HOW TO READ THE STANDARD
OF TURNING INSERTS

@®How this section page is organized

@®Organized 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
—Semi-Heavy 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—Semi-Heavy—Heavy)

and contain recommended breakers for each application.

Finish Cutting : === Light Cutting : === Medium Cutting : ===
Semi-Heavy 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
INDICATION OF NEGATIVE/

. SHAPE & ANGLE

MARK POSITIVE TYPE STOCK STATUS
— PRODUCT —. ACCORDING TO THE INSERT
SECTION INSERT TYPE NUMBER
=@) TURNING INSERTS [NE*UI‘
° c N TYPE INSERT:
aw¥ 80 WITH HOLE o
° st 3
CHIP CONTROL RANGE FOR WORK MATERIALS  Fiish Cuttg-— @ Lt Cuting — QD Vet Ot QD ey Ot — QD ooy Oy — QD) g
] Work Materil £
2
Ghip Gontrol Rango
Shape ap: Depth ofCut Order Number
f: Feed NEG
o | CNMG120404-5A o]
it 120408-SA
T20412.5A
160608-SA
Work Materil e 16061288
| cwGt20mesw [0 fee —Jo [ [ee g
rosont o Tarhan A 120408-SW | 08 |e® o o X gg:;
Chip Control Range 120412-5W | 12 o @ LA L E042
e ap: Depth of Cut Ho06 R
1:Feed —008
ChwGTzoaasY | 0| e o 9 oo
CNMG120402-FH 120408-SY 08 . . .| co11 H}
T20404-FH E
2040871 Hoos
120412-FH —008 T
o | cAmGiz0mae | o4 a2 cono
CNMG120404-FS 120408-C 08 A& ggi; v
12040875 £oi2
Hoos
L
CNMG120404-MJ 04 o X . €010
CNMG120404-FY 120408-MJ 08 o oe EO ggi;
1204087 204tz | 12 o e o
120416-MJ | 16 DO HO06
Zooe
CNGG120404-MJ 04 o e e ee cCo10
CNGG1204V5-FJ 120408-MJ 0.8 a .o o oo ggi;
12040170 Eoiz
120402-F HO06
120404-F —008
120408-f CNMG120404-MP
teel | CNGG120404-F 120408-MP co10
120408- 120412-MP Eg:;
120416-MP E042
Te0608-MP Fooe
e T60612:MP oo
NG i utig Teos16MP
Carbon Steel « Alloy Steel 090308-SH MA CNMG120404-MA . .
Frey] E; 09T304-5H |04 || ® D il 120408-MA ° e
= ¢ 09T308-5H 08 || ® D 4N Caton Sl Al St 120412MA o[ e coto
B 120404-SH |04 [pee o |9 oo o Ho06 e 120416-MA gg:;
Tomen T2008-5 [05 Jpee | o [ o[ Jew e “o0s = it 160606-MA 9
Light Cuting 120412-5H || 12 [pee =] oo |o =0 160612-MA H006.
NNNNNNN T60616-MA Zoos
T90612MA
Medium Cutting 190616-/
* Please refer to A024 before using the SW breaker (wiper insert).
I BREARERS = A3
ned I dapan. 0 Non stock,produced to ordr oy Grapes > hozs
Japan. pr . ) IDENTIFICATION > A002) A059

abss (&

QL 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—>Semi-Heavy—Heavy.

PHOTO OF INSERT
INDICATION OF CHIPBREAKER

indicates the designation
for a chipbreaker.

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

C

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

)
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TURNING TOOLS

INSERT STANDARDS
INSERT GRADES

INDENTIFICATION =----reremrerermrmrrnerssnse s A002
HOLE GEOMETRY :reesrrressrrrssssrsmsssmmmassrmmnsssrmassannnnns A004
PRECISION BREAKER STANDARD ---:-:sxsxssssrseeas A006
OUTLINE OF TOOL NAV’ .................................. A009
CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING--- A010
PRECISION BREAKER SYSTEM --+---rereerereurannaranns A022
WIPER INSERT - +++++ssssssrersssssssrerssssssnsnrsssssnnanssssssnnnns A024
GRADES FOR TURNING :+rrrrsesssssrrmnmsassnnnmmmmmsasinnnn A026
TURNING APPLICATION RANGE -++-ssssssssssssssssases A027
COATED CARBIDE (CVD) +++eeseseessassssssssssssssenes A028
COATED CARBIDE (PVD) »++eseseseessassssssssssssnanes A030
CERMET =+++reeerressssssssssssmnnnnssnmssssssssssssssnnssnsssnssnssnannns A032
COATED CERMET :+-++++ssssssseerssssssnrersssssnsessssssnnnennaas A033
CEMENTED CARBIDE --++++sssssssssssssssssnsnsrnsssnssssssanans A034
MICRO-GRAIN CEMENTED CARBIDE -++-s+ssssesseees A035
CLASSIFICATION OF INSERTS :++++rrssessssssssssssssasans A036

STANDARD OF INSERTS
NEGATIVE INSERTS WITH HOLE
CN__TYPE--"RHOMBIC 80° :+=+++++2+ A058
X TYPE-*"RHOMBIC 55° ss=sssseess A063
::TYPE...ROUND .................. A068
TYPE-**SQUARE 90° +++=sssssss+ A069
H_TYPE-**TRIANGULAR 60° === A074
‘TYPE--"RHOMBIC 35° -+:=s2:120 A080

“*SQUARE 90° =+=s=sssssss A101
“*SQUARE 90° =+=sssssssss A102
***TRIANGULAR 60° ===+ A103
""*TRIANGULAR 60° =====* A104
""*"TRIANGULAR 60° ====** A105
***RHOMBIC 35° =*======+=+ A108

WN S TYPE-*"TRIGON 80° =+===sssssss- A082 ***RHOMBIC 35° +========= A110
NEGATIVE INSERTS WITHOUT HOLE ***RHOMBIC 35° ========x=+ A111
KN TYPE---PARALLELOGRAM 55°--- A085 ***RHOMBIC 35° +========= A112
SN TYPE- *SQUARE 90° s++sssssssss A086 -+ TRIGON 80° +++=sssssenss A113
TN TYPE- *TRIANGULAR 60° === A087 ***TRIGON 80° ===========++ A114
POSITIVE INSERTS WITH HOLE ***TRIGON 80° ======s==ss=s A115
TYPE-*"RHOMBIC 80° =+=+++===+ A088 L ***RHOMBIC 25° ========== A116
“TYPE-""RHOMBIC 80° -+-++++++- A092 POSITIVE INSERTS WITHOUT HOLE

O TYPE--*RHOMBIC 55° ==vrssssses A093 RTG TYPE: -+ -sererermrmemirnnananans A117
TYPE:-*RHOMBIC 55° ++=ssssesss A097 SP  TYPE-"*SQUARE 90° =+++s+=sss=- A118
TYPE:*"ROUND :ssesseessanaas A098 TC: “TYPE---TRIANGULAR 60° *+::- A119

U TYPE-""ROUND rsssssssessancsaas A099 TP TYPE-*-TRIANGULAR 60° -+:-+: A120
X TYPE-""ROUND s+eresresmssasanss A100

A001




TURNING INSERTS

A002

TURNING INSERTS

IDENTIFICATION

l /A 1 8
£
Symbol Insert Shape
Triangular insert with a facet
H | Hexagonal O ) D1 (Secondary Cutting Edge)
(0] Octagonal O
@ Tolerance Class
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)
- m (mm) D1 (mm) S1 (mm) - . -
T Triangular A A 0,005 50025 0025 D.C.I. |Triangular| Square Rhg(r)noblc Rhé)glbw Rhé)glbm Round
C | Rhombic80° [T F +0.005 0013 0025 6.35 |+0.08|+0.08|+0.08|+0.11|+0.16| —
D | Rhombic55° [T c +0.013 +0.025 +0025 | 2525 fO'OB fO'OB fo_os fo'“ £0.16| —
E Rhombic75° H +0.013 +0.013 +0.025 12.70 :0.13 :0.13 :0.13 :0.15 — —
E +0.025 +0.025 +0.025 |12-875]£0.15/+0.15/+0.15/ 3018 — -
F Rhombic50° - —
ombic LT G 30,025 30,025 013 19.05 |+0.15 f0.15 +0.15|£0.18
M | Rhombic86° /) J +0.005 | £0.05—+0.15 | +0025 |2>40 | = :0'18 - |-l =)=
V | Rhombic3s® 7| | K¥ #0013 | +005-%015| *0.025 3;:5| — fl—o'iod =
olerance orf Inscribe Ircle 1 (mm
W | Trigon /4 L* _*0025 | £005-0.15] *0.025 : Rhombic|Rhombic|Rhombic
M*| +0.08—30.18 | +0.05—+0.15 | +0.13 e L ) o 50 5 (IR
L | Rectangular — N*| £008—+018 | +005—+015| +0.025 6.35 |+0.05|%0.05|£0.05|+0.05|£0.05| —
A | Parallelogramgs® | [] U*| +0.13—+0.38 | £0.08—+025 | +0.13 9.525 | +0.05|%0.05 | £0.05 | £0.05 | +£0.05| £0.05
B Parallelogram82°® — The surface of insert with % mark is sintered. 12.70 |+0.08|4+0.08|+0.08/+0.08) — |+0.08
+ + + + - |x
K Parallelogram55° [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
gl Round o 2540 | — |%013] — | — | — |*043
X | Special Design g 3175 | — |x0.15| — — — |*0.15
@ Insert Shape @ Tolerance Class
| @ ®
| ) @
ormal Clearance ixing and/or for Chip Breaker
QN Icl @ Fixing and/or for Chip Break
Symbol Normal Clearance Metric
V Hole Chip ) Hole Chip :
A 3 Symbol| - Hole Configuration | Breaker Figure Symbol| - Hole Configuration | Breaker Figure
B 5 \ W |With Hole| Cyiindrical Hole | o | [T 7] \T[/ | A |With Hole|Cylindrical Hole|  No | [T ] \U_I/
+
X One Countersink|  One i o One
C 7 S 7 T |Wwith Hole (40—60°) Sided E W M |With Hole | Cylindrical Hole Sided D]j m
D| 15 \/ Q |With Hole | Cyindricaltole | o | [[(] G |With Hole | Cylndrical Hole| g | T 1
) Double Countersink| Double Without
E| 20 \/ U |With Hole| " (4060 | sided | 2] N | oe - N | T
’ indri Without One
Fl 25 N | | B [winwoe|omoicaivor| o |[EIWE | R | Mot - | O |
. One Countersink|  One Without Double
¢| 30 K H |with Hole| (70 "g0) | siged | LLId 17 | F | "ol - sided |
N 0 B C |With Hole | Cylindrical Hole | No ] X - - — | Special Design
Double Countersink
Pl o1t | | 9wt ow e Double |
O | Other Normal Clearance
Major Normal Clearance




TURNING INSERTS

e Top of the Guling adg. ' e Ineert
Symbol Thickness (mm)
S1 1.39
01 1.59
T0 1.79
02 2.38
T2 2.78
03 3.18
T3 3.97
04 4.76
06 6.35
07 7.94
09 9.52
® Insert Thickness

® Chip Breaker

Standard

C FH

Symbol Diameter of
Inscribed Circle
®@ 6 &y & EH B A[T™
02 04 03 03 06 3.97
L3 08 05 04 04 08 4.76
03 09 06 05 05 09 5.56
06 6.00
04 11 07 06 06 11 6.35
05 13 09 08 07 13 7.94
08 8.00
09 06 16 1 09 09 16 9.525
10 10.00
12 12.00
12 08 22 15 12 12 22 12.70
15 10 19 16 15 27 15.875
16 16.00
19 13 23 19 19 33 19.05
20 20.00
27 22 22 38 22.225
25 25.00
25 31 25 25 44 25.40
31 38 32 31 54 31.75
32 32.00
® Insert Size
|
® ®

12

04

(E)

08

(N)-

1

@ Insert Corner Configuration Cutting Edge Condition © Cutting Direction
Symbol Corner Radius (mm) Figure | Cutting Edge |Symbol Figure Hand|Symbol
00 Sharp Nose <
arp )

V3 0.03 J Cutting Edges % — Rightl R

V5 0.05

01 0.1 j I.?ound @/ Left| L

02 0.2 Cutting Edges —

04 0.4 /

ﬁ Chamfered Neutral] N

& 08 Cutting Edges -

12 1.2

16 16 Chamfered

20 20 ) anleounded

Cutting Edges

24 2.4

28 2.8 Mitsubishi Materials omit

the honing symbol.

32 3.2 SA SH swW
00 : Inch ’.TMPS. J\ f=\
MO : Metric Round Insert ,J'.'J'.r'\ 4 i .

emesaaTE

(Refer to JIS-B4120-1998)
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TURNING INSERTS

A004

TURNING INSERTS

HOLE GEOMETRY

NEGATIVE

Dimensions (mm)

Type A

-

oD2

oD3

POSITIVE

Dimensions (mm)

Insert Number Hole Type Insert Number Hole Type
D2 D2 D3 | B(°)
3.81 A 06027 28| 38| R B
CNGA CCET o
CNGG 3.81 A 09T3" 44| 60| R B
CNMA 5.16 A CCGB 0602/ 28| 39| R B
CNMG 6.35 A CCMB
9.12 A CCMH
ONGA 3.81 A 0381770 20| 29| R B
ChCe 5.16 A 04707 24| 35| R B
DNGM 5.16 A CCGT 060275 28| 38| R B
DNMA 09737 44| 60| R B
DNMG 12047 55| 75| R B
DNMM
= 28| 38| R B
34| 45| R B
CCMT —
3.81 A 09737 44| 60| R B
SNGA 5.16 A 12040 55| 75| R B
SNGG 6.35 A 03S1° 20| 29| R B
SNMA (
SNMG 7.93 A coaw 04T0: 24| 35| R B
SNMM 9.12 A CEnm 0602 28| 38| R B
9.12 A 09737 44| 60| R B
2.26 A 12047 55| 75| R B
TNGA —
TNGG 3.81 A cpaT 0802 34| 45| R B
TNMA 3.81 A 0903 44| 60| R B
TNMG 5.16 A CPGB 0802 35| 53| 78° D
TNMM 6.35 A CPMB 0003 | 45| 63| 78° D
TNMX 7.93 A CPMH
. 3.81 A CPMX 35| 56|78 D
VNGM 46 | 6.6/ 80° D
VNGG DCET 070275 28| 38| R B
VNMG DCGT 1MT300 44| 60| R B
L DCGW 0702 28 | 38| R B
3.81 A DCMW 117300 44| 60| R B
WNMA 3.81 A DCMT 15047 55| 75| R B
WNMG 3.81 A DEGX 15047 51| 7.0| 85° c
5.16 A 1003M0 36 | 46/ 21° D
3.81 A 1204M0 42| 54/ 21° D
120400 5.16 A 1606M0 52| 6.7]21° D
R E 190600 7.93 A RCMX 2006M0 65| 8.0/ 21° D
RNMA : : :
250900 9.12 A 2507MO0 72| 91/ 21° D
310900 12.7 A 3209M0 9.5 | 11.7] 21° D




POSITIVE

Dimensions (mm)

Type A

A
oD2
oD3

Dimensions (mm)

Insert Number Hole Type Insert Number Hole Type
D2 D3 | B(°) D2 D3 | B(°)
0602M0 28 138 | R B VBET 11030 29 38| R B
EgﬁI 0803M0 34|45 | R B VBGT 1604 44 (60| R B
10T3MO 44 60| R B VBMT
RGGM 2004M0 56 | 7.5 | 53° c VBGW
SCMT 44 60| R B VCGT 08021 24 32| R B
SCMW 55|75 | R B VCMT 11030 28 38| R B
S 46 |60 | R B VCGW 1604 44160 | R B
57|75| R B VCMW 22050 75/55| R B
44160 | R B VDGX 1603 45| 6.1 |88° D
SPMT
55|75| R B WBGT 23132 | R B
45|64 |58° D WBMT 23132 R B
SPGX
59 | 7.7 | 58° D WCGT 23 /30| R B
23132 | R B WCMT 23 /30| R B
TCGT 23|30 R B wgl\Gﬂw 04027 28 38| R B
TCMT 25|33 | R B 06T3: 44 60| R B
TCGW 28 38| R B WPGT 04027 28|38 | R B
TCMW 34 45| R B WPMT 0603 44 60| R B
44 (60| R B XCMT 1503 28 38| R B
TEGX 44 | 6.1 |88° D
25| 38 | 88° C
3.0 | 43 | 88° C
TPGX
35| 4.8 | 88° C
48| 6.5 | 58° D
2.7 | 3.8 | 88° C
32|43 |88 C
TPMX
37 | 48 | 88° C
48|64 | 58° D
TPGB 24 | 4.0 | 78° D
TPMB 29 |43 | 78° D
TPGH 34|48 |78° D
TPMH 44|65 | 78° D
TPGT 44160 | R B
28 /38| R B
TPGV
34|45 | R B

TURNING INSERTS
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TURNING INSERTS

A006

TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL
NEGATIVE INSERTS

Geometry Insert Number L3 L4 B2 B7

DNGG150404R/L 2.8 — 15 —

! B TI 150408R/L 2.8 = 15 =
£
Right hand insert shown.
SNGGO090304R/L 1.8 1.6 15 —
L5 . g, 090308R/L 1.8 1.6 15 =
}'\—%h 120404R/L 23 3.7 15 —
120408R/L 23 3.7 15 =
Right hand insert shown.
TNGG160402R/L-FS 1.3 — 15 30
L3 g, - . 160404R/L-FS 1.3 = 15 30
}‘\—%ﬁ /&# 160408R/L-FS 1.3 — 15 30
Right hand insert shown.
TNGG160402R/L-F 2.5 — 15 30
L3 . g, - - 160404R/L-F 2.5 = 15 30
}‘\-%h /&# 160408R/L-F 2.5 — 15 30
Right hand insert shown.
TNGG160402R/L-K 1.5 71 15 -
L3 . B, 160404R/L-K 1.5 5.4 15 =
‘_\—%h 160408R/L-K 1.5 5.1 15 -
Right hand insert shown.

TNGG110302R/L 1.3 3.2 15 —
110304R/L 1.3 3.0 15 =
110308R/L 1.3 2.7 15 -
160304R/L 23 5.4 15 =

Lo 160308R/L 23 5.1 15 -

}_\_%h 160402R/L 13 8.7 15 —~

160404R/L 23 5.4 15 —

L4 160408R/L 23 5.1 15 =
160412R/L 23 4.8 15 —

220404R/L 2.8 9.4 15 =

220408R/L 2.8 9.1 15 -

Right hand insert shown. 220412R/L 2.8 8.8 15 —

VNGG160404R/L 1.8 — 15 —
160408R 1.8 = 15 =

L3

o

Right hand insert shown.




POSITIVE INSERTS

Geometry Insert Number L3 | L4 Geometry Insert Number L3 | L4
CCET0602V3R/L-SR | 2.2 | — CPMH080204R/L-F 10| —
060201R/L-SR | 2.2 | — L3 - 090304R/L-F 14| —
060202R/L-SR |22 | — gg k\-%h ‘%&#

- Ef%h S 060204R/L-SR |22 | — 15° 50°

0° I 09T3V3R/L-SR | 3.2 | — Right hand insert shown.
09T301R/L-SR | 3.2 | — DCETO0702V3R/L-SR | 2.5 | —
09T302R/L-SR | 3.2 | — 070201R/L-SR [ 25| —
Right hand insert shown. 09T304R/L-SR | 3.2 | — 070202R/L-SR | 25| —

CCET060200R/L-SN | 1.0 | — T k\_%ﬂ’ \’}’ﬁ 070204R/L-SR [ 25| —
0602V3R/L-SN | 1.0 | — 300 Joe 11T3V3RIL-SR | 3.7 | —
060201R/L-SN | 1.0 | — 11T301R/L-SR | 3.7 | —
060202R/L-SN | 1.0 | — 11T302R/L-SR | 3.7 | —

?fl}_l 060204R/L-SN | 1.0 | — Right hand insert shown. 11T304R/L-SR | 3.7 | —
o0° 09T300R/L-SN | 1.5 | — DCET070200R/L-SN | 1.0 | —
09T3V3R/L-SN | 1.5 | — 0702V3R/L-SN [ 1.0 | —
09T301R/L-SN | 1.5 | — 070201R/L-SN | 1.0 | —
09T302R/L-SN | 1.5| — 070202R/L-SN | 1.0 | —
Right hand insert shown. 09T304R/L-SN | 1.5 | — i —L2 j 070204R/L-SN | 1.0 | —
CCET0602V3R/LW-SN | 1.0 | — o0 11T300R/L-SN | 1.5 | —
gg L3 09T3V3R/LW-SN | 1.5 | — 11T3V3R/L-SN | 1.5 | —
+ E\—-ih 11T301R/L-SN [ 1.5 | —
20° 11T302R/L-SN | 1.5 | —
Right hand insert shown. Right hand insert shown. 11T304R/L-SN | 1.5 | —
CCGHO060202R/L-F 12| — DCET0702V3R/LW-SN | 1.0 | —
gg L3 : 060204R/L-F 14| — gy L3 11T3V3RILW-SN | 1.5 | —
15° J00 20°
Right hand insert shown. Right hand insert shown.

CCGT03S1V3L-F 08| — DCGT070202R/L-F 1.0 —
03S101L-F 08| — -L3 & 070204R/L-F 1.0| —
03S102L-F 08| — ! jw 11T302R/L-F 10| —

i i%ﬁ N7 03S104L-F 08| — o 11T304RIL-F [ 1.0 | —
7o b 04TOV3L-F 10| — *DCGT1MT3 type : 14°
04T001L-F 10| — Right hand insert shown.

04T002L-F 10| — DCGT0702V3R/L-SS | 1.0 | 3.5

Left hand insert shown. 04T004L-F 10| — 070201R/L-SS | 1.0 | 3.5

CCGT0602V3R/L-SS | 1.0 | 3.0 k\_%ﬂ' 070202R/L-SS | 1.0 | 3.5

060201R/L-SS | 1.0 | 3.0 e 11T3V3R-SS 1.0 6.5

L 060202R/L-SS | 1.0 | 3.0 Le 11T301R-SS 1.0]6.5

+ E % " 09T3V3RIL-SS | 1.0 | 5.0 Right hand insert shown. 11T302R-SS | 1.0 | 6.5
L4 09T301R/L-SS | 1.0 | 5.0 DCGT0702V3R-SN 10|35
Right hand insert shown. 09T302R/L-SS | 1.0 | 5.0 070201R-SN 1.0 3.5

CCGT0602V3R-SN 1.0 3.0 L3 070202R/L-SN | 1.0 | 3.5

060201R/L-SN | 1.0 | 3.0 k\-%ﬁ 11T3V3RIL-SN | 1.5 | 6.5

L3 060202R/L-SN | 1.0 | 3.0 L2 20 11T301R/L-SN | 1.5 | 6.5

+ E\—-%h 09T3V3R/L-SN | 1.5 | 5.0 11T302R/L-SN | 1.5 | 6.5
@ 20° 09T301R/L-SN | 1.5 | 5.0 Right hand insert shown. 11T304R/L-SN | 1.5 | 6.5

09T302R/L-SN | 1.5 | 5.0 DEGX150402R/L 28| —
Right hand insert shown. 09T304R/L-SN | 1.5| 5.0 L3, 150404R/L 28| —

CPGT080204R/L-F 06| — k\‘%h
090302RIL-F | 0.8 | — x
090304R/L-F 08| — Right hand insert shown.

Right hand insert shown.

TURNING INSERTS
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TURNING INSERTS

A008

TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

POSITIVE INSERTS

Geometry Insert Number L3 | L4 Geometry Insert Number L3 | L4

DEGX150402R/L-F | 25| — VBGT110302R/IL-F | 1.0 —

ITY 150404RIL-F | 25| — L. . 110304RIL-F | 10| —
@ T~ *%&# ﬁy ~—2h V/&# 160402RIL-F |15 | —
25° 20° 13° 20° 160404RIL-F | 15| —
Right hand insert shown. Right hand insert shown.
SPGR090304R/L 18]16 VBET1103V3R/L-SR | 2.5 | —
L. . 110301R/IL-SR | 25| —
ﬁy ~=h 72&# 110302RIL-SR |25 | —
30° %00 110304R/L-SR | 25| —
<La] Right hand insert shown. Right hand insert shown.

TCGT0601V3L-F 10] — VBET110300R/L-SN | 1.0 | —

IETI 060101L-F 10| — L3 1103V3R/IL-SN | 1.0 | —

- ‘%&# 060102RILF | 1.0 | — ﬁy ~h 110301RIL-SN [ 1.0 | —

1° 200 060104R/L-F [ 1.0 — 20° 110302R/IL-SN | 1.0 | —

Left hand insert shown. Right hand insert shown. 110304R/L-SN | 1.0
TEGX 160302R/L 2.0 /6.0 VBET1103V3R/LW-SN | 1.0 | —
é% s 160304RIL | 2.0 | 6.0 ? L
‘/:I \} o ﬁ 20°
Right hand insert shown. Right hand insert shown.

TPGH080202R/L-FS | 0.9 | — VCGTO080202R/IL-F | 0.8 —
080204R/L-FS | 0.9 | — L. . 080204R/IL-F | 0.8 | —
090202R/L-FS | 1.0 | — %% ~—h \%&#

é%& —2 i 4 090204R/L-FS | 1.0 | — 13° 20°
A I 110302R/L-FS | 1.4 | — Right hand insert shown.
110304RIL-FS | 1.4 | — VDGX160302R/L 20| —
*TPGH1603 " type : 14° 160304R/L-FS | 2.0 | — L. . 160304R/L 20| —
Right hand insert shown. 160308RIL-FS | 2.0 | — ﬁy ?i%h ‘%&#
TPGR110304R/L 13]3.0 25 20°
13 160304R/L 23|54 Right hand insert shown.
! - 160308RIL | 2.3 | 5.1 WBGT0201V3LF | 1.0 | —
T 15° 020101L-F 10| —
Right hand insert shown. 020102L-F 10| —

TPGX080202RIL | 1.3 | — @ i%ﬁ o 020104L-F | 1.0 | —
080204R/L 13| — A &#300 L302V3L-F 10| —
090202R/L 16| — L30201L-F 10| —

éi L3 i N 090204R/L 16| — L30202R/L-F [ 1.0 | —
PR I 090208R/L 14| — Left hand insert shown. L30204R/L-F 10| —
110302RIL 18| — WCGT020102R/L 10] —
110304RIL 18| — @ L. . 020104R/L 10| —
Right hand insert shown. 110308RL | 18| — ~—h ‘%&# L30202RIL | 10| —
15° 300 L30204R/L 10| —
Right hand insert shown.
WPGT040202R/L-FS | 1.0 | —
@ L. . 040204R/L-FS | 1.0 | —
~h V/&# 060304R/L-FS | 1.0 | —
15° S0° 060308R/L-FS | 1.0 | —

Right hand insert shown.




“TOOL NAvV]

OUTLINE

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

LABEL INDICATION

@ Cutting conditions

/‘ vc (Cutting Speed) @ Stable cutting @ General cutting ¥ Unstable cutting
D o P —190 m/m @ Cutting areas
< o 0—620 SF F : Finishing (ap<0.5mm) S : Light Cutting (ap=0.5—1.5mm)
z % Steel M : Medium Cutting (ap=1.5—4.0mm) G : Rough Cutting (ap=4.0—7.0mm)
S J\_/J 220—120 m/min @ Cutting speed standards
d O Stanl 720—390 SFM (Performance versus tool life)
° ? alnless @ Calculations based on maximum performance : Tool life is 15min.
° g K 0—170 m/mi @ Calculation ba}sed on maximum tool life : Tool life is 90min.
I. O 5—560 SFM @ Work materials
K Cast Iron P : Steel (Material reference : Carbon steel, alloy steel 180HB)
— M : Stainless steel (Material reference : Austenitic stainless steel 180HB)
@ & -0-Q- K : Cast iron (Material reference : Gray cast iron, ductile cast iron 180HB)
TOOL LIFE

Cutting speed affects tool life. Mitsubishi's TOOL NAVI suggests cutting speeds for 15—90 minute tool life and is based on Taylor's
equation (Relationship for tool grade, cutting conditions and tool life). 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.

K Grade (Cast Iron) cutting speed coefficient values.
15min | 30min | 45min | 60min | 90min 15min | 30min | 45min | 60min | 90min
UE6105 1.00 0.79 0.69 0.63 0.55 ucs105 1.00 0.79 0.69 0.63 0.55
UE6110 1.00 0.82 0.72 0.67 0.59 ucs115 1.00 0.79 0.69 0.63 0.55
uveeo20 ERN) 0.83 0.74 0.69 0.62 AP25N 1.00 0.87 0.80 0.75 0.69
(I EL  1.00 0.88 0.82 0.78 0.73 VP25N 1.00 0.87 0.80 0.75 0.69
AP25N 1.00 0.84 0.76 0.71 0.64 (ex.) Medium cutting of steel

vP25N 1.00 0.84 0.76 0.71 0.64 The 1st recommendation : UE6110
Indexable inserts : CNMG120408-MA
Recommended cutting speed : ve=325m/min

M Grade (Stainless Steel) cutting speed coefficient values. (Tool life : 15min.)
Grage—e0!lifel " 15min | 30min | 45min | 60min | 90min ‘

P Grade (Steel) cutting speed coefficient values.

Us735 1.00 0.78 0.68 0.61 0.53 Tool life required by the customer : 30min.
uUsz7zo20 1.00 0.70 0.57 0.49 0.40 325x%0.82=267m/min

VPISTF 1.00 0.78 0.67 0.61 0.52

AP25N 1.00 0.76 0.65 0.57 0.49

HARDNESS OF THE WORK MATERIAL

Hardness of the work material also affects tool life. Mitsubishi's TOOL NAV] 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

140HB 180HB 220HB 260HB
1.19 1.0 0.85 0.75
1.23 1.0 0.85 0.72
1.19 1.0 0.91 0.85

TURNING INSERTS

A009



TURNING INSERTS

A010

TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

Selection of optimum inserts for turning

The following diagrams show for each type of work material, the optimal combination of suitable grades and
chip breakers for each application area in turning.

CUTTING CONDITIONS CUTTING AREA
Continuous Cutting o .
Stable Cutting Constant Depth of Cut ﬂ Finish Cutting (ap<0.5mm)

Securely Clamped Component Cutting
E Light Cutting (ap=0.5—1.5mm)

m Medium Cutting  (ap=1.5—4.0mm)
U t b| C tt Heavy Interrupted Cutting
| lar Depth of Cut . 0
nStable L UtINg | amping Rigidity Cutting E Semi-Heavy Cutting (ap=4.0—7.0mm)

I]] Heavy Cutting (ap=7.0—10mm)

General Cutting

S
%6 (= :
O‘/z}; ues110) Mild Steel
% - V4
( MH
usﬁmsl
—VIH
( ms
UEG110)
Ms

1
ms
( sY
ussy 17

sy

WREIEL pm

1st Recommendation ngz
(General Cutting) )
. vc : Cutting Speed
Mild Steel ro: Cult
NEGATIVE INSERTS ap : Depth of Cut

1st Recommendation
ChipBreaker Grade  vc (m/min)  f (mm/rev)

FY VP25N 300—470 0.08—0.22 vc
SY VP25N 260—410 0.16—0.32 vc
MS UEG6110 260—440 0.16—0.50 vc
MH UE6105 270—495 0.20—0.55 vc MH UE6110 MA UE6105 GH UE6105
HZ UEG6110 200—335 0.40—1.20 vc HZ UE6020 GH UE6110 HX UE6110
FY NX3035 275—385 0.08—0.22 FY VP25N FY UE6020 f #,vc SY NX3035
SY NX3035 235—335 0.16—0.32 SY VP25N SY UE6020 FY NX3035 MS NX3035
MS UEG6110 260—440 0.16—0.50 vc MS UE6020 SY UE6020 MH UE6110
MH UEG6110 255—435 0.20—0.55 MH UE6105 MH UE6020 MA UE6110 GH UE6110
HZ UEG6020 190—305 0.40—1.20 HZ UE6110 HZ UH6400 GH UE6020 HX UE6020
FY UEG6020 295—485 0.08—0.22 FY NX3035 SY UE6020 f # ,vc' SY UE6020
SY UEG6020 260—420 0.16—0.32 SY NX3035 MS UE6020 FY UE6020 MS UE6020
MS UEG6020 245—400 0.16—0.50 MS UE6110 MH UE6020 SY UE6020 MH UE6020
MH UE6020 240—395 0.20—0.55 MH UE6110 MH UE6035 MA UE6020 GH UE6020
HZ UHG6400 165—240 0.40—1.20 HZ UE6020 ap,f GH UE6020 HX UH6400

Cutting Area Heavy Wear Fracture Long Chips  Chip Jamming

FY NX3035 f /,vc™ SY VP25N
SY NX3035 FY VP25N MS NX3035
MS UE6020 SY VP25N MH UE6110
Stable Cutting

4N 4V 4V 4V'4

General Cutting

Unstable Cutting

ITOSNVTMIOSONIOSOT




TURNING INSERTS

Stable Cutting

S,
(é%o ( HX Carbon Steel
arbon Stee .
%"9 —_ S Alloy Steel General Cutting
GH l
UEB105)
s H
( mp
u55m5l
— ‘
‘L/E?:nsl iy
s H —
H 1

Unstable Cutting

1st Recommendation (us@
(General Cutting)

Carbon Steel * Alloy Steel ve: Culting Specd
NEGATIVE INSERTS ap : Depth of Cut

1st Recommendation
ChipBreaker Grade  vc (m/min)  f(mm/rev)

FH AP25N 230—360 0.08—0.20 vc
SH UEG6105 220—405 0.10—0.40 vc
MP UEG6105 200—370 0.16—0.50 vc
GH UEG6105 180—335 0.25—0.60 vc GH UE6110 MH UE6105 HZ UE6110
HX UEG6110 145—245 045—1.25 vc HX UE6020 HZ UE6110 HV UE6110
FH NX3035 210—295 0.08—0.20 FH AP25N FH UE6110 f ” SH NX3035
SH UEG6110 210—355 0.10—0.40 SH UE6105 SH UE6020 FH UE6110 MP UE6110
MP UEG6110 190—325 0.16—0.50 MP UE6105 MP UE6020 SH UE6110 MH UE6110
GH UEG6110 170—290 0.25—0.60 GH UE6105 GH UE6020 MH UE6110 HZ UE6110
HX UE6020 140—225 0.45—1.25 HX UE6110 HX UH6400 HZ UE6020 HV UE6020
FH UEG6110 240—410 0.08—0.20 vc FH UE6020 f P SH UE6110
SH UEG6020 200—325 0.10—0.40 SH UE6110 MP UE6020 FH UE6020 MP UE6020
MP UE6020 180—295 0.16—0.50 MP UE6110 MH UE6020 SH UE6020 MH UE6020
GH UEG6020 165—265 0.25—0.60 GH UE6110 GH US735 MH UE6020 HZ UE6020
HX UHG6400 125—180 0.45—1.25 HX UE6020 ap,f HZ UH6400 HV UHG6400

Cutting Area Heavy Wear Fracture Long Chips  Chip Jamming

FH NX3035 f ” SH AP25N

SH UE6110 FH UE6110 MP UE6105
MP UE6110 SH UE6105 MH UE6105
Stable Cutting

"N 4V 4N 4V

General Cutting

Unstable Cutting

IOSVTMIOSONTIO=SOT

CLASSIFICATION >A036 A011




TURNING INSERTS

A012

TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

N FH
1st Recommendation wvs73s

Material

g Stable Cuttin
Vg
% Hz .
Stainless Steel .
“, 73 General Cutting
UE‘;:)’EU Y ,' ‘ .
GH \@735 Unstable Cutting
L/§7geu { g \ o u:7135 —
™ WIBY NSt . / ﬂ Finish Cutting
US735 f \‘ U;;;S
SH .
- | e WUS73S 4 Light Cutting
Us735 . a | s
_NNLUS735 4 m Medium Cutting
' {'i ‘ US735
US735 4

"4

(General Cutting)

D
=
7

—
\

M Stainless Steel Ve Cutling Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area Chip Breaker 15:;?""::‘2;:1?:;0" f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FH US735 110—210 0.08—0.20 vc M SH US735 — SH US735
s SH US735 95—185 0.10—0.40 vc M MS US735 FH US735 MS US7020
M MS US7020 95—245 0.16—0.50 vc M MS US735 MA US7020 MH US7020
Stable Cutting G GH US7020 85—220 0.25—0.60 vc GH US735 MH US7020 f )
H HZ US7020 75—185 0.40—1.20 vc Hz US735 GH US7020 f N
F FH US735 110—210 0.08—0.20 vc N SH US735 — SH US735
s SH US735 95—185 0.10—0.40 vc MS US735 FH US735 MS US735
M MS US735 85—165 0.16—0.50 MS US7020 MA US735 MA US735 GH US735
General Cutting G GH US735 80—150 0.25—0.60 GH US7020 ap,f MA US735 f N
H HZ US735 65—125 0.40—1.20 HZ US7020 ap,f GH US735 f N
F FH US735 110—210 0.08—0.20 vc M SH US735 — SH US735
s SH US735 95—185 0.10—0.40 vc M MS US735 FH US735 MS US735
M MS US735 85—165 0.16—0.50 MS US7020 MA US735 MA US735 GH US735
Unstable Cutting G GH US735 80—150 0.25—0.60 GH US7020 ap,f MA US735 f \u
= HZ US735 65—125 0.40—1.20 HZ US7020 ap,f GH US735 f N




TURNING INSERTS

S Stable Cutting
e(5/8 Flat Top
@ ‘ L/E5105’ Cast Iron .
1}}},9 —r F Ductile Cast Iron General Cuttlng

Standard
‘ ucs 105[
—
( MA
ucs ms]

Unstable Cutting

—
Flat Top
ucsi1i1s

p—
Standard
Ucs11s,

MA
4
( MA

1st Recommendation

(General Cutting)

Cast Iron ¢ Ductile Cast Iron
NEGATIVE INSERTS

vc : Cutting Speed

f :Feed
ap : Depth of Cut

1st Recommendation

Cutting Area

ChipBreaker Grade  vc (m/min)

f (mm/rev)

Heavy Wear

Fracture

Stable Cutting

MA UC5105
MA UC5105
Standard UC5105
Flat Top UC5105

165—305
165—305
165—305
155—290

0.20—0.50
0.20—0.50
0.25—0.60
0.20—0.60

ve "y
ve N
ve N
vc N

MA UC5115
MA UC5115
Standard UC5115
Flat Top UC5115

General Cutting

160—295
160—295
160—295
155—280

MA UC5115
MA UC5115
Standard UC5115
Flat Top UC5115

0.20—0.50
0.20—0.50
0.25—0.60
0.20—0.60

MA UC5105
MA UC5105
Standard UC5105
Flat Top UC5105

Standard UC5115
Standard UC5115
FlatTop UC5115
ap,f

Unstable Cutting

MA UC5115
MA UC5115
Standard UC5115
Flat Top UC5115

160—295
160—295
160—295
155—280

OSvTMOsSNTOSnT

0.20—0.50
0.20—0.50
0.25—0.60
0.20—0.60

MA UC5105
MA UC5105
Standard UC5105
Flat Top UC5105

Standard UC5115
Standard UC5115
FlatTop UC5115
ap,f W

CLASSIFICATION

> A036

A013



TURNING INSERTS

A014

TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

Titanium Alloy

NEGATIVE INSERTS

FJ
RT90 ID’

1st Recommendation

(General Cutting)

(o

RTHDIHI

Titanium Alloy

Stable Cutting

General Cutting

Unstable Cutting

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

1st Recommendation

Cutting Area ChipBreaker Grade v (m/min)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FJ RT9010 50—100 0.06—0.20 vc FJ  TF15 — MJ RT9010
s MJ RT9010 40—90 0.06—0.25 vc MJ  TF15 FJ RT9010 f N
. M MS RT9010 40—80 0.10—0.25 vc MS TF15 — GJ RT9010
Stable Cutting
G GJ RT9010 40-70 0.16—0.35 vc M GJ TF15 — f N
F FJ RT9010 50—100 0.06—0.20 vc FJ  TF15 — MJ RT9010
S MJ RT9010 40—90 0.06—0.25 vc MJ  TF15 FJ RT9010 f N
) M MS RT9010 40—80 0.10—025 vc MS TF15 — GJ RT9010
General Cutting
G GJ RT9010 40-70 0.16—0.35 vc GJ TF15 — f N
F FJ TF15 40—80 0.06—0.20 FJ RT9010 MJ TF15 — MJ TF15
s MJ TF15 30—70 0.06—0.25 MJ RT9010 MS TF15 FJ TF15 f N
. M MS TF15 30—60 0.10—0.25 MS RT9010 GJ TF15 — GJ TF15
Unstable Cutting
G GJ TF15 30—50 0.16—0.35 GJ RT9010 ap,f — f N




1st Recommendation
(General Cutting)

VP05, RT]
.
(s
vPOs RT]
e

Ni, Co-Based Alloy

NEGATIVE INSERTS

C
(75
"

—

’VF 17

(e
VP Iﬂﬂy

=
(s

—
’/vu

FJ

VPIT
%,

P

—
’E.l

’I/I!l'; TF

o/

Ni, Co-Based Alloy

VPIT

Stable Cutting

General Cutting

Unstable Cutting

vc : Cutting Speed
: Feed
ap : Depth of Cut

f

1st Recommendation

Cutting Area ChipBreaker Grade v (m/min)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FJ VP1ORT 20—-60 0.06—0.20 vc FJ  VP15TF — MJ VP10RT
S MJ VPO5RT 30—70 0.06—0.25 MJ US905 MJ VP1ORT FJ VP1ORT f N
. M MS VPOS5RT 30—70 0.10—0.25 MS US905 MS VP10RT — GJ VP10RT
Stable Cutting
G GJ VP1ORT 20—40 0.16—0.35 GJ US905 GJ VP15TF — f )
F FJ VP1ORT 2060 0.06—0.20 vc FJ  VP15TF — MJ VP10RT
S MJ VP1ORT 20—50 0.06—0.25 MJ VPO5RT MJ VP15TF FJ VP1ORT f )
. M MS VP1ORT 20—50 0.10—0.25 MS VPO5RT MS VP15TF — GJ VP10RT
General Cutting
G GJ VP1ORT 20—40 0.16—0.35 GJ US905 GJ VP15TF — f N
F FJ VPA5TF 20-60 0.06—0.20 FJ VP10RT MJ VP15TF — MJ VP15TF
s MJ VPA5TF 20—-50 0.06—0.25 MJ VP10RT MS VP15TF FJ VP15TF f N
. M MS VPA5TF 2050 0.10—0.25 MS VP10RT GJ VP15TF — GJ VP15TF
Unstable Cutting
G GJ VPA5TF 20—40 0.16—0.35 GJ VP10RT ap,f — f o\

CLASSIFICATION

> A036

TURNING INSERTS

A015



TURNING INSERTS

A016

TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

Mild Steel
Standard
L/EEIID’
FVv
/\/)@525’

- (2

1st Recommendation
(General Cutting)

[
Mild Steel

Stable Cutting
General Cutting

Unstable Cutting

Standard
ussnn]

1st Recommendation

(General Cutting)

Carbon Steel
Alloy Steel

vc : Cutting Speed

7°POSITIVE INSERT TYPE f :Feed

Cutting Area Chip Breaker 1Gs:a|§:comvr:(en|11/dm?:;on f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming

Stable Cutting F FV NX2525 230—330 0.04—0.20 FV AP25N FV NX3035 f & ,vc™N  Standad NX2525
S Standard UE6110 215—360 0.06—0.30 vc N Standard UE6020 FV UE6020 f N

General Cutting F FV NX3035 220—315 0.04—0.20 FV NX2525 FV UE6020 f # ,vc™N  Stndad UE6110
S Standard UE6110 215—360 0.06—0.30 vc N Standard UE6020 FV UE6020 f A"

Unstable Cutting F FV UE6020 240—395 0.04—0.20 vc N Standard UE6020 f 2 ,ve™  Standad UE6020
S Standard UE6020 200—330 0.06—0.30 Stndard UE6110 Standard US735  FV UE6020 f A"

Carbon Steel ¢ Alloy Steel

vc : Cutting Speed

7°POSITIVE INSERT TYPE f :Feed

Cutting Area Chip Breaker 1c§rtaIZZcon':/T?:/:1?:;onf (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming

Stable Cutting F FV NX2525 170—245 0.04—0.20 FV AP25N FV NX3035 f & ,vc™N  Standad NX2525
S Standard UE6110 160—270 0.06—0.30 vc N Standard UE6020 FV UE6020 f "

General Cutting F FV NX3035 165—235 0.04—0.20 FV NX2525 FV UE6020 f # ,vc™  Standad UE6110
S Standard UE6110 160—270 0.06—0.30 vc Y Standard UE6020 FV UE6020 f "

Unstable Cutting F FV UE6020 180—295 0.04—0.20 vc N Standard UE6020 f 2 ,ve™  Standad UE6020
S Standard UE6020 150—245 0.06—0.30 Standard UE6110 Standard US735  FV UE6020 f "




Material

M

Stainless Steel

Standard
US735 )
# Standard

Standard
UsS735 J

Standard
US735

-
US735
1

~ Standar
[ e
2

uUs735
Standard
US735

"~ 4,

Stable Cutting
General Cutting

Unstable Cutting

\y
’éé/e

0’}}/) ‘ Flat Top
9 ucs1as)
- F
‘ Standard
ucs11s)

- S
‘ Standard
uc5115[

JS

p—
Standard

ucsiis,

Cast Iron
Ductile Cast Iron

—
Flat Top

UCcs115,

p—
Standard

ucsi1is,

s

1st Recommendation
(General Cutting)

&

M Stainless Steel

7°POSITIVE INSERT TYPE

1st Recommendation

(General Cutting)

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

1st Recommendation

Cutting Area ChipBreaker Grade v (mimin)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
Stable Cutting F Standard US735 70—140 0.06—0.30 vc M ap,f f 7 ,ve\ f N
S Standard US735  70—140 0.06—0.30 vc ap,f M f A, ve\ foN
General Cuting F Standard US735 70—140 0.06—0.30 vc ap, f W f A, veN f N
S Standard US735  70—140 0.06—0.30 vc ap,f M f A, ve\ fooN
Unstable Cutting F Standard US735 70—140 0.06—0.30 vc ap, f W f 7, ve\ f N
S Standard US735  70—140 0.06—0.30 vc ap,f M f 2, ve\ f N

Cast Iron * Ductile Cast Iron
7°POSITIVE INSERT TYPE

vc : Cutting Speed

f :Feed
ap : Depth of Cut

1st Recommendation

Cutting Area o peaer  Grade  vo(m/min)  f(mmirey) ~e8YY Wear  Fracture

F Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110

s Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110
Stable Cutting M Flat Top UC5105 140—255 0.08—0.30 vc N Flat Top UC5115

F Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110

S Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110
General Cutting M Flat Top UC5115 135—245 0.08—0.30 FlatTop UC5105 ap,f “w

F Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110

s Standard UC5115 135—245 0.06—0.30 vc N Standard UE6110
Unstable Cutting M Flat Top UC5115 135—245 0.08—0.30 FlatTop UC5105 ap,f M

CLASSIFICATION > A046

TURNING INSERTS

A017



TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

Stable Cutting

TURNING INSERTS

Aluminium Alloy .
Y, General Cutting

Unstable Cutting

ﬂ Finish Cutting

1st Recommendation
(General Cutting)

H vc : Cutting Speed
Aluminium Alloy ve: Cull
7°POSITIVE INSERT TYPE ap : Depth of Cut
. 1st Recommendation . . .

Cutting Area ChipBreaker Grade v (m/min)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
Stable Cutting F AZ HTi10 300—700 0.10—040 vc ap,f W f N ,ve\ f N
General Cutting F AZ HTi10 300—700 0.10—040 vc ap,f W fN,ve™ f
Unstable Cutting F AZ HTi10 300—700 0.10—0.40 vc ap,f W f X, ve'\ f N

6)"96/6, B 6}‘96/8
. Titanium Alloy . Ni, Co-Based Alloy
0},,0 1?},,0

1st Recommendation
(General Cutting)

1st Recommendation
(General Cutting)

. . vc : Cutting Speed
Titanium Alloy f - Feed
7°POSITIVE INSERT TYPE ap : Depth of Cut

1st Recommendation
ChipBreaker Grade  vc (m/min)  f(mm/rev)

Stable Cutting F * FJ RT9010 40—85 0.04—0.12 vc M ap, f W f N
General Cutting F * FJ RT9010 40—85 0.04—0.12 vc ap, f W f N
Unstable Cutting F * FJ RT9010 40—85 004—0.12 vc ap,f N W

*Non stock, produced to order only.

E Nl, CO-Based Alloy vc : Cutting Speed

Cutting Area Heavy Wear Fracture Chip Jamming

f :Feed
7°POSITIVE INSERT TYPE ap : Depth of Cut

1st Recommendation
ChipBreaker Grade  vc (m/min)  f(mm/rev)

Stable Cutting F * FJ VP1ORT 20—50 004—0.12 vc ap,f W
General Cutting F * FJ VP10ORT 20—50 0.04—0.12 vc ap,f W fo\
Unstable Cutting F * FJ VP1ORT 20—50 0.04—0.12 vc ap, f W f N

*Non stock, produced to order only.

Cutting Area Heavy Wear Fracture Chip Jamming

A018



TURNING INSERTS

Stable Cutting ﬂ Finish Cutting

General Cutting B Light Cutting
Unstable Cutting m Medium Cutting

S, S,
éé/@ /%/e
Mild Steel C‘(/ Carbon Steel
%, mv Alloy Steel
4 /vx3u35l

1st Recommendation
(General Cutting)

1st Recommendation
(General Cutting)

1 vc : Cutting Speed
Mlld Steel f : Feed
11°POSITIVE INSERT TYPE ap : Depth of Cut

1st Recommendation

Cutting Area ChipBreaker Grade v (mimin)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FV NX2525 230—330 0.04—0.20 vc FV  VP15TF f 7 ,vc™ f N
S SV NX2525 230—330 0.05—0.25 vc SV NX3035 f /,vc™n MV NX2525
Stable Cutting M MV NX2525 195—275 0.08—0.30 MV AP25N MV NX3035 SV NX2525 f N
F FV NX3035 220—315 0.04—0.20 FV NX2525 FV VP15TF f & ,vc™\ f N
S SV NX3035 165—235 0.05—0.25 SV NX2525 SV VP45N f 7 ,vc'y MV NX3035
General Cutting M MV NX3035 140—195 0.08—0.30 MV NX2525 MV VP25N SV NX3035 f N
F FV UEG6020 240—395 0.04—0.20 FV NX3035 ap,f f X ,ve\y f N
S SV UEG6020 295—395 0.05—0.25 SV US7020 SV VP15TF f 7 ,vc™ MV UE6020
Unstable Cutting M MV UEG6020 150—245 0.08—0.30 MV US7020 MV VP15TF SV UE6020 f N
Carbon Steel ¢« Alloy Steel ve: Culting Spoed
11°POSITIVE INSERT TYPE ap : Depth of Cut
Cutting Area Chip Breaker 152:2‘:0":/??”::1?:;0" f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FV NX3035 165—235 0.04—0.20 vc RLFS VP15TF f & ,ve™\ f N
S SV NX3035 165—235 0.05—0.25 SV NX2525 SV VP45N f 7 ,vc'y MV NX3035
Stable Cutting M MV NX3035 140—195 0.08—0.30 MV NX2525 MV VP45N SV NX3035 f N
F FV UEG6020 180—295 0.04—0.20 FV NX3035 RLFS VP15TF f 7 ,vc™N f N
S SV UEG6020 180—295 0.05—0.25 SV US7020 SV VP15TF f 7 ,vc™n MV UE6020
General Cutting M MV UE6020 150—245 0.08—0.30 MV US7020 MV VP15TF SV UE6020 f N
F FV VPA5TF 90—190 0.04—0.20 FV UE6020 ap,f f A ,ve\ f N
S SV VPA5TF 90—190 0.05—0.25 SV UE6020 MV VP15TF f & ,vc'y MV VP15TF
Unstable Cutting M MV VPA5TF 70—150 0.08—0.30 MV UE6020 ap,f SV VP15TF f b

CLASSIFICATION > A046,A050 A019
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TURNING INSERTS

CLASSIFICATION OF GRADES AND CHIP BREAKERS FOR TURNING

(N Material
f M
S,
'é%
Ury. Stainless Steel
%, mv
us7020,
/1%
5v '
us7020, é |
5V A
Fv ' EN \Lii735
VPISTF mv
FV | VPISTF

¥ \%735

|

VPISTF

Fv
VPISTF

5v
VPISTF

s

Stable Cutting
General Cutting

Unstable Cutting

\y
495/9

‘//}"
"

, mv
VPIETF’

, FV
VPISTF l

- F

1st Recommendation
(General Cutting)

1st Recommendation
(General Cutting)

F 7~

5v

Cast Iron

Ductile Cast Iron

—
mv

ity

—
Fv (/,)
vptsj S%

VPISTF,

Yo
G &
M Stainless Steel ve : Cuting Spoed
. Fee
11°POSITIVE INSERT TYPE ap : Depth of Cut
. 1st Recommendation . . .
Cutting Area ChipBreaker  Grade ve (m/min)  f (mmirev) Heavy Wear Fracture Long Chips  Chip Jamming
F FV VPA5TF 110—190 0.04—020 vc ap, f W = f N
s SV US7020 95—245 0.05—0.25 vc M SV US735 — MV US7020
Stable Cutting M MV US7020 80—205 0.08—0.30 vc MV US735 SV US7020 f N
F FV VPA5TF 110—190 0.04—0.20 vc ap,f — f N
s SV US735 85—165 0.05—0.25 SV US7020 SV VP15TF — MV US735
General Cutting M MV US735 70—140 0.08—0.30 MV US7020 MV VP15TF SV US735 f N
F FV VPA5TF 110—190 0.04—0.20 vc ap,f M = f N
s SV VPA5TF 110—190 0.05—0.25 SV US7020 MV VP15TF — MV VP15TF
Unstable Cutting M MV VPA5TF 80—160 0.08—0.30 MV US7020 ap,f SV VP15TF f N

Cast Iron ¢ Ductile Cast Iron
11°POSITIVE INSERT TYPE

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

1st Recommendation

Cutting Area o peaker  Grade  vo(mimin)  f(mmirey) ~e8VY Wear  Fracture
F FV VPA5TF 75—150 0.04—0.20 vc ap, f W

S SV VP15TF 75—150 0.05—025 vc MV VP15TF
Stable Cutting M MV VPA5TF 60—120 0.08—0.30 vc ap, f W
F FV VPA5TF 75—150 0.04—0.20 vc ap,f

S SV VPA5TF 75—150 0.05—025 vc MV VP15TF
General Cutting M MV VPA5TF 60—120 0.08—0.30 vc ap,f
F FV VPA5TF 75—150 0.04—0.20 vc ap, f W

S SV VPA5TF 75—150 0.05—025 vc MV VP15TF
Unstable Cutting M MV VPA5TF 60—120 0.08—0.30 vc ap,f M




Stable Cutting

TURNING INSERTS

Aluminium Alloy

General Cutting

Unstable Cutting

ﬂ Finish Cutting

1st Recommendation
(General Cutting)

H. vc : Cutting Speed
Aluminium Alloy ve: Cutt
11°POSITIVE INSERT TYPE ap : Depth of Cut
Cutting Area 1st Recommendation Heavy Wear Fracture Long Chips  Chip Jamming

ChipBreaker Grade  vc (m/min)  f(mm/rev)
Stable Cutting F RIL-FS HTi10 200—400 0.05—0.12 vc ap,f W fA,veN N
General Cutting F RIL-FS HTi10 200—400 0.05—0.12 vc ap,f M f A, ve\ f N
Unstable Cutting F RIL-FS HTi10 200—400 0.05—0.12 vc ap,f f 7 ,ve™\ f

@) o) Ni, Co-Based Alloy
' Y, “,
9 9

ﬁ':FE mFs
HTily VPISTF

Titanium Alloy

,;L'-FS {l;l..-FE
HTy VP’T

2 Y%
1st Recommendation 1st Recommendation
(General Cutting) (General Cutting)
1 1 vc : Cutting Speed
Titanium Alloy ve: Cutt
11°POSITIVE INSERT TYPE ap : Depth of Cut

1st Recommendation
ChipBreaker Grade  vc (m/min)  f (mm/rev)

Stable Cutting F RIL-FS HTi10 40—85 0.05—0.12 vc W ap,f W f N

Cutting Area Heavy Wear Fracture Chip Jamming

General Cutting F R/L-FS HTi10 40—85 0.05—0.12 vc W ap,f W f N
Unstable Cutting F RIL-FS HTi10 40—85 0.05—0.12 vc N ap,f W f N
Ni, Co-Based Alloy ve : Culling Speed
11°POSITIVE INSERT TYPE ap : Depth of Cut
Cutting Area 1st Recommendation Heavy Wear Fracture Chip Jamming

ChipBreaker Grade  vc (m/min)  f (mm/rev)
Stable Cutting F RIL-FS VP15TF 20—50 0.05—0.12 vc ap,f f N

General Cutting F RIL-FS VP15TF 20—50 0.05—0.12 vc ap,f W f N
Unstable Cutting F RIL-FS VP15TF 20—50 0.05—0.12 vc ap, f W f N

CLASSIFICATION >A050 A021
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PRECISION BREAKER SYSTEM

ANGULAR AND PARALLEL CHIP BREAKER = 3-D CHIP BREAKER

CHIP CONTROL RANGE

« Carbon Steel « Alloy Steel
« Stainless Steel

SN Standard
Breaker
z 55
£ RL
= Breaker Breaker
© R F
5] Bréaker Breaker
=
g |\|Fs
a Breakep

FEATURES OF CHIP BREAKER

CHIP CONTROL RANGES

Depth of Cut (mm)

« Carbon Steel « Alloy Steel
« Stainless Steel

Standard

SVG \MV
Breaker Breaker

Broak
FV reakey

Breaker,

« Difficult-to-Cut Materials

Breaker

Depth of Cut (mm)

Breaker

Breaker

Features

CCMH/CCMT
CPMH/CPMT

Type

CCGH/CCGT
Type

DCMT
Type

DCGT
Type

TCGT/TCMT
Type

TPMH
Type

VBGT/VBMT
Type

VCMT
Type

WBMT/WCGT
Type

SMG
(G class)

@ For medium cutting.

@ 3D moulded chipbreaker
provides good chip control.

@ G class insert gives sharp cutting action,
allowing high precision machining.

FV
(M class)

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

@ Suitable for low depths of cut
and low feed rates.

sV
(M class)

@ For light cutting.

@ A peninsular dot ensures chip
control at depths of cut under
Tmm.

Mv
(M class)

@ Apositive insert and the large rake angle
achieve sharp cutting edge performance.

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

Standard
(M class)

@ For medium cuttin?.

@ Balance of edge sfrength and
sharpness due to a
combination of a flat land and
large rake angle.

FJ

@ The curved edge allows
smooth chip discharge.

@ The large rake angle highly
suitable for finishing
difficult-to-cut materials.

MJ

@ The curved edge allows
smooth chip discharge. .

@ Large rake angle hgfhly suitable for
finish-light cutting difficult-to-cut
materials.

V-4
&
V- 4

L7

Breaker

Features

CCGH/CCGT
Type

CPGT
Type

DCGT
Type

TPGH
Type

TPGV/TPGT|
Type

VBGT/VCGT
Type

WBGT
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.

R/IL

@ 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.

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.

r -4
&

. g




ANGULAR AND PARALLEL CHIP BREAKERS (NEGATIVE INSERTS)

CHIP CONTROL RANGE

Breaker

Features

FEATURES OF CHIP BREAKER

DNGG
Type

SNGG
Type

TNGG
Type

VNGG
Type

@ For precision finishing.

@ Small width lead breaker
for good 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.

FS
F
FSs
Breaker
K

@ Parallel breaker for light
cutting.

@ Excellent chip control for
low to medium feed rates.

A

@ Parallel breaker for medium
cutting.

@ Good chip control for
medium feed rates.

bbb

TURNING INSERTS
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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. i

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

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

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

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

@ Improving Chip Control

Under high feed conditions, the chips generated become thicker and are more easily

» Machining at high feed rates
improves cutting efficiency.

broken, thus, chip control is improved.

Finished surface
Same surface
roughness

Standard insert
+

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>
Workpiece : JIS S45C
Standard Insert .

8 gp L Insert : CNMG120408-7
£ Cutting Speed=200m/min
€ Depth of Cut=1.5mm
2 20 Feed Speed=0.2—0.6mm/rev
o4 Wet Outer Diameter Cutting
O
5 10
%]

0

0 0.2 0.4 0.6 0.8

Feed f(mm/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!!>

The estimate of finished surface roughness when using a wiper insert

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

In case the

than 5°

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

angle is over\

Rz(W)=Rzx0.5

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

= [ ffective uses of a wiper insert
= Non effective uses of a wiper insert

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

No Restriction for Holders

A standard holders can be used.

(*A double clamp, high rigidity tool is
recommended.)

End Cutting
Angle

End Cutting

Not Necessary to Adjust
the Machining Programme

Conventional machining
programmes can be used.
(The CNMG « WNMG « CCMT
types are based

Non The CNMG type can on the Not
icti b d iper at ISO/ANSI.
restriction e ) necaejjsuasrty to

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,
Ex): Theoretical surface roughness of holders
in using the TNMX160412-MW.

there is no wiper efficiency with other

Necessary to Adjust
the Machining Program

When machining errors occur, please
adjust the programme.

end cutting angles (60°, 90°, 107°etc.). 8E40 (The DNMX « TNMX types are not
&5 [—— mw(e3) based on the ISO/ANSI. Please

X, |— & — MW©O1) refer to the next page.)

The hole geometry of the DNMX and TNMX type are @ 30

the same as the DNMG and TNMG types. The "X" w9 — fé?,ﬂ‘g?{gdius rsatji'l,“:rd Qmer Wiper

represents the special geometry of the Corner point. -% .OE) 20 comer radius

End Cutting Angle § 5’10
© q
93° ;o . Adjustment
i 0 necessal
(Specified) 01 02 03 04 05 06 "y <Example of insert point>

Feed f (mm/rev)



Adjustment 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

Standard insert DNMX, TNMX

type (Not closed to Corner R)

0.01mm

7 DNMX, TNMX
type

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

Classification
Taper Angleb°®
Comerradius| . 15| 40 5 0 5 10 15 |20—35| 40 45 50 55 |60—65| 70 |75—85| 90
1.2 004 | 003 | 0.01 0 | 002 | 003 | 004 | 005 | 004 | 004 | 002 | 001 | -001 | 0 | 001 0
08 003 | 002 | 001 0 | 001 | 002 | 003 | 004 | 003 | 003 | 002 | 0 | 001 | 0 | 001 0
0.4 002 | 001 | 0.01 0 | 001 | 001 | 002 | 002 | 002 | 001 | 0.01 o | 001 | 001 | o 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 cut-over.

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 Radius0.4 — = Work Radius+0.05(mm)

Corner Radius0.8 — = Work Radius+0.11(mm) 2.0+0.14
Workpiece Work radius Adjusted conditions

radius 2.0

Workpiece
radius 2.0

Corner Radius1.2 — = Work Radius+0.14(mm)

“— The actual machining
geometry

In correcting corner radius:
It is not necessary to adjust the machining program, 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 programme in this case.
I' ’
| ﬁL

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

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

Corner Radius0.4 - R0.36(mm)
Corner Radius0.8 »  R0.76(mm)
Corner Radius1.2 - R1.16(mm)

TURNING INSERTS
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TURNING APPLICATION RANGE

Cutting Speed (m/min)

Cutting Speed (m/min)

400

w
o
o

N
[=3
o

100

400

300

200

100

STEEL

Cermet and Coated Cermet

CVD Coated Carbide

NX2525

PVD Coated Carbide

Nx32035 US7020

- \ureo20
! VP43N |ypisTF vPIOR
VP2OMF VP2OR
UE6O35

Cemented Carbide

UHB400 - ..

0.2 0.4 0.6

Feed (mm/rev)

0.8

CAST IRON

,: Sintered CBN

: Solid CBN

MBS140

ucsi1os

CVD Co‘ated Carbit‘le

Cermet and Coated Cermet

AN
ucsi11s
. UEB110
N PVD Coated Carbide
5TF W
VPIORT VP20ORT

HTiOST
HTi10

Cemented Carbide

0.2 0.4 0.6

Feed (mm/rev)

0.8

Cutting Speed (m/min)

Cutting Speed (m/min)

400

300

200

100

800

600

400

200

STAINLESS STEEL

AP25N Cermet and Coated Cermet
VP25N
NX2525

/N

VREIORT VP2ORT,/ Cemented Carbide

VP
oy vezsier)

CVD ¢ PVD Coated Carbide

N Tﬂiear
0.2 0.4

0.6 0.8

Feed (mm/rev)

Il NON-FERROUS METAL

— MD205
MD220
MD230

Sintered Diamond

Cemented Carbide

/

HTIi10

0.2 0.3 0.4

Feed (mm/rev)

TURNING INSERTS
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State-of-the-art “2 in 1 technology”

c T c #e ¥ “ " v m-";;‘ achieves high wear resistance, high
OA E D A R B I D E ? ‘I' 1 ‘J.] i Y 'l -Ia j | q fracture resistance and high stability.
f A" . £4+%) g 3\ &

“2 in 1 technology” consists of

2 A y “Nano-texture coating” and
| ' " “Black-super smooth coating”.
f g The fibrous nanoscale TiCN and the
| crystal growth controlledAlumina(Al203)

in the “Nano-texture coating” give far
superior fracture and wear resistance
compared to conventional coatings.
“Black-super smooth coating” which is
used for the periphery of the insert has
an extremely smooth surface and
provides stable cutting for prolonged
periods without abnormal damage

@ Special tough fibrous structure improves wear
and fracture resistance.
@It covers a wide application range and thus

reduces the number of tools required. SRR RS MR SSSN  such s welding o chipping.
g A (& I
g VT Ay ) ‘
L & NSRRI
SELECTION STAN DARD Micro Structure of Coated Carbide UE6110
@TURNING
Work Material Cl\;‘gcijlg Recommended Grade Rec%nggwe%n(drﬁ/dmci)nl;tting 1ISO Application Range
\n
300 PO1 [
UE6105 (200 — 400) E ]
Continuous P10 \ I E
Cutting UE6110 250 =2 o E‘
(150 — 400) \Q [
Steel P20 Q
200 ry
UE6020 (100 — 250) P30 13 / R /8
Interrupted 150 E E |
tti
Cutting DI (80 — 200) P40 \ g §
. Cont 0 M10 / S
ontinuous 7 Q
Cutting Us7020 (120 — 220) N
M20 3
Stainless Steel
Continuous M30 /H
and 100
Interrupted Us735 (80 — 120) G
Cutting M40 S|
Contl 200 KO1 / g I
ontinuous ~ 1
Cutting e (200 — 400) n =
K10 3 1n
Cast Iron 9
Ductile Cast Iron \ S
Int ted 250 K20
nterrupte
Cutting Ucs115 (150 — 300)
K30
Heat Resistant Conéirr:gous 80 E
Interrupted Us905 _ S01 o
Alloy Cuttigg (50 — 100) g
NEGATIVE
CUTTING CONDITIONS | CUTTING AREA ’
. . . . Sy
Stable Cutting = Finish Cutting KA -
(ap <0.5mm) O(/,;}. ussmy Ca;::;gn g::z:
Continuous Cutting % y
Constant Depth of Cut
Pre-Machined ng ht Cuttlng

Securely Clamped Component Cutting (ap=0.5—1.5mm)

General Cutting
Medium Cutting

(ap=1.5—4.0mm) ( =
Apzsml
FH

Semi-Heavy Cutting
(ap=4.0—7.0mm)

Unstable Cutting

Heavy Interrupted Cutting
Irregular Depth of Cut
Low Clamping Rigidity Cutting

1st Recommendation (usﬁzy
Heavy Cutting (General Cutting)

(ap=7.0—10mm) ‘

L O =|»m




GRADE CHARACTERISTICS Can Substrate Coating Layer
Hardness (HRA)| T.R.S (GPa)| Surface Composition Thickness
uc5105 92.2 2.0 — TiCN-AI203 Thick
ucs115 91.0 2.2 - TiCN-AI203 Thick
UE6105 90.8 1.8 Tough Accumulated TICN-AI203-Ti Compound | Thick
UE6110 90.3 2.0 Tough Accumulated TICN-AI203-Ti Compound | Thick
UE6020 90.0 22 Tough Accumulated TiCN-AI203-Ti Compound | Thick
UE6035 89.5 23 Tough TiCN-AI203-TiN Thick
UH6400 89.5 23 Tough Accumulated TICN-AI203-Ti Compound | Thick
US7020 90.5 2.0 Tough TiCN-AI203-TiN Thin
US735 89.0 2.6 - Ti Compound Thin
Us905 92.2 2.0 — TiCN-Al203 Thin
* 1GPa=102kg/mm?
APPLICATION EXAMPLES
Insert (Grade) CNMG120416-MA(UE6110) WNMG080408-MV(UE6020)
Alloy steel l_’ Alloy steel
(JIS SCM440) (JIS SCM420)
Workpiece
p =I _
@ | Cutting Speed (m/min) 210
8,5:3 Feed (mm/rev) 0.3
':-gg Depth of Cut  (mm) 3.0
OO | Coolant Wet cutting Wet cutting
10 20 pieces/corner 50 100 pieces/corner
UEG110 UEGO20
Result Competitor's P10 coating Competitor's P20 coating
UE6110 achieved more than double the tool life. UE6020 achieved 6 times long tool life.
Insert (Grade) CNMG120408-MS(US7020) CNMA120408(UC5105)
Stainless steel Gray cast iron
(JIS SUS316) (JIS FC300)
Workpiece
<+w O—
@ | Cutting Speed (m/min) Conventional coated grade=100, US7020=200 250
E,;g Feed (mm/rev) 0.15—0.2 0.30
gg Depth of Cut  (mm) 2 25
OO | Coolant Wet cutting Wet cutting
40 80 pieces/corner 250 500 pieces/corner
Us7020 ucs10s
Result Previous coated grade Competitor's KO1 coating Large wear
702 hi i | | lif
H)Sprgv%gg glgldeg vt&?’]gr?rtrt]ﬁrs]inogn%egé%%lé guct(t?rqqusarr)%gd. UC5105 achieved more than double the tool life.
NEGATIVE NEGATIVE
D Material
" M " o
496/@ 1'96/8 Flat Top
, 12 Stainless Steel C‘%}. vcs1os) ) ?Iagt Itrlon
% « HZ % - [ uctile Cast Iron
GH B Standard
us7o20 { ’:@? | ‘ ucs1as)
o EF ’
s __\\ U5735
us7o2a f o HZ
s N ez | USs735 Flat Top
Us735 ucs115
SH f F =
Us735 f | UEE;'EJS o
< SH ur_‘5n_15l Standard
. US735 ucs1i1s
usF;’as ’ S | U’§"7§35 -
’ ’FFT\ .
US735 MA
s SH
{ @ ‘ L ucs115 4
V4 — 7s,

US735

1st Recommendation Us7as
(General Cutting)
(M

\‘,j

1st Recommendation
(General Cutting)

MA

ucsi11s
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COATED CARBIDE

.&'-;

@®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 subsrate.

SELECTION STANDARD

@ Coating Layer

(Wear Resistance)
(Thermal Shock Resistance)
(Welding Resistance)

Substrate

@ TURNING
: Coating Recommended Cutting -
Work Material e Recommended Grade Speed (m/min) ISO Application Range
120
VP10RT (100 = 150) -
120 =
VP Coating T 100 =150 - g
120 3 = s & S
Steel VP20MF (100 = 150) P20 g = § | [&| [8]|
120 P30 B \Y\F 1\
VP20RT (100 — 150) N N N <
UP Coating UP20M (1001301 50) P40
120
VP10RT (100 = 150) AT
120 =
. VP15TF (100 — 150) M10 s
. VP Coating 120 ~ w [ ~ S
Stainless Steel VP20MF (100 = 150) M20 % 'ﬁ § § S
| I | I m | I
120 1y u N X
VP20RT (100 = 150) M30 > |8 \§& \S
UP Coating UP20M (100 Z150) e
120 K01
VP10RT (100 — 150)
K10 &
Cast Iron VP Coating VP15TF (1001301 50) E
K20 g = &
VP20RT 120 g E
(100 — 150) K30 S S
I~
50 [
VPO5RT (20 = 70) So1 i -
40 g 5
) VP10RT (20 — 50) $10 - S
Heatsﬁ’?stant VP Coating 20 % | E | E |
=2\
VP15TF (204_0 50) S30




FEATURES OF VP (MIRACLE) COATING

Compared to conventional coating technology, VP
(MIRACLE) coating features (Al, Ti) N coating with highly
increased heat resistance and adhesion strength.

()

900 —

MIRACLE Coating

=

=3

S
I

Oxidation Temperature
~
o
o
I

600 —

Competitor's Coating Grade

Increased Heat Resistance

Increased Adhesion Strength

O

50 60 70 80 (N)
Adhesion Strength

APPLICATION EXAMPLES

Insert (Grade)

DCMT11T304-MV(VP15TF)

CNMG120408-MJ(VP10RT)

Alloy steel Stainless Steel (Fan parts)
Workpiece — ¥ »\
; - ¢ g o It
@ | Cutting Speed (m/min) 170 200
g);.g Feed (mm/rev) 0.14 0.25
g‘g Depth of Cut  (mm) 0.25 0.5
OO | Coolant Wet cutting Wet cutting
0_500 1500 pieces/corner M. Jb'\fe(j,'ﬁﬁf 2 A00 800 pieces/comer
VPISTF (VP10RT)
Competitor's Competitor's P20 carbide
REEL P30 coating (M Class) ]
VP15TF does not experience chipping. MJ breaker achieved 1.5 times longer tool life.
This enables stable machining and much longer tool life.
Insert (Grade) CNMG120408-MJ(VP10RT) TNMG160408-MJ(VPO5RT)
Inconel 718 (Pin) Sintered iron parts (FH655)
N -
a ©
Workpiece | 41— —- 1 Q o
I P — s
@ | Cutting Speed (m/min) 31 120
g;g Feed (mm/rev) 0.2 0.05
£ € | Depth of Cut_(mm) 2.3 0.5
OO | Coolant Wet cutting Wet cutting
0 1 2 pieces/corner M Class 0__75 150 300 pieces/corner
M breaker M breaker
(VP10RT) (VPO5SRT)
Result Competitor's Competitor's K10 carbide
coated carbide (M Class)

VP10RT achieved 4 times longer tool life.
MJ breaker for excellent chip disposal and vastly
increased tool life.

MJ breaker achieved 5 times longer tool life.
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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 uses a special
alloy substrate in the metal
binder phase to deliver
highly improved thermal
shock resistance.

@NX2525 has high
hardened Ti compound
particles within it's

o NX3035 for wet Cu“fing- microstructure therefore
@ NX2525 for dry Cuttlng. Y S the grade has both
g ‘-fg e A excellent wear and fracture
ha\is e resistance properties.
SELECTION STAN DARD Micro-Structure of NX2525
@TURNING
Work Material C,\;I‘(t)tg;g Recommended Grade Reccgn;gw:dm(jri(/imci#)tting ISO Application Range
Continuous 250 PO1
Cutting NX2525 (200 — 280) i .
Steel P10 ( nooa iR
u L2l
Interrupted 230 S
Cutting NX3035 (190 — 260) P20 13 g
K01
i
Cast Iron A= fliof 210 Ll
Ductile Cast Iron | T iNishing NX2525 (170 — 230) K10 ( l‘m"
»
K20 13

CUTTING PERFORMANCE

Cutting Performance

Cutting Speed : vc Depth of Cut : ap

Feed : f
Steel, Continuous Cutting (Wet) Steel, Interrupted Cutting
035 Competitor's P20 <Cutting Conditions> 0 <Cutting Conditions>
0304 coated cermet Competitor's Workpiece : JIS S45C B NX32035 Workpiece : JIS SCM440
E 0.25 /' __~“micro grain Insert : CNMG120408-: — Insert : CNMG120408-
% 0.20] ):{ / P20 cermet ve=250m/min Competitor's —‘I ve=200m/min
3 2 4 RETTELS ap=1.0mm micro grain  jmm i ap=1.5mm
E 0.15+ . =0.15mm/rev P20 cermet  [— f=0.2mm/rev
§ 0.0 Wet Cutting Competitor's Wet Cutting
w 0.05 External Continuous Cutting P20 coated Interrupted Cutting
- cermet ! | i
0 5 10 15 20 25 30 35 0 500 1000 1500 2000

Cutting Time (min)

Number of Impacts

Cast Iron, Continuous Cutting

0.1 <Cutting Conditions>

: Ve Workpiece : JIS FC300
E -~ Competitor's K10 Insert : CNMG120408
\E/ ):( Cemented Carbide ve=100m/min
© s —
o / ap=1.5mm
E 0054 mg f=0.3mm/rev
§ .—__./'/N;E;;; Wet Cutting
[y

0 5 10 15 20 25 30

Cutting Time (min)

GRADE CHARACTERISTICS

Substrate
Grade Hardness (HRA) TR.S (GPa) TherTve:/I/%ordeu;:tivit’): Therr&a1l (F):'_é/p}?)nsion
NX2525 92.2 2.0 33 7.8
NX3035 91.5 2.1 35 7.8
NX55 91.7 1.8 25 7.8

* 1GPa=102kg/mm?, 1W/m « K=2.39x10-3cal/cm * sec * °C



Coating Layer

Outer layer is TiN
(Welding resistance)
Middle layer is

(Ti, Al) N Compound.
(wear resistance thermal
shock resistance)

COATED CERMET

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

Substrate
Micro Grain Cermet NX2525
(wear resistance and fracture
resistance)

SELECTION STANDARD

@ TURNING
Work Material Cl\xgci’r;g Recommended Grade Reccé?érze%n(cin?/cimicntj)tting ISO Application Range
P01
Continuous VP25N 280 / 2 I 2
Cutting AP25N (200 — 320) A n
P10 E E
Steel > <
Int ted 180 P20 \ ( E \
nterrupte
Cutting VP4SN (140 — 200) |8
P30
K01 I I
C VP25N 220 E E'I
ast Iron s
Ductile Cast Iron Finishing AP25N (170 — 250) i E E
= <
K20 \ \

CUTTING PERFORMANCE

Cutting Speed : vc  Depth of Cut : ap

Cutting Performance Feed - f
Wear Resistance for Wet Cutting Thermal Shock Resistance for Interrupted Cutting
<Cutting Conditions> <Cutting Conditions>
Competitor's Workpiece : JIS SCM440 (HB230) Workpiece : JIS SCM440 (HB230)
PVD Cermet A Insert : CNMG120408- 100 — Insert : CNMG120408-:
Conventional ve=300m/min ve=200m/min
0.3 Cermet 3 / ap=0.5mm ” ap=2.0mm
€ ¢ 7 f=0.2mm/rev o f=0.3mm/rev
£ Wet Cutting 8 Wet Cutting
$ s
g 02 .
& 5
[ z
0.1
5 10 15 20 AP25N Competitor's Conventional
Cutting Time (min) PVD Cermet
Cermet A
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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.

SELECTION STANDARD

@ TURNING
. R i L
Work Material Recommended Grade eccérg?eednt(j;?mci#)ttmg 1ISO Application Range
P10
. 100 ~
Steel UTi20T P20
— Q
(60 — 130) | 3
P30 ( ls
M10
Stainless Steel UTi 10y =
i20T (60 — 130) M20 /S
u
M30 ( B
HTi05T 120 K01 < g
! (80 — 150) Q <)
I~ -
c 100 K10 T < E
ast Iron HTi10 — s
(50 — 150) K20 /E
. 100 ~
UTi20T (50 — 150) K30 NS
NO1 S
N10 (2
i . 600 S
Non-Ferrous Metal HTi10 (400 — 800) N0 \gl
N30
70 S01 aQ
RT9005 (50 — 100) < 8 1 8
Heat-resistant Alloy RT9010 60 S$10 o ( E,
Ti Alloy (40 — 80) S20 x = /2
50 =
TF15 40 = 70) $30 =

MAIN COMPONENT AND APPLICATION

P series for steel cutting, K series for cast iron cutting and M series for general cutting.

1ISO Corlr\1/|:ci)?1ent Characteristics Work Material
p WC-TIC-TaC-Co |Heat / deformation resistance. | Garbon steel, alloy steel,
N WC-Co High rigidity and wear resistance. gﬁjtnig%’]r'n”e‘ggl‘ ferrous metals,
S WC-Co High heat resistance and wear resistance. | Heat-resistant alloy, Ti alloy

GRADE CHARACTERISTICS

Thermal

Thermal

Young's

50 | orede | "GRRY |G| eS| MERES | (GRane
P UTi20T 90.5 38 55 520 2.0
N | HTiO5T 92.5 79 45 600 15
K HTi10 92.0 79 4.6 630 2.0
RT9005 92.2 79 45 600 2.0
s RT9010 92.0 79 46 630 2.2
TF15 91.5 71 5.3 580 25

* 1GPa=102kg/mm?, 1W/m « K=2.39x103cal/cm - sec * °C

Cutting Speed (m/min)

Cutting Speed (m/min)

w
o
t=]

n
o
t=]

100

N ®
oo o

[ Y
S o
S o

N
=]
=]

100

o o
S o

@ V-T Diagram (P Grade) <Cutting Conditions> Dry
Workpiece : JIS S45C 220HB
Tool Life Standard : VB=0.3mm
Depth of Cut : 1.5mm
Feed : 0.3mm/rev
Holder : CSBNR2525M43
Insert : SNMG 120408

uTi2oT

20 30 40 60
Tool Life (min)

100

@ V-T Diagram (K Grade) <Cutting Conditions> Dry
Workpiece : JIS FC300 200HB
Tool Life Standard : VB=0.3mm
Depth of Cut : 1.5mm

HTIiOST  Feed : 0.3mmirev
H Ti'i\ 4 Holder : CSBNR2525M43
- — T~ _ Insert: SNMN120408
S — ~\ -
uti2ar =
10 20 30 40 60 100
Tool Life (min)



MICRO-GRAIN UL R BTN P N (i
CEMENTED CARBIDE ﬂ"y-a;".;-...;.m%;;y-;;;:ﬁ'f Lbal iy
Wt 25 ke thy FEEN - g | -' - tom T
(SOLID TOOLS) Sean R 2ae) B
4 '-.ié' i . e |

- . K A & y
@ Compared to normal cemented carbide, Ei"‘ s % A e . 25, \ G 'r;_f-. T
. . . A # | i
micro-grain types have higher wear "*bg& 0 ";’&"{'}'!FG‘){‘”‘& i’ﬂ "ﬂ 3,,. % $;~ 1,
resistance and toughness. B ‘p;:;.\,yﬁ' 'y , W “ry ’ “9,}‘ X
CINT L S Pl L L-4 1._ -
Micro- Structure of MF10 |2u—m| Micro- Structure of TF15 '2/-1—m|
CUTTING PERFORMANCE
SELECTION STANDARD
Cutting Tool Recommended Grade Work Material
SF10 E04
- ' MFO07 Non-Metal 5
PCB miniature drill MF10 on-Meta § o
MF20 5
Solid Carbide Drill &0z
Turning Inserts TF15 Steel « Cast Iron IS
Milling Inserts g
E 0.1
HTi10
Solid End Mill TF15 Steel « Cast Iron o 0 v w 0
MF10 Cutting Length (m)
<Cuttiqg Conditions>
Gear Hob TF15 oot Gamim 4 futea(SE D400 5
_I?eamter MF20 Steel « Cast Iron, etc. Hellcal Ao : 30
c=30m/min
ap etc. MF30 x=1,600m/|min'1
fz=0.02mm/tooth
vf=128mm/min
Depth of Cut in the Axial Direction=9.0mm
Depth of Cut in the Radial Direction=0.6mm
Down Cut, Dry
GRADE CHARACTERISTICS
F— Grade Characteristics ** 6 Wear Fracture Corrosion
Specific Gravity | Hardness (HRA)[ T.R.S (Gpa) * Resistance | Resistance | Resistance
HTi10 14.9 92.0 3.2 K10 ©) O 0
TF15 14.5 91.0 4.0 K20 (@) O ©)
SF10 14.9 92.7 3.8 K01 (@) (@) o
MFO07 14.7 93.2 3.9 K01 (©) @) o
MF10 14.6 93.0 4.0 K01 (@) (@) (@)
MF20 14.2 92.0 4.4 K10 O [©) @)
MF30 13.7 90.7 4.3 K20 @) (©) (@)
* 1GPa=102kg/mm?
*% After HIP
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CLASSIFICATIO

NEGATIVE INSERTS WITH HOLE

=
S| 8
= Breaker Name q
3 § and Features Cligss S
s| 2| Picture SRR
<|F
i i . Carbon Steel + Alloy Steel Nose
First recommendation for finishing carbon steel, 3 120
alloy steel and stainless steel z, 3>|\f
£
Double sided chipbreaker. o
! 1 Flank
Stable chip control even at small depth of cut.
077010203 04 12°
f (mm/rev)
. . L . Mild Steel Nose
Alternative chipbreaker for finishing mild steel 3 16°
Double sided chipbreaker. E, By\ﬁ
M ] Stable chip control even at small depth of cut. a ] Flank
Sharp edge gives best performance. ® D,:n
077010203 04 8°
f (mmirev)
. . . . Mild Steel Nose
- First recommendation for finishing mild steel 3 15°M
Double sided chipbreaker. g 2
Effectively controls adhesive chips. o ] Flank
Suitable for mild steel finishing. ® - 0.2
0701020304 15°
f (mm/rev)
o - First recommendation for finishing difficult-to-cut Difficult-to-Cut Materials Nose
£ materials 3 14°v
€
3 Double sided chipbreaker. E?
ﬁ Ideal for heat-resistant alloy and titanium alloy. S Flank
§ The sharp edge produces good cut'ting' surface. 0 071 020304 9°
[T The curved edge allows smooth chip discharge. f (mm/rev)
- Alternative chipbreaker for finishing carbon steel Carbon Steel - Alloy Steel Nose
and alloy steel 3 15J>'\f—4—
€
N Double sided chipbreaker. E2
G class insert tolerance is suitable for workpieces requiring close S Flank
dimensional tolerances. 0 010203 04 15°
G Stable chip control even at small depth of cut. f (mmrev) W
) L Carbon Steel * Alloy Steel
Precise finishing 3 Flank
Double sided chipbreaker. E 2
L . . £ 14°
> A narrow lead chipbreaker for good chip control. a, &|\/
The sharp edge produces a good surface finish. ® ()
07010203 04
f (mmirev)
.. Carbon Steel « Alloy Steel
Finishing 3 Flank
Double sided chipbreaker. g P
A S Lead chipbreaker controls chip flow. = 14
1
S The sharp edge produces a good surface finish. ®
0 01020304
f (mm/rev)
- First recommendation for light cutting of carbon steel, ~ Carbon Steel - Alloy Steel Nose
alloy steel and stainless steel ~ v
i €
/) R, Double sided chipbreaker. £,
; N Can be used at low depth of cuts and high feed rates. S Flank
The curved edge allows smooth chip discharge. 004 . 03 05 15° 92
Recommended for workpieces in the 160—250HB range. f (mmirev)
o - Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel :‘)‘gse
s and alloy steel 4 25 :
os fr . . €3 10°
o Double sided chipbreaker. E,
£ Superior chip control at small depth of cuts. &1 Flank
1= Covers copying and back turning with wavy edge. 001 1 03 o5 25° 0.34
- Recommended for workpieces in the 200—300HB range. F(mmirev) 8°
i i i i Carbon Steel « Alloy Steel Nose
Wiper insert for light cutting of carbon steel and alloy steel 4 ‘ [ 18°7~.0.15
Double sided chipbreaker. ’g 3 4‘ %ﬁ\/_
The wiper allows up to two times higher feed. a2 | Flank
Wiper design for increased productivity and improved surface finish. @1 0.15
18° :
0701 03 05 ==
f (mmirev) 7 F\/_




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round B
reaker Name
o] A o7 OB
i
\O 0O ross Section
CNMG_FH DNMG_FH SNMG_FH TNMG_FH VNMG_FH -
A058 A063 A069 A074 A080
CNMG_FS DNMG_FS SNMG_FS TNMG_FS VNMG_FS -
S/ & s
S s
A058 A063 A069 A074 A080 A082 I\/_
CNMG_FY DNMG_FY SNMG_FY TNMG_FY WNMG_FY -
A058 A063 A069 A074 A082 ,\/_/_
CNGG_FJ DNGG_FJ VNGG_FJ -
A058 A063 A080 I\/_
CNGG_PK | DNGG_PK | SNGG_PK -
A058 A063 A069 A074 I\/_J_
TNGG_R/L-FS -
[_§
A074
TNGG_R/L-F | VNGG_RI/L-F -
A080 ’\/_
CNMG_SH DNMG_SH SNMG_SH TNMG_SH VNMG_SH | WNMG_SH -
; Zé/ pa - fmy
' b LT y - —
2 i ‘ Ty
A058 A063 A069 A075 A080 A082 I\/_
CNMG_SA TNMG_SA WNMG_SA -
A059 A064 A075 A082 I\/_/_
DNMX_SW TNMX_SW WNMG_SW -
o/ AN
-~
AR A
===
A064 A082 ’\/
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CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S| 8
S| & Breaker Name Cross Section
L5 and Features Geometry
2135 Picture
al S
<|F
. . . . . Mild Steel Nose
- First recommendation for light cutting of mild steel 4 10°
Double sided chipbreaker. g 3 M
Effectively controls adhesive chips. =2 Flank
) ) ) ; oy -
Suitable for mild steel light cutting. 1 ‘E’J 0.2
0701 03 05 10°
f (mm/rev)
. . . . Carbon Steel * Alloy Steel Nose
- Alternative chipbreaker for light cutting of carbon steel 4 y 120
: and alloy steel 23 W
/ N Double sided chipbreaker. g 2
( Z=SER. | suitable for light cutting. @1 ‘ Flank
_ The curved edge allows smooth chip discharge. 0701 03 05 12°
M f (mmirev)
Alternative chipbreaker for light cutting of carbon steel Carbon Steel * Alloy Steel
and alloy steel 4 Flank
€3
A Double sided chipbreaker. £ 15— 02
Parallel chipbreaker controls chip flow. o3 1 1
- Suitable for finish-light cutting. 0
) 01 03 05
Moulded chipbreaker. £ (mmirev)
= Alternative chipbreaker for light cutting of carbon steel Carbon Steel « Alloy Steel
< and alloy steel 4 Flank
t e ) ) €3
= [T\ Double sided chipbreaker. £, 150 0.2
8 |= = Parallel chipbreaker controls chip flow. . 1
-g, _ Suitable for finish-light cutting. 0
2 L ) 01 03 05
| Precision chipbreaker. £ (mmirev)
: . Carbon Steel « Alloy Steel
- Light cutting 4 y Flank
Double sided chipbreaker. g 3 0.25
G , & Parallel chipbreaker. 22 14°
Excellent chip control at low to medium feed rates. ©1
0701 03 05
f (mm/rev)
- First recommendation for light cutting of Difficult-to-Cut Materials 5, Nose
difficult-to-cut materials w
€3
M Double sided chipbreaker. Eor1+
o Ideal for heat-resistant alloy and titanium alloy. S 1 :l Flank
The sharp edge produces a good surface finish. 0% o3 os 9°
The curved edge allows smooth chip discharge. Fmmirev)
First recommendation for light cutting of Difficult-to-Cut Materials Nose
difficult-to-cut materials _ ‘3‘ 13°
€
© Double sided chipbreaker, Single sided chipbreaker (D type, V type). £
o The sharp edge produces a good surface finish. &1 <| T Flank
Ideal for heat-resistant alloy and titanium alloy. 0 9°
S 01 03 05
The curved edge allows smooth chip discharge. f (mmirev)
First recommendation for medium cutting of carbon steel Carbon Steel + Alloy Steel Nose
and alloy steel S 15° SF‘L/_/_
/ Double sided chipbreaker. é 3
gx Suitable for medium to Iigh_t cutting. . . s 2 Flank
= Breaker geometry appropriate for copying and back turning. 1 N 0.2
= Cutting edge geometry for an optimum balance of sharpness and 001 03 05 11°W
o M fracture resistance. f(mmirev)
£ First recommendation for medium cutting of carbon steel Carbon Steel * Alloy Steel g‘;se
=] and alloy steel _ i [ 2 :
§ Alternative chipbreaker for finishing and light cutting of E, 6°
cast iron é o — Flank
Double sided chipbreaker. (1’ 22°[~0:2
Positive land provides sharp cutting action 0.1 03 05 6°
osi p P [¢] . f (mm/rev)




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round B
reaker Name
and
O \O {O e Cross Section
CNMG_SY DNMG_SY SNMG_SY TNMG_SY WNMG_SY
A059 A064 A083
DNMG_C

A064

A075

WNMG_C

A083

TNMG_R/L-1M

A

A075

SNMG_R/L-1G
| ——
\®

A070

TNMG_R/L-1G

A

A075

TNGG_R/L-K

A

A075

CNMG_MJ

A059

DNMG_MJ

A064

TNMG_MJ

A076

VNMG_MJ

<LF

A080

WNMG_MJ

CNGG_MJ

DNGM_MJ

VNGM_MJ

A059 A080
CNMG_MP VNMG_MP WNMG_MP
J
A059 A065 A070 A076 A081 A083
CNMG_ MA | DNMG_MA | SNMG MA | TNMG_MA | VNMG_MA | WNMG_MA
(g N o | A
NI 7 BN | e A
]
A059 A065 A070 A081 A083

OO O B OO et oL e
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CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S| 8
SRS Breaker Name Cross Section
L5 and Features S
2|8 Picture Y
<
. . . . . Nose
First recommendation for semi-heavy cutting Ca;bon Steel Al"oy Steel 025
of mild steel =4 16
Alternative chipbreaker for medium cutting of £3
carbon steel and alloy steel a2 Flank
Double sided chipbreaker. 2, il 0\3 [ o 16°7—_0:38
Flat land offers high edge strength. s o DF\/_
i ) A ) i Carbon Steel « Alloy Steel Nose
First recommendation for medium cutting of cast iron 5 150 7—0:25
Alternative chipbreaker for medium cutting of carbon steel 4 DF\/_
and alloy steel g g
Flank
Double sided chipbreaker. T H 150 0.25
Flat land offers high edge strength. 0701 03 05
f (mm/rev)
. . . . Carbon Steel * Alloy Steel Nose
Wiper insert for medium cutting carbon steel and 5 [ 1907025
alloy steel 74 DF;/_
) . E
Double sided chipbreaker. a2 Flank
The wiper allows up to two times higher feed. @ 1 | 19° 0.3
A wide chip pocket prevents chip jamming. 001 03 05 DF‘;/
f (mm/rev)
. . . . . i Nose
First recommendation for medium cutting of stainless steel, Stas'”'esj_ste‘e' 250 0.5
mild steel and difficult-to-cut materials T4 15°
M Double sided chipbreaker. £ Flank
g’ The sharp edge gives best performance. © 4 ’: 250 0.5
b= 0701 03 05
15°
8 f (mmirev) N/
g ) ) ) . Stainless Steel
= Alternative chipbreaker for medium cutting of Flank
] stainless steel 4
= £3 v 0.16
Double sided chipbreaker. 20— 15
Good balance of edge strength and sharpness. ® 4 [T
Right- or left-hand breaker for unidirectional chip control. 001 03 05
f (mm/rev)
Alternative chipbreaker for medium cutting of carbon steel Ca;bf’“ Steel - Alloy Steel Flank
and alloy steel —a an
€
Double sided chipbreaker. E3 15° 92
Parallel chipbreaker controls chip flow. s f
Suitable for light to medium cutting. 001 03 05
Moulded chipbreaker. f (mmirev)
. . . , Carbon Steel « Alloy Steel
Alternative chipbreaker for medium cutting of carbon steel 5 Flank
and alloy steel z g 0.2
£ o .
Double sided chipbreaker. a2 14
Parallel chipbreaker controls chip flow. ® 4
Suitable for light to medium cutting. 001 03 05
f (mm/rev)
) ) Carbon Steel * Alloy Steel
Medium cutting 5 Flank
G Double sided chipbreaker. g g 14° 0.25
Parallel chipbreaker. ) N -
Good chip control for medium feed rates. ®
0701 03 05
f (mmirev)
. . . . Carbon Steel « Alloy Steel Nose
First recommendation for semi-heavy cutting of 7 180 032
carbon steel, alloy steel and stainless steel T 501 o DF‘;/_
o . ) E M ]
= Double sided chipbreaker. a3 ,: Flank
g For interrupted cuts and removing scale. °y i 18° 0.32
o A combination of wide land and a large chip pocket allows high feed rates. 001030507
> M f (mmirev)
>
& A ) A A Difficult-to-Cut Materials Nose
£ First recommendation for semi-heavy cutting of 7 18° 0.15
E difficult-to-cut materials s W
@ ; ; £
on Double sided chipbreaker. =S 3] I Flank
Excellent balance of edge sharpness and strength. 11T 18° 7~0:15
Edge geometry with high face wear resistance. 001030507
f (mmirev)




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round B
reaker Name
o A o &  © |-
’
\O 0O ross Section
CNMG_MH DNMG_MH SNMG_MH TNMG_MH VNMG_MH WNMG_MH
—-— e T
A070 A076 A081 A083 I_\/_
SNMG TNMG VNMG WNMG RNMG -
s A = A &
A060 A065 A071 A077 A081 A084 A068 I_\/_
CNMG_MW DNMX_MW TNMX_MW WNMG_MW -
1) rE——
> ﬁ .
o
A060 A065 A077 A084 F_/_
CNMG_MS DNMG_MS SNMG_MS TNMG_MS VNMG_MS -
[®] L.
A060, A061 A066 A071 A077 A081 ’\/_
TNMG_RI/L-ES -
A077 I_v_
TNMG_R/L-2M -
A077 I_\/_
TNMG_R/L-2G -
A077 I—\/_
DNGG_RI/L SNGG_R/L TNGG_R/L VNGG_RI/L
\®
—_—
A066 AOT1 ’\/_
CNMG_GH DNMG_GH SNMG_GH TNMG_GH WNMG_GH -
o g .
& | &7 '\
A061 A066 A078
CNMG_GJ DNMG_GJ -
A061 A066 I—\_/

TURNING INSERTS

A041



TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

TURNING INSERTS

A042

=
S| 8
gl & Break:r: dName Features Cross Section
=| o ¢ Geometry
S K} Picture
<
. . . . i Nose
First recommendation for heavy cutting of mild steel and M"ﬂStee" 22° 0.42
stainless steel = 6°
E10
Single sided chipbreaker. = o H
Ingle siaed chipbreaker. ) ] o 601 Flank
Covers the lower end of the heavy cutting region. e, 22 0.42
Low cutting resistance due to positive land and curved edge. 0702 o‘.e 1014 &
Teardrop dots improve chip control without increasing cutting resistance. f (mmirev)

insert tolerance.

001030507
f (mm/rev)

. . . . Nose
First recommendation for heavy cutting of carbon steel ~ Carion Steel - Aloy Steel 5, 0.43
and alloy steel E 10
Single sided chipbreaker. £
Covers the medium range of the heavy cutting region. o 511 g'agk
Owing to the straight edge and chamfer, i 21° -5
it gives a balance of sharpness and strength. 002061014
Variable land and a wavy chipbreaker for good chip control. f(mm/rev)
. . . . Nose
o> Alternative chipbreaker for heavy cutting of carbon steel Caﬁo" Steel - Alloy Steel 20° 0.68
s and alloy steel Z 10
=
o Single sided chipbreaker. i 6
23 Covers the upper end of the heavy cutting region. s, R Flank 0.68
S Wide land and large chamfer offer high edge strength. 002061014 20 ’
E- A wide chipbreaker prevents chip jamming. f (mmirev)
. . . . Nose
Alternative chipbreaker for heavy cutting of carbon steel ~ C2bon Steel*AloySteel = 7rc
and alloy steel £ 10HH 20 W
Double sided chipbreaker. i o H
Cover the lower end through to the medium range of the heavy cutting region. c ] ‘ E'sasnk
Due to the variable land, it gives a balance of sharpness and strength. 0020610 1.4 20° -
A narrow chipbreaker for good chip control. f (mm/rev) DF‘;/_
Mild Steel 250 N°§§5
Alternative chipbreaker for heavy cutting of mild steel 14 :
and stainless steel E 10 | |
Single sided chipbreaker. é_ 6] Flank
Cover the lower end through to the medium range of the heavy cutting region. 2 I 30 0.5
Balance of sharpness and strength owing to a narrow chamfer and variable land. 002061014 W
f (mm/rev)
Cast Iron
First recommendation for semi-heavy cutting of 7
cast iron E5[] o
Double sided flat insert. é_ 3 i
g Most effective for unstable machining due to its high edge strength. 1 |
= 001030507
§ f (mmirev)
© . Cast Iron
5 For cast iron 7
—~ L 0°
w Double sided flat insert. Es[ T i
G Most effective for unstable machining due to its high edge strength. o S I ‘
Can be used on workpieces requiring close tolerances due to G class 1




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
{O I Cross Section
CNMM_Hz DNMM_HZ

A061

A061

A072

CNMM_HV

SNMM_HV

TNMM_HV

A061 A072 A079
CNMG_HAS SNMG_HAS

A061 A072
CNMM_HXD

A062

SNMM_HXD

WNMA

A084

A067

VNGA

A081

JRIRIAininla

TURNING INSERTS

A043



TURNING INSERTS

A044

TURNING INSERTS

5° POSITIVE INSERTS WITH HOLE

CLASSIFICATION

A parallel chipbreaker.
Excellent chip control for low to medium feed rates.
The wiper produces good cutting surface.

®© 2 Sii
001 03
f (mm/rev)

ZOOV

=
S| 8
S| & Bl hEme Cross Section
L5 and Features Geometry
Sl o Picture
<|F
. . R Carbon Steel « Alloy Steel Nose
% First recommendation for finishing carbon steel, 3 y
alloy steel, mild steel and stainless steel T 13°M
2
M /’f :, Suitable for low depths of cut and low feed rates. £
o l — ) ) ) i ' S Flank
b Sharp cutting edge and low resistance design achieves excellent cutting
£ _ performance. 0701020304 8°
8 f (mm/rev)
ﬁ oL Carbon Steel « Alloy Steel
= Finishing 3 Flank
i Lead chipbreaker controls chip flow. E, 130
G Sharp cutting edge gives a good surface finish. o, 5\\ﬁ
@
[
0701020304
f (mmirev)
o . . ) Carbon Steel « Alloy Steel Nose
£ Light cutting of carbon steel, alloy steel, mild steel 3 18°
£ and stainless steel E, \
O M / X Large rake angle provides sharp cutting action. S_
= == . | Apeninsular dot ensures chip control at depths of cut under 1Tmm. CRAN| Flank
2 - 0701020304 8°
- f (mmirev)
. . . . N
- Medium cutting of carbon steel, alloy steel, mild steel ~ Carbon Steel - Alloy Steel 0 1°se
and stainless steel 2T 18°W—
A positive insert with a large rake angle achieves sharp cutting edge E2
performance. S I Flank
The double breakers and round-shaped dots in the rake face achieve 005 02 03 04 18° 0.1
a wide range of chip discharge. f(mmirev) 10
. . . . Nose
- Medium cutting of carbon steel, alloy steel, mild steel ~ Carbon Steel « Alloy Steel 016
and stainless steel - ] ] 20°W
M A ‘ A positive insert with a large rake angle achieves sharp cutting edge E2
performance. S . Flank
The double breakers and round-shaped dots in the rake face achieve 007 02 03 04 20° 0.16
a wide range of chip discharge. f(mmirev)
. . Carbon Steel « Alloy Steel 0N103e
Medium cutting of carbon steel, alloy steel and 3 18° :
Stain|eSS Steel ,E\ ) L ‘ V
- 3
Balance of edge strength and sharpness due to a combination of a =
o a
c // flat land and large rake angle. Gl ] 0F1Iank
£ 0 18° -
= 0.1 0.2 0.3 0.4
(8] f (mmirev)
:Es . . . - Carbon Steel « Alloy Steel
S Medium cutting of automatic lathe machining 3 Flank
§ A wide lead chipbreaker. E 2
. . . E 30°
Insert designed for low resistance chip control. =
S
(-
0 01020304
f (mm/rev)
) ) ) L. Carbon Steel * Alloy Steel
Medium cutting of automatic lathe machining 6 Flank
A parallel chipbreaker. Ey 200
E ‘ Excellent chip control for low to medium feed rates. 2, ﬁ\f
f (mmirev)
) ) ) . Carbon Steel « Alloy Steel
Medium cutting of automatic lathe machining 6 Flank




Rhombic 80°

Rhombic 55°

Square 90°

Triangular 60°

Rhombic 35°

Trigon 80°

O\

Round

Breaker Name
and
Cross Section

VBMT_FV
A108
VBGT_R/L-F | WBGT_R/L-F
&
A108 A113
VBMT_SV
A108
VBMT_MV
A108
WBMT_R/L-MV
’:\
I=—=9
A113
VBMT

q

A108

VBET_R/L-SR

\

A109

VBET_R/L-SN

k

A109

VBET_R/LW-SN

\

A109

IR L

TURNING INSERTS

A045



TURNING INSERTS

A046

TURNING INSERTS

CLASSIFICATIO

7° POSITIVE INSERTS WITH HOLE

resistance.

=
S| 8
= Breaker Name ;
3 § and Features Crgss e
a3 Picture eometry
<|F
. . s Carbon Steel « Alloy Steel Nose
- First recommendation for finishing carbon steel, 3 y
alloy steel, mild steel and stainless steel T 13°M
I 2
M /_’_\; Q Suitable for low depths of cut and low feed rates. ‘5’_
Sharp cutting edge and low resistance design achieves excellent cutting Gl Flank
performance. 0701020304 8°
f (mm/rev)
. . A oo Difficult-to-Cut Material Nose
First recommendation for finishing difficult-to-cut ',;cu ot Vaterials
materials z WW
2
Ideal for heat-resistant alloy and titanium alloy. i
The sharp edge produces a good surface finish. CA . Flank
The curved edge allows smooth chip discharge. 07701020304 14
f (mmirev)
=2} F I .. I Aluminium Alloy
= or aluminium alloy 4 Flank
5 The high rake angle and 3D curved cutting edge provides sharpness g 3 30°
g at the cutting point. 22
] Additionally the 3D shape of the rake face enables excellent chip control.® 1]
i.% G Lapping of the top surface gives a mirror finish for improved welding 0 01 03 05

f (mm/rev)

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

Carbon Steel * Alloy Steel
3 Flank

£

£2 17
: T
[

0 01020304
f (mmirev)

Finishing
Lead chipbreaker.
Excellent chip control at low feed rates.

Carbon Steel « Alloy Steel
3 Flank

£ T
S
[

102 03 04
(mm/rev)

O

-2

Light Cutting

Wiripives

)

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 Nose

8 18°
£2

S Flank

BQW

0 01020304
f (mmirev)

al

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

Large rake angle provides sharp cutting action.

Carbon Steel * Alloy Steel Nose

=3 18°
P

Q
A peninsular dot ensures chip control at depths of cut under Tmm. ! [ Flank
0701020304 8°
f (mmirev)
Nose

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

The wiper allows up to two times higher feed.

Positive land improves sharpness.

Carbon Steel * Alloy Steel

3 20° 1o 012
P 12°

S Flank

167012
=

001020304
f (mmirev)

Light cutting of automatic lathe machining

A parallel chipbreaker.
Excellent chip control at low feed rates.

Carbon Steel « Alloy Steel

6 Flank
£4 14°
&2

00103

f (mm/rev)




Rhombic 80° | Rhombic 55° | Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Rhombic 25° Round B
reaker Name
and
A‘ Cross Section
e LA
A110 \\/
A088 r/_
CCGT_AZ | DCGT_AZ TCGT_AZ | VCGT_AzZ RCGT_AZ
~ — _ :
A088 A093 A103 A110 A098 F«—
CCGT_L-F |DCGT_RI/L-F TCGT_R/L-F |VCGT_RI/L-F
CCGH_RI/L-F A -
A088 A093 A103 A110 F/_
WCGT_RIL -
a
A114 F/_
A116 /
CCMH_SV | DCMT_SV VCMT_SV -
A089 A093 A110 M_
iy s
@
A089 Y_/_
CCGT_R/L-SS|DCGT_R/L-SS -
A089 A093 F/_

TURNING INSERTS

A047



TURNING INSERTS

A048

TURNING INSERTS

CLASSIFICATIO

7° POSITIVE INSERTS WITH HOLE

Breaker geometry appropriate for copying and back turning.

0701020304
f (mm/rev)

=
S| 8
7| || B ErNEme Cross Section
L5 and Features Geomet
3|8 Picture ry
<|F
Carbon Steel « Alloy Steel 0N103e
3 18° |
= L ‘ W
£ 2
Q Flank
: : : : © [ v 01
First recommendation for medium cutting of carbon steel, 07010203 04 18
alloy steel, mild steel, stainless steel and cast iron f (mmirev)
Balance of edge strength and sharpness due to a combination of a
g — flat land and large rake angle. Flank
¥ J 0.2
15°
M I+ Al | Nose
- Alternative chipbreaker for medium cutting of carbon steel, Cagbon Steel - Alloy Stee o8
alloy steel, mild steel and stainless steel L1 20 W_
A positive insert and the large rake angle achieve sharp cutting edge E2
{ performance. S — Flank
- The double breakers and round shape in the rake face achieve 0 20° 0.18
. L 0.1 02 0.3 04
a wide range of chip discharge. £ (mmfrev) W
. . . . Carbon Steel « Alloy Steel Nose
- Wiper insert for medium cutting of carbon steel, 3 y v 0.2
alloy steel, mild steel and stainless steel 2 18 W
b 2 ]
Zn 5 The wiper allows up to two times higher feed. i |
A wide chip pocket prevents chip jamming. CA Flank
0701020304 18° 0.2
f (mmirev) 7°
) . . . L Carbon Steel « Alloy Steel
= Medium cutting of automatic lathe machining 3 Flank
5 —~
(&) A wide lead chipbreaker. E 2 30°
£ Insert designed for low resistance chip control. Q
= Gl
§ . 0 01020304
= f (mmirev)
E
Carbon Steel * Alloy Steel
Medium cutting of automatic lathe machining 6 Flank
A parallel chipbreaker. E 40T 20°
Excellent chip control at low to medium feed rates. 2, V
Suitable for precise machining with E class tolerance. 0 [ 1]
0.1 0.3
| f ey
. . . L Carbon Steel « Alloy Steel
Medium cutting of automatic lathe machining _ Flank
A parallel chipbreaker. E 4 20°
G Excellent chip control at low to medium feed rates. 2, S V
00103
f (mm/rev)
Carbon Steel * Alloy Steel
Medium cutting of automatic lathe machining 8 Flank
A parallel chipbreaker. é 4 20°
E Excellent chip control at low to medium feed rates. 2
- - The wiper produces a good surface finish. | ]
001 03
e o
. . . . Carbon Steel * Alloy Steel Nose
Medium cutting of automatic lathe machining 3 13ov
3D moulded chipbreaker provides good chip control. E 2
G G class insert gives sharp cutting action, oy Flank
allowing high precision machining.

10°M




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Breaker Name
=T and
< QJ (O Cross Section
CCMT DCMT SCMT WCMT RCMT
= —— N S ,.—-\
2 = =2 & &
A089 A094 A101 A114 A098
RCMX
=
A098
CCMH_MV DCMT_MV VCMT_MV
fe——
A089 A094 A110
CCMT_MW
{
m—
A089
CCET_R/L-SR | DCET_R/L-SR
A090 A094
CCET_R/L-SN | DCET_R/L-SN

A090

A095

CCGT_R/L-SN

A091

DCGT_R/L-SN

V-4

A095

CCET_R/LW-SN

DCET_R/LW-SN

A091 A095
CCGT_SMG DCGT_SMG
A091 A095

LA OE QR QL QR OR 0RO

TURNING INSERTS

A049



TURNING INSERTS

A050

TURNING INSERTS

CLASSIFICATI

7° POSITIVE INSERTS WITH HOLE

Can be used on workpieces requiring close tolerances
due to G class insert tolerance.

I I
0 01020304
f (mmirev)

=
S| 8
S| & Bl iz Cross Section
L5 and Features Geometry
Sl o Picture
<|F
. Carbon Steel « Alloy Steel
Heavy cutting of carbon steel and alloy steel 2
A wide groove chipbreaker prevents chips E 8| | 2go 23
from jamming at large depths of cut. a 4
=] Small dimples improve chip control at small depths of cut. © T
= 0702 06 10 14
= f (mmirev)
oM ,
> . . . Mild Steel
2 Heavy cutting of mild steel and stainless steel 12
:“:’ A wide groove chipbreaker and a sharp angle E 8[|\ 10° 027
chipbreaker wall controls chips. = = —~ I
Large chamfer provides high edge strength. ® ]
070206 1.0 1.4
f (mmirev)
) B Cast Iron
Heavy cutting of cast iron 3
Flat top. E 2 05#
M Most effective for unstable machining due to its high edge strength. = - \
[
c T T
o 07701020304
= f (mmirev)
7]
8 . Cast Iron
- For cast iron 3
I.E Flat top. g 2 °°§
G Most effective for unstable machining due to its high edge strength. = 1 \
©

11° POSITIVE INSERTS WITH HOLE

f (mm/rev)

=
S| 8
S| & BreakerdName Cross Section
25 an Features Geometry
= © Picture
<
. . s Carbon Steel « Alloy Steel Nose
% First recommendation for finishing carbon steel, 3 y
alloy steel, mild steel and stainless steel o 18°j>‘\/_
[m 2
M| /7 . Suitable for low depths of cut and low feed rates. £
| L, ) ) ; . ) S Flank
Sharp cutting edge and low resistance design achieves excellent cutting S
- performance. 0701020304 8°
f (mmirev)
. . AT Carbon Steel « Alloy Steel
- Alternative chipbreaker for finishing carbon steel, 3 4 Flank
alloy steel, stainless steel, cast iron and T
© aluminium alloy EZ2 15°
g) Small wide lead chipbreaker. &1 \
£ Sharp cutting edge gives a good surface finish. 0 01020304
8 f (mm/rev)
< L Carbon Steel « Alloy Steel
ic Lead chipbreaker controls chip flow. 'g ) .
M Sharp cutting edge gives a good surface finish. = i N S S 15
©
- 0D
0701020304
f (mmirev)
L Carbon Steel « Alloy Steel
Lead chlpt?reaker corl'ntrols chip flow. N g 5 15°
G| | . Sharp cutting edge gives a good surface finish. =, V
P [
= 0701020304




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
,,,,, Breaker Name
! : and
h O, A‘ Cross Section
| R
A0938 Y\//
WS res
A098 Y\/_
CCMwW DCMW SCMw TCMW VCMwW -
A096 A101 A103 A110 \
P Flat Top(G)
A091 A096 \
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
M Breaker Name
and
A Cross Section
CPMH_FV TPMH_FV %
A092 A105 \\/
TPGH_RI/L-FS WPGT_R/L-FS -
A105 A115 r—/_
A092 v/_
CPGT_RI/L-F
A092 F/_

TURNING INSERTS

A051



TURNING INSERTS

A052

TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

due to G class insert tolerance.

I I
0701020304
f (mmi/rev)

=
S| 8
SRS Breaker Name Cross Section
L5 and Features Geometry
25 Picture
<|F
P . Carbon Steel * Alloy Steel
Lead chipbreaker controls chip flow. g 5 .
! Good chip control for low to medium feed rates. = ; 10
[
)]
0701020304
f (mm/rev)
L. Aluminium Alloy
- Finishing 3 ‘ Flank
Lead chipbreaker controls chip flow. g 2 25
i ‘ Good chip control for low to medium feed rates. = y s ]ﬁ\ﬁ
@
h 0 010203 04
f (mmirev)
o P Carbon Steel « Alloy Steel
£ Finishing 3 Flank
=
= Lead chipbreaker controls chip flow. €
oM i ; E2 10°
Good chip control for low to medium feed rates. =
5 LR
£ 0701020304
[T f (mmirev)
L. Carbon Steel * Alloy Steel
% Finishing 3 Flank
Lead chipbreaker controls chip flow. ’g ) .
E Sharp cutting edge gives a good surface finish. =, 15 V
®
‘ 0701020304
f (mmirev)
. . . . Carbon Steel « Alloy Steel Nose
Medium cutting of automatic lathe machining 3 13°]>‘\/—
G 3D moulded chipbreaker provides good chip control. E 2
G class insert gives sharp cutting action, 2w Flank
allowing high precision machining. 0 —.5
Breaker geometry appropriate for copying and back turning. 01;1(m?1l13re%)3 04 10
= . . . . Carbon Steel * Alloy Steel Nose
£ First recommendation for light cutting of carbon steel, 3 18°
§ alloy steel, mild steel, stainless steel and cast iron ’g‘ )
8 M Large rake angle provides sharp cutting action. é_ 1 Flank
-g.‘ . | — A peninsular dot ensures chip control at depths of cut under 1mm. [
2 % 07701020304 8°
f (mmirev)
. ) . . Carbon Steel * Alloy Steel Nose
First recommendation for medium cutting of carbon steel, 3 20° 0.2
alloy steel, mild steel, stainless steel and cast iron £, L \ M
£
> A positive insert and large rake angle achieves sharp cutting edge - ; Flank
g performance. ®© | 20° 0.2
5 Double breakers in the rake face achieve a wide range of chip discharge. 0 01020304 8°
(&) f (mmirev)
g . i . i Carbon Steel * Alloy Steel Nose
S Alternative chipbreaker for medium cutting of carbon steel, 3 10°
g alloy steel and stainless steel £, L ‘ iﬁ\—/
. E
Standard, general purpose chipbreaker. 2 ’7 Flank
07701020304 10°
f (mmirev)
) ) Cast Iron
Heavy cutting of cast iron 3 ‘
Flat top. E, o
Most effective for unstable machining due to its high edge strength. = 1 \
c ©
‘_2 0 0‘.1 0‘.2 0.3 0.4
..é f (mmirev)
(] . Cast Iron
5 For cast iron s
L Flat top. £, o
Most effective for unstable machining due to its high edge strength. .
Can be used on workpieces requiring close tolerances L




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
,,,,, Breaker Name
! : and
h O, A‘ Cross Section
TPGX_RIL
A106 r’/_
T ‘Standard.
A115 r-/_
TPMX_L
A106 r-/_
VPET_SRF a
A112 v/_
A112 ‘\/
CPMH_SV TPMH_SV
A092 A106 M_
CPMH_MV TPMH_MV WPMT_MV -
— é
A092 A107 F/_
CPMX TPMX -
I“é} ','II \\ .
—_
A092 A107 F/_
TPGX
A107 \

TURNING INSERTS

A053



TURNING INSERTS

A054

TURNING INSERTS

CLASSIFICATION

15° POSITIVE INSERTS WITH HOLE

07010203 0.

f (mm/rev)

4

=

S| 8

oS Breaker Name Cross Section
L5 and Features e

5| 3| Picture i
<

2 . . Aluminium Alloy

= - For aluminium alloy cutting 3 Flank
S Lead chipbreaker. g 2 20°

£|G Sharp cutting edge gives a good surface finish. s

g Q 1

2 )

5 [ Tc——

[T

20° POSITIVE INSERTS WITH HOLE

f (mm/rev)

T
0701 03 o

5

=
S| 8
= Breaker Name ;
A N=
o8 and Features Crgse%rig:tlon
2|5 Picture ry
< =
L. ; Aluminium Alloy

- For aluminium alloy cutting 3 Flank
> Lead chipbreaker. g 2
o N, Sharp cutting edge gives a good surface finish. = 20°
E 8
3 f (mm/rev)
c
€ © .. . Aluminium Alloy
3 - For aluminium alloy cutting 4 ‘ Flank
i p A parallel chipbreaker. g 3 i
u°. :'i"'_'\\ Sharp cutting edge gives a good surface finish. a2 || 25

Good chip control for medium feed rates. @1 ;
|

30° POSITIVE INSERTS WITH HOLE

=

S| 8

S| & B AT Cross Section
Ll 5 _and Features Geometry
gl o Picture

<|F

=4 - - . ) .

£ For difficult-to-cut materials D'TCU"'tO'C“T ’V"ate”a's

a3 Ideal for heat-resistant alloy and titanium alloy. g 3 0°

5| & ~

[} T T T

S 0701 03 05 07

[0} f (mmirev)




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
,,,,, Breaker Name
l' O | and
‘ | A Cross Section
A111 F'/_
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
,,,,, Breaker Name
l' O | and
N a Cross Section
e RLF
A097 F'/_
DEGX_RI/L TEGX_RI/L -
A097 h'/_
Rhombic 80° Rhombic 55° Triangular 60° Rhombic 35° Trigon 80°

Square 90°

‘

Breaker Name
and
Cross Section

A100

|

TURNING INSERTS

A055



TURNING INSERTS

A056

TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITHOUT HOLE

=
S| & | Breaker Name
2| g .
S 2 and Features Crgseirizrt:tlon
gle Picture ry
= - Semi-heavy cutting of carbon steel and alloy steel Ca;bon SteeLIL' (\lloy Steel Flank
£ an
S Single sided chipbreaker. Ts ]
= M Can be used for copying. E . 1 120 0.2
§ 4w, | Aparallel chipbreaker for good chip discharge. 3 1 1] %\ﬁ
3 f (mmirev)
- Heavy cutting of cast iron Ca7st Iron
[
Double sided flat insert. Ts 0°,
M Most effective for unstable machining due to high edge £ [ f
- strength and stable insert clamping. g 8 1 |
1 [ 17
f'_.’ 001030507
..%. f (mm/rev)
© - For cast iron Caft Iron ‘
LE Double sided flat insert. Ts 0%
G Most effective for unstable machining due to high edge E 3 nn f
i strength and stable insert clamping. g ; ‘ ‘ ‘
- Can be used on workpieces requiring close tolerances due to G class 0071030507
insert tolerance. f (mm/rev)
o
7° POSITIVE INSERTS WITHOUT HOLE
S| @
< | g | Breaker Name Cross Section
S| g and Features Geometry
§ k] Picture
- - For cast iron Cast Iron
o
= Double sided flat insert. 2 3 o
“g © Most effective for unstable machining due to high edge E2 #
o strength and stable insert clamping. S \
5 _ F)an be used on workpieces requiring close tolerances due to G class 0" 0T 05 05 04
L] insert tolerance. f (mmirev)

11° POSITIVE INSERTS WITHOUT HOLE

e
S| 38
8| & Breakaer:dName Features Cross Section
;& § Picture Geometry
o inichi Carbon Steel « Alloy Steel
g A parallel chipbreaker. T )
Sale] Good chip control for low to medium feed rates. £ 15°
< P—— 94
2
[ f (mm/rev)
. . . . Nose
2 - Light to medium cutting of carbon steel, alloy steel Carbon Steel - Alloy Steel
of and stainless steel 2T 0°,
23 €
EO M Standard, general purpose chipbreaker. E?Z
)3 - g1 m Flank
= | A,
% 0701020304 0°
= f (mm/rev)
- Heavy cutting of cast iron Cast Iron
3
Flat top. E 0°
M Most effective for unstable machining due to high edge £ f
- strength and stable insert clamping. &1 ||
- f (mm/rev)
Q
© - For cast iron Castlron
3
I.E Flat top. = 0°,
Most effective for unstable machining due to high edge E? i
strength and stable insert clamping. &1
Can be used on workpieces requiring close tolerances due to G class 0 51020304
insert tolerance. f (mmirev)




SPECIAL PURPOSE INSERTS

Square 90° Triangular 60° |Parallelogram 55°( Breaker Name § §
and 8 S Tool Holder Type Inserts
Cross Section 8o
a <"
KNMX_R/L - RNGJ, RDGH
A085 |—\/_ A068, A099
SNMN TNMN RTG
(|| D v
Q.
N ]
A086 A087 A117
A086 A087 F115
Square 90° Triangular 60° Breaker Name
o and _
N Cross Section
A119 \
Square 90° Triangular 60° Breaker Name
=== and
X J Cross Section
SPGR_R/L TPGR_R/L

A118 A120 T/_
—
A120 ‘
A120 \
[ y© N
S | A
A118 A121 \

TURNING INSERTS

A057



TURNING INSERTS [NEGATIVE]

sc CN

TYPE INSERTS

CNMG 12 04 02- FH

T OTRT e
Thickness Corner Radius Chip Breaker

Size
& WITH H o LE * Please refer to page A002.
4
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting-- @Jllp) SemiHeavy Cuting-- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
5 0 ° T T o] 0
g g e g e
=5 G =5 G =5 =5 ﬁi =5
% 4 % 4 { SH ] 24 % 4 — % 4 —
£3 S@I . £3 £3 £3 £3 AN
@ 2 o 2 [ | 22 m 32 82
NEG ar i il ° ° —— m‘ ° — 01@ —
0701 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07 001 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 oco00:
Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy o oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re 32885800 82kELsR8 (22t 22 | S5
f: Feed mm) [P B ERR P HES LRSS SNANSSSaLR 232
WWWW T 0nnnooaaan|XXXaalEiEiEFEEFL T
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S FH Carbon Steel - Alloy Steel | CNMG120402-FH 0.2 (X ) (] [ X ) C010
2° 120404-FH |04 | @@ ° o0 o Co11
E2 E013
= 120408-FH 0.8 [ X J [ o0 |®
T @ E042
0701020304 120412-FH 12 hd hd HO06
f (mmi/rev) —008
v FS Mild Steel CNMG120404-FS 04 () (] C010
e 120408-FS | 0.8 ° ° Co11
E2 E013
g, E042
] 0701020304 H006
Finish Cutting f (mmirev) —008
FY Mild Steel CNMG120404-FY 0.4 [ ] ([ ] [ C010
2° 120408-FY | 0.8 ° o | o Co11
. g2 E013
&1 [ E042
001020304 HO06
Finish Cutting f (mmirev) —008
FJ Difficult-to-Cut Materials | CNGG1204V5-FJ | 0.05 [ [ €010
z, 120401-FJ | 0.1 ° ° gg};
£
E s 120402-FJ 0.2 [ [ £042
0701020304 120404-FJ 0.4 o0 O ee® Hooe
Finish Cutting f (mmirev) 120408-FJ 0.8 [ X ) ] ee —008
PK Carbon Steel + Alloy Steel |  CNGG120404-PK | 0.4 o A Co010
3
. = 120408-PK | 0.8 e A Co11
@ £ E013
E &1 E042
0 0.1 02 03 04 H006
Finish Cutting f (mm/rev) —008
SH CNMG090304-SH 04 0
Carbon Steel « Alloy Steel 090308-SH 0.8 O C010
4
;;g[; 3 09T304-SH | 0.4 ° ° (5381 ;
=2 q <: 09T308-SH 0.8 [ [ E042
@ 1
= 120404-SH 04 @e@@ () () [ X ) H006
f (mmirev) 120408-SH 08 e®e@® [ ] [ ) o0 (o —008
Light Cutting 120412-SH 12 000 O o0 |®
@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A058 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 [ N JF.2¢ 3k oC o000
Stainless Steel oG *»$|0 &7
Work Material Cast Iron [ X [ oo 0C
Non-ferrous Metal € o
Heat-resistant Alloy, Titanium Alloy [ J oCE oCE
Comer R Coated Cermet ggm Carbide o
Chip Control Range 2 §
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed mm) [P BB RR e HE2 LRSS BRENe=88L 22
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDDDDDDDD>>>5D|ZZZ|<>S| DT XX~
SA Carbon Steel * Alloy Steel | CNMG120404-SA 04 @@@® ° Co010
4
= 120408-SA 08 @@ @ ° CO01
E3 E013
324 ~ 120412-SA 12 @@ () £042
o OE—:1 = | 160608-SA | 0.8 O HO06
Light Cutting f(mmirev) 160612-SA 1.2 (2| —008
* SW Carbon Steel + Alloy Steel | CNMG120404-SW | 04 |@ ® () ) (X} C010
! s 1] 120408-SW | 0.8 (@ ® ° ° Y CO11
ey 120412-SW | 12 |o® ° oo EO13
® 1] E042
Light Cutting 0 01 03 05 Ho06
gzWi pe r) f (mmi/rev) —008
SY Mild Steel CNMG120404-SY 0.4 ® () ® Cco10
4
- 120408-SY | 0.8 ° o | o co11
8T E042
0701 03 05 HO06
Light Cutting f (mmirev) —008
C Carbon Steel * Alloy Steel | CNMG120404-C 0.4 AA C010
4
fr== = 120408-C 0.8 AA Co11
& &
—— B E042
0701 03 05 HO06
Light Cutting f(mmirev) —008
Difficult-to-Cut Materials | CNMG120404-MJ 0.4 [ ) (X} Je C010
4
=3 120408-MJ | 0.8 o (oo De | CO11
Eo || 120412-MJ | 1.2 o (oo o
@1
o T oos 120416-MJ 1.6 ® (X} HO06
f (mmirev) —008
Difficult-to-Cut Materials | CNGG120404-MJ 0.4 O [ X ) ® O60 Co010
- 120408-MJ | 038 O oo o oo CO
£, E013
s.H E042
0701 03 05 HO06
Light Cutting f (mmirev) —008
MP CNMG120404-MP 04 @0@ )
Carbon Steel « Alloy Steel 120408-MP 08 @e®@® () C010
. 2T 120412-MP | 1.2 [0 @@ o co1
£3 ;
-~ S 120416-MP_| 1.6 [eo® o Eo
R R 160608-MP 08 e0@ ® H006
f (mm/rev) 160612-MP 12 l0o®@ @ [ ) —008
Medium Cutting 160616-MP 16 @@ @ ()
MA CNMG120404-MA 04 o0o0® 00 00 [ ([
120408-MA | 0.8 lo®o®00® 00 00 ) )
Carbon Steel « Alloy Steel 120412-MA 12 o000 00 00 [ () C010
= 120416-MA | 16 (0000 @0 @0 Co11
E3 160608-MA | 0.3 (e@e® Lo | ® o
i EE—Cs 160612-MA | 12 (eeee (00 (0@ HO06
f (mmirev) 160616-MA | 16 [e®@ ® |Te @@ —008
190612-MA 12 eeoeoe® 00 00
Medium Cutting 190616-MA 1.6 o000 (10 o0
* Please refer to A024 before using the SW breaker (wiper insert).
CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A059



TURNING INSERTS [NEGATIVE]

. c NTYPE INSERTS CNMG 12 04 04- MH
aw 80 WITH HOLE s idoes SomlTadus O B

n
'—
o
7]
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting-- @Jllp) SemiHeavy Cuting-- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
5 ® : T T T T] ® °
e g e g g e
=5 =5 =5 =5 =5
3G 3@ e 3 3 © i) u
£3 S@I ] g3 £3 £3 g3 \.
@ 2 o 2 [ | 22 m 32 82
NEG ar il L ° W ° — q e — 01@ ]
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 001 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel OCREY [ X AL X JET
Stainless Steel oec & B0 @
Work Material Cast Iron [ X 2 [} 003 0¢C
Non-ferrous Metal c e
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re 2888 Ruundzris88 [z2E5.82 | 85
f: Feed mm) [P BB IRRe R RS2 LRI BRANeS88 R B2
= Qo
WWWW T 0nnnooaaan|XXXaalEiEiEFEEFL T
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S MH CNMG120404-MH | 04 |e@e@® (@ °
120408-MH 08 eeoee® @ ()
Carbon Steel « Alloy Steel 120412-MH 12 o000 |@ () C010
T =3 120416-MH | 1.6 [eo0e® |® ° cott
o E 3
-~ e ﬁ 160608-MH | 0.8 [0 ® o ot
] 0553 ‘ o 160612-MH 12 o000 |@ [ H006
f (mmirev) 160616-MH 16 (@@ [} —008
190612-MH 12 eoee® |@ ()
W Medium Cutting 190616-MH 16 @e®@® ®
Standard CNMG090308 08| @
09T304 0.4 [ ] (]
09T308 0.8 ( J (]
120404 04 00O [ X ) ([ X ) e o
120408 08 eeoe® @ [ X J o (00 o O
Carbon Steel « Alloy Steel Cc010
5 120412 12 0000 [ X J o (00 e [ co11
=4
@/l Es 120416 16 (@@ [ o0 E013
LJ'V &2 ‘ 160608 08 (@0 E042
°01 03 03 160612 12 (e 0@ oo D o
160616 16 000 @ ([ X )
190608 08 o0 @
190612 12 000 0@ [ X ) (]
190616 16 000 @ [ X )
Medium Cutting 190624 24 O
* MW Carbon Steel + Alloy Steel | CNMG120408-MW | 0.8 |0 @ ® ) o0 Co010
o [
(1 =4 120412-MW | 1.2 (e®e® @ (@@ Co11
o~y Es E013
{ %f E042
Medium Cutting 0701 03 05 HO06
Wiper) f (mmirev) —008
MS CNMG090304-MS 0.4 Je
) 090308-MS 0.8 [ ] Je
Stainless Steel C010
R i T 09T304-MS 0.4 0e O ® Co11
ﬁei} E3] 09T308-MS | 08 | ® oe O ° E013
3 %ff 120404-MS 0.4 [ X ) (X X ] 0000 © e o jee| FE042
°0f 53 05 120408-MS | 08 | e® |eee |eeee @ o oee Hggg
mmjrev, —
120412-MS 1.2 ®[] ( X X J 0000 © [} ee
Medium Cutting 120416-MS 1.6 ( od
* Please refer to A024 before using the MW breaker (wiper insert). /

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A060 (10 inserts in one case)



Work Material

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

Steel

Stainless Steel

Cast Iron

Non-ferrous Metal

0CEEY

&&

Heat-resistant Alloy, Titanium Alloy [ J oCcE
ComerR Coate o
Chip Control Range 2 §
Shape  ap : Depth of Cut Order Number Re 32283 RuwudlkkEs EE oSS S5
f: Feed mm) [P 883NN mn 322 NecS8L| g2
WU onnoocoon EEEEEL| 22
55555535535>>>5 ODITXxK-
MS Stainless Steel CNMG160604-MS 0.4 0o C010
=i 160608-MS | 0.8 Oe Co1
I Qf// £307 160612-MS | 1.2 De o
| 190612-MS | 1.2 Te Fo42
Medium Cutting f (mmirev) 190616-MS 1.6 0e —008
GH CNMG120408-GH 08 e@@® (X}
Carbon Steel « Alloy Steel 120412-GH 12 0@ @ (X ) Co010
7
= = [ 120416-GH 16 @@ C011
S E 5[]
S8 igﬁ 160612-GH | 12 |[e@® o
©
LR 160616-GH 16 (@@ HO06
Semi-Heavy f (mmirev) 190612-GH 12 l0o®@ @ —008
Cutting 190616-GH 16 0@ @
GJ . ) CNMG120408-GJ 0.8 ) (X )
Difficult-to-Cut Materials Cco010
7 120412-GJ 1.2 ) (X ) Co11
£° 120416-GJ 1.6 ) (X ) E013
& 160612-GJ | 1.2 ° ° E042
0 HO06
Semi-Heavy 0'}(?51/?:\/)0'7 190612-GJ 1.2 ) ) 008
Cutting 190616-GJ 1.6 ) )
HZ CNMM120408-HZ 08 | @@
Mild Steel 120412-HZ 1.2 ( X )] Cco10
- (& [ ] Co11
Srihs N EERRE 160612-HZ 12| @@ 013
S 160616-HZ | 16 | @@ 013
©
L 190612-HZ 12 | e®@ @ H006
f (mmirev) 190616-HZ 1.6 o0 O —008
Heavy Cutting 190624-HZ 24 | OO e
HX CNMM160612-HX 12 | OOO
160616-HX 16 | OOO
Carbon Steel » Alloy Steel 190612-HX 1.2 oo o0
- oHHER 190616-HX | 16 | ®®l®
E "M C010
5 6] 190624-HX 24 | e@J@®
® CO11
20T TTT] 250724-HX 24 eJe®
02061014
f (mmirev) 250732-HX 3.2 Odde
250924-HX 24 | e@eJ@
Heavy Cutting 250932-HX 3.2 ooe
HV Carbon Steel - Alloy Steel | CNMM190616-HV 16 | eeJ@®
14
2 o 190624-HV | 24 | eeCl® coro
oY - H F 250724-HV | 2.4 elle
/ 5 L Cco11
z Ll 250924-HV 24 | e@J@®
02061014
Heavy Cutting f (mmirev)
HAS Carbon Steel - Alloy Steel | CNMG250924-HAS | 2.4 o o
14 T
= |
Beaeg E 10 A ]
002 0‘.6‘1‘.0 14
Heavy Cutting f (mmirev)
CHIP BREAKERS > A036
> A026

IDENTIFICATION

> A002

(2]
[
o
w
(2]
=
()
=
4
o
2
=




TURNING INSERTS [NEGATIVE]

30° c TYPE INSERTS CNMM 19 06 12- HXD
. WITH HOLE Size  Thickness Corner Radius Chip Breaker

E * Please refer to page A002.
7]
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @l SemiHeavy Cuting-- @D Heavy Cutiing (@D
z
> P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MmPa)
(74
E 8 8 8] [T [T 8 8
= @ ! o el || g J@{L £,
E®6 E®6 ES6 E®6 E®6
55 m 55 (@G 55 55 ﬁi 55
[$) [$) o [§) || [$)
24 24 { SH ] 24 24 24
£3 . £3 £3 £3 £3 \.
827’?!5 [ 1 a2 N a2 %m 8?2 82@
NEG 1 1 W 1 — ‘ 1 — 1 ~—
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 001 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 0C o002
Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy o oC T oCE
Corner R Coated Cermet gg?rfedt Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re [828888uwdlkrEs|88 |z2l-_82 | 83
f: Feed mm) [ce e IRRSLBE2RRIES BRG] L| 232
UuuuTonnooaaaa|XXXloalFiEEEELl 22
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S HXD Mild Steel CNMM190612-HXD 1.2 e o
14
= 190616-HXD 1.6 e o
£ "0+ C010
o 6] 190624-HXD | 2.4 e o ot
T ® 2T 250924-HXD | 2.4 ° o
0.20.61.0 1.4
Heavy Cutting f (mmirev)
/] Flat Top CNMA 120404 0.4 o0 Y
120408 0.8 [ X J (L X J
Cast Iron C010
7 120412 1.2 [ X J e e co11
w Ezz 120416 1.6 o0 £013
%1 ‘ ‘ 160612 1.2 [ X J E042
0010305 0.7 160616 1.6 o0 H006
f (mm/rev) —008
190612 1.2 [ X} ()
190616 1.6 [ X J

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A062 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- FH
& 55 WITH HOLE St Thiknase Come R Chp Ereler

(7]
'_
14
7
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @Il SemiHeavy Cuting-- @D Heavy Cutiing @D E
P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MmPa) %
8 8 8 8 8 =
: ° ST ] 2
/g ’é fg | | | | | /g 7 fg 7
E6 E6 E6 E6 E6
55 m 55 @G 55 55 ﬁi 55
% 4 % 4 { SH ] % 4 % 4 — % 4 —
£3 S@I . £3 £3 £3 £3 AN
© 2 o 2 [ | 22 m 32 82
g’ ] [ 1 S’ 1@ = — m‘ e = D1@y\\ NEG
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 001 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 oco00:
Stainless Steel oec & B0 @ c
Work Material Cast Iron [ X 2 [} 003 0¢C
Non-ferrous Metal c e
Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corer R Coated Cermet ngrfedt Carbide o
Chip Control Range % ¥
Shape  ap : Depth of Cut Order Number Re 32888 Ruundzrs88 [z2[E5,82 85 R
: rrooYomorrinowo|lbowvnQVBSSon =T
f: Feed (mm) l[coo0ORNSR o raNNgvadYSEeae S35
wwwwITonoooaooaoXXXoaiFEEEEL £
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
FH DNMG150402-FH 0.2 [ X ] [ ] [ X ) C012 S
Carbon Steel * Alloy Steel C013
3 150404-FH 0.4 ( X J [ oo |o E013
£2 150408-FH | 08 | @@ ° oo |0 E%?;%
’ &1 150602-FH | 02 | @@ ° oo E041 T
07070203 04 150604-FH | 04 | @@ ° o0 E042
. . f(mmirev) HO009
Finish Cutting 150608-FH 0.8 ( X J [} (X ) —011 ']
FS Mild Steel DNMG150404-FS 0.4 ® [ 881%
2° 150408-FS | 0.8 ° ° E013
; £ 2 EO036
g E041 w
© [ E042
0701020304 HO009
Finish Cutting f (mmirev) —011
FY Mild Steel DNMG150404-FY 0.4 ® () [ 881%
23 150408-FY | 0.8 ° o | o E013
E, E036
' = 150604-FY 0.4 [ ] [ ] [ —038
@ 1 — E041
T 150608-FY 0.8 (] ® (] E042
01 02 0.3 0.4 HO09
Finish Cutting f (mmirev) —011
FJ Difficult-to-Cut Materials | DNGG150404-FJ 0.4 (X J 0 ee 881%
=° 150408-FJ | 0.8 o0 0 ee| Eo013
£, E036
2 —038
@ 1 E041
E042
07701020304 HO09
Finish Cutting f(mm/rev) —011
PK Carbon Steel + Alloy Steel | DNGG150404-PK 0.4 ® A 88:}%
=° 150408-PK | 0.8 o A E013
- ? E E036
7 ’ £ —038
1 EO041
T EO042
001020304 HO09
Finish Cutting f (mmi/rev) —011
SH DNMG110404-SH 04 @@ (] Co12
110408-SH 08 @@ [ co13
Carbon Steel * Alloy Steel
4 150404-SH 04 @0@0O [ (] oo |o EO013
< E3 E036
.,a-r:f £ 2 150408-SH 08 @@ @ ) ) o0 (o 038
8 N 150412-SH | 12 |e@@® e | o oo (o £041
007 03 05 150604-SH | 0.4 [e® O ° E042
f (mmi/rev)
150608-SH 08 (@@ () ® H009
Light Cutting 150612-SH | 12 (e ® ° ° —omn

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A063




TURNING INSERTS [NEGATIVE]

a o DNTYPE INSERTS DNMG 15 04 04- SA
aN’ 55 WITH HOLE R

(7]
'_
o
w
2
5 CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @Il SemiHeavy Cuting-- @D Heavy Cutiing @D
=z
> P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
5 0 ° T T ° 0
[= 7 é 7 é 2701 ] ] 7 w 7
E®6 E®6 ES6 E®6 E®6
55 m 55 @G 55 55 ﬁi 55
o o o o | | o ||
24 24 { SH ] 24 24 24
£3 [ £3 £3 £3 £3 AN
o || 5 - E o || £ i
NEG 1 1 W 1 — ‘ 1 — 1 @ —
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

HOLE

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

Steel 0OCREY [ X AL X JET
C Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
Heat-resistant Alloy, Titanium Alloy o oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re [82R8B8Ruwd izl |zz55 82 85
f: Feed mm) (e e B e anRes e RISssReSS2S8 B2
wwwwIonoooaooaoXXXoaiFEEEEL £33
DDDODDODDDDDO>>>D|ZZ2Z|A>|D|T T XX
S SA DNMG150404-SA | 0.4 |e®@e® ° C012
Carbon Steel * Alloy Steel Cc013
4 150408-SA 08 @e®@@® o E013
£ 150412-SA [ 12 (e @@ o E036
T &1 \'i 150604-SA 04 @0@O@ () E041
007 03 05 150608-SA | 0.8 (0@ ® ° E042
. . f (mmi/rev) HO09
] Light Cutting 150612-SA 12 e @ () —011
* SW DNMX110404-SW 04 (@
110408-SW 0.8 (@ C012
Carbon Steel * Alloy Steel
W 4 ] 150404-SW 04 @@ ([ ] [ X ) EO013
W/ i 150408-SW | 0.8 |@® ° 0 Eggg
&1 150412-SW | 12 @ ® ° o0 E041
0 0«}3( 03 ) 0.5 150604-SW | 0.4 |@® ° o0 H009
mm/rev N HO11
Light Cutting 150608-SW 08 @@ [ ] [ X
ngiper) 150612-SW | 1.2 (@ ® ° (Y}
SY Mild Steel DNMG150404-SY 0.4 (] Y ® 881%
4
=g 150408-SY 0.8 ° ° ° E013
£ E036
' £2 150604SY | 04 | o o | o 038
R e E041
. 150608-SY 0.8 [ ) () ) E042
0.1 0.3 0.5 HO09
Light Cutting f(mm/rev) —011
C Carbon Steel * Alloy Steel | DNMG150404-C 0.4 AA 881%
4
T3 150408-C 0.8 AA E013
E E036
a2 150604-C 0.4 AA —038
B E041
. 150608-C 0.8 AA E042
0.1 0.3 0.5 HO09
Light Cutting f (mmirev) —011
MJ DNMG150404-MJ 0.4 (] [ X ) Je COo12
- ) 150408-MJ 0.8 ® o0 De Co013
Difficult-to-Cut Materials
4 150412-MJ 1.2 (] ([ X ) E013
ﬁ £ 150416-MJ | 1.6 o (oo Eggg
&1 150604-MJ 0.4 (] ([ X ) E041
0 01 03 05 150608-MJ 0.8 ° Y E042
f (mmirev)
150612-MJ 1.2 (] [ X ) HO009
Light Cutting 150616-MJ | 1.6 o |oo —011

* Please refer to A024 before using the SW breaker (wiper insert).

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A064 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 [ N JF.2¢ 3k [ X A I X JET
Stainless Steel oG ¥ (O &7
Work Material Cast Iron [ X 7 [} ( X JEL X -
Non-ferrous Metal ceoe
Heat-resistant Alloy, Titanium Alloy [ J oCE oCE
ComerR Coated Cermet ggm Carbide o
q ()]
Chip Control Range % &
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed mm) [P BB RR e HE2 LRSS BRENe=88L 22
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDDDDDDDD>>>5D|ZZZ|<>S| DT XX~
MJ Difficult-to-Cut Materials | DNGM150404-MJ 0.4 O o0 e oo 881%
4
N =2 150408-MJ 0.8 O (XJ ® ee| E013
& 5 -
saH E041
© [1) E042
. . 0.1 0.3 0.5 HO09
Light Cutting f (mmirev) —011
MP DNMG150404-MP 04 @0@ ) Co12
150408-MP 08 @@ @ ) co13
Carbon Steel « Alloy Steel
5[] 150412-MP 12 e@e® ) E013
&g E 3 150416-MP | 1.6 [e@ @ ° Eose
—"/ &2 150604-MP | 04 (0@ ® ° E041
001 03 05 150608-MP 08 e®® ) E042
f (mm/rev)
150612-MP 12 ee@e® ) H009
Medium Cutting 150616-MP | 16 (e ®@® ° —on
MA DNMG110404-MA 04 @@
110408-MA 08 (@@
110412-MA 12 (@@ C012
Carbon Steel « Alloy Steel 150404-MA | 04 [000e (00 00 o | @ gg}g’
5
SO 150412-MA | 12 ([eeee® e |ee ° —038
i 150416-MA | 1.6 | ® E041
01 03 05 E042
f (mm/rev) 150604-MA 04 @00 @O [ J [ ] HO09
150608-MA 08 ecoeo® 00 00 [ ] ( ] —011
150612-MA 12 eee] e @O ([
Medium Cutting 150616-MA 1.6 ()
MH DNMG150404-MH 04 @000 @ () C012
Carbon Steel « Alloy Steel C013
5 150408-MH 08 @00 @ ) E013
£ {F\» 150412-MH | 1.2 [ee0e® |® ° E038
&2 ‘ 150604-MH | 0.4 [e®@@® |® ° E041
0 01 .03 05 150608-MH | 0.8 [e®® (@ ° Eggg
Medium Cuting e 150612-MH | 12 [e@® |® ° 011
Standard DNMG110408 08| @
150404 04 0@@® (X} o0 o o C012
Carbon Steel « Alloy Steel 150408 08 eee®e® ([ X ) e (00 e o Eg:}g
- 150412 12 [e00® oo o |oo 036
ARy :: 150416 16| ® —038
o 150604 04 [eee oo oo E041
0.1 03 05 EO42
f (mmirev) 150608 08 e®@ [ X J [ I X ) O HO09
150612 12 |00 @ [ X ) [ ) () —011
Medium Cutting 150616 1.6 ()
* MW Carbon Steel « Alloy Steel | DNMX150408-MMW | 0.8 (@ ® [ O ([ X ) C012
5}
PR | 150412-MW | 12 [e@ 1 |0 |ee® Eo1s
S 150608-MW | 08 [0 @ |ee® E038
@ E041
Medium Cutting 0o 55 o5 150612-MW | 1.2 |@e @] O oo 009
(Wiper) f (mmirev) HO011
* Please refer to A024 before using the MW breaker (wiper insert).
CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION > A002

TURNING INSERTS

NEG

WITH
HOLE

A065



TURNING INSERTS [NEGATIVE]

a o DNTYPE INSERTS DNMG_11 04 08- MS
& 95 WITH HOLE S T e e o e A

(7]
'—
o
7
0 CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @Il SemiHeavy Cuting-- @D Heavy Cutiing @D
> P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P~ Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
5 0 ° T T o] 0
g g e g e
=5 G =5 G =5 =5 ﬁi =5
24 % 4 { SH ] 24 % 4 — % 4 —
£3 S@I 1 g3 £3 £3 g3 \.
© 2 o 2 [ | 22 32 82
S Hpse e Eisee hel
0701 03 05 07 0 01 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCEEY ocC o000
C Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
Heat-resistant Alloy, Titanium Alloy o oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re [82R8B8Ruwd izl |zz55 82 85
. rrooYomorrinowo|lbowvnQVBSSon =5
f: Feed (mm) l[coo0ORNSR o raNNgvadYSEeae S35
wwwwITonoooaooaoXXXoaiFEEEEL £
DDODDODODODDODDODO>>>1Z2ZZIK> DT XX -
S MS DNMG110408-MS | 08 | ® 0e Co12
Stainless Steel 150404-MS | 04 | @@ |eee |eeee @ o |[Tee gg}g
=i 150408-MS | 08 | @@ |eee| (eeee| @ o Tee| o
—— Es
T @/:/ éz& 150412-MS | 12 | @ Dee |eee | @ Dee| —038
S —— 150604-MS | 04 | ® o0 (00 o o O Egj;
] f (mmirev) 150608-MS | 08 | ® eee o0 o o O HO009
Medium Cutting 150612-MS 1.2 () () (X} ® —011
R/L DNGG 150404R 0.4 00 A [ J ) Co12
4 00 A o O
W Carbon Steel + Alloy Steel 150404L 0 Co13
5 150408R 0.8 00 A e o EO013
— 2 150408L 0.8 eos [0 o Eggg
2
&5 H 150604R 0.4 () (] E041
0 0-1f( 0-3/ 0)-5 150604L 0.4 ) E042
150608R 0.8 () HO09
Medium Cutting 150608L 0.8 ° —on
GH Carbon Steel + Alloy Steel | DNMG150408-GH | 0.8 (@@ @ oe o0 881%
EIPSIERIN 150412GH | 12 [eee® |ee |o® E013
W "'fr’ 5[ EO036
L8y . 150608-GH | 0.8 [e®® |0o® @@ —038
©
Semi-Heavy 6 0.1 0‘.3‘0‘.5 0.7 150612-GH 12 |00 hd bd Egg%
Cutting f(mm/rev) —011
GJ . ) DNMG150408-GJ 0.8 (] ([ X ) ee| CO012
Difficult-to-Cut Materials C013
7 150412-GJ 1.2 [ ] o0 ( X J E013
(A7 E° 150416-GJ | 1.6 D oo el EO3
il 150608-GJ | 0.8 o o 041
0 _ E042
Semi-Heavy *tomion 150612-GJ | 1.2 b b HO009
Cutting 150616-GJ 1.6 () () —011
HZ ) DNMM150408-HZ 0.8 [ X ) ] C012
Mild Steel Cco013
14 - 150412-HZ 1.2 ( X ] oo E013
E L0 H /_\1$ 150416-HZ 1.6 ([ X ) (] E%%g
g °H 150608-HZ | 08 | @@ 0O E041
2 TTTT 1
GOSN 150612-HZ | 12 | e® |00 Eggg
Heavy Cuting - 150616-HZ | 1.6 | ®® |00 kst

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A066 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



(7]
'—
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting E
(7]
Steel 0CEEY [ X XL X JES z
Stainless Steel oG *»$|0 &7 2
Work Material Cast Iron [ X - [ [ X JEC X - §
Non-ferrous Metal ceo =
Heat-resistant Alloy, Titanium Alloy [ ] [ X 2E 2 [ X JF 4
ComerR Coated Cermet ggm Carbide o
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re 32283 RuwullEREs[R8 |z2EE-_582 85
. rrooYomorrinowo|lwLowvibQRYBSSon =k
f: Feed (mm) [COOCOCORNIVWVO = NANOBLINNINS T S - oS NEG
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDODDODDDODDODO>>>1ZZZI«> DT —
DNMA 150404 0.4 (X ° Co12 VT
Flat Top Cast Iron C013 HOLE
5 150412 1.2 (X E0se
' & 150416 | 1.6 00 E041 ¢
00.1 0.3 05 0.7 150608 0.8 o0 E042
f (mmirev) H009
150612 1.2 [ X ) —011
Flat Top Castliron DNGA 150404 0.4 dee 012
7
7 sFH 150408 0.8 o000 E013
oy Egse
w &°Hr E041 R
1 [ 1 EO042
001030507 HO09
f (mmi/rev) —011
S
T
')
W

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A067




TURNING INSERTS [NEGATIVE]

RNTYPE INSERTS RNMG 09 03 00
WITH HOLE Size  Thickness Corner Radius

E * Please refer to page A002.
w
2
o CHIP CONTROL RANGE FOR WORK MATERIALS  tedium Cuting- @D
z
> P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 8 8 8
-
€7 €’ £’
E®6 E®6 ES6
35 35 35
54 . 54 . 5 4
£3 £3 £3
@2 @2 @2
o
\\[=€] °y ° 1
0701 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 [ XX JL X JE 2
c Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy o oC T oCE
Corer R Coated Cermet gg?rfedt Carbide o
Chip Control Range % ¥
Shape  ap : Depth of Cut Order Number Re geﬁggamggﬁtsgam%zg;ogs 85
f: Feed mm) [ S BSRRSMBSSRRINI NSNS =S]L| 232
muuuITnnnoodaoanXXXaaEEEEEL £F
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
RNMG090300 - ()
s Standard Carbon Steel * Alloy Steel
5 120400 — ( X J O
=4
@ z 150600 - | @ _
T - ‘ 190600 — | oo o
0701 03 05 250900 - | o o
. . f(mmirev)
v Medium Cutting 310900 — o
M5 RNGJ190600-M5 - (] ®
w @ C046
For Special Use
(For Rotary Tools)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A068 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



o s NTYPE INSERTS SNMG 09 03 04- FH
o 90 WITH HOLE e o ot o e A

[7)
'_
14
7
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting-- @l Light Cutting- @@l Medium Cuttng--- @l Semi-Heavy Cuting--- @D Heavy Cutting (@D E
P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB) K Cast Iron (<350mPa) %
8 8 8 8 g
3 @ @ e £ :
556D =5 G =5 ﬁ =5
o ||
24 % 4 { SH ] % 4 % 4
£3 S@I ] £3 £3 £3 AN
o 2 [ o 2 [ 22 52
[a] ] i ‘ | s} ] W a ) - [a] ] @y\\ NEG
0701 03 05 07 001 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 oco00:
Stainless Steel oec & B0 & c
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE D
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
Shape  ap : Depth of Cut Order Number Re |82888 uudceriEsR8 [z2H- 82 85 R
f: Feed mm) [ce e IRRSLhE2RRIES BRG] L| 232
LuuuTonnoocoaalXxXXoalFEEEEL 22
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
FH Carbon Steel + Alloy Steel |  SNMG090304-FH 0.4 ®
2° 090308-FH | 0.8 ° co14
= £ 120404-FH | 04 | ®® oo oy
©
0 0.1 020304 120408-FH 08 - hd g E035 T
Finish Cutting f (mmi/rev)
Mild Steel SNMG120404-FS 0.4 ° L ')
23 120408-FS | 08 ° ° Co14
E2 —018
o E014
0701020304 E035 W
Finish Cutting f (mmirev)
FY Mild Steel SNMG120408-FY 0.8 ° ® ®
=% C014
FRlE=N E014
0701020304 E035
Finish Cutting f (mmirev)
PK Carbon Steel + Alloy Steel | SNGG120408-PK 0.8 O A
— 3 C014
| = EO014
-
0 01020304 E035
Finish Cutting f(mm/rev)
SH Carbon Steel * Alloy Steel |  SNMG120404-SH 04| @@ ® o0 ([
4
3«.47;( 23 120408-SH 08 @e®@® (] o0 |® Co14
ST 120412-SH | 12 | @ e 3 YHE —018
— g1 EO014
0 01 03 05 E035
Light Cutting f (mmirev)
SA Carbon Steel + Alloy Steel |  SNMG120404-SA 04 | @O )
4
een T3 120408-SA | 08 @@ ® ° 081 ?;
g £ —
=2 -
u g 120412-SA 1.2 [ X J () E014
0701 03 05 E035
Light Cutting f (mmirev)
SY Mild Steel SNMG120408-SY 0.8 ° [ L
R i C014
Q.
&1 —~ E014
001 [’_oi 05 E035
Light Cutting f (mmirev)

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A069




TURNING INSERTS [NEGATIVE]

o s N TYPE INSERTS SNMG 09 03 04-C
o 90 WITH HOLE S> Tdosss Come Radie ChpBraaier

n
'_
o
7
E CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting- @l Light Cutting- (@l Medium Cuttng-- @l Semi-Heavy Cuting--- @D Heavy Cutting (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200H8) K Cast Iron (<350mPa)
°=,‘ 8 8 8 8
" i o i e | o B
=5 G =5 G =5 ﬁi =5
% 4 % 4 { SH ] % 4 — % 4 —
£3 S@I ] g3 £3 £3 e
5o (S 5> | & g2
NEG e i 1 W 1 — 1 @ —
0701 03 05 07 0701 03 05 07 0701 03 05 07 001 y\o.s 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCREY 0CO00:
C Stainless Steel oec & &0 &7
Work Material Cast Iron [ X 7 [} 003 0¢C
Non-ferrous Metal c e
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide [}
(@]
Chip Control Range % ¥
R Shape  ap : Depth of Cut Order Number Re [82888RundeerksR8 22l 82 | 85
f: Feed mm) [t BIRRILHS2RRESBNANe =88R 52
wwwwITonoooaooaoXXXoaiFEEEEL £
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
C Carbon Steel + Alloy Steel | SNMG090304-C 0.4 A
4
= = 090308-C 0.8 A Eglg
il ™| = 120408-C | 08 PN o8
S o1
T 0701 03 05 120416-C 1.6 A E035
Light Cutting f (mmirev)
v R/L-1G Cazbon Steel + Alloy Steel | SNMG120404R-1G | 0.4 [ J
S T3 120404L-1G 0.4 ° C014
\Oh £, [ 120408R-1G | 0.8 ° o
®© 1] |
oo s 120408L-1G | 0.8 ) E035
Light Cutting f (mmirev)
MP Carbon Steel - Alloy Steel | SNMG120404-MP 04 @0@@® )
5
n———l 120408-MP | 0.8 (0@ ® ° Co14
@ £30 120412-MP | 12 |e@® ° e
-_— [
E035
0701 03 05
Medium Cutting f (mm/rev)
MA SNMG120404-MA 04 @000 JO® [} ()
120408-MA 08 ecoeoe® 00 00 ° ()
Carbon Steel « Alloy Steel 120412-MA 12 o000 00 060 ()
5
e T4 120416-MA | 1.6 o0 co14
= 150608-MA | 0.8 (eee® [Te® E811 2
— I —— 150612-MA | 1.2 eeee® e e E035
f (mmirev) 150616-MA 1.6 L J
190612-MA 12 00 @ [ X )
Medium Cutting 190616-MA 16 o000 [0 00
MH Carbon Steel + Alloy Steel | SNMG120404-MH 04 | @ )
— 257{ 120408-MH_| 05 (0000 @ | @ cot4
[ ) IS 120412-MH | 12 o0 0@ |® ° —018
> e EO014
— 1 190612-MH | 12 (e @@ ° E035
Medium Cutting f (mmirev) 190616-MH 16 e@® °

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A070 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



7
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
7]
Steel [ N JF.2¢ 3k [ X A I X JET =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron [ X - [ (X JEC X 2 E
Non-ferrous Metal ceoe E
Heat-resistant Alloy, Titanium Alloy [ J oCE [ X 2k
ComerR Coated Cermet ggm Carbide o
Chip Control Range % §
Shape  ap : Depth of Cut OrderNumber | Re [82888RwwS2zEs2S |22l _82 | §%
- Feed e - P - R R R ST T |\ G
uuwInnnooaaasXxXxloaEicEEEL 22
DDDDDDODDDO>>>DIZZZ(<>SOT T -
Standard SNMG 090304 04 0@@® 0 o o ol
090308 08 e® @ [ X ) LX)
090312 1.2 ®
120404 04 (@@ oo o o ¢
120408 08 eeo0® @ [ X J o (00 000
Carbon Steel * Alloy Steel
5 120412 12 0000 [ X J [ X ] 000 co14 D
® s 120416 16| o® oo oo o Zots
-— ‘ 120420 20| e E014
°07 03 03 150412 12 | O E035 R
150612 12 00 ® [ X J [
190612 12 o000 [ X ) ®
190616 16 o000 @ [ X ) ®
250724 24 O
Medium Cutting 250924 24 ()
MS SNMG090304-MS 0.4 Je T
090308-MS 0.8 e
Stainless Steel 120404-MS 0.4 () ( X J el o ® v
T 120408MS | 05 | @e  [eee| eees| o | o e Co
\ E3[] N -
i) e 120412-MS | 12 | ® eee 0o | o o [en| °
o 120416-MS 1.6 0e E035 w
f (mmrev) 150608-MS 0.8 oo
150612-MS 1.2 oo
Medium Cutting 190616-MS 1.6 0e
R/L SNGG 090304R 0.4 00 A e o
090304L 0.4 00 A (I )
090308R 0.8 00 A e o
Carbon Steel * Alloy Steel
— 5 090308L 0.8 (X ) e o Co14
‘ﬁh B 120404R | 04 ees |0 o Zot8
gD 120404L 0.4 o0 (o o E014
0 E035
o.1f( 0.3/ 0).5 120408R 0.8 00 A e o
120408L 0.8 00 A e o
120412R 1.2 A ®
Medium Cutting 120412L 1.2 ()
GH SNMG120408-GH | 0.8 (@@ @ oo o0
Carbon Steel « Alloy Steel 120412-GH 12 00 @ o0 0O
IEP{ERIES 120416-GH | 16 [0 ® oo Co14
| <. 150612-GH | 1.2 (e ® oo Eglf
@
o 150616-GH 16| ® E035
Semi-Heavy f (mmirev) 190612-GH 12 @@ (X )
Cutting 190616-GH 16 (@@ o0
HZ . SNMM120408-HZ | 08 | @@ 0o
Mild Steel
14 120412-HZ 1.2 (X ) oo Co14
£ 150612-HZ | 1.2 | @@ OO —018
§°0 190612-HZ | 1.2 | @@ @0 E014
- E035
Of(r?]f]/rl\?) 14 190616-HZ 1.6 e o[
Heavy Cutting 190624-HZ 24 oo e

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A071




TURNING INSERTS [NEGATIVE]

q o s N TYP E I N s E RTS s N M ﬂze 1Tgkngs§co%a::diu:-|%xip Breaker
‘ 9 0 WI TH H o LE * Please refer to page A002.

(7]
'—
o
7
E CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting- @l Light Cutting- (@l Medium Cuttng-- @l Semi-Heavy Cuting--- @D Heavy Cutting (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200H8) K Cast Iron (<350mPa)
°=,‘ 8 8 8 8
" i o @ e £
=5 =5 =5 =5
3G 3@ e 3 D 3¢
£3 S@I 1 g3 £3 £3 AN
o 2 o 2 1 2 2 N
NEG IR el s @ || SRS 8@
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCEEY [ X AL X JET
C Stainless Steel oG & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Comer R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re 2888 Ruundzris88 [z2E5.82 | 85
f: Feed mm) e e IR R LRSS 2]E3BRENe 88 B2
LuuuTonnoocoaalXxXXoalFEEEEL 22
DDODDODODODDODDODO>>>1Z2ZZIK> DT XX -
HX SNMM150612-HX 12 | DOOO
150616-HX 1.6 oo o
Carbon Steel « Alloy Steel 190612-HX 1.2 oo o
14
T gomm 190616-HX | 16 | eel®
- E T C014
P D 6 190624-HX 24 | e0J@®
@ C016
] 2 e 0\6\1\0 ny 250724-HX 24 ( X Jm) J
f (mmirev) 250732-HX 3.2 ode
250924-HX 2.4 ( X Jm) }
W Heavy Cutting 250932-HX 3.2 ooe
HV Carbon Steel - Alloy Steel | SNMM190616-HV 16 | ee]@®
14
SONEEErS 190624-HV | 24 | eeCl®
£ ' } Co14
= o[l 250724-HV | 24 | ee @ 016
® 2 250924-HV | 24 | eerl®
0206 1.0 1.4
f (mmirev)
HAS Carbon Steel - Alloy Steel | SNMG250924-HAS | 2.4 o o
14 [T
as [l
sl ¥ -
002 0‘.6‘1‘.0 14
f (mm/rev)
HXD Mil:j4$teel SNMM190612-HXD 1.2 e o
- Y 190616-HXD | 1.6 o o
£% 190624-HXD | 2.4 ° o co14
g L : Co16
2 [T 250924-HXD | 2.4 e o
0206 1.0 14
Heavy Cutting f (mmirev)
Flat Top SNMA 090304 0.4 ()
090308 0.8 [ X ) e o
Cast Iron 090312 1.2 O
7
251 120404 0.4 ° Co14
ES[ —018
E =3 & 120408 0.8 [ X ) 00 E014
©
6 01 o‘.a‘o.s 07 120412 12 bt oee E035
f (mmirev) 120416 1.6 [ X ) [ )
190612 1.2 [ X )
190616 1.6 [ X )

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A072 (10 inserts in one case)



n
'—
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
7}
Steel 0CEEY [ X XL X JES z
Stainless Steel oG *»$|0 &7 2
Work Material Cast Iron [ X - [ [ X JEC X - §
Non-ferrous Metal ceo =
Heat-resistant Alloy, Titanium Alloy [ J oCE [ X X4
ComerR Coated Cermet ggfrfedt Carbide o
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed NS k- b e T P SR S T \ -
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDODODDODDDDO>>>D|ZZZ|K> DT T~
SNGA090302 0.2 ° o wiTH
FlatTop ., .. 090302 - . e HOLE
- H : co14
£° BB 090308 0.8 LX) —018
& A 120404 0.4 ° ) E014 ¢
0701030507 120408 08 ° oo E035
f (mmirev)
120412 1.2 [ [ D
R
T
')
W

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 AO073




TURNING INSERTS

NEG

WITH
HOLE

A074

TURNING INSERTS [NEGATIVE]

Hesc TN

TYPE INSERTS
WITH HOLE

TNMG 11 03 04- FH

T OURT e
Thickness Corner Radius Chip Breaker

Size

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting - @l Light Cutting- @) Medium Cuting--- @) Semi-Heavy Cuting--- @) Heavy Cuting- (@D

P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
8 8 i [T [T 8 8
7 é 27 é B T T 7 27
E®6 E®6 ES6 E®6 E®6
55 55 55 55 55
355G 55 GO © 3 3 ﬁi ] 3 ]
54 54 54 5 4 54
£3 [ £3 £3 £3 £3 AN
& o 32 — 32 32 32
[S] ‘ | o a m [a] [a]
1L 1 1 — | 1 — 1 -
1
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

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

Steel OCREY 0CO00:
Stainless Steel oec & B0 &7
Work Material Cast Iron [ X 2 [} 003 0€C
Non-ferrous Metal [ [ J
Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide [}
Chip Control Range % §
Shape  ap : Depth of Cut Order Number Re [82R8B8RuwdlrrisR8 |zz55 82 85
f: Feed mm) [eE BB IRRELn32LRIEB8(R&|ce=88e B2
WwwwIonnooaooaoXXXoaiFEEEEL £22
DDDODODDODDD>>>D|ZZZ(<>OT T -
FH Carbon Steel « Alloy Steel | TNMG110304-FH 0.4 ® O €020
2° 160402-FH | 02 | @@ ° o0 —025
A ! 160404FH | 04 | @@ ° oo o E014
) 160408-FH | 08 | @@ ° oo |o E035
. ) 0.1 02 03 04 E041
Finish Cuttlng f (mmi/rev)
FS Mild Steel TNMG160404-FS 0.4 d h €020
3
= 160408-FS 0.8 ° ) —025
£
‘- £2 E014
. S E035
0701020304
Finish Cutting f (mmirev) E041
FY Mild Steel TNMG160404-FY | 0.4 o B e C020
3
%, 160408-FY 0.8 ° () ° —025
=, E014
® . [ E035
Finish Cutting o E041
PK Carbon Steel + Alloy Steel | TNGG160404-PK 0.4 ® A C020
D - 2 160408-PK | 0.8 o A —025
£ E014
1
i 0 ; E035
Finish Cutting e E041
RIL-FS Carbon Steel * Alloy Steel TNGG160402R-FS 0.2 hd
. 3 160402L-FS | 0.2 ) C020
& : 160404R-FS | 0.4 o o
_— 160404L-FS | 04 ° £035
0 Of-1( 0-3 0-)3 04 160408R-FS | 0.8 ® E041
Finish Cutting 160408L-FS | 0.8 ®
R/L-F TNGG160402R-F 0.2 o (oo
Carbon Steel * Alloy Steel
. 3 160402L-F 0.2 o @0 C020
o E2 160404R-F 0.4 o (o0 E8122
5 160404L-F | 0.4 o oo Cose
g Of-1( 02 0-)3 04 160408R-F 0.8 o (oo E041
Finish Cutting 160408L-F 0.8 o (@0

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
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 ﬁ
(7]
Steel [ N JF.2¢ 3k [ X A I X JE7 =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron [ X - [ ] oo|z0¢C =
Non-ferrous Metal € o E
Heat-resistant Alloy, Titanium Alloy [ J oCcE oCcE
Comer R Coated Cermet ggm Carbide o
()]
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re 82288 RwwllkEEsRE |22k _|82 85
f: Feed mm) [eo 83 Rann3S 2R3 Bk RSS2 ]l B2 NEG
uuwInnnooaaasXxXxloaEiEEEEL 22
DDDDDDODDDO>>>DIZZZ(<>SOT T -
SH Carbon Steel - Al Steel | TNMG160404-SH | 0.4 [0 @ @ o | o oo |o 020 s
q{\{ =3 160408-SH 08 e®@® [ () o0 |0 —025
PA-2N 524 ~ 160412-SH 1.2 o0 |0 E014
— OE—:1 T | 220408SH | 03 [0@® | @ £03 ¢
Light Cutting f(mmirev)
SA Carbon Steel * Alloy Steel | TNMG160404-SA 04 @0@ ) C020 D
4
o T3 160408-SA 08 e®@® ® —025
Ao £ 160412-SA 12 le®@e® ° E014
— el 220408-SA | 05 (0@ @ £03 R
f(mmirev) 220412-SA 1.2 ( X J
Carbon Steel « Alloy Steel [ TNMX 160404-SW 04 @@ () o0 C020
4
€3 1 i 160408-SW 08 @@ [ ] [ X J C021 s
i 2 C023
Light Cutti "o Fote
ig utting 0701 03 05
(Wipe r) f (mmi/rev) E035
SY Milf Steel TNMG160404-SY 0.4 ® () () C020
=3 160408-SY 0.8 [ ) () ® —025 v
i 2 E014
i = E035
01 03 05
Light Cutting f(mmirev) E041 W
C TNMG110308-C 0.8 A
Carbon Steel + Alloy Steel
N 4 160404-C 0.4 AA C020
[\ £ 160408-C 0.8 AA ngf
S 160412-C 1.2 A £035
0 0«;( 3»3 ) 05 220404-C 0.4 AA E041
mmjrev,
Light Cutting 220408-C 0.8 AA
R/L-1M Cazbon Steel - Alloy Steel | TNMG160404R-1M | 0.4 () C020
=3 160404L-1M | 0.4 () —025
224 160408R-1M | 0.8 ° E014
i OQ NI 160408L-1M | 0.8 ° E035
Light Cutting f(mmirev) E041
R/IL-1G TNMG160404R-1G | 0.4 [
Carbon Steel « Allov Steel 160404L-1G 0.4 [
p P 160408R-1G | 0.8 ° 020
@ 7 160408L-1G | 0.8 o 025
- /1
== /] 220404R-1G | 0.4 ° £035
0 0412( ‘3»3 ) 05 220404L-1G 0.4 ® E041
220408L-1G 0.8 [
Light Cutting 220408R-1G | 0.8 [
o - . [ X J
RIL-K Carbon Steel « Alloy Steel TNGG160402R-K 0.2
4 160402L-K 0.2 [ X ) C020
4% £ 160404R-K | 04 N ngf
0 0413( 03 ) 0.5 160408R-K 0.8 o0 E041
Light Cutting 160408L-K 0.8 (X ]

* Please refer to A024 before using the SW breaker (wiper insert).

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 AO075




TURNING INSERTS [NEGATIVE]

o T N TYPE INSERTS TNMG 16 04 04- MJ
& 60 WITH HOLE S> Tdosss ComeRadie ChpEraaier

(7))
'—
14
7]
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @l SemiHeavy Cuting-- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
E 8 é 8 8 ‘ ‘ ‘ ‘ ‘ 8 [ ] 8
g e g e
=5 =5 =5 =5 =5
3G 3@ e 3 3 @ mlliF> u
£3 S@I . £3 £3 £3 £3 AN
o2 o2 ] 02 h 02 22
NEG e il L ° W ° — q e — 01@ ]
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCREY [ X AL X JET
C Stainless Steel oec & B0 &7
Work Material Cast Iron [ X 2 [} 003 0€C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
(@]
Chip Control Range % ¥
R Shape  ap : Depth of Cut Order Number Re [82888RundeenksR8 22l 82 | 85
f: Feed mm) [P B ERR P HESLRINSSNANSSSaLR 232
WWWW T 0nnno0oaaan|XXXaalEiEiEFEEFL T
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S MJ Difficult-to-Cut Materials | TNMG160404-MJ 0.4 ) o0 De €020
4
g 3 160408-MJ 0.8 [ ] ( X ) je —025
é =2 160412-MJ 1.2 (] [ X ) EO014
Q
® ; {_,J E035
01 03 05
Light Cutting f (mmirev) E041
] MP Carbon Steel « Alloy Steel | TNMG160404-MP 04 @0 0@ [ €020
5
2T 160408-MP | 0.3 [0 @@ o Zoo5
A o 160412-MP | 12 [e@® ° E014
- S © 1 _ E035
W = OjeriErol 220408-MP 08 @e®@® () F041
Medium Cutting f (mmirev) 220412-MP 12 00 @ (]
MA TNMG160404-MA | 04 @e®00® 00 00 ° °
160408-MA 08 eoe® 00 o060 [ J ()
Carbon Steel + Alloy Steel 160412-MA 12 o0o0® 00 00 () €020
5
o E g . 160416-MA 1.6 [ X ) —025
e 220408-MA | 0.8 [e0e@® @0 (0@ E014
— ] 220412-MA | 12 ([eeee 00 ee E035
01 03 05 E041
f (mm/rev) 220416-MA 1.6 o0
270608-MA 08 0@ ]
Medium Cutting 270612-MA 12 o00@® (1@
MH Carbon Steel < Alloy Steel [ TNMG160404-MH 04 o000 (® () C020
5
3 400 160408-MH 08 eeoe00® (® () —025
i@, E3 \T 160412-MH | 12 [eeee® |@® ° E014
— | 220408-MH | 0.8 [e00e® |0 o E035
i i 01 03 05 E041
Medium Cutting f (mmirev) 220412-MH 12 o0 e® @ ()

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A076 (10 inserts in one case)



7,
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
7]
Steel [ N JF.2¢ 3k [ X A I X JE7 =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron [ X - [ (X JEC X 2 E
Non-ferrous Metal ceoe E
Heat-resistant Alloy, Titanium Alloy [ J oCcE oCcE
ComerR Coated Cermet ggm Carbide o
Chip Control Range % &
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed ) [eE B8P nRRo RSB SHRRlS8288w S5 Ve
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDDDDODDDO>>>DIZZZ(<>SOT T -
Standard TNMG110304 04| @@ ° ° o patt
110308 0.8 ( X ) ) ®
160304 0.4 o] e o
160308 08 | ®® o o ¢
160404 04 @@ 0@ [ X J o (00 000
160408 08 eo0®@® [ X J o (00 000 D
Carbon Steel « Alloy Steel 160412 12 000 @ [ X ) [ X ) o000 C020
A Ez 160416 16 | o0 oo oo 005
” =N 160420 2.0 oo D E014 R
_— 5 T E035
. \ 220404 04 @@ () ®
01 03 05 EO41
f(mm/rev) 220408 08 eeo0 @ [ X J [ X J e O
220412 12 o000 (X} ® S
220416 1.6 (X ) [ X )
270608 0.8 ®
270612 1.2 (X ) ®
270616 1.6 (X )
Medium Cutting 330924 24 () '}
* MW Carbon Steel * Alloy Steel | TNMX160408-MW 08 (@@} () e C020
J \
et~ = o C023
-_— £014 W
Medium Cutting 0701 03 05
(Wi pe r) f (mmi/rev) E035
MS Stainless Steel TNMG160404-MS 0.4 (X ) (X X ) o000 o [ ) oen C020
QA 160408-MS | 08 | @@ |eee eeee o o oo o
LB < 160412-MS [ 12 | @ 0o o0 o o ° E014
- - 1 220408-MS |08 | o1 [eee |eeee o |Der| EO35
. . 01 03 05 E041
Medium Cutting f (mmirev) 220412-MS 1.2 0e
R/L-ES ) TNMG160404R-ES | 0.4 (X )
Stainless Steel
5 160404L-ES 0.4 ( X ) C020
4 B 160408R-ES | 0.8 oo o
ﬂ m & 160408L-ES | 0.8 oo £035
0 0.1f( 03 VO)-S 220408R-ES | 0.8 ) E041
Medium Cutting 220408L-ES 0.8 °
R/L-2M Carbon Steel - Alloy Steel | TNMG160404R-2M | 0.4 () €020
5
T ;1 160404L-2M | 0.4 ® —025
=2 160408R-2M | 0.8 () E014
® o0 160408L-2M | 0.8 ° E035
. . 01 03 05 E041
Medium Cutting f (mmirev)
R/L-2G  Carbon Steel - Alloy Steel | TNMG160404R-2G | 0.4 ° €020
5}
7% z g 160404L-2G 0.4 ® —025
4 NN a2 160408R-2G | 0.8 (] EO014
e 160408L-2G | 0.8 ° E035
. . 01 03 05 E041
Medium Cuttmg f (mm/rev)

* Please refer to A024 before using the MW breaker (wiper insert).

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 AO077




TURNING INSERTS [NEGATIVE]

o T N TYPE INSERTS TNGG 110302R
& 60 WITH HOLE Sie Tnowness Coner Radis O reaer

(7]
'_
o
7
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @l SemiHeavy Cuting-- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s08) | | P Carbon Steel * Alloy Steel wiper) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
5 ® : O T T T T] ® °
g g e g e
=5 G =5 G =5 =5 ﬁi =5
24 % 4 { SH ] o4 % 4 — % 4 —
£3 S@I £3 £3 £3 £3 AN
© 2 o 2 [ | 22 m 32 mziiP
NEG D; [_ ‘ | D; »]‘m D:) S ﬂ} D; ] D; y\\
01 03 05 07 01 03 05 07 01 03 05 07 01 03 05 07 01 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2k 2 0C o002
C Stainless Steel oec & B0 &7
Work Material Cast Iron [ X 2 [ J [ X eI X
Non-ferrous Metal c e
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide [}
Chip Control Range 2 §
R Shape  ap : Depth of Cut Order Number Re 32888 Ruudzris88 [z2E5,82 | 85
f: Feed mm) [P BB IRRe R RS2 LRI BRANeS88R B2
= Qo
WWWWIZTNnNnNOOa Ao XX X|aa |-k <T
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S R/L TNGG110302R 0.2 (X °o o
110302L 0.2 [ X J [
110304R 0.4 [ X J e o
110304L 0.4 [ X J e o
110308R 0.8 [ X ) O
v 110308L 0.8 oo 0 e
160304R 0.4 [ X J e O
160304L 0.4 [ X J e o
W 160308R 0.8 [ X J e o
160308L 0.8 [ X ) ®
Carbon Steel « Alloy Steel
. 5 160402R 0.2 00 A [ J C020
A\ i 160402L 0.2 o0il |0 o oz
&2 160404R 0.4 o0 [ooe £035
0 0-1f( 0-3/ 0)-5 160404L 0.4 00 A e00 E041
mmirev,
160408R 0.8 00 A (L X J
160408L 0.8 00 A (L X J
160412R 1.2 00 A ee
160412L 1.2 [ X J
220404R 0.4 00 A e o
220404L 0.4 00 A e o
220408R 0.8 00 A (L X J
220408L 0.8 00 A (L X J
220412R 1.2 A [
Medium Cutting 220412L 1.2 ()
GH TNMG160408-GH | 0.8 (@@ @ oo (00
Carbon Steel « Alloy Steel 160412-GH 12 0@ @ (X X ) €020
) 7
R 25 H . 220408-GH | 0.8 |e®@® oo oo —025
. o 220412GH | 12 [ee® |ee @@ E014
— / 220416-GH | 16 [e®® @@ E035
01030507 E041
Semi-Heavy f (mm/rev) 270612-GH 12 00 @ ( X J
Cutting 270616-GH 16 @@

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A078 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



17}
'—
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
(7]
Steel [ N JF.2¢ 3k [ X A I X JE7 =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron [ X - [ [ X JEC X - E
Non-ferrous Metal ceo =
Heat-resistant Alloy, Titanium Alloy [ J oCcE oCcE
ComerR Coated Cermet ggm Carbide o
Chip Control Range 2 §
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed mm) [P BB SRR HE2LRNSBRANe=88L 22 \[=¢
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDODDODDDODDODO>>>1ZZZI«> DT —
; WITH
HZ M|I1d4SteeI‘ - TNMM160408-HZ 0.8 ( X ] 0O C020 HOLE
£ 100 T 220408-HZ 0.8 (X ) og —025
= o[ ﬁﬁ 220412-HZ | 12| ee 0O E014
¥ gt 220416-HZ | 16 | @@  |I) E035 G
02061014 E041
f (mmirev)
HV Carbon Steel * Alloy Steel |  TNMM330924-HV 24 oo D
14 T
E 10 {
‘ (] : i . | ﬁ —
®
002061014 R
Heavy Cutting f (mmirev)
Flat Top TNMA 110304 0.4 o0
110308 0.8 O S
160308 0.8 e o
160404 0.4 [ X ) (] o000
160408 0.8 [ X ) (] (LX)
Cast Iron
7 160412 1.2 ([ X ) [ ] [ X ) C020
A £ 160416 16 oo o 2028 v
um
%1 H 160420 2.0 ([ X ) O E035
001030507 220404 0.4 [ X} E041
f (mmirev)
220408 0.8 [ X ) [ J 000 w
220412 1.2 [ X ) e o
220416 1.6 [ X ) ®
220432 3.2 (]
270612 1.2 O
Flat Top TNGA 110304 0.4 (] je
110308 0.8 ° (]
160304 0.4 Je
160308 0.8 (] ()
160402 0.2 [ ] [} C020
Cast Iron —025
7 160404 0.4 (] (L X ) E014
:Q\ EoH 160408 0.8 ° LX) £035
- & A 160412 1.2 ° oo E041
001030507 160416 1.6 ®
f (mmirev)
220404 0.4 [ JimK )
220408 0.8 (] LX)
220412 1.2 e o

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 AO079




TURNING INSERTS [NEGATIVE]

, o VNTYPE INSERTS VNMG 16 04 02- FH
- 35 WITH HOLE R

7]
'_
14
7]
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing-- (@l Medum Cuting--- @Il SemiHeavy Cuting--- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB) K Cast Iron (<350mPa)
°=,‘ 8 8 8 8
- ;@ £
=5 =5 =5 ﬁi =5
% 4 % 4 @@ { SH ] % 4 % 4 —
g @ | £ g9 S
o 2 D2 o 2 o 2
NEG [ RS N || Yo || 4B
0701 03 05 07 001 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCREY [ X AL X JET
C Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re [82888RundeenksR8 22l 82 | 85
f: Feed mm) e BIRRILHS2RRESBNANes8aR 52
WwwwIonnooaooaoXXXoaiFEEEEL £22
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S FH Carbon Steel + Alloy Steel | VNMG160402-FH | 0.2 o0 o0
2’ 160404-FH |04 | @@ oo (o C026
¥ = 160408-FH |08 | @@ oo |o —028
T &1 E015
0701020304 E043
Finish Cutting f (mmi/rev)
FS Mild Steel VNMG160404-FS | 0.4 o ®
23 160408-FS | 0.8 ° ° C026
e E?2 —028
g E015
] 0701020304 E043
Finish Cutting f (mmirev)
FJ Difficult-to-Cut Materials [ VNGG1604V5-FJ | 0.05 o ol
2° 160401-FJ | 0.1 ° ° ngg
£z i —
— 4 160402-FJ |02 o o | %
0701020304 E043
Finish Cutting f (mmirev)
R/L-F Carbon Steel + Alloy Steel | VNGG160402R-F | 0.2 e o0
2° 160402L-F | 0.2 o |oo C026
’ £ f 160404R-F | 0.4 o |oo ngg
@
T I%?o_z =, 160404L-F 04 o (@0 E043
Finish Cutting f(mm/rev)
SH Carbon Steel + Alloy Steel | VNMG160404-SH |04 (@@ @ o0 (o
L 160408-SH |08 |e@® oo |o C026
e £ —028
&1 EO015
0701 03 05 E043
Light Cutting f (mmirev)
MJ Difficult-to-Cut Materials | VNMG160404-MJ | 0.4 ) (X} 0e
4
23 160408-MJ (038 o (oo 0e ngg
. £ : —
ﬂ‘ %? [— 160412-MJ 1.2 (] [ X ] E015
0701 03 05 E043
Light Cutting f (mmirev)
MJ Difficult-to-Cut Materials | VNGM160404-MJ | 0.4 ° d
4
T3 160408-MJ 0.8 [ ] [ C026
=7
o T E015
@ 1
0701 03 05 E043
Light Cutting f (mmirev)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A080 (10 inserts in one case)



17
'—
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
7}
Steel [ N JF.2¢ 3k [ X A I X JE7 =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron [ X - [ (X JEC X 2 E
Non-ferrous Metal ceoe E
Heat-resistant Alloy, Titanium Alloy [ J oCcE oCcE
ComerR Coated Cermet ggm Carbide o
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re [82R88Ruwd ksl |zz55 28 85
f: Feed ) [eE B8P nRRo RSB SHRRlS8288w S5 Ve
WuwwIonnooaooaalXXXoalFEEREEL 22
DDDDDDODDDO>>>DIZZZ(<>SOT T -
MP Carbon Steel « Alloy Steel [ VNMG160404-MP 04 @e@@ () \SQEF
5
Y 160408-MP | 0.8 [0 @@ o C026
_mp £ i\} 160412-MP | 12 (0@ ® ° 28
© 4 [H
0701 03 05 E043
Medium Cutting f (mmirev)
MA Carbon Steel + Alloy Steel | VNMG160404-MA | 04 |0 @@ oe o0 D
=4 160408-MA | 08 (o0 ee® o0 oo coz6
= £ || —
o s f \,Y EO015
0701 03 05 E043 R
Medium Cutting f(mm/rev)
MH Carbon Steel « Alloy Steel | VNMG160404-MH 04 @000 © ®
s 160408-MH | 0.5 [e00e ® | @ 026 S
@ Ei \? —028
0701 03 05 E043
Medium Cutting f (mmirev) T
Standard Carbon Steel « Alloy Steel | VNMG160404 04 @00@ (X} o |00 e o
2 7 160408 08 |e@e® oo o (o0 °o o €026
—_—— < 160412 12 |o® 0 oo o
&) | S
0701 03 05 E043
Medium Cutting f (mmirev) W
MS Stainless Steel VNMG160404-MS 04| @ (X X ) o0 o o ) De
. 160408-MS | 08 | ® eee (o0 o o o |[1e | CO26
2 i —028
s f N EO015
0701 03 05 E043
Medium Cutting f (mmirev)
R/L Carbon Steel » Alloy Steel | VNGG160404R 0.4 ([ X ) [ I )
= i 160404L 0.4 (X ) °o o ngg
. £3 —
—— + 160408R 0.8 o o e
! ) 0701 03 05 E043
Medium Cutting f (mmirev)
Flat Top Castiron VNGA 160404 0.4 e e
= 160408 0.8 o0 C026
# & H E015
1
0701 o‘.a‘o.s 0.7 E043
f (mm/rev)

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A081




TURNING INSERTS [NEGATIVE]

o WN TYPE INSERTS WNMG 08 04 04- FH
A 80 WITH HOLE S T e e 1o e A

(7))
'_
14
7]
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutiing- (@l Medum Cuting--- @l SemiHeavy Cuting--- @D Heavy Cutiing (@D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB) K Cast Iron (<350mPa)
°=,‘ 8 8 8 8
- @ e £
=5 =5 G =5 ﬁi =5
% 4 % 4 { SH ] % 4 — % 4 —
£3 dﬁ . £3 £3 £3 AN
o 2 [ o 2 [ 22 52
NEG [, ' o @ | || ° o= || 5B
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel OCEEY [ X AL X JET
C Stainless Steel oec & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC oCE
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re [82888RundeenksR8 22l 82 | 85
f: Feed mm) e BIRRILHS2RRESBNANes8aR 52
WwwwIonnooaooaoXXXoaiFEEEEL £22
DDODDODDDDDD>>>D|IZZZ<> 0T T XX -
S FH Carbon Steel + Alloy Steel | WNMG080404-FH 04| @@ ° o0 (o
2° 080408-FH | 08 | @@ ° oo (o C029
E2 EO015
. o, E037
0701020304 E039
Finish Cutting f (mmi/rev)
v Mild Steel WNMGO080404-FS 0.4 [ )
23 080408-FS | 08 ° ° C029
E2 EO015
o E037
0701020304 E039
Finish Cutting f (mmirev)
FY Mild Steel WNMG080404-FY 0.4 ° ) )
2° 080408-FY | 0.8 ° o | o C029
‘ £ E015
S 4 =] E037
0701020304 E039
Finish Cutting f (mmirev)
SH WNMGO06T304-SH 04 @@ (]
06T308-SH 08 |l@e@® °
Carbon Steel » Alloy Steel 06T312-SH 1.2 ()
L 060404-SH | 04 [0 @ o C029
) = SEE 060408-SH | 0.8 @ ® o ot
— L 060412-SH | 12 | ® 0 039
f(mmiev) 080404-SH | 04 (e@® e | o oo (o
080408-SH 08 @e®@® (] (] o0 |o
Light Cutting 080412-SH 12 @e®® ® () (X )
SA Carbon Steel + Alloy Steel | WNMG080404-SA | 04 (@@ @® ([
4
o 7o 080408-SA | 08 (e @@ ° gg?g
\ £ N
%f 080412-SA 12 @e® @ () E037
0701 03 05 E039
Light Cutting f(mmirev)
* SW Carbon Steel + Alloy Steel | WNMG060404-SW | 04 |@ @ ® °
4
A oL 060408-SW | 0.8 @ ® o o 029
-~ g’ E015
LN 22 080404-SW | 0.4 (@ ® ° ° o0 037
== = @ 1
Light Cutting ~ © o1 03 05 080408-SW_| 08 |0 ® o ° d E039
gZWiPer) f (mmirev) 080412-SW 12 (@@ [ [ X )

* Please refer to A024 before using the SW breaker (wiper insert).

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A082 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



17
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
7}
Steel [ N JF.2¢ 3k [ X A I X JE7 =z
Stainless Steel oG *H$|0 &7 2
Work Material Cast Iron oc o |oo|zec z
Non-ferrous Metal ceoe E
Heat-resistant Alloy, Titanium Alloy [ J oCcE [ X 2k
ComerR Coated Cermet ggm Carbide o
Chip Control Range 2 §
Shape  ap : Depth of Cut Order Number Re [82R88RuwllrrisR8 |zz55 22 85
f: Feed mm) (e e eI RRennSSLlRSYRRNSSES]e a2 NEG
LuuuInnoodoaaalXxXXoealFEEEEL 22
DDDDDDODDDO>>5>DIZZZ(<>SO T T -
SY  Midste WNMG080404-SY | 04 | e o | o b
T3 080408-SY 0.8 (] ) ® C029
‘ £, E015
Q.
S E037 e
0701 03 o E039
Light Cutting f (mmirev) °
Carbon Steel + Alloy Steel | WNMG080404-C 0.4 AA
4 D
T3 080408-C 0.8 A C029
=P EO015
@ 1 EQ037
0701 03 05 E039 R
Light Cutting f(mm/rev)
MJ Difficult-to-Cut Materials | WNMG080408-MJ 0.8 ® o0
4
23 080412-MJ | 1.2 o (oo €029 S
Eo 1 i EO015
@ g’ 080416-MJ 1.6 () (X} £037
001 . . E039
Light Cutting f(mm(;rzv) o T
MP WNMGO06T304-MP 04 @0@0@ ®
06T308-MP 08 e® @ () v
06T312-MP 12 @@ @ ®
Carbon Steel * Alloy Steel
5 060404-MP 04 @0 @ ® C029
~ N 060408-MP | 0.8 [ee@ @ o E015
- o1 060412-MP | 1.2 ([e@® ° E037
°of 05 05 080404-MP | 0.4 (e@@® ° E039
080408-MP 08 e®@@® ()
080412-MP 12 @e®® ()
Medium Cutting 080416-MP | 16 (e®@® °®
MA WNMGO06T304-MA | 04 |@ @ Je
06T308-MA | 08 (@@ Je
06T312-MA | 12 (@@ Je
060404-MA | 04 @@ Je
Carbon Steel « Alloy Steel
A 5 060408-MA | 08 (@@ Je C029
) =4
/PR Es 060412-MA | 1.2 e ® Je E015
—_ \'Y 080404-MA | 04 [e@e1 @0 @0 o [ @ E037
°0f B3 03 080408-MA | 05 eeee® 0o 00 o | @ E039
mmj/rev.
080412-MA 12 o000 00 00 [ ] (]
080416-MA 16 (@@ o0
100612-MA 1.2 o0 [
Medium Cutting 100616-MA 1.6 d
MH Carbon Steel « Alloy Steel | WNMG080404-MH 04 @000® @ ®
5
L T4 080408-MH 08 eeoee® @ ® C029
T ONME \T - E015
- %? ‘ 080412-MH 12 o000 (@ ® £037
0701 03 o E039
Medium Cutting f(mm/rev)5

CHIP BREAKERS > A036
GRADES > A026
IDENTIFICATION >A002 A083




TURNING INSERTS [NEGATIVE]

o WN TYPE INSERTS WNMG 08 04 04
aw 80 WITH HOLE e o et o page AL

17}
'—
14
7
E CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutting- @l Vedium Cuting- @Il SemiHeavy Cuttng-- @I Heavy Cutting- @D
% P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB) K Cast Iron (<350mPa)
°=,‘ 8 8 8 8
- @ | e £
=5 =5 G =5 ﬁi =5
% 4 % 4 { SH ] % 4 — % 4 —
g3 dﬁ T g3 g3 g3 \.
O 2 [ O 2 1 O 2 O 2 N
NEG [, ' o @ | || ° o= || 5B
0701 03 05 07 0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel OCEEY [ X AL X JET
C Stainless Steel oG & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC oCE
ComerR Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re (32888 Ruu8lkkis88 2282 8%
f: Feed mm) e B eIRRS LRSS 2]E3BRENe 88 B2
LuuuTIonnoocoaalXxXXoalFEEEEL 22
DDODDOODODDODDODO>>>1Z2ZZI«> DT XX -
S Standard Carbon Steel - Alloy Steel | WNMG080404 04 @0@ (X} (X} )
5
P <4 080408 08 e@@® 'Y ® (oo o [ €029
/o ég ] 080412 12 (eoe® oo o (oo ° Eg;?
_ 1
I 0701 03 ‘ 05 080416 1.6 bt E039
Medium Cutting f (mmi/rev)
v * MW Ca‘ro_bon Steel + Alloy Steel | WNMG060408-MW | 0.8 @e® @ O [ X )
H. - | 060412-MW | 12 [e@01 [0 |ee €029
AL ST 080408-MW | 08 [e@® |® |eoe E015
P best %? = . E037
Medium Cutting DT o 080412-MW | 12 (@ ® () [ X ) E039
(Wi pe r) f (mm/rev)
MS WNMGO06T304-MS 0.4 () ( X )
Stainless Steel 06T308-MS 0.8 () o0
5
caT— 060404-MS | 04 | ® oo co29
£3[7]
@ 52 060408-MS | 08 [ ® ) 037
R 080404-MS 0.4 ( X J ( X ] o E039
f (mm/rev) 080408-MS 0.8 ( X ] 000 0000 © [ J Jen
Medium Cutting 080412-MS 1.2 e (X X} o0 ®
GH Carbon Steel « Alloy Steel [ WNMG080408-GH 08 ee®e® (X X))
7
4 i g 080412-GH | 12 [e0® |00 @@ €029
-~ E E015
Shom AL a3 E037
Semi-Heavy 6 0.1 0?3‘0‘.5 0.7 E039
Cutting f (mmi/rev)
GJ Difficult-to-Cut Materials | WNMG080408-GJ 0.8 (] (] o
_! 080412-GJ | 1.2 ° ° e | €029
g Es E015
.C_-‘ i\ =3 080416-GJ 1.6 () () () £037
=~ g 37y
Semi-Heavy  0'5703 050 100612-GJ | 1.2 d bt E039
Cutting f (mmirev)
Flat Top castlron WNMA 080404 0.4 o0 [}
~HA 080408 0.8 oo o o C029
Es 1] EO015
. 080412 1.2 oo E037
® H 080416 16 )
6 0.1 o‘.a‘o.s 07 . E039
f (mmirev)

* Please refer to A024 before using the MW breaker (wiper insert).

CHIP BREAKERS > A036
@ : Inventory maintained in Japan. [J: Non stock, produced to order only. GRADES > A026

A084 (10 inserts in one case) IDENTIFICATION > A002




o KN TYPE INSERTS KNMX 190504R
‘ 55 WITHOUT HOLE Size  Thickness Corner Radius Chip Breaker

* Please refer to page A002. E
w
(7]
‘ ' =2
CHIP CONTROL RANGE FOR WORK MATERIALS  eni-eavy Cuing-- @l z
=2
P Mild Steel P Carbon Steel  Alloy Steel (160-200t8) | | M~ Stainless Steel (<200HB) =
8 8 8 g
=
=7 =7 27
B Es6 Es
35 35 35
S rem Selem S rem
£3 £3 £3
32 32 32
o
o ; o ] 1 NEG
0701 03 05 07 0701 03 05 07 0701 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) WITHOUT
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCEEY [ X AL X JET
Work Material Stainless Steel oec & B0 & c
Cast Iron [ X 7 [ ] o0o|Z0C
ComerR Coated Cermet gm Carbide o 0
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re 32283 RuwulRERESRE |z2kE=_52 S5
. rrooYoMmorrnoinolvwowwvinQLeSon = o
f: Feed (Mm) |COOOONNOVW S~ - NNOVINANINS T 66« S5
UuuuIonnnoocaon|XxXXoalFEEEELl 22
555535353535 335550|1ZZZ|<> DTl R
R/L Carbon Steel « Alloy Steel KNMX190504R 04| @
7 [T
L R ] 190508R 0.8 [ (]
— <. 190508L | 0.8 ° - )
@ |
1
Semi-Heavy 0701 0.3‘0‘.5 0.7 190512R 1.2 S
Cutting f (mmirev)
T
')
W

CHIP BREAKERS >a056 A085




TURNING INSERTS [NEGATIVE]

' o SNTYPE INSERTS SNMN 09 03 04
T 90 WITHOUT HOLE e o et o page AL

7]
'—
14
7
z ‘ '
© CHIP CONTROL RANGE FOR WORK MATERIALS  emi-eavy Cuing-- @l
% K Cast Iron (<350MPa)
(74
=) 8
= =7
Es
55
S
£3
T2
NEG [
0701 03 05 07
WITHOUT Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCEEY ocC o000
C Stainless Steel oG & B0 &
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
D Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE
ComerR Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range % §
R Shape  ap : Depth of Cut Order Number Re 32888 Ruudzris88 [z2E5,82 | 85
F:Feed 4P AT o ST
S o R N s N e = =l =
DDDD35DD3D35550|1ZZZ<Shx x| <T
Flat Top SNMN090304 0.4 O
090308 0.8 O
Cast Iron 120308 0.8 (]
7
T = sk 120408 0.8 (X ° X co15
n L.H 120412 1.2 o0 ° oo co18
v if{nnnn 120416 | 16 oo o Co19
01030507
f (mm/rev) 120420 2.0 [ ]
150412 1.2 (]
190412 1.2 (]
Flat Top SNGN 090304 0.4 °
Cast Iron
7 090308 0.8 ()
B 120308 0.8 ° o
- R A 120404 0.4 o A [ooe Co19
- 7835507 120408 0.8 o A |ooe
mmirev,
120412 1.2 [ ] e e

CHIP BREAKERS > A056
@ : Inventory maintained in Japan. [J: Non stock, produced to order only. GRADES > A026
A : Inventory maintained in Japan. To be replaced by new products.
A086 (10 inserts in one case) IDENTIFICATION > A002




o I N TYP E I N s E RTS TN M NSiz’ezjﬁknevossgco%%adius
‘ 60 WITHOUT HOLE * Please refer to page A002.

(%)
'—
14
7
‘ ' =2
CHIP CONTROL RANGE FOR WORK MATERIALS  emi-eavy Cuing-- @l 5
K Cast Iron (<350MPa) %
(14
8 =)
g7 .
B
35
5 4
£3
@2
a7 NEG
0701 03 05 07
Feed (mm/rev) WITHOUT
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel OCEEY ocC o000
Stainless Steel oec & B0 & c
Work Material Cast Iron [ X 2 [} o0o|Z0C
Non-ferrous Metal [ [ J
Heat-resistant Alloy, Titanium Alloy [ ] oC T oCE D
Corner R Coated Cermet ngrfe‘{ Carbide ©
Chip Control Range 2 §
Shape  ap : Depth of Cut Order Number Re [82R8B8RuwdlrrisR8 |zz55 82 85 R
f: Feed mm (2B B8 SE L SeE 0o e SuIRRRE2 830 <8
LuuuTIonnoocoaalXxXXoalFEEEEL 22
DDODDOODODDODDODO>>>1Z2ZZI«> DT XX -
Flat Top TNMN160308 0.8 o o [ )
Cast Iron 160408 0.8 ([ X ) [ e [
7
£ 5H 160412 1.2 [ X ) 022
E 0
as & 160416 1.6 [ X ) C024
! 1 160420 2.0 [ X ]
01030507
f (mmirev) 220408 0.8 e o ']
220412 1.2 [
Flat Top TNGN110304 0.4 [ [
Cast Iron 110308 0.8 L W
7
£ 5H 160304 0.4 [ J
E M C022
230 160308 0.8 [ [ J C024
[ |
! 1 160404 0.4 e o
01030507
f (mmirev) 160408 0.8 o o O
160412 1.2 [

CHIP BREAKERS >a056 A087




TURNING INSERTS [POSITIVE]

o CC IYPE INSERTS CCMT 06 02 02- FV
aw 80 WITH HOLE o mand Goneass Ol

%)
'—
1%
7
= CHIP CONTROL RANGE FOR WORK MATERIALS  Fiish Cuting-— @D Ligh G- @D Vet~ @D
% P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
= - —~
£ £ E
E3 E3 E3
posi | & »ﬂu g )ﬂu Sl
7° o = o == . :
01 02 03 04 01 02 03 04 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ N 222 ocoo0oCc®
Stainless Steel oG @ &0 @
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range 2 5
R Shape  ap : Depth of Cut Order Number Re [82888un 8k sR3 [zz25k 2 85
f: Feed mm) oo SRR LHE2RRIESBIRIQNe SR 232
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDDODDDDDD>>>D|ZZZ(<>>| DT T
S FV Carbon Steel + Alloy Steel |  CCMT060202-FV | 0.2 ° o (00 (@ o 030
e . 060204-FV | 0.4 ° ® (00 0 o D008
! 09T302-FV |02 ° oo ° E006
T ° 09T304-FV | 0.4 ° oo |0 o E030
- ) 0.1 0.2 0.3 04 E034
Finish Cutting f(mm/rev) 09T308-FV 0.8 [ ] e o o
] FJ CCGT0602V5-FJ 0.05 )
Difficult-to-Cut Materials 060201-FJ 0.1 ° C030
B - z 060202-FJ | 0.2 ° D008
W =) {,I 09T3V5-FJ | 0.05 ° E006
° 09T301-FJ |01 ° ° E030
0.1 0.2 0.3 04 E034
f (mmrev) 09T302-FJ 0.2 ® bt
| Finish Cutting 09T304-FJ |04 ° °
AZ CCGT060202-AZ | 0.2 ®
Al Al 060204-AZ |04 PS
uminiu
/ " 09T302-AZ | 0.2 ° C030
| | =©s _ D008
\0 i . 09T304-AZ |04 () £006
o @ 1 _ ] 09T308-AZ | 0.8 () E030
°oq O3 0 120402-AZ | 0.2 ° £034
120404-AZ |04 ()
Finish Cutting 120408-AZ | 0.8 ®
L-F * CCGT03S1V3L-F | 0.03 e |0
* 03S101L-F 0.1 e |®
Carbon Steel * Alloy Steel
3 * 03S102L-F 0.2 e |®
J E * 03S104LF |04 o o ot
&1 * 04TOV3L-F | 0.03 ®o |0
0 Of-1( 0-2/ 0-)3 04 * 04T001L-F 0.1 e |®
* 04T002L-F 0.2 o |®
Finish Cutting * 04T004L-F 0.4 e |®
R/L-F Carbon Steel + Alloy Steel | CCGH060202R-F | 0.2 e |® ® () C030
—~ = Z 060202L-F 0.2 o |0 [ J [ ] D008
51 060204R-F | 0.4 o (o o ° E006
° L= 060204L-F | 0.4 oo (o ° E030
. ) 0.1 0.2 0.3 0.4 E034
Finish Cutting f(mm/rev)

* Diameter of inscribed circle is special. (For SCLC type)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A088 (10 inserts in one case)



173
-
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting ﬁ
»n
Steel XEX ecelooc|z 2
Stainless Steel oG * 8O &7 2
Work Material Cast Iron ocC (] o0 |Be¢ E
Non-ferrous Metal [ 2 E
Heat-resistant Alloy, Titanium Alloy ([ J oCE [ 32
ComerR Coated Cermet ggm{ Carbide 9
Chip Control Range % &
Shape  ap : Depth of Cut Order Number Re 9288 Quww8lErlsR8 |zzz5E=_2 85
: rroYo®Molr—ibo ibo|vow|ivisblRLOS =35 POSI
f: Feed (mm) lco@SIRNOWVSrrANa®BANNTNSE &2 a5 o
LWwwInonnoogasaxxxloadlEEEEL 22 7
DDDDODDDODD>>>5DZZZ(<>>| DT T
SV Carbon Steel * Alloy Steel | CCMH060202-SV 0.2 e oo (X ) () C030 X\IQBE-I
5z Z 060204-SV | 0.4 o oo o |00 ° D008
= ° I E030
0.1 0.2 03 04
Light Cutting f (mmirev) E034
* SW Carbon Steel * Alloy Steel | CCMT 060202-SW 0.2 oo © () () C030 D
I~ 060204-SW |04 | ee® @ ° ° ° D008
@ ! 09T302-SW |02 | @@ |® ° ° ° E006
— © N E030
Light Cutting 0701020304 09T304-SW 0.4 hd b hd hd hd E034 R
(wi pe r) f (mm/rev)
R/L-SS CCGT 0602V3R-SS | 0.03 ()
0602V3L-SS | 0.03 () S
060201R-SS | 0.1 ()
060201L-SS | 0.1 ()
Carbon Steel « Alloy Steel 060202R-SS 0.2 ° C030 T
6 - .
£ 060202L-SS | 0.2 D e
&2\ | | 09T3V3R-SS | 0.03 () E030 v
(1( 0.1 0.3 09T3V3L-SS | 0.03 () E034
(e 09T301R-SS | 0.1 °
09T301L-SS | 0.1 () W
09T302R-SS | 0.2 ()
Light Cutting 09T302L-SS (0.2 ®
Standard CCMT 060202 02 | e® | ® o0 [0 |o K
060204 04 @@0@ [ J [ J o000 (O [
060208 0.8 (X ) o ° o (@ O ®
080302 0.2 ()
Carbon Steel * Alloy Steel
3 L ‘ 080304 0.4 e[ o o0 |0 () C030
& :: 080308 08 | @0 | @ o |2 e o
— & ‘ 09T302 02 | ®e® | @ oo |o E030
¢ Of.1( 0.2/ 0.)3 04 097304 04 @@0@ ® ® o (00 |0 ® E034
09T308 08 @e®@® [} [} o000 (O [
120404 04 @e@0@ [ J [ ] o |00 |O [ J
120408 08 @e®@e® o ° e |00 |0 ()
Medium Cutting 120412 1.2 ( X ) [ ] [ ] e (O
MV Carbon Steel * Alloy Steel | CCMH060202-MV 0.2 e oo ® 00 @ © C030
e I z 1] 060204-MV | 0.4 o oo e (00 |0 o D008
— © . E030
0.1 0.2 03 04
Medium Cutting f(mmirev) E034
* MW Carbon Steel « Alloy Steel CCMT060204-MW | 0.4 e o () ()
_ ey B 060208-MW |08 | ee o o o €030
SN E— 09T304-MW |04 | @@ | ° - D00
—— &1 09T308-MW | 0.8 oo o ° ° E030
T rzeaein Jos | Beliol Mol N I N B c034
(Wiper) 120408-MW | 0.8 oo o ° ° °

* Please refer to A024 before using the SW+<MW breaker (wiper insert).

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002 A089




TURNING INSERTS [POSITIVE]

TYPE INSERTS CCET 06 02 V3 R-SR
o Size  Thickness Corner Radius Chip Breaker
R\ WITH HOLE
E * Please refer to page A002.
7]
2
- CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutiing- @l Light Cuting-- @ Medum Cuting- (@D
% P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
§ 4 4 4
[l — —
€ € €
E3 E3 E3
posi | &' S g )ﬂu Sl
7° o = o == . :
01 02 03 04 01 02 03 04 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel 0CEE oco00C®
Stainless Steel oG & #|1O0 &
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re 8228 RwwdCkkEsRE |zz2EE_2 85
f: Feed mm) [P IR RERRE2RRNBBRRS NS ] BR
WWWInnnooiaaalXXXeaalFEEREL 22
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -

S R/L-SR CCETO0602V3R-SR | 0.03 o (@ ()
0602V3L-SR | 0.03 o |0 ()
060201R-SR | 0.1 o |® ()

T 060201L-SR | 0.1 o |o °
060202R-SR | 0.2 e |® ()

] 060202L-SR | 0.2 e |® ®

Carbon Steel « Alloy Steel
3 060204R-SR | 0.4 o (@ ® C030
E R 060204L-SR | 0.4 o |o ° Eggg
4 e -
w @1 — 09T3V3R-SR | 0.03 o |0 () E030
0 01 02 0304 09T3V3L-SR | 0.03 o |o ° E034
mm/rev.
09T301R-SR | 0.1 e |® ®

X 09T301L-SR | 0.1 o |o o
09T302R-SR | 0.2 o |® ()
09T302L-SR | 0.2 o |® ()
09T304R-SR | 04 o |0 ()

Medium Cutting 09T304L-SR | 0.4 o (@ ()
R/L-SN CCETO060200R-SN | O o |® ()
060200L-SN | O e |0 ()
0602V3R-SN | 0.03 e | ()
0602V3L-SN | 0.03 o |0 ()
060201R-SN | 0.1 o |® ()
060201L-SN | 0.1 o |® ()
060202R-SN | 0.2 o |0 ()
060202L-SN | 0.2 e | ®
Carbon Steel * Alloy Steel
o 060204R-SN | 0.4 oo ° C030
E_ Es 060204L-SN | 0.4 o o ° Eggg
Q
= 09T300R-SN | 0 o |o ° E030
f’f(0-1 /0-3) 09T300L-SN | O ®o (o ° E034
mmirev,
09T3V3R-SN | 0.03 o |® ()
09T3V3L-SN | 0.03 e |® ®
09T301R-SN | 0.1 e |® ®
09T301L-SN | 0.1 e |® ()
09T302R-SN | 0.2 o |® ()
09T302L-SN | 0.2 o |0 ()
09T304R-SN | 04 o |® ()
Medium Cutting 09T304L-SN | 0.4 o (@ ()

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A090 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

7
'—
14
7
Steel 0CE ¥ oCcCoOo00C|E z
Stainless Steel oG * (O &7 2
Work Material Cast Iron [ X (] o0 |Beo¢ E
Non-ferrous Metal (2 =
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 32
ComerR Coated Cermet ggfg.'ee(i Carbide )
Chip Control Range 25
Shape  ap : Depth of Cut Order Number Re [82R8RuuwdleaitsR8 |zzz5E /2 S5 POSI
f: Feed mm) [P BBRRELHE2RRINSBRRNe=]el B2 5
LWwwInnnoodasalxxXXoadlEEEELl 22 7
DDODO35DD35>DD>>>D|ZZZ(«>> DT T
RIL-SN CCGT0602V3R-SN | 0.03 o HOLE
060201R-SN 0.1 ®
060201L-SN 0.1 ()
060202R-SN 0.2 ®
Carbon Steel » Alloy Steel 060202L-SN 0.2 ®
6 C030
E . 09T3V3R-SN 0.03 [ J D008 D
g é_ ) 09T3V3L-SN 0.03 ® E006
oL 09T301R-SN | 0.1 ° E030
0.1 0.3 E034
f (mmirev) 09T301L-SN 0.1 [} R
09T302R-SN 0.2 ()
09T302L-SN 0.2 ®
09T304R-SN | 0.4 ° S
Medium Cutting 09T304L-SN 0.4 ()
R/LW-SN Carbon Steel + Alloy Steel | CCET0602V3RW-SN | 0.03 ) C030
6
* B N 0602V3LW-SN | 0.03 ° D008 T
N , 09T3V3RW-SN | 0.03 o E006
= 3 & 2|\ i E030
Medium Cutting 001 03 09T3V3LW-SN | 0.03 e E034 L]
(Wi pe r) f (mmirev)
SMG Carbon Steel + Alloy Steel | CCGT060202M-SMG | 0.2 ) €030
T Z 060204M-SMG | 0.4 ° D008 W
=1 E006
© _'5 EO030
0701020304
Medium Cutting f (mm/rev) E034 x
Flat Top CCMW 060202 0.2 °
Ca3st Iron 060204 0.4 ( X ] [ J ) C030
2 097304 0.4 oo bt D008
. o, 09T308 0.8 (X ) e o E006
* L= 120404 0.4 o0 ° E030
0102 0.3 0.4 E034
f (mmirev) 120408 0.8 ( X ) ()
120412 1.2 De
Flat Top Ca:t Iron CCGW 060200 0 ® A 030
P E ) 0602V5 0.05 ® A D008
y “ = 09T300 0 ® A E006
i) © E030
— 0 0;1 0203 04 09T3V5 0.05 : = E034
(mm/rev)

* Please refer to A024 before using the R/LW-SN breaker (wiper insert).

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002  A091




TURNING INSERTS

POSI
11°

WITH
HOLE

A092

TURNING INSERTS [POSITIVE]

s CP

TYPE INSERTS
WITH HOLE

Size

CPMH 08 02 02- FV

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting - @l Light Cutting-- @) Medium Cuting- (@l

P Mild Steel P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB)
4 4 4
B € =3
E3 E3 E3
3 G 11§ G ] s @ N
5 2 5 2 5 2
< < <
3 1 3 1 g 1
[a] Lt o Lt o L\
| : — ==
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

Steel [ N .22 ocCo00C|®
Stainless Steel oG @ &0 @
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corner R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
Shape  ap : Depth of Cut Order Number Re [S2RERuwundlxrts|88 [zz=z[-_2 85
. oY omorrinonolwowlivin QL Cown =©
f: Feed (mm) [cooYRNOV S NG VNNF NS E oL 25
LuWwInnnooaoad|XXXoaalEEERFL 22
DDDDDDDDD>>3>5D|ZZZ|<>>5|DT Tk
FV @& Carbon Steel « Alloy Steel | CPMH080202-FV 0.2 ® o 00
_— . 080204-FV | 0.4 ° ° |oo
! 090302-FV | 02 ° ° |oe E006
° 090304-FV | 04 | @ o |00
0102 03 0.4
Finish Cutting f(mm/rev) 090308-FV 0.8 [ ] o 00
R/L-F Carbon Steel * Alloy Steel | CPMHO080204R-F 0.4 e |® O ()
e 080204L-F | 04 oo o °
E = 090304R-F | 0.4 o o [O ° E006
= " 090304L-F | 04 oo o °
0102 03 0.4
Finish Cutting f (mmirev)
= - . [ O
RIL-F Carbon Steel « Alloy Steel CPGT 080204R-F 0.4
3 080204L-F 0.4 ) O
g 090302R-F | 0.2 ° B
i ] &1 = 090302L-F 0.2 ) )
0 Of-1( 0-3 0-)3 04 090304R-F 0.4 ) O
Finish Cutting e 090304L-F | 04 ° °
Standard Aluminium Alloy CPGT 080202 0.2 °
pEmy . 080204 0.4 °
Ko - 090302 0.2 ° -
— L= 090304 0.4 °
0.1 0.2 0.3 04
Finish Cutting f (mmirev)
SV Carbon Steel * Alloy Steel | CPMH080202-SV 0.2 e oo e (00 ®
2 080204-SV | 0.4 o oo o (oo °
@' c 090302-SV | 02 o |oo ° |oeo ° E006
== |01 AN 090304-SV | 0.4 o |oo o |oo °
Light Cutting f(mmirev) 090308-SV 0.8 e o0 °o (e °
MV Carbon Steel » Alloy Steel | CPMH080204-MV 0.4 e oo o @0 @ o
mm————Eh 080208-MV | 0.8 o o0 o [0 0 o
M ! N 090304-MV |04 | o |o@ ° (00 [0 o E006
T 090308-MV | 08| o |ee® o (o0 [0 o
0102 03 0.4
Medium Cutting f (mmirev)
Standard Carbon Steel - Alloy Steel | CPMX080204 04 | o0 o0 ()
2L 080208 08 | @O 00 °
(e ] " 090304 04| o0 oo ° E006
— ‘ 090308 08| ee oo °
0102 03 0.4
Medium Cutting f (mmirev)
@ : Inventory maintained in Japan. []: Non stock, produced to order only.
(10 inserts in one case) CHIP BREAKERS > A050




o Dc TYPE INSERTS DCMT 07 02 02- FV
a%d 55 WITH HOLE T T e et e A

(7]

-

o

?

=z

CHIP CONTROL RANGE FOR WORK MATERIALS  Fiish Cutting--- QD LichtCuting--- Q) VeounCurg QD s
P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8) %
4 4 4 g

[=4

w
w
w

Depth of Cut (mm
N

Depth of Cut (mm)
N

Depth of Cut (mm)
N

D D

e~ S 3 79
0.1 02 03 04 0.1 02 03 04 0.1 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

o
(@}
2

o
o
=]

WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel oCE ocoo0oCc|®
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
Shape  ap : Depth of Cut Order Number Re 8228 RwwdCkkEsRE |zz2EE_2 85 R
f: Feed mm) [eE 8RR b n 82 RRNABRES Nl B2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDDDDDODDDO>>>D|ZZZK>>DT T~
FV DCMT070202-FV 0.2 ( X ) e @0 |O C031 S
Carbon Steel * Alloy Steel
3 070204-FV 0.4 (X ) o @0 |© D009
oy E- @  070208-FV | 0.8 ° o (oo Eggg
&1 ] &0  11T302-FV 0.2 ° o (@0 E009 T
g Of'1( 0.3 0.)3 0.4 11T304-FV 0.4 (X ] o 00 |0 E029
Finish Cutting e 11T308-FV (08 | @@ o (o0 |0 E031 v
AZ Alu4minium Alloy DCGT070202-AZ 0.2 (] C031
D009
) a1 070204-AZ | 0.4 hd D026
/Y 2 11T302-AZ | 0.2 ° E008 W
1] E009
001 03 05 117304-AZ 0.4 2 E029
Finish Cutting f (mmirev) 11T308-AZ 0.8 (] E031
RIL-F DCGTO070202R-F | 0.2 o e [T ° K
070202L-F 0.2 e |® ® () C031
Carbon Steel « Alloy Steel
3 070204R-F 0.4 o (@ O ® D009
’ EE 070204L-F | 0.4 oo o ° Eggg
g1 = 11T302R-F 0.2 o |o O ° E009
0 Of-1( 02 0-)3 0.4 11T302L-F 0.2 ®o |o ° ° E029
11T304R-F 0.4 o (@ O () E031
Finish Cutting 11T304L-F 0.4 o (@ (] ()
SV c DCMT070202-SV 0.2 e ee o (@0 ® C031
arbon Steel « Alloy Steel
3 070204-SV 0.4 o0 oo o (@0 ® D009
O P 070208-SV (08 | ee @@ o |oe ° Eggg
& = | 117302-SV_[02 | e ee® o oo ° £009
0 of.1( 0.3 o.)3 0.4 11T7304-SV 0.4 o0 00 o o0 ° E029
Light Cutting e 11T308-SV |08 | @@ |@® o |oo ° E031
R/L-SS DCGT0702V3R-SS | 0.03 ()
0702V3L-SS | 0.03 ()
Carbon Steel » Alloy Steel 070201R-SS | 0.1 ® Co31
6 D009
T, 070201L-SS | 0.1 ® D026
! s, 070202R-SS | 0.2 ° E008
o UL 070202L-SS | 0.2 [ E009
oy O E029
f (mmirev) 11T3V3R-SS | 0.03 [} E031
11T301R-SS | 0.1 ()
Light Cutting 11T302R-SS | 0.2 ()

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002 A093




TURNING INSERTS [POSITIVE]

a o DCTYPE INSERTS DCMT 07 02 02
& 55 WITH HOLE T Femen vt page ADD2

n
'—
o
7]
F4
- CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting--- @l Light Cuting-- @I Medu Cuting-- (D)
% P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
5 4 4 4
[l — —
£ £ E
E3 E3 E3
3, % g, % 3,
posi | & »ﬂu g )ﬂu g
7° o = o == . 3
01 02 03 04 01 02 03 04 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ N 222 ocoo0oCc|®
C Stainless Steel oG & #|1O0 &7
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCcCE [ 3.2
Coer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re [S2RERuwundlxrEs|88 [zz=z--_2 85
f: Feed R e N A N e R R ) ==
WLWInnnooiaoaalXXXeaadlFEEREL 22
DDODDDDODDDO>>>DZZZ|<>>D T T|X -
S Standard DCMT070202 02 | @@ | ® oo (0 (o
070204 04 @00 [ J [ ] o |00 |O [ J
070208 0.8 ® [} ° o0 |0 C031
T Carbon Steel « Alloy Steel 117302 02 o ° oo |o ° D009
2 .
K., R IN 117304 04 000 | @ [ o o |00 [0 [0 Eggg
v —/ %1{:ﬁ 117308 08 [eee | @ | o ejee [0 |o E009
0 01020304 11T312 1.2 ) E029
f (mm/rev)
150404 0.4 o0 ° ° o0 ° E031
W 150408 0.8 ( X J o ° o0 (o ()
Medium Cutting 150412 1.2 o O O
X MV Carbon Stedl » Alloy Steel DCMT070202-MV 0.2 o0 oo o e @ o C031
3 L ‘ 070204-MV 04 o0 00 o 00 (@ © D009
y A 070208-MV |08 | e® @@ ® (o0 [0 o Eggg
&1 o 11T302-MV | 0.2 oo o0 o e @ o E009
g Of-1( 0-3 0-)3 04 11T304-MV 0.4 o0 oo o e @ o E029
mmjrev,
Medium Cutting 11T308-MV 0.8 ee o0 o 00 @ o E031
R/L-SR DCET 0702V3R-SR | 0.03 o |® ()
0702V3L-SR | 0.03 e |0 ()
070201R-SR | 0.1 o |® ()
070201L-SR | 0.1 o |® ()
070202R-SR | 0.2 o |® ()
070202L-SR | 0.2 o (@ () C031
Carbon Steel « Alloy Steel
3 070204R-SR | 0.4 o (@ ® D009
-7 :e 070204L-SR | 0.4 o |o ° [E’ggg
= o
@1 — 11T3V3R-SR | 0.03 o |0 () E009
C Of-1( 0-2/ 0-)3 0.4 11T3V3L-SR | 0.03 o |® [ E029
11T301R-SR | 0.1 o (@ ° E031
11T301L-SR | 0.1 o |® ()
11T302R-SR | 0.2 o |0 ()
11T302L-SR | 0.2 o |® ()
11T304R-SR | 0.4 o (@ ()
Medium Cutting 11T304L-SR | 0.4 e |® ®

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

A094 (10 inserts in one case)



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

7
-
[
w
Steel 0CE ¥ oco00C|® =z
Stainless Steel oG * (O &7 2
Work Material Cast Iron [ X (] o0 |Beo¢ E
Non-ferrous Metal [ 2 E
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 32
ComerR Coated Cermet gg?g"eec{ Carbide o
Chip Control Range 2 5
Shape  ap : Depth of Cut Order Number Re 9288 Quww8lErlsR8 |zzz5E=_2 85
: rroYo®Molr—ibo ibo|vow|ivisblRLOS =35 POSI
f: Feed (mm) [P0V rRNOVV O ~NlAOBNNSINSE|6 o G o
LWwwInnnoodasalxxXXoadlEEEELl 22 7
DDODO35DD35>DD>>>D|ZZZ(«>> DT T
R/L-SN DCET070200R-SN |0 o |0 ° ol
070200L-SN 0 e |@ )
0702V3R-SN 0.03 e |0 )
0702V3L-SN | 0.03 o |o o ¢
070201R-SN 0.1 e |0 )
070201L-SN 0.1 e |® )
070202R-SN 0.2 e |® )
070202L-SN 0.2 o (@ ® C031
Carbon Steel + Alloy Steel
6 070204R-SN 0.4 e | ) D009 R
~ X 070204L-SN | 0.4 o |o ° Eggg
é/ &2\ 11T300R-SN 0 e |0 ® E009
00103 11T300L-SN 0 °o (o ° E029 S
f (mmirev)
11T3V3R-SN | 0.03 e |® ) E031
11T3V3L-SN 0.03 e |® )
11T301R-SN | 0.1 o |o ° T
11T301L-SN 0.1 e |® )
11T302R-SN 0.2 e |0 ) v
11T302L-SN 0.2 e |0 )
11T304R-SN 0.4 e |0 )
Medium Cutting 11T304L-SN 0.4 o (@ () w
R/L-SN DCGT0702V3R-SN 0.03 ®
070201R-SN 0.1 ®
070202R-SN [ 0.2 ° |
070202L-SN 0.2 ® C031
Carbon Steel « Alloy Steel
6 11T3V3R-SN | 0.03 ® D009
g Es 11T3V3L-SN | 0.03 ° Eggg
Q.
& 2|\[] 11T301R-SN 0.1 () E009
0103 11T301L-SN 0.1 () E029
f (mmirev)
11T302R-SN | 0.2 ° E031
11T302L-SN 0.2 ()
11T304R-SN 0.4 ®
Medium Cutting 11T304L-SN 0.4 ()
R/LW-SN Carbon Steel « Alloy Steel [ DCET0702V3RW-SN | 0.03 ) C031
6
* z, 0702V3LW-SN | 0.03 o Doos
= 11T3V3RW-SN | 0.03 ° E008
i 11T3V3LW-SN | 0.03 o E009
Medium Cutting 001 03 : E029
(Wiper) f (mmirev) E031
SMG  Carbon Steel - Alloy Steel | DCGT070202M-SMG | 0.2 ° CO031
=2 070204M-SMG | 0.4 D Dooe
’ =l 11T302M-SMG | 0.2 ° £008
©
o= 11T304M-SMG | 0.4 ® E029
Medium Cutting f (mmirev) E031

* Please refer to A024 before using the R/LW-SN breaker (wiper insert).

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002 A095




TURNING INSERTS [POSITIVE]

a o Dc TYPE INSERTS DCMW 07 02 02
& 55 WITH HOLE T Femen vt page ADD2

(7]
'—
o
7]
P4
o CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutiing- @l Light Cuting-- @) Medum Cuting- @D
; P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — —
£ € €
E3 E3 Es3
3, - 3, - 2,
POSI g )ﬂ g »ﬂ g
7° = = 3
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel oCE ocoo0oCc®
c Stainless Steel oG & #|1O0 &
Work Material Cast Iron ( X 2 () o0 (¥o0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
R Shape ap : Depth of Cut Order Number Re [82888un 8k sR3 [zz25k 2 85
f: Feed mm) [eE 8RR b n 82 RRNABRES Nl B2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
S Flat Top DCMW070202 0.2 O C031
ast Iron
3 070204 0.4 ( X ) () D009
£ 117304 |04 o0 o o Eggg
o
T , g1 117308 |08 oo ° £009
0701020304 150404 0.4 O ) E029
f (mmirev)
] 150408 0.8 oo [ E031
Flat Top Castliron DCGW 070200 0 o A C031
- 0702v5 | 0.05 o a Dooe
€2
W b 11T300 0 o A E008
SN 11T3V5 | 0.05 ® a E009
0701020304 : E029
f (mmi/rev) EO031
 §

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A096 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)

CHIP BREAKERS > A046




o D TYPE INSERTS DEGX 15 04 02 R-F
& 55 WITH HOLE St Thinase Come R Chp Ereler

173
'—
[
mm}
2
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting - Q@D Medum Cuting-—- @D o
N Aluminium Alloy %
o
4 =)
[ ] 2
€
E3 |
3, |
Z2
8’ POSI
o 20°
0.1 0.2 0.3 0.4
Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ N 222 ocoo0oCc|®
Stainless Steel oG @ (O &7 c
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
Shape  ap : Depth of Cut Order Number Re gegggmmggggtgagm%zzgsog 85 R
f: Feed (mm) g R A i R N =R 232
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDDODDDDDD>>>D|ZZZ(<>>| DT T
R/L-F  Aluminium Alloy DEGX150402R-F | 0.2 L S
e 150402L-F | 0.2 °
! 150404R-F | 0.4 ° C042
©
Finish Cutting Ry 150404L-F 0.4 () T
(For Aluminium Alloy) f (mmirev)
R/L Aluminium Alloy DEGX150402R 0.2 o ]
4
I(EN 150402L 0.2 o
2 150404R 0.4 ° C042
© 1|
Medium Cutting 007 03 05 150404L 04 b W
(For Aluminium Alloy) f (mmrev)
|

CHIP BREAKERS > A054
GRADES > A026
IDENTIFICATION >A002 A097




TURNING INSERTS [POSITIVE]
o R TYPE INSERTS RCGT 08 03 MO- AZ

Size  Thick Corner Radius  Chip Break
ize ICKNness orner Radius Ip breaker
& WITH H o LE * Please refer to page A002.
]
2
- CHIP CONTROL RANGE FOR WORK MATERIALS ' Vedium Cutig-- @D
z
> P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 8 8 8
-
£’ £/ £/
B E6 =X
55 55 55
5 4 % 4 % 4
D 2 | D2 | O 2 ]
i == || == || =
0701 03 05 07 0701 03 05 07 0701 03 05 07
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ N .22 oco00C|®
C Stainless Steel oG @ &0 @
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corner R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
Shape  ap : Depth of Cut Order Number Re 888§am3255.&s§3m%zzg;°8 S5
f: Feed (mm) g R A i R N =R a2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDDDODDDO>>>1ZZZ|<>>D T T|X -
S AZ Aluminium Alloy RCGT0803M0-AZ — ot
4
P T3 10T3M0-AZ - (]
N . C033
T Ny Fin
0701 03 05
Finish Cutting f (mmirev)
] Standard Carbon Steel « Alloy Steel | RCMT0602MO0 — ( ( X J (]
3
P E , 0803MO0 — ( (] ( X ) (] coss
‘L/. { &
W 07701020304
Medium Cutting f (mmirev)
Standard RCMX1003M0 — | e® | @e®| @@ (@@ °
x Carbon Steel « Alloy Steel
5T T 1204M0 — e®@® o0 o000 ( X ) (]
o 1606M0 — |eeoe oo |oe 0 C032
-~y . 2006M0 — |ecee e o HO12
001 03 05 07 2507M0 — o000 @®
: . f (mm/rev)
Medium Cutting 3209M0 — e00@®
RR Carbon Steel - Alloy Steel | RCMX1606M0-RR - ee0 o
12
T oM 2006M0-RR - o000 o
: L 2507M0-RR | — | eee @ C032
® LT 3200M0-RR | — | eee
02 0.6 1.0 1.4
Heavy Cutting f (mmirev)
RBS Mild Steel RCMX1606M0-RBS | — )
12
= J\ 2006MO-RBS | — °
£ 8]
g s 4 #\F}i 2507M0-RBS — (] C032
- . 3209M0-RBS - [ ]
02 06 1.0 1.4
Heavy Cutting f (mmirev)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A098 (10 inserts in one case) CHIP BREAKERS > A046




TYPE INSERTS RDGH 12 04 00- M4
o R D WITH HOLE Size Thickngs_Comadius Chip Breaker
* Please refer to page A002.

(7]
'—
14
mm}
g
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting 6
Steel ecx3 ecelooc|: S
Stainless Steel oeG & #|1O0 &7 g
Work Material Cast Iron oc o |e0 [z0c =
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 2
Comer R Coated Cermet |S93d|  Carbide )
Chip Control Range 285 POSI
o
Shape  ap : Depth of Cut Order Number Re [22888uwSkEE=sRE |zz2|ck 2 85 15
: oY omorrinonolwowlvis QYL Oo w0 =T
f: Feed (mm) [cOOYINRNOVVOr~NANOBINNSINS TS — Q-5 WITH
UUWInnonoooooaXXXeaa|lFEEEL g2
DDDDODDDDD>>5>5DZZZ(<>>| DT T HOLE
RDGH120400-M4 - ([ ] °
(H
C045
For Special Use
(For Rotary Tools) Il
S
T
')
W
GRADES > A026

IDENTIFICATION >A002 A099




TURNING INSERTS [POSITIVE]

o RG TYPE INSERTS RGGM 20 04 MO
WITH HOLE

n
'—
o
[}
2
6 Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
S Steel ecs % ecolooc|z
g Stainless Steel oeG & #|1O0 &7
= Work Material Cast Iron oc o |e0 [z0c
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 2
ComerR Coated Cermet 82?,%6:1 Carbide )
POSI Chip Control Range 28
o
30 Shape  ap : Depth of Cut Order Number Re 3288 RuwwlkEEsRE |z22k_I2 S5
©o (Saen SSod PSS s s vowgLanisnY32ow ko
WITH (mm) |©© © KN O Or~ANNOVLINNS|IS2 T O - fore)
WWWINnnnoOooaaaoXXXoaa|—kFEFFw <T
HOLE DDDDODDDDD>>5>5DZZZ(<>>| DT T
Standard Difficult-to-Cut Materials RGGM2004M0 - B
H =4 []
[ E3
(L ; E —
™ - S
© 1 T T T
‘ 0701 03 05 07
D (For General Cutiing) f (mmirev)
S
T
')
W

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A100 (10 inserts in one case) CHIP BREAKERS > A054




o scTYPE INSERTS SCMT 09 T3 04- FV
o 90 WITH HOLE e o et o e A

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting-- @l edi Cuting--- Q@D

P Mild Steel P Carbon Steel + Alloy Steel (180-280ti8)
4

N
TURNING INSERTS

w
w

Depth of Cut (mm
N

Depth of Cut (mm)
N

)ﬂ Aﬂ POSI

= o 79
0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel oCE: ocoo0oCc®
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 (¥o0¢€
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2 D
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range =
Shape  ap : Depth of Cut Order Number Re |9288Quww8lzrksRE |zzz5E=_2 S5 R
. oY OMOTino oo wlvin QLo wn =5
f: Feed (mm) [tV NRNOVWV O —NANNOBINNTINS TS « e
WWWInonooaaanoXXXaaalEiEiEEL <
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
FV Carbon Steel + Alloy Steel | SCMT09T304-FV 0.4 [ ] o0 (0 o
3
. = I I
£2 C034
| Q S E033 T
001020304
Finish Cutting f (mmirev)
Standard Carbon Steel - Alloy Steel | SCMT09T304 04 @00@ ) [ o0 (o ) v
— =Y 09T308 08 ee® | ®© | @ oo 0 (o
2 C034
S 120404 04 o0 | @ | @ oo (o o
=4 E033
— ! 120408 08 eee | @ | @ oo (0o o
0701020304 W
Medium Cutting f (mmrev) 120412 1.2 () O
Flat Top Castlron SCMWO09T304 0.4 oo o o
- 097308 0.8 oo O coss X
E 2
a4 120404 0.4 (X ) £033
o —T— 120408 0.8 ( X ] O
01 0.2 03 04
f (mm/rev) 120412 1.2 O

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002 A101




TURNING INSERTS [POSITIVE]

o s TYPE INSERTS SPMT 09 03 04
o 90 WITH HOLE e o e page AL

(7))
'—
o
i
2
o CHIP CONTROL RANGE FOR WORK MATERIALS ' Vedium Cutig-- @l
z
> P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — — —
£ € €
E3 E3 E3
P 32 32
pOSI 8 1 A Il Il Il 8 1 LT Il Il Il 8 1 A Il Il Il
11° T T -
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ N .22 ocoo0oCc®
C Stainless Steel oG @ &0 @
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corner R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
R Shape  ap : Depth of Cut Order Number Re 338%8mm§2§§&2§3m%2255°3 85
f: Feed (mm) g R A i R N =R 232
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDDDODDDO>>>1ZZZ|<>>D T T|X -
Standard Carbon Steel - Alloy Steel SPMT090304 0.4 Y
2° 090308 0.8 °
. |
= 120304 0.4 o _
T ° ] 120308 0.8 ° °
01 02 0.3 0.4
Medium Cutting f (mm/rev)
/] Flat Top Castlron SPMW090304 0.4 eoeole o o
2° 090308 0.8 (0 o o
2
A =) 120304 0.4 eole o o -
W - 120308 | 0. 0 o o
fl(mn.1/revl) .
Flat Top Castlron SPGX090304 0.4 () ()
K . 090308 | 08 o a .
== 2
-~ = 120304 0.4 D —~
vy 2
— 005 02 05 04 120308 0.8 (]
f (mmirev)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A1 02 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)

CHIP BREAKERS > A050




o TCTYPE INSERTS TCMT 11 02 04- FV
& 60 WITH HOLE S> Tidosss ComeRadie ChpBraaier

(7]

-

o

?

- ) ) ‘ =z

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting-- @l edi Cuting--- Q@D o
P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8) %
4 4 4 g

[=4

w
w
w

Depth of Cut (mm
N

Depth of Cut (mm)
N

Depth of Cut (mm)
N

-
@ @

= = 7°
0.1 0.2 0.3 0.4 0.1 0.2 0.3 0.4 0.1 0.2 0.3 0.4
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

o
(@}
2

o
o
=]

WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ X 222 ocoo0oCc|®
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2 D
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
Shape  ap : Depth of Cut Order Number Re [82888un 8k sR3 [zz25k 2 85 R
f: Feed mm) oo SRR LHE2RRIESBIRIQNe SR a2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDDDDDODDDO>>>D|ZZZK>>DT T~
FV Carbon Steel * Alloy Steel | TCMT110204-FV 0.4 ® e 0 © S
A 2’ 16T304-FV | 0.4 ° °e (o o
e C035
ﬁ”- - =i — E028
001020304
Finish Cutting f (mmirev)
AZ - TCGT110202-AZ 0.2 () v
Aluminium Alloy
4 110204-AZ 0.4 o
£ 110208-AZ | 0.8 d C035
£
£
/A\ . 16T302-AZ | 0.2 o E028 W
0 01 03 05 16T304-AZ 0.4 ()
. . f (mmirev)
Finish Cutting 16T308-AZ 0.8 ®
RI/L-F TCGT0601V3L-F | 0.03 0 |e K
Carbon Steel « Alloy Steel
3 060101L-F 0.1 o (@
£2 060102R-F | 0.2 o o ° o £017
. &1 = 060102L-F | 0.2 o |o e o
0 Of-1( 02 0-)3 04 060104R-F | 0.4 O |e e o
Finish Cutting e 060104L-F | 0.4 o |o o o
Standard TCMT 080204 0.4 O O 0e (O °
090204 0.4 ( X J ° o0 (o ()
110202 0.2 ( X J ® o @0 |O O
Carbon Steel * Alloy Steel
3 L ‘ 110204 04 @e@0@ [ ] [ ] o |00 |O [ J
ié £2 110208 08 @@ ° Cco35
L g1 130302 0.2 O | D De |(e E028
' ’7
0 °f'1( 02 0-)3 04 130304 04 [ Jm| ) oo |0 )
e 16T304 04 000 | @ | o o 00 |0 |0
16T308 08 @ee®@® [ J [} o 00 (O [
Medium Cutting 16T312 1.2 ()
Flat Top Castlron TCMW110204 0.4 o0 °
2° 130304 0.4 °
2] 16T304 0.4 oo ° €035
2 E028
P 16T308 0.8 (X} ()
0102 03 04
f (mm/rev)

CHIP BREAKERS > A046
GRADES > A026
IDENTIFICATION >A002 A103




TURNING INSERTS [POSITIVE]

o T ETYPE INSERTS TEGX 160302R
& 60 WITH HOLE Sie Tnowness Coner Radis O reaer

n
'—
14
[}
2
© CHIP CONTROL RANGE FOR WORK MATERIALS  tedium Cuting- @D
4
= N Aluminium Alloy
(74
= 4
[= —
3
%2
PosI | &'
20° .
01 02 03 04
WITH Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel oCE ocoo0oCc|®
c Stainless Steel oG & #|1O0 &7
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range =
R Shape  ap : Depth of Cut Order Number Re [82R8Ruuwud a8 |zzz5E 2 85
. oY OMOTino oo wlvin QLo wn =35
f: Feed (mm) [tV NRNOVWV O —NANNOBINNTINS TS « e
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
S R/L Aluminium Alloy TEGX160302R 0.2 bt
4
= s 160302L | 0.2 3 cous
y ) ~§_2 M 160304R 0.4 ®
= g H E040
Medium Cutting 0 01 03 05 160304L 0.4 bt
(For Aluminium Alloy) f (mmirev)
')
W
X

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A104 (10 inserts in one case) CHIP BREAKERS > A054




o TPTYPE INSERTS TPMH 08 02 02- FV
a\ 60 WITH HOLE e e

(%)
'—
14
7]
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutiing- @l Light Cuting-- @ Medum Cuting- (@D E
P Mild Steel P Carbon Steel + Alloy Steel (180-2018) | | M~ Stainless Steel (<200H8) %
4 4 4 %
— — — =
€ € €
E3 E3 Es3
3 , G R , @D H 3 , G N
s Pe R 8 B POSI
0 04 02 03 04 0 01 02z 03 04 0 0.770.2 03 04 11
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X 2% oco00Cs
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 ([ ) o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCcCE [ 3.2 D
Coer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
Shape  ap : Depth of Cut Order Number Re [82R8RuuwudlertsRE |zzz5E 2 85 R
f: Feed R e N A N e R R ) ==
WLWInnnooiaoaalXXXeaadlFEEREL 22
DDODDODODODDODO>>>1Z2ZZ|<>>DTITX -
FV & TPMH080202-FV 0.2 ° o (oo S
080204-FV 0.4 [ o |00
090202-FV 0.2 [ o |00
Carbon Steel « Alloy Steel
3 090204-FV 0.4 () o (@00
L E 110302-FV | 0.2 ° o |oe
MM < E007
& = 110304-FV |04 | @ o |oo v
g Of-1( 0-3 0-)3 0.4 110308-FV 0.8 [ o |00
mmjrev,
160302-FV 0.2 [ o |00
160304-FV 0.4 [ o |00 w
Finish Cutting 160308-FV 0.8 [ ) o (00
R/L-FS TPGH080202R-FS 0.2 e |0 O [
080202L-FS | 0.2 o (o o ° K
080204R-FS 0.4 o |® O [
080204L-FS 0.4 e |® [ [
090202R-FS 0.2 e |0 O [
090202L-FS 0.2 e |0 [ [
Carbon Steel « Alloy Steel
s 090204R-FS | 0.4 o e [ °
£2 090204L-FS 0.4 e (@ () () E007
&1 ) 110302R-FS 0.2 e |0 O [
0 Of-1( 0-% 0-)3 0.4 110302L-FS 0.2 o |® [ [
110304R-FS 0.4 e |0 O [
110304L-FS 0.4 e |0 [ [
160304R-FS 0.4 e |0 0 [
160304L-FS 0.4 o (@ () ®
160308R-FS | 0.8 o (@ O ()
Finish Cutting 160308L-FS 0.8 o (@ ° ()

CHIP BREAKERS > A050
GRADES > A026
IDENTIFICATION >A002 A105




TURNING INSERTS [POSITIVE]

TYPE INSERTS TPGX 08 02 02 R
7 6 0 o WITH H o L E Size  Thickness Comaereaker
E ‘ * Please refer to page A002.
7
2
© CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting--- @l Light Cuting-- @I Mediu Cuting-- (D)
% P Mild Steel P Carbon Steel + Alloy Steel (180-2018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — — —
€ € £
E3 E3 E3
5 G mlIER- || 5, e u
Posi | &' N g = 8 =
11° = = =
01 02 03 04 01 02 03 04 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel 0CEE oco00C®
C Stainless Steel oG & #|1O0 &7
Work Material Cast Iron ( X 2 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re [82R8RuwdCkkEsRE |zz2EE_2 85
f: Feed mm) e eeR R nS2RRESBRRY NS s8R &%
WLWInnnooiaoaalXXXeaadlFEEREL 22
DDODDDDODDDO>>>DZZZ|<>>D T T|X -
S R/L TPGX080202R 0.2 °
080202L 0.2 ® A e o
080204R 0.4 oo e o
080204L 0.4 o A e o
090202R 0.2 ® A e o
v 090202L 0.2 ° 4 oo
Carbon Steel « Alloy Steel
3 090204R 0.4 o0 A eoe
y £ 090204L 0.4 o A LX) 025
. £
W é I 090208R 0.8 ° o o
001020304 090208L 0.8 oo A o o
f (mmirev)
110302R 0.2 [ HDee
X 110302L 0.2 o a oee
110304R 0.4 o0 A e O
110304L 0.4 o0 A e o
110308R 0.8 [ e o
Finish Cutting 110308L 0.8 o0 A o000
L Carbon Steel + Alloy Steel |  TPMX080202L 0.2 O
2° 080204L 0.4 O
2
£ 1 090204L 0.4 ° E025
@
q 0D 110304L 0.4 [
0.1 0.2 0.3 0.4
Finish Cutting f (mmirev)
SV TPMH080202-SV | 0.2 e (oo °o |eo °
080204-SV 0.4 o 0o o |00 [
090202-SV 0.2 o oo e o0 )
Carbon Steel + Alloy Steel
s 090204-SV | 0.4 o |oo o [oo °
a i 110302-sV [ 02| o |ee® o |00 ° Eo07
& 817 110304-SV |04 | o (@@ o |oo °
0 Of-1( 0z 0-)3 0.4 110308-SV 0.8 e oo °o (e o
mmjrev,
160302-SV 0.2 o 00 o |00 [
160304-SV 0.4 e oo [ X ) )
Light Cutting 160308-SV | 0.8 ®o (oo e (oo °

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A1 06 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



17}
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting E
Steel 0CE ¥ oco00C|® 2
Stainless Steel oG (@) &7 2
Work Material Cast Iron oc o (o0 [z0c z
Non-ferrous Metal [ 2 =
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 32
Comer R Coated Cermet ggfg.'ee(i Carbide )
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re 9288 Quww8lErlsR8 |zzz5E=_2 85
Bl o (GRS ERRao SRS EERE2 5. 5 POSI
L5558 85SSE8L8 2232285k ERE <T
MV TPMH080202-MV | 0.2 o oo o (o0 [0 o s
080204-MV 0.4 o oo o @0 @ o
090202-MV 0.2 [ 2l X J o 00 (@ ©
Carbon Steel « Alloy Steel [
3 090204-MV 0.4 o oo o @e® @ o
é £ L 090208-MV | 0.8 ° o | o Eoo7
&1 {hf 110302-MV | 0.2 e oo o e0 @ o 0
0 Of}m?ﬁie%f 04 110304-MV 0.4 o oo o e0 @ o
110308-MV 0.8 o 00 o |00 |6 o
160304-MV 0.4 o oo o 00 (@ © R
Medium Cutting 160308-MV 0.8 o oo o |00 (@ o
Standard Carbon Steel < Alloy Steel [ TPMX110304 04 o0 O
, ] ] 110308 0.8 (X S

(mm)

A TV

0701020304

Medium Cutting f (mmirev) T
Flat Top TPGX 080202 0.2 °
080204 0.4 X0 o o v
080208 0.8 ° o o
Cast Iron 090202 0.2 e o
2° 090204 0.4 oo 4 o o W
. £2
a .|| 090208 0.8 0 o00 E025
-— = 110302 0.2 °
0.1 02 03 04
F (mmiren) 110304 0.4 eele 4 oee K
110308 0.8 ( (] 000
160304 0.4 O|e o o
160308 0.8 o o

CHIP BREAKERS > A050
GRADES > A026
IDENTIFICATION >A002 A107




TURNING INSERTS [POSITIVE]

, o VBTYPE INSERTS VBMT 11 03 04- FV
— 35 B T s ey i oo

n
'—
o
7
b4
© CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting--- @l Light Cuting-- @I Mediu Cuting-- (D)
% P Mild Steel P Carbon Steel + Alloy Steel (180-2018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — — —
€ € £
Es3 £3 E3
5 G | 3, |3, N
POSI 8’ IN s IN 8N
5o = = IR==
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ N 222 ocCo00C|®
C Stainless Steel oG @ &0 &7
Work Material Cast Iron ( X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corner R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re [82888un 8k sR3 [zz25k 2 85
f: Feed mm) oo SRR LHE2RRIESBIRIQNe SR a2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDDDODDDO>>>1ZZZ|<>>D T T|X -
S FV GEY Carbon Steel « Alloy Steel | VBMT110304-FV 04 ° o @00 D010
= < 110308-FV 0.8 L] e |00 D011
= 160404-FV | 04 | @ o oo E011
T == 160408-FV | 08 | ® ° |oo E012
o ) 01 0.2 0.3 0.4 HO13
Finish Cutting f (mmirev)
R/L-F VBGT110302R-F 0.2 o (@ (] ()
110302L-F 0.2 o (@ [ ] (]
Carbon Steel * Alloy Steel
3 110304R-F 0.4 o |® (] () D010
: 110304L-F | 0.4 oo o ° DO11
W E2 EO011
= §1 4 160402R-F | 0.2 oo |o ° £012
0 Of-1( 02 0-)3 0.4 160402L-F 0.2 ®o |o ° ° HO13
K 160404R-F | 04 oo o o
Finish Cutting 160404L-F 0.4 o |® (] ()
SV Carbon Steel * Alloy Steel |  VBMT110304-SV 0.4 ° ) L) D010
= g 110308-SV 0.8 L] o L D011
a7 160404-SV | 04 | @ o | o E011
® L 160408SV | 08 | ® o | o E012
} ] 04 0.2 0.3 0.4 HO13
Light Cutting f (mmirev)
MV Carbon Steel » Alloy Steel |  VBMT110304-MV 0.4 e oo o @0 @ o D010
2° 110308-MV | 0.8 o oo o (00 [0 o D011
=4 - 160404-MV | 0.4 o |oo o (o0 [0 o E011
°, 160408-MV [ 08 | o |eoe® o (o0 [0 o E012
. . 01 0.2 0.3 0.4 HO13
Medium Cutting f (mmirev)
Standard Carbon Steel - Alloy Steel | VBMT 160404 04| @
3 D010
= 160408 0.8 [ J
g2 N D011
J ot EO11
0 010203 0.4 HO13
Medium Cutting f (mm/rev)

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

A108



17
'—
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting E
7}
Steel 0CEE oco0o0C|: =z
Stainless Steel oG (@) &7 2
Work Material Cast Iron ocC (] o0 |Be¢ E
Non-ferrous Metal (2 =
Heat-resistant Alloy, Titanium Alloy ([ J oCE [ 32
ComerR Coated Cermet ggfg.lee(i Carbide )
Chip Control Range % &
Shape  ap : Depth of Cut Order Number Re 9288 Quww8lErlsR8 |zzz5E=_2 85
: rroYo®Molr—ibo ibo|vow|ivisblRLOS =3 POSI
f: Feed (mm) low @SR~ OVVOrrNAOBINNTNSE S e 25 °
UuwInnnodaaaalXxXXoodlEEEEL 22 S
DDDODDDODDO>>>D|ZZZ(K>>DT T~
R/IL-SR VBET1103V3R-SR | 0.03 o [o ° o
1103V3L-SR 0.03 o (@ ®
Carbon Steel « Alloy Steel
110301R-SR 0.1 e (@ ()
3 D010 ¢
£2 110301L-SR 0.1 e (o ) D011
£ ;. = 110302R-SR | 0.2 o o ° EO011
0 E012
Of-1( 0-3 0-)3 04 110302L-SR 0.2 o (@ () D
mm/rev.
110304R-SR 0.4 o (@ ()
Medium Cutting 110304L-SR 0.4 e | ()
R/L-SN VBET110300R-SN 0 o (@ ® R
110300L-SN 0 o (@ ()
1103V3R-SN 0.03 o (@ ()
Carbon Steel * Alloy Steel
6 1103V3L-SN 0.03 o (@ () D010 S
£ 110301R-SN | 0.1 o |o ° D011
& .l 110301L-SN | 0.1 o |o ° E011
0 &f 02 110302R-SN | 0.2 oo ° E012 T
110302L-SN 0.2 e (@ ()
110304R-SN 0.4 o (@ ()
Medium Cutting 110304L-SN 0.4 o (@ ®
R/LW-SN Carbon Steel - Alloy Steel | VBET1103V3RW-SN | 0.03 ®
* _© 3
® 2\ E011
Medium Cutting 001 03
(Wipe r) f (mmirev) x

* Please refer to A024 before using the R/LW-SN breaker (wiper insert).

CHIP BREAKERS > A044
GRADES > A026
IDENTIFICATION >A002 A109




TURNING INSERTS [POSITIVE]

, o VCTYPE INSERTS VCMT 08 02 02- FV
- 39 WITH HOLE T e e sy .

n
'—
14
7]
b4
© CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutiing- @@l Light Cuting-- @ Medum Cuting- @D
% P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — —
€ € E
Es3 £3 E3
3, % g, % 3,
posi | & »ﬂu g )ﬂu Sl
7° == == :
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ N 222 ocoo0oCc|®
C Stainless Steel oG & #|1O0 &7
Work Material Cast Iron ( X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape ap : Depth of Cut OrderNumber | Re [82888wwB2EEESRS lz22r o [ 85
f: Feed mm) oo eSRRSLHE2RRIESBIRRIQVe SR a2
LWWWInnnooaaao|XXXoaal=EiEFL £
DDODDODODODDODO>>>1Z2ZZ|<>>DTITX -
S FV Carbon Steel + Alloy Steel |2 VCMT080202-FV | 0.2 (] o (@0
2> < 080204-FV | 0.4 ° o |oo gggg
€ (B 5, 160404-FV | 0.4 ( X ] o0 (o £032
T T Cg 160408-FV | 0.8 ( X J o0 |© E033
01 0.2 0.3 0.4
Finish Cutting f (mmi/rev)
AZ AILzminium Alloy VCGT160404-AZ 0.4 (]
T3 160408-AZ 0.8 Y C036
X £2 160412-AZ | 1.2 o cos7
<87 gl " : E032
w o s 220530-AZ 3.0 ° E033
Finish Cutting f (mmirev)
R/L-F  Carbon Steel + Alloy Steel | VCGT080202R-F 0.2 e (@ ® °
K e 080202L-F | 0.2 oo o o
s 080204RF | 0.4 oo o o e
A= 080204L-F | 0.4 oo o o
01 0.2 0.3 0.4
Finish Cutting f (mmirev)
SV Carbon Steel « Alloy Steel |  VCMT080202-SV 0.2 ® ) L)
=° 080204-SV | 0.4 ° o | o
- EZ EO011
- a1 | E012
001020304
Light Cutting f(mm/rev)
Standard Carbon Steel - Alloy Steel | VCMT110304 04 | @@ ° ®o o0 (o o o
~EN 160404 04 000 | @ | @ o |00 (0 (0 @ C036
o7 — 160408 e eee | @ [ o o [e0 [0 [0 @ ggg’;
©
0701020304 160412 1.2 . hd hd oo |0 E033
Medium Cutting f (mmi/rev)
MV Carbon Steel » Alloy Steel |  VCMT080202-MV 0.2 o oo ® |00 (@ ©
2° 080204-MV | 0.4 o oo o [e0 [0 o
o5 £’ E011
" S E012
0701020304
Medium Cutting f (mmirev)
Flat Top Castlron VCMW110304 04 Y
2° 160404 0.4 O oo ° C036
£z 160408 08 | O oo ° cos7
& ' E032
0 571020304 E033
f (mmirev)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A110 (10inserts in one case) CHIP BREAKERS > A046




’ o v TYPE INSERTS VDGX 16 0302R
A 35 WITH HOLE St Thcess ComerRade ChipEreser

(%)
'—
14
w
g
CHIP CONTROL RANGE FOR WORK MATERIALS  tedium Cuting- @D &
=
N Aluminium Alloy =
(14
4 =)
s =
£
Es
S,
E
o
g POSI
. 15°
01 02 03 04
Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel oCE ocoo0oCc|®
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 (¥o0¢€
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2 D
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range =
Shape  ap : Depth of Cut Order Number Re (2228 Rwwd2kkEsRE |zz2EE_2S 85 R
: oY OMOTino oo wlvin QLo wn =35
f: Feed (mm) [tV NRNOVWV O —NANNOBINNTINS TS « e
WWWInnnoodaoaa|XXXoaalsiEiE-L 2t
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
R/L Aluminium Alloy VDGX160302R 0.2 bt )
>~ 160302L 0.2 °
A ::
: o, 160304R 0.4 (] C044
[
Medium Cutting 0701020304 160304L 0.4 bt 1
(For Aluminium Alloy) f (mmirev)
W

CHIP BREAKERS > A054
GRADES > A026
IDENTIFICATION >A002  A111




TURNING INSERTS

POSI
11°

WITH
HOLE

A112

TURNING INSERTS [POSITIVE]
TYPE INSERTS VPET 08 02 01 R-SRF
A’35° VP it oLe o6 W el Sl

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting-- @l edim Cuting--- Q@D

P Mild Steel

IS

4

w

w

N

Depth of Cut (mm)
N

)

Depth of Cut (mm)

o

0.1 0.2 0.3 0.4
Feed (mm/rev)

o

P Carbon Steel * Alloy Steel (1s0-2s018) | | M Stainless Steel (<200HB)
4
€
Es3
€D 3 €D
52
<
&
1. || AL | |
) )
01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev)

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

Steel oCE: ocoo0oCc®
Stainless Steel oG & #|1O0 &
Work Material Cast Iron ( X 2 () o0 (¥o0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁf& Carbide o
Chip Control Range 2 5
Shape  ap : Depth of Cut Order Number Re 3228 Quuwdlkris|]S zzzEE_2 85
f: Feed mm) [eE 8RR b n 82 RRNABRES Nl B2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDDDDDODDDO>>>D|ZZZK>>DT T~
R/L-SRF G&¥ VPET 080201R-SRF | 0.1 °
080201L-SRF | 0.1 ()
080202R-SRF | 0.2 ()
Carbon Steel « Alloy Steel
3 080202L-SRF | 0.2 ()
’ E 2 1103V3R-SRF | 0.03 (] D010
&1 o 1103V3L-SRF | 0.03 () D011
Y Of-1( 0-3 0-)3 04 110301R-SRF | 0.1 ()
mmj/rev.
110301L-SRF | 0.1 ()
110302R-SRF | 0.2 ()
Finish Cutting 110302L-SRF | 0.2 ®
SMG GEP Carbon Steel « Alloy Steel [ VPGT080201M-SMG | 0.1 o
=° 080202M-SMG | 0.2 °
E2 D010
a5 110301M-SMG | 0.1 ° Do
i 110302M-SMG | 0.2 °
0.1 02 03 04
Medium Cutting f (mm/rev)

@ : Inventory maintained in Japan. []: Non stock, produced to order only.

(10 inserts in one case)

CHIP BREAKERS > A052




o WBTYPE INSERTS WBGT 02 01 V3 L-F
aw 80 WITH HOLE Sie Tnowness Coner Radis O Breakr

(%)
'—
14
7]
- ) ) ‘ =2
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting @l Medun Cuing-- @D ©
P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8) %
4 4 4 %
— — =
3 € €
E3 E3 Es3
Sa Se Sa
& & &
b \am LR b oam p0si
= = = | 5°
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X - oco0o0C|®
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 (¥o0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2 D
Corer R Coated Cermet ggﬁf& Carbide o
Chip Control Range % 5
Shape ap : Depth of Cut Order Number Re 8288 wwuSlkEEsRY [zzzHkF |2 S5 R
. oY omoOrTinoo/lwowvin QYo =0
f: Feed (mm) [P YRNoborrNAOVaaFNSE S 2 o5
WWWInnnooiaaalXXXeaalFEEREL 22
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
R/L-F WBGT0201V3L-F | 0.03 o |0 S
020101L-F 0.1 o |0
020102L-F 0.2 o |0
Carbon Steel « Alloy Steel
3 020104L-F 04 o |e T
= £ L302V3L-F | 0.03 o |o E010
&1 = L30201L-F 0.1 o |o E016 v
001020304 L30202R-F 0.2 e | O [
f (mm/rev)
L30202L-F 0.2 e |o O [
L30204R-F 04 e |® O [
Finish Cutting L30204L-F 0.4 o (@ dJ ()
R/L-M Carbon Steel « Alloy Steel | WBMTL30202R-MV | 0.2 e oo ® 00 |1 ©
~ (] L30202L-MV | 0.2 o oo o (o0 [0 o X
- i N L30204R-MV | 0.4 o oo NMEERD E010
- E016
q L30204L-MV | 0.4 [ 2l X J o (0 | ©
01 02 0.3 0.4
Medium Cutting f (mm/rev)

CHIP BREAKERS > A044
GRADES > A026
IDENTIFICATION >A002 A113




TURNING INSERTS [POSITIVE]

o wc TYPE INSERTS WCGT 020102R
aw 80 WITH HOLE S> Thdosss ComeRadie ChpBraaier

7]
'—
14
7]
P4 ‘ '
© CHIP CONTROL RANGE FOR WORK MATERIALS  Vedium Cuting-- Q@D
% P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8)
°=,‘ 4 4 4
[l — — —
£ € €
E3 E3 Es3
5, o= 5, e 5, -
posi | &' & &
7 (]
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X - (X XX X JE-
C Stainless Steel oG & #|1O0 &
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁf& Carbide )
Chip Control Range % g
R Shape  ap : Depth of Cut Order Number Re 8RS QuundlrrksRB =225 2 8%
f: Feed mm) [eE 8RR b n 82 RRNABRES Nl B2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
S R/L WCGT020102R 0.2 o A °
020102L 0.2 o A [
Carbon Steel « Alloy Steel
3 020104R 0.4 ® A O
T H 020104L 0.4 o A °
£2 E027
= S L30202R 0.2 ® A °
] 001020304 L30202L 0.2 ® A o
f (mm/rev)
L30204R 0.4 o A 0
Finish Cutting L30204L 0.4 ® A ®
Standard WCMT020102 02| @@ ° oo (o °
020104 0.4 o0 [} o0 |O® [
Carbon Steel  Alloy Steel L30202 0.2 [ J ° o0 (o ()
X a ] 130204 04 | ® ° oo [0 o
4& = {: 040202 02| ee | ® oo (o |o E027
i [ 040204 04| o0 | @ oo o o
01 02 0.3 0.4
f (mmirev) 040208 0.8 [ ]
06T304 0.4 ([ X ] [} o0 |O® [
Medium Cutting 06T308 0.8 ( X ) ° o0 (o ()

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A1 1 4 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)

CHIP BREAKERS > A046




o WP TYPE INSERTS WPGT 04 02 02 R-FS
aw 80 WITH HOLE S> Tidosss ComeRadie ChpBraaier

(%)
'—
14
7]
- ) ) ‘ =2
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting @l Medun Cuing-- @D ©
P Mild Steel P Carbon Steel + Alloy Steel (180-2s018) | | M~ Stainless Steel (<200H8) %
4 4 4 ":‘
— — — =
£ € €
E3 E3 Es3
3 3 3 [
Z2 2 ] 52
LRERIAN g1 LRI POSI
) ) ) 11°
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) WITH
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X - (X XX X JE-
Stainless Steel oG & #|1O0 & c
Work Material Cast Iron ( X 2 () o0 |¥0¢C
Non-ferrous Metal [ 2
Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2 D
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
Shape ap : Depth of Cut Order Number Re 8288 wwuSlkEEsRY [zzzHkF |2 S5 R
. oY OMOTino oo wlvin QLo wn =0
f: Feed (mm) [cooYRNOV S NG VNNF NS E oL 23
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDODODODDODO>>>1|Z2ZZ|<>>DTTX -
R/L-FS WPGT040202R-FS 0.2 e |0 O [ ] S
040202L-FS 0.2 e | | (]
Carbon Steel « Alloy Steel
3 040204R-FS 0.4 e |® ] (]
E 2 040204L-FS 0.4 o |0 | (] E010 T
&1 060304R-FS 0.4 e |0 O [
0 01020304 060304L-FS 0.4 e |0 O [ ']
f (mm/rev)
060308R-FS 0.8 e | O [
Finish Cutting 060308L-FS 0.8 o (@ O o
Standard Aluminium Alloy WPGT 040202 0.2 °
A = = 040204 0.4 [
() gj 060302 0.2 ° E010
— L 060304 0.4 ° X
0.1 0.2 0.3 0.4
Finish Cutting f(mm/rev)
MV Carbon Steel « Alloy Steel | WPMT040202-MV 0.2 o oo e |00 |1 ©
.%\ >R 040204-MV | 0.4 o oo e (o0 |1 o
) if | 060304-MV | 0.4 °o oo o ([e0 [0 o E010
° 060308-MV | 08| o |e® o (o0 [0 o
0.1 0.2 0.3 0.4
Medium Cutting f (mm/rev)

CHIP BREAKERS > A050
GRADES > A026
IDENTIFICATION >A002 A115




TURNING INSERTS [POSITIVE]

’ o xc TYPE INSERTS XCMT 15 03 02- SVX
o 25 WITH HOLE Ste. Thknsss Comer e Cip raler

(7))
'—
o
i
2
© CHIP CONTROL RANGE FOR WORK MATERIALS Lt Cuting-- @
z
> P Mild Steel P Carbon Steel + Alloy Steel (10-28018)
(4
=) 4 4
[l — —
£ €
E3 E3
3 3
5 2 5 2
E=S <
& 1 oy 1
POSI = o
T | |
0 01 02 03 04 0 01 02 03 04
WITH Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting
Steel [ X JE oco00C®
c Stainless Steel oG @ &0 &7
Work Material Cast Iron ( X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corer R Coated Cermet ggﬁfg Carbide )
Chip Control Range % g
R Shape  ap : Depth of Cut Order Number Re gggggmmggggtggg zz=zlEE |2 s
f: Feed mm) oo SRR LHE2RRIESBIRIQNe SR a2
WWWInnnoodaoaa|XXXoaalsiEiE-L 2t
DDODDDDODDDO>>>1ZZZ|<>>D T T|X -
S SVX Carbon Steel + Alloy Steel |GEPXCMT150302-SVX| 0.2 ()
=° 150304-SVX| 0.4 ° °
2
_aF 150308-SVX | 0.8 ° ° C038
T R
) ) 0701020304
Light Cutting f (mmirev)
)
W

@ : Inventory maintained in Japan. (10 inserts in one case)
A116 CHIP BREAKERS > A046




Y RTGLENserTs

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

Steel oCE ocoo0oC|®
Stainless Steel oG & #|1O0 &
Work Material Cast Iron ( X 2 ([ o0 |¥0oc¢C
Non-ferrous Metal €
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 2
ComerR Coated Cermet 82?,%6‘:} Carbide )
Chip Control Range 25
Shape  ap : Depth of Cut Order Number Re 8288 QuullkEis@E |22k _2 S5
: oY omorrinowolwowlvis QYL Olo wn =T
f: Feed (mm) [ @SSNSO NNaVNATNSE S« Q-5
LUUWInnnoooooaXXXeao|lFEEEL g2
DODODODODPO>>>51|ZZZI<«>> O T T~
RTGO5A — e O
- 06A - ° o
07A - [ J )
Y
08A - [ JE)
For Special Use 10A - o o
(For TL Holder) 12A - e O
GRADES > A026

IDENTIFICATION > A002

TURNING INSERTS

POSI
6 o

WITHOUT
HOLE

A117



TURNING INSERTS [POSITIVE]

o s P TYPE INSERTS SPGR 090304R
T 90 WITHOUT HOLE S> Thdosss ComeRadie ChpBraaier

n
'—
o
7
r4 - ) ) )
© CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting - Q@ Medum Cuting-—- @D
% P Mild Steel P Carbon Steel + Alloy Steel (10-28018)
(4
=) 4 4
[l — —
€ €
Es3 £3
posi | & &
11° o 0
01 02 03 04 01 02 03 04
WITHOUT Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ X 222 ocoo0oCc|®
C Stainless Steel oG @ &0 &7
Work Material Cast Iron ( X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCE [ 3.2
Corner R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re 8288 RundPisl88 (=222 2 85
f: Feed mm) [eoeeRRamneSeRGRRRRYSSSgel 83
NS5 - S e
WWWInnnooaooao|XXXoaalFiEEFEL £
DDODDDDODDDO>>>1ZZZ|<>>D T T|X -
R/L Carbon Steel * Alloy Steel SPGR090304R 0.4 e o
~HE 090304L 0.4 o o
£2 C040
T i
0701020304
Finish Cutting f (mmi/rev)
] Standard Carbon Steel  Alloy Steel SPMR090304 0.4 ( X ] (X J
2° 090308 08| @@ o0
g c 120304 04| @@ oo €040
©
w Light o R e 120308 0.8 ( X ] (X J
Medium Cutting f (mmrev) 120312 1.2 e
Flat Top SPMN090304 0.4 () e o
K 090308 08 | ® o o o
120304 0.4 ( | (] e o
120308 0.8 ( X ] ( X ] e o
Cast Iron 120312 1.2 ( X ) (] e o
= 3 120408 0.8 e o
2] 120412 1.2 ° C040
@
—— 0671020304 150408 08 hd
f (mmirev) 150412 1.2 (]
190404 0.4 (]
190408 0.8 O () (]
190412 1.2 o] (]
190416 1.6 (]
Flat Top SPGN 090304 0.4 o A e o
090308 0.8 o0 A e o
120304 0.4 A e o
120308 0.8 [} A e o
Cast Iron 120312 1.2 [
2’ 120404 0.4 °
£2 ] 120408 0.8 A o o C040
— 21
o T 120412 1.2 A
01 0.2 03 0.4
f (mmirev) 150404 0.4 )
150408 0.8 A e o
190402 0.2 (]
190404 0.4 ® A e o
190408 0.8 (]

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A1 1 8 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)

CHIP BREAKERS > A056




o TCTYPE INSERTS TCGN 06 0104
60 WITHOUT HOLE e o e poge AL

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

Steel oCE ocoo0oC|®
Stainless Steel oCG & #|1O0 &7
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal €
Heat-resistant Alloy, Titanium Alloy ([ J oCcE [ 2
ComerR Coated Cermet 82?,%6‘:} Carbide )
Chip Control Range 2 &
Shape  ap : Depth of Cut Order Number Re 8288 QuullkEis@E |22k _2 S5
. rroYomorrinonolwowlivin QL Sown =5
f: Feed (mm) [fo@ONNOVWV O~ NANNBINNTINS TS « =5
LUUWInnnoooooaXXXeao|lFEEEL g2
DDODODODDODODPO>>>D|ZZZ|<K> > T T
Flat Top Castlron TCGN060104 0.4 )
2° 090204 0.4 °
% 2
& 090208 | 0.8 ° -
ATt N © |
= 07701020304
f (mm/rev)

CHIP BREAKERS > A056
GRADES > A026
IDENTIFICATION > A002

TURNING INSERTS

POSI
70

WITHOUT
HOLE

A119



TURNING INSERTS [POSITIVE]

TYPE INSERTS TPGR 110304R
6 0 o WITH o UT H o LE Size  Thickness Corner Radius Chip Breaker
& ‘ * Please refer to page A002.
4
r4 - ) ) )
© CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting - Q@ Medum Cuting-—- @D
% P Mild Steel P Carbon Steel + Alloy Steel (10-28018)
(74
=) 4 4
[l — —
£ €
E3 E3
posi | &' &
11° 0 0
01 02 03 04 01 02 03 04
WITHOUT Feed (mm/rev) Feed (mm/rev)
HOLE
Cutting Conditions (Guide) : @ : Stable Cutting @ : General Cutting # : Unstable Cutting
Steel [ X 2% (X XX X JE
C Stainless Steel oG & #|1O0 &7
Work Material Cast Iron [ X 7 ([ o0 |¥0¢C
Non-ferrous Metal [ 2
D Heat-resistant Alloy, Titanium Alloy (] oCcCE [ 3.2
Coer R Coated Cermet ggﬁfg Carbide o
Chip Control Range % 5
R Shape  ap : Depth of Cut Order Number Re [82888un 8k sR3 [zz25k5 2 85
f: Feed mm) |5 e SRRSLHE2RRIESBRIQNe SR a2
LuwInnnooaaoaa|XXXoaalEEEEL 2t
DDODDDDODDDO>>>DZZZ|<>>D T T|X -
S R/L TPGR110304R 0.4 ® A o o
Carbon Steel « Alloy Steel 110304L 0.4 ® A [ J)
N 110308L 0.8 °
VO k 160304R | 0.4 o 4 o o co41
i e ok E026
. 160304L | 0.4 ° 4 ° o
01 02 0.3 0.4
] f (mmirev) 160308R 0.8 [ ] e o
Finish Cutting 160308L 0.8 ® A e O
Standard TPMR090202 0.2 (X
W 090204 0.4 oo ([ X )
Carbon Steel » Alloy Steel 090208 0.8 ogd ®
- ~ N 110302 02 | OO o0
X £ 2 Co41
/ o, 110304 0.4 [ X J ( X ) E026
T— [ 110308 08| ®® oo
0.1 0.2 0.3 0.4
f (mm/rev) 160304 0.4 ( X ] [ X J
Lightto 160308 0.8 [ X J ([ X )
Medium Cutting 160312 1.2 ( X ) (X}
Flat Top TPMN110304 04 | @O (X ole o o
110308 0.8 o[ ( X ) [ ] e o
110312 1.2 O |
160304 0.4 o] ( X ) [ X[ e o
160308 0.8 [ X J ( X ) [ X () LX)
Cast Iron
3 160312 1.2 o] ( X ) [ ] e o
E 2 160316 1.6 O (] C041
&1 160320 2.0 O [ E026
e 0 ofH 0203 04 160408 0.8 ° °
(mm/rev)
220404 0.4 ( X ) ()
220408 0.8 [ X J oo o0 e o
220412 1.2 ( X J (] e o
220416 1.6 O (]
220420 2.0 ®

@ : Inventory maintained in Japan. []: Non stock, produced to order only.
A1 20 A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



Work Material

Steel

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

Stain

less Steel

Cast

Iron

Non-ferrous Metal

0CE Y

S

Heat-resistant Alloy, Titanium Alloy ([ J oCE
ComerR d o
Chip Control Range 2 5
ap : Depth of Cut Order Number Re 8288 Quwuw8lEkEs zzzEE 2 S5
f: Feed mm) |5 SRR hhESRR NQSNe s gL a3
UWUWInnnooaoon aoalEEEREL 2t
55353535555 >>>5 <SSP I
TPGN110302 0.2 e o
110304 0.4 o® ()
110308 0.8 o® ()
160302 0.2 () ()
Cast Iron 160304 0.4 (0] ()
2° 160308 0.8 ol® ° cost
£ 2
a4 160312 1.2 O 026
I e e 160316 1.6
0.1 02 0.3 04
f (mmirev) 160404 0.4 )
160408 0.8 e o
220404 0.4 ® e o
220408 0.8 ® e o
220412 1.2 e o
CHIP BREAKERS > A056
> A026

IDENTIFICATION

> A002

TURNING INSERTS




