | 5.0 Right hand insert shown. [DCGT11T304(M)RIL-SN| 1.5 | 6.5
CCGT0602V3R-SN 1.0 [ 3.0 DEGX 150402R/L 2.8[15.2
CCGT060201(M)RIL-SN| 1.0 | 3.0 LBB_GAN DEGX 150404R/L 2.8 [14.9
LBB GaN CCGT060202(M)R/L-SN| 1.0 | 3.0 @h
: CCGTOIT3V3RIL-SN | 1.5 5.0 LE
e CCGTO09T301(M)R/L-SN| 1.5 | 5.0 Right hand insert shown.
CCGTO9T302(M)RIL-SN| 1.5 | 5.0 DEGX150402R/L-F | 25| 7.4
Right hand insert shown. [CCGT09T304(M)R/L-SN| 1.5 | 5.0 Vs LBB G/N & DEGX150404RIL-F |25 | 7.6
CPGTO080204R/IL-F [ 1.8]5.5 g? K%ﬁ *’/%#
BB OAN o CPGT090302R/IL-F | 1.8 | 5.4
? k\'éh V/Z{%o# CPGT090304R/L-F 18|55 Right hand insert shown.

Right hand insert shown.

TURNING INSERTS
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TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

@POSITIVE 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
w1 " #y ~— 3%{%# VBGT160402RIL-F | 1.5 | 45
EZ_ LE 0 VBGT160404R/L-F 15|47
Right hand insert shown. Right hand insert shown.
TCGT0601V3L-F 1.0]29 VBET1103V3R/L-SR | 25| 7.3
« ﬁ‘;ﬂﬂ & TCGT060101L-F 1.0 3.0 P LBB G?Jg & VBET110301R/L-SR | 2.5 | 7.3
AL k\-%ﬁ V/Z%# TCGT060102R/L-F | 1.0 | 3.0 y F\—-%ﬁ V/Z%# VBET110302R/L-SR | 25| 7.4
TCGT060104R/L-F | 1.0 | 3.2 VBET110304R/L-SR | 2.5 | 7.6
Left hand insert shown. Right hand insert shown.
TEGX160302R/L 2.0|6.0 VBET110300R/L-SN | 1.0 |11.0
ﬂGgobﬂ TEGX160304R/L 2.0|6.0 LBB_GAN VBET1103V3R/L-SN | 1.0 [11.0
20°
~— 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_ G;\Org
GAN TPGH090202R/L-FS | 1.0 | 3.0
ré% @*)W S TPGHO090204RILFS | 1.0 |32 [i&
2007 | 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 o VPET080202R-SRF | 0.8 | 2.5
Right hand insert shown. | TPGH160308R/L-FS | 2.0 | 6.5 ‘l y @-}3%# VPET1103V3R-SRF | 1.0 | 2.9
TPGR110304R/L 1.3]3.0 20°/ (VPET110301R-SRF | 1.0 | 3.0
LBB Gfslg TPGR160304R/L 23|54 Right hand insert shown. | VPET110302R-SRF | 1.0 | 3.0
i @1 TPGR160308R/L 23| 5.1 VCGT080202R/L-F 0.8 | 25
LE LBB GAN VCGT080204R/L-F 0.8 | 2.6
Right hand insert shown. }? k\-%ﬂs 3’73&#
TPGX080202R/L 1339 2
TPGX080204R/L 1.3 | 4.1 Right hand insert shown.
BB GAN TPGX090202R/L 16|48 VDGX160302R/L 20| 6.0
ré% KL}_TO"S‘}’ TPGX090204R/L 16| 5.0 LBB G?s'!q‘}’ VDGX160304R/L 20| 6.1
7 &ﬁ,o TPGX090208RIL | 1.4 | 4.7 ﬁi% ~— v/&#
-LE TPGX110302L 18|54 [Lg 20°
TPGX110304R/L 1.8 |55 Right hand insert shown.
Right hand insert shown. | TPGX110308R/L 1.8 ]5.9 WBGT0201V3L-F 1.0 2.0
WBGT020101L-F 1.0] 20
WBGT020102L-F 1.0 21
ﬁeﬁs'f 4 WBGT020104L-F | 1.0 | 2.2
30° WBGTL302V3L-F 1.0 2.0
WBGTL30201L-F 1.0] 20
WBGTL30202R/L-F | 1.0 | 2.1
Right hand insert shown. [ WBGTL30204R/L-F 10| 2.2
WCGT020102R/L 1.0 21
LBB Gfg‘ﬂ & WCGT020104R/L 10| 22
Y 300 WCGTL30202L 1.0 21
WCGTL30204L 10| 2.2
Right hand insert shown.
WPGT040204R/L-FS | 1.0 | 3.2
@ .@.Gfsbﬂ & WPGTO060304R/L-FS | 1.0 | 3.2
it T
LE|
Right hand insert shown.




TOOL NAVI

Il 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.

l LABEL INDICATION »
520 @D Work materials i
|H@WWL"LH|H,‘|,ILH|‘H‘|Wlww‘lwmﬂwﬂww"HlumWmm §§% % P : Steel (Material reference : Carbon steel, alloy steel 180HB) 2
CNMG432MP (T T N M : Stainless steel (Material reference : Austenitic stainless steel 180HB) 2
|®VC 3::_ 190Km/minN s H o MADE IN JAPAN § § K : Cast iron (Material reference : Gray cast iron, ductile cast iron 180HB) z
P 006028 oo 0 5 H N : Aluminium alloy, non-ferrous metal 2
COR-DR0 R ) _ , S : Material reference : Titanium alloy 320HB, Ni, Co-Based Alloy 400HB
%1 The above is an example. There may be inserts recommended for multiple work materials. )
*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
e — Minimum and maximum feed rate settings are based on the
Work Tool Lift :
Mat?errial Life 2 P(-;r?ormance Work 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

B 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—teolLifel  15min | 30min | 45min | 60min | 90min  Grage R0 Life[ 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 0.62

(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 : ve=310m/min
NX2525 100 | 087 | 080 | 076 | 0.70 (Tool life : 15min.)

4

@ M Grade (Stainless Steel) cutting speed coefficient values. Tool life required by the customer : 30min.

Grade —0!Life] 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
Us735 1.00 0.78 0.68 0.61 0.53

310x0.83=257m/min

B 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)

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

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

@ Selection of optimum inserts for turning

p

chip breakers for each application area in turning.

B CUTTING CONDITIONS

Continuous Cutting

@ stevle Cuting S e

TURNING INSERTS

‘ General Cutting

Heavy Interrupted Cutting

# UnStab|e Cutt“’]g Irregular Depth of Cut

Low Clamping Rigidity Cutting

Finish Cutting _
FY SY

VP25N VP25N

P Mild Steel &x: 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

BCUTTING AREA

o

Mild Steel

-9

e

03 05 07
Feed (mm/rev)

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

2
~ g

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

Cutting Area

1st Recommendation

Chip Breaker Grade ve (m/min) f (mm/rev) ap (mm)
. Stable Cutting F FY VP25N 285—450 0.09—0.23 0.20—0.80
L SY VP25N 260—410 0.16—0.33 0.50—1.20
‘ General Cutting F FY MP3025 275—425 0.09—0.23 0.20—0.80
L sy MP3025 255—385 0.16—0.33 0.50—1.20
# Unstable Cutting F FY UE6020 285—465 0.09—0.23 0.20—0.80
L SY UE6020 260—425 0.16—0.33 0.50—1.20

A010



— . Stable Cutting ﬂ Finish Cutting
E; ‘ General Cutting u Light Cutting
35 @

5 ® unstavie Cutiing [T ]} Medium Cutting

g2 @* :
1S @ m Rough Cutting
0 01 03 05 07

( v) i
Feed (mmire m Heavy Cutting

Finish Cutting _ Medium Cutting Rough Cutting Heavy Cutting
FP LP MP RP HX

. NX2525 MC6015 MC6015 MC6015 MC6025

P Carbon Steel « Alloy Steel (ex: sasc, scmado) ve : Cuting Speed
NEGATIVE INSERTS ap Depth of Cut
Cutting Area . 1st Recommgndation
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

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

M Stainless Steel (<200H8)

8 \“

TURNING INSERTS H

) M,

>

LM

MC7025

o oam

MP7035

MC7015

MC7025

MP7035

M Stainless Steel &x: sussos, sus3ie)
NEGATIVE INSERTS

. Stable Cutting
‘ General Cutting

# Unstable Cutting

Rough Cutting Heavy Cutting

MC7015

MC7025

HL

US735

US735

MP7035

HL

US735

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

Cutting Area

1st Recommendation

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 Us735 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 US735 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 US735 75—140 0.40—1.00 1.50—8.00

A012




K  Castlron (s3sompa) . Stable Cutting u Light Cutting

8
géﬁ— ‘ General Cutting m Medium Cutting
2 # Unstable Cutting m Rough Cutting

0.1 03 05 07
Feed (mm/rev)

_ _ Rough Cutting Heavy Cutting
LK MK RK Flat Top

‘ MC5005 MC5005 MC5005 MC5005

TURNING INSERTS =

K Cast Iron « Ductile Cast Iron ex: Fesoo) Ve : Cuing Spoed
NEGATIVE INSERTS ap Depth of Cut
Cutting Area . 1st Recommgndation
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 Cuiting 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

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

. Stable Cutting ﬂ Finish Cutting
: ‘ General Cutting u Light Cutting
® Unstavie Cutiing [T J] Medium Cutting

IS

w

Depth of Cut (mm)
N

TURNING INSERTS !

o_.

Py
o
c

«Q
=
O
=
=
5

@

~_
0.1 0.2 03 04
Feed (mm/rev)

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

MT9015 MT9015 MT9015 MT9015

Titanium Alloy (x: Ti6al-4av) e : Cutting Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area ' 1st Recommgndation
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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IS

w

s )

Depth of Cut (mm)
N

~_|
0.1 0.2 0.3
Feed (mm/rev)

o

0.4

Finish Cutting _ Medium Cutting
LS(M)

MP9005

. N|, Co-Based A||0y (Ex : Inconel718)

NEGATIVE INSERTS

LS(M)

MP9005

. Stable Cutting
‘ General Cutting

# Unstable Cutting

MS RS

MP9005

Rough Cutting

MP9015

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

1st Recommendation

Cutting Area Chip Breaker Grade vec (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 Cuiting 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

TURNING INSERTS =
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting

NX2525

FP

NX2525

TURNING INSERTS !

MP

NX2525

@ stavie Cutting
‘ General Cutting
# Unstable Cutting

P Mild Steel
A
€
) %
32
g
1l
0 01 02 03 04
Feed (mm/rev)
P Mild Steel ex: ss400, s10c) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Ar 1st Recommendation
utling Area 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

A016



‘ General Cutting
FP LP MP

NX2525 NX2525 NX2525 &  Unstable Cutting

TURNING INSERTS =

I
€
s %
SaH
g
(il
0 01 02 03 04
Feed (mm/rev)
P Carbon Steel * Alloy Steel x: sasc, scmas0) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area 1st Recommendation
9 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

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting . Stable Cutting
c General Cutting
Q FM LM MM

VP15TF MC7025 MC7025 & Unstable Cutting

TURNING INSERTS H

.. @4 u Light Cutting
E —— === m Medium Cutting
FM LM MM

VP15TF MC7025 MC7025

@

% FM LM MM

VP15TF MP7035 MP7035
M Stainless Steel (<200+8)
Jnn
3,
2 a
1
a [ll
1] AN
0 01 02 03 04
Feed (mm/rev)
M Stainless Steel ex: sus3o4, sus3ie) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Ar 1st Recommendation
utling Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
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
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=1125 0.04—0.20 0.20—0.90
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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R

MK General Cutting
MK MK =M%, ¢

MC5005 MC5005 MC5005 & Unstable Cutting

TURNING INSERTS =

IS

w

N

Depth of Cut (mm)

N

o

0.1 02 03 04
Feed (mm/rev)

K Cast Iron « Ductile Cast Iron ex: Fesoo) Ve : Cuing Spoed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
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 >aA060 A019




TURNING INSERTS !

A020

TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

AZ

HTi10

N Aluminium Alloy (ex: aso61, a7075)
7°POSITIVE INSERTS WITH 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)
@ 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




MS

MT9005

FS-P

MT9005

LS-P

MT9005

@ stable Cutting
‘ General Cutting

# Unstable Cutting

S TanumAloy |
4
S,
0 _o? 02 03 04
Feed (mm/rev)
Titanium Alloy (x: Ti-ear-4v) e : Cutiing Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
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 mMS 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 MSs MT9005 35265 0.08—0.25 0.30—2.00

CLASSIFICATION > A060

TURNING INSERTS =
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutti
FS LS(G) MS

‘ MP9005 MP9005 MP9005

TURNING INSERTS !

ng

‘ Stable Cutting

‘ General Cutting

# Unstable Cutting

S NiCoBasedAloy |
4
0 _o? 02 03 04
Feed (mm/rev)
. Nl, Co-Based A||0y (Ex : Inconel718) v fg:g;”g 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 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 MS 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-R/L Standard Standard ‘ General Cutting

NX2525 NX2525 NX2525 &  Unstable Cutting

TURNING INSERTS =

P Mild Steel ex: ss400, s10c) e : Cutting Speed
11°POSITIVE INSERTS WITHOUT HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vec (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




TURNING INSERTS !
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

NX2525

NX2525

NX2525

P Carbon Steel * Alloy Steel x: sasc, scmas0)

11°POSITIVE INSERTS WITHOUT HOLE

R-R/L Standard Standard

@ stavie Cutting
‘ General Cutting
# Unstable 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 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

G | Cutti
R-R/LL FlatTop Flat Top @ General Cuting
NX2525 UC5105 UC5105 &  Unstable Cutting

TURNING INSERTS =

K Cast Iron « Ductile Cast Iron x: Fesoo) Ve : Cuing Spoed
11°POSITIVE INSERTS WITHOUT HOLE ap Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vec (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 UC5115 130—240 0.08—0.30 0.30—2.00
General Cutting M Flat Top ucs5115 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 AQ025




TURNING INSERTS

PRECISION BREAKER SYSTEM

ANGULAR AND PARALLEL CHIP BREAKERS (NEGATIVE INSERTS)

8 WCHIP CONTROL RANGE
@
&
2
g R/L
= = Breaker
5 3 K
. ?5" Breaker
o F
kS Breaker
a
g PSS

l Feed (mm/rev) >

BFEATURES OF CHIP BREAKER

DNGG SNGG TNGG VNGG

Breaker Features Type Type Type 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

Breaker

BFEATURES OF CHIP BREAKER

Breaker

Features

CCET Type

CCGT Type

DCET Type

DCGT Type

VBET Type

SR

@ The wide lead breaker for
medium cutting is suitable for
automatic lathe machining.
@ The insert design for low
resistance controls chip flow.

£

Ss

@ The parallel breaker for
light cutting is suitable for
automatic lathe machining.
@ Excellent chip control at
low feed rates.

SN

@ The parallel breaker for
general purpose is suitable
for automatic lathe machining.

@ Excellent chip control for
low to medium feed rates.

7 -4
&

Breaker

Features

CCGH/CCGT
Type

CPGT
Type

DCGT
Type

TPGH
Type

TCGT
Type

VBGTIVCGT

Type

WBGT
Type

WPGT
Type

WCGT
Type

FS

@ For precision finishing.

@ Small width lead breaker
for excellent chip control.
@ Sharp cutting edge gives a

good surface finish.

@ For finish cutting.

@ Lead breaker controls chip
flow.

@ Sharp cutting edge gives a
good surface finish.

RIL

@ Lead breaker for light
cutting.

@ Good chip control for low
to medium feed rates.

Standard

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

p

TURNING INSERTS
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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
radius.

@ 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

n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

A028

« 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.

/ Wiper

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.

Figished srl#rface
e Standard insert
—_— ar

The conventional feed condition

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

*Please use a wiper insert at high feed rate.

40 <Cutting Conditions>
» Standard Insert Workpiece : JIS $45C )
3 71 SETTTEEEEEERNARRNRRNRRS ASFEHE Insert : CNMG12040:
£ Cutting Speed=200m/min
5~
Se n Depth of Cut=1.5mm
€2 20 f--------mmmeemmm ,,,}\’X{;\)/@;U?’Eﬂ,,” Feed Speed=0.2-0.6mm/rev
8 & (EELER Wet Outer Diameter Cutting
(]
R [ e A Il S

. | v
0 0.2 0.4 0.6 0.8

Feed f(mmi/rev)
<Ex>The surface roughness does not deteriorate
even if the feed rate is doubled (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

M 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!!>

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

Rz(W)=Rzx0.5

The effects of wiper inserts on external I
machining, boring and facing. anele o over
than 5°

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

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

M 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

Non The CNMG type can
. 4 be used as a wiper at
restriction he 100°comer.

Conventional machining
programmes can be used.
(The CNMG *+ WNMG « CCMT

types are based Not

on the

ISO/ANSI.) necessary to
adjust

Bl 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
wiper efficiency with other end cutting

in using the TNMX160412-MW.
angles (60°, 90°, 107°etc.). in using the

——— MW (93°)
— & — MW (91°)

—#— Standard
corner radius,

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

s

Theoretical Surface
>

Roughness Rz (m)
N
o

o

(Specified)

01 02 03 04 05 06
Feed f (mm/rev)

Ex):Theoretical surface roughness of holders

@ Necessary to Adjust

:—Jj NV

the Machining Programme
When machining errors occur, please
adjust the programme.

(The DNMX-TNMX types are not
based on the ISO/ANSI. Please
refer to the next page.)

Standard corner

radius .
Wiper corner

/ radius

Adjustment
necessary

<Example of insert point>



BAdjustment of machining programmes for DNMX « TNMX types

Basic Process) Adjusting Toward X-axis and Z-axis Adjustment toward Z-axis
Adjusting the differential between a standard insert and Z-axis / X-axis.
Standard insert

Adjustment toward X-axis

DNMX, TNMX
type (Not closed to Corner R)
- 0.01mm
DNMX, TNMX
type

Standard insert

TURNING INSERTS

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.

o
Classification geomelry (+)

Taper Angle 6°
ComerRadiusf ). ] 10 | -5 0 5 10 15 |20-35| 40 | 45 | 50 | 55 |60—65| 70 |75-85| 90
12 004 | 003 | 001 | 0 | 002 | 003 | 004 | 005 | 004 | 004 | 002 | 001 | 001 | 0 | 001 | o
08 003 | 002 | 001 | 0 | 001 | 002 | 003 | 004 | 003 | 003 | 002 | 0 |-001| 0 | 001 | o
04 002 | 001 | 001 | 0 | 001 | 001 | 002 | 002 | 002 | 001 | 001 | 0 | 001 | -001 | 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 corner 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.

Corner 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 = Work Radius+0.14(mm) =~ adius 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.

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)

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

GRADES FOR TURNING

@INDEXABLE INSERT GRADES FOR TURNING
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TURNING APPLICATION RANGE

n
P STEEL M STAINLESS STEEL E
7
=z
Cermet and Coated Cermet g
400 300 z
\ %
CVD ¢ PVD Coated Carbide A~ =
UE6105 \ MC7015
E 300 AP25N E
= VP25N ', =
E s E 200
= . MC6015 =
o % o MC7025
& 00 || NR2223 a VP15TF CVD « PVD Coated Carbide
2 MP3025 -. - MC6025 2 o
3 ! P45N ::\MC6035 Cemented Carbide 3 100
100 (VPISTE 5
U-I:I.6_400 o =Cemented Carbide
0 0.2 0.4 0.6 08 0 0.1 0.2 0.3 0.4 05 0.6
Feed (mm/rev) Feed (mm/rev)
K CAST IRON N NON-FERROUS METAL
500 .
e intered CBN \
[ =X |.Solid CBN
E : MBS140 800 | | MD205
400 |{MB4120 MD220
MB710 : mcsoos
MB730 : MD230 Sintered Diamond
e 5 S o | | MD2030
€ 300 | : £
3 o Cermet and Coated Cermet 3 Cemented Carbide
g AP25N". CVD + PVD Coated Carbide g /
o VP25N . MC5015 2 400 ||
£ 200 [{NX2525 £ v
3 v " VP10RT 3
----- “VP15TF
100 HTiO5T : . 200 |— HTi10
Cemented Carbide
HTi10
i —
0 0.2 0.4 0.6 0.8 0 0.1 0.2 03 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
UE6105 |
300 [ L T o300
£ 1 £
E ; : E
3 | | 3 APZSN | wmp3o2s
2 MC6015 | mce025 | g :
o 200 ; ' MC6035 o 200 ;
g 1 1 g 1
£ ‘ ‘ £ | NX3035
© © NX2525 :
100 VP15TF R |
® ¢ 3 e € @
Cutting Conditions Cutting Conditions
M STAINLESS STEEL K CAST IRON
300 T T 500
. ‘ } __ 400 MC5005 AREEEEEEEERE
£ ] I £ I
£ : ! £ :
£ 200 e £ |
2 MC7015 | g B0 [ ‘
o) 1 1 1)
&g | MC7025 a
o ! ! = MC5015
= ! 1 £ 200
3 100 |-t -t MIP7035 3
VP15TF ‘ ;
l 100 | NX2525 | VP15TF
o e @ "o € @
Cutting Conditions Cutting Conditions
K CAST IRON (CBN)
1500
MB4120
= MB730
é 1000
et
(0] i
2 |
o !
2 1
£ MB710 :
(&) 500 i
0

Cutting Conditions
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Cutting Speed (m/min)

Cutting Speed (m/min)

Cutting Speed (m/min)

60

400

200

100

75

50

25

400

300

200

100

‘N NON-FERROUS METAL
0

¢ 3

Cutting Conditions

'S HEAT RESISTANT ALLOY

¢ 3

Cutting Conditions

'H HARDENED MATERIALS (CBN)

BC8110
BC8105

------------ - BC8130 |

Cutting Conditions

Cutting Speed (m/min)

Cutting Speed (m/min)

ECUTTING CONDITIONS

Continuous Cutting
A C tant Depth of Cut
@ stable Cutting £

Securely Clamped Component Cutting
‘ General Cutting

Heavy Interrupted Cutting

# UnStable Cuttlng Irregular Depth of Cut

Low Clamping Rigidity Cutting

"N NON-FERROUS METAL (PCD)

1500
1000

500

Cutting Conditions

'S TITANIUM ALLOY

100

50
40 f--eaaaea

25 |-

Cutting Conditions

TURNING INSERTS =
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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.

A

» HESELECTION STANDARD
[
i @TURNING
Z
9o . Cutting Recommended Cutting -
; Work Material s Recommended Grade Speed (m/min) ISO Application Range
g
- 300 4 10 n
UEG6105 (200 — 400) ] S [3]o
10 © © -
Continuous 250 i g g “
Cutti
s MC6015 (150 — 400) 20 \':'a‘ Q18
P Steel P q § 8
200 30 =
MC6025 (100 — 280) | 5\ /.,, °
[} =]
Interru_pted 40 8 S-
Cuting MC6035 (80— 200) . \ g |5
200 )
Continuous MC7015 (160 — 250) 10 / i |
Cutting 7 E 3
20—\ 2+ R
M| Stai 150 i [} )
ainless Steel MC7025 (120 — 200) M 5 g
Continuous =0 B
and | = o
Interrupted 100 40 ~
Cutting US735 (80 — 120) , \ 8
| n n
. o o
Continuous 300 _l = = ) 0
Cutting MC5005 (200 —400) 10 8\8 /3/%
] £ |3 (o0
Cast Iron 3] 3]
K Ductile Cast Iron K|20 \E =
Interrupted 250
Cutting MC5015 (150 — 300) 30
.
Heat Resistant IC‘:”a'RH‘t’“j US905 80 <§
nterrupte -
Alloy Cuttiﬁg (50 —100) g

High reliability for a wide range of steel machining.
Smooth coating surface

Prevents abnormal damage,
welding and chipping

MC6015

Nano-Texture Technology
The optimized crystal growth in

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

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.
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B GRADE CHARACTERISTICS @
[
w
Substrate Coating Layer 2
Work Material Grade prs
Hardness (HRA) Composition Thickness g
=
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 TiICN-AI203-TiN Thin
Us735 89.0 Ti Compound Thin
MC5005 91.0 TiCN-AI203 Thick
UC5105 92.2 TiCN-AI203 Thick
Cast Iron
 [Puctile Cast Iron MC5015 91.0 TICN-AL203 Thick
UC5115 91.0 TiCN-AI203 Thick
Heat Resistant ) .
Cast Steel MH515 91.0 TiCN-AI203 Thick
g Heat Eﬁ)sy‘Sta”t US905 922 TICN-AI203-TiN Thin

Note 1) Hardness shows representative value of the substrate.

For interrupted cutting, medium to low surface speeds

Reducing the effect of severe fracturing

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

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.

Impact stress when interrupted cutting

e # — Conventional products
S g tend to result in fracturing
Tensile = «——— | ———  Tensile because impact stress
stress | L = stress is transmitted deep into
the coating layer during
interrupted cutting.

Conventional coating
Impact stress when interrupted cutting

¥
N - -, MC6035 has succeeded in
(*}\/* *<*> alleviating tensile stress in
) 2 e ) the coating layer therefore,
Tensile = %~ N Tensile  cracks that can develop
) stress stress 1y impact stress can be
v > 1 prevented when interrupted
< st cutting.
MC6035 MC6025 MC6035
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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

A

substrate.
[72]
'_
/4
®
E B SELECTION STANDARD
P4
z @TURNING
: o
. Work Material Recommended Grade Recommenz:in?;jmicnu)ttmg Speed ISO Application Range
120 1
VP10RT (100 — 150) 10 £ /o
20— S é
120 | g o [«
P Steel VP15TF (100 — 150) ) » e \2 /5 /§
] & \S
120 40
UP20M (100 — 150) 1
120 il
VP10RT (100 — 150) - .
VP15TF 120 | / G
(100 — 150) 20 - =
M| Stainless Steel 120 Ml \; /':3 /g
30 N
VP20MF (100 — 150) ] S & [w
> 5 /8
UP20M 120 40 4
(100 — 150) 1 \s
120 f
VP10RT (100 — 150) 10 .
Castl VP15TF 120 20— /"é
K ast Iron (100 — 150) K i \E /I"-'
VP20RT 120 30 : T
(100 — 150) ] \‘;
60 /8| /&
MP9005 (30 — 100) 1088 {2 &
- o 8 8
S |Heat Resistant Alloy MP9015 (255—080) S |20 =|\= \E g %g
T (-2
30 =
MP9025 (202_530) i \2

ISO Turning Inserts for Difficult to Cut Materials

NEW

MP9005/MP9015/M P9025__

e —High Al-(ALTi)N single layer coating

ISO Grade Grade Concept Application

Heat Resistant Alloy
Finish-Medium Cutting

Heat Resistant Alloy
Medium-Rough Cutting

Heat Resistant Alloy
Interrupted ¢ Light-Rough Cutting

S01 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.
i
[
7
BSELECTION STANDARD §
4
@®TURNING z
Work Material Cl\h'(t)tg;g Recommended Grade Reccé?g:a%n(dn?/dm(i)nu)ttmg ISO Application Range .
Continuous 220 ]
Cutting NX2525 (180 — 250) .
Pl Steel &
ee P .
5 g (8
Interrupted 200 2z o
Cutting NX3035 (190 — 260) i \ \ 2
F 1
10
Cast Iron R 1 ™
K| Ductile Cast Iron | Finishing NX2525 (150 50210) K| ( §
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.

A
17
'_
4
7
E ESELECTION STANDARD
z
z @TURNING
: . .
. Work Material Cl\h'(t)tg;g Recommended Grade Rec%??e%n(drﬁ/dm(i)n%ttmg 1ISO Application Range
Continuous VP25N 240 104 > >
Cutting AP25N (190 —290) | 3 3
o 0. I
P Steel P |20 > < N
B S (%
Interrupted 230 -8 <
Cutting MP3025 (180 — 280) %0 \ = =
Cast| VP25N 160 107 & &
ast Iron L
K| buctile Cast Iron | Finishing AP25N (110 —230) K 0 i g g

Effective for production of small parts.

\ Ti-compound PVD coating
provides excellent wear and

M P3025 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.
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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.

n
|_
4
7
ESELECTION STANDARD §
z
@TURNING z
. =]
Work Material Recommended Grade Reccé?g;%n(dn?/dm(i)nu)ttmg ISO Application Range "
10
P Steel UTi20T 100 p |20
(60 — 130) i ls
30 N
- =
=
10
M| Stainless Steel UTi20T 100 M |20 1
(60 — 130) i ls
30 N
i =
=
. 120 i B
HTI0ST (80 — 150) 10 :‘g’ o
. 100 i x i-
K Cast Iron HTi10 (50 — 150) K|[20— T 57
- 100 30 =
UTi20T (50 — 150) 4 5
10 e
N | Non-Ferrous Metal HTi10 (100330600) N |20 ] 'i
30
o )
7 =]
MT9005 RT9005 (50— 100) 10— g2
s Heat R_IgsistantAIon s|20 7 E = o | o
i Alloy i = (-4
MT9015 60 30
RT9010 (40—80) 4
HEMAIN COMPONENT AND APPLICATION
1ISO Main Component Characteristics Work Material
=) M WC-TiC-TaC-Co Heat / deformation resistance. Carbon steel, alloy steel, stainless steel and cast iron
K 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
B GRADE CHARACTERISTICS
ISO Grade Hardness (HRA)
P 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.

n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

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

B GRADE CHARACTERISTICS

e S0 | pomear | pracure | Somosion
HTi10 92.0 3.2 K10

TF15 91.0 4.0 K20 (@) O ©
SF10 92.7 3.8 K01 (@) O )
MF10 93.0 4.0 K01 (@) O (@)
MF20 92.0 4.4 K10 O (@) @]
MF30 90.7 4.3 K20 O (@) (@)

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

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

A
5|8
= | ¢ | Breaker Name :
E 3 s and Features Crgz%iczct:tlon
w = |_9 Picture Ty
(7]
2 <
g - First recommendation for finishing carbon steel and ~ Ca/bon Steel - Alloy Steel zoog%
= alloy steel 23
n=: (/;‘ Controls chip clogging during high-feed cutting and prevents chips of ~ E2
= soft work materials from running onto their surfaces. %1 20°%
_ Large rake angle suppress chatter vibration and deformation in 0701 03 05
processing of low rigidity work material. f(mmirev) CNMG120408-FP
. . A . C
- First recommendation for finishing carbon steel and ~ Cabon Steel - Alloy Steel | ormel
alloy steel - 8
Stable chip control even at small depth of cut. E?
2 o Flank
12
07701020304
y f (mmirev) CNMG120408-FH
. . s . . i o Corner
- Alternative chipbreaker for finishing mild steel M|I;1 Steel 16 ﬁ\ﬁ
Stable chip control even at small depth of cut. £
Sharp edge gives best performance. gf o Flank
1 W
0010203 04
f (mm/rev) CNMG120408-FS
. . e . i Corner
- First recommendation for finishing mild steel M"g Steel 15°J>'\/—ﬁ
Effectively controls adhesive chips. £
Suitable for mild steel finishing. E2 Flank
o — 15° 0.2 mm
o N
;..% 0 "0.10203 04
3 f(mmirev) CNMG120408-FY
s . . N - ifficult-to- ; R Corner
2 - Alternative chip breaker for finishing difficult-to-cut  Difficult-to-Cut Materials 14
= materials .
Ideal for heat-resistant alloy and titanium alloy. E? Flank
The sharp edge produces good cutting surface. &1 9° an
The curved edge allows smooth chip discharge. 0 01020304
f (mm/rev) CNGG120404-FJ
. . R . Corner
- Alternative chipbreaker for finishing carbon steel Carbon Steel - Alloy Steel 45,
and alloy steel - s
;f it N G class insert tolerance is suitable for workpieces requiring close E£2 Flank
- dimensional tolerances. &1 15° an
- Stable chip control even at small depth of cut. 07010203 04
. f (mmirev) CNGG120404-PK
- Chipbreaker for precise finishing Ca;bm‘ Steel « Alloy Steel Flank
A narrow lead chipbreaker for good chip control. =
\ The sharp edge produces a good surface finish. E2 14°
S
T ;
0 01020304
f (mmirev) TNGG160404R-FS
- Chipbreaker for finishing Ca;b"“ Steel « Alloy Steel Flank
Lead chipbreaker controls chip flow. T )
) N The sharp edge produces a good surface finish. £ 14°J>I\/—
S
2w, i
0701020304
f (mmirev) TNGG160404R-F
> - First recommendation for light cutting of carbon steel Cazb"“ Steel - Alloy Steel ;. 0-1mm Corner
£ and alloy steel =3
3 M i = Stable chip control at light cutting range. Es Flank
= The curved edge allows smooth chip discharge. T | 11°M
f (mm/rev) CNMG120408-LP
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Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
O /\(x /< O ; @ Cross Section
CNMG_FP DNMG_FP SNMG_FP TNMG_FP VNMG_FP

© A100 ©A107 ©A115 ©A121 ©A128 © A132 ,\,_/_
CNMG_FH DNMG_FH SNMG_FH TNMG_FH VNMG_FH WNMG_FH -
© A100 ©A107 ©A115 © A121 ©A128 ©A132 “
CNMG_FS DNMG_FS SNMG_FS TNMG_FS VNMG_FS WNMG_FS -
- S
© A100 ©A107 O A115 © A121 ©A128 ©A132 l\/_
CNMG_FY DNMG_FY TNMG_FY WNMG_FY -
© A100 © A107 © A121 © A132 ,\/_/_
CNGG_FJ DNGG_FJ VNGG_FJ -
©A107 ©A128 I\/_
DNGG_PK TNGG_PK -
—
© A100 © A107 © A121 l\/_d_
e RILFS
ra
4 |
oA121
TNGG_R/L-F | VNGG_R/L-F -
Y- 4
©A122 ©A128 ,\/_
CNMG_LP DNMG_LP SNMG_LP TNMG_LP VNMG_LP WNMG_LP -
© A100 ©A108 [\ﬁ
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c
S8
% | S | Breaker Name Cross Section
L5 and Features Cemme
= ° Picture v
<
. . . . . i o C
- First recommendation for light cutting of stainless Stainless Steel 15°, 0-50mm , Lorner
steel T3
Stable chip control at light cutting range. £, 200 Flank
@—' Breaker with high rake angle provides excellent burr control. & 1 — W
0701 03 05
f(mmirev) CNMG120408-LM
- First recommendation for light cutting of cast iron Cast Iron Flank
" - ing rosi 1T
?la.rrow positive land provides low cutting resistance and excellent T3 —— 15°0.15 mm
inish. E bl
&1
T 1 6°
0 01 03 05
f (mm/rev) CNMG120408-LK
- First recommendation for light cutting of Heat Resistant Alloy 20 04 mm  Corner
difficult-to-cut materials 4
F Alternative chipbreaker for light cutting of stainless steel £ 3
=2 G}
Enhanced chip disposal for depth of cut smaller than the corner R. o3 P S 20 0.6 mm Flank
|
0 01 03 05
f(mmirev) 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, 0.2mm Flank
i N The curved edge allows smooth chip discharge. &1 15 e an
— Recommended for workpieces in the 160—250HB range. 001 : 0_‘3 05
f (mm/rev) CNMG120408-SH
> - Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel  25° w
£ and alloy steel =3 10°
alm ée} - Superior chip control at small depth of cuts. £, v 7~0.34mm Flank
= f Covers copying and back turning with wavy edge. &1 25
1= & o
=) = Recommended for workpieces in the 200—300HB range. 001 03 05 8
5 . . .
f (mm/rev) CNMG120408-SA

Wiper insert for light cutting of carbon steel, alloy steel,
stainless steel and cast iron

In comparison to conventional chip breakers, the surface finish is

Carbon Steel « Alloy Steel
4

€3
£

4‘

18° 15mm Corner
7o

maintained even if the feed per revolution is doubled. &1 18° 0'15 mm  Flank
Wiper design for increased productivity and improved surface finish. 0 04 03 05 T

f (mmirev) CNMG120408-SW

. ) ) . . ; Corner
First recommendation for light cutting of mild steel ~ Mid Steel 10°M
Effectively controls adhesive chips. €3
Suitable for mild steel light cutting. £, Flank
&1 0.2 mm
10°
0 01 03 05
f(mmirev) CNMG120408-SY

Alternative chipbreaker for light cutting of carbon steel
and alloy steel

Suitable for light cutting.

The curved edge allows smooth chip discharge.

Carbon Steel * Alloy Steel
4

€3
£,
Q
® 1
0

T
0.1 0.3
f (mm/rev)

0.5

CNMG120408-C

'l;}:
| ¢
. / ‘ .Q

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
T3
£
Q
&1
0

0.1 0.3
f (mm/rev)

0.5

9° W

CNMG120408-MJ




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
O L | 7 O @ i
CNMG_LM DNMG_LM SNMG_LM TNMG_LM VNMG_LM WNMG_LM

© A132

© A101 © A108 ©A115 ’\/
CNMG_LK DNMG_LK SNMG_LK WNMG_LK -
© A101 © A108 O A115 O A122 © A129 ©A133 M
CNMG_LS TNMG_LS VNMG_LS WNMG_LS -
© A101 © A108 O A122 © A129 ©A133 [\J
DNMG_SH SNMG_SH TNMG_SH VNMG_SH WNMG_SH -
i
;| e

© A108 ©A115 © A122 © A129 ©A133 I\/_
DNMG_SA SNMG_SA TNMG_SA VNMG_SA WNMG_SA -
© A101 © A109 O A122 © A129 © A133 I\/_/_
CNMG_SW DNMX_SW TNMX_SW WNMG_SW -

y =)

| il
© A101 © A109 ©A123 © A133 [\/
DNMG_SY SNMG_SY TNMG_SY WNMG_SY -
© A109 ©A123 ©A133 ,\/_
DNMG_C TNMG_C WNMG_C -
© A101 © A109 ©A133 I\/\/_
CNMG_MJ DNMG_MJ TNMG_MJ VNMG_MJ WNMG_MJ -
© A101 © A109 ©A123 © A129 ’\/_
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

A

5|8

= | £ | Breaker Name ;
E 3 e and Features Crgz%iczct:tlon
w ol ) Picture y
(2] <|F
= Corner
) Alternative chip breaker for light cutting of Diffieult-to-Cut Materials 13
= difficult-to-cut materials 23
n:: © Double sided chipbreaker, Single sided chipbreaker (D type, V type). £ ; ——
= The sharp edge produces a good surface finish. g 1 9° Flank

Ideal for heat-resistant alloy and titanium alloy. 007 03 05

The curved edge allows smooth chip discharge. f (mmirev) CNGG120408-MJ

Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel Flank

and alloy steel =
5 0.2 mm

Parallel chipbreaker controls chip flow. E, 150
Suitable for finish-light cutting. &1 —Q bﬁ\ﬁ
Precision chipbreaker. 0701 03 05

Light Cutting
<

f (mmirev) SNMG120408R-1G
Chipbreaker for Light cutting Carbon Steel - Alloy Steel Flank
Parallel chipbreaker. €3 0.25 mm
© Excellent chip control at low to medium feed rates. gz 14° T—
@1
0 01 03 05
f (mmirev) TNGG160404R-K
. . : : Carbon Steel + Alloy Steel =, #0.15 mm Corner
First recommendation for medium cutting of carbon steel h 15
and alloy steel =3 1
eV
Suitable for medium to light cutting. £3[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 00T 03 05 M
fracture resistance. " (mmirev)
f(mmirev) CNMG120408-MP

First recommendation for medium cutting of stainless steel Stﬁ;ifﬂess Steel gop 22m Corner
[T
Optimized land geometry by simulation analysis technology controls = 117

5
the plastic deformation of the corner and achieves the long tool life. é 50 |
g0 1] 0.3mm  Flank
1B 1 10
001030507
f(mmirev) CNMG120408-MM
First recommendation for medium cutting of cast iron Cast Iron Flank
Optimum balance between sharpness and high edge strength 4] 15° 0.25 mm
for general use. E3
Q2 ]
0 01 03 05
f (mmirev) CNMG120408-MK

Medium Cutting
<

First recommendation for medium cutting of Difficult-to-Cut Materials 25 g5 mm  Corner
difficult-to-cut materials, —2 ‘ 15°
Es
2

Alternative chip breaker for medium cutting of = o7~ 0.5mm  Flank

stainless steel. &2 :
59
A large two-step rake corner creates chips without squeezing and entangled shapes. 0 01 03 05
Applicable to MP9005, MP9015, MP9025, MT9015 f (mmirev) CNMG120408-MS
Alternative chipbreaker for medium cutting of stainless Sti‘”'ess Steel 25°[ 705 mm Corner
steel, mild steel and difficult-to-cut materials 24 1L 15
The sharp edge gives best performance. £33 Il
Flat top breaker shape offers high edge strength. %f - l: 25° 0.5mm  Flank
Applicable to grades other than MP9005, MP9015, MP9025, MT9015 0 01 03 05 15°
Fmmirev) CNMG120408-MS
Alternative chip breaker for medium cutting for cast iron Caft 'ron‘ - Flank
Breakers are suitable for a wide range of applications. = M ‘ 15° 0.25 mm
Maintenance of high stability by the flat-land. i 3HH
© ] T
1 [ 11
001030507
f (mmirev) CNMG120408-GK
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Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
A o B © |=E:
CNGG_MJ DNGM_MJ VNGM_MJ

© A129 ’\/_
SNMG_R/L-1G | TNMG_R/L-1G
\® @/
© A116 © A123 ’—\/
THee LK RLK
/eé
©A123 ’—\/
CNMG_MP DNMG_MP SNMG_MP TNMG_MP VNMG_MP | WNMG_MP -
i~ Ja\ = AN
&7 L w7 B
© A102 © A109 © A116 ©A123 © A129 ©A134 |_u_
CNMG_MM | DNMG_MM | SNMG_MM TNMG_MM | VNMG_MM | WNMG_MM -
_ AN
s
)
© A102 © A110 © A116 © A129 ©A134 {\/
CNMG_MK DNMG_MK SNMG_MK VNMG_MK | WNMG_MK -
© A117 © A129 ©A134 —
SNMG_MS VNMG_MS | WNMG_MS -
o AN17 ©A130 ©A134 ’\—/
SNMG_MS VNMG_MS WNMG_MS -
© A103 ©A110 © A7 ©A124 ©A130 ©A134 ’\/_
CNMG_GK DNMG_GK SNMG_GK TNMG_GK VNMG_GK | WNMG_GK -
8 & & o
© A103 © A110 © A117 ©A124 © A130 ©A135 |_\/
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

A
5| @
o= o
2 8 § Breakaer:dName Features GRS S0eiEn
i a3 Picture Geometry
[ <|F
Z
) Alternative chip breaker for light to medium cutting of Stainless Steel 25° 5mm Corner
£ stainless steel Ai T 15°)
€
% Alternative chip breaker of main chip breaker LM and MM. E3[] .
= Excellent notch wear resistance for light to medium cutting. S2[] ’: 25° SMm Flank
: 15°
0.1 03 05
Flmmirev) CNMG120408-GM
. . . . . o Corner
First recommendation for medium cutting of carbon steel Ca;bon Steel - Alloy Steel - 220702 mm
and alloy steel =2 ‘ 6°
€
Ideal for general cutting applications. S_g [ ] || 2 mm
Positive land provides sharp cutting action. © H 22 6"' Flank
0 0,1f 03 05
(mmirev) CNMG120408-MA
Alternative chipbreaker for medium cutting of carbon steel Ca;bm Steel - Alloy Steel 5, -025mm  Corner
and alloy steel — \
€ N\
Flat land offers high edge strength. £3]
Good chip control with suitable chip pocket. %f T 16° 35mm . Flank
0701 03 05
f (mmirev) CNMG120408-MH
Alternative chipbreaker for medium cutting of carbon steel Ca;bon Steel - Alloy Steel 507023 mm  Corner
and alloy steel =4
. Es
M Flat land offers high edge strength. =
=2 Flat top breaker shape offers high edge strength. %f T 15°7-0:25 mm  Flank
':3 0701 03 05
3 f(mmirev) CNMG120408
£
2 Wiper insert for medium cutting carbon steel, alloy Ca;b°" Steel - Alloy Steel 19-~0.25mm  Corner
§ steel, stainless steel and cast iron 4 []
The wiper allows up to two times higher feed. gg Bl 1o-7—03mm  Flank
A wide chip pocket prevents chip jamming. ® I
0701 03 05
f (mmirev) CNMG120408-MW
Alternative chipbreaker for medium cutting of Stainless Steel Flank
stainless steel <4
Good balance of edge strength and sharpness. E3[ ] E 15° 0.16 mm
Right- or left-hand breaker for unidirectional chip control. %f m J>F\_/
0 01 03 05
f (mmirev) TNMG160404R-ES
Alternative chipbreaker for medium cutting of carbon steel Cagb"" Steel - Alloy Steel Flank
and alloy steel 4
Good balance of edge strength and sharpness. Es3 14002 mm
Right- or left-hand breaker for unidirectional chip control. %f —
Precision chipbreaker. 0 01 03 05
f (mmirev) TNMG160404R-2G
P P Carbon Steel « Alloy Steel
Medium cutting 5 Flank
Parallel chipbreaker. £4 0.25
© Good chip control for medium feed rates. £3 140 L2 m
g2
i
0701 03 05
f(mmirev) TNGG160408R
2 First recommendation for rough cutting of carbon steel ~Carbon Steel *Aloy Steel 033 ;mm  Corer
£ and alloy steel s N
(8] M For interrupted cuts and removing scale. E M il
3
-g., Good balance of cutting edge strength and low cutting resistance & ; nn ': 0-33mm  Flank
g because of suitable rake angle. 0701 0‘_3‘0‘_5 0.7
o f(mmirev) CNMG120408-RP
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Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
A e B ® |
CNMG_GM | DNMG GM | SNMG_ GM | TNMG GM | VNMG_GM | WNMG_GM -
[ e e
)
© A103 © A111 © A7 © A124 © A130 ©A135 ,\/
CNMG_MA | DNMG_MA | SNMG_ MA | TNMG_MA | VNMG_MA | WNMG_MA -
= ~— | 5% S A
Jm -~ - -
le~=S] ‘= I P ¥ 72 _...\\
==
© A103 © A111 © A7 © A124 © A130 ©A135 |—\_/_/_
CNMG_ MH | DNMG MH | SNMG MH | TNMG MH | VNMG_MH | WNMG_MH -
i@« m@"‘
]
o A124 I—\/_
e Standard.
__
© A104 oA ©A125 ©A130 ©A135 o A114 I_\/_
CNMG_MW | DNMX_MW TNMX_MW WNMG_MW -
©A104 © A1 ©A125 I_J
T RILES RILES
© A125 I—v_
TGRS RL2G
DNGG_RI/L SNGG_RI/L TNGG_R/L VNGG_R/L -
(@)
_
oA ©A118 ©A125 ©A131 ’\/_
CNMG RP | DNMG_RP | SNMG RP | TNMG_RP WNMG_RP -
—
© A118 © A126 I_;/_

p

TURNING INSERTS

A049




TURNING INSERTS

A

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

TURNING INSERTS

A050

c
S8
= Breaker Name ;
© =
S8 and Features Crgzzslz?tlon
= ) Picture ry
'_
<
First recommendation for rough cutting of stainless ~ Stainless Steel g5 032mm  Corner
steel = THHY
5 H [
i Excellent fracture resistance at interrupted cutting due to the £ [
4 X . ol ] ] 0.32 mm Flank
| optimum land angle and honing geometry. © | e 6°
f (mmirev) CNMG120408-RM
- For rough cutting of carbon steel, alloy steel and Cast Iron Flank
First recommendation for rough cutting cast iron T ‘
Seating surface and wide land 3 or more times that of conventional é ° T 157 0.35 mm
products and provide high cutting stability for interrupted machining . S —
and scale removal. (1) [T
0.1 0.3 05 0.7
f(mmirev) CNMG120408-RK
= - First recommendation for rough cutting of difficult-  Difficult-to-Cut Materials . 02mm  Corner
= to-cut materials T %Lw
3 , Alternative chip breaker for rough cutting of stainless £5
=M steels IR 5 0.2mm  Flank
@
g’ Positive land increases welding resistance and suppresses chip 8 T 10°
&’ welding and abrasion at low speed cutting. 0']1 030507
(mm/rev) CNMG120408-RS
- Alternative chip breaker for rough cutting of carbon Carbon Steel - Alloy Steel g 32mm  Comer
steel, alloy steel and cast iron - TH
sH [
3 - For interrupted cuts and removing scale. i 3 ] ] .+ 032mm Flank
A combination of wide land and a large chip pocket allows high feed rates.  © ] mn E 18 DF[;/—
- 007030507
f (mmirev) CNMG120408-GH
- Alternative chip breaker for rough cutting of difficult- Dif;icu't'to'cu" Materials 4g.—0.19mm Corner
to-cut materials £ s A
£
Excellent balance‘ of eldge sharpness aljd strength. o3H . 045mm  Flank
Edge geometry with high face wear resistance. © . _’_’_I 18
0701030507
f(mmirev) CNMG120408-GJ
- First recommendation for heavy cutting of carbon steel Carbon Steel * Alloy Steel 230 0.43 mm Corner
and alloy steel 14 [T
Covers the medium range of the heavy cutting region. E oL L 0.52
Owing to the straight edge and chamfer, o 6] 21° mm  Flank
it gives a balance of sharpness and strength. T, TTT1
Variable land and a wavy chipbreaker for good chip control. 002061014
f (mmirev) CNMM190616-HX
First recommendation for heavy cutting of stainless S'fasimess Steel
steel O M
Alternative chipbreaker for heavy cutting of carbon ESHH H ) 0.34 mm
steel and alloy steel 5‘2‘ - 15 Dﬁi
(0]
= Low resistance due to narrow flat land. 0 HH
= ; ; ; i i 01,03 0.5 0.7
g Achieves high chip breaking ability. f (mmirev) CNMM190616-HL
o
> Alternative chipbreaker for heavy cutting of carbon Carbon Steel « Alloy Steel
P steel and alloy steel 14 i
I _
High cutting edge strength. E 1041 . 0.58 mm
Excellent chip discharge even with high feed and high depth of cut. = M - 20°
® 2 il
0.20.6 1.0 1.4 1.8
f (mmirev) CNMM250924-HR
Alternative chipbreaker for heavy cutting of carbon steel Ca:i"“ Stee: : A‘”°y Steel  20° 0.68mm  Corner
and alloy steel 210
Covers the upper end of the heavy cutting region. E [0
Wide land and large chamfer offer high edge strength. & Nam 20 0.68mm Flank
A wide chipbreaker prevents chip jamming. S 0206 1.0 14
f(mmirev) SNMM190616-HV
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Breaker Name
and
A oo H  © |=Ed
CNMG_RM DNMG_RM TNMG_RM WNMG_RM

SNMG_RM

@ A135

CNMM_HR

@ A106

@ A119

©A118 ©A126 H
SNMG_RK | TNMG_RK WNMG_RK -
© A119 © A136
SNMG_RS | TNMG_RS WNMG_RS -
©A119 © A126 ©A136
SNMG_GH | TNMG_GH WNMG_GH
© A119 © A126 © A136
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© A105 o A112 © A136 I—\_/
© A105 ©A119 (\
CNMM_HL | DNMM HL | SNMM_HL | TNMM_HL -
© A105 r\
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

A
5|8
i 8ls Breakaer:dName erluTeE Cross Section
i s g Picture Srzelinis
7]
2 <
Q - Alternative chipbreaker for heavy cutting of carbon steel ~ Carbon S“e‘e"  Alloy Steel  22°[~0.42mm Corner
= and alloy steel = 10 FFEE 6
,né e Covers the lower end of the heavy cutting region. £ 6 [ L] 290 0.42mm  Flank
o f - Low cutting resistance due to positive land and curved edge. g O E:
= = = © L | Teardrop dots i hip control without increasing cutting resist 5 &
:E eararop aots improve chip control without Increasing cutting resistance. 002061014
3 f(mmirev) CNMM190616-HZ
E - Alternative chipbreaker for heavy cutting of carbon steel ~ Carbon Steel » Alloy Steel
e and alloy steel and stainless steel 14 ]
£ 10

E

Flat land provides outstanding balance between cutting edge e [ N 16° 0.32 mm
h strength and sharpness. é 6 T ER
2 T

ey
00206101418

f (mmirev) CNMM190616-HM

- First recommendation for heavy cutting of cast iron Cas; Iron ‘
Flat Top. £ 5 0
M Most effective for unstable machining due to its high edge strength. £ 3 ] ! ‘
Q.  ——
®© 17
g 1 [ 11
= 001030507
- f (mmirev) CNMA120408
©
o . .
5 - For heavy cutting of cast iron Cas; fron ‘
w Flat Top. 2 sFH 0°,
G Most effective for unstable machining due to its high edge strength. ‘E_ 3 ] '
Can be used on workpieces requiring close tolerances due to G class © 1
insert tolerance. 0701 0‘_3‘0‘_5 0.7
f(mmirev) DNGA150408

A052



Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
O L | 7 O @ |
CNMM_HZz DNMM_HZzZ SNMM_Hz TNMM_Hz
& rg
'r":“ﬁ":;
© A106 © A120
SNMM_HM

DNMA TNMA VNMA WNMA
@ A106 © A113 © A127 @ A131 © A136
DNGA TNGA VNGA

© A113

© A127

@ A131

imww

p
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

A

Breaker Name Cross Section

Application
Tolerance

2 and Features
] Picture Geometry
(7]
Z
Q - First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel Corner
S alloy steel and mild steel 3
€
% Breaker protrusion at the corner tip controls chips even at small EZ2 Flank
= depth of cut. g 6°
Maintains the edge strength at the corner and prevents sudden fractures. 0 0102 03 04
Fmmirev) VBMT110304-FP
- First recommendation for finishing stainless steel Stainless Steel oo COMeE
3
Breaker protrusion at the corner tip controls chips even at small T
depth of cut. E?
Maintains the edge strength at the corner and prevents sudden fractures. g1 6° Flank
0 010203 04
f(mmirev) VBMT110304-FM

Finish Cutting

. . .y . Corner
First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel 18°j>‘\/_
alloy steel, mild steel and stainless steel 3
Suitable for low depths of cut and low feed rates. 2

Sharp cutting edge and low resistance design achieves excellent cutting 1 Cg 8° Flank
performance. 07010203 04

f (mmirev) VBMT110304-FV

ap (mm)

Carbon Steel « Alloy Steel

Finishing s

Flank

Lead chipbreaker controls chip flow. € )
Sharp cutting edge gives a good surface finish. i 13°5\\ﬁ
@ 1
)]
00102 03 04
f(mmirev) VBGT110304R-F
First recommendation for light cutting of carbon Carbon Steel - Alloy Steel ., Corner
steel and alloy 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. & 1 g° an
Breakerfpr':).trusm? slunable for depth of cut area achieves a wide 0707 02 03 04 ‘
range of chip control. f(mm/rev) VBMT110304-LP
First recommendation for light cutting of stainless Stainless Steel qge . Cormer
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. & 1 _) 8° an
g’ Breaker protrusion suitable for depth of cut area achieves a wide 07010203 04
g range of chip control. f (mmirev) VBMT110304-LM
(&)
e First recommendation for light cutting of Difficult-to-Cut Materials ., Corner
2 difficult-to-cut materials 3
€
Prevents welding of the insert and controls white turbidity of the E? Flank
surface finish. &1 N 8° £ ank
0 01020304
f(mmirev) VBMT110304-LS

- Alternative chipbreaker for carbon steel, alloy steel ~ Caron Steel - Alloy Steel ., Corner
and stainless steel 3

) . . 2
Large rake angle provides sharp cutting action. Flank

/—'/ N A peninsular dot ensures chip control at depths of cut under 1mm. 1 [ 8° 1>( /
—
0 01020304

_ f (mm/rev) VBMT110304-SV

ap (mm)
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Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VBMT_FP

\

© A167

VBMT_FM

\

© A167

VBMT_FV

b

© A167

VBGT_R/L-F

\

© A167

WBGT_R/L-F
&

© A175

VBMT_LP

=L

© A167

VBMT_LM

© A167

__VBMT_LS

NEW

© A168

L ILOEOROR IR0

z
m
2

VBMT_SV

==

© A168

[ O0
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TURNING INSERTS

A056

TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

c
S8
§ § Break:r:dName Features Gz Sizeilely
= : Geometry
3|3 Picture
<|F
- First recommendation for medium cutting of carbon  Carbon Steel - Alloy Steel 0.1 mm Corner
steel, alloy steel and mild steel 3 ‘ ‘ SE\—/—
€
Good balance of wear resistance and fracture resistance because of E2 04 mm
‘ the flat land cutting edge. 2, 1 250~ Flank
A wide chip pocket controls increasing of the cutting resistance and 0
reduces vibration and chip jamming even at large depth of cut 0f1 02 0.3 04
pesseccsue ] : (mm/rev) VBMT160404-MP
- First recommendation for medium cutting of Stainless Steel ggor04mm  Corner
stainless steel 3 L ‘
€
Good balance of wear resistance and fracture resistance because of E2 0.1 mm
’ the flat land cutting edge. g, 1 250~ Flank
A wide chip pocket controls increasing of the cutting resistance and 0
reduces vibration and chip jamming even at large depth of cut 0f1 02 0.3 04
: (mmirev) VBMT160404-MM
- First recommendation for medium cutting of cast iron Cast Iron ..
Optimum balance between sharpness and high edge strength = 3 ‘ ‘ an
for general use. E?2 0.1 mm
o | || 25° J
@ 1
= S
f(mm/rev) VBMT160404-MK
2 NEW- First recommendation for medium cutting of Difficult-to-Cut Materials . 0.1.mm Corner
£ difficult-to-cut materials _3 L ‘
€
o M A wide chip pocket controls increasing of the cutting resistance and E2 04
g reduces vibration and chip jamming even at large depth of cut. S — 25° P~ ';E"lm Flank ~
g 0 0102 03 04
= f(mmirev) VBMT160404-MS

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

Carbon Steel * Alloy Steel

gL

0.1 mm Corner
25° [~

a wide range of chip discharge.

f (mmirev)

Balance of edge strength and sharpness due to a combination of a E?2 04
P flat land and large rake angle. o 1 25° 7~ mm  Flank
f (mmirev) VBMT160404
. . . . . Corner
- Alternative chipbreaker for Medium cutting of carbon  Carbon Steel - Alloy Steel g, 0.1 mm
steel, alloy steel, mild steel and stainless steel - 3 L ‘ 10
- A positive insert with a large rake angle achieves sharp cutting edge E? 1 Flank
A performance. &1 . 1g° 2.1 mm
< % | The double breakers and round-shaped dots in the rake face achieve 0 07020304 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 Steel

3
1]
A
001020304
f (mmirev)

ap (mm)

200 7~0.16 mm Corner
8
. Flank
20°W
8o

WBMTL30204R-MV




Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VBMT_MP

=5

© A168

VBMT_MM

© A168

VBMT_MK

X

© A168

_ VBMT_MS

NE!

S

‘ |

© A168

LI

z
m
2

VBMT

Q

© A168

VBMT_MV

k

© A169

WBMT_R/L-MV

o,
A A

O A175

LRI

p
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

A
5 g Breaker N
= | 2 | Breaker Name :
2 g|e and Features Crgseir?z?tlon
& 3|3 Picture ry
(2] =
2 <
e - Chipbreaker for Medium cutting of automatic lathe Carbon Steel « Alloy Steel Flank
4 machining - 3 an
% Awide lead chipbreaker. E? 30°
= Insert designed for low resistance chip control. g1 —
0 010203 04
f(mmirev) VBET1103V3R-SR
o . . . . .
£ - Chipbreaker for Medium cutting of automatic lathe Carbon Steel « Alloy Steel Flank
£ machining ] an
© E A parallel chipbreaker. 20°
:E, A Excellent chip control for low to medium feed rates. V
= f(mmrev) VBET1103V3R-SN
- Chipbreaker for Medium cutting of automatic lathe Carbon Steel - Alloy Steel Flank
machining = an
A parallel chipbreaker. §_ 4 20°
A Excellent chip control for low to medium feed rates. T2
— The wiper produces good cutting surface. 001 03
f(mmirev) VBET1103V3RW-SN
5 - Chipbreaker for Heavy cutting of cast iron Cast Iron
3
:—_', Flat top. € 0°
2 M Most effective for unstable machining due to its high edge strength. E2 f
o &1
S T T
o 001020304
f (mmirev) VBMW160408
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Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VBET_R/L-SR

=

© A169

VBET_R/L-SN

.

© A169

VBET_R/LW-SN

.

© A169

VBMW

«F

© A169

AL BN AT E
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TURNING INSERTS

A

TURNING INSERTS

A060

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

=
S8
| 2| BEEer NEmE Cross Section
o8 and Features Geomet
2|3 Picture Ty
<|F
- First recommendation for finishing carbon steel, alloy Carbon Steel « Alloy Steel & Corner
steel and mild steel 3
Breaker protrusion at the corner tip controls chips even at small depth E 2 Flank
of cut. | 6°
Maintains the edge strength at the corner and prevents sudden fractures. 0 L
0.1 0.2 0.3 0.4
f (mmirev) CCMTO09T304-FP
First recommendation for finishing stainless steel Stainless Steel & Corner
Breaker protrusion at the corner tip controls chips even at small depth T 3
of cut. E2 Flank
Maintains the edge strength at the corner and prevents sudden fractures. & 1 5°M
0 01020304
f (mmirev) CCMTO09T304-FM
First recommendation for finishing difficult-to-cut Difficult-to-Cut Materials 144 Corner
materials _3
€
Ideal for heat-resistant alloy, titanium alloy and Cobalt chromium alloy. £ 2 Flank
The sharp edge produces a good surface finish. g 9°
The curved edge allows smooth chip discharge. 07010203 04
f (mm/rev) CCGT09T302M-FS
Fi i inichi itani Titanium alloys o Corner
irst recommendation for finishing titanium alloys Y 14 jﬁ\ﬁ
3
Ideal for Cobalt chromium alloy and Copper alloy. T
The sharp edge produces a good surface finish. E? Flank
The curved edge allows smooth chip discharge. &1 9°
Lap_'ping of the top surface gives a mirror finish for improved welding 0 01020304
resistance. f (mmirev) CCGT09T302M-FS-P
o i i inishi Carbon Steel « Alloy Steel o Corner
p Alternative chipbreaker for finishing carbon steel, Y 18
E= alloy steel, mild steel and stainless steel 3
S €
(&) Suitable for low depths of cut and low feed rates. E?
ﬁ Sharp cutting edge and low resistance design achieves excellent cutting g1 Cﬁ 8° M
£ performance. 07010203 04
L f (mmirev) 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 0.4
f (mmi/rev)

Corner

18° T~ ~

Flank

sew

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

Eo

o

o1
0

0.1 0.2 0.3 0.4
f (mmi/rev)

e
e

CCGT09T302-FJ

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

T3
£
o
@1
0

—
0.1 0.3
f (mmi/rev)

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

Ez
S

0

0.1 02 0.3 04
f (mmi/rev)

Flank

170V

CCGT03S102L-F




Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60° | Rhombic 35° | Trigon 80° | Rhombic 25° Round Breaker Name
5 ' and
Cross Section
CCMT_FP TCMT_FP VCMT_FP -
© A140 © A149 © A157 © A160 © A170 V/_
CCMT_FM | DCMT_FM | SCMT_FM | TCMT_FM | VCMT_FM -
© A140 © A149 © A157 © A160 © A170 V/_
o CEs
NEW NEW
© A140 O A149 r/_
QGT_FS-P %GT_FS'P ‘NE\N-
NEW NEW
© A140 © A149 r/
CCMT_FV | DCMT_FV | SCMT_FV TCMT_FV | VCMT_FV -
© A149 © A157 r/
T s
O A178 J
i R
© A140 r/_
CCGT_AZ DCGT_AZ TCGT_AZ VCGT_AZ -
\;\. i E
) Y N
/
© A141 © A149 © A160 © A170
CCGT_L-F_|DCGT_RI/L-F TCGT_R/L-F | VCGT_RI/L-F
O A1IM © A150 © A160 O A170 F/_
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

0 01020304
f (mmirev) WCGT020104R

A
S| 8| greaker N
2 gl g| o yame Cross Section
= Lof 2 and Features e
é S g Picture ry
z <
e = Chipbreaker for finishing Carbon Steel * Alloy Steel o
= = ) 3 ank
E = Lead chipbreaker. T
=] o Excellent chip control at low feed rates. E? 15
[ = o
]
£ =
ic

First recommendation for light cutting of carbon steel, Carbon Steel « Alloy Steel 1g° Corner

alloy steel and mild steel 3 \‘—’

Sharp cutting edge due to a large rake angle. 2 Flank

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

1 8°
Breaker protrusion suitable for depth of cut area achieves a wide range o ‘

. 0.1 0.2 0.3 04
of chip control. f (mmirev) CCMT09T308-LP

ap (mm)

it

First recommendation for light cutting of stainless steel Stainless Steel 1g°—Corner
Sharp cutting edge due to a large rake angle. 3 ‘

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 S T_: 8°
of chip control. 0
0.1 0.2 0.3 0.4
f (mmirev) CCMT09T308-LM
First recommendation for light cutting of Difficult-to-Cut Materials ., Corner
difficult-to-cut materials 8 ‘l“
€
Prevents welding of the insert and controls cloudy surface of the surface £ 2 Flank
finish. &1 g°
0 01020304
f(mmirev) CCMT09T308-LS
NEW . . . . Difficult-to-Cut Material o Corner
First recommendation for light cutting of I 4'°U o-Lut Materials 12 J>‘\/—
difficult-to-cut materials 4 il
€
I Ideal for heat-resistant alloy, titanium alloy and Cobalt chromium alloy. £ \ Flank
Parallel cutting edge. &1 o
o . - . ) . 6
£ \ Achieves stable chip control in a wide range of areas from low to medium ¢ 553" 45
g depth of cuts. f (mm/rev) CCGTO09T304M-LS
O |G l—=
- NEW . . . . I itani
= First recommendation for light cutting of titanium alloys T"a”'“m alloys 12°1>‘(3'ner/—
| Ideal for Cobalt chromium alloy and Copper alloy. T3 |
Parallel cutting edge. £y \ Flank
Achieves stable chip control in a wide range of areas from low to medium & 1 6°
depth of cuts. 0701 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 4go—_ COrner
alloy steel, mild steel and stainless steel 3 ‘

—
-
€
Large rake angle provides sharp cutting action. EZ2 Flank
& A peninsular dot ensures chip control at depths of cut under 1mm. g1 [ 8° = ank.
_ 07010203 04
f(mm/rev) CCMHO060204-SV
M
Wiper insert for light cutting of carbon steel, Carbon Steel + Alloy Steel 20° 0;12 mm  Corner
alloy steel, mild steel and stainless steel 3 12
€
/ B In comparison to conventional chip breakers, the surface finish is E?
,{ X o . A = .012mm Flank
f maintained even if the feed per revolution is doubled. &1 16 M
Positive land improves sharpness. 007020304
f(mm/rev) CCMTO09T304-SW
- Chipbreaker for light cutting of automatic lathe Cagbon Steel - Alloy Steel
machining = Flank
© A parallel chipbreaker. E4 14°
Excellent chip control at low feed rates. & 2|\
f (mmirev) CCGTO09T302R-SS
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Rhombic 80° | Rhombic 55° Triangular 60° | Rhombic 35° | Trigon 80° | Rhombic 25° Round Ereater Neme
Cross Section
WCGT_R/L

CCMT_LP | DCMT_LP | SCMT_LP | TCMT_LP | VCMT_LP
© A141 © A150 © A157 © A161 © A170
CCMT_LM | DCMT_LM | SCMT_LM | TCMT_LM | VCMT_LM
© A150 © A161 © A170
_DCMT_LS _TCMT_LS | VCMT_LS
NEw NEw NEW NEW
©A142 © A150 © A161 O A1T1
_CCGT_LS | DCGT_LS _VCGT_LS
NEW NEW

et
&

© A150

\ |

@ A171

CCGT_LS-P
NEW

DCGT_LS-P

NEW

\

© A150

VCGT_LS-P
NEW

Q |

O A171

CCMH_SV

o i
2
N WS

E 3

A
5
o
/ [7}]
<

VCMT_SV

© A151 O A1
CCMT_SW
J
© A142
CCGT_R/L-SS|DCGT_RI/L-SS

(U
>
-
F-3
w

K

© A151

AR OL O BT R OR AR OE O
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A

TURNING INSERTS

A064

TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

=
S|8
§ § Break:r:dName Features Closs S
= : Geometry
3|3 Picture
<|F
- First recommendation for medium cutting of carbon  Carbon Steel - Alloy Steel o, 0.1, mm Corner
steel, alloy steel and mild steel 3 ‘ ‘ V
Pw Good balance of wear resistance and fracture resistance because of E 2 04 Flank
A the flat land cutting edge. 24 — 18° mm
A wide chip pocket controls increasing of the cutting resistance and
i reduces vibration and chip jamming even at large depth of cut 0 01020304
J - f (mmirev) CCMTQ9T308-MP
- First recommendation for medium cutting of stainless Stainless Steel qge -2 mm Corner
steel 3 L ‘ V
- Good balance of wear resistance and fracture resistance because of § 2 0 Flank
the flat land cutting edge. 24 I 18° T~ mm
A wide chip pocket controls increasing of the cutting resistance and o
reduces vibration and chip jamming even at large depth of cut 0.1 02 03 04
J - f (mmirev) CCMTO09T308-MM
- First recommendation for medium cutting of cast iron Cast Iron
Optimum balance between sharpness and high edge strength 2 3 ‘ ‘ Flank
,_ for general use. E?2 ... 0.1mm
o | 18°] Sﬁ ~
g1
0 0.1 02 03 04
f (mmirev) CCMT09T308-MK
NEW First recommendation for medium cutting of Difficult-to-Cut Materials ¢, 0-1mm  Corner
difficult-to-cut materials 2T SE‘—/
€
A wide chip pocket controls increasing of the cutting resistance and E?2 0.4mm Flank
o reduces vibration and chip jamming even at large depth of cut. S ] 18° I~
c i —
£ 07010203 04
3 " f(mmirev) CCMT09T308-MS
S Carbon Steel « Alloy Steel ,__, 0.1 mm Corner
5 3 18
2 g 1]
= Eo
= 0.1 mm Flank
‘Standard B vl
Alternative chipbreaker for medium cutting of carbon steel, 0 01;1 0203 04
alloy steel, mild steel, stainless steel and cast iron (mmirev) CCMT09T308
; . Balance of edge strength and sharpness due to a combination of a
TR flat land and large rake angle. 0.2 mm F1ank
15°
RCMX1204MO0

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

A positive insert and the large rake angle achieve sharp cutting edge
performance.

The double breakers and round shape in the rake face achieve

a wide range of chip discharge.

Carbon Steel « Alloy Steel

3
2
S

0

E
£

N

0.1 0.2 03 04
f (mmirev)

20° 77018 mm Corner
12°

20°] .18 mm Flank
12°

CCMH060204-MV

Wiper insert for medium cutting of carbon steel,
alloy steel, mild steel and stainless steel

The wiper allows up to two times higher feed.
A wide chip pocket prevents chip jamming.

Carbon Steel * Alloy Steel

3

o

Q
o1

0

0.1 0.2 0.3 0.4
f (mmirev)

:

0.2mm Flank

18°
7°

CCMTO09T308-MW




Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Rhombic 25° Round el NErE
Cross Section
CCMT_MP | DCMT_MP TCMT_MP | VCMT_MP
8 & B &7
-—
© A143 © A151 O A161 © A171
CCMT_MM | DCMT_MM TCMT_MM | VCMT_MM

© A143 © A157 © A161 O A171
CCMT_MK | DCMT_MK | SCMT_MK | TCMT_MK | VCMT_MK
©A143 © A151 © A158 © A161 O A171
CCMT_MS | DCMT_MS | SCMT_MS | TCMT_MS | VCMT_MS
NEw. NEw NEw. NEW NEW.
© A171
CcCMT DCMT SCMT TCMT VCMT WCMT RCMT

0

© A144 © A152 © A158 © A162 © A172 © A176
RCMX
© A156
CCMH_MV | DCMT_MV VCMT_MV

b

©A144

CCMT_MW

© A144

QRO 0 ROLOENND
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A

TURNING INSERTS

A066

TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c
S|8
§ S Breakaer:dName Features Closs S
=15 : Geometry
3|3 Picture
<|F
- Chipbreaker for medium cutting of automatic lathe machining Ca;bon Steel « Alloy Steel Flank
A wide lead chipbreaker. €
E Insert designed for low resistance chip control. E2 30°
L=
0 01020304
f(mmirev) CCETO09T3V3R-SR
- 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. £ 20°
G o
o 2 \[ ]
f(mmirev) CCGTO09T3V3R-SN
= . . . . .. .
£ - Chipbreaker for medium cutting of automatic lathe machining ~ Carbon Steel + Alloy Steel Flank
5 A parallel chipbreaker. E,
té Excellent chip control at low to medium feed rates. g_ 20
] Suitable for precise machining with E class tolerance. o 2f\[ ]
= 001 03
E - _ f (mmirev) CCET09T3V3R-SN
- Chipbreaker for medium cutting of automatic lathe machining Cagb"“ Steel + Alloy Steel Flank
A parallel chipbreaker. E 4 .
Excellent chip control at low to medium feed rates. g 20
The wiper produces a good surface finish. @ 2\ [ ]
f (mmirev) CCET09T3V3RW-SN
- Chipbreaker for medium cutting of automatic lathe machining Carsbon Steel + Alloy Steel 14°J>‘(ﬂ'"er/—
3D moulded chipbreaker provides good chip control. € 5
class insert gives sharp cutting action, =
allowing high precision machining. 1] 9 Flank
Breaker geometry appropriate for copying and back turning. 0 01020304
f (mmirev) CCGT09T304M-SMG
o) - Chipbreaker for heavy cutting of carbon steel and Ca;b"“ Sfe' » Allay Steel
E= alloy steel —~
5 ) ) . g 8 C 28° 0.3 mm
O (M % A wide groove chipbreaker prevents chips <
= \‘ . : from jamming at large depths of cut. g 4 S
3 Qe Small dimples improve chip control at small depths of cut. 0702 06 1.0 1.4
2 f (mmirev) 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 ! \
-
c ® —
2 0701020304
2 f (mmirev) CCMWO09T308
©
o . . .
5 Chipbreaker for heavy cutting of cast iron Ca:t Iron
w Flat top. = 0%
G Most effective for unstable machining due to its high edge strength. i 2 !
Can be used on workpieces requiring close tolerances a1 |
due to G class insert tolerance. 0 oi1 oiz 03 04
f (mmirev) CCGWO09T300




Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Rhombic 25°

Round

Breaker Name
and

CCET_R/L-SR

~

© A145

© A152

CCGT_R/L-SN

© A145

DCGT_R/L-SN

&

© A153

CCET_R/L-SN

DCET_R/L-SN

© A146 © A153
CCET_R/LW-SN | DCET_R/LW-SN
- . 4
© A146 © A154
CCGT_SMG | DCGT_SMG
© A146 @ A154
RCMX_RR
© A156
CCMw DCMW SCMW TCMW VCMW
© A147 © A154 © A158 © A162 © A172

T O OO0 B0 85 0 00
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

f (mm/rev)

c
S8
_S § Breakaer:dName Features Crgss Sefﬁon
a3 Picture eometry
<|F
. . s . Corner
First recommendation for finishing carbon steel, Carbon Steel « Alloy Steel o,
alloy steel, mild steel and stainless steel = 8
M| /7~ Suitable for low depths of cut and low feed rates. E?
_.%M-‘sa Sharp cutting edge and low resistance design achieves excellent cutting & 1 8 M
f(mmirev) CPMH090304-FV
. e Aluminium Alloy
- Chipbreaker for finishing s Flank
Lead chipbreaker controls chip flow. t
f ‘ Good chip control for low to medium feed rates. ~§_ 2 25°
! 1
_\ ® I
0701020304
. f (mmirev) CPGT090304
- Chipbreaker for finishing carbon steel, Carbon Steel - Alloy Steel
alloy steel, stainless steel, cast iron and 3 Flank
aluminium alloy £2 15°
Small wide lead chipbreaker. g1 V
Sharp cutting edge gives a good surface finish. 0" 01020304
f(mmirev) TPGH090204R-FS
- Chipbreaker for finishing Carbon Steel - Aloy Stee .
Lead chipbreaker controls chip flow. T
M Sharp cutting edge gives a good surface finish. E? 15°
1
g °, 2
] e 001020304
3 f (mm/rev) CPMH090304R-F
&=
g - Chipbreaker for finishing Carsbon Steel « Alloy Steel Flank
i Lead chipbreaker controls chip flow. T
‘ Sharp cutting edge gives a good surface finish. E? 15°
ks Sl
0 01020304
. f (mmirev) CPGT090304R-F
- Chipbreaker for finishing Carsbon Steel « Alloy Steel Flank
Lead chipbreaker controls chip flow. T
Good chip control for low to medium feed rates. E? 10°
S
0 01020304
f (mmirev) TPGX090204R
- Chipbreaker for finishing Car3bon Steel « Alloy Steel Flank
Lead chipbreaker controls chip flow. =
M ‘ Good chip control for low to medium feed rates. g 2 10°
g1
[
0701020304
f (mmirev) TPMX090204L
- Chipbreaker for finishing Car3bon Steel « Alloy Steel Flank
Lead chipbreaker controls chip flow. €
arp cutting edge gives a good surface finish. £
E Sh ing edge gi d surface finish £ 15°
1
f(mmirev) VPET080201R-SRF
. . . . . Corner
o - First recommendation for light cutting of carbon steel, ~ Carbon Steel - Alloy Steel  ;g.
£ alloy steel, mild steel, stainless steel and cast iron - 3
8 M ‘ Large rake angle provides sharp cutting action. £2 Flank
= X A peninsular dot ensures chip control at depths of cut under 1Tmm. g1 [ BoM
-5’ - 0 01020304

CPMH090304-SV




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Ereetar Neme
Cross Section
Q)
CPMH_FV TPMH_FV -
© A148 © A164 r/
oo ‘Standard
O A148 r-/_
TPGH_R/L-FS WPGT_R/L-FS -
© A164 O A177 r-/_
e RILF(M)
©A148 v/_
CPOTEET RILF(G)
© A148 v/_
et S ORL
© A165 r-/_
e oL
© A165 r_/_
VPET_R/L-SRF -
©A174 v/_
CPMH_SV TPMH_SV -
© A148 © A165 M_
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

A
5 g Breaker N
n 7| § | Preaxer Name Cross Section
2 S| e and Features Geomet
& 3|3 Picture ry
(2] =
2 <
. . . . . Corner
Q - Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel - Alloy Steel 4
= alloy steel and stainless steel 3 L ‘
4 , E,
=) y Standard, general purpose chipbreaker. E Fi
- /\ o ank
—— ® 1 ’7 10°
_ 07701020304
" f (mmirev) CPMX090304
2 i H 0 P Carbon Steel * Alloy Steel 0.2 mm Corner
£ First recommendation for medium cutting of carbon steel, y 20°] -
§ alloy steel, mild steel, stainless steel and cast iron = 8 L ‘ 8°
(é ‘ \ A positive insert and large rake angle achieves sharp cutting edge i 2 20-7~0:2mm_ Flank
5 ‘ .| performance. o ! || 5
% _ Double breakers in the rake face achieve a wide range of chip discharge. 0 01020304
= f (mmirev) CPMH090304-MV
. . . . . Corner
- Chipbreaker for medium cutting of automatic lathe Carbon Steel - Alloy Steel 44
machining - 8
G 3D moulded chipbreaker provides good chip control. E?
G class insert gives sharp cutting action, &1 11° Flank
allowing high precision machining. 0701020304
Breaker geometry appropriate for copying and back turning. f (mmirev) VPGT110301M-SMG
- Chipbreaker for Heavy cutting of cast iron Ca:t Iron
Flat top. £ 0°
M| [ k Most effective for unstable machining due to its high edge strength. i 2 ! \
o 1
c z =N ® T T
g _ 0701020304
- f (mmirev) SPMW120308
©
o . . .
5 - Chipbreaker for Heavy cutting of cast iron Ca’:t Iron
L Flat top. £, 0°
G A 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. 0 011 012 03 04
f (mmirev) SPGX120308
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Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Ereetar Neme
' 5
Cross Section
Q)
CPMX
E—
© A148
CPMH_MV TPMH_MV WPMT_MV
© A148 © A165 © A177

VPGT_SMG

=

O A174

© A159

[0 OO0 0

p
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TURNING INSERTS

CLASSIFICATION

15° POSITIVE INSERTS WITH HOLE

A
S g Breaker N
P 7 | § | Breaker Name Cross Section
2 S| e and Features Geomet
& 3|3 Picture E
n =
2 <
) By . . . Aluminium Alloy
z = - Chipbreaker for aluminium alloy cutting s Flank
E g Lead chipbreaker. E ) o
=] |G Sharp cutting edge gives a good surface finish. £ 25
= £ Gl
% o \ 0701020304
S h f (mm/rev) VDGX160302R

20° POSITIVE INSERTS WITH HOLE

C

S| 8

R Breaker Name Cross Section
Lf5 and Features Cemme
= |§ Picture v
<

Aluminium Alloy
8 Flank

Chipbreaker for aluminium alloy cutting
Lead chipbreaker. ‘

€ o
3- Sharp cutting edge gives a good surface finish. i 2 20
= M, o 1
<
= a i 0701020304
5 f (mmirev) DEGX150402R-F
£1G
E - Chipbreaker for aluminium alloy cutting A'“4m'”'”m‘ Alloy
f A parallel chipbreaker. €3 250 Flank
I_E Sharp cutting edge gives a good surface finish. g 21
AR Good chip control for medium feed rates. © 1
0 01 03 05
] f (mmirev) DEGX150402R
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Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VDGX_RIL

(1

© A173
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Brealer Name
| -
Cross Section
)
DEGX_RI/L-F

© A155
DEGX_R/L TEGX_RIL
© A155 © A163

(00 6

p
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITHOUT HOLE

c
S|8
w5 SEENEr NETE Cross Section
o| % and Features G t
a2 Picture eometry
al .o
<|F
Chipbreaker for heavy cutting of cast iron Ca’ft fron :
Flat top. ’é 5] 0%
M Most effective for unstable machining due to high edge =3 1
c strength and stable insert clamping. © y } } }
(< 001030507
= f(mmirev) SNMN120408
S
= Chipbreaker for heavy cutting of cast iron Castlron
o 7 |
w Flat top. E 5[ 0°
G Most effective for unstable machining due to high edge £ 1
a3l T
strength and stable insert clamping. © ) } } }
Can be used on workpieces requiring close tolerances due to G class 0701030507
insert tolerance. f(mmirev) SNGN120408
o
7° POSITIVE INSERTS WITHOUT HOLE
S|
= o
®| S EieE i) N Cross Section
o| S and Features G t
a2 Picture eometry
HE
<
s - Chipbreaker for heavy cutting of cast iron Cast Iron
:—: Flat top. g 2 0
g G . Most effective for unstable machining due to high edge o f
o y strength and stable insert clamping. © —
] Can be used on workpieces requiring close tolerances due to G class 0 01020304
w _ insert tolerance. f(mmirev) TNGN160408

11° POSITIVE INSERTS WITHOUT HOLE

=
S8
®| S BieEher e Cross Section
o8 and Features Geomet
2|3 Picture 7
< =
o - Chipbreaker for finishing Ca;bon Steel - Alloy Steel Flank
= A parallel chipbreaker. T, ‘
oG y Good chip control for low to medium feed rates. £ 15°
gl | —— &
= _ 07701020304
iE f (mmirev) SPGRO090304R
f=2]
£ - Chipbreaker for light to medium cutting of carbon steel, Carbon Steel - Alloy Steel 0° Corner
2 alloy steel and stainless steel = 3 L ‘
% M Standard, general purpose chipbreaker. i? Flank
Z ®© ] M
= ) 0701020304
5 f (mmirev) SPMR090308
- Chipbreaker for heavy cutting of cast iron Ca:t fron
Flat top. E 0°,
M Most effective for unstable machining due to high edge i 2 f
c | strength and stable insert clamping. © 1]
T T
g 07010203 04
2| | f(mmirev) SPMN090308
©
[&] . . .
5 - Chipbreaker for heavy cutting of cast iron Ca:t Iron -
L. Flat top. £, 0%
G Most effective for unstable machining due to high edge g 1
strength and stable insert clamping. @ 1|
Can be used on workpieces requiring close tolerances due to G class 0 0‘,1 0‘42 03 0.4
insert tolerance. f(mmirev) SPGN090308




SPECIAL PURPOSE INSERTS

A
H o o R o c
Rhombic 80 Square 90 Triangular 60 el NEmE ,% § ”
D and O g Tool Holder Type Inserts E
Cross Section al| s
N éi ) e i
CNMN SNMN TNMN RTG é
s -, z
(@ o |o| @uTETRID v :
R )
© A137 O A139 © A179

TNGN

|

© A138 @ A139

Rhombic 80° Square 90° Triangular 60° Erealer Neme
N

Cross Section

>

TCGN

© A181

n

Rhombic 80 Square 90 Triangular 60 Breaker Name

and
Cross Section

SPGR_R TPGR_RIL

g

© A180 © A182
SPGN TPGN

li_ p \
. e N
@ A180 © A182
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Material Hardness Chblj(t)tg;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/E:—(;v) Dep(t;r?]f) Cut
P

@ ® F 1 FY VP25N 285—450 0.09—0.23 0.20—0.80
g ® F 2 FY NX2525 270—385 0.09—0.23 0.20—0.80
E ® 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
" ¢ F 1 FY MP3025 275—425 0.09—0.23 0.20—0.80
( ASTM"Q%?}G% 1010) <180HB | @ | F | 2 FY NX3035 260—370 0.09—0.23 0.20—0.80

e F 3 FS NX2525 270—385 0.09—0.23 0.20—0.70

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

e L 2 sY NX3035 240—340 0.16—0.33 0.50—1.20

8 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 | RILF 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

® 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 swW MP3025 195—300 0.10—0.50 0.30—2.50

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

Carbon Steel - Alloy Steel 1f|30 ® L | 12 | RL-K | MP3025 195—300 0.08—0.20 0.30—1.20

(AISI 1045, AISI 4140) 280HB ® ™M | 1| mp | mceos 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

® ™M | 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

® ™ | 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| mMw UE6105 205—375 0.20—0.60 0.90—4.00

®@ ™M | 11 RIL 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 Cl\;lj(t)t(;r;g Priority| Breaker Grade Cut;ir:?msir;]))e = (mF:]/E:_gV) Dep(tr?"?]f)Cut
® H | 4| nv 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
® H | 6 | HZ UE6110 165—280 0.40—1.20 2.00—10.00
® H 7| H 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
€ F| 2] FH MP3025 215—330 0.08—0.20 0.20—1.00
€ F| 3| FH NX3035 200—285 0.08—0.20 0.20—1.00
€ F| 4| Fn UE6110 230—395 0.08—0.20 0.20—1.00
e | L |1 LP MC6015 210—360 0.10—0.40 0.30—2.00
€ L | 2] sH MC6015 210—360 0.10—0.40 0.30—2.00
¢ L[ 3] sa MC6015 210—360 0.10—0.40 0.30—2.00
e L[ 4] v UE6110 210—360 0.10—0.40 0.30—2.00
€| 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
€ L | 7| v MP3025 195—300 0.10—0.40 0.30—2.00
€| L[ s | sH NX3035 185—260 0.10—0.40 0.30—2.00
€| L] o] sa NX3035 185—260 0.10—0.40 0.30—2.00
€ L | 10| sw | mceots 210—360 0.10—0.50 0.30—2.50
€ L | 11| sw UE6110 210—360 0.10—0.50 0.30—2.50
€ | L | 12| sw NX3035 185—260 0.10—0.50 0.30—2.50
e m| 1] wm MC6015 195—330 0.16—0.50 0.30—4.00
€ m| 2| mA | Mmceots 195—330 0.20—0.50 0.30—4.00

Carbon Steel - Alloy Steel 1?0 € m| 3| mH MC6015 195—330 0.20—0.55 1,00—4.00
(AISI 1045, AISI 4140) 2B0HB
€ M| 4| sta | Mmceots 195—330 0.25—0.60 1.50—5.00
€ m| 5| wm 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
€  m| 7] ma NX3035 170—240 0.20—0.50 0.30—4.00
€  m| s | mH UE6110 195—330 0.20—0.55 1,00—4.00
€ M| 9| su UE6110 195—330 0.25—0.60 1.50—5.00
€ m| 10| s NX3035 170—240 0.25—0.60 1.50—5.00
€ m | 11| mw | Mmceos 195—330 0.20—0.60 0.90—4.00
€ m | 12| mw | ueso 195—330 0.20—0.60 0.90—4.00
€ R | 1] RP MC6015 185—310 0.25—0.60 1.50—6.00
€ R | 2] RrP UE6110 185—310 0.25—0.60 1.50—6.00
€ R | 3] eH UE6110 185—310 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 UE6020 155—255 0.50—1.26 3.00—11.00
€ H| 3| mv MC6025 135—220 0.70—1.30 4.00—12.00
€  H| 4] nv UE6020 125—210 0.70—1.30 4.00—12.00
€ H| 5| Hz MC6025 165—265 0.40—1.20 2.00—10.00
€ H| 6| H MC6025 165—265 0.40—1.00 1.50—8.00
€ H| 7] Hm MC6025 165—265 0.50—1.10 2.00—10.00
€  H| 8| HR MC6025 135—220 0.70—1.30 3.00—12.00
€ H| 9| nz UE6110 165—280 0.40—1.20 2.00—10.00
€ | H | 10| HAS | uEe020 155—255 0.40—1.10 2.00—9.00
2 F | 1 FP MC6025 230375 0.08—0.25 0.10—1.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Material Hardness Cl\x(t)tér;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
P
g 8 F 2 FP MC6015 230—395 0.08—0.25 0.10—1.00
é £ 3 F 3 FH UE6110 230—395 0.08—0.20 0.20—1.00
E - F 4 FH UE6020 220—360 0.08—0.20 0.20—1.00
; £ 3 L 1 LP MC6025 210—345 0.10—0.40 0.30—2.00
n:: £ 4 L 2 LP MC6035 185—260 0.10—0.40 0.30—2.00
a 2 L 3 SH MC6025 210—345 0.10—0.40 0.30—2.00
£ 4 L 4 SA MC6025 210—345 0.10—0.40 0.30—2.00
2 L 5 SH UE6020 200—330 0.10—0.40 0.30—2.00
2 L 6 SA UE6020 200—330 0.10—0.40 0.30—2.00
£ 4 M 1 MP MC6025 195—315 0.16—0.50 0.30—4.00
2 M 2 MP MC6035 170—240 0.16—0.50 0.30—4.00
2 M 3 MP UE6020 185—300 0.16—0.50 0.30—4.00
2 M 4 MA MC6025 195—315 0.20—0.50 0.30—4.00
s M 5 MA MC6035 170—240 0.20—0.50 0.30—4.00
s M 6 MA UE6020 185—300 0.20—0.50 0.30—4.00
s M 7 MH MC6025 195—315 0.20—0.55 1.00—4.00
s M 8 MH MC6035 170—240 0.20—0.55 1.00—4.00
£ 3 M 9 MH UE6020 185—300 0.20—0.55 1.00—4.00
Carbon Steel * Alloy Steel 1?0 2 M 10 Std MC6025 195—315 0.25—0.60 1.50—5.00
(AISI 1045, AISI 4140) 280HB
£ 3 M 1" Std MC6035 170—240 0.25—0.60 1.50—5.00
£ 3 M 12 Std UE6020 185—300 0.25—0.60 1.50—5.00
£ 3 M 13 MW MC6025 195—315 0.20—0.60 0.90—4.00
£ 4 M 14 MW 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
2 R 2 RP MC6035 160—225 0.25—0.60 1.50—6.00
2 R 3 GH UE6020 175—285 0.25—0.60 1.50—6.00
£ 4 H 1 HX MC6035 140—200 0.50—1.26 3.00—11.00
£ 4 H 2 HX UH6400 140—195 0.50—1.26 3.00—11.00
2 H 3 HV MC6035 115—165 0.70—1.30 4.00—12.00
2 H 4 HV UH6400 115—160 0.70—1.30 4.00—12.00
2 H 5 HZ UE6020 155—255 0.40—1.20 2.00—10.00
2 H 6 HZ MC6035 140—200 0.40—1.20 2.00—10.00
s H 7 HZ UH6400 140—195 0.40—1.20 2.00—10.00
s H 8 HL MC6035 140—200 0.40—1.00 1.50—8.00
£ 3 H 9 HM MC6035 140—200 0.50—1.10 2.00—10.00
s H 10 HR MC6035 115—165 0.70—1.30 3.00—12.00
2 H 11 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
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Work Material Hardness Cl\x(t)tér;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
[ ] 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 uUSs7020 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
[ ] M 3 MS uUS7020 100—250 0.16—0.50 0.50—4.00
[ ] M 4 MA uUS7020 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 MwW uUS7020 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 uUSs7020 95—235 0.25—0.60 1.50—6.00
[ ] 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
[ ] H 3 GH uUSs7020 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 ([ < M 4 MS US735 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 US735 75—140 0.40—1.00 1.50—8.00

([ < H 2 HM US735 75—140 0.50—1.10 2.00—10.00

£ 4 L 1 LM MP7035 95—155 0.10—0.30 0.30—2.00

2 L 2 SH US735 95—185 0.10—0.40 0.30—2.00

2 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

2 M 3 MA MP7035 90—145 0.20—0.50 0.30—4.00

2 M 4 MS US735 90—170 0.16—0.50 0.50—4.00

s M 5 MS VP15TF 80—135 0.16—0.50 0.50—4.00

s M 6 MS UP20M 100—150 0.16—0.50 0.50—4.00

s M 7 MS UTi20T 80—115 0.16—0.50 0.50—4.00

s M 8 MA VP15TF 80—135 0.20—0.50 0.30—4.00

£ 2 M 9 Std VP15TF 80—135 0.25—0.60 1.50—5.00

s R 1 RM MP7035 85—135 0.25—0.55 1.50—6.00

£ 3 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

s H 2 HM US735 75—140 0.50—1.10 2.00—10.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Materil Harcness | Qend [prorty Broaker| Grage | SRS TRRE, | OB
M

g ([ ] L 1 LM MC7015 150—240 0.10—0.30 0.30—2.00
é ([ ] L 2 SH USs735 80—155 0.10—0.40 0.30—2.00
E [ ) L 3 SH NX2525 55—115 0.10—0.40 0.30—2.00
E ([ ] L 4 SwW Us7020 90—230 0.10—0.50 0.30—2.50
n:: ([ ] 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
o M 3 MS USs7020 80—210 0.16—0.50 0.50—4.00

([ ] M 4 MA USs7020 80—210 0.20—0.50 0.30—4.00

(] M 5 MH USs7020 80—210 0.20—0.55 1.00—4.00

() M 6 Mw USs7020 80—210 0.20—0.60 0.90—4.00

(] R 1 RM MC7015 130—205 0.25—0.55 1.50—6.00

o R 2 GH USs7020 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

[ 4 L 1 LM MC7025 135—180 0.10—0.30 0.30—2.00

[ 4 L 2 SH USs735 80—155 0.10—0.40 0.30—2.00

[ 4 M 1 MM MC7025 125—165 0.15—0.45 0.70—5.00

[ 4 M 2 GM MC7025 125—165 0.16—0.50 0.50—4.00

[ 4 M 3 MA MC7025 125—165 0.20—0.50 0.30—4.00

Austenitic [ 4 M 4 MS USs735 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

- L 1 LM MP7035 80—130 0.10—0.30 0.30—2.00

- L 2 SH US735 80—155 0.10—0.40 0.30—2.00

- M 1 MM MP7035 75—120 0.15—0.45 0.70—5.00

s M 2 GM 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

s M 4 MS USs735 75—140 0.16—0.50 0.50—4.00

E S M 5 MS VP15TF 65—110 0.16—0.50 0.50—4.00

E M 6 MS UP20M 80—125 0.16—0.50 0.50—4.00

E 9 M 7 MS UTi20T 65—95 0.16—0.50 0.50—4.00

E S M 8 MA VP15TF 65—110 0.20—0.50 0.30—4.00

E M 9 Std VP15TF 65—110 0.25—-0.60 1.50—5.00

E R 1 RM MP7035 70—115 0.25—-0.55 1.50—6.00

E R 2 GH USs735 70—135 0.25—0.60 1.50—6.00

E H 1 HL USs735 60—120 0.40—1.00 1.50—8.00

E 9 H 2 HM USs735 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(iﬁssltgiZ”SSS Steel | <o80HB | @ | L | 4 | sw | us7020 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 USs7020 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
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Work Material Harcness | Qend [prorty Broaker| Grage | SRS TRRE, | OB
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
® ™M | 6 MW US7020 65—170 0.20—0.60 0.90—4.00
® 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
® 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 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 ™ | 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 mMS 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&elsﬁtgizné‘?ss Steel | <og0HB | € | 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 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
£ | 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
® | M| 5 mMS VP15TF 50—90 0.16—0.50 0.50—4.00
® | M| 6 mMS UP20M 65—100 0.16—0.50 0.50—4.00
® | m |7 MS UTi20T 50—75 0.16—0.50 0.50—4.00
® | M| 8 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
8 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
®  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 ® ™ | 3 MS US7020 100—250 0.16—0.50 0.50—4.00
Stainless Steel <200HB
(AISI 410, AISI 430) ([ ] M 4 MA USs7020 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 us735 75—140 0.40—1.00 1.50—8.00
® H |2 HM Us735 75—140 0.50—1.10 2.00—10.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Materil Hardness | Sods Prorty Breaker|  Grade | CTRIEES | (TS | P
M

|t2 [ < L 1 LM MC7025 165—220 0.10—0.30 0.30—2.00
é ([ < L 2 SH US735 95—185 0.10—0.40 0.30—2.00
E ([ < 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
n:: ([ < M 3 MA MC7025 150—200 0.20—0.50 0.30—4.00
a ([ < M 4 MA US735 90—170 0.20—0.50 0.30—4.00
([ < M 5 MS US735 90—170 0.16—0.50 0.50—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 US735 75—140 0.40—1.00 1.50—8.00

[ < H 2 HM US735 75—140 0.50—1.10 2.00—10.00

2 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) 2 M 1 MM MP7035 90—145 0.15—0.45 0.70—5.00

E M 2 GM MP7035 90—145 0.16—0.50 0.50—4.00

s 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

s M 5 MS VP15TF 80—135 0.16—0.50 0.50—4.00

s M 6 MS UP20M 100—150 0.16—0.50 0.50—4.00

s M 7 MS UTi20T 80—115 0.16—0.50 0.50—4.00

s M 8 MA VP15TF 80—135 0.20—0.50 0.30—4.00

£ 3 M 9 Std VP15TF 80—135 0.25—0.60 1.50—5.00

£ 4 R 1 RM MP7035 85—135 0.25—0.55 1.50—6.00

£ 4 R 2 GH US735 85—160 0.25—0.60 1.50—6.00

2 H 1 HL US735 75—140 0.40—1.00 1.50—8.00

s H 2 HM US735 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
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Work Material Hardness Cl\x(t)tér;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
[ ] L 1 LM MC7015 150—240 0.10—0.30 0.30—2.00
([ ] 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
[ ] L 4 SW uUSs7020 90—230 0.10—0.50 0.30—2.50
[ ] 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 uUS7020 80—210 0.16—0.50 0.50—4.00
[ ] M 4 MA uUS7020 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 MwW uUS7020 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 uUSs7020 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
([ < 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) ([ < 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
2 L 1 LM MP7035 80—130 0.10—0.30 0.30—2.00
2 L 2 SH US735 80—155 0.10—0.40 0.30—2.00
£ 4 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
2 M 4 MS US735 75—140 0.16—0.50 0.50—4.00
2 M 5 MS VP15TF 65—110 0.16—0.50 0.50—4.00
2 M 6 MS UP20M 80—125 0.16—0.50 0.50—4.00
s M 7 MS UTi20T 65—95 0.16—0.50 0.50—4.00
s M 8 MA VP15TF 65—110 0.20—0.50 0.30—4.00
s M 9 Std VP15TF 65—110 0.25—0.60 1.50—5.00
s R 1 RM MP7035 70—115 0.25—0.55 1.50—6.00
s R 2 GH US735 70—135 0.25—0.60 1.50—6.00
s H 1 HL US735 60—120 0.40—1.00 1.50—8.00
s 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 LS(M) MP9005 125—175 0.10—0.25 0.20—0.80
[ ] L 3 SH US735 556—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, AISI 631) D I T R e 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 GM MC7015 90—145 0.16—0.50 0.50—4.00
[ ] M 3 MS uUs7020 55—140 0.16—0.50 0.50—4.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Material Haraness | G009 [prorty Breaker|  Grase | CUTTERET | D008 PR
M

» ®@ M| 4| mMA US7020 55—140 0.20—0.50 0.30—4.00
g ®@ M| 5| wms MP9005 115—160 0.16—0.50 0.50—4.00
-4 ® ™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| cGH 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 | > SH US735 55—100 0.10—0.40 0.30—2.00

€ L | 3 | LsM | MP9015 120—165 0.10—0.25 0.20—0.80

€ ™M | 1 MM MC7025 80—110 0.15—0.45 0.70—5.00

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

€ ™M | 3| mMA MC7025 80—110 0.20—0.50 0.30—4.00

€ ™M | 4| ms US735 50—95 0.16—0.50 0.50—4.00

€ M| 5| 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 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

2L | 1 LM MP7035 55—85 0.10—0.30 0.30—2.00

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

£ L | 3 |LsM | MP9025 80—95 0.10—0.25 0.20—0.80

2 0m | 1 MM MP7035 50—80 0.15—0.45 0.70—5.00

£ m| 2| om MP7035 50—80 0.16—0.50 0.50—4.00

£ M| 3| mMA MP7035 50—80 0.20—0.50 0.30—4.00

£ M| 4| ms US735 50—95 0.16—0.50 0.50—4.00

£ M| 5| ms VP15TF 4075 0.16—0.50 0.50—4.00

£ M| 6| ms UP20M 55—80 0.16—0.50 0.50—4.00

£ m| 7| wms UTi20T 40—60 0.16—0.50 0.50—4.00

£ m| 8| mA VP15TF 40—75 0.20—0.50 0.30—4.00

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

2 0m | 1 MS MP9025 75—90 0.16—0.50 0.50—4.00

£ R | 1 RM MP7035 4575 0.25—0.55 1.50—6.00

£ R | 2| oH Us735 45-90 0.25—0.60 1.50—6.00

2| 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
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Work Material Hardness Cl\x(t)tér;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
® | 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
® L | 3 MA uc5105 170—310 0.20—0.50 0.30—4.00
® | M | 1 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
® ™M | 4 Std NX2525 155—210 0.25—0.60 1.50—5.00
®@ M | 5 Mw 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 Flat 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 Flat 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 Flat HTiO5T 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 Flat uc5105 160—290 0.20—0.60 2.50—6.00
€ 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
e 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
e ™M | 3 Std ucs115 165—300 0.25—0.60 1.50—5.00

Gra(ﬁgggg;m“ <350MPa | @€ | M | 4 std HTi10 105—150 0.25—0.60 1.50—5.00
€ M| 5 MH ucs115 165—300 0.20—0.55 1.00—4.00
€ M | 6 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 | 8 MW 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 ucs5115 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 Flat ucs115 155—285 0.20—0.60 2.50—6.00
® L1 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
8 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 Std UTi20T 85—120 0.25—0.60 1.50—5.00
8| 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 ucs5115 155—285 0.20—0.60 2.50—6.00
® R | 5 Flat 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 Flat ucs115 155—285 0.20—0.60 2.50—6.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top
A Work Material Hardness C,\xgg;g Priority| Breaker Grade Cutzi;?msiﬁ)e 2 (an?/?'gv) Dep(trr:"?]f) Cut
K

o ® L | 1 LK MC5005 215—350 0.10—0.40 0.30—2.00
ﬁ ® 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
% ® ™M | 1| MK MC5005 195—315 0.20—0.55 1.00—4.00
& ® ™M 2| oK MC5005 195—315 0.25—0.60 1.50—5.00
" ® ™M | 3| s uC5105 160—290 0.25—0.60 1.50—5.00
® M | 4 | su 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| Fat | mcso05 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| Fat UC5105 150—275 0.20—0.60 2.50—6.00
® R | 5| Fat HTi10 90—135 0.20—0.60 2.50—6.00
® R | 6| Fat HTi05T 100—175 0.20—0.60 2.50—6.00
® H | 1| Fat | mcsoo5 185—300 0.20—0.60 2.50—6.00
® | H | 2 | Flat UC5105 150—275 0.20—0.60 2.50—6.00
€ | L | LK MC5015 195—315 0.10—0.40 0.30—2.00
€ | L | 2| m MC5015 180—285 0.20—0.50 0.30—4.00
€ | L | 3| m ucs115 155—285 0.20—0.50 0.30—4.00
€ | L | 24| sw MC5015 195—315 0.10—0.50 0.30—2.50
€ L | 5 | sw uC5115 170—310 0.10—0.50 0.30—2.50
e | m | 1| MK MC5015 180—285 0.20—0.55 1.00—4.00
€ ™M 2| ok MC5015 180—285 0.25—0.60 1.50—5.00
Du‘ztlﬂggjgé)'m” <450MPa | € | M | 3 | std uc5115 155—285 0.25—0.60 1.50—5.00
€ ™M | 4 | su HTi10 95—140 0.25—0.60 1.50—5.00
€ ™M 5| m ucs115 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| Fat | mcs015 170—275 0.20—0.60 2.50—6.00
€ R | 3| oH ucs115 145—270 0.25—0.60 1.50—6.00
€ R | 4| Fat ucs115 145—270 0.20—0.60 2.50—6.00
€ | H | 1| Fat | mcso1s 170—275 0.20—0.60 2.50—6.00
€ H | 2| Fat ucs115 145—270 0.20—0.60 2.50—6.00
2L |1 LK MC5015 195—315 0.10—0.40 0.30—2.00
2 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
2| m | 1| MK MC5015 180—285 0.20—0.55 1.00—4.00
2| m| 2| ok MC5015 180—285 0.25—0.60 1.50—5.00
£ ™M | 3| s uC5115 155—285 0.25—0.60 1.50—5.00
£ | M| 4| su 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 | Flaa | MC5015 170—275 0.20—0.60 2.50—6.00
£ R | 3| GH ucs115 145—270 0.25—0.60 1.50—6.00
® R | 4 | Flat ucs115 145—270 0.20—0.60 2.50—6.00
% R | 5 | Flat UTi20T 75—105 0.20—0.60 2.50—6.00
£ | H | 1 | Flat | Mc5015 170—275 0.20—0.60 2.50—6.00
£ H| 2| Fat 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 C,\xgg;g Priority| Breaker Grade Cut(tinr:?msis)e 2 (an?/E:'gv) Dep(t;%f) Cut
® 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
® | L | 3| ma UC5105 140—260 0.20—0.50 0.30—4.00
® ™M | 1| MK MC5005 175—280 0.20—0.55 1.00—4.00
® ™M 2| oK MC5005 175—280 0.25—0.60 1.50—5.00
® ™M | 3| s uC5105 140—260 0.25—0.60 1.50—5.00
® M | 4 | su 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| Fat | mcso05 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| Fat UC5105 135—250 0.20—0.60 2.50—6.00
® R | 5| Fat HTi10 80—120 0.20—0.60 2.50—6.00
® R | 6| Fat HTi05T 90—155 0.20—0.60 2.50—6.00
® H | 1| Fat | mcsoo5 165—270 0.20—0.60 2.50—6.00
® H | 2| Fat uC5105 135—250 0.20—0.60 2.50—6.00
€ | L | LK MC5015 175—285 0.10—0.40 0.30—2.00
€ | L | 2| m MC5015 160—255 0.20—0.50 0.30—4.00
€ | L | 3| m ucs115 140—255 0.20—0.50 0.30—4.00
€ | L | 24| sw MC5015 175—285 0.10—0.50 0.30—2.50
€ L | 5 | sw uC5115 150—280 0.10—0.50 0.30—2.50
e | m | 1| MK MC5015 160—255 0.20—0.55 1.00—4.00
€ ™M 2| ok MC5015 160—255 0.25—0.60 1.50—5.00

Du‘ztlﬂggfgé)'m” <800MPa | € | M | 3 | std uc5115 140—255 0.25—0.60 1.50—5.00
€ ™M | 4 | su HTi10 85—125 0.25—0.60 1.50—5.00
€ ™M 5| m ucs115 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| Fat | mcs015 150—245 0.20—0.60 2.50—6.00
€ R | 3| oH ucs115 130—240 0.25—0.60 1.50—6.00
€ R | 4| Fat ucs115 130—240 0.20—0.60 2.50—6.00
€ | H | 1| Fat | mcso1s 150—245 0.20—0.60 2.50—6.00
€ H | 2| Fat ucs115 130—240 0.20—0.60 2.50—6.00
2L |1 LK MC5015 175—285 0.10—0.40 0.30—2.00
2 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
2| m | 1| MK MC5015 160—255 0.20—0.55 1.00—4.00
2| m| 2| ok MC5015 160—255 0.25—0.60 1.50—5.00
£ ™M | 3| s uC5115 140—255 0.25—0.60 1.50—5.00
£ | M| 4| su 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 | Flaa | MC5015 150—245 0.20—0.60 2.50—6.00
£ R | 3| GH ucs115 130—240 0.25—0.60 1.50—6.00
® R | 4 | Flat ucs115 130—240 0.20—0.60 2.50—6.00
% R | 5 | Flat UTi20T 65—95 0.20—0.60 2.50—6.00
£ | H | 1 | Flat | Mc5015 150—245 0.20—0.60 2.50—6.00
£ H| 2| Fat ucs115 130—240 0.20—0.60 2.50—6.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERTS Breker: Std : Standard Flat : Flat Top

A Work Material Hardness C'\;IJ(t)t(ijneg Priority| Breaker Grade Cutg:?msir?)e <l (mFrglergv) Dep(t:"?]f) Cut
f2 [ ] F 1 LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
é [ ] F 2 FJ RT9010 45—95 0.07—0.20 0.10—1.00
Z [ ] L 1 LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
% [ ] L 2 MJ(M) 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
- [ ] 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 LS(M) MT9015 40—85 0.10—0.25 0.20—0.80
([ < F 2 FJ RT9010 45—95 0.07—0.20 0.10—1.00
Titanium Alloy B € | L | 1 |LSM | MT9015 40—85 0.10—0.25 0.20—0.80
(Ti-6AI-4V) € | L | 2 | m\ym | RT9010 40—85 0.07—0.25 0.40—1.50
([ < L 3 MJ(G) 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
([ < 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
2 F 1 FJ RT9010 45—95 0.07—0.20 0.10—1.00
2 L 1 MJ(M) RT9010 40—85 0.07—0.25 0.40—1.50
2 L 2 MJ(G) RT9010 40—85 0.07—0.25 0.40—1.50
£ 4 M 1 MS RT9010 40—80 0.10—0.25 0.50—4.00
£ 4 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

Heat Resistant Alloy
(Inconel718)

Hardness

C'\;IJ(t)t(ijneg Priority| Breaker Grade Cutg:?msir?)e <l (mFrglergv) Dep(t:"?]f) Cut
[ ] F 1 LS(M) MP9005 30—110 0.10—0.25 0.20—0.80
[ ] F 2 FJ VP10RT 30—60 0.07—0.20 0.10—1.00
[ ] L 1 LS(M) MP9005 30—110 0.10—0.25 0.20—0.80
[ ] L 2 MJ(M) MP9005 30—110 0.07—0.25 0.40—1.50
[ ] L 3 MJ(M) VPO5RT 30—65 0.07—0.25 0.40—1.50
[ ] L 4 MJ(M) US905 55—110 0.07—0.25 0.40—1.50
[ ] L 5 MJ(G) VP10RT 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 VPO5RT 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 GJ VP10RT 20—45 0.16—0.35 1.00—3.00
[ ] R 3 GJ US905 45—95 0.16—0.35 1.00—3.00
([ < F 1 LS(M) MP9015 25—-85 0.10—0.25 0.20—0.80
([ < F 2 FJ VP10RT 30—60 0.07—0.20 0.10—1.00
([ < L 1 LS(M) MP9015 25—85 0.10—0.25 0.20—0.80
([ < L 2 MJ(M) MP9015 25—85 0.07—0.25 0.40—1.50
([ < L 3 MJ(M) VP10RT 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 MP9015 25—-80 0.10—0.30 0.50—3.00
[ < M 3 MS VP10RT 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 GJ VP10RT 20—45 0.16—0.35 1.00—3.00
£ 3 F 1 FJ VP15TF 20—40 0.07—0.20 0.10—1.00
2 L 1 LS(M) MP9025 20—-30 0.10—0.25 0.20—0.80
s L 2 MJ(G) VP15TF 20—-35 0.07—0.25 0.40—1.50
s M 1 MS MP9025 20—-30 0.10—0.25 0.50—4.00
s M 2 MA MP9025 20—-30 0.10—0.30 0.50—3.00
s M 3 MS VP15TF 20—35 0.10—0.25 0.50—4.00
s R 1 RS MP9025 15—25 0.20—0.35 1.00—4.00
2 R 2 GJ VP15TF 15—30 0.16—0.35 1.00—3.00

p

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

l 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
A Work Material Hardness Chblj(t)tg;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/E:—(;v) Dep(t;r?]f) Cut
P

» ® F 1 FP NX2525 225—320 0.04—0.20 0.20—0.90
ﬁ ® F 2 FV NX2525 225—320 0.04—0.20 0.20—0.90
Z ® F 3 | RILF MP3025 230—355 0.05—0.12 0.10—0.50
% ® 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
® ™ 1 MP 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"%’G%S'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
e L 5 sW MC6015 250—425 0.06—0.24 0.20—1.50
e L 6 swW MP3025 230—355 0.06—0.24 0.20—1.50
e ™ 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
e ™M | 3 MP 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
e L 2 sV 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 swW MC6025 250—405 0.06—0.24 0.20—1.50
g m 1 MP MC6025 210—340 0.08—0.30 0.30—2.00
g M| 2 MW 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 | RILF 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 2 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 1é|30 ® L | 5 sV MP3025 170—260 0.06—0.25 0.20—1.00
(AISI 1045, AISI 4140) 280HB @ | L | 6| sw | mpsozs 170—260 0.06—0.24 0.20—1.50
®@ ™ 1 MP NX2525 140—200 0.08—0.30 0.30—2.00
® ™M | 2 Mw 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 C“;IJ(t)t(ijr‘leg Priority| Breaker Grade CUtzir:?mSir?)e <l (an?/El}'gv) Dep(t;r?]f) Cut
P
€ L | 1 LP MC6015 185—315 0.06—0.25 0.20—1.00 o
e L | > LP UE6110 185—315 0.06—0.25 0.20—1.00 é
€ L | 3 LP MP3025 170—260 0.06—0.25 0.20—1.00 £
€ 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 &
€ L |6 | sw MP3025 170—260 0.06—0.24 0.20—1.50 -
€ ™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 1i|30 € m | 3 mMP MP3025 140—220 0.08—0.30 0.30—2.00
(AISI 1045, AISI 4140) 280HB e | 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
2 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 0m | 1 MP MC6025 155—250 0.08—0.30 0.30—2.00
£ m| 2| mw 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?0 e m| 2] w UE6110 110—185 0.08—0.30 0.30—2.00
(AISI 4340) 350HB
€ ™M | 3| w MP3025 100—155 0.08—0.30 0.30—2.00
2 0m | 1 MP MC6025 110—175 0.08—0.30 0.30—2.00

A091



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
A Work Materia Hardnoss | UCR prirty Breaker | Grade | CU(TRTRRE | TRR0) | PR
m

@ @ F| 1] mm VP15TF 75—125 0.04—0.20 0.20—0.90
ﬁ ® F| 2| s US735 70—135 0.08—0.30 0.30—2.00
2 @ L | 1] m MC7025 140—190 0.06—0.25 0.20—1.00
% ® L | 2| st US735 70—135 0.08—0.30 0.30—2.00
[ ® M| 1| mm | mcrozs 120—160 0.08—0.30 0.30—2.00
a € F| 1] mm 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
N— ¢ L] 1] m 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 304, AISI 316) € m| 1| mm | mcrozs 120—160 0.08—0.30 0.30—2.00
2 F| 1] mm 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
2 L] 1] wm MP7035 85—135 0.06—0.25 0.20—1.00
2 L] 2] wm VPA5TF 75—125 0.06—0.25 0.20—1.00
£ L | 3| st US735 70—135 0.08—0.30 0.30—2.00
£ m| 1] mm | wmpross 70—115 0.08—0.30 0.30—2.00
£/ m| 2| mm | vpisTF 60—105 0.08—0.30 0.30—2.00
® F| 1] mm 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
@ L | 1] m MC7025 120—160 0.06—0.25 0.20—1.00
® L | 2| s US735 60—110 0.08—0.30 0.30—2.00
® M| 1| mm | mcrozs 100—130 0.08—0.30 0.30—2.00
€ F| 1] mm 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
Austoniic ¢ L] 1] m MC7025 120—160 0.06—0.25 0.20—1.00
Stainless Steel >5200HB | € | L | 2 | std US735 60—110 0.08—0.30 0.30—2.00
(AISI 304LN, AISI 316LN) € m| 1| mm | mcrozs 100—130 0.08—0.30 0.30—2.00
2 F| 1] mm VP15TF 60—105 0.04—0.20 0.20—0.90
2 F| 2] st USs735 60—110 0.08—0.30 0.30—2.00
2 L] 1] m MP7035 70—115 0.06—0.25 0.20—1.00
2 L] 2] wm VPA5TF 60—105 0.06—0.25 0.20—1.00
£ L] 3| st US735 60—110 0.08—0.30 0.30—2.00
£ m| 1] mm | 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| st US735 45—90 0.08—0.30 0.30—2.00
® M| 1| mm | mcrozs 80—105 0.08—0.30 0.30—2.00
€ F| 1] mm VP15TF 50—85 0.04—0.20 0.20—0.90
TWO'pha&elssltgiZ”SSS Steel | <og0HB | @€ | F | 2 | std USs735 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| mm | mcrozs 80—105 0.08—0.30 0.30—2.00
2 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
2 L] 1] m 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 Haraness | G009 [prorty Breaker|  Grase | CUTRTERET | TR0 PR
M
2L |2 LM VP15TF 50—85 0.06—0.25 0.20—1.00
Two-phase Stainless Steel | oo £ L | 3| st US735 45-90 0.08—0.30 0.30—2.00
(AISI 329) £ M| 1| MM MP7035 4575 0.08—0.30 0.30—2.00
2 M| 2| mm VP15TF 40—70 0.08—0.30 0.30—2.00
® 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
® L | 1 LM MC7025 140—190 0.06—0.25 0.20—1.00
® L | 2| st 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 VP15TF 75—125 0.04—0.20 0.20—0.90
€ | F | 2| su Us735 70—135 0.08—0.30 0.30—2.00
Ferritic and Martensitic e L | 1 LM MC7025 140—190 0.06—0.25 0.20—1.00
Stainless Steel <200HB | @ | L | 2 | st us735 70—135 0.08—0.30 0.30—2.00
(AISI 410, AISI 430) e ™M | 1 MM MC7025 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
2 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
2 L |2 LM 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 0m| 1 MM MP7035 70—115 0.08—0.30 0.30—2.00
2 M| 2| mm VP15TF 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| 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
Ferritic and Martensitic e L | 1 LM MC7025 120—160 0.06—0.25 0.20—1.00
Stainless Steel >200HB € L | 2| st USs735 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| st US735 60—110 0.08—0.30 0.30—2.00
2L | 1 LM MP7035 70—115 0.06—0.25 0.20—1.00
2 L |2 LM VP15TF 60—105 0.06—0.25 0.20—1.00
£ L | 3| st US735 60—110 0.08—0.30 0.30—2.00
2 0m | 1 MM MP7035 60—95 0.08—0.30 0.30—2.00
2 M| 2| mm VP15TF 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| st US735 4075 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(rifgleg\,i%t’ﬂ'r'sﬁsg?)sf)ee' <450HB ® | L | 3| sud 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| wms MP9015 85—120 0.08—0.25 0.30—2.00
€  F | 1 FM VP15TF 40—70 0.04—0.20 0.20—0.90
€ F | 2| st US735 4075 0.08—0.30 0.30—2.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
A Work Material Haraness | G009 [prorty Breaker|  Grase | CUTRTERET | TR0 PR
M
o € L | 1 LM MC7025 80—105 0.06—0.25 0.20—1.00
ﬁ € L | 2 | LsM | MP9015 105—140 0.06—0.20 0.20—1.00
-4 € L | 3| st 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| wms MP9015 85—120 0.08—0.25 0.30—2.00
Hardened Stainless Steel 450HE 2 F | 1 FM VP15TF 40—70 0.04—0.20 0.20—0.90
(AISI 630, AlSI 631) £ F | 2| st US735 4075 0.08—0.30 0.30—2.00
£ L | 1 LM MP7035 4575 0.06—0.25 0.20—1.00
2 L |2 LM VP15TF 40—70 0.06—0.25 0.20—1.00
$ L | 3| st US735 4075 0.08—0.30 0.30—2.00
2 0m | 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 Cl\x(t)tér;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
® F | 1| mk MC5005 165—265 0.08—0.30 0.30—2.00
® L | 1| m MC5005 165—265 0.08—0.30 0.30—2.00
® ™M | 1| Fat | mcso005 165—265 0.08—0.30 0.30—2.00
e F | 1| m MC5015 150—240 0.08—0.30 0.30—2.00
€ F | 2| s ucs115 130—240 0.08—0.30 0.30—2.00
e L | 1] m MC5015 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‘(%gggg;m“ <350MPa | € | M | 1 | Flat | Mmcs015 150—240 0.08—0.30 0.30—2.00
€ M| 2 | Flat ucs115 130—240 0.08—0.30 0.30—2.00
2 F 1] mk MC5015 150—240 0.08—0.30 0.30—2.00
£ F | 2| s uC5115 130—240 0.08—0.30 0.30—2.00
2L 1] mk MC5015 150—240 0.08—0.30 0.30—2.00
£ L | 2| s uc5115 130—240 0.08—0.30 0.30—2.00
£ | M | 1| Flat | Mmcs015 150—240 0.08—0.30 0.30—2.00
£ | M| 2| Fat uc5115 130—240 0.08—0.30 0.30—2.00
® F | 1| mK MC5005 155—250 0.08—0.30 0.30—2.00
® L 1| MK MC5005 155—250 0.08—0.30 0.30—2.00
® M | 1 | Flat | MC5005 155—250 0.08—0.30 0.30—2.00
€ F | 1| MK MC5015 140—230 0.08—0.30 0.30—2.00
€ F | 2| s ucs115 125—225 0.08—0.30 0.30—2.00
e L | 1] m MC5015 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“‘Etlf_'ggjg(t))'m“ <450MPa | € | M | 1 | Flat | MC5015 140—230 0.08—0.30 0.30—2.00
€ ™| 2| Fat ucs115 125—225 0.08—0.30 0.30—2.00
2 F 1] m MC5015 140—230 0.08—0.30 0.30—2.00
£ F| 2| s uc5115 125—225 0.08—0.30 0.30—2.00
2L 1] m MC5015 140—230 0.08—0.30 0.30—2.00
£ L | 2| s uc5115 125—225 0.08—0.30 0.30—2.00
£ | M | 1| Flat | Mcs015 140—230 0.08—0.30 0.30—2.00
2 M| 2| Fat ucs115 125—225 0.08—0.30 0.30—2.00
® F | 1| mK MC5005 140—225 0.08—0.30 0.30—2.00
® L | 1| mk MC5005 140—225 0.08—0.30 0.30—2.00
® M | 1 | Flat | MC5005 140—225 0.08—0.30 0.30—2.00
€ F | 1| MK MC5015 125—205 0.08—0.30 0.30—2.00
€ F | 2| su ucs115 110—200 0.08—0.30 0.30—2.00
€ L | 1| WK MC5015 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“C(tli_'gg?gé)'m” <8OMPa | € | M | 1 | Flat | MC5015 125—205 0.08—0.30 0.30—2.00
€ ™| 2| Fat ucs115 110—200 0.08—0.30 0.30—2.00
2 F 1] m MC5015 125—205 0.08—0.30 0.30—2.00
2 F| 2| s ucs115 110—200 0.08—0.30 0.30—2.00
2L 1] m MC5015 125—205 0.08—0.30 0.30—2.00
2L 2| s ucs115 110—200 0.08—0.30 0.30—2.00
£ | m | 1| Fat | mcso1s 125—205 0.08—0.30 0.30—2.00
2 M| 2| Fat ucs115 110—200 0.08—0.30 0.30—2.00

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 7° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
A Work Materal Harcness | Qend [prorty Broaker| Grage | CUTRIRRES | TRRE, | DeRRCM
N
» N ® | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
ﬁ f‘p'\‘é%‘éﬂ'???ﬁ';%‘)’ Si<5% € | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
E 2| F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
£ N ® | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
|°:_‘ A'”“?E&”éﬁ”oy 5%<Si<10% @ | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
2| 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
?‘kggqi;‘r%‘g%’ Si>10% € | F | 1 AZ HTi10 300—700 0.10—0.40 0.20—3.00
2| 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

Titanium Alloy
(Ti-6AI-4V)

Heat Resistant Alloy
(Inconel718)

Cl\blj(t)t(ijneg Priority| Breaker Grade Cmg:?msir?)e <l (mFrglergv) Dep(trt:"?]f) Cut
([ ] F 1 FS-P MT9005 40—80 0.04—0.12 0.20—1.40
[ } F 2 FJ RT9010 35—75 0.04—0.12 0.20—1.40
[ } L 1 LS-P MT9005 40—80 0.04—0.15 0.30—3.00
[ ] L 2 LS(M) MT9005 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 FS-P MT9005 40—80 0.04—0.12 0.20—1.40
[ < F 2 FJ RT9010 35—75 0.04—0.12 0.20—1.40
[ < L 1 LS-P MT9005 40—80 0.04—0.15 0.30—3.00
[ < L 2 LS(M) MT9005 40—80 0.06—0.20 0.20—1.00
([ < M 1 MS MT9005 35—65 0.08—0.25 0.30—2.00
2 F 1 FS-P MT9005 40—80 0.04—0.12 0.20—1.40
2 F 2 FJ RT9010 35—75 0.04—0.12 0.20—1.40
£ 3 L 1 LS-P MT9005 40—80 0.04—0.15 0.30—3.00
£ 3 L 2 LS(M) MT9005 40—80 0.06—0.20 0.20—1.00
£ 4 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
[ ] F 2 FJ VP10RT 20—45 0.04—0.12 0.20—1.40
([ ] L 1 LS(G) MP9005 25—-95 0.04—0.15 0.30—3.00
[ } L 2 LS(M) MP9005 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
([ < F 2 FJ VP10RT 20—45 0.04—0.12 0.20—1.40
([ < L 1 LS(G) MP9015 20—75 0.04—0.15 0.30—3.00
[ < L 2 LS(M) MP9015 20—-75 0.06—0.20 0.20—1.00
[ < M 1 MS MP9015 20—60 0.08—0.25 0.30—2.00
£ 4 F 1 FS MP9015 20—-75 0.04—0.12 0.20—1.40
2 F 2 FJ VP10RT 20—45 0.04—0.12 0.20—1.40
2 L 1 LS(G) MP9015 20—-75 0.04—0.15 0.30—3.00
2 L 2 LS(M) MP9015 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

Hardness

TURNING INSERTS
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 11° POSITIVE INSERT TYPE Breker :  Std : Standard Flat : Flat Top
A Work Material Hardness Cl\x(t)t(ijr‘leg Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/El}'gv) Dep(t;r?]f) Cut
P
o @ | F | 1 | RRL | NXx2525 225—320 0.05—0.12 0.20—0.60
g @ | L | 1 | RStd | NX2525 185—270 0.08—0.30 0.30—2.00
E @® | M | 1 | RStd | NX2525 185—270 0.08—0.30 0.30—2.00
£ € | F | 1 | RRL | NX2525 225—320 0.05—0.12 0.20—0.60
x € | L | 1 | RStd| UE6110 210—355 0.08—0.30 0.30—2.00
" € | L | 2 | RStd| MP3025 190—295 0.08—0.30 0.30—2.00
€ | L | 3 | RStd | NX3035 180—255 0.08—0.30 0.30—2.00
€ | M | 1 | RStd | UE6110 210—355 0.08—0.30 0.30—2.00
( ASTM“;I\ilade,S/tﬁgl 1010) <180HB | € | M | 2 | R-std | MP3025 190—295 0.08—0.30 0.30—2.00
€ | M | 3 | RStd | NX3035 180—255 0.08—0.30 0.30—2.00
® | F | 1 | RRL | uUTi20T 115—165 0.05—0.12 0.20—0.60
® | L | 1 | RStd| UE6020 195—320 0.08—0.30 0.30—2.00
% | L | 2 | NFlat | UE6020 195—320 0.08—0.30 0.30—2.00
% | L | 3 | NFlat | UP20M 105—160 0.08—0.30 0.30—2.00
% | M | 1 | RStd | UE6020 195—320 0.08—0.30 0.30—2.00
% | M | 2 | NFlat | UE6020 195—320 0.08—0.30 0.30—2.00
% | M | 3 | NFlat | UP20M 105—160 0.08—0.30 0.30—2.00
@ | F | 1 | RRL | Nx2525 165—240 0.05—0.12 0.20—0.60
@ | L | 1 | RStd | NX2525 140—200 0.08—0.30 0.30—2.00
@ | M | 1 | RStd | NX2525 140—200 0.08—0.30 0.30—2.00
€ | F | 1 | RRL | NXx2525 165—240 0.05—0.12 0.20—0.60
€ | L | 1 | RStd| UE6110 155—260 0.08—0.30 0.30—2.00
€ | L | 2 | RStd| MP3025 140—220 0.08—0.30 0.30—2.00
€ | L | 3 | RStd | NX3035 135—190 0.08—0.30 0.30—2.00
€ | M | 1 | RStd | UE6110 155—260 0.08—0.30 0.30—2.00
Carbon Steel - Alloy Steel ' € | M | 2 | RStd | MP3025 140—220 0.08—0.30 0.30—2.00
(AISI 1045, AISI 4140) 280HB Le—0. 0

€ | M | 3 | RStd | NX3035 135—190 0.08—0.30 0.30—2.00
® | F | 1 | RRL | uUTi20T 85—120 0.05—0.12 0.20—0.60
® | L | 1 | RStd| UE6020 145—240 0.08—0.30 0.30—2.00
% | L | 2 | NFlat | UE6020 145—240 0.08—0.30 0.30—2.00
% | L | 3 | NFlat | UP20M 80—120 0.08—0.30 0.30—2.00
% | M | 1 | RStd | UE6020 145—240 0.08—0.30 0.30—2.00
% | M | 2 | NFlat | UE6020 145—240 0.08—0.30 0.30—2.00
% | M | 3 | NFlat | 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

A098



Work Material Hardness Chblj(t)tg;g Priority| Breaker Grade Cutzir:?msirr]))e <l (an?/E:—(;v) Dep(t;r?]f) Cut

® | F| 1 | RRL | NX2525 145—200 0.05—0.12 0.20—0.60

@ | L | 1 | NFlat | UC5105 135—245 0.08—0.30 0.30—2.00

@® | 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 | UC5105 135—245 0.08—0.30 0.30—2.00

® | M | 2 | N-Flat | NX2525 120—165 0.08—0.30 0.30—2.00

® | M | 3 | RStd | NX2525 120—165 0.08—0.30 0.30—2.00

Gray Cast Iron <500 € | F| 1 | RRL | NX2525 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 | ucs115 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 | ucs115 130—240 0.08—0.30 0.30—2.00

€ | M | 2 | NFlat | UE6110 125—200 0.08—0.30 0.30—2.00

| F| 1 |RRL UTi20T 80—115 0.05—0.12 0.20—0.60

£ | L | 1 | NFat | VP15TF 115—160 0.08—0.30 0.30—2.00

® | M | 1 | NFlat | VP15TF 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 | UC5105 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 | UC5105 125—235 0.08—0.30 0.30—2.00

® | M | 2 | N-Flat | 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 <a500Pa € | F| 1 | RRL | NX2525 140—190 0.05—0.12 0.20—0.60
(FCD450) € | F| 2 | RRL HTi10 95—135 0.05—0.12 0.20—0.60
€ | L | 1 | NFlat | ucs115 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 | uUcs115 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 UTi20T 75—105 0.05—0.12 0.20—0.60

£ | L | 1 | NFlat | VP15TF 110—150 0.08—0.30 0.30—2.00

£ | M | 1 | NFlat | VP15TF 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 | UC5105 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 | RStd | NX2525 105—140 0.08—0.30 0.30—2.00

@® | M | 1 | NFlat | UC5105 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 <8000Pa € | 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 | ucs11s 110—200 0.08—0.30 0.30—2.00

€ | L | 2 | NFlat | UE6110 105—170 0.08—0.30 0.30—2.00

€ | M | 1 | NFlat | UC5115 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 UTi20T 65—95 0.05—0.12 0.20—0.60

£ | L | 1 | NFlat | VP15TF 95—135 0.08—0.30 0.30—2.00

£ | M| 1 | NFlat | VP15TF 95—135 0.08—0.30 0.30—2.00

TURNING INSERTS

A099



A

TURNING INSERTS

WITH
HOLE

A100

TURNING INSERTS [NEGATIVE]

soc CN

TYPE INSERTS
WITH HOLE

CNMG 12 04 02- FP
T RT

Size

—_—
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 ‘ 8 8 ] 8
g7 g7 ! £7 = # €’ 1@&
Es6 E6 E6 E6 ‘ - E6
35 @GP 55 @D 55 55 55
% 4 ‘ % 4 é % 4 % 4 % 4
£3 £3 £3 £3 £3 @
i @ : ShIRL o || 5 el || 5
1R 1 = | 1 — ‘ 1 —— ] 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 QCECEEEO sT0CICO0O|Z
Work M | Stainless Steel OG#% O C & #|0 O Oo®
or
Material K | Castlron ecoce cs (@ [ X JEL X 2
N | Non-ferrous Metal [ 3
S | Heat-resistant Alloy, Titanium Alloy [ ] oCcCETOCE ccec
Coated Cermet ggﬁfedt Carbide 9
RE NEW NE 2 S
NooOoWVULVLoWLWLWLL o O WYY WL 0 |0 olw| @ _
Shape Order Number | (mm) (S 2 S5 888 sSs8 unesscescdaapSAaldzzlon o 22 S5
RS 88 e oE 00802 R raanlSREes RERERR| 82
DOD0SSS55SES=S555==555sSsSs5>>5>512Z2E<>5 T Ties| <t
CNMG120402-FP | 0.2 o0 o (o €008
CNMG120404-FP | 0.4 (X ) o |o o
CNMG120408-FP | 0.8 (X J e |® E036
new CNMG120412-FP | 1.2 oo o o Foel
—008
CNMG120402-FH | 0.2 oA LX) coo8
CNMG120404-FH |04 | ® A o (oo oo
CNMG120408-FH | 0.8 (] [ I X ) E036
CNMG120412-FH | 1.2 o | o ool
Finish Cutting —008
FS CNMG120404-FS | 0.4 A [} €008
- N €009
T CNMG120408-FS | 0.8 () F013
£ {@ i E036
i E041
H006
Finish Cutting —008
FY CNMG120404-FY (0.4 A oo o C008
CNMG120408-FY | 0.8 A o @ o (5:8(1)2
E036
E041
H006
Finish Cutting —008
FJ CNGG1204V5-FJ | 0.05 ® ®| |coos
CNGG120401-FJ | 0.1 ° ° cE:g?ssa
E CNGG120402-FJ (0.2 () ® |[Eo36
CNGG120404-FJ |04 o0 ® Eggé
Finish Cutting CNGG120408-FJ | 0.8 o0 @ |—008
PK CNGG120404-PK | 0.4 ° €008
€009
! r EO013
O E036
/ E041
H006
Finish Cutting —008
LP CNMG120404-LP (04 |e® ee@®e@® ° co08
CNMG120408-LP (0.8 |@e® ee®e® ° 28(1)2
@ CNMG120412-LP |12 |e® @@ @® E036
E041
H006
Light Cutting —008
® = 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 OCRCRBRO sT0CICOO
Work M | Stainless Steel OCHOH C & &H|O O O|%
orl
Material K | Castlron ( N X N N 7 cE |® o0o|Z0€C
N | Non-ferrous Metal { ]
S | Heat-resistant Alloy, Titanium Alloy [} ocEToC:E cec e I‘Q
Coated . x
Coated Cermet| Sermet| Carbide g i
= NW NE 25 2
Shape Order Number NooWVWULoWLWLLLo 0w OOVWkFEEFELL 0 V(W olv| @ _ -
P (mm) SN 5883558888852 853 x2S ZZlSholcsS8 o
COOQVVOOONNNERNNOVVLVVLOIIDOr ~NABPNNINES =60 S5 =
WUWOOOINOOLnmnlooIdddagoanlXX|laalEEEEE ST Z
DDOD=S=S=SD0E==S=D0DD==D0D0====>>>D0|Z2Z[=<>|0xT|x= g
LM CNMG120404-LM | 0.4 XY coo8 "

CNMG120408-LM | 0.8
CNMG120412-LM | 1.2

([ BN ]
[ AN J
[ BN J
mmmoO
[eNeNeNe)
RSO
- O W o

HO06
Light Cutting —008 m
LK CNMG120404-LK | 0.4 (X coos  ©
CNMG120408-LK | 0.8 o0 ° coos O
CNMG120412-LK | 1.2 o0 ° E036
E041
H006
Light Cutting —008
LS [v=w CNMG090304-LS | 0.4 o0 008
new CNMGO090308-LS | 0.8 o0 o i
g New CNMG120402-LS | 0.2 [ X ) ®| E036
CNMG120404-LS | 0.4 XX ®| 005
Light Cutting CNMG120408-LS | 0.8 (XX @|—008 R
SH CNMGO09T304-SH | 0.4 () ® €008
572 CNMGO9T308-SH | 0.8 | ® o
- !5, CNMG120404-SH | 0.4 ([e®@A®® ° ° oo o E036 S
CNMG120408-SH | 08 [e@ s @@ ° ° oo/ o o
Light Cutting| CNMG120412-SH | 1.2 (@@ A @@ —008
SA CNMG120404-SA | 04 [e@ar® @ oo coos T
— CNMG120408-SA | 0.8 [e®@Ar®@@® P 0009
e CNMG120412-SA | 1.2 [e@a @@ o E036 v
E041
HO06
Light Cutting —008
* SW CNMG120404-SW| 04 (e ® @ A oo o oole 008 W
=T CNMG120408-SW| 0.8 [e®@ @ A oo o oole €009
. E013
15277 CNMG120412-SW| 12 [e@ @ A oole E036
E041
Light Cuttin Ho06
g(IWiper) g —008
SY CNMG120404-SY | 0.4 A o 0 o C008
CNMG120408-SY | 0.8 A o (o o oo
E036
. E041
H006
Light Cutting —008
C CNMG120404-C 0.4 AA €008
=9 | CNMG120408-C | 0. AA o
= E036
HO006
Light Cutting —008
MJ CNMG120404-MJ | 0.4 () e oo ®| |coos
CNMG120408-MJ | 0.8 ° oo oo | |Co0e
CNMG120412-MJ | 1.2 () o o0 E036
CNMG120416-MJ | 1.6 ° oo oo Foel
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.
aw 80 WITH HOLE T et o

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

A P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 ‘ 8 8 1 8

= £7 | £’ £’ # €’ ﬁ
e Es Es Es Es ‘ . = m
@ 55 55 55 55 55
x 55 G 55 @D é 3 3 3
» 54 ‘ 54 54 54 54
=z £3 £3 £3 £3 £3 @

a a RP 1N a a [}
g 82 @ g2 ] 82 %m 32 : ]| &2
£ 1 & 1S m 1 —_ 1 ——— 1

e 1 | —

4 0 01 03 05 07 0 01 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) Feed (mm/rev)

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

P | Steel YECEEED sseclcools
Work M | Stainless Steel OG#% O C & #|0 O Oo®
m Material K | Castlron ecoce cs (@ [ X JEL X 2
N | Non-ferrous Metal ¢
WITH S | Heat-resistant Alloy, Titanium Alloy [ ] oCcCETOCE ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE 1010 Wo WL LW 01 NEwmmN.i,hhu_ © m%&
Shape | OrderNumber | () 82 8o d8 8- S88vmssScesslaar2A8N =200 o 25 S5
RS 882800Ehnac000 et raansRanEEr DR 22
DODD===SD=E===DDD==DD====>>>D|Z2Z=E<>DOxTIT=
D CNGG120404-MJ | 04 o0 ®® |coos
CNGG120408-MJ | 0.8 (X oo |00
E036
R 005
Light Cutting —008
MP CNMG120404-MP | 04 o®@A®O®@® ® ®
S CNMG120408-MP | 0.8 (e@Ar@®@@@ ° ° Co08
CNMG120412-MP | 12 |e®@As0@ @@ ° ° o
~ CNMG120416-MP | 16 (e0A00@® ° E036
T ' CNMG160608-MP | 0.8 [e@a @ o Foat
CNMG160612-MP | 1.2 |0e®@A © () —008
] Medium Cutting CNMG160616-MP | 16 @@ A @ ()
MM CNMG120408-MM| 0.8 o000
CNMG120412-MM| 1.2 [ X N )
1] CNMG120416-MM| 1.6 o000 C008
i ) CNMG160608-MM| 0.8 o000 (E:g?g
/ CNMG160612-MM| 1.2 YY) E036
@ CNMG160616-MM| 1.6 X0 Foal
CNMG190608-MM| 0.8 (X X} —008
CNMG190612-MM| 1.2 [ X N )
Medium Cutting CNMG190616-MM| 1.6 00
MK CNMG120404-MK | 0.4 [ X )
CNMG120408-MK | 0.8 [ X )
CNMG120412-MK | 1.2 ( X ) €008
CNMG120416-MK | 1.6 [ X ) gg?g
. CNMG160608-MK | 0.8 [ X} E036
CNMG160612-MK | 1.2 o0 o
CNMG160616-MK | 1.6 [ X ) —008
CNMG190612-MK | 1.2 [ X )
Medium Cutting CNMG190616-MK | 1.6 (X J
* MS New CNMG090304-MS | 0.4 (X ) co08
new CNMG090308-MS | 0.8 (X} gg?g
CNMG120404-MS | 0.4 (X X} ®| E036
CNMG120408-MS | 0.8 X0 ol oo
Medium Cutting CNMG120412-MS | 1.2 o000 @(—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 (10 inserts in one case)



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

P | Steel ecRCRELO s sleoclcoolz
Work M | Stainless Steel OCHOR C # $|O O O)% “
Material | K | Castlron eceocec c: |o (R
N Non-ferrous Metal { ]
S | Heat-resistant Alloy, Titanium Alloy [} ocEToC:E cec e %)
Coated Cemet| S03ted | Carbide ) lﬂ‘__,
Sh RE |hoowwwownwowwo mmm,‘,NEwmmNs,hhu_ 0 wo|v m‘%g 2
ape Qe NS mm) [SESs888 88 SynSocces s Sadldzz5h oS5 S8 2
BEES38E800Ehha00EbEE s anSRcasEEEoR 82 ¢
DODSSS5SS=S=305S5555==55555|22= <50z xS <T &
* MS CNMG160612-MS | 1.2 (X ®| coos =
CNMG160616-MS | 1.6 o0 ° gggg
g E036
E041
HO06
Medium Cutting —008 m
MS CNMG090304-MS | 0.4 [}
CNMG090308-MS | 08 | ® ° HOLE
CNMGO09T304-MS | 0.4 [ ®
CNMGO09T308-MS | 0.8 [ [ ] 008
: CNMG120404-MS | 04 | @A AGO XXX oo ggg’g
!2/ CNMG120408-MS | 0.8 oA AOGO o000 ® O ® |E036
W | CNMG120412MS| 12 | e Aoe X o |Foo 0
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 [ X ) €008
CNMG120408-GK | 0.8 oo o oo S
. CNMG120412-GK | 1.2 (X} ® E036
EO041
H006
Medium Cutting —008 T
GM CNMG120404-GM| 0.4 o000 C008
; CNMG120408-GM| 0.8 o000 gg?g '}
&)/ | cNMG120412-GM| 1.2 XY E036
F005
Medium Cutting —008 W
MA CNMG120404-MA| 04 (e@Ar@@® e0A0 0000 (X} ° °
CNMG120408-MA | 0.8 e@Ar@@@ e0A0® 00000 OO ° °
CNMG120412-MA| 1.2 e®er0® @@ e0A0® 00000 OO ° ° co08
CNMG120416-MA | 16 (@ ® A AO ° ° gggg
CNMG160608-MA| 0.8 e®@A®0®@ ® () E036
CNMG160612-MA| 1.2 [e0s0 0@ Ae ° o
CNMG160616-MA| 16 e® ©®@® [ ) () —008
CNMG190612-MA| 1.2 e®@A®0® @ AO o0
Medium Cutting CNMG190616-MA | 1.6 (Y XX ] ° ()
MH CNMG120404-MH| 04 (@ ® A A
CNMG120408-MH| 0.8 e®@A®0® @ A ()
CNMG120412-MH| 1.2 le®@A® @@ A ® 008
= CNMG120416-MH| 16 (@ ®@ A ® Eg?g
-~ CNMG160608-MH | 0.8 (@ ® ° E036
CNMG160612-MH | 1.2 (0@ A0 0@ A ° Eool
CNMG160616-MH | 1.6 |®@ ® () —008
CNMG190612-MH| 1.2 |l0e®eA®@® @ A ()
Medium Cutting CNMG190616-MH| 1.6 (@ ® A
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A103




A

TURNING INSERTS

WITH
HOLE

A104

TURNING INSERTS [NEGATIVE]

s CN

TYPE INSERTS

WITH HOLE

CNMG 09 03 08
T RT

Thickness Corner Radius

Size

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
i @ | n P2 @
3@ Bl |
%_3 g_s g_s §_3 §_3 m
&2 [_{¢ &z T ] & \\:JFM E [t || %0
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 YECEEED sslec/coolz
Work M | Stainless Steel OG#% O C # #$|O (G)e] =3
Material K | Castlron ecoce cs (@ ooz0¢C
N | Non-ferrous Metal ¢
S | Heat-resistant Alloy, Titanium Alloy [ ] oCcCETOCE ccec
Coated Cermet ggﬁfedt Carbide 9
RE |, 1010 Wo WL LW mmmmNEwmmN:,hhu_ I P m%&
Shape | OrderNumber | () 82 8o d8 8- S88vmssScesslaar2A8N =200 o 25 S5
RS 882800Ehnac000 et raansRanEEr DR 22
DDOD=E==EDES=E=S=DDDO=E=EDD====>>>D|ZZ|=E<>|DT IS
Standard CNMG090308 0.8 )
CNMGO09T304 0.4 e oo [}
CNMGO09T308 0.8 e oo [}
CNMG120404 04 @@ AGO o0 o00 e o
CNMG120408 08 le®oArn0®O@0O o0 o (@ |@® e o C008
— CNMG120412 12 e0Ar00@® o0 o |0 o
;L“J’ CNMG120416 16 (00 eo@ oo E036
CNMG160608 08 e0r0ee o
CNMG160612 12 @eeosr000 [ X ) —008
CNMG160616 16 o® @000 ( X}
CNMG190608 08 e®@Ar000
CNMG190612 12 |00A000 (X}
Medium Cutting| ~ CNMG190616 16 |0®0A®@@ °
* MW CNMG120408-MW| 0.8 (0@ A @@ A (XX X} co08
/@ CNMG120412-MW| 12 (e@A@®® A Y XX ‘ég?g
[ E036
E041
Medium Cutting H006
(Wiper) —008
RP CNMG120408-RP | 0.8 |l0e® e@ee®®
CNMG120412-RP | 1.2 |0® @ 0@ 008
CNMG120416-RP | 16 |[0e® e @@ ‘ég?g
CNMG160612-RP | 1.2 |l0®@ @@ @® E036
CNMG160616-RP | 1.6 (0@ e e ® Foel
CNMG190612-RP | 1.2 l0e® ©ee0@® —008
Rough Cuttingl ~ CNMG190616-RP | 16 ([e®@ e e e
RM CNMG120408-RM | 0.8 o000
CNMG120412-RM | 1.2 [ XN J Co08
CNMG120416-RM | 1.6 (X X ‘ég?g
CNMG160612-RM | 1.2 [ X N ) E036
CNMG160616-RM | 1.6 X0 Foel
CNMG190612-RM | 1.2 [ X N ) —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.
(10 inserts in one case)



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

P | Steel QCBECEEEO s¥occoOE
Work M | Stainless Steel OGHOH C # $|O O O)% “
Material K | Castlron ococCcEeE cE |0 00| 0C
N Non-ferrous Metal [ 7
S | Heat-resistant Alloy, Titanium Alloy [} ocEToC:E cec e %)
Coated Cemet| S03ted | Carbide ) lﬂ‘__,
RE 7o) Lo 0w NEwlnlanEH—I—u_ 't} m%g 2
Shape OrderNumber | (mm) (S 2S5 828 ssa8 ynsss-escduarSanazzEr o 25158 2
P8 S8 LB oOEhha0083 RS NRRENNERERR| 82 z
DDDESESS5:52S=S00505==555=5=55>>5>5|2Z2E <> x5 <t &

RK CNMG120408-RK | 0.8 (X ° =
CNMG120412-RK | 1.2 oo o
CNMG120416-RK | 1.6 oo oo

. CNMG160608-RK | 0.8 ) Eois
CNMG160612-RK | 1.2 o0 041 m
CNMG160616-RK | 1.6 o0 HO06

—008  wyr
CNMG190612-RK | 1.2 o0 =i
Rough Cutting CNMG190616-RK | 1.6 ([ X}

RS CNMG120408-RS | 0.8 o0 °
CNMG120412-RS | 1.2 (X ) ®| coos
CNMG120416-RS | 1.6 o0 ° ggg’g

g CNMG160612-RS | 1.2 ° ®| E036 D
CNMG160616-RS | 1.6 ° ol oan
CNMG190612-RS | 1.2 ° @|—008

Rough Cutting| ~ CNMG190616-RS | 1.6 ° d R

GH CNMG120408-GH | 0.8 (e ® A A® o0
CNMG120412-GH | 1.2 (e ® A A® ) 008
CNMG120416-GH | 16 (@ ® o0 gg‘jg S
CNMG160612-GH | 1.2 |0 ®@ A AO (X} E036
CNMG160616-GH | 1.6 |e ® 0 Foos
CNMG190612-GH | 1.2 (@ ® A ° o0 —008 T

Rough Cutting CNMG190616-GH | 1.6 |0 ® A AO® (X}

GJ CNMG120408-GJ | 0.8 ° oo ° v
CNMG120412-GJ | 1.2 ° X o |cons
CNMG120416-GJ | 1.6 ° oo o [E0is
CNMG160612-GJ | 1.2 (] () ® |Eo041 W
CNMG190612-GJ | 1.2 ° ° o| |00

Rough Cutting CNMG190616-GJ | 1.6 ) ) °

HX CNMM120408-HX | 0.8 Y
CNMM120412-HX | 1.2 Y
CNMM160612-HX | 1.2 0 e
CNMM160616-HX | 1.6 o0 F013
CNMM190612-HX | 1.2 | @A e @@ Fot1
CNMM190616-HX | 1.6 | @A e @@ Hooe
CNMM190624-HX | 24 | @A e @@

Heavy Cutting CNMM250924-HX | 24 | @€A @ @@

HL CNMM120408-HL | 0.8 Y °
CNMM120412-HL | 1.2 ) °
CNMM120416-HL | 1.6 ° o

@ CNMM160612-HL | 1.2 o0 ° Eg;g
= CNMM160616-HL | 1.6 o0 ° Eo41
CNMM190612-HL | 1.2 o0 ° Hooe
CNMM190616-HL | 1.6 oo °
Heavy Cutiing] ~ CNMM190624-HL | 2.4 ) °

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A105




A

TURNING INSERTS

WITH
HOLE

A106

TURNING INSERTS [NEGATIVE]

s CN

TYPE INSERTS

WITH HOLE

Size

CNMM 25 09 24- HR
a

) N ~
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
R 8 R 8 ‘ R 8 R 8 ] # R 8 ﬁ»
£ £ ‘ £ i £
;@ RN .
£3 £3 £3 £3 £3
32 .—? 82 H 82 \"mm 32 : u 32
N TS | o e 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 OCRTCRERO sT0CICO0O|Z
Work M | Stainless Steel OG#% O C # #$|O (G)e] =3
Material K | Castlron ecoce cs (@ ooz0¢C
N | Non-ferrous Metal (3
S | Heat-resistant Alloy, Titanium Alloy [ ] oCcCETOCE ccec
Coated S Cermet ggﬁfedt Carbide . %
RS 882800Ehnac000 et raansRanEEr DR 22
DDOD=E==EDES=E=S=DDDO=E=EDD====>>>D|ZZ|=E<>|DT IS
CNMM250924-HR | 2.4 o0
Heavy Cutting
HV CNMM190616-HV | 1.6 oA 00O
» CNMM190624-HV | 2.4 oA 00O
CNMM250924-HV | 24 | @A e@® oo
Heavy Cutting
HZ CNMM120408-HZ | 0.8 oA OO0
CNMM120412-HZ | 1.2 oA OO co08
CNMM120416-HZ | 1.6 ° o
CNMM160612-HZ | 1.2 oA E036
CNMM160616-HZ | 1.6 | @ A ool
CNMM190612-HZ | 1.2 oA [ ] —008
Heavy Cutting CNMM190616-HZ | 1.6 oA [ ]
HM CNMM160612-HM | 1.2 (X J [ ]
CNMM160616-HM | 1.6 oo ° oo
% CNMM190612-HM | 1.2 o0 [ Eg;g
ewears CNMM190616-HM | 1.6 o0 ° £041
CNMM190624-HM | 2.4 o0 [ ] Eggg
Heavy Cutting CNMM250924-HM | 2.4 ( X
Flat Top CNMA120404 0.4 o000 o0
CNMA120408 0.8 00000 (X}
CNMA120412 1.2 00000 008
CNMA120416 1.6 Yy x’ oo
’ CNMA160612 1.2 (X X X ) E036
CNMA160616 1.6 X Fool
CNMA190612 1.2 0000 —008
CNMA190616 1.6 0000
CNMA190624 24 o0
o = New

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

(10 inserts in one case)




o D N TYPE INSERTS DNMG 15 04 02- FP
& 55 WITH HOLE S0 TN, Sonee vt 10 pige oo

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutting-- (@l

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 ‘ ‘ ‘ ‘ 8 [T 8
’E\ 7 -7 -7 ’E\ 70 ’E\ 7 ﬁ»
Es E6 Es Es | Es m s
55 m 55 @D 55 55 55 [
% 4 ‘ % 4 % 4 5; 4 % 4 \
£3 ? <3 £3 £3 £3 « Z
o2 o2 i — o2 h o2 1 o2 O
01 [:E 01 L mi 01 — w 01 \L: || 01 %
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 o
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 QCECEERO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
Material |_K_| Castiron ecoce €z (0 | oolzoc m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec WITH
Coated Cermet ggﬁfedt Carbide 9 HOLe
RE NEW NE 2 S
VooOWVVLWVLOWVWLLLo VOV LOLLEELL _|uvwlw w| ©
Shape OrderNumber | mm) |22 S o 3885 s 888 wygscces AR SRBINZ2E0LoS5|SE O
R R P L EEE R E T A R b O S
DDD=SS555SSS0D03S5S3555=5==>5>552Z|E <50 Tixls[<T
FP DNMG150402-FP | 0.2 o0 [ )
DNMG150404-FP | 0.4 o0 e |®
DNMG150408-FP | 0.8 X o |o o
=~ New DNMG150412-FP | 1.2 o0 o |® Eg;g R
g DNMG150602-FP | 0.2 oo o |o os1
DNMG150604-FP | 0.4 o0 °o |o foos
DNMG150608-FP | 0.8 (X J e | S
Finish Cutting[New DNMG150612-FP | 1.2 o0 e |®
FH DNMG150402-FH | 0.2 oA [ X[ )
DNMG150404-FH | 04 | ® eojoe o T
’ DNMG150408-FH | 0.8 (] o (@0 Eg;g
DNMG150602-FH | 0.2 oA [ X[ J —041 ']
DNMG150604-FH | 0.4 | ® A ° foos
Finish Cutting DNMG150608-FH | 0.8 oA L d
FS DNMG150404-FS | 0.4 [ ] €010 ]
DNMG150408-FS | 0.8 A ° o
E036
—041
H009
Finish Cutting —0M1
FY DNMG150404-FY | 0.4 A o0 © c010
DNMG150408-FY | 0.8 A o (0 o o
' DNMG150604-FY | 0.4 o E036
DNMG150608-FY | 0.8 A ° o
Finish Cutting -0
FJ DNGG150404-FJ | 0.4 o0 ® (co10
DNGG150408-FJ | 0.8 o0 o |07
—041
H009
Finish Cutting —01
PK DNGG150404-PK | 0.4 [} €010
Co11
7 E013
y E036
—041
H009
Finish Cutting —01
® = NEW

CHIP BREAKERS > A042
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TURNING INSERTS [NEGATIVE]

A055° DN

WITH HOLE

TYPE INSERTS

Size

DNMG 11 04 04- LP
T RT

Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
£7 £7 £7 £’ # e’ ﬁ
§ 6 § 6 § 6 § 6 ‘ - § 6 m
o o
£3 £3 £3 £3 £3 LK
32 .—? 32 H 32 \"mm 32 : u 82
1 1 < | 1 — ‘ 1 — 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% G &% |0 O Of®
Material K | Castlron ecoce cs |0 oo|Z0¢C
N | Non-ferrous Metal [ 2
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated Cermet ggﬁfedt Carbide 9
RE 101010 o 1010 10 10 AR AMARN 10 m%&
Shape | OrderNumber | ) 82 S eS8 8 oS8 e ScessaaE2A8d =200 o 25 S5
e 8882800 nnav0t0 it SRt arEEER S
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
LP DNMG110404-LP | 04 le® @00 @ ®
DNMG110408-LP | 0.8 [e® ee®® ()
DNMG150404-LP | 0.4 [e® e e @ ° o
@ DNMG150408-LP | 0.8 [e® ee@® @ () Eg;g
DNMG150412-LP | 1.2 le® e @@ () —041
DNMG150604-LP | 0.4 |[e® e@e® ° foos
DNMG150608-LP | 08 e® e @@ [}
Light Cutting DNMG150612-LP | 1.2 le® ee®e@®
LM DNMG110404-LM | 0.4 o000
DNMG110408-LM | 0.8 000
DNMG150404-LM | 0.4 XD o
DNMG150408-LM | 0.8 [ XX ) Eg;g
DNMG150412-LM | 1.2 o000 —041
DNMG150604-LM | 0.4 (X X ) roos
DNMG150608-LM | 0.8 000
Light Cutting DNMG150612-LM | 1.2 [ XX )
LK DNMG110408-LK | 0.8 [ X )
DNMG150404-LK | 0.4 ( X J ° €010
DNMG150408-LK | 0.8 o0 o
' DNMG150412-LK | 1.2 ) E036
DNMG150604-LK | 0.4 oo o
DNMG150608-LK | 0.8 [ X ) —on
Light Cutting DNMG150612-LK | 1.2 (X J
LS New DNMG150402-LS | 0.2 00 ®|co10
DNMG150404-LS | 0.4 eoo oo
g DNMG150408-LS | 0.8 XX o/ £036
DNMG150604-LS | 0.4 XX ol oo
Light Cutting] ~ DNMG150608-LS | 0.8 (X X |01
SH DNMG110404-SH | 04 @ ® (]
DNMG110408-SH | 08 (@ ® °
DNMG150404-SH | 0.4 [e@A@ @ ° ° oo o o
DNMG150408-SH | 0.8 e®@A®@® (] [ oo o Eg;g
DNMG150412-SH | 1.2 e®@A®@® [ ] ([ ] [} ( —041
DNMG150604-SH | 0.4 (@ ® roos
DNMG150608-SH | 0.8 (@ ® °
Light Cutting DNMG150612-SH | 1.2 (@ ® °
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

P | Steel OCECEERO sEocCcicOo0|8
Work M | Stainless Steel OG&H O C & #|0 O O|% “
Material K | Castlron ococCEC csE |0 o0o|Z0C
N Non-ferrous Metal [ 7
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cemet| S03ted| - Carbide ) lﬂ‘__,
sh RE |, DWVWo LW 00 NEwmmN.ﬂI._,_u_ v m%& 2
RES OrderNumber | () |82 S8 88sc888yySsecesoNxar-SladNzzEb 25|88 Q
R E R R L R ERE T R N S s z
DDDSSS5=5===00D055S555===5>>>5|2Z=<50x Tz < T &
SA DNMG150404-SA | 04 [e®@A®@® o0 a
DNMG150408-SA | 08 [e@ar @@ ) o
DNMG150412-SA | 12 (e@A@@ ° F013
DNMG150604-SA | 0.4 (e ® A ° Zoat
DNMG150608-SA | 0.8 (@ ® A ° roos m
DNMG150612-SA | 1.2 (e ®@ A °
DNMX110404-SW| 04 (@ @ HOLE
DNMX110408-SW| 08 (@ @
DNMX150404-SW | 04 (0@ @ A X0 o
DNMX150408-SW | 0.8 [e® @ A oole 036 ¢
DNMX150412-SW | 1.2 |[e® @ A o0 E040
DNMX150604-SW | 04 (e® @ A Y0 ggg’f
Light Cutting|__ DPNMX150608-SW | 0.8 [0 ® @ A oole
Wiper) DNMX150612-SW | 1.2 ([e® @ A o0
SY DNMG150404-SY | 0.4 A o00 co010 R
DNMG150408-SY | 0.8 A o o o gg] ;
' DNMG150604-SY | 0.4 ° E036
DNMG150608-SY | 0.8 A ° o ]
Light Cutting —011
Cc DNMG150404-C | 0.4 AA 010
DNMG150408-C | 0.8 AA e T
z’ Q-? DNMG150604-C | 0.4 AA E036
DNMG150608-C | 0.8 AA o v
Light Cutting -0
MJ DNMG150404-MJ | 0.4 ° oo oo °
DNMG150408-MJ | 0.8 ° o0 oo ° W
DNMG150412-MJ | 1.2 ° oo oo o
DNMG150416-MJ | 1.6 ° oo (oo 013
DNMG150604-MJ | 0.4 ° oo (0o o1
DNMG150608-MJ | 0.8 ° o0 (o0 Eg??
DNMG150612-MJ | 1.2 ° oo (oo
Light Cutting] DNMG150616-MJ | 1.6 ° oo oo
MJ DNGM150404-MJ | 0.4 o0 oo [con
DNGM150408-MJ | 0.8 o0 oo gg];
o
Light Cutting Eg??
MP DNMG150404-MP | 0.4 [e®@A@® @@ ° °
DNMG150408-MP | 0.8 [e®@A® @@ ° °
DNMG150412-MP | 12 (0@ a0 @@ ° ° o
&7 DNMG150416-MP | 16 [e®@A@® @@ ° 013
— DNMG150604-MP | 0.4 [e®@A@® @@ ° ° 041
DNMG150608-MIP | 0.8 [e®@A®@®@® ° ° Eg??
DNMG150612-MP | 1.2 [e®@A@ @@ ° °
Medium Cutting DNMG150616-MP | 16 e®@A®@@®@® [ J
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
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TURNING INSERTS [NEGATIVE]
a o D N TYPE INSERTS DNMG 15 04 08- MM
AN 55 WITH HOLE T e sptpnios

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

A P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 1 8
! ! ) ! @ 2@
e Es E6 Es Es | - Es m
@ 55 55 55 55 55
x 55 G 55 @D o 3 3 3
» 54 ‘ 54 LP 54 54 54
=z £3 £3 £3 £3 £3 @
a o RP 1IN a o [}
g g2 .—@ g2 ] g2 \"mm g2 : ] g2
- = S @™ oY R 1
4 0 01 03 05 07 0 01 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) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting

P | Steel OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
m Material K | Castlron ecoce cs |® [ X JEL X 2
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE NEW NE %g
COOLLOVOONNNENRNGRLRLULLIDID O -+ NARND NN =60 25
LS8 S32552898525555552885235585EEk5[<2
DNMG150408-MM| 0.8 o060 €010
DNMG150412-MM| 1.2 (X X o
DNMG150608-MM| 0.8 o000 E036
R DNMG150612-MM| 1.2 X o
Medium Cutting —0M
MK DNMG110408-MK | 0.8 o0
S DNMG150404-MK | 0.4 ([ X ) €010
DNMG150408-MK | 0.8 o0 o
' DNMG150412-MK | 1.2 [ X ) E036
T DNMG150604-MK | 0.4 o0 o
DNMG150608-MK | 0.8 [ X ) —on
] Medium Cutting DNMG150612-MK | 1.2 o0
* MS DNMG150404-MS | 0.4 (X X)) )
DNMG150408-MS | 0.8 X oo
W ﬂ DNMG150412-MS | 1.2 (X X ) Eg;g
DNMG150604-MS | 0.4 (X X)) ®| 041
DNMG150608-MS | 0.8 o060 ) Egﬂ’?
Medium Cutting DNMG150612-MS | 1.2 o000 (]
MS DNMG110408-MS | 0.8 ) )
DNMG150404-MS | 0.4 A AOGO o000 010
DNMG150408-MS | 0.8 | ® A0O XXX o |0
DNMG150412-MS | 1.2 ® [ X J (X ) E036
DNMG150604-MS | 0.4 | ® A00 oo o o
DNMG150608-MS | 0.8 ) AGO [ X ) —011
Medium Cutting DNMG150612-MS | 1.2 ) ) [ X )
GK DNMG150404-GK | 0.4 o0 ®
DNMG150408-GK | 0.8 oo o
' DNMG150412-GK | 1.2 o0 Eg;g
DNMG150604-GK | 0.4 [ X ) —041
DNMG150608-GK | 0.8 o0 Egﬂ’?
Medium Cutting DNMG150612-GK | 1.2 [ X )
* 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 EXEEED szleclcooz
Work M | Stainless Steel OCHOB® G % |0 O Of® “
Material | K | Castiron ececec €: (0 | oofz0c
N | Non-ferrous Metal ( 2
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cemet| S03ted| - Carbide © lﬂ‘__,
°F 2]
Sh RE 7o) OO OoWWLWLW 0w NEwmmNﬂll—l—u_ 't m-‘%ﬂ. 2
ape | OrderNumber () 1828 S 888 5o 88 pnSs82es-Npak=88R220r 22188 ¢
PRESS8e8ooaEhhacd88 et erasSReERERE S H
5D55S=S555SS=S555=S5555=S==55552Z[=<5|0 T x5 < T &
GM DNMG150404-GM | 0.4 (XX =
DNMG150408-GM | 0.8 XD o
Y DNMG150412-GM | 1.2 XY 013
DNMG150604-GM | 0.4 eoeo —o41
DNMG150608-GM | 0.8 (X X ) roos m
Medium Cuting| ~ DNMG150612-GM | 1.2 XY
MA DNMG110404-MA| 0.4 (0@ @@ HOLE
DNMG110408-MA| 0.8 (e® @@
DNMG110412-MA | 1.2 |e® @@
DNMG150404-MA | 04 (0@ A @@ e0se (0000 o o | o o ¢
DNMG150408-MA | 0.8 [e®@A® @@ e0A0 0000 o0 o | o 013
DNMG150412-MA | 1.2 [e@A@ @@ o0 © 00 o o0 o | o ey
DNMG150604-MA| 0.4 ([e®@A®@® eoA0 o0 ° o [ o foos
DNMG150608-MA | 0.8 (@ A®@ @@ e0A0 0000 o0 o | o
DNMG150612-MA | 1.2 [e@A®@ @@ e0A0 0000 o0 o | o R
Medium Cutting DNMG150616-MA | 1.6 ()
MH DNMG150404-MH | 0.4 (@ @ A
DNMG150408-MH | 0.8 (0@ s @@ @ A ° o ]
/ﬁw DNMG150412-MH | 1.2 [e®@A@ @@ A ° 013
— DNMG150604-MH | 0.4 |@ ® ° —041
DNMG150608-MH | 0.8 |[e®@A@@@ A ° Hoos T
Medium Cutting DNMG150612-MH | 12 e®A®@®@® ()
Standard DNMG110408 08| @ ) ]
DNMG150404 04 @0Ar®@® (X} 00 °
DNMG150408 08 @0Ar00@ o0 o |eoj0 ° 010
| DNMG150412 12 [e0Ar000® oo o |o o W
/® /| DNMG150416 16| © eee® E036
DNMG150604 04 e0r0e® oo o |o o
DNMG150608 08 e0r00@® o0 o |0 |0 —o11
DNMG150612 12 l0o0Ar0®O@@® o0 °
Medium Cuting| ~ DNMG150616 16| © o0®
* MW DNMX150408-MW| 0.8 (e®@ @ XXX 010
Z DNMX150412-MW| 1.2 |[e® @ eooeo o
DNMX150608-MW| 0.8 |[e® @ A |(eeoo0 E038
Vedum Cuting|_ DNMX150612-MW| 12 (0@ ® ) Foe
(Wiper) HO11
R/L DNGG150404R 0.4 o0 ° o
DNGG150404L 0.4 o0 o o
DNGG150408R | 0.8 X ° o
5 | DNGG150408L 0.8 o0 Eots
— DNGG150604R 0.4 ° ° —oa1
DNGG150604L 0.4 ° oo
DNGG150608R 0.8 )
Medium Cuting| ~ DNGG150608L 0.8 o
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW
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TURNING INSERTS [NEGATIVE]

A055° DN

WITH HOLE

TYPE INSERTS

DNMG 15 04 08- RP
T RT

Size

Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
~ 8 ~ 8 ~ 8 ~ 8 I # ~ 8 ﬁ»
£ £ £ i £
3. 5. @
£3 £3 £3 £3 £3 LK
32 .—? 32 H 32 \"mm 32 : u 82
1 EES 1 =~ | 1 — ‘ 1 ———— 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 XEXCEEE ssleclcoos
Work M | Stainless Steel OCG&% 0% G &% |0 O Of®
Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated Cermet ggﬁfedt Carbide 9
Sh RE LooOoLULLVoOoWLWLLL o mmmmNEwmleial—l—u. 0 VW m%g
ape Orderfiumber | mm) S 28 588855388 vm oS e o dx R b HRASZ=0E oS5 S8
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
RP DNMG150408-RP | 0.8 e® @e@®@®
DNMG150412-RP | 1.2 (0@ eee® o
/ﬁféf’ DNMG150416-RP | 16 e® e @@ Eg;g
DNMG150608-RP | 0.8 e® ee®@e® —041
DNMG150612-RP | 1.2 e® ee®e® Eg??
Rough Cutting DNMG150616-RP | 16 le® e e e
RM DNMG150408-RM | 0.8 o000
DNMG150412-RM | 1.2 X o
DNMG150416-RM | 1.6 [ XX ) Eg;g
DNMG150608-RM | 0.8 000 —041
DNMG150612-RM | 1.2 o000 Eg??
Rough Cutting DNMG150616-RM | 1.6 o000
RK DNMG150408-RK | 0.8 [ X ) €010
DNMG150412-RK | 1.2 o0 o
' DNMG150608-RK | 0.8 ([ X J E036
DNMG150612-RK | 1.2 o0 o
Rough Cutting -0
RS DNMG150408-RS | 0.8 [ X J (]
DNMG150412-RS | 1.2 oo o010
ﬂ DNMG150416-RS | 1.6 [} (] Eg;g
DNMG150608-RS | 0.8 o0 ®| 041
DNMG150612-RS | 1.2 (X ° 523?
Rough Cutting DNMG150616-RS | 1.6 [ J ®
GH DNMG150408-GH | 0.8 (@ ® A [ [ X ] c010
_ DNMG150412-GH | 1.2 (@@ A N o0 o
A"~ /| DNMG150608-GH | 0.5 [0 @ a o 0 F036
DNMG150612-GH | 1.2 (e @ A ° oo o
Rough Cutting —01
GJ DNMG150408-GJ | 0.8 (] [ X ] [}
DNMG150412-GJ | 1.2 ° oo o |09
g DNMG150416-GJ | 1.6 (] [ X ] () Eg;g
i DNMG150608-GJ | 0.8 (] ° —041
DNMG150612-GJ | 1.2 ° ° foos
Rough Cutting DNMG150616-GJ | 1.6 ® ()
® = 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 OCECEERO sEocCcicOo0|8
M | Stainless Steel OCHFOH C & #|0 O O|%
M\;Vt%rr‘i‘al K | Castlron eceoce ez (0 | oolz0c
N Non-ferrous Metal { 7
S | Heat-resistant Alloy, Titanium Alloy (] oczoCs cce @
Coated Comet| &0ated [ carpide ® x
Cermet o w
= N NEW 25 2
NooVWVLVOWLWLLLo LOWWVY, VOWLEELL _|vwvlw w|© -
S OrderNumber | mm) 828 5828 5o 8388 S osodgap BRASZ2zER oS855 2
R b R R bR et
SD55SS5S5S5S=S50D03=S505SsS555555|22= <50 T o5 <T &
HL DNMM150408-HL | 0.8 o0 ° co10 .
DNMM150412-HL | 1.2 oo ° o
DNMM150608-HL | 0.8 (X ) ® E036
—041
DNMM150612-HL | 1.2 oo ° o
-
DNMM150408-HZ | 0.8 oA OO C010 WiTH
cot1
DNMM150412-HZ | 12 | @ea ee® o ot
DNMM150608-HZ | 0.8 oA OO E036
—041
DNMM150612-HZ | 12 | @a e® o :
Heavy Cutting —01
Flat Top DNMA150404 0.4 (XX X} ®
DNMA150408 0.8 XX ° oo | |1
DNMA150412 1.2 (X X X} Eg;g
' DNMA150604 0.4 [ X ) —041
DNMA150608 0.8 (X X X} Eg?? R
DNMA150612 1.2 0000
Flat Top DNGA150404 0.4 () C010
_ DNGA150408 0.8 oo | | $
- E036
—041
HO09
—011 T
@® = NEW
')
W
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TURNING INSERTS [NEGATIVE]

o IR NI PE INSERTS RNMG 12 04 00
WITH HOLE Size ThICkneSi P?Z::; ngél;sto page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS  ediun Cuting--- QD

P Mild Steel P Carbon Steel - Alloy Steel (190-2801e) | M~ Stainless Steel (<200HB)

Depth of Cut (mm)
O =~ N W s OO N ®
f
-~
Depth of Cut (mm)
O = N W hH OO N

0.1 03 05 07 0 01 03 05 07 0.1 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

[
[
o
w
(2]
S
(]
Z
=z
14
=)
-

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
I S S

P | Steel QCECEERO s¥locicOo0|E
Work M | Stainless Steel OCHO® C & &0 O O|%
m Material |_K_| Castiron ecoce ez o | oolz0c
N | Non-ferrous Metal [ 7
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE .
Coated Cemet| G0t [ Carpide o
Cermet o>
I NEW NEW %nﬂf
¢ Shape Order Number KoL R R8s L8 uwweR e, B ELslunin Sl |22 8y
(mm) [ 8 occoFococamdococrcrooofsahalbdohsewess=S
b PR b Rt T b e e s
aoo o
D55SSS5=5===555SS3535S=5=55>5>0|2Z2E <50 e TieE| < T
D Standard RNMG120400 127| @eA®@®
-
Medium Cutting
® = NEW
S
T
']
w

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A114 (10inserts in one case)



o s NTYPE INSERTS SNMG 12 04 04- FP
o 90 WITH HOLE e L

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutting-- (@l

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (=350MPa)
8 ‘ 8 ‘ 8 - 8
-7 é -7 —~70 -7 ﬁ»
§ 6 § 6 | § 6 § 6 m s
3, 3. D o 3. 3, i
,c? 3 ,c? 3 = é 3 é 3 [ Lk ) =z
i g || B || 8 2
1 1 = | 1 \4: 1 E
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 o
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
Matzrria| K | Castlron eceoce cs |0 ooz 0cC m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec WITH
Coated Cermet ggﬁfedt Carbide 9 HOLE
RE NEW NE %g
NooWVWWVIoWWLLWLo VWV, VLLEEL _|[vowv olw|®
Shape Orderfumber | mm) (2 S o828 o588 8ynsod-esoguarsaoNz=bn 25158 €
BEE83328o0bb0a00B0 a0 RaaSNnaaEEEE 52
5555555355558 885|22[= <S55 EkE[<T
SNMG120404-FP | 0.4 ([ X J e |o D
SNMG120408-FP | 0.8 o0 e |0 €012
new SNMG120412-FP | 12 oo o |o Cor
E035 R
Finish Cutting
FH SNMG090304-FH | 0.4 [
SNMG090308-FH | 0.8 [ Co12
—015
= SNMG120404-FH | 0.4 [ ] e |o 014
SNMG120408-FH | 0.8 [ ] o E035
Finish Cutting T
SNMG120408-FS | 0.8 [
C012
—015 “
EO014
E035
Finish Cutting ]
LP SNMG120404-LP | 04 |l0eo®@ e ®® ([ ]
. SNMG120408-LP | 08 |le®@ ee®e® [ ] €012
3 Y —015
% SNMG120412-LP | 12 |le® e @@ o014
E035
Light Cutting
SNMG120404-LM | 0.4 000
SNMG120408-LM | 0.8 o000 €012
—015
E014
E035
Light Cutting
LK SNMG120408-LK | 0.8 ( X J
SNMG120412-LK | 1.2 ( X J €012
—015
- EO014
E035
Light Cutting
SH SNMG120404-SH | 0.4 [ J [ )
SNMG120408-SH | 0.8 |0 ® A ) ° Co12
4 g~ —015
i-\é-"&;. SNMG120412-SH | 1.2 oA [ 014
= £035
Light Cutting
® = NEW
CHIP BREAKERS > A042
GRADES > A030

IDENTIFICATION >A002 A115




TURNING INSERTS [NEGATIVE]
o s N TYPE INSERTS SNMG 12 04 04- SA
o 90 WITH HOLE S T B

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
8 ‘é 8 ‘ 8 T 8
—~7 —~7 —~7 —~7
o | £ Eo R
4 55 55 55 55
WS, 3. S, S,
z g3 g3 = g3 £3 «
g & O 8? R Fr || &
E 1 1 .~ | 1 \4: 1
[ 0 01 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 XXX zzleclcooz
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
m Material |_K_| Castiron ecoce €z (0 | oolzoc
N | Non-ferrous Metal [
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE NEW NE %g
e s | ouertumer | lsosongevegns, oseesegEELsnns oy o0lSy
BEE3382855Enna00aER i sanSseoaeeE g 8e
S88=s==5=5===899=s55555%33522=385EEks/<T
D SA SNMG120404-SA | 0.4 (] ()
— SNMG120408-SA | 0.8 |0 @ A () €012
gﬂs SNMG120412-SA | 12 | ®a ° ot
R E035
Light Cutting
SY SNMG120408-SY | 0.8 A ®
co12
—015
E014
E035
T Light Cutting
C SNMG090304-C 0.4 A
'] i - SNMG090308-C 0.8 A 5012
!fl ®| | SNMG120408-C | 08 AA o
o= SNMG120416-C 1.6 A E035
W Light Cutting
R/IL1G SNMG120404L-1G | 0.4 L
\_-_-— SNMG120404R-1G| 0.4 [ ) €012
i.;ih SNMG120408R-1G| 0.8 o ot
E035
Light Cutting
MP SNMG120404-MP | 04 |l0eo®@A®@®O® () ®
—— SNMG120408-MIP | 0.8 @@A@ @@ ° ° co12
gﬁg SNMG120412-MP | 1.2 ([e@ A0 @@ ° ° o
E035
Medium Cutting
MM SNMG120408-MM | 0.8 [ X X )
SNMG120412-MM | 1.2 [ X X )
SNMG120416-MM | 1.6 [ XX ) Co12
SNMG150608-MM | 0.8 o000 —015
SNMG150612-MM | 1.2 [ X X ) E014
SNMG150616-MM | 1.6 eoe E035
SNMG190612-MM | 1.2 o000
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 YY) 2 zlecjc ooz
Work M | Stainless Steel OCHFOH C & #|0 O O|%
Material | K | Castlron eceoce cs |@ eeolzec
N Non-ferrous Metal { 7
S | Heat-resistant Alloy, Titanium Alloy (] oczoCs cce
Coated Cermet 83?&5 Carbide )
RE DWW o VLW’ 00 NEwmmNﬂll—l— 0 %E
Shape | OderNumber | () B2 8 S8 88588 naS oSt daxp 2RBN 220 o 22 85
R E R R L R ERE T R N S s
DDDSSS5=5===00D055S555===5>>>5|2Z=<50x Tz < T
MK SNMG120408-MK | 0.8 (X J
SNMG120412-MK | 1.2 o0
SNMG120416-MK | 1.6 o0 €012
: SNMG150612-MK | 1.2 oo o
SNMG150616-MK | 1.6 ) E035
SNMG190612-MK | 1.2 (X J
Medium Cutting SNMG190616-MK | 1.6 (X
* MS SNMG120404-MS | 0.4 [ X ] ®
SNMG120408-MS | 0.8 o000 O 010
SNMG120412-MS | 1.2 00 ®|—015
SNMG150612-MS | 1.2 o0 @ E014
SNMG150616-MS | 1.6 o0 o|F0%°
Medium Cutting[New SNMG190612-MS | 1.2 (X J
MS SNMG090304-MS | 0.4 )
SNMG090308-MS | 0.8 (]
. SNMG120404-MS | 0.4 (] AO® €012
|®8| | snmG120408Ms | 08 | ea Aee XX o o [
SNMG120412-MS | 1.2 | ® N eoe E035
SNMG120416-MS | 1.6 ()
Medium Cutting SNMG190616-MS | 1.6 (]
GK SNMG120404-GK | 0.4 (X J ()
SNMG120408-GK | 0.8 o0 €012
SNMG120412-GK | 1.2 oo o ;g:j
E035
Medium Cutting
GM SNMG120404-GM | 0.4 [ X X )
SNMG120408-GM | 0.8 00 €012
|| SNMG120412-GM | 1.2 Y e
E035
Medium Cutting
MA SNMG120404-MA | 04 (0@ A GO o0 © o0 o [ ) [ ) ()
SNMG120408-MA | 08 e@A@ @@ eeA0® 0000 ° ° °
SNMG120412-MA | 12 e@eA@ @@ eeA0® 0000 ° ° °
P SNMG120416-MA | 1.6 e o co12
/| | SNMG150608-MA | 0.3 [e@a o e
— SNMG150612-MA | 12 [eer0 0@ ° ° E035
SNMG150616-MA | 1.6 e o000
SNMG190612-MA | 1.2 eeAr®@ @0 )
Medium Cutting SNMG190616-MIA | 16 @e®@eA®@ @@ (]
MH SNMG120408-VIH| 08 @e®@eA@®@@®@@® A ()
5 SNMG120412-MH | 12 @@ Ae@@@ A [ co12
. | SNMG190612-MH| 12 (@@ 4 ° o
— SNMG190616-MH | 1.6 (@ ® A E035
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
9 0 o N WI TH H o LE Simkngs_(lomadius
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l
P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
HF e H || <D = e
e E 6 § 6 o | § 6 § 6 T
[+4 55 55 55 55
mm} ¢} o o S
noneh o
2 §: € g ]| & : ) &
E 1 1 =~ | 1 ———— 1
4 0 01 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 OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCRO% G &% |0 O Of®
m Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE NEW NE %g
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
D Standard| SNMG090304 04 @@AG®O® ool )
SNMG090308 08 e®@A®@ 00 LX)
SNMG120404 04 @o®@AOGO e (o e o
R SNMG120408 08 e®@A000 [ X ) o (eo® LX)
e SNMG120412 12 |o®@A0®@@® LX) ° L0 Co12
E;& SNMG120416 16 | eAc0® oo ° ° o
SNMG120420 2.0 AGOO E035
SNMG150612 12 00AGO00 [ X J
SNMG150616 1.6 000
T SNMG190612 12 [e0r000® o0 °
Medium Cutting SNMG190616 16 o0A®O00 ° ()
'] R/L SNGGO090304R 0.4 [ X ) e o
SNGG090304L 0.4 [ X ) (]
- SNGGO090308R 0.8 ([ X ) c012
W \® SNGG090308L | 0.8 oo 015
d SNGG120404R | 04 eole |o E014
SNGG120404L | 0.4 eole |0 E035
SNGG120408R 0.8 [ X0
Medium Cutting)l ~ SNGG120408L 0.8 i e o
RP SNMG120408-RP | 08 (e®@ @@ @®
SNMG120412-RP | 1.2 (e®@ ee®e@
=) SNMG120416-RP | 16 (e®@ ee®e@® €012
}Eﬁi SNMG150612-RP | 12 (0@ eee o
= SNMG150616-RP | 16 [e® eee E035
SNMG190612-RP | 1.2 (e®@ e@@®@®
Rough Cutting SNMG190616-RP | 16 |le®@ e e®e®
RM SNMG120408-RM | 0.8 o000
SNMG120412-RM | 1.2 o000
SNMG120416-RM | 1.6 000 €012
SNMG150612-RM | 1.2 YT o
SNMG150616-RM | 1.6 o000 E035
SNMG190612-RM | 1.2 [ XX )
Rough Cutting SNMG190616-RM | 1.6 000
o - NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A118 (10 inserts in one case)



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

P | Steel eCcELECRELO 2 2loclc ool
Work M | Stainless Steel OCHOH C & #|0 O O|%
Material | K | Castlron eceoce cs |@ eeolzec “
N Non-ferrous Metal { 7
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cemet| S03ted| - Carbide ) lﬂ‘__,
RE nww nWwWwWw 0w NEWI-DI-DNIE?I—I— n %D(.“ 2
Shape OrderNumber | () |82 858885 sd28nnSs02esoluxp=R8I82280 25188 ¢
BEE8882850ahha00b0RE R asal ecasERERR|5E £
DDDSSS5=5===00D055S555===5>>>5|2Z=<50x Tz < T &
RK SNMG120408-RK | 0.8 LX) =
SNMG120412-RK | 1.2 (X
SNMG120416-RK | 1.6 ) co12
- SNMG150612-RK | 1.2 o0 ;g:j
SNMG150616-RK | 1.6 (X 035 m
SNMG190612-RK | 1.2 (YX)
Rough Cutting]  SNMG190616-RK | 1.6 oo HOLE
RS SNMG120408-RS | 0.8 [ X} ®
SNMG120412-RS | 1.2 o0 o 0 e
SNMG120416-RS | 1.6 ° ®|—o15
SNMG150616-RS | 1.6 ° @|E014
new SNMG190612-RS | 1.2 ° E035 0
Rough Cuttingl  SNMG190616-RS | 1.6 ® °
GH SNMG120408-GH | 0.8 (@ ® A A® o0
SNMG120412-GH | 12 (@@ A Ae® (Y R
—_— SNMG120416-GH | 16 (@ ® ° co12
3 SNMG150612-GH | 12 |e ® e
SNMG150616-GH | 16 | ® E035
SNMG190612-GH | 12 (e ® °
Rough Cuttingl  SNMG190616-GH | 1.6 (@ ® AO®
HX SNMM120408-HX | 0.8 o0 T
SNMM120412-HX | 1.2 (Y
SNMM150612-HX | 1.2 ) otz v
SNMM190612-HX | 12 | @A ee@e® —015
SNMM190616-HX | 16 | @A ee@e E014
SNMM190624-HX | 24 | @A eee® EO35 W
SNMM250724-HX | 24 | eA ee@e@
Heavy Cutting SNMM250924-HX | 24 | @eA e @@
HL SNMM120408-HL | 0.8 ) °
SNMM120412-HL | 1.2 ) ° cot2
SNMM150612-HL | 1.2 o0 ° —015
SNMM190612-HL | 1.2 o0 ® E014
SNMM190616-HL | 1.6 o0 ° E035
Heavy Cutting SNMM190624-HL | 2.4 o0 °
HR SNMM250724-HR | 2.4 (Y
e SNMM250924-HR | 2.4 )
Heavy Cutting
HV SNMM190616-HV | 16 | @A ee@e®
SNMM190624-HV | 24 | eA e @@
! = i SNMM250724-HV | 24 | @A eee e
SNMM250924-HV | 24 | eA e @@
Heavy Cutting
o = New

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A119




TURNING INSERTS [NEGATIVE]

D90° SN

TYPE INSERTS
WITH HOLE

SNMM 12 04 08- HZ
e

Size

— —
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
R 8 ‘é R 8 ‘ R 8 R 8 ﬁ»
o E | Hne
320 o
=z ,c? 3 é 3 é 3 é s @3
s i o i R |
& 1 1 =~ ‘ 1 —— 1
4 0 01 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 eczERERO szlec/coos
Work M | Stainless Steel OCRO% G &% |0 O Of®
m Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE NEW NE 25
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
D SNMM120408-HZ | 0.8 oA OO
SNMM120412-HZ | 1.2 oA OO0 €012
SNMM150612-HZ | 1.2 | @ a o
R SNMM190612-HZ | 1.2 oA (] E035
SNMM190616-HZ | 1.6 oA (]
SNMM150612-HM | 1.2 o0 [ ]
SNMM190612-HM | 1.2 o0 [ ]
SNMM190616-HM | 1.6 o0 [ ] C012
SNMM190624-HM | 2.4 o0 [ ] —014
T SNMM250724-HM | 2.4 oo
Heavy Cutting SNMM250924-HM | 2.4 (X}
'] Flat Top SNMAO090304 0.4 [
SNMA090308 0.8 o000 [
SNMA120408 0.8 o000 00
W SNMA120412 1.2 (XX X ° fglz
E SNMA120416 16 ccee o
SNMA150612 1.2 [ X J E035
SNMA150616 1.6 (X J
SNMA190612 1.2 o000
SNMA190616 1.6 o000
Flat Top SNGA090304 0.4 [
SNGA120404 0.4 [ 02112
SNGA120408 0.8 [ o0 E014
E035
o =W

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

(10 inserts in one case)

A120



Aesoc TN

TYPE INSERTS
WITH HOLE

Size

TNMG 16 04 02- FP
T RT

—_—
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—2808) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
= 7 £7 = # €’ ﬁ
£Es6 £Es6 £Es6 Es6 - £Es6 T
35 G 55 @D 55 55 55
% 4 ‘ % 4 % 4 % 4 % 4
g_ 3 ? g_ 3 = g_ 3 g_ 3 -jQE_ 3 m
D2 2 | 2 m @ 2 | o 2
c s c = ] ° — w ° \L: . c
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
or|
Material K | Castlron ecoce cs |® [ X JEL X 2
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated Cermet ggﬁfedt Carbide 9
RE NEW NE 25
NooWVWWVIoWWLLWLo VWOV, VOWLEELL_|vwvlwv w|'®
SIEDC Orderumber | mm) |8 28 5828 5o 838w e o e s oI Kb BRIz o S5l I8
R PP R E R R E L s D N St s
DDD=SS555SSS0D03S5S3555=5==>5>552Z|E <50 Tixls[<T
FP TNMG160402-FP | 0.2 ([ X J e |o cots
/ TNMG160404-FP | 0.4 ([ X J e |0 co17
é a ;\ TNMG160408-FP | 0.8 ([ X J e |® E014
New TNMG160412-FP | 1.2 [ X J e |0 E035
- . E040
Finish Cutting
FH TNMG110304-FH | 0.4 [ co16
TNMG160402-FH | 0.2 @A ( X 1] co17
A TNMG160404-FH | 0.4 [ ] ( XL X ) E014
TNMG160408-FH | 0.8 @A ( XL X ) E035
. . E040
Finish Cutting
FS TNMG160404-FS | 0.4 A [} cote
3 TNMG160408-FS | 0.8 A [ co17
ﬂé& E014
ﬁ E035
Finish Cutting E040
FY TNMG160404-FY | 0.4 A o0/ © co16
TNMG160408-FY | 0.8 A o @ o co17
&
E035
Finish Cutting E040
TNGG160404-PK | 0.4 [ co16
TNGG160408-PK | 0.8 [ co17
E014
E035
Finish Cutting F040
R/L-FS TNGG160402R-FS| 0.2 [ ] [
TNGG160402L-FS| 0.2 () ° €016
’Q TNGG160404R-FS| 0.4 ° ° ESJZ
) TNGG160404L-FS| 0.4 (] L E035
New TNGG160408R-FS| 0.8 ® E040
Finish Cutting[New TNGG160408L-FS| 0.8 (]
® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A121



n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

WITH
HOLE

A122

TURNING INSERTS [NEGATIVE]

Aesoc TN

TYPE INSERTS
WITH HOLE

TNGG

Size

16 04 02 R-

F
R A N

Thickness Corner Radius R/L Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 I 8
£7 £7 £7 £’ # e’ ﬁ
Es6 E6 E6 Es - E6 m
o 5o
£3 £3 £3 £3 £3 LK
32 .—? 32 H 32 \"mm 32 : u 82
1R 1 =~ | 1 — ‘ 1 ———— 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 eczERERO ssleclcoos
M | Stainless Steel OCG&% 0% G &% |0 O Of®
Voo | K| castron eceoce €z |0 | oozj0oc
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated S Cermet ggﬁfedt Carbide . %
RRES88 28 oot hnac000 it raansRLanrEE oy 22
DDODD=E=E=DE=E==DDD=E=DD====>>>D(Z2Z|I=24<>D T TS
R/L-F TNGG160402R-F | 0.2 o (eo0
TNGG160402L-F | 0.2 o (e00 Co16
’; TNGG160404R-F | 0.4 o (oofe Egz
e | TNGG160404L-F | 0.4 ® |eojo Eo3s
TNGG160408R-F | 0.8 o eof® E040
Finish Cutting TNGG160408L-F | 0.8 o (eo0
LP TNMG160404-LP | 04 |l0e®@ e o®©® () cot6
A TNMG160408-LP | 0.8 (e® @@ @ [} co17
__ TNMG160412-LP | 12 e®@ ee0@® [ E014
W | TNMG220408-LP | 0.3 (0@ eee® ° Egjﬁ
Light Cutting TNMG220412-LP | 1.2 (e® @@ @
TNMG160404-LM | 0.4 000 cot6
TNMG160408-LM | 0.8 [ X X co17
TNMG160412-LM | 1.2 o000 E014
E035
Light Cutting E040
LK TNMG160404-LK | 0.4 [ X ) co16
TNMG160408-LK | 0.8 [ X ) co17
A TNMG160412-LK | 1.2 o0 E014
E035
Light Cutting E040
LS New TNMG160402-LS | 0.2 o000 (] co16
TNMG160404-LS | 0.4 000 ®|co17
A TNMG160408-LS | 0.8 XX |04
E035
Light Cutting E040
SH TNMG160404-SH | 04 |0e®@A @O (] ° oo o cot6
,A{ TNMG160408-SH | 0.8 e®@A®@@® [ ] ° oo o co17
4 - 8 |ee® ) E014
.A;Q_.L TNMG220408-SH | 0.8 covs
Light Cutting E040
SA TNMG160404-SA | 04 (e®@A @@ ([ X ) cote
o TNMG160408-SA | 0.8 @e®@A®@@® ([ X ) co17
P AN TNMG160412-SA | 1.2 (@@ A ° E014
wesmsm | TNMG220408-SA | 08 [ee@a £0s5
Light Cutting TNMG220412-SA | 1.2 ()
o = 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 YY) 2 zlecjc ooz
Work M | Stainless Steel OCHOH C & #|0 O O|% “
Material | K | Castlron eceoce cs |@ eeolzec
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cemet| S03ted| - Carbide ) lﬂ‘__,
Sh RE 7o) OO OoWWLWLW 0w NEwmmNﬂll—l—u_ 't m%g 2
ape | OrderNumber () 1828 S 888 5o 88 pnSs82es-Npak=88R220r 22188 ¢
R E R R L R ERE T R N S s =
DDDSSS5=5===00D055S555===5>>>5|2Z=<50x Tz < T &
TNMX160404-SW | 0.4 (@@ @ A X0 a
TNMX160408-SW | 08 (@e® @ A [ X )
e co17
Light Cutting
sZWiper) m
SY TNMG160404-SY | 04 A oo o cot6 —
TNMG160408-SY | 0.8 A o (o o o7 BeE
A ot
E035
Light Cutting E040 ¢
C TNMG160404-C 0.4 AA cot6
A TNMG160408-C | 0.8 AA 0017 0
/@ | TNMG220404-C | 04 AA E014
=== | TNmG220408C | 08 A E035
Light Cutting F040 R
MJ TNMG160404-MJ | 0.4 () o0 oo [ ) cot6
TNMG160408-MJ | 0.8 ° oo (oo o |coir
A TNMG160412-MJ | 1.2 ° oo oo E014 S
E035
Light Cutting E040
R/L-1G TNMG160404R-1G| 0.4 ® cots
A TNMG160404L-1G | 0.4 ° o017
. TNMG220404R-1G| 0.4 () E014 '}
MEESS | TNMG220404L-1G | 0.4 ° E035
Light Cutting E040
R/L-K TNGG160402R-K | 0.2 [ X ) W
TNGG160402L-K | 0.2 L X ) C016
/ TNGG160404R-K | 0.4 0 cor
) EO014
a TNGG160404L-K | 0.4 oo F035
TNGG160408R-K | 0.8 ® E040
Light Cutting TNGG160408L-K | 0.8 d
TNMG160404-MP | 04 |l0e®@A®@O® O ) [ ) 016
TNMG160408-MP | 0.8 (0@ A0 0@ ° ° o017
TNMG160412-MP | 1.2 |leo®@A®@@® @O () ° E014
TNMG220408-MP | 08 @e®@A@®@@®@@ ) E035
TNMG220412-MP | 12 (o0 A0 @@ ° F040
TNMG160408-MM | 0.8 o000 cot6
TNMG160412-MM | 1.2 e0o 0017
TNMG220408-MM | 0.8 [ X X ) E014
TNMG220412-MM | 1.2 00 E035
Medium Cuing]| ~ TNMG220416-MM | 1.6 YY) F040
MK TNMG160404-MK | 0.4 (X J
TNMG160408-MK | 0.8 [ X ) Co16
TNMG160412-MK | 1.2 o0 Egz
A TNMG220408-MK | 0.8 0 F03s
TNMG220412-MK | 1.2 (X J E040
Medium Cutting TNMG220416-MK | 1.6 (N
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042  GRADES > A030  IDENTIFICATION >A002 A123




TURNING INSERTS [NEGATIVE]

TYPE INSERTS TNMG 16 04 04-MS
o w I T H H o L E Size  Thickness Corner Radius Chip Breaker
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l
P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 I 8
=7 =7 =7 =7 @ =7 ﬁ»
e E 6 E6 Es § 6 - § 6 m
;@ EHC P 3 3 3
2 |2 25 ] 2, N
L) © 2 ? © 2 ¥ — © 2 \"mm © 2 ] © 2
> o ~ a || o o | || o
E 1R 1 = m 1 — ‘ 1 —— 1
1 | —
4 0 01 03 05 07 0 01 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) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting

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

(10 inserts in one case)

P Steel QCECREEO TT|0CCOOE
Work M | Stainless Steel OCHO% G & |0 O O
m Material K | Castlron ecoce cs |@® ( X JE X 4
N | Non-ferrous Metal [ 3
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated - . Cermet ggﬁfedt Carbide . %
COOOPOSORRNRRNGNDLLbVOOS S NN® P QNS =5 6| 25
2225228288822 992222228 35S 3L5EEEE(<T
D * MS TNMG160404-MS | 0.4 ') o ..
TNMG160408-MS | 0.8 Y o o1
A TNMG160412-MS | 1.2 Y R
R TNMG220408-MS | 0.8 o0 ° Egjg
Medium Cutting] ~ TNMG220412-MS | 1.2 (X J o
MS TNMG160404-MS | 04 | @ A00 Y'Y ° oo
S , TNMG160408-MS | 0.8 | ® A Aoo eoo0e o ® |coi7
/o\\_ TNMG160412-MS | 12 | ® oo oo E014
- TNMG220408-MS | 0.8 | ® AGO YY) E035
Medium Cutting TNMG220412-MS | 1.2 ® =040
GK TNMG160404-GK | 0.4 o0 ot
v TNMG160408-GK | 0.8 o0 co17
‘ TNMG160412-GK | 1.2 (X ° E014
TNMG220408-GK | 0.8 o0 Egjz
W Medium Cuting] ~ TNMG220412-GK | 1.2 o0
GM TNMG160404-GM | 0.4 'Y oo
. TNMG160408-GM | 0.8 Y co17
/.\._\_ TNMG160412-GM | 1.2 'y E014
WS | TNMG220408-GM | 0.8 YY) E035
Medium Cuting|  TNMG220412-GM | 1.2 YY) £040
MA TNMG160404-MA | 04 ©0®@ A OO 00AO0 O0O0OCO [ X ] [ ] o
TNMG160408-MA | 08 e®@A®O@® O 00AO0 O00O0CO [ X ) [ ] [ )
TNMG160412-MA | 12 0e®@A® @O 00AO0 00 O [} [ ] [ )
TNMG160416-MA | 1.6 ° oot
2 TNMG220408-MA | 0.8 (@@ A@ @@ e0A0 o000 o ° co17
LN TNMG220412-MA | 1.2 (e@A@@@® eos0 00 o o ° E014
W | TNMG220416-MA | 1.6 e o £0s5
TNMG270608-MA | 0.8 (@@ A
TNMG270612-MA | 1.2 (@@ a °
vew TNMG270616-MA | 1.6
Medium Cutting[vew TNMG330924-MA | 2.4
MH TNMG160404-MH | 0.4 (@@ A ° ot
a TNMG160408-MH | 0.8 ([e@r0 0@ ° co17
/- TNMG160412-MH | 12 e®@A0® @@ ° E014
— TNMG220408-MH | 0.8 [0 s0 0@ ° E035
Medium Cuting]  TNMG220412-MH | 1.2 [e@ A0 0@ @ ° E040
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW



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

P | Steel LY X XY ) s3leclco o
Work M | Stainless Steel OCHOH G & &0 O O|% “
Material |_K | Castlron ecoce e (o CXEIXC
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cermet 83?&5 Carbide ) lﬂ‘__l
Sha RE n ouVULBLoOLWLLW mmmmNEwmmNﬂl—l—u. 0 1|0 m%g 2
pe Orderfumber — mm) (2 S o828 s s 88 8ynsod-esoduar=AaN=z=b0 25158 9
BEESC82 o0 hnao0Bb et asnoRaasEEERR8s 2
DDDSSS5S5S5S=S003SS555=s==5>555522E <50 T xixls[<T &
Standard| TNMG110304 04 | ero@@® ° o =
TNMG110308 0.8 oAO0O
TNMG160304 0.4 e oo ()
TNMG160308 0.8 eAO00 (]
TNMG160404 04 ©O©0AOGO [ X J o (000 (N J m
TNMG160408 08 e®eAr®00O [ X J o (000 00
TNMG160412 12 [e0r000® o0 ° Cot6 wIE
Kl\ TNMG160416 16| © oe0® ° ° Egz
= TNMG220404 0.4 e0r000 ° ° F03s .
TNMG220408 08 e®@AGO®O [} [ X ) () E040
TNMG220412 12 |00A000 °
TNMG220416 1.6 eAGO00 0
TNMG270608 0.8 e o000
TNMG270612 1.2 oAQ0O00 ()
TNMG270616 1.6 oA R
Medium Cutting TNMG330924 24 o
* MW TNMX160408-MM\W | 08 |e®@ @ A o0 o
A TNMX160412-MW | 12 (@@ @ A |eeeo S
20N co17
I
Medium Cutting
Wiper)
R/L-ES TNMG160404R-ES| 0.4 AO®
TNMG160404L-ES | 0.4 AO Co16 '}
y/a \ TNMG160408R-ES| 0.8 A® Eg:z
ﬂ TNMG160408L-ES | 0.8 Ae F03s
TNMG220408R-ES| 0.8 ° E040 W
Medium Cutting TNMG220408L-ES | 0.8 ®
R/L-2G TNMG160404R-2G| 0.4 () cot6
TNMG160404L-2G | 0.4 ° cot7
TNMG160408R-2G| 0.8 ® E014
TNMG160408L-2G | 0.8 ® 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 o0 Egjz
% TNGG160304R | 0.4 oo ° E035
TNGG160304L 0.4 [ X} E040
TNGG160402R 0.2 L X () e o
TNGG160402L 0.2 [ X ()
TNGG160404R 0.4 [ X ) o000
Medium Cutting TNGG160404L 0.4 ( X () e o
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A125




n
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o
w
0
Z
(Y]
Z
4
14
=)
-

WITH
HOLE

A126

TURNING INSERTS [NEGATIVE]

Aesoc TN

TYPE INSERTS

WITH HOLE

TNGG

Size

16 04 0

— T KT
Thickness Corner Radius

R
_—
R/L

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
pHat - deul| B =
@ 2@ .
£3 £3 £3 £3 =3
32 .—? 32 H 32 \"mm 32 : u 82
1 1 < | 1 — ‘ 1 — 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% G &% |0 O Of®
Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [ 3
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated S Cermet ggﬁfedt Carbide . %
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
R/L TNGG160408R 0.8 [ X[ ) o000
TNGG160408L 0.8 L X[ ) o000 C016
/ TNGG220404R 0.4 o0 ° Egz
% TNGG220404L 0.4 [ X} [ E035
TNGG220408R 0.8 [ X)) () E040
Medium Cutting TNGG220408L 0.8 e e ®
RP TNMG160408-RP | 0.8 (e®@ @@ @®
TNMG160412-RP | 1.2 (0e® @@ @ cot6
TNMG220408-RP | 0.8 (e® @@ @ co17
TNMG220412-RP | 12 ([e® ee®e@ E014
TNMG220416-RP | 16 (0e®@ @@ @ Egig
TNMG270612-RP | 12 |le®@ e @@
TNMG270616-RP | 16 (e®@ @®©®®
TNMG160408-RM | 0.8 000 cot6
TNMG160412-RM | 1.2 o000 co17
TNMG220408-RM | 0.8 00 E014
TNMG220412-RM | 1.2 000 E035
Rough Cuting]|  TNMG220416-RM | 1.6 X F040
RK TNMG160408-RK | 0.8 ( X J
TNMG160412-RK | 1.2 ( X J C016
A TNMG160416-RK | 1.6 oo oo
TNMG220408-RK | 0.8 ( X J E035
TNMG220412-RK | 1.2 ( X J E040
Rough Cutting TNMG220416-RK | 1.6 (X J
RS TNMG160408-RS | 0.8 o0 (] cot6
TNMG160412-RS | 1.2 o0 ®| 017
A TNMG220408-RS | 0.8 ° NE
TNMG220412-RS | 1.2 [ @|E035
Rough Cutting E040
GH TNMG160408-GH | 0.8 (@ ® A AO [ X )
TNMG160412-GH | 1.2 (@ ® [ cot6
A\ TNMG220408-GH | 0.8 |@e® A [ ] [ co17
e TNMG220412-GH | 1.2 (0@ A ° (X ) E014
WS | TNMG220416-GH | 16 e ® o
TNMG270612-GH | 1.2 (@@ A (]
Rough Cutting TNMG270616-GH | 1.6 (@ ®
o = Ew

@ : 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 EXEEED szleclcooz
Work M | Stainless Steel OCHOH G & H|O0 O O|%
Material K | Castlron ococCcEeC cCE |0 [ X JE X 2
N Non-ferrous Metal [ 7
S | Heat-resistant Alloy, Titanium Alloy (] oczoCs cce @
Coated Cermet ggf‘rfg Carbide ) &
RE 0nwLwn 0nWwWmw 0w NEWmU’)NIE":II—I— n %D(.“ 2
Shape | Oerfumber () B2 8 58885 888 vesoS2essdaxp2RANz2ER 2288 ¢
R E R R L R ERE T R N S s S
S550==S=S5S=S=S00D0==355S=SsSsS5>55122=E<>0 T TiE| <t &
TNMM160408-HL | 0.8 o0 ° ot =
TNMM160412-HL | 1.2 o0 ° cot7
TNMM220408-HL | 0.8 o0 ) E014
TNMM220412-HL | 1.2 oo ° E035
TNMM220416-HL | 1.6 o0 ° E040 m
TNMM160408-HZ | 08 | @ea e@ I
o TNMM160412-HZ | 1.2 o0 oo B
Loy TNMM220408-HZ | 08 | ®@a Eo14
S | TNMM220412-HZ | 12 | @A E035
Heavy Cuting|  TNMM220416-HZ | 1.6 | ® a E040 H
Flat Top TNMA160404 0.4 (XX X ) LX)
TNMA160408 0.8 o000 o000 D
TNMA160412 1.2 YT Y cote
TNMA160416 16 °o o o017
A TNMA160420 2.0 oo Eota R
TNMA220404 0.4 o | [Eo3s
TNMA220408 08 YY) ° o o | |5
TNMA220412 1.2 o000 S
TNMA220416 1.6 XXX °
FlatTop| TNGA110304 0.4 °
TNGA110308 0.8 ° o | |
\ TNGA160402 0.2 ° o | |com
g\\ TNGA160404 0.4 oeoe | |con v
AR TNGA160408 0.8 o0 E035
TNGA220404 0.4 ° F040
TNGA220408 0.8 ° W
® = NEW

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A127




A

TURNING INSERTS

WITH
HOLE

A128

TURNING INSERTS [NEGATIVE]

4’35° VN

TYPE INSERTS VNMG 16 04 02- FP

—_—
Thickness Corner Radius Chip Breaker

WITH HOLE

Size

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (=350MPa)
8 8 8 ‘ 8
= = = = ﬁ»
Es6 E6 E6 E6 m
55 55 @D 55 i 55
% 4 % 4 % 4 2\ % 4
g3 g3 g3 \ £3 @
g2 g2 g2 I g2
am; 1 =~ | . 1 _ ] 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel OCRTCRRRO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O Of®
or
Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated Cermet ggﬁfedt Carbide 9
RE NEW NE 2 S
LooWWVWVOoOLWLY WS VWOV, WWLEEL_|vw/w olw| ® =
Shape Orderfumber — 1mm) (2 S o828 s 88 yneoc- e daar SASIN =200 o 25/ S8
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD5SSS5=5===00D0SS5355===5>>55|22 <50z x5 < T
FP VNMG160402-FP | 0.2 (X J e |
_ VNMG160404-FP | 0.4 (X J e |® co18
<57 | VNMG160408-FP | 0.8 oo o o o
New VNMG160412-FP | 1.2 ( X J e | E042
Finish Cutting
FH VNMG160402-FH | 0.2 oA LX)
VNMG160404-FH | 0.4 oA o (@0 co18
—020
=P | VNMG160408-FH 05 | @4 eoloe Core
E042
Finish Cutting
FS VNMG160404-FS | 0.4 A [ ]
VNMG160408-FS | 0.8 A ° co18
P —020
EO015
E042
Finish Cutting
FJ VNGG1604V5-FJ | 0.05 [ ] [}
VNGG160401-FJ | 0.1 ° @ |co18
- —020
| VNGG160402-FJ |0.2 ° o |0
E042
Finish Cutting
R/L-F VNGG160402R-F | 0.2 o (eo0
VNGG160402L-F | 0.2 o |eoj0 co18
V| VNGG160404R-F | 0.4 o (ool o
VNGG160404L-F | 0.4 o (eo0 E042
Finish Cutting
LP VNMG160404-LP |04 (e® ee®@@® ®
VNMG160408-LP |08 (e® ee®e® [} co18
e —020
— E015
E042
Light Cutting
LM VNMG160404-LM | 0.4 o000
VNMG160408-LM | 0.8 [ XX ) co18
@.'-i —020
f 1 y EO015
E042
Light Cutting
® = 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 OCHTCREEO BT|0CICO00|E
M | Stainless Steel OCHOH G & &0 O O|%
M\;vt%r:i(a K | Castlron eceoce cs |® LY JEIC X
N | Non-ferrous Metal ( 2
S | Heat-resistant Alloy, Titanium Alloy (] oczoCs cce
Coated Cermet 83?&5 Carbide )
RE NEW NEW %a‘f
e BRI b R R b e P e e
DODE=SS5S=S=5505S=555S=5S==5>555|2Z=E<>O TS| <t
LK VNMG160404-LK | 0.4 ( X J
VNMG160408-LK | 0.8 L X} co18
—020
’ E015
E042
Light Cutting
LS new VNMG160402-LS | 0.2 (X X} )
VNMG160404-LS | 0.4 (X X @|Co18
P | VNMG160408-LS | 08 X0 o
E042
Light Cutting
SH VNMG160404-SH | 0.4 |e®@A®@® oo o
VNMG160408-SH | 08 @e®@A @@ oo o co18
e —020
2 E015
E042
Light Cutting
SA VNMG160404-SA | 0.4 o0 )
VNMG160408-SA | 0.8 o0 ) Co18
s.g"‘“’,ﬂ —020
E015
E042
Light Cutting
MJ VNMG160404-MJ | 0.4 [ ] o0 oo (]
VNMG160408-MJ | 0.8 ) oo o0 @ |co18
SSF |  VNMG160412-MJ | 1.2 ° oo o0 ol
E042
Light Cutting
MJ VNGM160404-MJ | 0.4 ® )
VNGM160408-MJ | 0.8 ) @ |co18
—020
== o
E042
Light Cutting
MP VNMG160404-MP | 0.4 0e®@A®@@®@® ® )
VNMG160408-MP | 0.8 @e®@A®@ @@ ) ) co18
_ VNMG160412-MP | 1.2 [e@ a0 0@ ° oo
E042
Medium Cutting
MM VNMG160408-MM | 0.8 (X X}
co18
A —020
ﬁ E015
E042
Medium Cutting
MK VNMG160404-MK | 0.4 (X}
VNMG160408-MK | 0.8 (X} ® co18
—020
L | VNMG160412-MK | 1.2 oo Core
E042
Medium Cutting
® = [NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION > A002
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TURNING INSERTS [NEGATIVE]
TYPE INSERTS VNMG 16 04 04- MS
4’3 5° W INlWiTh Hove S

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (£350MPa)
8 8 8 ‘ 8
e’ e’ e’ E7]ﬁ£7
e Es Es Es Es6 m
@ 55 55 55 55
w 3 55 @ 3 | 3
7] 5 4 5 4 5 4 5 4
=z £3 £3 £3 \ £3 LK
O o2 o2 o2 | o2
= o | o | o L o
E 1 i 1 .~ | 1 [ 1
4 0 01 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 QCECEERO s¥locicOo0|E
Work M | Stainless Steel OCHO® G & |0 O O
m Matzrrim K | Castlron eceocce ez |0 eoolz0ec
N | Non-ferrous Metal [ 2
WITH S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
HOLE Coated Cermet ggﬁfedt Carbide 9
RE NEW NE % S
0 DWW LW VOVWWVW, VLWL EEL _|vwolv w|©
¢ Shape Orderfumber — 1mm) (2 S o828 s 88 yneoc- e daar SASIN =200 o 25/ S8
R ERE L PR R P ERRE e R N SR s
D5O5SSS5SS5S=0D03=S3555SsSs55>5>5>5|22=<>|0/T Tjxs|<T
D * MS VNMG160404-MS | 0.4 o000 ()
VNMG160408-MS | 0.8 o000 @|co18
—020
ﬂ E015
R E042
Medium Cutting
MS VNMG160404-MS | 0.4 () AOGO o0 o
S VNMG160408-MS | 0.8 | ® AGO X ° @ |[co18
ey —020
o E015
E042
T Medium Cutting
GK VNMG160404-GK | 0.4 (X J
VNMG160408-GK | 0.8 o0 co18
—020
L | VNMG160412-GK | 1.2 oo Core
E042
W Medium Cutting
GM VNMG160404-GM | 0.4 o000
VNMG160408-GM | 0.8 [ X X ) co18
— —020
-i:E%ii‘ E015
E042
Medium Cutting
MA VNMG160404-MA | 04 @@ A®O® 00A0 0O0OCO ®
VNMG160408-MA | 0.8 0®@A®@ @@ e0A0® 0O0O0CO ) co18
P —020
éf E015
E042
Medium Cutting
MH VNMG160404-MH | 04 (@ ® A )
VNMG160408-MIH| 0.8 @e®@A@®@ @@ A ° co18
—020
E015
E042
Medium Cutting
Standard VNMG160404 04 @@ArO®@® (X ) o (eofe e o
| VNMG160408 08 @0Ar0@0 o0 o |eoj® e o co18
—” | VNMG160412 12 (o0 eoe oo ° o
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.
A130 (10 inserts in one case)



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

P | Steel OCHTCREEO BT|0CICO00|E
Work M | Stainless Steel OCHOH G & &0 O O|%
orl
Material K | Castlron ococCEC csE |0 000 ¢C
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec ,‘2
Coated Cemet| S03ted| - Carbide ) &
= N NEW 25 2
Shape Order Number 0o g PlR 8RRl uwwier8lwd2lEEEs8Y Rz |22 S5 o
(mm)[Ec8cocoFoccocdf8co2crocoofsE5hSR3lcos5loweTS=3 >
R R L EE R R E L A S N S .
aoa o
DDDSSS5=5===00D055S555===5>>>5|2Z=<50x Tz < T &
R/L VNGG160404R 0.4 oo o o a
VNGG160404L 0.4 o0 Y co18

g_ E015

m
o
=
)

Medium Cutting
Flat Top | VNMA160404 0.4 o0
VNMA160408 0.8 X cots WM
—020
’ VNMA160412 1.2 o0 Cors
E042 c
Flat Top | VNGA160404 0.4 o0
VNGA160408 08 ee | |co8 o
- —020
— E015
E042
R
® = NEW
S
T
W

CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION >A002 A131




A

TURNING INSERTS

WITH
HOLE

A132

TURNING INSERTS [NEGATIVE]

£Hs0c WN

TYPE INSERTS
WITH HOLE

Size

WNMG 08 04 02- FP
T RT

—_—
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

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

(10 inserts in one case)

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ‘ 8 ﬁ»
£ £ £ EL L=
o o s
£3 <3 £3 £3 =3
e e P e | By | F
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 oCcETCEERO ss|0occo0|E
Work M | Stainless Steel OCRO% G &% |0 O Of®
Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [ 3
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated S Cermet ggﬁfedt Carbide . %
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
FP WNMG080402-FP | 0.2 ( X J e |0
WNMG080404-FP | 0.4 (N ] e |0 co21
; - § WNMGO080408-FP | 0.8 o0 o |® E015
Nnew WNMGO080412-FP | 1.2 [ N ] e |o E039
Finish Cutting
FH WNMG080404-FH | 0.4 [ ] o (o
WNMG080408-FH | 0.8 ([ ] o (00 co21
é E015
E039
Finish Cutting
FS WNMG080404-FS | 0.4 A [
WNMG080408-FS | 0.8 A ° oot
@ E015
E039
Finish Cutting
FY WNMG080404-FY | 0.4 e |0
WNMG080408-FY | 0.8 A o @ o co21
E039
Finish Cutting
LP WNMG060404-LP| 04 @e® eo®@@® ([ ]
WNMG060408-LP| 0.8 @e® ee®e® )
WNMGO06T304-LP| 04 [e®@ ee®@@® [ ] €021
@ WNMGO06T308-LP | 08 [e® eee ° -
WNMG080404-LP| 04 e®@ ee®® ® £039
WNMG080408-LP| 0.8 e® ee®e® ([ ]
Light Cutting WNMGO080412-LP | 1.2 [e® ee®e®
WNMG060404-LM| 0.4 [ X N J
WNMG060408-LM| 0.8 [ X N J c021
WNMG080404-LM| 0.4 [ X N J E015
WNMG080408-LM| 0.8 [ X N J E039
Light Cutting
® = NEW



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

P | Steel eciEREeO s s/loc/lco oz
M | Stainless Steel OCHFOH G & &0 O O|%
¢£k| K | Castlron eceoce es (@ LR X
N | Non-ferrous Metal { 7
S | Heat-resistant Alloy, Titanium Alloy (] oczoCs cce
Coated Cermet 83?&5 Carbide )
RE 10101V o V|10 W 1 1 1 AR 0 m%g
Shape | OrderNumber | ) |82 8 2 32 8 5o S8 wm s S8 e S s e p R A8z 20 22158
EEECo8EobEnha00RR R s SeEa SR EEE 8
DDODD=E==D====DDD==DD====2>>>D|ZZ|=«<>D T Tx|=
LK WNMG080404-LK | 0.4 (X J
WNMG080408-LK | 0.8 e o ozt
‘ WNMGO080412-LK | 1.2 oo o E015
E039
Light Cutting
LS New WNMGO080402-LS | 0.2 [ X ) ®
WNMG080404-LS | 0.4 XX ®| o
g WNMG080408-LS | 0.8 Y o|cois
E039
Light Cutting
SH WNMGO06T304-SH| 04 (@ ® ()
WNMGO06T308-SH| 0.8 (@ ® ®
A WNMG060404-SH| 04 (@ ® (] €021
f#m5 | WNMG060408-SH| 0.3 | ® o w0
W | \WNMG080404-SH| 0.4 (0@ @@ ° ° ° F030
WNMG080408-SH| 0.8 e®@A®@@® (] [} ®
Light Cutting WNMGO080412-SH| 12 e®@A®@® ® °
SA WNMGO080404-SA| 0.4 @@ A® @ [ X )
. WNMG080408-SA| 08 [e@r@@ ) ozt
- WNMG080412-SA| 1.2 ([e®@Ar®@® ° E015
E039
Light Cutting
* SW WNMG060404-SW| 0.4 [e@ @ A ° |o
2 WNMG060408-SW| 0.8 [e® @ A o |o ozt
/A WNMG080404-SW| 0.4 (0@ @ A (00 o 0 E015
Lo ating | WNMGO080408-SW| 0.5 [e® e A (oo o X0 039
(Wiper) WNMG080412-SW| 12 |[e® @ A ool
SY WNMG080404-SY | 0.4 o (@
WNMG080408-SY | 0.8 A oole o o2t
E039
Light Cutting
c WNMG080404-C | 0.4 AA
WNMG080408-C 0.8 A c021
E015
E039
Light Cutting
MJ WNMG080408-MJ| 0.8 () [ X Il X )
WNMG080412-MJ | 1.2 ° oo (oo 021
WNMG080416-MJ | 1.6 () [ X Il X ) E015
E039
Light Cutting
* Please refer to A028 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKERS > A042
GRADES > A030
IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A133



A

TURNING INSERTS

WITH
HOLE

A134

TURNING INSERTS [NEGATIVE]

£Hs0c WN

WITH HOLE

TYPE INSERTS

WNMG 06 04 04- MP
T RT

—_—
Thickness Corner Radius Chip Breaker

Size

*

Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ‘ 8 ﬁ»
£ £ £ EL L=
o 5o
£3 £3 £3 £3 £3 )
32 .—? 82 H 32 \"mm 32 : u 82
RS 1 =~ ‘ 1 — ‘ 1 —— 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 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 oCcETCEERO sEocico0|e
Work M | Stainless Steel OCRO% G &% |0 O Of®
Material K | Castlron ecoce cs |® ooz 0cC
N | Non-ferrous Metal [ 3
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Coated Cermet ggﬁfedt Carbide 9
RE |, 1010 W o VWY W mmmmNEwmmN.E,h,_u_ S P m%&
Shape | OrderNumber | ) 82 S eS8 8 oS8 e ScessaaE2A8d =200 o 25 S5
RRESS8 280t hnac000 it raansRLanEEr R 22
DODD=E=E=DE=E==DDD=E=DD====>>>D(Z2ZI=E4<>|DT TS
MP WNMG060404-MP| 04 @e®@A®@® O )
WNMG060408-MP| 0.8 @e®@A®@® 0 [
WNMG060412-MP| 1.2 e®@A®@® @ [
WNMGO06T304-MP| 04 @@ A®@® @ ) co21
o WNMGO06T308-MP| 0.8 @e®@A®@@®@0@ o E015
@ WNMGO06T312-MP| 1.2 eeA0@®0 ([ ] E037
WNMG080404-MP| 0.4 o0 A0 0@ ° ° £0%9
WNMG080408-MP| 0.8 @e®@A®@®0 [ [ ]
WNMG080412-MP| 1.2 e®@A®@® @ [ [ ]
Medium Cutting WNMG080416-MP| 16 e®A®@® @O ()
MM WNMG060408-MM| 0.8 00
5 WNMG060412-MM| 1.2 000 c021
4;?;;3 WNMG080408-MM| 0.8 X E015
———— WNMGO080412-MM| 1.2 [ X X ) E039
Medium Cutting
MK WNMG080404-MK| 0.4 ( X J
WNMG080408-MK| 0.8 ( X J c021
‘ WNMG080412-MK| 1.2 (X J E015
WNMG080416-MK| 1.6 (X J E039
Medium Cutting
* MS WNMG080404-MS| 0.4 000 o
WNMG080408-MS| 0.8 000 ®| o1
g WNMG080412-MS| 1.2 XY o|cots
E039
Medium Cutting
MS WNMG060404-MS| 0.4 [ ] AO
WNMG060408-MS| 0.8 ([ ] A0
4 WNMGO06T304-MS| 04 | ® AO co21
J™\ WNMG06T308-MS| 08 | ® Ae o
WNMG080404-MS| 0.4 oA AO® E039
WNMG080408-MS| 0.8 oA AOGO o000 [ ]
Medium Cutting WNMGO080412-MS| 1.2 ) o0 [ X )
* Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = 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 Y X s3leclco o
Work M | Stainless Steel OCHOH C & #|0 O O|% “
Material |_K_| Castlron eceoce cs |@ CXEIXC
N Non-ferrous Metal { 7
S | Heat-resistant Alloy, Titanium Alloy ([ ocEoCE ¢cecec %)
Coated Cemet| S03ted| - Carbide © lﬂ‘__,
o »
Sha RE n ouVULBLoOLWLLW mmmmNEwmmNﬂll—l—u. 0 1|0 Iﬂ%E Z
pe Orderfumber — mm) (2 S o828 s s 88 8ynsod-esoduar=AaN=z=b0 25158 9
BEE8882850ahha00b0RE R asal ecasERERR|5E £
DDDSSS5S5S5S=S003SS555=s==5>555522E <50 T xixls[<T &
GK WNMG060404-GK | 0.4 LX) =
WNMG060408-GK | 0.8 oo con
‘ WNMG080404-GK | 0.4 oo F015
WNMG080408-GK | 0.8 (X ) E039
Medium Cutting WNMG080412-GK | 1.2 [ X ) [ ) m
GM WNMG060404-GM| 0.4 [ X X )
WNMG060408-GM | 0.8 X con BB
:@: WNMG080404-GM| 0.4 eoe E015
WNMGO080408-GM| 0.8 [ X X ) E039
Medium Cutting WNMGO080412-GM| 1.2 o000 ¢
MA WNMGO06T304-MA| 04 (@ ® ()
WNMGO06T308-MA| 0.8 (@ ® ® D
WNMGO06T312-MA| 1.2 (@ @ (]
WNMG060404-MA| 04 (e®@ @@ (]
A WNMG060408-MA| 08 @e® @@ o0 © oo ® €021 R
-~ WNMGO060412-MA| 1.2 (e®@ ee® oo o oo ° o
W | \VNMG080404-MA| 0.4 (e@Ar@@ e0is0 00 o o o | o E039
WNMGO080408-MA| 0.8 @e®@A®@ @@ 0e0A0® 0000 ° ° ° S
WNMG080412-MA| 12 e®eAr®@ @@ e0A0® 0000 ° ° °
WNMGO080416-MA| 16 (@ ® () o
Medium Cuing]| ~ WNMG100612-MA | 1.2 A T
MH WNMGO080404-MH| 0.4 (@ ® A
) WNMG080408-MH | 0.8 [e@A@ @@ A ° con v
-~y WNMG080412-MH| 12 e@eAr®@ @@ ° E015
s E039
Medium Cutting
Standard WNMG080404 04 @@AO®O (X ) ®o (o
a WNMG080408 08 e0r00@® oo o o 0 |o cozn
@i WNMG080412 12 @e®0A000 [ X ) ® (] E015
WNMG080416 1.6 ® E039
Medium Cutting
* MW WNMG060408-MW| 0.8 e®@A @@ (X X X )
A\ WNMG060412-MW| 12 (0@ @@ XXX con
"L",.—&‘.i WNMG080408-MW| 0.8 le@aAr @@ A XXX E015
Medium Cuting WNMG080412-MW| 1.2 l@e® @@ A (XX X E039
(Wiper)
WNMGO080408-RP| 0.8 [@e® ee®e®
WNMGO080412-RP| 1.2 (0@ eee co
E015
E039
Rough Cutting
RM WNMG060408-RM| 0.8 YY)
\ WNMG060412-RM| 1.2 X con
m WNMG080408-RM| 0.8 [ XX ) E015
W= | WNMG080412-RM| 1.2 YY) E039
Rough Cutting
* Please refer to A028 before using the MW breaker (wiper insert). ® = NEW
CHIP BREAKERS > A042
GRADES > A030

IDENTIFICATION >A002 A135




TURNING INSERTS [NEGATIVE]
o w N TYPE INSERTS WNMG 08 04 08- RK
ax 80 WITH HOLE T et o

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l

A P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ‘ 8
! ! ! EMEL" 2@
e Es E6 Es Es Es
@ 55 55 55 55 55
x 55 G 55 @D o 3 3 3
» 54 ‘ 54 LP 54 54 54
=z £3 £3 £3 £3 £3 @
a a RP 1IN a o [}
o |i @@ g S| & e || ool | B
- = 1S @™ oY @ 1
4 0 01 03 05 07 0 01 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) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting

P | Steel QCECEERO s¥locicOo0|E
Work M | Stainless Steel OCHO® G & |0 O O
m Mat(;rrial K | Castlron ecoce ecE |0 o0o|Z0¢C
N | Non-ferrous Metal [ 2
WITH S Heat-resistant Alloy, Titanium Alloy [ ] oCEOCE ¢cce
HOLE Coated :
Coated Cemet| oS | Carbide . %
NEW NE! =
RE an
¢ S | OmerNumber | B logog8s0oRsg,,0080,808 b slent o ol BY
BEE8882850 G a0 2 s anlSnaaaEEEpE S0
S88==s=52555889==55s=5528352 25252k <T
D RK WNMGO080408-RK| 0.8 o0
WNMG080412-RK| 1.2 (X} ® co21
WNMG080416-RK| 1.6 (X} ® E015
R E039
Rough Cutting
RS WNMG080408-RS | 0.8 o0 )
S WNMGO080412-RS | 1.2 o0 ®| 021
& WNMG080416-RS | 1.6 ° ®|Eo15
WNMG100612-RS| 1.2 ® @|E039
T Rough Cutting
GH WNMG080408-GH| 0.8 (@ ® A AO® [ X )
'] o WNMGO080412-GH| 1.2 (@ ® A ) LX) 021
ﬁe‘z E015
|sscsyec] E039
Rough Cutting
WNMGO080408-GJ | 0.8 ) ® ®
WNMG080412-GJ | 1.2 ) ) ® |co
WNMG080416-GJ | 1.6 () [} ® |[Eo15
WNMG100612-GJ | 1.2 ° ® |[E039
Rough Cutting
Flat Top WNMA060408 0.8 o0
WNMA060412 1.2 o0
WNMA080404 0.4 XXX ° ng;
‘ WNMA080408 | 0.8 ccee o | |
WNMA080412 1.2 (X X X))
WNMAO080416 1.6 o0 ©
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A136 (10inserts in one case) CHIP BREAKERS > A042




o CNILYFE INSERTS CNMN 12 04 08
AW 80 WITHOUT HOLE T S

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Heaw Cuting--- QD)

K Cast Iron (<350MPa)
8
—~7
7
=5 &
o w
54 2
£3 =z
Q
o
&2 s
=z
0 01 03 05 07 [
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
I e N e S e N N S SN
P | Steel QCECEERO TT0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &0 O O|%
"
Material |_K_| Castiron eceoce €z (0 | oolzoc m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec WITHOUT
Coated ; HOLE
Coated Cemet| Germet| Carbide Q
RE NEW NE %nﬂz
h N NooWVWWVIoWWLLWLo VWV, VLLEEL _|[vowv olv| ®
Shape Orderfiumber | mm) S 28 588855388 vm oS e o dx R b HRASZ=0E oS5 S8
COOLLOVOONNNENRNGRLRLULLIDID O -+ NARND NN =60 25
WWWwOOOINQoLnmnnloodddogaoanXX2aalEEEEElZT
DDODD==E=D=E=S==DDD=E=DD====>>>D|Z2Z=E<>OTTx=
Flat Top CNMN120408 0.8 [ X ) D
CNMN120412 1.2 [ X )
CNMN120416 1.6 [ X ) -
R

® = NEW

CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION >A002 A137




TURNING INSERTS [NEGATIVE]
o s N TYPE INSERTS SNMN 12 04 08
o 90 WITHOUT HOLE T T e ot o g ADCZ

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Heaw Cuting--- QD)

K Cast Iron (<350MPa)

A

Depth of Cut (mm)
O =~ N W s OO N ®

0.1 03 05 07
Feed (mm/rev)

TURNING INSERTS

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
I S e S

P | Steel QCECEERO E A0 XL X X JE 2
Work M | Stainless Steel OCHO® C & &|0 O O|®
or|
m Material K | Castlron ecoce cs |® [ X JEL X 2
N | Non-ferrous Metal [
WITHOUT S | Heat-resistant Alloy, Titanium Alloy [ J [ N 20 N 2 ccec
Hoe Coated Cermet ggfr%eedt Carbide 9
RE NEW NE %nﬂz
¢ Shpe | Orernumber | RE lnogwugseeges, oose,s0qbulenle, . onlBY
558888385552288355232283“‘-’85‘38233.&19.‘:8'% 23
I
8585555255898 ==5855553835225 35555/ <t
D Flat Top SNMN120408 0.8 (XX X ) ® e o
SNMN120412 1.2 (X X X ) ® ®
SNMN120416 1.6 o000 -
R SNMN190412 1.2 ®
Flat Top SNGN090308 0.8 [}
_ SNGN120404 0.4 e o
I ! SNGN120408 0.8 ® -
Fs il
T
® = NEW
)
]

CHIP BREAKERS > A074
@ : Inventory maintained in Japan. GRADES > A030

A138 (10 inserts in one case) IDENTIFICATION > A002




o T N TYPE INSERTS TNMN 16 03 08
A 60 WITHOUT HOLE T T Ko ot o pags ADLZ

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Heaw Cuting--- QD)

K Cast Iron (<350MPa)
8
—~7
Eo o
=5 &
S, i
,c? 3 =z
5 0
=z
0 01 03 05 07 4
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
1 S
P | Steel QCECEERO E0CICO00|F
Work M | Stainless Steel OCG&% 0% C & &|0 O O|®
or
Material K | Castlron ecoce cy |@ [ X JE X 2 m
N | Non-ferrous Metal [
S | Heat-resistant Alloy, Titanium Alloy [ J [ N 240 N 2 ccec WITHOUT
Coated Cermet ggfr%eedt Carbide ) Hote
RE NEW NE 25
LooVWWVWVOoOLWLYWL VWOV, WWLEEL_|vwlw olv| ®
Shape OrderNumber | () |S 2 s 828 o2 S ynes o escdexr SAddz 200 o S 5/08 ¢
BEES882800ahnaos882iiaanRRlEaaEEE2R S
DDD=SS555S5SsS0D03S5S3555=5=5>>552Z|E <50 ixls[<T
Flat Top TNMN160308 0.8 [ D
TNMN160408 0.8 (X X X ) [
TNMN160412 1.2 o000
TNMN160416 1.6 0000 - R
TNMN160420 2.0 [
TNMN220408 0.8 [
TNMN220412 1.2 [ S
Flat Top TNGN110304 0.4 )
TNGN110308 0.8 [
TNGN160404 0.4 [ -
TNGN160408 0.8 (]
')
® = NEW
W

CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION >A002 A139




A

TURNING INSERTS

POSI
10

WITH
HOLE

A140

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCMT 06 02 02- FP
e

Size

) N —
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
3 N N ;, —c
8] ' CRA 3’
| il 11 A
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 | Steel [ 20 JE X ) Te|0ocico0C|E [
Work M | Stainless Steel CHOB G & #|0 o0 |(®#
Material K | CastIron eceoce cs (@ o0 |BHeocC [
N | Non-ferrous Metal [ 2 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
NEW L
R R EER R R R e e
DODD=E=ED=E==EDDD=E=DD===E>>>DZ2ZEC<>> DT T =
FP CCMT060202-FP | 0.2 e oo o (@ co22
f : CCMT060204-FP (0.4 e 0o e (@ D008
E CCMTO09T302-FP | 0.2 e oo e |@ E006
CCMTO09T304-FP | 0.4 e oo e (@ Egzg
Finish Cutting CCMTO09T308-FP | 0.8 e oo o (@
FM CCMT060202-FM | 0.2 [ ] 022
CCMT060204-FM | 0.4 [ ] D008
@ CCMT09T302-FM | 0.2 [ ] E006
CCMTO09T304-FM | 0.4 [ ] Egzg
Finish Cutting| ~ CCMTO09T308-FM | 0.8 ®
o FS CCGT060201M-FS| 0.08 (X ) co22
— CCGT060202M-FS| 0.18 ( X J D008
E CCGT09T301M-FS| 0.08 o0 E006
CCGT09T302M-FS| 0.18 o0 E030
Finish Cuting|  CCGT09T304M-FS| 0.38 ) Fo%4
~ FS-P CCGT060201M-FS-P| 0.08 [ 022
— . CCGT060202M-FS-P| 0.18 ® | poos
= CCGT09T301M-FS-P| 0.08 o |coos
CCGT09T302M-FS-P| 0.18 e |[E0%0
Finish Cutting CCGT09T304M-FS-P| 0.38 ® Fos
FV CCMT060202-FV | 0.2 A o |00 © o co22
— CCMT060204-FV (0.4 A o |00 o o D008
CCMTO09T302-FV | 0.2 A (X ) [ E006
CCMT09T304-FV | 0.4 A oo o o E030
Finish Cuting]  CCMT09T308-FV | 0.8 A oo o o Fo%4
FJ CCGT0602V5-FJ | 0.05 [ ]
CCGT060201-FJ | 0.1 [ ] co22
. CCGT060202-FJ (0.2 [ ] D008
g CCGTO09T3V5-FJ | 0.05 ) E006
CCGTO09T301-FJ | 0.1 [ ] [ ] Egzg
CCGT09T302-FJ | 0.2 [ ] (]
Finish Cutting| ~ CCGT09T304-FJ | 0.4 d d
® = 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 OCETCREO sEToccO00C|E ([}
Work M | Stainless Steel CHOHB G & #|O0 o0 (¥ “
Material K | CastIron oecocCceE cE |0 o0 |¥eo¢C [ ]
N | Non-ferrous Metal ( 2 ([ J
S | Heat-resistant Alloy, Titanium Alloy (] ococ?: cco %)
2
Coated Cemet| SOated Carbide ) &
RE n W wn n = | ol ol % D"U 2
Shepe | OrderNumber ) B2 8 S8 E S8 0S8R0 SEaa 2Rz 028,58 ¢
BRECSE80an0a0000 2 anSNEosscEpRL|ss 2
DDDSS5S5SS0203=S=S55555555522=<>50xxjesH[ <t x
AZ CCGT060202-AZ | 0.2 ° =
CCGT060204-AZ | 0.4 )
CCGTO09T302-AZ (0.2 Y €022
(™ CCGTO09T304-AZ | 0.4 ° D
o | ccero9T308-aZ |08 o POSI
== E030 7°
CCGT120402-AZ | 0.2 ) E034
edum Cuing | CCGT120404-AZ | 0.4 ° HOLE
Finish Cutiing CCGT120408-AZ | 0.8 o
R/L-F |[* CCGTO03S1V3L-F | 0.03 e |@
* CCGT03S101L-F | 0.1 ®o (o
* CCGT03S102L-F (0.2 o (@0 (o
* CCGT03S104L-F (0.4 o (@0 (o Eot6 D
* CCGTO04TOV3L-F | 0.03 ®o (o
* CCGTO04TO001L-F | 0.1 ®o (o
* CCGT04TO002L-F | 0.2 o (@ (o R
* CCGTO04T004L-F (0.4 o (@0 (o
New * CCGT03S101MR-F | 0.08 )
NEw % CCGT03S101ML-F | 0.08 ° S
New * CCGT03S102MR-F | 0.18 )
NEw * CCGT03S102ML-F | 0.18 )
New % CCGT03S104MR-F | 0.38 ) T
New % CCGT03S104ML-F | 0.38 ) Core
New % CCGT04T001MR-F | 0.08 ) ]
New % CCGT04T001ML-F | 0.08 )
NEw * CCGT04T002MR-F | 0.18 [
NEw % CCGT04T002ML-F | 0.18 ) W
New * CCGT04T004MR-F | 0.38 )
Finish Cutting|New % CCGT04T004ML-F | 0.38 ®
RIL-F | CCGH060202R-F | 02 o o | o ° o K
CCGHO060202L-F | 0.2 ) ) ) D008
CCGHO060204R-F | 0.4 o |® [ ) E006
CCGH060204L-F | 0.4 °o (o ° ° E030
= E034
! New CCGH060202MR-F| 0.18 ) oz
new CCGH060202ML-F| 0.18 ) D008
New CCGH060204MR-F| 0.38 () E006
New CCGHO060204ML-F | 0.38 ) E030
Finish Cutting E034
LP CCMT060204-LP | 0.4 e oo e |@ oz
CCMTO060208-LP | 0.8 e oo e |@ D008
E CCMTO09T304-LP (0.4 e oo o |® E006
— CCMTO09T308-LP | 0.8 o oo e |@ E030
Light Cutting E034
* Diameter of inscribed circle is special. (For SCLC type) ® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A141




A

TURNING INSERTS

WITH
HOLE

A142

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCMT 06 02 04- LM
e

Size

) N —~.
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
4 4 4 4
AT AT AT -
€ € £ €
E3 % E3 % E3 % £E3
3, 3, 3, AL
81 8" 8" 3
| il 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 | Steel oCcCHECEEO Te|0ocico0C|E [
Work M | Stainless Steel C®HO®B [ () o0 (¥
Material | K | Castiron ecoce cs (0 | o0 [0 o
N | Non-ferrous Metal [ [ ]
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
NEW 9 c
RE 0 Wo WL OWwYw VWL el e} %n,:
Shape | OrderNumber () 828 5SS S8 88 S s5-wSea b =A88z2200 028 | S5
RRESS2EoEhha 000288 aanSREasscoEREr| S8
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l:::n:E'f-" SEEE
LM CCMT060204-LM | 0.4 ([ X ] [ 022
CCMT060208-LM | 0.8 o0 [ D008
@ CCMTO09T304-LM (0.4 (X ) ® E006
CCMTO09T308-LM | 0.8 ([ X ] [ EOBZ
Light Cutting 03
CCMT060202-LS | 0.2 ( X ) [} 022
CCMT060204-LS | 0.4 oo ® oo
CCMT09T302-LS (0.2 (X ) ® | E006
CCMTO09T304-LS | 0.4 o0 [ ) Egzg
Light Cutting CCMTO09T308-LS | 0.8 [ X ) (]
o LS CCGT060201M-LS| 0.08 o0 co22
= CCGT060202M-LS| 0.18 o0 D008
H CCGT09T301M-LS| 0.08 ( X J E006
CCGT09T302M-LS| 0.18 (X J Egzg
Light Cutting CCGT09T304M-LS| 0.38 L
LS-P CCGT060201M-LS-P| 0.08 ° o ..,
ﬁ”{ CCGT060202M-LS-P| 0.18 [ ] ® | poos
i 2 CCGT09T301M-LS-P| 0.08 ° ® | Eo00s
L= E030
CCGT09T302M-LS-P| 0.18 () ° Cond
Light Cutting CCGT09T304M-LS-P| 0.38 [ ] [ ]
SV CCMH060202-SV | 0.2 A O AO o eo® ® 022
— CCMH060204-SV | 0.4 A O AO® o (000 (] D008
Lu E006
e E030
Light Cutting E034
* SW CCMT060202-SW | 0.2 ©AOO A e | o co22
@; CCMT060204-SW (04 | @ea@e® A ° o lo o 0008
) ' CCMT09T302-SW | 0.2 oAO0O A ® e | © E006
— E030
Li : CCMT09T304-SW | 0.4 ©AOO A (] e | o
ight Cutting E034
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.
(10 inserts in one case)



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

Steel oCECEZEO sL0Ccico0OC(E (]
Stainless Steel CHEOD G & #|O0 o0 ¥
Cast Iron oceoce cE |0 o0 |Be¢C [}
Non-ferrous Metal ([ 2 ([ J
Heat-resistant Alloy, Titanium Alloy (] ococ?: cco

Work
Material

»wZ X =T

Coated Cemet| SOated Carbide

RE

Shape Order Number
(mm)

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
US735
Us905
MC5005
MC5015
uc5105
uc5115
MH515
MP9005
MP9015
VPO5RT
VP10RT
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi0O5T
RT9010
MT9005
TF15
Applicable
Holder Page

UP20M
HTi10

TURNING INSERTS =

R/L-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
CCGT09T301R-SS| 0.1
CCGT09T301L-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
CCGTO09T301MR-SS| 0.08
New CCGTO09T301ML-SS| 0.08
CCGT09T302MR-SS| 0.18
New CCGTO09T302ML-SS| 0.18
CCGT09T304MR-SS| 0.38
Light Cutting [New CCGT09T304ML-SS | 0.38

e [POSH
D008

E006 WITH
E030 HOLE

E034

[ BN AN AN AN NN AN AN AN BN BN AN BAVIAEaNg

C022
D008
E006
E030 )
E034

MP CCMTO060204-MP | 0.4
CCMT060208-MP | 0.8
CCMTO09T304-MP | 0.4
CCMTO09T308-MP | 0.8
CCMT120404-MP | 0.4
CCMT120408-MP | 0.8 o0
Medium Cutting CCMT120412-MP | 1.2 ( X ]

C022
D008
E006 ]
E030
E034

I3

CCMT060204-MM | 0.4 (X ]
CCMT060208-MM | 0.8 (X ]
CCMTO09T304-MM | 0.4 (X ]
CCMTO09T308-MM | 0.8 (X ]
CCMT120404-MM | 0.4 (X ]
CCMT120408-MM | 0.8 (X )
Medium Cutting CCMT120412-MM | 1.2 g

C022
D008
E006
E030
E034

CCMT060204-MK | 0.4 (X )
CCMT060208-MK | 0.8 ( X ) oz
CCMTO09T304-MK | 0.4 (X ) D008
CCMT09T308-MK | 0.8 [ X E006
CCMT120404-MK | 0.4 (X ) Egzg
CCMT120408-MK | 0.8 (X )

Medium Cutting CCMT120412-MK | 1.2 LA

m g
A

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A143




n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

WITH
HOLE

A144

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCMT 06 02 02- MS

o7 N ~
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

Size

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
s AT AT E
3. i A ;, e—_c |
a8t ' CRA 3’
| il 11 A
0 01 02 03 04 0 1 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 | Steel [ 20 JE X ) Te|0ocico0C|E [
Work M | Stainless Steel CHOB G & #|0 o0 |(®#
Material K | CastIron ecoce cs (@ o0 |BHeocC [
N | Non-ferrous Metal [ (]
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
NEW L
stape | Omernumber |1 |82 S 8RS ORAR, BT BOLEESREREz s 28 [Ts
R R EER R R R e e
DODD=E=ED=E==EDDD=E=DD===E>>>DZ2ZEC<>> DT T =
MS CCMT060202-MS | 0.2 o0 [
= CCMT060204-MS | 0.4 oo °
CCMT060208-MS | 0.8 o0 [ 022
CCMTO09T302-MS | 0.2 [ X ) D008
CCMTO09T304-MS | 0.4 (X J ® | E006
CCMT09T308-MS | 0.8 o0 [ Egzg
CCMT120404-MS | 0.4 o0 [
CCMT120408-MS | 0.8 o0 [
Medium Cutting CCMT120412-MS | 1.2 [ X ) )
Standard CCMT060202 0.2 oA (] [ X LN J [ ]
CCMT060204 04 @@ A [ ] (] o 0000 (]
CCMT060208 0.8 oA (] o e |® (]
CCMT080302 0.2 [ ]
CCMT080304 0.4 ([ ] (] [ X LN J [ ] €022
CCMT080308 08 | ® ° ° Doos
JOS | cowtosTsoz |02 | ea o oojoe Foae
o CCMT09T304 04 [0@a ° ° o [oojee o E034
CCMT09T308 08 @@ A (] (] o 0000 (]
CCMT120404 04 @@ A (] o o 0000 (]
CCMT120408 08 @@ A (] [ ] o 000 [ ]
Medium Cutting CCMT120412 1.2 oA [ ] (] [
MV CCMH060202-MV | 0.2 A O AO o 0000 o co22
CCMH060204-MV | 0.4 A O Ao [ o 0000 O D008
@ E006
Nem il E030
Medium Cutting E034
* MW CCMT060204-MW | 0.4 AOGO A o (@ o
CCMT060208-MW | 0.8 oAOGO A o (@ o €022
/O | ccmTosT04-MwW| 04 | @see N o o o pooe
—_—— CCMT09T308-MW| 0.8 oAOGO A o @ o £030
Medium Cutting CCMT120404-MW | 0.4 oAOGO A () ° ) 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.
(10 inserts in one case)



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

Steel oCECEZEO s¥|occo0C|H [}
Stainless Steel CHEOD G & #|O0 o0 ¥
Cast Iron oceoce cE |0 o0 |Be¢C [}
Non-ferrous Metal ([ 2 [ ]
Heat-resistant Alloy, Titanium Alloy (] ococ?: cco

Work
Material

»wZ X =T

Coated et Carbide

o«
=
3
2

g

RE

Shape Order Number
(mm)

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
US735
Us905
MC5005
MC5015
uc5105
uc5115
MH515
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi0O5T
RT9010
MT9005
TF15
Applicable
Holder Page

TURNING INSERTS =

R/IL-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
§ CCET060204L-SR | 0.4

’ CCETO09T3V3R-SR| 0.03
CCETO09T3V3L-SR| 0.03
CCETO09T301R-SR| 0.1
CCETO09T301L-SR | 0.1
CCETO09T302R-SR| 0.2
CCETO09T302L-SR | 0.2
CCETO09T304R-SR| 0.4
Medium Cutting CCETO09T304L-SR | 0.4

POSI
1 o

WITH

C022 HOLE

D008
E006
E030
E034

® 0 0 00 00 00 0 0 0 0 0 0 e NX2525
®©® 0 00 00 00 06 0 e o e e e HTI

R/L-SN CCGTO0602V3R-SN| 0.03
CCGT060201R-SN| 0.1
CCGT060201L-SN | 0.1
CCGT060202R-SN | 0.2
CCGTO060202L-SN | 0.2
CCGTO09T3V3R-SN| 0.03
CCGTO09T3V3L-SN| 0.03
CCGTO09T301R-SN| 0.1
CCGTO09T301L-SN | 0.1
CCGTO09T302R-SN| 0.2
CCGTO09T302L-SN | 0.2
S CCGTO09T304R-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
CCGTO09T302MR-SN| 0.18
New CCGTO09T302ML-SN| 0.18
CCGTO09T304MR-SN| 0.38
Medium Cutting|New CCGT09T304ML-SN| 0.38

C022
D008
E006 ')
E030
E034

[ AN AN BN NN AN BN BN BN BN AN BN BN NN NN BN NN BN BN NN BN BN BN BN BN BN BN BN BE BAV/ALyNd

C022
D008
E006
E030
E034

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A145




TURNING INSERTS [POSITIVE]

ccTypE INSERTS CCET 06 02 00 R SN
o Size.;?ickrgs_ C(E}F\’ac;rs\lfmmeaker
a 8 0 WI TH H o LE * Please refer to pagepAOOZ.
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cuting-- @) LightCuttng-~ Q) Medium Cuttng- @)
A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
s AT AT E
RS 5, 5. 3, e—
z < E =] = D | <
2 g0 g g g
= L il N
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 [ 20 JE X ) Te|0ocico0C|E [}
W Work M | Stainless Steel CHLO®B G & $|0 0O (¥
7° Material 5 East Iron eceoce cE |0 o0 |Hec¢ [ J
on-ferrous Metal [ 7 [ ]
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
NEW L
R R EER R R R e e
DODD=E=ED=E==EDDD=E=DD===E>>>DZ2ZEC<>> DT T =
D R/L-SN CCET060200R-SN | 0 e |® ®
CCET060200L-SN | 0 e (o [ ]
CCETO0602V3R-SN| 0.03 e (o [ ]
R CCETO0602V3L-SN | 0.03 e (o ([ ]
CCET060201R-SN | 0.1 e (@ (]
CCET060201L-SN | 0.1 o |® ()
S CCET060202R-SN | 0.2 e (@ [ ]
CCET060202L-SN | 0.2 e (O [ ]
CCET060204R-SN | 0.4 e (@ [ €022
T E CCET060204L-SN | 0.4 o |o ° o
——— CCETO09T300R-SN| O e (o ([ ] £030
'] CCETO09T300L-SN | 0 e |® () E034
CCETO09T3V3R-SN| 0.03 o |® ()
CCETO09T3V3L-SN| 0.03 e (O [ ]
1] CCET09T301R-SN| 0.1 e (o [ ]
CCETO09T301L-SN | 0.1 e (o [
CCETO09T302R-SN| 0.2 e (o ([ ]
K CCETO09T302L-SN | 0.2 e (o (]
CCETO09T304R-SN| 0.4 e (o (]
Medium Cutting CCETO09T304L-SN | 0.4 o |0 e
R/LW-SN CCET0602V3RW-SN| 0.03 (] 022
¥ e CCET0602V3LW-SN | 0.03 ° 008
E CCET09T3V3RW-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 ° ° Do
CCGT09T301M-SMG| 0.08 [ ] £030
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.
A146 (10inserts in one case)



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

P | steel T s sloclcooc|z °
Work M | Stainless Steel CHEROB G & #H|0 o0 |[¥
Matorial | K | Castiron eceocec €2 (0| o0 |20c o
N Non-ferrous Metal [ 7 [}
S | Heat-resistant Alloy, Titanium Alloy ) oecoc? ceco »
Coated Cermet ggféﬁg Carbide o &
RE | 28 2
nwooLLoWLLO wWwwYw O Wk~ 0 0 ® -
shape | Orderfumber | (mm) |8 R s S S8 3 oS o e g o gE R RSN zREb oSS 28 2
R P R EERREE S P R = = A Z
OD55S=5=5S=035=5=555==5>5>>52Z|E<>5|5cxlesH| < x
Flat Top CCMW060202 0.2 ° a
CCMW060204 0.4 [ X N X ) e o
CCMW060208 0.8 [ X)) o2z
CCMW09T304 |04 XXX ° coos
. CCMW09T308 |08 XY o o £006 ;’99
CCMWO09T312 1.2 [ X ) Egzg —
CCMW120404 |04 X o HOLE
CCMW120408 0.8 [ X N X ) )
CCMW120412 1.2 o0 ©
Flat Top CCGW060200 0 ) 022
| ccewoeozvs | 0.05 ° 5008
/@ | ccewosT3oo |0 ° E006 0
T CCGWO09T3V5 0.05 ° Egzg
® = NEW R
S
T
']
W
K

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A147




TURNING INSERTS [POSITIVE]

TYPE INSERTS CPMH 08 02 02- FV
. 8 0 WITH HOLE Size  Thickness Corner Radius Chip Breaker
* Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS ~ FiishCutirg QD it Cuting-- QD Vesio i~ QD
P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
e E 3 E 3 E 3
] 3 ] 3 ] 3
o &1 3 1 3 1
E e [ = I e [ = I e [ = L
E 0 041 02 03 04 0 041 02 03 04 0 041 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
I S S Y Oy

P | Steel QCECEEO s¥occ00C|E [ ]
W Work M | Stainless Steel CHrO%H C # $|O0 o0 |[¥
11° Material | K | Castlron eceocec cs (0 | o0 [0 o
N | Non-ferrous Metal [ (]
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide . )
RE [hoowwowon mlnmmNEwmml—l—u. 0 0 %§
Y S252S29838229S555S88525558s5EERsk <2
D FV CPMHO080202-FV 0.2 A e |eof®
P CPMHO080204-FV 0.4 A o eof®
g CPMHO090302-FV 0.2 A o eof® E006
R CPMHO090304-FV 0.4 A o eof0
Finish Cutting] CPMH090308-FV 0.8 A e (000
Standard| CPGT080202 0.2 °
S — CPGT080204 0.4 )
[P | CcPGT090302 0.2 ° -
i [ CPGT090304 0.4 °
T Finish Cutting
R/L-F CPMH080204R-F 0.4 °o |o °
'] _ CPMHO080204L-F 0.4 ) )
Q CPMHO090304R-F 0.4 e |® ® E006
¥ | CPMH090304L-F | 0.4 o o | o °
W Finish Cutting
R/L-F CPGT080204R-F 0.4 ®
CPGT080204L-F 0.4 ®
K CPGT090302R-F 0.2 ®
CPGT090302L-F 0.2 ° N
CPGT090304R-F 0.4 ®
CPGT090304L-F 0.4 ®
CPMH080202-SV 0.2 A O AO e |eof® )
CPMHO080204-SV 0.4 A O AO o eof0 )
CPMHO090302-SV 0.2 A O A0 o eof0 ) E006
CPMH090304-SV 0.4 A O AO e |eof0 )
Light Cutting CPMH090308-SV 0.8 A O AO® o (000 (]
Standard| CPMX080204 0.4 ) °
CPMX080208 0.8 ) )
CPMX090304 0.4 ) L10) ) —
CPMX090308 0.8 oA ) )
CPMHO080204-MV | 0.4 A O AO ) o o000 o
CPMH080208-MV 0.8 A O AO® ([ o 0000 O
CPMH090304-MV 0.4 A O AO () o (eoj0e0 o E006
CPMH090308-MV | 0.8 A O AO ) o o000 o
Medium Cutting
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A148 (10inserts in one case) CHIP BREAKERS > A068




A055° DC

WITH HOLE

TYPE INSERTS

DCMT 07 02 02- FP

Size

7 T
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M Stainless Steel (<200H8) K Cast Iron (=350MPa)
4 4 4 4
AT AT AT -
€ € € €
E3 E3 E3 Es
S 2 - S 2 - S 2 - S 2 C
k] G © k]
£ £ ] £ D £
& 1 8 1 8 1 & 1
a [ a [1 a [l a
| il 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 | Steel ecxERzO s seclcooc|s °
Work M | Stainless Steel CHO® C % #|0 OO0 |%
Material K | Castlron oecoce cs |@ o0 |Be¢C o
N | Non-ferrous Metal [ 3 [
S | Heat-resistant Alloy, Titanium Alloy oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
NEW O
BEE88280ahinao0082 8 acnSNeonslEeE oL B2
DODD==ED=S=E=DDD=E=DD===>>>D|Z2ZI=E<>>DTIT=F
FP DCMT070202-FP |02 | @ ee o |o co23
DCMT070204-FP (04 | ® @@ o |o e
g DCMT11T302-FP (02 | ® ee o |o £008
DCMT11T304-FP (04 | © e o |o o
Finish Cutting DCMT11T308-FP | 0.8 e oo o (@ E031
FM DCMT070202-FM | 0.2 ° 023
DCMT070204-FM | 0.4 ° gggg
g DCMT11T302-FM | 0.2 ° E008
DCMT11T304-FM | 0.4 ° o
Finish Cutting| ~ DCMT11T308-FM | 0.8 L E031
FS DCGT070201M-FS| 0.08 oo 023
= DCGT070202M-FS| 0.18 0 poos
’ DCGT11T301M-FS| 0.08 ) E008
DCGT11T302M-FS| 0.18 oo e
Finish Cutting E031
FS-P DCGT070201M-FS-P| 0.08 ® |[cox
= | DCGT070202M-FS-P| 0.18 o D09
g DCGT11T301M-FS-P| 0.08 ® |Eoos
DCGT11T302M-FS-P| 0.18 o |0
Finish Cutting E031
FV DCMT070202-FV |02 | @A o (oo o
DCMT070204-FV |04 | @ a o (oo o cozs
Y DCMT070208-FV | 0.8 A o |oe Dozs
#‘ DCMT11T302-FV | 0.2 A o (oo E009
DCMT11T304-FV | 0.4 oA o (e o Eggf
Finish Cutting| ~DCMT11T308-FV |08 | @ A o (oo o
AZ DCGT070202-AZ | 0.2 ° 023
P DCGT070204-AZ | 0.4 hd Dozs
'._Qf DCGT11T302-AZ | 0.2 ° E008
Vedum Guting|_ DCGT11T304-AZ | 0.4 ° o
Finish Cutting DCGT11T308-AZ | 0.8 ® E031
® = NEW
CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION > A002

TURNING INSERTS

POSI
1 o

WITH
HOLE

A149



TURNING INSERTS [POSITIVE]

a D c TYPE INSERTS DCGT 07 02 02 R-F
o Simkngs_(:omadmmmeaker
‘ 5 5 WI TH H o LE * Please refer to pagepAOOZ.
CHIP CONTROL RANGE FOR WORK MATERIALS s Cutg-—- QD Lo g~ @D Mot Cutg-- QD
P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
AR 5 A ;, e—cy
z < < =] = D || £
g g g g g
E | i I/ A
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 ecsct s o s zloc/lcooc|z °
W Work M | Stainless Steel CHOB C # $|O0 0O (¥
7° Material K | CastIron eceoce cy |0 o0 |BHeocC [
N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
NEW 93
CoOPOOONNRNNaPNbbhoddcrdldsPeadavNSeESe2 25
Y223 2228382S855553883 355585 sE(<T
R/L-F DCGT070202R-F | 0.2 e |® ()
DCGT070202L-F | 0.2 e |® ® ®
DCGT070204R-F | 0.4 o |o ° cozs
R ’ DCGT070204L-F | 0.4 e |® () () Eggg
DCGT11T302R-F | 0.2 e |® ( E009
DCGT11T302L-F | 0.2 o |0 ° ° £029
S DCGT11T304R-F | 0.4 e |® ()
Finish Cutting DCGT11T304L-F | 0.4 o |0 o o
LP DCMTO070204-LP | 0.4 e oo o |0 c023
T _ DCMT070208-LP |08 | ® e o |o poos
g DCMT11T304-LP |04 | ® e o |o E008
v DCMT11T308-LP (08 | @ ee® o |o oo
Light Cutting E031
LM DCMTO070204-LM | 0.4 [ X ) () C023
w DCMT070208-LM | 0.8 (X ° e
@7 DCMT11T304-LM | 0.4 oo o E008
DCMT11T308-LM | 0.8 ) ° o
X Light Cutting E031
LS DCMT070202-LS | 0.2 [ X ) ® |co23
= DCMT070204-LS | 0.4 X0 o | Do
’ DCMT11T302-LS | 0.2 oo o |coos
DCMT11T304-LS |04 oo o |t
Light Cutting DCMT11T308-LS | 0.8 ( X J [ J E031
LS DCGT070201M-LS| 0.08 [ X )
= DCGT070202M-LS| 0.18 oo coas
ﬁ DCGT070204M-LS| 0.38 [ X ) Eggg
DCGT11T301M-LS| 0.08 [ X ) E009
DCGT11T302M-LS| 0.18 oo £029
Light Cutting DCGT11T304M-LS| 0.38 g
LS-P DCGT070201M-LS-P| 0.08 ( °
e DCGT070202M-LS-P| 0.18 ° ° |0
_j“‘f DCGT070204M-LS-P| 0.38 [ ) () Eggg
== DCGT11T301M-LS-P| 0.08 ( ® | E009
DCGT11T302M-LS-P| 0.18 ° ® [0
Light Cutting DCGT11T304M-LS-P| 0.38 () ®
® = NE

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A150 (10 inserts in one case)



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

Steel oCECEZEO sL0Ccico0OC(E (]
Stainless Steel CHEOD G & #|O0 o0 ¥
Cast Iron oceoce cE |0 o0 |Be¢C [}
Non-ferrous Metal ([ 2 ([ J
Heat-resistant Alloy, Titanium Alloy (] ococ?: cco

Work
Material

»wZ X =T

Coated | Carbide

(@]
o
QO
=
(0]
[}
o«
@
3
=2

RE

Shape Order Number
(mm)

UE6105
UE6110
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
VPO5RT
VP10RT
UP20M
MP3025
AP25N
VP25N
UTi20T
HTi0O5T
RT9010
MT9005
TF15
Applicable
Holder Page

HTi10

TURNING INSERTS =

» (UE6020
® | NX2525
@ | NX3035

SV DCMT070202-SV | 0.2
DCMT070204-SV | 0.4 oA Ao
éj DCMT070208-SV | 0.8 oA Ao
| =——7 DCMT11T302-SV | 0.2 oA Ao
DCMT11T304-SV | 0.4 oA Ao
Light Cutting DCMT11T308-SV | 0.8 ® A Ao

eozo | POSI
1 o

® ® 0 0 & o VPI5N

WITH

R/IL-SS | DCGT0702v3R-sS| 0.03 HOLE

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
Ew DCGT11T304ML-SS | 0.38

c023
D009 (H
D026
E008
E009
E029
E031

(BN B B BN NN AN AN BN NN AN AN BN BN AN RAVI A Eang

K

(JE K K 2K AK 2K 2K 2K 3K )
]
o
N
(<]

Light Cutting

r4

DCMT070204-MP | 0.4
DCMT070208-MP | 0.8
DCMT11T304-MP | 0.4
DCMT11T308-MP | 0.8
DCMT150404-MP | 0.4 o0
Medium Cutting DCMT150408-MP | 0.8 (]

b s

( AN AN AN BN AN J
( AN AN AN BN AN J
( 2N AN AN BN AN J

m

o

o

©

>

DCMTO070204-MM | 0.4 (X )
DCMT070208-MM | 0.8 [ X )
DCMT11T304-MM | 0.4 ( X )
DCMT11T308-MM | 0.8 ( X )
DCMT150404-MM | 0.4 (X )
Medium Cutting DCMT150408-MM | 0.8 o0

[ 2N AN BN BN AN J
m
o
o
@

DCMT070204-MK | 0.4 [ X
DCMT070208-MK | 0.8 oo cozs
DCMT11T304-MK | 0.4 [ X D026
DCMT11T308-MK | 0.8 [ X
DCMT150404-MK | 0.4 Y ) E029
Medium Cutting DCMT150408-MK | 0.8 LA

=
A
mm
o o
o o
©

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A151




n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

POSI
10

WITH
HOLE

A152

TURNING INSERTS [POSITIVE]

A055° DC

TYPE INSERTS
WITH HOLE

DCMT 07 02 04- MS
e

Size

) N —~
Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
3 N N ;, e—c
38" 8" CRA 3’
il 11 A
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 | Steel eczerzeo zzleclcooc|s °
Work M | Stainless Steel CHOB G & #|0 o0 |(®#
Material K | CastIron ecoce cs (@ o0 |BHeocC [
N | Non-ferrous Metal [ 2 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide ®
@ L
BEE88280ahinao0082 8 acnSNeonslEeE oL B2
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
MS DCMTO070204-MS | 0.4 [ X ) ® |co23
= DCMT070208-MS | 0.8 ) o Do
DCMT11T304-MS | 0.4 (X ) ® | E008
DCMT11T308-MS | 0.8 oo o |00
Medium Cutting DCMT11T312-MS | 1.2 ( X J ® | E031
Standard DCMT070202 0.2 ® A ° (XL X ) (]
DCMT070204 04 @@ A [ ] [ ] o 0000 [ ]
DCMTO070208 0.8 ([ ] (] (] [ X LN J
DCMT11T302 02 | ®a ° eolee o ooz
DCMT11T304 04 @@ A [ ] (] o 0000 () D026
A™7 | DcmMT11T308 |05 |eea o o o [oojoe o Fooo
DCMT11T312 1.2 (] Egg?
DCMT150404 0.4 oA [ ] [ ] [ X LN J (]
DCMT150408 0.8 oA (] [ ] ooo (]
Medium Cutting DCMT150412 1.2 ()
MV DCMTO070202-MV | 0.2 oA O AO o 0000 o
DCMT070204-MV |04 | @A @ Ao | o o [eojoe o ches
g DCMTO070208-MV | 0.8 oA © AO (] o o000 O Eggg
DCMT11T302-MV | 0.2 oA © AO o 0000 o E009
DCMT11T304-MV |04 | @A @ A® | o o (eoj0e o £029
Medium Cutting DCMT11T308-MV | 0.8 oA © AO ([ ] o 0000 ©
R/L-SR DCET0702V3R-SR| 0.03 e |0 ()
DCETO0702V3L-SR| 0.03 e |0 ()
DCET070201R-SR| 0.1 e |0 ()
DCET070201L-SR | 0.1 o |o ° coas
” 7 DCET070202R-SR| 0.2 e |0 [ D026
P E008
DCET070202L-SR | 0.2 e |0 [} E009
DCET070204R-SR | 0.4 o (o ° £029
DCETO070204L-SR | 0.4 e |0 [}
DCET11T3V3R-SR| 0.03 e |0 ()
Medium Cutting DCET11T3V3L-SR| 0.03 e |o ()
® = 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

Steel oCECEZEO sL0Ccico0OC(E (]
Stainless Steel CHEOD G & #|O0 o0 ¥
Cast Iron oceoce cE |0 o0 |Be¢C [}
Non-ferrous Metal ([ 2 ([ J
Heat-resistant Alloy, Titanium Alloy (] ococ?: cco

Work
Material

»wZ X =T

Coated et Carbide

o«
=
3
2

RE

Shape Order Number
(mm)

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
US735
uUs905
MC5005
MC5015
uc5105
uc5115
MH515
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi0O5T
RT9010
MT9005
TF15
Applicable
Holder Page

TURNING INSERTS =

R/IL-SR| DCET11T301R-SR| 0.1
DCET11T301L-SR| 0.1
g] DCET11T302R-SR| 0.2

DCET11T302L-SR| 0.2
DCET11T304R-SR| 0.4
Medium Cuting| ~ DCET11T304L-SR | 0.4

eozo | POSI
1 o

® ® 0 & 0 & NX2525
® ® 0 @& & & HTi10
S
3

WITH

R/L-SN | DCGT0702V3R-SN| 0.03 HOLE

DCGTO070201R-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[New DCGT11T304ML-SN | 0.38

[ I AN AN BN AN AN AN BN NN BN BN BN NN BN BN BN BN BAV A E3Nd

(L 2K 3K 2K AK 2K 2K BK 3K )
m
o
o
©

R/L-SN DCETO0702V3R-SN| 0.03
DCET0702V3L-SN | 0.03
DCET070200R-SN | 0
DCETO070200L-SN | 0
DCET070201R-SN | 0.1
DCETO070201L-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 AN BK AN BN BN NN NN BN NN BE NN AN BN BN J
[ BN AN BE AN BN BN BN BN BN NN BN NN AN BN BN J
(KK K A AE K K A K 2K B K 2K 3K 2K )

m

o

o

©

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A153




TURNING INSERTS [POSITIVE]

A055° DC

WITH HOLE

TYPE INSERTS

DCET 11 T3 02 R-SN
s

o7 N n;
Thickness Corner Radius R/L Chip Breaker
* Please refer to page A002.

Size

CHIP CONTROL RANGE FOR WORK MATERIALS

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
T RN AT K
kRS .- .- , —
z < < =] = D || £
g g g g g
= [ [l 1] 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 eczeCczz O s sleoclcooc|s °
W Work M | Stainless Steel CHOB C @ $|O0 OO0 |[¥
7° Material K | Castlron eceoce cy |@ o0 |Heo¢C [
N | Non-ferrous Metal [ 3 )
WITH S | Heat-resistant Alloy, Titanium Alloy oCcCOoC:E cco
HOLE Coated Cermet ggﬁfg Carbide !
NEW 2 ©
EEEE5ERoEhha00B022 R an/ NesnacEpeL 88
DODD=E=D=E==EDDD=E=DD===E>>>DZ2ZEL<>> DT T =
R/L-SN DCET11T302R-SN| 0.2 o (@ ® co023
___| DCET11T302L-SN | 0.2 ° |o ° e
A5 | oceT11T304R SN[ 0.4 o |o o E008
R DCET11T304L-SN | 0.4 o (@ L] Eggg
Medium Cutting E031
R/LW-SN DCET0702V3RW-SN| 0.03 o €023
S W DCET0702V3LW-SN | 0.03 ° o
g DCET11T3V3RW-SN| 0.03 () E008
Medum Cuting | DCET11T3V3LW-SN| 0.03 ° o
T (Wiper) E031
SMG DCGT070201M-SMG| 0.08 (]
v DCGT070202M-SMG| 0.18 ° ° cozs
’ DCGT070204M-SMG| 0.38 (] () Eggg
DCGT11T301M-SMG| 0.08 (] E009
w DCGT11T302M-SMG| 0.18 ° ° oo
Medium Cutting DCGT11T304M-SMG| 0.38 ® ()
Flat Top DCMW070204 0.4 o000 () c023
K DCMW11T304 |04 eceo o o o
DCMW11T308 0.8 (XX N J () E008
, DCMW150404 | 0.4 ° e
DCMW150408 0.8 () E031
DCGW070200 0 [} €023
DCGWO0702v5 | 0.05 ° A
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.
A154 (10inserts in one case) CHIP BREAKERS > A060




o D E TYPE INSERTS DEGX 15 04 02 R-F
& 55 WITH HOLE Rl e

CHIP CONTROL RANGE FOR WORK MATERIALS  Fsh utg-— @D s oy @D

N Aluminium Alloy
K N
v
3% 2
g )
H
0 01 02 03 04 4
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
I e Y O S
P | Steel QCECEEO s¥occ00C|E [ ]
Work M | Stainless Steel C®HO®B [ () OO (% I
or
Material |_K | Castlron ecece €z (0 | o0 [30c o |2'3§|
N | Non-ferrous Metal [ 3 [ =2
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated Cermet ggﬁfg Carbide ) HOLE
nooLWwLowwwmwo 0 WwYw 0 W= 0 W|Ww own ©
Shape | Orderfumber (mm) |S28 23S S8 8wwe oS e g ERAdzEZER oSS (58 €
R R s E R S
DDDSS5S555S0303==55555555522=<>>oxTjesH[<T
R/L-F DEGX150402R-F 0.2 ()
— DEGX150402L-F 0.2 ®
Lad DEGX150404R-F | 0.4 o cos2
Finish Cuting DEGX150404L-F 0.4 e R
(For Aluminium Alloy)
R/L DEGX150402R 0.2 ()
e | DEGX150402L 0.2 ° S
-
e DEGX150404R 0.4 ° c032
Medium Cutting DEGX150404L 0.4 ®
(For Aluminium Alloy) T
® = NEW
')
W

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A155




TURNING INSERTS [POSITIVE]
Rc TYPE INSERTS RCGT 08 03 M0- AZ
WITH HOLE T )

CHIP CONTROL RANGE FOR WORK MATERIALS tedun Cting--- Q) - Heavy Cuting-- @D

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
- 5 @ | .
@ Es6 E6 g E6
=z ,c? 3 1 ,c? 3 ,c? 3 1
e |5 (W E -
H ! —— ! — ! ——
lné oo Fegds(mn?/}sev) o7 oo Fegds(mneifev) o oo Fegds(mn?/fev) o7
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel eczerzeo 2 slec/lcooc|s °
I M | Stainless Steel CHOB G & $|0 0O (¥
I’Il_?! vk | K| castiron ecece ¢z 0 | o0 [soec o
N | Non-ferrous Metal ( 2 [}
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
IC lhoowwowwvL o mmmmNEwmml—l—u. 0 w|ww 0 %&
c Sheps OrderNumber I (mm) [EESsS8-ds§upcsS-esomap=Asdzz200 28 |S5
BEE88280ahinao0082 8 acnSNeonslEeE oL B2
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
D AZ RCGTO0803M0-AZ 8.0 ()
! f” RCGT10T3MO0-AZ 10.0 ()
‘\FJ Cco25
Medium Cutting —
Finish Cutting
Standard| RCMT0602M0 60| ® oo [
) == | RCMT0803M0 80| ® ° (I °
,Q 025
T Medium Cutting
Standard| RCMX1003MO0 00| @eA © (] [} o00
'] RCMX1204M0 120004 © o0 o o ( N J [ X J[ )
RCMX1606MO0 160|00A @O (X ) o0 C024
e | RCMX2006M0 200(0e0a oo ° Ho12
1] RCMX2507MO0 250 (@e@A @
Medium Cuttingl RCMX3209M0 320 |0@ A
RCMX1606M0-RR | 160 @A @@ [ ]
K RCMX2006MO-RR | 200 @A e@©O (]
RCMX2507M0-RR | 25.0 oA OO () C024
RCMX3209M0-RR | 320 @ A
Heavy Cutting
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A156 (10inserts in one case) CHIP BREAKERS > A060




o § (C IYPE INSERTS SCMT 09 T3 04- FP.
o 90 WITH HOLE T

CHIP CONTROL RANGE FOR WORK MATERIALS s utin-- QD L v QD Ve v QD

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M Stainless Steel (<200H8) K Cast Iron (=350MPa)

AT AT AT K

5 5 3 5 D &

5 2 5 2 ] 5 2 - 5 2 72

g g g g g

| il 11 AN =

0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 4

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel oCcCHECEEO Te|0ocico0C|E [

Work M | Stainless Steel C®HO®B [ () o0 (¥ e

orl

Material |_K_ | Castlron eceoce ez |o o0 (zeoc ° ;’!,ISI

N | Non-ferrous Metal [ 3 [ I
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated - HOLE
Coated - Cemel|  Earmet Carbide o %
RE nNooVWoWwyo LWLV LOEELL _|(vwvlv 2} %n’:

Shape Orderfumber | mm) |S 28 538828 we s oS oo eEpSRBINz22ER o8 (28 €
EEEECeEbbnha onbEEt s angoEsnsc RT3
DDDSS5S555S0303==55555555522=<>>oxTjesH[<T

SCMTO09T304-FP 0.4 e oo o |® D
SCMTO09T308-FP 0.8 o 0o e |o
C026
E033
R
SCMT09T304-FM 0.4 [ ]
SCMTO09T308-FM 0.8 ()
C026
E033
Finish Cutting T
FV SCMTO09T304-FV 0.4 A e © o
Q | 026 Ll
- E033
Finish Cutting ]
LP SCMTO09T304-LP 0.4 e oo o |®
SCMTO09T308-LP 0.8 e oo e |0
C026 x
Light Cutting
SCMTO09T304-LM 0.4 (X ) ®
SCMT09T308-LM 0.8 ( X ] [
C026
E033
MP SCMT09T304-MP 0.4 e 0o e |0
SCMTO09T308-MP 0.8 e oo o |®
C026
SCMT120404-MP 0.4 e 0o e |o 033
SCMT120408-MP 0.8 e 0o e |o
SCMT09T304-MM 0.4 ( X ] [
SCMTO09T308-MM 0.8 ( X ) ®
C026
SCMT120404-MM 0.4 ( X ] [ 033
SCMT120408-MM 0.8 ( X ] [
Medium Cutting
® = NEW
CHIP BREAKERS > A060
GRADES > A030

IDENTIFICATION >A002 A157




A

TURNING INSERTS

WITH
HOLE

A158

TURNING INSERTS [POSITIVE]

D0- SC

TYPE INSERTS
WITH HOLE

SCMT 09 T3 04- MK
e

Size

— —
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
g , g , 2 , g , G 4
£ £ | 5 D || =
a8t ' CRA 3’
| il 11 A
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 | Steel ecsct s o s zloc/lcooc|z °
Work M | Stainless Steel C®HO®B G & #|0 o0 |(®#
Material K | CastIron eceoce cs (@ o0 |BHeocC [
N | Non-ferrous Metal [ 2 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide ®
RE G L
BEE88280ahinao0082 8 acnSNeonslEeE oL B2
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
SCMT09T304-MK 0.4 [ X )
SCMTO09T308-MK 0.8 [ X )
SCMT120404-MK | 0.4 oo o
SCMT120408-MK 0.8 [ X )
SCMTO09T304-MS 0.4 (X ) [
SCMTO09T308-MS 0.8 o0 [
SCMT120404-MS | 0.4 oo o |
SCMT120408-MS 0.8 o0 [
Medium Cuttingl SCMT120412-MS 1.2 [ X ) [}
Standard| SCMT09T304 04 @@ A (] (] [ X LN J [}
. | SCMT09T308 08 0®A ° ° eejlee |0
&S [ scmT120404 04 [0@a ° ° 0 ooz
W | SCMT120408 08 [0®a ° ° eolee o
Medium Cutting] SCMT120412 1.2 ()
Flat Top | SCMWO09T304 0.4 oo o e o
SCMWO09T308 0.8 o000
H SCMW120408 0.8 XXX o
o = Ew
@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case) CHIP BREAKERS > A060




Q- SP

TYPE INSERTS
WITH HOLE

SPMT 09 03 04
e

-
Thickness Corner Radius
* Please refer to page A002.

Size

CHIP CONTROL RANGE FOR WORK MATERIALS Vedun Cuting-- Q@D
P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
B B B
£E3 E3 E3
5  CEE 5  CEE 5 @ CEE
%2 52 52
g g g
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel oCcCHECEEO Te|0ocico0C|E [
Work M | Stainless Steel C®HO®B [ () o0 (¥
orl
Material K | Castlron eceoce cy |0 o0 |Heo¢C [
N | Non-ferrous Metal [ 3 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
RE = s
shape |  OrderNumber | RElnogegowgng, o000, g0bbu ol o8 |85
55888385!;22838552823328383@3‘3.‘!2.‘:852 23
I
8 =s52=5888=8555233852F=3SS 5k sE[<T
Standard SPMT090304 0.4 ®
SPMT090308 0.8 [
SPMT120308 0.8 [} [
Medium Cutting
Flat Top SPMW090304 0.4 o00 e o
SPMW090308 0.8 o0|® e o
e SPMW120304 0.4 00 e o —
e SPMW120308 0.8 eo0 o o
Flat Top SPGX090304 0.4 [ ()
SPGX090308 0.8 ®
SPGX120304 0.4 [ ] —
SPGX120308 0.8 [ ]
® = NEW
CHIP BREAKERS > A068
GRADES > A030
IDENTIFICATION > A002

TURNING INSERTS

POSI
11°

WITH
HOLE

A159



TURNING INSERTS [POSITIVE]

Tc TYPE INSERTS TCMT 09 02 02- FP
o Simkngs_(:omadim Breaker
‘A 6 0 WIT H H o LE * Please refer to paZe A002.
CHIP CONTROL RANGE FOR WORK MATERIALS s utin-- QD L v QD Ve v QD
P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kas Kas Kas K
S 2, 2, 5, a—C
z < E — || = D | <
2 g0 g g &
E | i [N
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 [ 20 JE X ) Te|0ocico0C|E [}
I Work M | Stainless Steel CHLO®B G & $|0 0O (¥
Pﬂ_?! Material |_K_| Castiron ecece €z 0 [ o0 (20e o
N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
RE 0o WL W 010 NEWnnml—l— 0 %§
L LS85225838S2555552885[3555885E ks <t
D TCMT090202-FP 0.2 e oo o (@
TCMT090204-FP 0.4 e oo e (@
TCMT110202FP (02 | ®© e o |o ol
R TCMT110204-FP 0.4 e oo o (@
Finish Cutting] TCMT16T304-FP 0.4 e oo o |®
FM TCMT090202-FM 0.2 [ ]
S TCMT090204-FM 0.4 [ ]
& TCMT110202-FM |02 D ol
TCMT110204-FM 0.4 [ ]
Finish Cutting| TCMT16T304-FM 0.4 ()
FV TCMT110204-FV 0.4 A oo o o
'] A, TCMT16T304-FV 0.4 A oo o
=] E028
W Finish Cutting
AZ TCGT110202-AZ 0.2 [ ]
TCGT110204-AZ 0.4 ([ ]
X /ﬁ\ TCGT110208-AZ 0.8 [ ] C027
——— | TCGT16T302-AZ 0.2 () E028
Medium Cuting — TCGT16T304-AZ 0.4 [ ]
Finish Cuting [ TCGT16T308-AZ 0.8 o
R/L-F TCGT0601V3L-F 0.03 )
TCGT060101L-F 0.1 e |0
TCGT060102R-F 0.2 e |o ([ ] 017
TCGT060102L-F 0.2 e |® )
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 [ ] 017
New TCGT060102ML-F | 0.18 (]
New TCGT060104MR-F | 0.38 (]
Finish Cutting|New TCGT060104ML-F | 0.38 [ ]
® = NEW

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A160 (10 inserts in one case)



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

P Steel OCECEEO g0 C|ICO00C|E ]
Work M | Stainless Steel CHROH G & #H|0 o0 |[¥ “
Material K | Castlron ococCcE cE |0 o0 |¥eo¢ [ )
N Non-ferrous Metal [ 7 o
S | Heat-resistant Alloy, Titanium Alloy (] ococ?: cco %)
Coated Cermet ggfgfgt Carbide ) lﬂ‘__l
RE LooWLVLOoOWLOLL o mmmmNEWmml—l—u. n W T %S 2
o e e I T - R S R E
LP TCMT090204-LP 04| @ @@ °o |0 =
TCMT090208-LP |08 | ®© ee o |o
é TCMT110204-LP |04 | ® @@ o |o co27
&= | TcMT110208-LP [ 08 | @ @@ o |o E028
TCMT16T304-LP |04 | ®© ee o |o ;’99
Light Cutting| TCMT16T308-LP 0.8 e oo ®o |@
LM | TCMT090204-LM | 0.4 X ° HOLE
TCMT090208-LM | 0.8 ) °
E TCMT110204-LM | 0.4 ) ° co27
&> | TCcMT110208-LM | 038 oo ° E028 ¢
TCMT16T304-LM | 0.4 o0 °
Light Cutting| TCMT16T308-LM | 0.8 ) ° )
TCMT090202-LS | 0.2 o0 °
TCMT110202-LS | 0.2 o0 °
Cc027
E028 R
Light Cutting
MP TCMT090204-MP [ 04 | @ ee® o |o S
TCMT090208-MP |08 | ®© ee o |o
TCMT110204-MP |04 | @ e @ o |o
é TCMT110208-MP (08 | ® @@ o |0 coz7
&= | TCMT130304-MP |04 | ® @@ o |o E028
TCMT16T304-MP |04 | ®© @@ o |o v
TCMT16T308-MP |08 | ®© ee o |o
Medium Cuttingl TCMT16T312-MP 1.2 e oo o |@
MM TCMT090204-MM | 0.4 ') ° W
TCMT090208-MM | 0.8 o0 °
TCMT110204-MM | 0.4 ) °
TCMT110208-MM | 0.8 oo ° o7 X
TCMT130304-MM 0.4 o0 ° E028
TCMT16T304-MM | 0.4 o0 °
TCMT16T308-MM | 0.8 o0 °
Medium Cuting| TCMT16T312-MM 1.2 () ®
MK TCMT110204-MK | 0.4 o0
TCMT110208-MK | 0.8 oo
A TCMT16T304-MK | 0.4 Y oo
TCMT16T308-MK | 0.8 Y
Medium Cutting]| TCMT16T312-MK | 1.2 o0
~ MS TCMT090204-MS | 0.4 Y °
— TCMT090208-MS 0.8 (X °
TCMT110204-MS | 0.4 o0
TCMT110208-MS | 0.8 Y ‘égg;
TCMT16T304-MS | 0.4 Y °
TCMT16T308-MS | 0.8 o0 °
Medium Cutting]| TCMT16T312-MS | 1.2 o0 L
® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A161




TURNING INSERTS [POSITIVE]

o TcTYPE INSERTS TCMT 08 02 04
A 60 WITH HOLE T T o ot 0 page A

CHIP CONTROL RANGE FOR WORK MATERIALS s utin-— Q@ Lo v @ Ve v QD

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kas Kas Kas K
S N N ;, e—c
Z £ £ 1 5 D <
2 g0 g g &
E | i I/ A
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 [ 20 JE X ) Te|0ocico0C|E [
I M | Stainless Steel CHLO®B G & $|0 0O (¥
I’Il_?! vaork [ K| Castiron ecoce cx (0 | o0 (zloc o
N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
RE NEw af
Rk R SN S S
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
D Standard| TCMT080204 0.4 ol® o
TCMT090204 0.4 oA [ [ X LN J [ ]
TCMT110202 0.2 oA [ ] o 0000
R TCMT110204 04 @@ A [ (] o 0000 (]
\ TCMT110208 08 @@ () () co27
ﬁ_ TCMT130302 0.2 o0 E028
S W | TcMT130304 04 | ® ° oo
TCMT16T304 04 @@ A [ ] (] o 0000 [ ]
TCMT16T308 08 @@ A [ ] (] o 0000 [ ]
Medium Cutting TCMT16T312 1.2 ()
Flat Top TCMW110204 0.4 o000 ()
'] TCMW130304 0.4 (] oz
A TCMW16T304 0.4 XXX ° Con
TCMW16T308 0.8 o000 [ ]
1] TCMW16T312 1.2 [ X )
o - W
K

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A162 (10inserts in one case) CHIP BREAKERS > A060




o T E TYPE INSERTS TEGX 160302R
A 60 WITH HOLE T e T

CHIP CONTROL RANGE FOR WORK MATERIALS e Cutg--- QD

N Aluminium Alloy
K ]
Fimmr- ’
= 14
S, ui
< z
Q
& 2
H
0 01 02 03 04 4
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel QOCECREO s¥occ00C|E [ ]
Work M | Stainless Steel C®HO®B C # $|O0 OO (% o
o K | Castlron ecoce cs (0 | o0 [0 o POSI
Material 20°
N | Non-ferrous Metal ( 2 [} | €9
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated . HOLE
Coated Cemel|  Earmet Carbide 9
RE NEW % n‘?
Shape | Order Number 2282880888 ,,808 080 FEsRl8 2 28 |8 ¢
(mm) rro0290Y90C0O0OMORRAr T OO Bowo|woPBLYBIRVBS oS K 5T
RRESS2EoEhha 000288 aanSRLassceEREL| S8
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l::l:n:E'f-" SEEE
R/L TEGX160302R 0.2 (] D
TEGX160302L 0.2 [ ]
C033
TEGX160304R 0.4 [ ] E043
Medium Cutting TEGX160304L 0.4 ([ ] R
(For Aluminium Alloy)
® = NEW
S

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A163




TURNING INSERTS !

POSI
11°

WITH
HOLE

A164

TURNING INSERTS [POSITIVE]

o P IYFE INSERTS TPMH 08 02 02- FV.
o\ 60 WITH HOLE SR

CHIP CONTROL RANGE FOR WORK MATERIALS s Cutg-— @D Lt utg-— @D Nedn Cutg-— @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)

4 4 4
B B B
E3 Es E3
3 3 3
52 ] 5 2 ] 52 |
< < <
5 g g
o I By ‘ a1 I By ‘ 81 By

—— —— ==
T T
0 01 02 03 04 0 01 02 03 04 0 041 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting

P | Steel XEXEED 2xleclcooc|s °
Work M | Stainless Steel C®HO®B [ () o0 (¥
Material K | Castlron eceoce cy |0 o0 |Heo¢C [
N | Non-ferrous Metal [ [ ]
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Coated Cermet ggﬁfg Carbide )
NEW 9 c
888 oEhnau000Reaa SN EEES e Be
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
FV TPMH080202-FV 0.2 A o eo®
TPMH080204-FV 0.4 A o eo®
TPMH090202-FV 0.2 A o eo®
TPMH090204-FV 0.4 A o eo®
TPMH110302-FV 0.2 A o eo® £007
TPMH110304-FV 0.4 A e 000
TPMH110308-FV 0.8 A e |eo®
TPMH160302-FV 0.2 A o eo0®
TPMH160304-FV 0.4 A o eo®
Finish Cuttingl TPMH160308-FV 0.8 A o (00|0
R/L-FS | TPGH080202R-FS | 0.2 o (@ ()
TPGH080202L-FS 0.2 o @ (@0 ()
TPGH080204R-FS | 0.4 e (@ ()
TPGH080204L-FS 0.4 o | (@0 °
TPGH090202R-FS | 0.2 o (@ ()
TPGH090202L-FS 0.2 o @ (@0 ®
TPGH090204R-FS | 0.4 o (@ ®
a TPGH090204L-FS 0.4 o @ (@0 () £007
TPGH110302R-FS | 0.2 e (@ ()
TPGH110302L-FS 0.2 o | (@0 °
TPGH110304R-FS | 0.4 o (@ °
TPGH110304L-FS 0.4 o | (@0 ®
TPGH160304R-FS | 0.4 o (@ ®
TPGH160304L-FS 0.4 o (@ (@ ®
TPGH160308R-FS | 0.8 o (@ ()
Finish Cutting] TPGH160308L-FS 0.8 o (0 |® ®
® = 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 ecscEzeo s slec/lcooc|s °
Work M | Stainless Steel CHROH G & H|0 o0 |[¥ “
Material | K | Castlron eceoce cs |o o0 [sec °
N | Non-ferrous Metal { 7 ]
S | Heat-resistant Alloy, Titanium Alloy (] ococ?: cco %)
Coated Cermet ggfgﬁg Carbide o lﬂ‘__,
og 7
RE LooWLVLOoOWLOLL o mmmmNEWmml—l—u. n W Te) gn. z
S Orderfumber | mm) G288 o888 wocsS-essrarsdsdzzzbb 028 |85 2
B ECSRAOLhhBCC 00 e RaaaRRiansEEEEEL| 22 2
DD D=S=ED0=S=S=SD0D0D0==D0D0=S=S=>>>DZZ|IE<>>|DT TS+ g
R/L TPGX080202R 0.2 ° a
TPGX080202L 0.2 ° o o
TPGX080204R 0.4 ° °
TPGX080204L 0.4 ole o o _
TPGX090202R 0.2 ° POSI
TPGX090202L 0.2 ° o o ar__
, TPGX090204R 0.4 ° ° HOLE
i .& TPGX090204L 0.4 olo o o E025
TPGX090208R 0.8 °
TPGX090208L 0.8 ° ° ¢
TPGX110302L 0.2 ° o o
TPGX110304R 0.4 o® () D
TPGX110304L 0.4 ole o o
TPGX110308R 0.8 ° °
Finish Cutting]| TPGX110308L 0.8 ole oeoe R
L TPMX090204L 0.4 °
TPMX110304L 0.4 °
& E025 S
Finish Cutting
SV TPMH080202-SV | 0.2 A O A® o |eel®
TPMH080204-SV | 0.4 A O A® o |eol® °
TPMH090202-SV | 0.2 A O AO o |eol® v
TPMH090204-SV | 0.4 A O A® o |eel® °
Q TPMH110302-SV | 0.2 A O N o |eel® ° coor
TPMH110304-SV | 0.4 A O AO o |eel® ° W
TPMH110308-SV | 0.8 A O A® o |eol® °
TPMH160302-SV | 0.2 A O A® o |eol® °
TPMH160304-SV | 0.4 A o NS o [eoje o K
Light Cutting| TPMH160308-SV | 0.8 A O AO o |eeol® °
Standard| TPMX110304 0.4 X0
. TPMX110308 0.8 LX)
A E025
N
Medium Cutting
MV TPMH080202-MV | 0.2 A O AO o |eof®
TPMH080204-MV | 0.4 A O AO ° o (eojeoe o
TPMH090202-MV | 0.2 A O A® o |eel®
TPMH090204-MV | 0.4 A O AO ° o (eojee o
@ TPMH090208-MV | 0.8 A ® ° o | oo Coor
TPMH110302-MV | 0.2 A O AO o (eojee o
TPMH110304-MV | 0.4 A O A® ° o ([eojee o
TPMH110308-MV | 0.8 A O AO ° o ([eojee o
TPMH160304-MV | 0.4 A O A® ° o (eojeoe o
Medium Cuttingl 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
A 60 WITH HOLE 5 I

CHIP CONTROL RANGE FOR WORK MATERIALS s Cutg-— @D Lt utg-— @D Nedn Cutg-— @D

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
e § 3 § 3 § 3
i 3 3 3
2 52 1 2 ] 52 1
=z — — —
[ 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
I e Y O S
P | Steel ecsct s o zzlec/lcooc|z °
- Work M | Stainless Steel CHOB C # $|O0 o0 |[¥
POSI  oen, | K | castiron ececc €z (0 | o0 |toc o
n N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE K
Coated Cermet ggﬁfg Carbide )
Shape Order Number woolUsLlys SLyw 8L EELlvwln o8 |8«
c > (mm) =S 5885888888528 XERSNSZZZ oS8 ,,(28
BEESB RO nna00B0 R tanSNerasocEPEEl8s
DDDSS5S555S0303==55555555522=<>>oxTjesH[<T
D Flat Top TPGX080202 0.2 )
TPGX080204 0.4 [ X () e o
TPGX080208 0.8 [ e o
R TPGX090202 0.2 ()
TPGX090204 0.4 o0 e o
/.\ TPGX090208 0.8 ol e o E025
S ) TPGX110302 0.2 °
TPGX110304 0.4 00 00
TPGX110308 0.8 ( I ] o0 0
TPGX160304 0.4 [ e o
TPGX160308 0.8 e O
“ ® = NEW
W

@ : Inventory maintained in Japan. A :Inventory maintained in Japan. To be replaced by new products.
A166 (10inserts in one case) CHIP BREAKERS > A068




’ o \J[B IYPE INSERTS VBT 110302 FP
A 35 WITH HOLE T e

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting-- Q@ Ligt Cuting--- @) Medium Cuting-- QD

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M Stainless Steel (<200H8) K Cast Iron (=350MPa)
Kin Kan T K
5, 5, 5. 5, o—
£ £ ] < D £ Z
g1 g g & 2
| il 11 A =
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 4
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel QOCECREO sT0occo0C(E [ J
Work M | Stainless Steel CHOB G & #|0 o0 |(®# 7
Material |_K_ | Castlron eceocec cs |0 | o0 (2j0oe o ggSI
N | Non-ferrous Metal [ 2 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated Cermet ggﬁfg Carbide ) HoLe
RE 00 o Wvv 010 NEWmml—l— 0 %g
Shape | OrderNumber () 828588888 nnssS s cmrp=R8dz220028 (85 ©
BEE88280ahinao0082 8 acnSNeonslEeE oL B2
DODDOD=E=DE=S=DDDE=DD===E>>>D|Z2ZEC>>|I DI TS
FP VBMT110302-FP 0.2 e oo o (@ D010 D
VBMT110304-FP 0.4 e oo e (@ DO
LBZ7 | VBMT110308-FP |08 | @ ee o |o E011
VBMT160404-FP 0.4 e oo o (@ E012 R
Finish Cutting| VBMT160408-FP | 08 | @ e e o |o note
FM VBMT110302-FM 0.2 [ ] D010
VBMT110304-FM 0.4 [ ] D011 S
<& | vBMT110308-FM | 0.8 D Eo11
VBMT160404-FM 0.4 [ ] E012
Finish Cutting] VBMT160408-FM 0.8 ® HO13 T
FV VBMT110304-FV 0.4 A o |00 D010
) VBMT110308-FV 0.8 A o |00 DO
<& 7| vBMT160404-FV | 04 A o |oo EO11
VBMT160408-FV | 0.8 A ®o (oo 531:23

Finish Cutting W

RIL-F | VBGT110302R-F | 0.2 o |0 [o0 °
VBGT110302L-F | 0.2 o |0 |00 °
VBGT110304RF | 04 o o | o ° D010 X
’ VBGT110304L-F 0.4 o |o ° ° Egﬂ
VBGT160402R-F | 0.2 o o | o ° Fora
VBGT160402L-F | 0.2 o o | o ° H13
VBGT160404R-F | 0.4 o o | o °
Finish Cutting] VBGT160404L-F 0.4 e |® ) ()
LP VBMT110304-LP [ 04 | ®© e @ o |o Coto
VBMT110308-LP [ 08 | ®© ee o |o oot
AW | VBMT160404-LP |04 | © @@ o |o £
VBMT160408-LP |08 | @ ee@ o |o Egli
Light Cutting
LM VBMT110304-LM | 0.4 o0 ° oo
VBMT110308-LM | 0.8 oo ° Dot
@ VBMT160404-LM | 0.4 Y ° E011
VBMT160408-LM | 0.8 oo ° E012
Light Cutting Ho13
® = NEW

CHIP BREAKERS > A054
GRADES > A030
IDENTIFICATION >A002 A167




TURNING INSERTS [POSITIVE]
TYPE INSERTS VBMT 11 03 02-LS
A'3 5° VB Hore e et Beeg

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting-- Q@ Ligt Cuting--- @) Medium Cuting-- QD

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
RS 5, 5. 3, e—
z < E =] = D | <
2 g1 g g g
e | Ll [N
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 [ 20 JE X ) Te|0ocico0C|E [
I M | Stainless Steel CHLO®B G & $|0 0O (¥
POSI| ok IR castiron ecoce ¢z 0 | o0 [soec o
9° N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide )
NEW L
c Stepe | OmerNumber |1 189S BRSORES, 808w B EEESES 2y 28 Bs
EEEG8s a0 hhaoo02RR R aNERaREEcEREE &0
DODDOD=E=DE=S=DDDE=DD===E>>>D|Z2ZEC>>|I DI TS
D LS VBMT110302-LS 0.2 [ X ) [ D010
= VBMT110304-LS 0.4 o0 ® | o
LN VBMT110308-LS 0.8 o0 @ | EO011
R VBMT160404-LS 0.4 [ X ) [ Egli
Light Cutting| VBMT160408-LS 0.8 ([ X ] (]
SV VBMT110304-SV 0.4 A (] [ D010
S VBMT110308-SV 0.8 A [ ] [ D011
& VBMT160404-SV 0.4 A ° ° E011
VBMT160408-SV 0.8 A (] [ E012
T Light Cutting Ho13
MP VBMT160404-MP 0.4 e oo e (@
VBMT160408-MP 0.8 e oo o (@ cor
=& Hora
W Medium Cutting
MM VBMT160404-MM 0.4 o0 [ ]
VBMT160408-MM 0.8 (N ) [ ] ot
x J HO013
Medium Cutting
MK VBMT160404-MK 0.4 [ X )
VBMT160408-MK 0.8 [ X )
’ EOM1
HO013
Medium Cutting
MS VBMT160402-MS 0.2 o0 [
= VBMT160404-MS | 0.4 X °
&7 | VBMT160408-Ms | 08 oo o |
VBMT160412-MS 1.2 o0 [
Medium Cutting
Standard| VBMT160404 0.4 (]
VBMT160408 0.8 (]
f EO011
HO013
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 eczeCcz3eO s zlocjlco 0|z °
M | Stainless Steel CHROPH G & #|O0 o0 ¥
MV;/tzrr'i(al K | castiron ecoecc ez (0| o0 |toc o
N | Non-ferrous Metal { 7 o
S | Heat-resistant Alloy, Titanium Alloy () ecocCcs: ceco @
Coated Cemet| SOated Carbide ) &
RE ] a8 2
B ECSRAOLhhBCC 00 e RaaaRRiansEEEEEL| 22 2
DODDO=S=S5SSE=SD5035==S05D0==S=>5>>D|Z2Z=E<>> DT TS+ x
MV | VBMT110304-MV 0.4 A O AO ° o eojoe o 010 =
VBMT110308-MV | 0.8 A ® A® | o o (eojee o oot
&&57 | vBMT160404-MV |04 A © A® | o o [ocjee o E011
VBMT160408-MV 0.8 A O A® ) o eoj0ee o E012

Medium Cutting HO13 ggSI

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 o |o ° D011
= VBET110302R-SR | 0.2 o |o ° EO11 ¢
VBET110302L-SR | 0.2 o |o ° E012

VBET110304R-SR [ 0.4 o |o ° o

Medium Cutting| VBET110304L-SR 0.4 e |o o

R/L-SN | VBET1103V3R-SN | 0.03 o |0 °
VBET1103V3L-SN | 0.03 o |o ° R
VBET110300R-SN |0 o |o °
VBET110300L-SN |0 o |o ° 0010
VBET110301R-SN | 0.1 o |o ° DO S

==~ VBET110301L-SN | 0.1 o |o ° EO11
VBET110302R-SN [ 0.2 o |o ° E012
VBET110302L-SN | 0.2 o |o ° T
VBET110304R-SN |04 o |o °

Medium Cutting] VBET110304L-SN 0.4 e |0 o

R/LW-SN| VBET1103V3RW-SN | 0.03 °

% VBET1103V3LW-SN | 0.03 ° D010

E011 W
Medium Cutting E012

(Wiper)
Flat Top | VBMW160408 0.8 ) K

EO11

* 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]

4’35° VC

WITH HOLE

Size

TYPE INSERTS VCMT 11 03 02- FP

Thickness Corner Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
s AT AT K
e E 3 % E 3 % E 3 % § 3
53 5 3 ; D
» =2 =2 22 =2
Z £ £ ] £ D £
g 81 81T 8] 8
= L il 1] A
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 CEEXD 2 slecjlcooc|z °
- Work M | Stainless Steel CHOB C # $|O0 o0 |[¥
P01S! Material | K | Castiron eceoce cx |0 | o0 [2j0oec o
N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide !
NEW CN
RE Qon
c shape |  OrderNumber | RElnogegowgng, o000, g0bbu ol o8 |85
R R s E R S
8 =s52=5888=8555233852F=3SS 5k sE[<T
D FP VCMT110302-FP 0.2 e oo [ ) 028
VCMT110304-FP 0.4 e oo o (@ C029
EBZ7 | VCMT160404-FF |04 | © e o |o Dot

R VCMT160408-FP 0.8 e oo [ ) 5032

Finish Cutting 033
FM VCMT110302-FM 0.2 () 028

S VCMT110304-FM 0.4 () €029

LB | VCMT160404-FM | 04 ° DO11

VCMT160408-FM 0.8 () E032

T Finish Cutting E033

FV VCMT080202-FV 0.2 A O e eo® C028

VCMT080204-FV 0.4 A O o |eof® €029

ey N E011

<@ 7| VCMT160404-FV | 04 | @a oo o Fora

VCMT160408-FV 0.8 oA oo o E032

W Finish Cutting E033
AZ VCGT160404-AZ 0.4 ()

X ) VCGT160408-AZ 0.8 () C028
ey c029
< B 7| vceTi60412-AZ | 12 o c02e
Medium Cutting — E033
Finish Cutting

R/L-F VCGT080202R-F 0.2 e |® () ®
VCGT080202L-F 0.2 e |® (] ®
<I®P” | VCGT080204R-F | 04 o (o [ o ° o
VCGT080204L-F 0.4 o |® () ()
Finish Cutting
LP VCMT110304-LP 0.4 o oo [ ) 028
VCMT110308-LP 0.8 e oo o (@ €029
A#7Z | VCMT160404-LP | 04 | ® @@ o |0 D011
VCMT160408-LP 0.8 e oo o (@ E032
) . E033
Light Cutting
LM VCMT110304-LM 0.4 [ X ) () 028
VCMT110308-LM 0.8 o0 () C029
<7 | vCMT160404-LM | 0.4 oo ° Dot
VCMT160408-LM | 0.8 (X)) ° E032
Light Cutting E033
® = NEW

@ : Inventory maintained in Japan.
(10 inserts in one case)

A170

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



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

P | Steel ecscE 3o s sleoc/lcooc|z °
Work M | Stainless Steel CHROH G & H|0 o0 |[¥ n
Material K | Castlron ococCcE cE |0 o0 |¥eo¢ [ )
N Non-ferrous Metal [ 7 [}
S | Heat-resistant Alloy, Titanium Alloy (] ococ?: cco %)
Coated Cemet| SOated Carbide ) lﬂ‘__l
Shape | OrderNumber () 8282 38538 pns o BReSarepaRBSzzzbr 028 188 9
BEES8280 bna 0082 e asoRREasssoEoEL|82 3
DD D=S=ED0=S=S=SD0D0D0==D0D0=S=S=>>>DZZ|IE<>>|DT TS+ g
LS | VCMT110302-LS 0.2 X ® | "
= VCMT110304-LS 0.4 oo ® | oo
W7~ | VCMT160404-LS 0.4 Y ® |oot
VCMT160408-LS 0.8 o0 e |Eo2
Light Cutting F033 | POSI
LS [VCGT110301M-LS |0.08 o0 I
= VCGT110302M-LS | 0.18 oo coos B
VCGT110304M-LS | 0.38 o0 DO11
. VCGT130301M-LS | 0.08 oo E032
VCGT130302M-LS | 0.18 oo E033 ¢
Light Cutting| VCGT130304M-LS | 0.38 Y
_LS-P [ VCGT110301M-LS-P | 0.08 ° 0
= VCGT110302M-LS-P | 0.18 ® |
= VCGT110304M-LS-P | 0.38 ® |oor
== VCGT130301M-LS-P | 0.08 e |Eo032 R
VCGT130302M-LS-P | 0.18 e |[E0=
Light Cutting| VCGT130304M-LS-P | 0.38 °
sv | vcMT080202-sv 0.2 A © o | ole S
VCMT080204-SV 0.4 A © o | oo
P g;,a-' EO11
ﬁ E012 .I.
Light Cutting
MP | vcMT160404-MP 04 | @ @@ o |o
VCMT160408-MP 08 | @ @@ o |o co28
&7 |VCMT160412MP |12 | ® e@ o |o Eg§2
E033 W
Medium Cutting
MM | vcmT160404-MM |04 o0 °
VCMT160408-MM | 0.8 oo ° co28 X
g VCMT160412-MM | 1.2 o0 ° ‘E’gjg
E033
Medium Cutting
MK |VvCMT160404-MK |04 oo o
VCMT160408-MK | 0.8 o0 co28
0 C029
E032
E033
Medium Cutting
~ MS [ VCMT110302-MS 0.2 'Y oo
= VCMT110304-MS 0.4 o0 ® | o
g VCMT110308-MS 0.8 o0 ® | Dot
VCMT160404-MS 0.4 o0 e |Eo32
Medium Cuting| VCMT160408-MS | 0.8 oo o |
® = NEW

CHIP BREAKERS > A060
GRADES > A030
IDENTIFICATION >A002 A171




TURNING INSERTS [POSITIVE]
, o v TYPE INSERTS VCMT 110304
A 35 WITH HOLE T enes et o poge D02

CHIP CONTROL RANGE FOR WORK MATERIALS i Cutg- @D Lt Cutg- @D Nedm Cutg- QD

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
AT AT AT K
=3, 3, 3, 5, G— D
Z 5 c — < M °
o 51 &4 81 51
=z = o | o [l o
E | i I/ A
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 QOCECREO s¥occ00C|E [ ]
- Work M | Stainless Steel CHOB C # $|O0 o0 |[¥
I’IIS! Material | K | Castiron ecece €z (0| o0 |20c o
1 N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated .
Coated Cemel|  Earmet Carbide 9
RE = a&
Shape Order Number woolugwruwvo VWL WVOEEL|oolWw ow |®.
H P mm 28588588988 8cSc RSk Eag8ZZzZEhoSS,|23
RRES 828 0ahna o080 Raan|SRE NaEEE Ry 88
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l:::n:E'f-" SEEE
D Standard| VCMT110304 0.4 oA o o (eofe0eo (I ) o8
VCMT160404 04 @@ A [ ] (] o (0000 e o C029
VCMT160408 08 @@ A [ ] [ o (0000 () D011
R VCMT160412 12| @A ° (X ) E032
E033
VCMT080202-MV 0.2 A O AO o (0000 ©
S VCMT080204-MV | 0.4 A o A® ° o (eof0ee o
EO11
E012
T Medium Cutting
Flat Top VCMW110304 0.4 ®
VCMW160404 0.4 (XX X ) ° Co28
C029
’ VCMW160408 0.8 00000 (] 032
E033
W
® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A172 (10inserts in one case) CHIP BREAKERS > A060




, o VDTYPE INSERTS VDGX 1603 02R
A 35 WITH HOLE S e

CHIP CONTROL RANGE FOR WORK MATERIALS e Cutg--- QD

N Aluminium Alloy
4
7
= 14
o w
5 2 2
2 2
Q
g 0
=z
0 01 02 03 04 [
Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
P | Steel QCECEEO s¥occ00C|E [ ]
Work M | Stainless Steel C®HO®B C # $|O0 OO (% S
o K | Castlron ecoce cs (0 | o0 [0 o POSI
Material 15°
N | Non-ferrous Metal ( 2 [} (19
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated - HOLE
Coated Cemel|  Earmet Carbide 9
RE e s
h rder Number nooLWwLowWLo 0 WwYw 0 Wk 0 W|Ww own ©
Shape OrderNumber  I(mm) [EESs98-ds8upsoS-esomapsasdzz2z8528 1858 ©
RRESS2EoEhha 000288 aanSRLassceEREL| S8
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l::l:n:E'f-" SEEE
R/L VDGX160302R 0.2 () D
VDGX160302L 0.2 ()
VDGX160304R 0.4 ® C034
Medium Cumng VDGX160304L 0.4 { ] n
(For Aluminium)
® = NEW
S
T

CHIP BREAKERS > A072
GRADES > A030
IDENTIFICATION >A002 A173




TURNING INSERTS [POSITIVE]
TYPE INSERTS VPGT 08 02 01 R-SRF
A’3 5° VP with HoLE TR e

CHIP CONTROL RANGE FOR WORK MATERIALS s Cutg-— @D Nedon Gutog- @D

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
e § 3 § 3 § 3
i % , €D % , €D % , €D
2 . s <
: M ' Ba e
4 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
P | Steel [ 20 JE X ) Te|0ocico0C|E [
I M | Stainless Steel CHLO®B G & $|0 0O (¥
POSI| ok IR castiron ecoce ¢z 0 | o0 [soec o
1m° N | Non-ferrous Metal ( 2 [}
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide !
NEW 2@
Rk R SN S S
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT 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 [ ] DO11
S VPET110301R-SRF | 0.1 [ ]
VPET110301L-SRF | 0.1 [ ]
VPET110302R-SRF | 0.2 [ ]
T Finish Cutting] VPET110302L-SRF | 0.2 o
SMG VPGT080201M-SMG | 0.1 [ ]
VPGT080202M-SMG | 0.2 (]
& | vPGT110301M-SMG | 0.1 o oo
VPGT110302M-SMG | 0.2 [ ]
W Medium Cutting
o - NEW
K

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A174 (10inserts in one case) CHIP BREAKERS > A068




o WBTYPE INSERTS WBGT 02 01 V3 L-F
e 80 WITH HOLE St Thickness Comer Ratius KL i s

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting-- @) Medium Cuttng- @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
§ 3 § 3 § 3 s
: : : -
81 81 81 )
0 o.?l : 0.‘2 03 04 0 o.?l 0.‘2 03 04 0 o.?l : 0.‘2 03 04 E
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting #® : Unstable Cutting
ﬁ
Work M | Stainless Steel C®HO®B G & $|0 00 |¥ o
Material |_K | Castlron eceoce ez (0 | o0 |20 o ;QSI
N | Non-ferrous Metal [ 3 [
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
Coated Cermet ggﬁfg Carbide ! HoLE
NEW 2 ©
Rk R SN S S
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
R/L-F | WBGT0201V3L-F 0.03 o (@ D
WBGT020101L-F 0.1 o (@
WBGT020102L-F 0.2 o (@ (@
WBGT020104L-F 0.4 o (@ (@ R
= WBGTL302V3L-F [ 0.03 o |o E010
Q WBGTL30201L-F 0.1 e (@ E016
WBGTL30202R-F 0.2 e |0 S
WBGTL30202L-F 0.2 o (@ (@
WBGTL30204R-F 0.4 o (@
Finish Cutiing| WBGTL30204L-F | 0.4 o (o |o T
R/L-MV | WBMTL30202R-MV | 0.2 A O A o (eo0 [}
~ WBMTL30202L-MV | 0.2 A O A o (eo0 ® (]
@ | WBMTL30204R-MV |04 A ® A o [eoje o e
W | WBMTL30204L-MV | 0.4 A o A o [ecje o
Medium Cutting
o - W

CHIP BREAKERS > A054
GRADES > A030
IDENTIFICATION >A002 A175




TURNING INSERTS [POSITIVE]
wc TYPE INSERTS WCGT 020102R
ax 80° WITH HOLE T oo 2

CHIP CONTROL RANGE FOR WORK MATERIALS  tedun Cutg-- QD

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
e § 3 § 3 § 3
/4 5 =1 =1
;|5 . 5, em» 5, em»
g 21 21 21
E 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
P | Steel QCECEEO s¥occ00C|E [ ]
_ Work M | Stainless Steel C®HO®B [ () o0 (¥
orl
|’01S! Material | K | Castiron ecoce cs (0 | o0 [0 o
N | Non-ferrous Metal [ 3 [
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE Coated Cermet ggﬁfg Carbide o
RE = 2&
nooLWwLowwwmwo 0 WwYw 0 W= 0 W|Ww own ©
c Shape | OrderRumder - mm) |82 8 s 3 S8 S me eSS es SRR E RS ZzEZE 0TS, 28
R b R F e E R S
DDDSS5S555S0303==55555555522=<>>oxTjesH[<T
D R/L WCGT020102R 0.2 °
WCGT020102L 0.2 ° ()
WCGT020104R 0.4 ° £027
R WCGT020104L 0.4 ° ()
WCGTL30202L 0.2 )
Finish Cutting] ~ WCGTL30204L 0.4 o
) Standard| WCMT020102 02| @a ° oolee o
WCMT020104 0.4 oA [ ] o000 (]
WCMTL30202 0.2 (] [ ] o000 (]
T ™ WCMTL30204 04 | ® ° ecjee o
AW\ | WCMT040202 02 | @a ° ecjee o E027
v W | \WCMT040204 04 | @A ° ecjee |0
WCMT040208 0.8 A
WCMTO06T304 0.4 oA [ ] o000 (]
Medium Cutting WCMTO06T308 0.8 oA [ J o000 [ J
® = NEW
 §

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A176 (10inserts in one case) CHIP BREAKERS > A060




o w TYPE INSERTS WPMT 04 02 04 R-FS
N 80 WITH HOLE Sta| Tikness Cone Radks 1 ChlpBresler

CHIP CONTROL RANGE FOR WORK MATERIALS  Fsh utg-— @D s oy @D

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
§ 3 § 3 § 3 s
3 3,1 3,1 &
c2 ] c2 ] s 2 ] 2
= | = | = | =
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
I e Y O S
P | Steel QCECEEO s¥occ00C|E [ ]
Work M | Stainless Steel C®HO®B C # $|O0 OO (% S
Material | K | Castiron ecoce cs (0 | o0 [0 o POSI
N | Non-ferrous Metal [ 3 [ 1
S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco WITH
K HOLE
Coated Cermet ggﬁfg Carbide ) 0
RE NEW % n‘?
wooWWWoWLvLo WOV VLOEEL _|vwvlw o ©
Shape OrderNumber = J(mm) |2 =8 588888 gwgoS-esopersRsdzzzEb 028 (S8 €
BEE882 oL ha00Bb R TR olSooaToCERRE 50
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l::l:n:E'f-" SEEE
R/L-FS | WPGT040204R-FS 0.4 e |0 D
2 WPGT040204L-FS 0.4 e |0
A WPGT060304R-FS | 0.4 o |o Eo010
WPGTO060304L-FS 0.4 e |0 R
Finish Cutting
WPMT040202-MV 0.2 A O AO o 000
WPMT040204-MV | 0.4 A O A® ° o eo|0 ° S
WPMT060304-MV 0.4 A O AO (] o 000 EO010
WPMT060308-MV 0.8 A O AO [ ] o 000 [ ]
Medium Cutting T
® = NEW
')

CHIP BREAKERS > A068
GRADES > A030
IDENTIFICATION >A002 A177




TURNING INSERTS [POSITIVE]

' o xc TYPE INSERTS XCMT 15 03 02- SVX
PPN 25 WITH HOLE O omes vt 1o page 003

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cuting--- QD

A P Mild Steel P Carbon Steel - Alloy Steel (180-280t8)
4 4
e § 3 § 3
m 3 3
2 5 2 5 2
= £ £
Q Q
g 21 21
= ‘ ‘
4 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
1
P | Steel oCcCHECEEO s¥|0ocico0C|E [
- Work M | Stainless Steel CHOB C # $|O0 o0 |[¥
POSI o K | Castlron ecoce cs (0 | o0 [0 o
71° Material
N | Non-ferrous Metal ( 2 [ ]
WITH S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
HOLE -
Coated Cermet ggﬁfg Carbide )
RE NEW % n‘?
h rder Number nooLWwLowWLo 0 WwYw 0 Wk 0 W|Ww own ©
¢ Shape OrderNumber | mm) S =S 588 s eSumeoS-uscxap=Asdz=z200 28, |£8
R b R R F et SR SN
:::EE:EEE:::EE::EEE>>>:ZZE<>>:):l::l:n:E'f-" SEEE
D SVX XCMT150302-SVX 0.2 [
XCMT150304-SVX 0.4 A [
W XCMT150308-SVX 0.8 (] €030
R
Finish Cutting
® = NEW
S
T
)
W
N

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A178 (10inserts in one case) CHIP BREAKERS > A060




Y RTGL o iserts

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

P | Steel QCECEEO Td|0CiCO00C|¥E [ ]
Work M | Stainless Steel CHrO® G & #|0 OO0 |¥
o K | Castlron ecoce ez (0 | o0 [tjoc o
Material »n
N | Non-ferrous Metal [ 2 o E
S | Heat-resistant Alloy, Titanium Alloy ([ oCcCOoCE cco %
Coated . =z
Coated Cemel|  Earmet Carbide . g o
RE i sa 2
nooLWLoWWLLo LVYOY LLEEL _|vuwvlv ow © =
Shape | Orderflumber | (mm) S S8 8 8828w 8o oeogapERadzzzEhoS8,[28 &
et RSP e St N N e
:::EE:EEE:::EE::EEE>>>:ZZE<>>:>:|::|:n:E"|'—'<I
— e ©o
-_ RTGO5A
RTGO6A - e o
RTGO7A — [ ] C035 Pgs|
For Special Use RTGO8A - S & 6
(For TL Holder) RTG10A — e o WITHOUT
—_— HOLE
® = NEW
(H
D
S
T
')
W
GRADES > A030
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TURNING INSERTS [POSITIVE]

TYPE INSERTS SPGR 09 03 04R
‘ 900 s P WITHOUT HOLE Size  Thickness CornerRadh/L
‘ * Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS  Medum Cuting- @D
P Mild Steel P Carbon Steel - Alloy Steel (180-280t8)
4 4
e E 3 E 3
& 5 5
7] 5 2 5 2
Z £ £
) 81 81
=
4 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

P | Steel QOCECREO s¥occ00C|E [ ]
W Work M | Stainless Steel CHOB C # $|O0 o0 |[¥
17 Material | K | Castiron eceocc cs (0 | o0 [0 o
L N | Non-ferrous Metal ( 2 [ )
WITHOUT S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Hote Coated Cermet ggﬁfg Carbide !
NEW 9 g
EEEG8s a0 hhaoo02RR R aNERaREEcEREE &0
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
D R SPGR090304R 0.4 ®
R
Finish Cutting
Standard SPMR090304 0.4 oA LX)
SPMR090308 0.8 oA oeol®
D SPMR120304 0.4 oA oe0|® —
— SPMR120308 0.8 oA o0|®
T Medium Cutting
Flat Top SPMN090304 0.4 ® e o
'] SPMN090308 0.8 () ® e o
SPMN120304 0.4 () () e o
SPMN120304T 0.4 ®
W SPMN120308 0.8 () (X J e o
SPMN120312 1.2 oA ® e o
SPMN120408 0.8 e o —
K — 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 L0 e o
_ SPGN120312 1.2 () —
— SPGN120404 0.4 °
SPGN120408 0.8 e o
SPGN150404 0.4 ®
SPGN150408 0.8 ()
® = NEW

@ : Inventory maintained in Japan. A : Inventory maintained in Japan. To be replaced by new products.
A180 (10inserts in one case) CHIP BREAKERS > A074




o TCTYPE INSERTS TCGN 06 01 04
A 60 WITHOUT HOLE T T Ko ot o pags ADLZ

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

P | Steel oCHECEEO sE|0ocicoO0C|E [}
Work M | Stainless Steel CHrO® [Cx (@) o0 (¥
0
or K | Castlron ococe cs |@® o0 |Beo¢C [}
Material »n
N | Non-ferrous Metal [ 3 [ e
S | Heat-resistant Alloy, Titanium Alloy ([ oCcCOoCE cco %
- 2
Coated Cermet 82?&& Carbide ) 5
RE i g€ 2
Shape |  Order Number 2282880882, 8080, 80 bEsenle | o [8F 2
(mm)‘—\—o°°v°°°cmo°°\—\—"°°momomcommm°‘°°ocm='0 =]
EEE8C280ERLac0B02 R anSRastacEper 8 P
:::EE:EEE:::EE::EEE>>>:ZZE<>>:>:|::|:n:E"|'—'<I
Flat Top TCGNO060104 0.4 ()
TCGN090204 0.4 ()
POSI
1°
WITHOUT
—_— HOLE
® = NEW
(H
D
R
S

CHIP BREAKERS > A074
GRADES > A030
IDENTIFICATION >A002 A181




TURNING INSERTS [POSITIVE]

TYPE INSERTS TPGR 110304 R
AW 60° T Pithour note S o Codn R
* Please refer to page A002.
CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cuting-- @) Medium Cuting-- @)
n P Mild Steel P Carbon Steel - Alloy Steel (180-280t8)
4 4
e E 3 E 3
m 3 3
I Sniins IR Bt 3
o |5 [IT> £ H
= a a
E 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
P | Steel ecsct s o zzlec/lcooc|z °
W Work M | Stainless Steel CHOB G & $|0 0O (¥
17 Material K | CastIron eceoce cs (@ o0 |BHeocC [
L N | Non-ferrous Metal [ 3 [
WITHOUT S | Heat-resistant Alloy, Titanium Alloy ([ J oCcCOoCE cco
Hote Coated Cermet gce’félegt Carbide )
NEW 93
Rk R SN S S
DODD=E=ED=E==EDDD=E=DD===>>>D2ZEC<>> DT T =
D R/L TPGR110304R 0.4 ° ()
TPGR110304L 0.4 ° e o
//\\ TPGR160304R 0.4 ° o o Coss
R Q TPGR160304L 0.4 ° [ I
TPGR160308R 0.8 °
Finish Cutting TPGR160308L 0.8 ® e o
S Standard| TPMR090202 0.2 ole
TPMR090204 0.4 0|0
TPMR090208 0.8 (]
g TPMR110302 0.2 o0|0
A TPMR110304 04| @@ oole £026
'] — TPMR110308 0.8 [ N ] LX)
TPMR160304 0.4 [ N ] 00
TPMR160308 0.8 [ N ] 0|0
W Medium Cutting TPMR160312 1.2 [} ol®
Flat Top TPMN110304 0.4 ( J o000 o® e o
TPMN110308 0.8 (] o000 ° e o
K TPMN160304 0.4 (] o000 L X () e o
TPMN160308 0.8 [ 0000 o00 (L N J
TPMN160312 1.2 ® (XN N/ (] () E026
— TPMN160320 2.0 (]
TPMN220404 0.4 (] (]
TPMN220408 0.8 [ N ] (X ) e o
TPMN220412 1.2 (] (] e o
Flat Top TPGN110302 0.2 Y
TPGN110304 0.4 (] (X J
TPGN110308 0.8 (] [}
TPGN160302 0.2 [}
TPGN160304 0.4 o® X )
TPGN160308 0.8 o0 LI X)) 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
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