


GRADES & CHIP BREAKERS

KORLOY's new grades are designed with optimal substrates for each application and
are PVD coated for high temperature, high hardness and oxidation resistance,

or CVD coated for high tempeure and wear resistance. Additionally, the improved
post-coating treatment provides superior surface finishes to ensure the highest

levels of quality and productivity.
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A Turning Grades

Turning grade selections

D Selection system
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Turning Grades A

NC3215/NC3225

¢ Universal grade especially for machining forged automobile components and
bearing steel both in continuous and interrupted cutting

¢ Available for all kinds of steels - carbon steel, alloy steel, rolled steel, tool steel,
mild steel, bearing steel and other special kinds of steel

¢ New coating technology increases welding resistance and chipping resistance, which leads to longer tool life.

2 Features

« Stable tool life

— Higher production
stability

Stable tool like
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NC3215/NC3225

+ Longer tool life & Higher removal rate
— High cutting conditions and shorter
cutting time available

Unstable tool life
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Competitor

+ Ideal combination of a grade and chip breakers

— Prolongs tool life
— Wide applications ranging from roughing to finishing

Increased wear resistance Poor wear resistance
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NC3215/NC3225 Competitor

- Disperse cutting force — Reduce chipping — Increase tool life — Improved productivity

New coating

Previous coating

) Application range
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A Turning Grades

CVD coated grades

CVD coated grade for high efficiency and quality turning of cast iron

NC6310@/ NC6315

® CVD coating with improved wear resistance and chipping resistance.

® Solutions for the most common issues in cast iron machining: Preventing excessive wear on
rake and flank surfaces of insert, chipping and burr

) Features of NC6310 D Recommended machining range for each grade

Normal wear on rake surface and nose radius Requested mechanical rigidity and toughness

A
- Excessivewear g 600 "~ Chemical wear a
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—— Titanium layer with excellent ' i ‘ (::f:/’rgc)
lubrication identifying wear o E 8
] ; Al Continuous Light Heavy interrupted
ﬁggﬂgzlﬁgﬁg gpemallzed for cutting interrupted cutting
—— ] Titanium layer with improved
fracture resistance
—— Functional substrate optimized for
high speed cast iron machining
D Features of NC6315
Improved flaking resistance and wear resistance on rake surface Normal wear on flank surface
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- Normal wearjon
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RS “ TSy \’ surface/flaking
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resistance on rake surface ATED
NC6315 Existing grade (K15) NC6315 Existing grade (K15)

—— ] Alumina layer with better surface finish and improved
wear resistance and welding resistance

—— Titanium layer with improved fracture resistance

——— Functional substrate optimized for high feed and heavy
interrupted cast iron machining
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Turning Grades A

CVD coated grades

Turning grades for stainless steel

NC9115@/NC9125@/NCo135&

® Optimized for reducing built-up edges, notch wear, plastic deformation and burrs, and for machining stainless steel

® [deal combination of a grade and MM/RM chip breakers for stable tool life and wide applications
ranging from roughing to finishing

® Stable tool life even at high speeds, feeds and depth of cuts (for STS316, vc over 150m/min available),
shortening cutting time

® Excellent versatility responding to workpiece change, covering the austenite, the martensite and the ferrite
® NC9115 is for P20 class, mild steel and forged steel machining.

D Features

« Improved surface finish thanks to the new lubricative CVD coating

Lubricative coating layer to prevent built-up edge

Ral0:79um r

NC9100 Series Existing coating

Top coat with improved welding resistance
Alumina coating layer for high speed cutting

Titanium coating layer with stronger resistance to chipping

Tough substrate optimized for continuous cutting and both light & heavy interruption

+ Coated layers of stronger chipping resistance and the

« Lubricative coating layers — Improves welding resistance substrate of high toughness — Inhibits notch wear creation
Inhibited built-up edge and blade damage Inhibited wear on notch and relief surface
PTN pemmccad - PN pemmccaa smeteea, | |  eeeecaas
’ veZ” ) ¢ el pt) Z > Z >
' ) TS=———- ‘ | Tom————- S - e -
\\_/’ \\ _/’
NC9125 (M25) Competitor (M25) NC9135 (M35) Competitor (M35)
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A Turning Grades

CVD coated grades

) Grades line up

High hardness (High cutting heat)

Cutting speed, vc (m/min)

Chemical wear

Plastic
deformation

Breakage

C feed, fn (mm/rev)

General cutting

Continuous cutting

¥

Interrupted cutting

High toughness

2 Recommended grade and chip breaker per stainless steel type

[Austenitic stainless steel] [Duplex stainless steel]
Grad Cutting speed (m/min) Grad Cutting speed (m/min)
race | 50 100 150 | 200 250 rae | 50 100 | 150 200 250
NC9115 160 220 NC9115 120 160 )
NC9125 150 200 NC9125 100 140
—_—
NC9135 o1 [ NC9135 \
[Ferritic/Martensitic stainless steel] [Precipitation hardened (PH) stainless steel]
Grad Cutting speed (m/min) Grad Cutting speed (m/min)
a5 100 150 | 200 | 250 % " s0 | 100 150 200 250
! L 1 L
NC9115 LLSO 250 NC9115 50 110
‘ ! 1 E— R —
NC9125 \120 y . . 220 NC9125 40 110 |
NCo135 o2 I NCo135 | (30— ]
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Turning Grades A

) Selection system of CVD coated grade

: Machining | Recommended Recommended -
Workpiece types grade cutting speed (mmin) ISO Application range
Continuous
cuting NC3215 295 (170 ~ 420) P10
P15 | NC3215 |
NC3225 260 (150 ~ 370)
P20 < NC3225 :—|
Stee Interrupted | G340 260 (120 ~ 370) | P25 NeST20
cutting [T
NC3030 205 (120 ~ 290) P30 < NC3030
\ NC5330
NC5330 205 (120 ~ 290) P35
. M10 nev)
Continuous NCQﬂSQD 240 (220 ~ 260) V20 NC9115
i cuttin
m | Stainless 9 N09125@ 210 (190 ~ 230) NC9125 NC5330
steel M30
Interrupted NC9135 ——
autiing N09135@ 180 (160 ~ 200) |y 140
Continuous | NC6310@ 380 (300 ~ 500) | K10 | < Ncasno@
cutting NC6315 |
Castiron NC6315 280 (200 ~ 400) K20
Interrupted
cutting NC5330 190 (110 ~ 270) | K30 < NC5330
Continuous
aiting Ncg125¢ﬂ? S10 Frew
HRSA nt od 40 (20 ~ 60) NC9125 [
nterrupte:
outng NCQ135@ S20 < NC9135
D The features of CVD coated grades
CVD Coated grades ISO Features
+ Continuous machining of general steel and forged steel at high speed
NC3215 P10 ~ P15 « Substrate with excellent thermal crack/plastic deformation resistance, coating with improved chipping resistance
for continuous machining < MT-TiCN + Al20s + TiN
« Universal grade for general steel and forged steel
NC3225 P20 ~ P25 « 1st recommended grade for general machining with the use of high toughness substrate and coating layer with improved weld-
ing/chipping resistance ~ + MT-TICN + Al203 + TiN
+ Medium to roughing for steel
NC3120 P20 ~ P25 + Combining excellent fracture resistance substrate with chipping resistance and heat resistance Al203 increased stability
« MT-TIiCN + TiC + Al203
+ Medium to low speed machining of steel and interrupted roughing
NC3030 P25 ~ P35 + Harmony between substrate with excellent wear/fracture resistance and Al203 film with excellent thermal/chipping resistance
« Increased stability in wide ranges of cutting conditions ~ « MT-TICN + TiC + Al203 + TiN
P30 ~ P35 « Stainless Steel - General cutting for mild steel & forging steel
M25 ~ M35 « Excellent cutting performance in hard to cut materials which are vulnerable to built up edge, due to the high tough substrate
NC5330 i .
K15 ~ K25 with improved fracture resistance and the coated layers
§16~825 |« MT-TICN +AlOs + TiN
@ + High speed cutting for ferritic and martensitic stainless steels
Neats M10~M20" . MT-TICN + AkOs + TiN
@ + General cutting of stainless steel and heat resistant alloys
NC9125 M20 ~M30 | \IT-TICN + AlOs + TN
« Interrupted cutting of stainless steel and heat resistant alloys
noorss@ | mso-mao B
+ High speed and continuous cutting of grey cast iron
N06310@ K01 ~K10 « Increased tool life due to coating layer with high wear resistance
* MT-TiICN + Al2Os + TiN
« Universal grade for ductile and gray cast Iron
NC6315 K10 ~ K20 « Excellent performance thanks to the alumina (Al203) coating’s improved grip on the tough substrate
* MT-TiCN + Al203

Grades &
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A Turning Grades

Application examples (NC3215/NC3225)

i Carbon steel (SM20C)

= Workpiece

= Cutting
condition

Part for fuel system
vc (m/min) = 250~380, fn (mm/rev) = 0.2~0.3
ap (mm) = 1.5~2.0, wet

m Designation Insert : CNMG120412-MP (NC3215)

Holder: PCLNL2525-M12

n Test result

A "\\\

Cutting pass/Corner

} f

NC3215 Competitor

"B Alloy steel (SNCM, cast)

= Workpiece Part for engine

vc (m/min) = 100, fn (mm/rev) = 0.15
ap (mm) = 3.0, wet

= Cutting
condition

= Designation Insert : CNMG120408-MP (NC3225)

Holder: PCLNR2525-M12

m Test result

A \

Cutting pass/Corner

f ¢

NC3225 Competitor

. Carbon steel (SM40C, cold forging)

m Workpiece

= Cutting
condition

Part for steering
vc (m/min) = 170, fn (mm/rev) = 0.3
ap (mm) = 2.7~3.0, wet

Insert : DNMG150408-MP (NC3215)
Holder: DDJNL2525-M15

= Designation

m Test result
A

Cutting pass/Corner

Ll . e
NC3215 Competitor

. Carbon steel (S55CR, hot forging)

m Workpiece Part for steering

vc (m/min) = 230, fn (mm/rev) = 0.3
ap (mm) = 0.5~1.5, wet

= Cutting
condition

m Designation Insert : CNMG120408-MP (NC3225)

Holder: PCLNL2525-M12

m Test result
A

Cutting pass/Corner

Ny Ay A
NC3225 Competitor

. Carbon steel (SM45C, cold forging)

m Workpiece  Part for steering
= Cutting vc (m/min) = 200~250, fn (mm/rev) = 0.25~0.35
condition ap (mm) = 1.0~2.0, wet

m Designation Insert : DNMG150612-LP (NC3215)

Holder: DDJNL2525-M15

m Test result
A

Cutting pass/Corner

Ly .
NC3215 Competitor

P Alloy steel (SCR420, cold forging)

= Workpiece Part for mission
= Cutting vc (m/min) = 160, fn (mm/rev) = 0.13
condition  ap (mm) = 1.0, wet

= Designation Insert : DNMG150608-LP (NC3225)

Holder: DDJNL2525-M15

m Test result

-

A

/

Cutting pass/Corner

¥ A

NC3225 Competitor
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Application examples (NC3225)

Turning Grades A

. Alloy steel (SCR420H, hot forging)

vec (m/min) = 360~430, fn (mm/rev) = 0.2
ap (mm) = 1.2~1.5 (external machining/facing),
wet

= Cutting
condition

m Designation Insert : CNMG120408-VB (NC3225)

Holder: PCLNR2225-M12

m Test result 076

A @20

l—

379

Cutting pass/Corner

} }

NC3225 Competitor

. Carbon steel (SM48C, cold forging)

= Cutting
condition

= Designation

m Test result

Cutting pass/Corner

A
% E )
r U

NC3225 Competitor

vc (m/min) = 280, fn (mm/rev) = 0.2~0.25
ap (mm) =1, dry

Insert : CNMG120412-VB (NC3225)
Holder: PCLNR2525-M12

@80

"B Alloy steel (SCM420H, hot forging)

= Cutting ve (m/min) = 80~500
condition  fn (mm/rev) = 0.15~0.3 (External machining/
facing/grooving/tapping), ap (mm) = 0.7~1.5, wet
= Designation Insert : DNMG150608-VB (NC3225)
Holder: PDINR2525-M15 1
<>
u Test result ‘ ‘
T A
£
Q
«z l
@
g; 13 175
3
Lo Y
NC3225 Competitor
@90

. Carbon steel (SM53C, cold forging)

= Cutting
condition

= Designation

m Test result

A

Cutting pass/Corner

L ¥
NC3225 Competitor

vc (m/min) = 280
fn (mm/rev) = 0.2~0.25(External machining/
internal machining), ap (mm) = 1, dry

Insert : DNMG150608-VB (NC3225)
Holder : PDJNR2525-M15

160
120

{ A Y
280

. Alloy steel (SCR series, cold forging)

ve (m/min) = 314
fn (mm/rev) = 0.25 (external machining/facing)
ap (mm) =1, wet

= Cutting
condition

m Designation Insert : CNMG120408-VM (NC3225)
Holder: PCLNR2525-M12

m Test result

S A
f =
S A
8 40
o
2 \
5
(&)
4 f
T — — 2180

NC3225 Competitor
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A Turning Grades

Application examples (NC6310)

I puctile cast iron (GCD500)

m Workpiece  Fly wheel

m Cutting vc (m/min) = 450, n (rpm) = 550,
condition  fn(mm/rev) = 0.3, ap (mm) = 2, dry

Holder : DCLNR2525

| |
o
(7]
@
=
D
(7]
o
—

<

Cutting pass/Corner

w .
NC6310 Competitor

m Designation Insert : CNMG120408-MK (NC6310)

. Gray cast iron (GC250D)

m Workpiece Break disc

= Cutting vc (m/min) = 550, n (rpm) = 547,
condition fn(mm/rev) = 0.3, ap (mm) = 1, wet

= Designation Insert : CNMA120412 (NC6310)
Holder : DCLNR2525

m Test result

,\ |

—

Cutting pass/Corner

Ny Ay A
NC6310 Competitor

i Gray cast iron (GC250D)

= Workpiece  Cylinder Liner
= Cutting vc (m/min) = 450, n (rpm) = 1100,
condition  fn(mm/rev) = 0.25, ap (mm) = 1.5, dry

m Designation Insert : CNMA120408 (NC6310)
Holder : DCLNR2525

n Test result
A

Cutting pass/Corner

L o ey
NC6310 Competitor

\

i Gray cast iron (GC300D)

m Workpiece Fly wheel housing

= Cutting vc (m/min) = 560, n (rpm) = 298,
condition  fn(mm/rev) = 0.3, ap (mm) = 1, wet

m Designation Insert : CNMG120412-RK (NC6310)
Holder : DCLNR2525

n Test result

: |

r B

L ol gy
NC6310 Competitor

Cutting pass/Corner
-
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Application examples (NC6315)

Turning Grades A

. Ductile cast iron (GCD500)

= Workpiece Hub
= Cutting vc (m/min) = 320, n (rpm) = 318,
condition  fn(mm/rev) = 0.4, ap (mm) = 2, wet

Insert : WNMGO080412-RK (NC6315)
Holder : DCLNR2525

m Designation

m Test result
A

Cutting pass/Corner

Ay A
NC6315 Competitor

. Ductile cast iron (GCD500)

= Workpiece

= Cutting
condition

Fly wheel

vc (m/min) = 400, n (rpm) = 398,
fn(mm/rev) = 0.3, ap (mm) = 2, wet

Insert : CNMA120408 (NC6315)
Holder : DCLNR2525

“

» Designation

m Test result
A

Cutting pass/Corner

L o
NC6315 Competitor

. Ductile cast iron (GCD700)

= Workpiece Diff. case mission
m Cutting vc (m/min) = 360, n (rpm) = 716,
condition  fn(mm/rev) = 0.25, ap (mm) = 1.5, wet

m Designation Insert : CNMG120408-MK (NC6315)

Holder : DCLNR2525

m Test result

“ }

Cutting pass/Corner

L o ey
NC6315 Competitor

. Ductile cast iron (GCD500)

= Workpiece

= Cutting
condition

Knuckle
vec (m/min) = 200, n (rpm) = 1100,
fn(mm/rev) = 0.25, ap (mm) = 2, wet

Insert : DNMG150608-MK (NC6315)
Holder : DDJLNR2525

= Designation

m Test result
A

I

Cutting pass/Corner

. -
NC6315 Competitor
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A Turning Grades

Application examples (NC9100 Series)

M Stainless steel (STS304) M Stainless steel (STS304)
= Workpiece Hydraulics part (Mechanical seal) = Workpiece Valve part (Piston valve)
m Cutting vc (m/min) = 140, fn (mm/rev) = 0.28 m Cutting vc (m/min) = 140, fn (mm/rev) = 0.28
condition  ap (mm) = 3.0, wet condition  ap (mm) = 3.0, wet
m Designation Insert : CNMG120408-MM (NC9125) = Designation Insert : CNMG120408-MM (NC9125)
Holder : S32S-PCLCR-12 Holder : DCLNL2525-M12
= Test result m Test result
?g A ?g A
8 8 A
@ @
(@] (@]
L W W L W W
NC9125 Competitor NC9125 Competitor
M Stainless steel (STS317L) M Stainless steel (STS316)
= Workpiece  Wind power/offshore plant part (Flange) = Workpiece  Wind power plant part (Flange)
m Cutting vc (m/min) = 150, fn (mm/rev) = 0.3~0.5 m Cutting vc (m/min) = 175, fn (mm/rev) = 0.3~0.8
condition  ap (mm) = 4.0~6.0, wet condition  ap (mm) = 0.5, wet
m Designation Insert : CNMG160616-MM (NC9125) = Designation Insert : TNMG220416-RM (NC9135)
Holder : PCLNR3232-P16 Holder : PTFNR3232-P22
m Test result m Test result
?g A ?g A
5] S
] o
2 2
! H E g H
g g i
3 3
Ly P ey \ y'd Lol ey
NC9125 Competitor NC9125 Competitor
M Stainless steel (Super duplex) M Stainless steel (Duplex)
= Workpiece  Plant part (Flange) m Workpiece Hydraulics part
= Cutting vc (m/min) = 100, fn (mm/rev) = 0.5 = Cutting vc (m/min) = 120, fn (mm/rev) = 0.4
condition  ap (mm) = 3, wet condition  ap (mm) = 6, wet
= Designation Insert : CNMG160616-MM (NC9125) m Designation Insert : CNMG160616-RM (NC9125)
Holder : PCLNR323-P16 Holder : DCLNR3232-P16
m Test result n Test result
5 A l 5 A
£ £
o o
o o
g g
2 g
3 3
L o W L oW oy
NC9125 Competitor NC9125 Competitor
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Turning Grades A

PVD coated grades

Turning grade for heat resistant alloy and stainless steel

PC8105

¢ Micro grain carbide minimizes chipping of cutting edge due to enhanced edge strength
o Latest PVD coating technology with high hardness and high temperature oxidation resistance
¢ Excellent tool life when finishing heat resistant alloys and stainless steels at high speeds

PC8110 PC8115

o Substrate with superior wear resistance and plastic ¢ Ultra fine matrix technology increases wear resistance
deformation resistance at high temperature and chipping resistance.

¢ PVD coating technology with high hardness and ¢ PVD coating technology with high hardness and
oxidation resistance at high temperature oxidation resistance at high temperature

¢ Long tool life when machining heat resistant alloy and e Strong cutting edge and excellent chipping resistance
stainless steel at high speed guarantees stable machining

¢ Long tool life when machining heat resistant alloy and
stainless steel at middle to low speed and medium cutting

. to roughin

D Grades line up gning

Chemical wear

Plastic
deformation

Cutting speed, vc (m/min)

Breakage

High hardness (High cutting heat)

Welding

feed, fn (mm/rev)

Continuous cutting General cutting Interrupted cutting
High toughness

D Features of PC8100 series

It prevents wear at a high temperature to apply excellent surface roughness and
coating with oxidation resistance and high hardness

It improves wear resistance to equalize submicron matrix, secure stability between corners and
improve chipping- and wear resistance

Oxidation resistant coating technology (Pictures of coating layer heat-treated at 900°C)

e 3 i'. [ ] Oxidized|layereasily,
.+ Rough'coat Happeris (Oxidizedllayerisprevented|

PC8100 Series Conventional coating PC8100 Series Competitor

Grades & Chip Breakers




A Turning Grades

D Selection system of PVD coated grade

. Machining | Recommended Recommended -
Workpiece types grade cutting speed (m/min) ISO Application range
Contipuous 175 (100 ~ 250) P30
th
M PCs300 PC5300 |
Steel | iomuped 145 (80 ~ 120) P40 {Pesano |
cutting PC5400 125 (80 ~ 160) P50
PC8105 175 (120 ~ 230) MO
Continuous
H PC811 1 110 ~ 21 M1
cutting C8110 60 (110 ~ 210) 0 PC8105 | S
y | Stainless PC8115 150 (100 ~ 200) M20 PC8115 —
steel PC5300 135 (80 ~ 190) M30 PC9030 c
— PC5400 —
Interrupted
cuting PC9030 130 (80 ~ 180) M40
PC5400 110 (80 ~ 140) M50
. K10
Contiuous | pggs 1 135 (95 ~ 180) PC8110 |
9 K20
Cast iron PC5300 |
Interrupted PC5300 105 (75 ~ 140) K30 — I
cutting PC5400 90 (65 ~ 120) K40
PC8105 55 (40 ~ 70) S01 |
) PC8105
Continuous |
Heat oG PC8110 50 (35 ~ 65) S10 {pcaiio] =
resistant PC8115 45 (30 ~ 60) S20 ' {PC5300 |
allo
y itorupted | PC5300 40 (20 ~ 60) 30 {pCs400 |
cuting | pcsa00 35 (20 ~ 50) S40
PC8105 110 (80 ~140) HO1 <PC8105 |
Hardened | ""oriRed | pogito 100 (70 ~ 130) HO5 {pcsiio |
PC8115 90 (65 ~ 115) H10 {pcaiis |
D The features of PVD coated grades
PVD Coated grades I1SO Features
MO5 ~M15 « For high speed and continuous finishing of hard-to-cut materials and STS
PC8105 S01 ~S10 « Excellent cutting performance with high wear resistance and oxidation resistance
HO1 ~HO5 « Ultra fine substrate and the new TiAIN coating layer
"}28 ~ '}\(/'228 « For high speed and continuous medium cutting of hard-to-cut materials and STS
PC8110 S05 : s15 « Excellent tool life with high wear/plastic deformation resistance at high temperature
HO5 ~ H10 » New TiAIN coating layer and substrate with excellent thermal resistance
M15 ~ M25 + For medium to low speed and medium to rough cutting of hard-to-cut materials and STS
PC8115 S10 ~ S20 « Excellent tool life with high wear resistance and chipping resistance
H10 ~H15 « Ultra fine substrate and the new TiAIN coating layer
P30 ~ P40 « Universal grade for stainless,HRSA,steel and interrupted cast iron machining
M20 ~ M30 . L . . .
PC5300 K20 ~ K25 « High chipping and welding resistance for longer tool life
S15~ 525 + New TiAIN coating and ultra fine grain substrate adopted
+ Medium,roughing and heavy interrupted cutting for stainless steel
PC9030 M25 ~ M35 « TIAIN coating and ultra fine grain substrate adopted
+ High chipping and welding resistance for stable machining
;gg ~ ;i% + For medium cutting for hard-to-cut materials, stainless steel, steel, and cast iron at medium or low speed
PC5400 K30 : K35 « Stable machinability with chipping resistance, fracture resistance and welding resistance
S25 ~ S35 « Ultra fine substrate with high toughness and new AICiN layer

Grades & Chip Breakers



Application examples (PC8105/PC8110/PC8115)

Turning Grades A

. Inconel 718

= Cutting
condition

= Designation

n Test result

PC8105

vc (m/min) = 50
fn (mm/rev) = 0.15
ap (mm) = 0.5, wet

Insert : CNMG120408-VP3 (PC8105)
Holder: PCLNR2525-M12

Competitor A Competitor B

= Cutting
condition

= Designation

m Test result

PC8115

. Inconel 718

ve (m/min) = 50
fn (mm/rev) = 0.15
ap (mm) =1.5, wet

Insert : CNMG120408-VP3 (PC8115)
Holder: PCLNR2525-M12

Competitor

Conventional grade

. Stainless steel (STS316L)

= Cutting
condition

= Designation

m Test result
A

Cutting pass/Corner

— S

PC8115  Competitor

vc (m/min) = 80
fn (mm/rev) = 0.2
ap (mm) = 7.0, wet

Insert : CNMG120408-VP3 (PC8115)
Holder: PCLNR2525-M12

= Cutting
condition

= Designation

m Test result
A

Cutting pass/Corner

. Inconel 625

vc (m/min) = 60
fn (mm/rev) = 0.2
ap (mm) = 2, wet

Insert : DNMG150608-MM (PC8110)
Holder: DDLNL2525-MS15

PC8110 Competitor

=
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A Turning Grades

Uncoated carbide grades

Uncoated carbide grades for turning application of titanium

HO1

¢ Increased wear resistance and chipping resistance with the use of ultra fine substrate

 Improved welding resistance and chipping resistance with the use of special surface
treatment and sharp cutting edge of VP chip breaker

e Excellent tool life when finishing titanium alloy at high speed

HOS

¢ The 1st recommended grade for machining titanium alloy in a variety of cutting conditions

¢ Improved welding resistance and chipping resistance with the use of special surface
treatment and sharp cutting edge of VP chip breaker

e Ideal for medium cutting of titanium alloy

D Grades line up

Titanium alloy
€ 100 A
E |
= HO1
2 &0 e
kel |
[0 |
& 60 i ‘
£ 7 hos
= i
© 40
_ feed,
. ‘ # = fn (mm/rev)
Continuous General Interrupted
cutting cutting cutting

2 Selection system of uncoated carbide grades

Workpiece Recogn:::jeended cutfi‘ﬁ;(;n;;ne%n(dn?/dmin) ISO Application range
ST10 110 (70 ~ 140) P10 | <510 |
Steel ST20 80 (50 ~110) P20 51201
ST30A 70 (40 ~ 90) P30 : staoA |
M | Stainless steel u20 70 (40 ~ 90) M25 u20
Ho1 105 (60 ~ 140) KO1 -
Cast iron HO5 105 (60 ~ 140) K10 TI05
G10 90 (50 ~ 120) K20 <__Gi0_|
Aluminum alloy HO1 600 (450 ~ 750) N10 =
Copper alloys Ho5 425 (320 ~ 530) N20 { Hos |
Titani Ho1 55 (40 ~ 70) S01 |
itanium alloy HO1 |
Hos 50 (35 ~ 65) $10 Hos |
High hardness steel Ho1 80 (55 ~ 105) H10 Ho1
D Main composition and application range
Workpiece Composition Features Workpiece
WC-TiC-TaC-Co Heat resistance, excellent plastic deformation resistance Carbon steel, Alloy steel, Stainless steel
M WC-TiC-TaC-Co General tools stable heat resistance with strength Carbon steel, Alloy steel, Stainless steel, Cast steel
WC-Co High strength and superior wear resistance Cast iron, Non-ferrous metal, Plastic, etc
WC-Co Excellent wear resistance and chipping resistance Titanium alloy
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Turning Grades A

D The physical properties of uncoated carbide grades

Woriplecs|  Grade e botmm) | (lowgmm) | cosffident (109°C) | (calm-seeC
ST10 92.1 175 48 62 25
ST20 91.9 200 56 52 45
ST30A 91.3 230 53 52
u20 o1.1 210 . . 88
! ST30A 013 230 53 52
Ho1 929 210 66 47 109
G10 909 250 63 . 105
Ho1 929 210 66 47 109
Ho5 o1 250

1KPa = 102kgf/m?, 1w/mk = 2.39x10-°cal/cm-sec-°C

Application examples (H01/H05)

'S Titanium alloy (Ti-6Al-4V) 'S Titanium alloy (Ti-6AI-4V)
= Cutting vc (m/min) = 100 = Cutting vc (m/min) = 80
condition  fn (mm/rev) = 0.1 condition  fn (mm/rev) = 0.2
ap (mm) = 0.5, wet ap (mm) = 2.0, wet
= Designation Insert : CNMG120408-VP1 (HO1) = Designation Insert : CNMG120408-VP3 (H05)
Holder : PCLNR2525-M12 Holder : PCLNR2525-M12
= Test result = Test result

674min

HO1 (VP1) Ho1 (VP3) Competitor HO5 Competitor A Competitor B
'S Titanium alloy (Ti-6AI-4V) 'S Titanium alloy (Ti-6AI-4V)
= Workpiece  Part of an industrial machine = Workpiece  Part of an industrial machine
= Cutting vc (m/min) = 60, fn (mm/rev) = 0.2 = Cutting vc (m/min) = 50, fn (mm/rev) = 0.15
condition ap (mm) = 0.8, wet condition ap (mm) = 2.0, wet
m Designation  Insert : CNMG120408-VP3 (H01) m Designation  Insert : CNMG120408-VP3 (H05)
Holder : PCLNR2525-M12 Holder: PCLNL2525-M12

n Test result

u
o'
(7]
—_-
-
1]
(7]
c
—

@ A @ A
c c
S 5]
Q 9
a a
© @
o o
(=2} o
£ £
5 5
[$) [$)
HO1 Competitor HO5  Competitor
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A Turning Grades

Cermet grades

Solution for turning application of steel
CN1500

e For continuous machining of cold/hot forged steel and Sintered ferrous alloy
at high speed and low depth of cut

o Excellent wear resistance and crater resistance
e Improved surface roughness acquired by optimized cutting edges

CN2500

e For high interrupted machining of cold/hot forged steel and Sintered ferrous alloy
at high feed and high depth of cut

¢ Excellent resistance against chipping, fracture and thermal crack
e Improved surface roughness acquired by optimized cutting edges

D Recommended cutting condition 2 Grades line up
: - A
Recommended cutting speed (m/min 400 e
Division | Workpiece Grade = : (_ ) E 400 CN1500
Minimum | Recommended| Maximum £ For high speed and
SM10C, CN1500 150 270 400 ‘5’ continuous machinin ‘
SS440 CN2500 130 240 350 330 R
(‘}J-’. CN2500
) SMasC CN1500 150 250 350 > ; it
€ CN2500 130 220 300 €20 fhesoeceneceenaaacnt interrupted machining -
2 3 ~ ‘
SCM440, | cN1500 120 220 300
Sintered
fe ferrous >
alloy CN2500 100 200 250 PY P 8 el
Continuous General Interrupted 1 (MM/rev)
cutting cutting cutting
D Chip breakers line up
Negative Positive
: y : y,
Roughing 'VM" Roughing § C25)
-r 3 —r
y : A
Medium cutting VQ) Medium cutting : MP)
- ‘ —
A y / /
finishing (VL >J § VB) § finishing § VL) § VE)
-4 § = § § - 4 § -4
Excellent chip control Recommended High toughness Excellent chip control Recommended High toughness
D Selection system of cermet grades
q Machining | Recommended|  Recommended T
Workpiece types grade cutting speed (m/min) ISO Application range
St Coplifaous | CN1500 250 (150 ~ 350) E;g cNis00 |
eel
Intertupled | CN2500 | 220(130~300) | pgg .
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Turning Grades A

D Comparison of chip breakers

Insert Machining - Chip breakers
Application range
types types KORLOY | CompetitorA | CompetitorB | CompetitorC | CompetitorD
Continuous cutting | For machining mild steel with enhanced chip control VL FA GP TF FA
General cuttin For low interrupted cutting with stronger cutting edges than VG chip breaker VB FG xP TSF Ly
Nega 9 P 9 ger cutting ecg P ca TS SE
type
vP General cutting For medium cutting to finishing at low interruption vQ MC HQ AS, ZM SuU
Interrupted cutting For medium cutting to roughing at high interruption VM MT HS ™ GU
Continuous cutting | For machining mild steel with enhanced chip control VL FA GP PF FP
. - . Enhanced chip control when machining internal diameter with stronger )
Posi Continuous cutting cutting edges than VL chip breaker VF FG-PC HQ PS LU
type
VP General cutting For medium cutting to finishing at low interruption MP FG HQ PS LU
Interrupted cutting | For medium cutting to roughing at high interruption C25 MT GK 24 SC

Application examples (CN1500)

P Alloy steel (SCM430)

P Carbon steel (SM45C)
= Cutting

condition

= Designation

m Test result

A

Cutting pass/Corner

vc (m/min) = 200, n (rpm) = 1,800
fn (mm/rev) = 0.1, ap (mm) = 0.3
wet

Insert : CCMT09T304-MP (CN1500)
Holder : SCLCR2020-K09

A
H E
@30
| L + e \‘An;

CN1500 Competitor

= Cutting
condition

= Designation

n
o
(7]
@
=
D
(7]
o
—

Cutting pass/Corner
Q
[95)
%
/

CN1500 Competitor

vc (m/min) = 230, n (rpm) = 2,000
fn (mm/rev) =0.12, ap (mm) = 0.8
wet

Insert : TNMG160404-VQ (CN1500)
Holder : DTGNR3232-P16

'P. Bearing steel (STB2)

= Cutting
condition

= Designation

m Test result

A

Cutting pass/Corner

t

vc (m/min) = 200, n (rpm) = 2,500
fn (mm/rev) = 0.1, ap (mm) = 0.3
wet

Insert : DCMT11T302-VF (CN1500)
Holder : SDJCR2525-M11

@25
]

30mm

CN1500 Competitor

= Cutting
condition

= Designation

n
o
(7]
@
=
D
(7]
o
—

-
>

Cutting pass/Corner

. Sintered ferrous alloy

f

CN1500 Competitor

vc (m/min) = 160, n (rpm) = 1,200
fn (mm/rev) =0.17, ap (mm) = 0.2
wet

Insert : SNMG120408-VM (CN1500)
Holder : MSRNR2525-M12

>

6 020 K @100
vy

<

f
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A Turning Grades

Application examples (CN2500)

. Carbon steel (SM45C)

= Cutting
condition

vc (m/min) = 185, n (rpm) = 2,300
fn (mm/rev) = 0.15, ap (mm) = 0.4
wet

m Designation Insert : CCMT09T304-MP (CN2500)

Holder : SCLCR2020-K09

m Test result

P Alloy steel (SCR420H)

= Cutting
condition

vc (m/min) = 200, n (rpm) = 2,000
fn (mm/rev) = 0.15, ap (mm) = 0.2
wet

m Designation Insert : DCMT11T304-MP (CN2500)

Holder : SDJCR2525-M11

m Test result

g A 035 5 A
jo)) o
= ) = 042
a a 600
L o o f
™ Y
CN2500 Competitor 50mm CN2500 Competitor
. Sintered ferrous alloy . Alloy steel (SCM415)
= Cutting vc (m/min) = 280, n (rpm) = 2,000 = Cutting vc (m/min) = 300, n (rpm) = 2,200
condition fn (mm/rev) = 0.2, ap (mm) = 0.2 condition fn (mm/rev) = 0.25, ap (mm) = 0.3
wet wet
m Designation Insert : VBMT160404-MP (CN2500) = Designation Insert : CNMG120408-VM (CN2500)
Holder : SVABL-2020-K16 Holder : PCLNR2525-M12
m Test result m Test result
g A 5 A
3 3
g — % @49
3500 i B
5 @20 5 2
o o410, o
CN2500 Competitor CN2500 Competitor 34mm

. Carbon steel (SM45C)

vc (m/min) = 300, n (rpm) = 2,800
fn (mm/rev) = 0.25, ap (mm) = 0.4
wet

= Cutting
condition

m Designation Insert : CNMG120404-VB (CN2500)

Holder : PCLNR3232P-16

m Test result

4

Cutting pass/Corner

A
L. w .y 150mm
CN2500 Competitor

P Alloy steel (SCR420)

vc (m/min) = 200, n (rpm) = 2,300
fn (mm/rev) = 0.2, ap (mm) = 0.3
wet

= Cutting
condition

m Designation Insert : CCMT09T304-MP (CN2500)

Holder : SCLCR2020-K09

m Test result

L.

A

Cutting pass/Corner

i ;
CN2500 Competitor

@30
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Turning Grades A

Coated cermet grades

Coated cermet for machining carbon steel, alloy steel and sintered ferrous components

cc1500@

® Maximized resistance to built-up edge and oxidation in
continuous cutting at high speeds and low depth of cuts

® Superior wear resistance vs. existing tools in continuous cutting
of carbon steel and alloy steel

cc2500@

® Maximized resistance to built-up edge and oxidation in
interrupted cutting at high feeds and high depth of cuts

® Superior impact resistance vs. existing tools in interrupted cutting
of carbon steel and alloy steel

9 Features

PVD layer with high
hardness and lubrication

Exclusive substrate for
super-high hardness coating

D Recommended cutting condition D Grades line up
. Recommended cutting speed (m/min) = 400A s B,
Division | Workpiece Grade — - £ CC1500 :
Minimum |Recommended| Maximum £ For continuous cutting
SMioc, | CN1500 200 350 450 g B @00
- 300
$5440 CN2500 180 290 400 8
o & CC2500
E SMMSC CN1500 200 300 400 o i F or_high interrupted
5 CN2500 180 270 350 5 200 S cutting athigh feed -
SCM44o, CN1500 180 270 350 feed, fn
Sy CN2500 150 250 300 (mmrey
fe ferrous alloy >
[ E 7 8
Continuous cutting General cutting Interrupted cutting
D Chip breakers line up
Negative Positive
| y y
Roughing ‘VM"‘ | Roughing | C25)
=4 § : =4 ‘
i A i i / i
Medium cutting : ‘VQ ’J : Medium cutting : MP)) :
: -’ : -’ :
y y / /!
Finishing (VL >; 1 VB) | Finishing § V) VF)}
— 4 § =>4 § § -4 3 -4
Excellent chip control Recommended High toughness Excellent chip control Recommended High toughness
2 Selection system of coated cermet grades
Workpiece Mat;l’;?slng Heco;r:ldinded cutﬁﬁgosmnmin) ISO Application range
Continuous P10
cutting CC1500 325 (200 ~ 450) CC1500 I
Steel | . P20 o2 |
MY | CC2500 | 265(180~350) | pgy ]
) Cog‘l}g}ggus CC1500 270 (180 ~350) | K10 < cc1500 |
Castiron Interrupted
outting | CC2500 250 (150 ~300) | K20 < Cc2500 |
D The features of coated cermet grade
Coated cermet I1SO Features
CC1500 P10 ~ P20 /K05 ~K15 | +PVD coated Cermet -+ Light cutting for steel and cast iron in high speed machining + Optimized for precision boring
CC2500 P20 ~ P30 /K10 ~K20 | +PVD coated Cermet -+ Light cutting for steel and cast iron in medium or high speed machining  + Dry and wet cutting are available
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Application examples (CC1500)

P carbon steel (SM20C) P Alloy steel (SCM440)
= Workpiece  Nipple = Workpiece  Plate carrier
= Cutting vc (m/min) = 170, n (rpm) = 2,000 = Cutting vec (m/min) = 450, n (rpm) = 2,500
condition fn (mm/rev) = 0.12, ap (mm) = 0.12, wet condition fn (mm/rev) = 0.2, ap (mm) = 0.2, wet
m Designation Insert : TPMT110304-MP (CC1500) = Designation Insert : DCMT11T304-MP (CC1500)
Holder : S20R-STWPR-11 Holder : SDJCR2525M11
u Test result m Test result
g A g A
2 ots 2
2 2
= £
3 800 , \ 3 ' 50
20
| - - \ ﬂv LN
CC1500 Competitor CC1500 Competitor
P Carbon steel (SM45C) B Alloy steel (SCM420)
= Workpiece  Cut plate carrier = Workpiece  Pinion
= Cutting vc (m/min) = 300, n (rpm) = 2,500 = Cutting vc (m/min) = 250, n (rpm) = 2,500
condition fn (mm/rev) = 0.3, ap (mm) = 0.4, wet condition fn (mm/rev) = 0.2, ap (mm) = 0.5, wet
m Designation  Insert : CCMT09T304-C25 (CC1500) m Designation  Insert : DNMG150604-VL (CC1500)
Holder: SCACR1212-F09 Holder : PDJNR2525-M15
u Test result m Test result
g A g A
2 2 %:63
g g
(o)) j=2]
3 080 s 3 \
\M’]:\
Ay A L o oy
CC1500 Competitor CC1500 Competitor
. Hot forging (SCM430) . Sintered ferrous alloy
= Workpiece  Valve m Workpiece  Sprocket
= Cutting vc (m/min) = 230, fn (mm/rev) = 0.8 = Cutting vc (m/min) = 160, fn (mm/rev) = 0.17
condition ap (mm) = 0.12, wet condition ap (mm) = 0.2, wet
= Designation  Insert : TNMG160404-VQ (CC1500) = Designation  Insert : SNMG120408-VM (CC1500)
Holder: PTTNR1616-H16 Holder : MSKNR3232-P12
u Test result u Test result
g A g A -
4 4 A
8 8
2 2
E=] E=]
3 : - A 3 020 1; 100
} 033\/ 87mm : r
L. A — N L 4 gy . Wy v
CC1500 Competitor CC1500 Competitor
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Application examples (CC2500)

Turning Grades A

. Carbon steel (SM45C)

m Designation  Insert : DNMG110404-VQ (CC2500)

Holder : SDJCR2525-M11

m Test result

A
A
032
vy
A

CC2500 Competitor

Cutting pass (ea)

= Workpiece  Swash-Plate
" Cuttipg vc (m/min) = 250, n (rpm) = 890
condition fn (mm/rev) = 0.06, ap (mm) = 0.1, wet

@90

. Ductile cast iron (FCD400)

m Workpiece  Diff. case
L] Cuttil:lg vc (m/min) = 150, n (rpm) = 600
condition fn (mm/rev) = 0.15, ap (mm) = 0.3, wet

= Designation  Insert : VBMT160404-MP (CC2500)

Holder : SVJBR2525-M16
n Test result
g A / 110mm
g
=1
] E
| @

CC2500 Competltor

"B Carbon steel (SM35C) P Alloy steel (SCM420)
= Workpiece  Piston Rod = Workpiece  Connecting Rod
= Cutting ve (m/min) = 122, n (rpm) = 4,800 = Cutting vc (m/min) = 340, n (rpm) = 2,100
condition fn (mm/rev) = 0.15, ap (mm) = 2.0, wet condition fn (mm/rev) = 0.15, ap (mm) = 0.07, wet

m Designation  Insert : DNMG150604-VM (CC2500)

Holder : MDQNR2525-M15

m Test result

1. -

CC2500 Competitor

Cutting pass (ea)

m Designation  Insert : TPMT110304-MP (CC2500)

Holder : S10M-STFPR-11

m Test result

HEM¢

CC2500 Competitor

A

Cutting pass (ea)

"B Alloy steel (SCM415)

= Workpiece  Bush
= Cutting vc (m/min) = 314, n (rpm) = 3,500
condition fn (mm/rev) = 1, ap (mm) = 0.2, wet

m Designation  Insert : CNMG120408-VQ (CC2500)

Holder : MCLNR2525-M12

||
> @
(7]
-~
@
(7]
c
=

Cutting pass (ea)

CC2500 Competltor

30mm

P Alloy steel (SWCH18A)

= Workpiece  Shaft
= Cutting vc (m/min) = 367, n (rpm) = 5,800
condition

fn (mm/rev) = 0.02, ap (mm) = 1.55, wet

Insert : TBT4405R-D38-R0.25 (CC2500)
Holder : TBH425-45R

= Designation

m Test result

,h B

CC2500 Competitor 60mm

Cutting pass (ea)
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Diamond coated grades

Grade for graphite and ceramic

ND 3 O O O w Surface of ND3000 Crose B
¢ SP3-crystalline diamond coatings of high purity and high hardness
¢ Improved adhesion between coated layers and the substrate that
is specialized for diamond coatings
o Excellent tool life when machining graphite and ceramic
Grade for composite materials
. . Surface of ND2100 Sharp edges of ND2100
o Improved surface finish and wear resistance due to the control
technology of nano-crystalline diamond particles
¢ Improved flaking resistance due to the substrate that is specialized
for diamond coatings
e High quality and high precision machining availability thanks to
sharp edges
e Excellent tool life when machining composite materials
D Application range
€ 4004
£
2 300
g 1
2 200 ND2100
3
100
Graphite/Ceramic Al alloy < 10% Si Alalloy< 5% Si Composite materials .
(CFRP)
D Selection system
Workpiece Grade I1ISO Application range
Graphite/
Coramic ND3000@ | Not
e ND3000
Nonferrous Al alloy “Bg?gg prev) NO5
Compostte N
materials ND2100@ N10

D The features of diamond coated grades

Grade ISO Features

« For continuous roughing of graphite, ceramic, and Al alloy at high speeds
ND3000@ NO1 ~NO5 + Exceptional cutting performance due to high resistance to wear and flaking
+ High hardness diamond coatings of high purity SP3-crystalline structure

ND2100@ NO3~N08 + Stable machinability due to durable sharp edges
+ Nano-crystalline diamond coatings under particle control

« For continuous finishing of composite materials and Al alloy at high speeds
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A Others
DLC coated grades

DLC-Coated Inserts for Non-Ferrous Metals

PD1005 @ /PD1010 @

e High hardness and low friction DLC coating technology

e Lubrication and maximized wear resistance increases machinability and machining quality.
e Optimal substrate for each workpiece ensures stable and long tool life

e For non-ferrous metals such as aluminum, Al-Si alloy, copper and etc. machining

D Features

Smooth coating surface Hard DLC coating Grade | Wear resistance and Welding resistance | Surface finish Chip curl

Carbide

non
coated

DLC
PD1010
D Application range
A [ L Z 8
Continuous cutting General cutting Interrupted cutting

2000 .
ND series

(Diamond coating grade)
1500

Cutting speed ve(m/min)

1000

500

» Si Content (%)

D Selection criteria

Workpiece Grade 1ISO Application range
Aluminum and copper

PD1005 NO5 /_@
ft non-fi tal
(Soft non-ferrous metals) PD1005
Non-ferrous PD1005 \—

s Aluminum alloy N10

PD1010
- PD1010
Al-Si alloy

(Hardened non-ferrous metals) PD1010 N15

2 The features of DLC coating grades

Grade ISO Features

« For high speed and continuous machining of Aluminum and copper
PD1005 NO5 + High wear and welding resistance realize good machinability
+ High performance of DLC coating with high hardness and low friction

+ For medium to high and interrupted machining of aluminum alloy and Al-Si alloy
PD1010 N10 « Stable tool life due to substrate with chipping resistance
+ High performance DLC coating with high hardness and low friction
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Application examples (ND3000/ND2100)

Others A

. Graphite mold

= Cutting

vc (m/min) = 100, fz (mm/t) =0.11,
condition

ap (mm) =0.26, dry

= Designation  Endmill : DBE4060-110-N250S06 (ND3000)

m Test result
A

Cutting time

ND3000 Competitor

. Graphite mold

= Cutting vc (m/min) = 300, fz (mm/t) = 0.1
condition ap (mm) =0.15, dry
= Designation  Endmill : DBE2060-080-N250S06 (ND3000)
m Test result
g4
3

ND3000 Competitor

N} crrP

= Cutting

vc (m/min) = 200, fn (mm/rev) = 0.21,
condition

ap (mm) =10, ae (mm) =2.8
m Designation  Endmill : CCR2080-075 (ND2100)

m Test result
A

Cutting length

\ " _
ND2100 Competitor

Cutting length

N} cFrP

Cutting vc (m/min) = 200, fz (mm/t) =0.17
condition  ap (mm) =10, ae (mm) = 1.2
Designation  Endmill : CCLR4080-075 (ND2100)
Test result

/

A
L ﬁLa _

ND2100 Competitor

Application examples (PD1005/PD1010)

INJ Al-si alloy

= Workpiece  Aluminum die casting materials, ALDC7 (Si 8%)
= Cutting vc (m/min) = 400, fn (mm/rev) = 0.25-0.3,
condition ap (mm) = 1.0-1.5, wet

m Designation  Insert : CNMG120408-HA (PD1005)

Holder: PCLNR2525-M12

n Test result
A

Cutting pass (ea)

L ol « ey
PD1005 Competitor

IN] Al-si alloy

Cutting pass (ea)

= Workpiece  Aluminum forging materials, AC4C (Si 7%)
= Cutting vc (m/min) = 740, fn (mm/rev) = 0.15,
condition ap (mm) = 1.0-1.5, wet

= Designation

m Test result

Insert : XEKT19M504FR-MA (PD1010)
Holder: PAXS5032HR-A

A

PD1010 Competitor
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cBN inserts grades

) Features °® Excellent hardness and thermal resistance by sintering KORLOY's main constituents and special ceramic
binder at high pressure and high temperature

e Excellent hardness and wear resistance for higher productivity in machining cast iron and heat-treated alloy

at high speed
» Insert type
High presicion Wear resistance Productivity
Y 4 e |
For regrinding type One use type Multi-corner type Multi-corner type (coated) Solid type Grooving type
D cBN inserts
Multi edge coated type One use type
2NU-CNGA120408 NU-CNGA120408
+ Easy handling of corners + Economic price  « Easy handling of tools < A wide variety of series
« Strong Brazing + Smaller than expensive cBN and dramatic cost down
+ Excellent tool life compared to non-coated insertse + Strong weld face and stable cutting performance
Multi edge type Regrinding type
2NU-CNGA120408 CNMA120408
+ Price per edge is more reasonable compare to normal single cornered, * Long tool life
one-used type -« Insert with several brazed cBN « Excellent wear resistance, High hardness
+ Wide application of continuous to interrupted machining + Saved tool cost due to the regrinding insert 3~4 time
D cBN application range D Coated cBN application range
A A
S 300+ <= 300
€ DB1000 = DNC100
£ £
S 200 S 200- DNC400
> >
3 =]
3 3
@ 150 & 150
2 DBNX20 2 DNC350
5 5
 100-  100- e
DB2000
Continuous cutting  General cutting Interrupted cutting Continuous cutting  General cutting Interrupted cutting

Degree of ) 4 \ Degree of Y 4 \
interruption L r ! interruption L r :
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D Cutting condition of cBN grades

Others A

. Insert S . . Feed, Depth of cut,
Workpiece Grades - Application Cutting speed, vc (m/min) fn (mmirev)  ap (mm)
@ Continuous cutting [
DNC100 at high speed 180 300 0.03~0.3 | 0.03~0.3
Continuous and
DNC250 low interrupted 120 I 220 0.05~0.3 | 0.05~0.3
Coated cutting at high speed
DNC350 Medium and high 90 NN 150 005~03 | 005~03
interrupted cutting ’ ' ' '
@ Continuous and
DNC400 medium interrupted 90 I 220 0.05~0.3 0.05~0.5
cutting
High DB1000 gt"r:‘ig’r‘]”s";‘jez““'m 130 I 250 0.03~0.15 | 0.03~0.2
hardness
steel Medium and low
h - | .03~0. .03~0.
DB2000 interrupted cutting | 80 200 0.03~0.2 | 0.03~03
DBNX20 c“&%?;éeﬁide”‘ 120 EEEE 150 003~03 | 0.03~05
DBN250 Medumandlow | g ey 150 003~0.2 | 0.03-03
N interrupted cutting : ’ : ’
on
coated Hichi d
DBN350 C&%in'gte”“p‘e 003~02 | 0.03~03
High speed and
. [ ] 10~0. .
DBN400 high depth of cut 120 220 0.10~0.3 05
HRSA DB7000 gtﬂ:}g’,}“s";‘:eg““‘”g 100 I 300 005~02 | 0.1~1.0
Cast iron DBN700A aCtorr]}gEug;:egumng 500 NN 2000 @ 0.10~0.4 01~04
Solid type cBN

DBN400

2 Features

e For medium and light interrupted cutting of heat-treated steel
e Balanced grade of wear resistance and shock resistance
¢ Solid type for highly efficient machining

D Features of solid type
e Increased productivity at high speed and high depth of cut
e |deal for removing cemented layer and machining the welds
e Stable welding with the use of 3-face blazing
e Excellent performance at varying depth of cuts

D Application range

D Recommended cutting condition

o 300

D~

Qc

i § 200

= —
£= DBN400 I
s 0

3 >
® 100 —

Degree . €:3 é\;} C>
interruption
General cutting ~ Medium cutting Interrupted cutting

= min

Overload on
cutting edge

max=—i

Cutting speed EEE—
vc (m/min) 120 220
Feed
N
fn (mm/rev) 01 03
L S 0.5
ap (mm) ’

Grades & Chip Breakers
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Coated cBN

DNC100@

D Features

o Excellent thermal resistance

e Coating layer with high hardness, oxidation resistance and chipping resistance

g
S 50 DNC[100
= TiAISICN e
g 40 TIAIN
g ! Q Improved hardness
5 30 TiN and oxidation
@ resistance jat high
g 20 temperature
°
s 10
T
0 300 600 900 1200
Oxidation resistance (°C)
D Application range D Recommended cutting condition
5 300 Cuttin
2= TJe=te I
é,_ E DNC100 ve (m/min) 180 300
oF 200 — DNC400
Eg ___ DNC250 Feed
.03 I 0.
3% 100 | DNC350 | fn (mmirev) 0.03 03
Depth of cut per time
.03 I 0.
Degree of @ {i} g:} {:} ap (mm) 0.03 0.3
interruption
Continuous General Medium Interrupted L ) ) ) .
cutting cutting interrupted cutting cutting * Increased oxidation resistance and wear resistance due to high hardness coating layer
= min Overload on max— + Dramatically improved fracture resistance and chipping resistance
cutting edge

Multi-corner coated cBN for high efficient cutting of heat-treated alloy

DNC250

D Features

e Stable and long tool life

e Cost effective by multi-cornered one-use insert

)
o
S 50
j=2}
_% 40 DNC250 DNC350
8 % (TIAIN/TIN) AN ——— Advanced PVD coating
5 YiN
[}
% 20 Improved- hardness ] ' - .
£ of coatmg and —] High hardness and lubricative coating
£ 10 oxidation res\lstance ——— Improved wear resistance
0 300 600 900 1200
Oxidation resistance (°C)
D Application range D Recommended cutting condition
k-] 300 — .
$E DNC100 Cutting speed 120 I 220
& E vc (m/min)
o8 200 — d DNC400
£ =
53 | DNCas
o Feed
— .05 I 0.
100 e 0.05 0.3
Degree > © {::3 @ C> i
interruption Depth of cut per time 0.05 I 0 3
Continuous  General Medium Interrupted ap (mm) ’ ’
cutting cutting interrupted cutting cutting
= min Overload on max—
cutting edge
Grades & Chip Breakers
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Coated cBN for high interrupted cutting
DNC350

2 Features e Excellent tool life and productivity in interrupted cutting
e New PVD coating applied with high hardness and oxidation resistance

g
& 50 DNC350
g’ 40 (TiAIN+a)
g TIAIN AN O , e
% 30 : O— ~ — High hardness and oxidation-resistant
2 20 YiN Improved hardness coating
© of coating and ——— Hi i
§ 10 oxidation reEistance High tough coating
* ————] Fine cBN + High tough substrate
0 300 600 900 1200
Oxidation resistance (°C)

D Application range D Recommended cutting condition

k-1 300 .

8z DNC100 | Cutting speed 90 I 150

>E vc (m/min)

E’E 200 — i DNC400

3¢ —DNEE | pNeaso

6 100 — ) Feed 0.05 I 0.3

fn (mm/rev)

Degree Of © Q g:} @ i
interruption Depth of cut per time 0.05 I 0.3

Continuous General Medium Interrupted ap (mm)
cutting cutting interrupted cutting cutting
- min = Overload on ——————max—

cutting edge

DNC400&@

2 Features e For machining heat-treated steel in continuous and medium interrupted cutting
¢ Longer tool life due to coating layer
e Solid type for universal purpose

9 Features of solid type cBN

e Increased productivity at high speed and high depth of cut
e [deal for removing cemented layer and the welds

e Better welding stability due to 3-face blazing

e Excellent cutting performance at varying depth of cuts

D Application range D Recommended cutting condition
3 300 DNC400 0.05 I 0.3
$e DNC100 |
o £
oE 200 - _J DNC4oo Feed DNC250 0.05 I 0.3
£= fn (mm/rev)
53 L DNC350
® 100 — J DNC350 0.05 I 0.3
@ ﬁ {:} C} DNC400 0.05 0.5
Degree of
interruption S ° Depth of cut
Continuous ~ General ~  Medum Interrupted per time DNC250 0.05 I 0.3
cutting cutting interrupted cutting cutting ap (mm)
= min —————————— Overload on ——————max— DNC350 0.05 I 0.3
cutting edge

Grades & Chip Breakers
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Non-coated cBN

DB1000

) Features °© Non-coated cBN with the highest wear resistance at high speed
e Excellent tool life in continuous to light interrupted cutting

e Improved fracture resistance along with high wear resistance
- Higher thermal resistance and hardness due to pure TiCN ceramic binder

Non-coated cBN

DB2000

D Features e Universal grade for overall machining of heat-treated
- Stable tool life in continuous to low/medium interrupted cutting

e Both fracture resistance and wear resistance acquired with the use
of pure ceramic binder

e Stable surface roughness

D New technology of high purity ceramic binding materials

DB1000/DB2000 Conventional grade
Ceramic binding |—
materials
] Crack
© || High purity ceramic CcBN +——] Increased
binding materials wear
m O—+—] BN Impurities
DB2000 dramatically minimizes impurities Impurities included in conventional grade's ceramic binder caused inferior thermal resistance
with the use of high purity ceramic binding and hardness of sintered compounds, which led to crack (fracture) and wear
materials and enhances thermal resistance
and toughness.
D Application range
- 300
5 8E
o3 2£2° | DB1000 I
6 | £E< 100 —
s o
383 3> DB2000 J
g3
I35
2%
s2 Degree of @ {:} {:}
= interruption . \
Continuous General Medium
cutting cutting interrupted cutting
- min ——— Overload on ——————max—
cutting edge
D Recommended cutting condition (DB1000) D Recommended cutting condition (DB2000)
Cutting speed Cutting speed TS
N i 130 NN 250 N 80 200
Feed Feed
) 0.03 NN 0.15 ) 0.03 0.2
i ) G ey I gl il 0.03 I 0.3
ap (mm) ' ' ap (mm) ' '

Grades & Chip Breakers




Others A
PCD inserts grades

O Features  KORLOY PCD products are manufactured by using high quality PCD tips under ultra high

temperatures and pressure. The PCD tip is welded on the qualified KORLOY carbide insert
KORLOY high quality PCD products meet a wide range of application needs in turning, milling,
and endmills.

e Excellent tool life for aluminum alloy and copper alloy
e Excellent tool life for Ceramic, high-silicon aluminum and rock or stone
e Excellent tool life for rubber, carbon, graphite and wood

D PCD grade
Grade Features Application Grain size (um)| Hardness (Hv) TRS (kgf/mm?)
Coarse diamond grain has been used to get excellent gzg::;eizamde
DP90 wear resistance enough to machine cemented-carbide, o g 9 50 10,000 ~ 12,000 110
high Si aluminum allo High Si aluminum alloy
9 Y Rock, Stone
By use of fine diamond grain having good bonding High Si aluminum alloy
DP150 property, it is suitable for machining of Non-ferrous metal, Copper, Bronze alloy 5 10,000 ~ 12,000 200
graphite Rubber, Wood, Carbon
By use of ultra fine diamond grain, it is possible to make Plastic
DP200 sharp cutting edge. Thus it is appropriate grade to machine Wood 0.5 8,000 ~ 10,000 220
Non-ferrous material Precise finishing of aluminum
D Recommended cutting condition
. . i Recommended grade
Workpiece Cutting speed (m/min) Feed (mm/rev) Depth of cut (mm) = o
Aluminum alloy (4%~8% Si) 1000 ~ 3000 0.1~0.6 ~3 DP150 DP200
Aluminum alloy (9%~14% Si) 600 ~ 2500 0.1~0.5 ~3 DP150 DP200
Aluminum alloy (15%~18% Si) 300 ~ 700 0.1~04 ~3 DP150 DP200
Copper, Bronze alloy ~1000 0.05~0.2 ~3 DP150 DP200
Reinforced plastic ~ 1000 0.1~0.3 ~2 DP150 DP200
Wood ~ 4000 0.1~04 - DP150 DP200
Cemented carbide 10~ 30 ~0.2 ~05 DP90 DP150
) Cutting performance
Continuous cutting test (Workpiece: Al-25%Si) Interrupted cutting test (Workpiece: Al-20%Si) Cutting test of cemented carbide
g * ve = 800 m/min g Comp. B g *ve = 15 m/min
= +fn =0.1 mmirev = o « fn = 0.37 mm/rev
; +ap=0.2mm ; DP150 ; -ap=0.5mm
go10f- "Dy 2010~ g 02 - Dry
= + Insert: SPGN120304 = x * 1 pass
& + Holder: CSDPN2525-M12 g DP90 kS
[T [T [T
Comp. B -
DP150
0.05 0.05 +vc =350 m/min 01 —
+fn =0.2 mm/irev —
Comp. A ~ap=0.18 mm — —
- I I
DP90 + Wet L — —
+ Insert: CNMX120408 I I
Holder: PCLNR2525-M12 — —
| | | | | | | I I
10 20 30 40 0 1 2 3 4 DP150 Competitor

Cutting length (km)

Cutting length (km)

Grade

Grades & Chip Breakers




A Chip Breakers

Chip breaker for turning

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features

depth of cut ap (mm)

01 016 025 04 063 1.0 16 25 40 63 100 116 13

For Finishing
0.10~0.35
0.2~1.

+ Stable chip control in high toughness material; low
carbon steel, pipe steel & steel plates

« Improved chip control for facing, copy machining and

o

better surface finish
For Finishing
0.15~0.45
0.5~2.0 + Improved chip control for smaller depth of cuts

« Excellent chip control in copying, corner R machining

For Finishing

0.5~1.5 + Good chip control quality on varied depth of cut

+ Excellent cutting edge strength has been acquired due to
the special chip-breaker

For Medium to finish cutting

0.12~0.45

0.5~3.5 + Stable chip control in copying and internal machining with
various depths of cut

For Medium to finish cutting

1.0~3.0 + Medium to finishing cutting edges offer improved edge
hardness

+ For cermet

PITrTRRER AL

For Medium cutting

1.0~5.0 + Wide available chip control range from medium-finishing
to medium-roughing

« Suitable chip breaker for CNC machining

For Heavy duty cutting

0.70~1.40

6.0~15.0 + Designed specifically for heavy machining
+ Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

For Heavy duty cutting

+ Designed specifically for heavy machining

+ Specialized chip breaker for the heavy industries like
Ship building, Power plant industry

7.0~17.0

VP1

For Finishing

0.1~1.5 « High positive cutting edge

+ Reduced contract chip minimizes temperature to improve
tool life

VP2
For Medium to finish cutting

0.05~0.40

0.5~4.0 + Stable chip control and high machinability in copying with
‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ various depths of cut

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




Chip breaker for turning

Chip Breakers A

B vPs |

V series

.

Huununuunw

-M series

S

-K series

H series

Geometry

Cutting edge

Application range

feed rate fn (mm/rev)

004 0063 010 016 025 04 063 1.0 1.6

2.5

4.0

6.3

0.1

depth of cut ap (mm)

016 025 04 063 1.0 16 25 4.0

6.3

10.0

1.6 13

Features

0.05~0.45

For Medium cutting

« High positive cutting edge with wide land

« Stable cutting performance in interrupted machining with
high toughness

+ Stable machinability and chip control in machining with
high depth of cut

VP4

1.0~4.5

For Roughing

« The first recommended chip breaker for inconel cutting

+ High hard and resistant rake angle to prevent notch wear
in roughing of rugged surfaces

R

H

0.25~0.55
1.2~7.0

For Roughing

« High feed machining with the combination of wide land and pockets
« Shallow chip breaker design prevents chip blocking at high feed

+ Decreased wear on major cutting edge due to special
treatment on blade

0.10~0.

40
0.5~2.5

For Medium to finish cutting

+ Angle land decreases cutting resistance for better surface
roughness

« Special dot design prevents chip blocking by clear chip
breaking

0.15~0.45

For Medium cutting

+ Increased productivity due to excellent chip control in
various conditions

« Stable tool life by reducing cutting load at high speed and
high feed

0.12~0.45

For Medium cutting

« The first recommended chip breaker for continuous
stainless applications cutting

+ Improved tool life and surface finish due to dual lands
combining both machinability and toughness

+ Wide chip pockets for stable chip evacuation at high depth
of cuts and high feeds

For Roughing

« The first recommended chip breaker for interrupted
cutting or roughing of stainless steel

+ Inhibited notch wear and burr creation at high depth of
cuts and feeds

+ Reduced cutting loads and longer tool life at high feeds

50

For Medium cutting

« Suitable for continuous cutting of ductile and gray cast iron
« Excellent tool life and surface finish thanks to angle lands
improving cutting performance

0.20~0.60

For Roughing

« Suitable for machining ductile and gray cast iron at high
speeds and high feeds

+ Improved toughness and chipping resistance due to flat
lands

0.03~0.30

For Medium to finish cutting

« Sharp cutting edge generates low cutting force
« Specially designed tough main cutting edge

+ Suitable for cutting of low carbon steel, stainless steel,
aluminum

Notice: Application ranges are based on main cutting material

Grades & Chip Breakers




A Chip Breakers

Chip breaker for turning

Application range

feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 1.0

1.6 2.5 4.0

6.3

depth of cut ap (mm)
0.1 016 025 04 063 1.0 1.6 25

4.0 6.3 100

1.6 13

Features

0.30~0.80

For Roughing

+ Suitable for deep depth of cut and high feed cutting of
steel and cast iron

« Suitable for intermittent cutting

0.30~1.30

3.0~11.0

For Heavy duty cutting

+ Suitable for heavy duty cutting due to strong cutting edge
+ Wide chip control range with low cutting force

0.50~1.00

4.0~10.0

For General cutting

« Suitable for general cutting condition cutting

0.05~0.25
0.1~1.5

For Finishing

+ Improved surface finish and size accuracy due to stable
inner boring

0.05~0.20
0.1~1.0

For Finishing

« Superior chip control in low carbon steel, pipes, and steel
plates

0.01~0.25
0.1~1.5

For Finishing

+ Excellent chip control in application with micro depth of
cutand low feed

+ Low cutting load and superb surface finish
+ Optimal for both internal and external machining

0.5~3.5

H-Posi series

For Medium cutting

« Excellent chip control at wide range of cutting conditions
+ Machining versatility over a wide range of materials

1.0~3.0

For Roughing

+ Suitable for interrupted cutting and cast iron machining
+ Good surface finish due to low cutting force
+ Suitable for both boring and outer diameter turning

0.05~0.30

P-Posi series

For Medium cutting

+ Sharp cutting edge and wide chip pocket for low cutting load
+ Stable chip control at varying depth of cuts

+ Excellent cutting performance when machining automobile
components

[BARNARRNETI

For Medium to finish cutting

+ High rake angle and low resistance cutting edge secures
long tool life in continuous cutting of aluminum turning

+ High speed of finishing operation

Grades & Chip Breakers

Notice: Application ranges are based on main cutting material



Chip Breakers A

Chip breaker for turning

Application range
feed rate fn (mm/rev)
Geometry Cutting edge 004 0063 010 016 025 04 063 10 16 25 40 63 Features
depth of cut ap (mm)

01 016 025 04 063 10 16 25 40 63 100 116 13

For Medium cutting

0.05~0.50

0.5~4.0 « High stability of cutting edge secures great performance
T in high speed and interrupted machining

* High speed of medium and interrupted operation

’ AL series é

For Finishing

0.01~1.0 « Shallow depth of cut with sharp edge
« Longer tool life at high speed cutting due to low cutting force
« Good surface finish

For Medium to finish cutting

Auto tool series

0.04~0.15

0.05~1.5 « Improved chip control makes tool life long and

better machining

;
AALRET

For Medium cutting
0.15~0.60

+ Guarantees excellent surface roughness and good
chip controls at high feed machining

For Wiper
<
=

For Medium to finish cutting

0.5~3.5 « Improved surface roughness at shallow depth of cut and

high feed due to strong cutting edge

For Finishing

0.12~0.45

1.0~4.5 + Shallow depth of cut with sharp edge
+ Longer tool life at high speed cutting due to low cutting force
+ Good surface finish

For Shaft

For Medium cutting

« Good chip flow increases tool life and machinability.

Notice: Application ranges are based on main cutting material
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B Turning Chip Breakers

Applications range of chip breakers

D Negative inserts

/! /!
Heavy GH (VH’ VT
— 4 —
. (D . /‘:) /D
Roughing GR Roughing (VR RK @
. Y '
Meqlum VM MP Mteum
cutting - w w cutting W
. y '
Medium to ¢y LP VQ Medium to B25
finishing - - -’ finishing - -’
/!
Finishing (VL ‘VB’ VF Finishing iMP’
[Recommended] [Recommended]
Workpiece |\l
Stainless steel
/
Roughing RM Roughing
4
Medium Z Medium
. M .
cutting =’ W cutting
Medium to / Medium to
finishing \& finishing @
Finishing Finishing
[Recommended] [Recommended]
Workpiece S
Heat resistant alloy
/!
Roughing @
=4
Medium 4
. 3
cutting -
Medium to /
o 7
finishing -’
/
Finishing @
=4
[Recommended]

Turning




9 Positive inserts

Turning Chip Breakers B

Applications range of chip breakers

Workpiece K
Cast iron
Roughing Roughing
Medium Medium
cutting @ cutting C_Zi
Medium to, MP Medium to MP
finishing N\ - finishing -
Finishing ‘ VL ’ ‘VF ’ Finishing
- '
[Recommended] [Recommended]
Workpiece M
Stainless steel
Roughing Roughing
Medium / Medium
cutting Cv25/ cutting @
i y, / i
Mecium to MP Medium to AK
finishing 4 finishing -
S /. S
Finishing VL Finishing
= 4
[Recommended] [Recommended]
Workpiece S
Heat resistant alloy
Roughing
Medium
cutting
Medium to MP
finishing -
Finishing @ (VL ’
= =4
[Recommended]

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: SM10C, SM15C, SM25C, SS400, SCr415, SCM415, etc. Soft steel

Hardness: under 180HB

Insert shape

Logr

p. B61

Depth of Feed Cutting
cut Cutting edge (mmirev) Grades | Speed
(mm) (m/min)
VL
02~ oq0. | NC3215 | 305
08 |_\/_/_ ’ NC3225 | 250
~15 020 | oNts00 | 260
Finishing ~0.35 | CN2500 | 230
05~ |VB 015~ |NC3215| 340
1.0 NC3225 | 250
2
~20 l\_/_ 020 ontsoo | 240
Finishing ~040 | onoso0 | 210
05~ VF 005~ NC3215 | 305
1.0 o5 | NC3220 | 270
~15 r\/_ ' NC3225 | 270
Finishing ~035 | NCs3so | 210
05~ Ve 012 |NC32is | 285
15 :
ops |NC3220 | 250
~35 ' NC3225 | 255
Medium to ~0.45
finshing NC5330 | 200
05~ |Lp
10 010~ INC3215 | 300
o5 I“/_ 025 |NC3225 | 250
Medium to ~0.40 | NC5330 | 200
finishing
05~ |va
13 012~ INc3215 | 300
~35 ,’\/_ 028 |NC3225 | 250
Medium to ~0.42 | NC5330 | 200
finishing
1] 05~ MP
= 15 015~ INC3215 | 300
= s I_;/_ 030 |NC3225 | 265
=20 Medium ~0.45 NC5330 | 200
(] cutting
=
M
10~ NC3215 | 295
s 010~  |NC3220 | 260
5 o5 |NC3225| 260
~5.0 |\,_\/—/— : NC5330 | 205
Megjum ~0.50 | CN1500 220
cutting
CN2500 | 200 o, B2 o540
15~ |HM
25 0.12~ NC3215 | 300
~55 "\—'f 028 |NC3225 | 265
Medium ~052 | NC5330 | 200
cutting
GR
10~ 020~ | NG3125 | 180~370
3-04 5 |—\/_ 035 | NC3225 | 150~330
Roughing ~050 | NC5330 | 130~280
GH
50 sN 0 NC3125 | 180~370
a5 [-\’_ NC3225 | 150~330
Heavy NC5330 | 130~280
60~ |VH 070~ | NC3215 | 50-250
100 oo | NC30S0 | 50-150
150 ' NCS500H | 50~150
(Goneral) ~140 | NC5330 | 50~150
70~ VT
o 075~ | NC3215 | 50250
~17.0 I’K 1so | NC3030 | 50~150
Heavy ’ NC500H | 50~150
Cing. ~160 | NC5330 | 50-150

p. B51

Turning

®: The first recommended cutting condition



Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: SM10C, SM15C, SM25C, SS400, SCr415, SCM415, etc. Soft steel
Hardness: under 180HB

Depth of Feed Cutting Insert shape
cut C/B Cutting edge Grades | Speed 35°
mm/rev, . o .
(mm) ( ) (m/min) ‘ %<> %
VL NC3215 305 CCMT VB(C)MT
0.1~ 005~ NC3220 | 270
05 oq0 | NC3225 | 270
~1.0 ) NC5330 | 210
Finishing ~0.20 | cN1500 | 260
CN2500 | 240 p. B68 p. B73 p. B75 p- B79 p. B85
VE NC3215 | 305 Meellis DCMT SCMT TC(P)MT VB(C)MT
04 NC3220 | 270
o5 005~ NC3225 | 270
s Y\/_ 015 |NC5330 | 210
~h - CC1500 | 260
Fiishing 025 | nts00 | 250
CN2500 | 230 p. B68 p. B72 p. B74 p. B79 p. B84
HMP NC32{5 | 320 NESAE DCMT SCMT TCMT VB(C)MT
05~
0,08~ NC3220 | 285 .
15 020 | NC3225| 285 // \\\
~30 Y/_¥ : NC5330 | 225 JON
Medium (0 ~040 | cN1500 | 240 &=
INIShin
o CN2500 | 220 p. B79 p. B85
MP TC(P)MT VB(C)MT
05~ 040~ NC3215 | 300
1.0 opo | NC3225 | 250
~30 r;/_ 0 ToNts00 | 240
Medium to ~0.35 | cN2500 | 200
finishing
p. B69 p. B73 p. B75 p. B79 p. B84
C25 NC3215 | 320
10~ 010~ | NC3220| 285
20 ’ NC3225 | 285 ~ 7/
~30 S 02 I Ncsaa0 | 225 @ @
Medium ~0.35| CN1500 | 230
cutting
CN2500 | 210 p. B69 p. B73 p. B75 p. B80
®: The first recommended cutting condition
. Negative . Positive
E 804 T 40A
E E
o Q.
© [}
5 60 =1
o o
kS kS
= =
[oX o
g 40 8
20
0 : > >
0.2 0.4 0.6 0.8 0.1 0.2 0.3 04
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: SM45C, SM55C, SCM430, SCM440, etc. General steel
Hardness: under 180~260HB

Depth of Feed Cutting Insert shape
cut Cutting edge Grades | S| .
(mm) (mmirev) (m/min) 4 90
05~ VB 015~ | NC3215| 340
1.0 NC3225 | 250
2
~20 l\_/_ 020 ontsoo | 230
Finishing ~040 | cnosoo | 190
VF
05 1~0 005~ | NC3215 | 305
15 r\/_ 015 |NC3225 | 270
Finshing ~0.35 | NC5330 250
05~ Ve 012~ | NC3215| 285
15 -
ops | NC3220| 255
~35 : NC3225 | 250
Medium to ~0.45
finishing NC5330 | 200
05~ |Lp
10 0.10~ NC3215 | 300
25 |;/_ 025 | NC3225| 250
Mreqil#n to ~0.40 | NC5330 | 200
0 Inishing
| 05~ MP
= 15 015~ | NC3215| 300
o I\—/_ 030 | NC3225| 250
= e 045 NC5330 | 200
cutting
10~ |WM NC3215 | 260
25 010~ | NC3220 245
) 50 025 |NC3225| 245
e |\,_\/_/— ) NC5330 | 205
'\gﬁgil:m ~0.50| CN1500 | 210
o CN2500 | 170
10~
30 020~ NC3125 | 180~370
s |—\/_ 035 |NC3225 | 150~330
: ~050 | NC5330 | 130~280
Roughing 0.50
60~ VM 070 NC3215 | 50~250
100 70~
1op | NC3030| 50~150
H;; 50 = : NC500H | 50~150
(Genera) ~140| NC5330 | 50~150
7.0~ VT
o 075~ | NC3215 | 50-250
170 1oy | NC3030 | 50-150
Heavy ' NC500H | 50~150
s ~160 | NG5330 | 50~150
~ VL NC3215 | 345 TCMT VB(C)MT
o1 005~ InNC32z0 | 310
05 040 |NC3225 | 310 |
~10 NC5330 | 240 :
i ~0.20 | CN1500 | 250
nshing CN2500 | 210
VF NC3215 | 265
0.1~ 005~  |NC3220 | 300
05 : NC3225 | 300
' Y\/_ 015 |NC5330 | 230
~15 0.5 | CC1500 | 260
Finishing ~ 52 1 CN1500 | 240
CN2500 | 210 p. B68 p. B72 p. B79 p. B84
03~ |MP CcCMT DCMT TC(P)MT
15 0.05~
: 015 | NCs215 | 300
~30 ‘ NC3225 | 250
Medium to ~0.35
finishing
10~ | NC3215 | 320
20 010~  |NC3220 | 285
' 015 NC3225 | 285
~30 S : NC5330 | 225
Medium ~0.35 |CN1500 | 230
cuting CN2500 | 200

p. B69

p. B73

p. B8O

Turning

®: The first recommended cutting condition



Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: SNC415, SNC815, SNCM240, SNCM439, STS12, STS61, etc
SCM440, Hardened steel

Hardness: 260~350HB
. Insert shape
Depth of Feed Cutting P
cut CB Cutting edge Grades | Speed A
mm/rev, . 0 90
(mm) (mmev) (mimin) 4
VB
05~ 015~ | NC3215| 200
1.0 NC3225 | 148
~20 l\_/_ 020 onts00 | 220
Finishing ~040 | cNzs00 | 200
VF
05~ 0.08~ NC3215 | 180
b 5 |—\/_ 015 | NC3220| 159
Finishing 030 | NC3225 | 159
05~ Ve NC3215 | 168
0.12~
15 0o |NCER20| 148
~85 ' NC3225 | 150
Medium to ~0.45
finishing NC5330 | 200
05~ [P
1.0 010~ |NC3215 | 250
05 I;/_ 025 |NC3225 | 200
Medium to ~0.40 | NC5330 | 200
finishing
d>, 0.5 MP
= 15 015~ |NC3215 | 250
S 45 l_;/_ 030 |NC3225| 200
| Medum 045 | NC5330 | 200
cutting
10~ VM 015 NC3215 | 174
25 T NC3220 | 153
~50 025 |NC3225| 153
Medium [\"‘/—/_ 050 CN1800 | 120
cutting CN2500 | 100
~ |GR
1'030 020~  INC3125 |180~370 A
- |—\/_ 035 |NC3225 [150~330 (' N
45 ~ 050 |NC5330 |130~280 ENA
Roughint -5
ghing . p. B58
60~ |\VH 070~ | NC3215 | 50~250 fonun_g
100 1oy | NC3030 | 50~150
H~15'° 4o | NOB0OH | 50-150
leavy ~1.
(General) NC5330 | 50~150 -
o VT 075 |NCa21s | 50-ps0 AL
~17.0 1o | N300 | 50~150
Heavy ) 160 NC500H | 50~150
(High feed 1 -
cuting) NC5330 | 50~150 | . pas o B5T
0.1 VL NC3215| 305  [elellir DCMT SCMT TCMT VB(C)MT
T 0.05~ NC3220 | 310
05 o010 |NC3225| 310 :
~1.0 : NC5330 | 240 :
— ~0.20 | CN1500 | 210 :
Finishing CN2500 | 190 p. B68 p. B73 p.B75 p. B79 p. B85
VF NC3215 | 330 Jeelis DCMT SCMT TC(P)MT VB(C)MT
0.1~ 005~ | NC3220| 300
05 : NC3225 | 300
' Y\//_ 015 | NC5330| 230
~15 CC1500 | 260
/| Finishing ~025| CN1500 | 250
2 CN2500 | 240 p. B79 p. B84
‘® TC(P)MT VB(C)MT
7 03~ WP NC3215 | 305 C(P) (C)
2 15 005~ | NC32os | 285
~30 \\/_\ 015 |NC5300 225
Medium to ~035 CN1500 | 240
finishing CN2500 | 220
10~ 625 NC3215| 320
20 010~ | NC3220| 285
' NC3225 | 285
~30 | 015 I Ncsaao | 225
Medium ~0.35| CN1500 100
cutting CN2500 | 80 p. B69 p. B73 p. B75 p. B8O

®:The first recommended cutting condition

Turning




B Turning Chip Breakers

Workpiece

Recommended chip breaker for workpiece M
Stainless steel
Materials: STS304, STS316, STS430, STS630
Ferrite, austenite, martensite, precipitation hardening stainless steels
Hardness: 135~300HB
Depth of Feed Cutting Insert shape
cut CcB Cutting edge Grades | Speed 5 35
(mm) (mmrev) (miimin) 4 % 6\ |
05~ vp2 010~ | PCB8105| 185
15 ' PC8110 | 170
~40 020 | pca115 | 160
Medium to ~040| PC5300 | 135
finishing PC5400 | 120
1.0~ MP 015 PC8105 | 175
20 o PC8110 | 160
o ~45 - 023 | PC8115 | 150
> . 5 PC5300 | 130
= g 045| pCsag0 | 110
1105~ MM NC9115 | 190
O 0.12~ NC9125 | 170
= : 05 | NC9135 | 130
~55 : PC8110 | 160
Medium ~045 PC8115 | 150
cutting PC5300 | 130
N RM NC9115 | 190
20 045~  |NC9125 | 170
4.0 030 | NCO135 | 130
~60 : PC8110 | 160
) ~055| PC8115 | 150
Roughing PC5300 | 130 p. B61
01~ VL PC8105 | 215 NLslL DCMT SCMT TCMT VB(C)MT
: 0.05~ PC8110 | 195
05 010 | PC8115 | 190
~10 : PC5300 | 165
NC9025 165 p. B68 p. B73 p. B75 p- B79 p. B85
HMP PC8105 190 CCMT DCMT SCMT TCMT VB(C)MT
03~ 005 | PC8IO| 175 _
1.0 . PC8115 | 170 N
~ 010 | PC5300 | 135 AN
~20 Y/_¥ PC5400 | 120 /\\\\
Medimto ~0.25| NC5330 | 150 =
Inishing
NC9025 | 150 0. B79 p. B85
03 MP PC8105 | 190 LGB}
=T 0.05~ PC8110 | 175 A
15 PC8115 | 170
~3.0 \\/_\ 0.15 PC5300 | 135
o T
finishing NG9025 | 150 p. B69 p.B73 p.B75
10~
0.08~ PC8110 | 170
15 ~—>,
~30 r 0.13 PC5300 | 155
Medium ~0.25 PC9030 | 155
cutting p. B69 p. B73 p. B75 p. B8O
®: The first recommended cutting condition
@ Negative @ Positive
€ 604 £ 404 s
E 3 E
& 50 g
5 20
5 40 5
£ £
Q. (X
2 30 g 20
20 |
1.0
1.0
0 > 0 ; . >
01 02 03 04 05 06 0.1 0.2 0.3 0.4
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: GC250, GC300, GCD400, GCD700, etc : Gray cast iron, Ductile cast iron
Hardness: 135~185HB
Tensile strengt: under 450N/mm?

Depth of Feed Cutting Insert shape
cut CcB Cutting edge (mmirev) Grades | Speed 7
(mm) (wmin)| <& %
VR
1.0~ 020~
30 035 |NC6310 | 220~420 @
~45 |\"‘/‘/_ [ =
Roughing ~0.60 p. B34 p- B50
RK
15~ 020~
30
60 030 |NC6310 | 350~550
Roughing ~ 060 p. B33 p. B41 p. B49
CB & CNMA DNMA SNMA
1.0~ DBNX10 | 150 ~ 200
55 015~ | DBN500 | 200 ~500
o | 0.30 | DBN700 /500 ~2000 @ O
> ~6.0 ~0.60 | NC6310 | 140 ~420
"5 Roughing NC6315 | 120 ~290
i
1.0~
< oy MK 0.10~
~5.0 I_;/_ 0.25 | NC6310 | 350~550
Medium to
finishing ~0.50
05~ B2 020~
20 0as | NCE310 | 140~380
Medi:n?g I_\—’/_ ’ NC6315 | 120~290
finishing ~0.60
05~ |MP 010~
1.0 NC6310 | 140~380
~25 0.25
T~ NC6315 | 120~290
Finishing ~0.45
p. B61
03~ MP VB(C)MT
15 010~
~30 \\/\ 020 | NC6310 |225~290
Medium to ~0.35
finishing
1.0~ C25
0.10~
20 ops | NCB310 |285-340
~35 S ' NC6315 | 200
Medium ~0.40
cutting p. B69 p. B73 p. B75 p. B8O

®: The first recommended cutting condition

E 604 T 404
E E
Q o
© ©
5 30
k) k)
= =
5y o 20
a a
1.0
0 i » 0 >
01 02 03 04 05 06 0.1 0.2 0.3 04
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials: Aluminum alloy

Hardness: 20~110HB
Depth of Feed Cutting Insert shape
cut CB Cutting edge (mmirev) Grades | Speed Q L
(mm) (m/min)
05~ HA
20 0.10~
~60 [-\’ 020 | Hol | 500
Medium to ~0.50
= finishing
01~ AK TCGT VB(C)GT RCGT
1.0 0.03~ Ho1 1000
~40 \; 020 |ND1000 | 1000
Medium to ~0.40 | PD1000 | 1000
finishing p. B93 p. B95 p. B93
05~ AR TCGT RCGT
15 0.05~ Hot | 1000
~40 N 030 |ND1000 | 1000
Medium ~0.50 | PD1000 | 1000
cutting p. B93
Materials: Copper Bronze alloy
Hardness: 20~110HB
Depth of 5] Cutting Insert shape
cut CB Cutting edge Grades | Speed .
(mm) itz (m/min) ‘ 2

05~ HA

0.10~

20
40 [_\’ 020 | Hot | 1000

Medium to ~0.50 " = 4 e
finishing p. B29 p. B37 p. B46 p. B55 p. B60 p. B62

0.03~

10
~30 F 020 | Hot | 1000
Medium to

~0.30

finishing
05~ AR
15 0.05~
~30 0.25 Ho1 1000

Medium ~0.40
cutting

®: The first recommended cutting condition

0.1~ AK CCGT DCGT SCGT TCGT VB(C)GT
” =~/ - £ e
-" ¢ 7, - A “ N
41 OV

Negative . Positive
T 500 — £ 504
E E
Q. Q
© © 40
3 3
w 30 HA— “
e 2 30
) 5
[a) o
20
10
1.0
0 > 0 >
0.1 0.3 0.5 01 02 03 04 05
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Recommended chip breaker for workpiece

Materials: Inconel, Nimonic, Stellite, Ti alloy
Hardness: 160~350HB

Depth of Feed Cutting Insert shape
cut CB Cutting edge Grades | Speed 7 35°
m/re i o 90 8 ®
(mm) () (m/min) * 60 80
01~ VP R - 4 m
05
s 010 | PC5300 | 50
Finishi ~0.20| NC5330 | 50 —
inishing p. B28 p. B36
08 VP 0.10
15 7 |pcstio | 60 — —| [T N\
. = e /57
) 40 PC5300 | 45 / @ / @) \
= | Mediumto ~0.40 == =l | )
et finishing p- B30 p. B38 p. B46 p. B55 p. B63
005~ |ypg
W 50 0.05~ —_—
= : PC8110 | 60
~30 015 @:i o)
PC5300 | 40 .
Medium ~025
cutting p. B48 .
1.0~ VPa 0.15~ o
25
0.20
~40 lk/ PC8IS | 4o
~035
Roughing
S 005~ ocato | 60
05 0.10
~15 PC5300 | 45
Finishing ~0.20
VL
o 005~ posito | 60
05 0.10
~10 PC8115 | 50
Finishing ~0.20 o
05~ TC(P)MT VB(C)MT
MP 0.10~
10 ‘\/\ 0n | POBTO | 60
~3.0 .
PC8115 | 50 ‘
Medium to ~0.35 ~ e b
finishing p. B69 p. B73 p. B75 p. B80 p. B85(B87)

®:The first recommended cutting condition

-
o
@
=
<
o

€ 604 E 30
E E
& 50 5
3 3 WP
5 40 5 20
< <
g &
& 30 3
20 10 |-
0 > 0 >
01 02 03 04 05 06 0.1 0.2 0.3
feed, fn (mm/rev) feed, fn (mm/rev)

Turning




B Turning Chip Breakers

Features of Chip Breaker

LP Chlp Breaker @[Formediumtofinishing]

e Chip breaker for forged steel of automobile parts and normal steel
¢ Quad dots improve productivity through efficient chip control at high feed
¢ Angle land minimizes cutting force

D Features of LP chip breaker

» Front dot

« Higher stability of chip curls at high feed
« Excellent chip control when copying

- Lower cutting force at low depth of cut
and high feed

» Variable land

+ Less crater wear
+ Prevents chipping on minor cutting edge

» Flat zone
045 - Larger chip pocket for better chip evacuation
M at high feed
+ Reduced cutting force with larger contact
SECTION A-A surface of chips
D Performance evaluation (Evaluation of cutting force)
m Workpiece SM45C, @100, External machining
m Cutting condition vc (m/min) = 250, ap (mm) = 1.0, fn (mm/rev) = 0.25/0.40, wet
= Tools CNMG120408-1
Medium feed (0.25 mm/rev)
CNMG120408-LP(NC3225) [N
. . Competitor A (P25)
D Application range
Competitor B (P25)
= A
E 5.0 ‘ . Cutting force F[N] 1,700 1,900 2,100 2,300
% \ H
5 40
ks High feed (0.40 mm/rev)
£ 30
a
20 cnvG120i8-piNcazzs) [
10 Competitor A (P25) :
_ Competitor B (P25)
01 02 03 04 05 Cutting force F[N] 2300 2400 2500 2600 2700

feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Features of Chip Breaker

M P Ch i p Breaker @ [For medium cutting]

e Chip breaker for forged steel of automobile parts and all other steels
¢ Quad dots improve productivity through efficient chip control at high feed
¢ Angle land minimizes cutting force

D Features of MP chip breaker

» Front two step dot

« Higher stability of chip curls at high feed
« Excellent chip control when copying
« Lower cutting force at high depth of cut

» Variable land

+ Less crater wear
« Prevents chipping on minor cutting edge

« Higher toughness at high depth of cut
and interrupted cutting

» Flat zone
02 « Larger chip pocket for better chip evacuation at
5 187 high feed
+ Reduced cutting force with larger contact
SECTION A-A surface of chips
D Performance evaluation
= Workpiece SCM440 (Alloy steel), @100, External machining
= Cutting condition vc (m/min) =280, ap (mm) = 1.5, fn (mm/rev) = 0.25/0.40, wet
= Tools CNMG120408-(11
Medium feed (0.25 mm/rev)
£ 0300 Cutting time
E } 9 32min
f>j 0.200
5 24min
D Application range 5 0
o) 12min
= 0.000
E A 12 16 20 24 32 - -
£ 50 - Cutngine iy CWEEOTE R Complla A Gt
=3 : : @ MP ® Competitor A Competitor B
'g' 4.0
5 High feed (0.40 mm/rev)
<
E_ 3.0 = 0500 Cuttingtimg
E 0.400 15min
20 S
< 0.300 o _® )
10 g 0.200 '/'/:/:/./0 10min
5 0.100 '
_ g 0,000 5min
25 5 75 10 125 15
0.1 0.2 0.3 0.4 05 Cutting time (min) CNMG120408-MP Competitor A Competitor B
feed, fn (mm/rev) @ MP ~® Competitor A Competitor B (NC3225) ?25) (P25)

Turning




B Turning Chip Breakers

Features of Chip Breaker

M M Ch | p Breaker @ [ For medium cutting ]

¢ The 15t recommended chip breaker for stainless steel machining
¢ Change to: Adual land achieves sharp cutting performance and insert toughness
e Wide chip pockets for stable chip evacuation at high feeds/depths of cut

D Features of MM chip breaker
» Variable Land

« Excellent chip control and sharp cutting at low depths of cut
+ Delays crater wear
+ Prevents plastic deformation

» Dual Land T

+ Balance between requirements of sharp and tough
cutting edges

+ Sharp cutting edge for high speed machining
« Prevents chipping in interrupted machining

» Wide Chip Pocket

« Stable chip evacuation at high speeds/feeds

« Improved surface finishes by reduced workpiece
scratches caused by work-hardened chips at high
depths of cut

« Prevents built-up edge

9 Performance evaluation

Built-up edge Plastic deformation
m Workpiece  STS405 (Ferrite) = Workpiece  STS316 (Austenite)
= Cutting vc (m/min) = 180, fn (mm/rev) = 0.3, u Cuttir_\g vc (m/min) = 200, fn (mm/rev) = 0.35,
condition 55 (mm) =3.0, wet condition 55 (mm) =2.0, dry
= Tools Insert : CNMG120408-MM (NC9125) = Tools Insert : CNMG120408-MM (NC9135)
Holder : PCLNL2525-M12 Holder : PCLNL2525-M12

MM(NC9125) Competitor MM(NC9135) Competitor
E s o
S 020 . S 0.30 »
3 Competitor B Competitor
2 015 g
= % 020
3 010 S MM
2 005 y £ 010 /_/
@ 5
0.00 2 000
30 60 90 120 150 180 210 240 270 300 330 @ 150 210 330 480 600 720 840
Cutting time (sec) Cutting time (sec)

Turning




Turning Chip Breakers B

Features of Chip Breaker

RM Chip Breaker @ rorouging

e The 1t recommended chip breaker for rough and interrupted machining of stainless steel
¢ Prevents notch wear and burrs at high feeds and depths of cut
¢ Reduced cutting force extends tool life in high feed machining

D Features of RM chip breaker
» Variable Land

« Excellent chip control and sharp cutting at low depths of cut
« Delays crater wear
+ Prevents plastic deformation

» Wide land & Gentle front angle

+ Sharp cutting edges and a wide land reduce
cutting force

+ Reduced burrs
+ Dispersed cutting load enables higher toughness

» Stepped Design

+ Stepped design makes chip evacuation easier
+ Smooth chip evacuation prevents plastic deformation

9 Performance evaluation

Notch wear Burr
m Workpiece  STS410 (Martensite) = Workpiece  Duplex
= Cutting vc (m/min) = 150, fn (mm/rev) = 0.25, = Cutting vc (m/min) = 120, fn (mm/rev) = 0.2,
condition ap (mm) = 3.0, wet condition ap (mm) = 2.0, dry
= Tools Insert : CNMG120408-RM (NC9115) = Tools Insert : CNMG120408-RM (NC9125)
Holder : PCLNL2525-M12 Holder : PCLNL2525-M12

-

RM(NC9115) Competitor RM(NC9125) Competitor

’é 1.00 =030
£ £
g 075 Competitor 5 025
= 2020 Competitor
S 050 g 015
- [72)
S 025 RM 010 f\/ ﬁM
N 005

0.00 0.00

30 60 @ 120 150 180 210 30 60 90 120 150 180 210 240 270 300 330
Cutting time (sec) Cutting time (sec)

Turning




B Turning Chip Breakers

Features of Chip Breaker

MK Chip Breaker @ i mesumaino1

e |deally suited for continuous cutting of ductile cast iron and gray cast iron

¢ Angle lands provide upgraded surface finish

D Features of MK chip breaker
Angle land

’—J

+ Angle lands provide sharper cutting performance
- Maximized wear resistance in continuous cutting
« High quality results in surface finish

Wide supporting area

+ Higher clamping stability
+ Prevents chipping at vibrations during operation

D Performance evaluation
Wear resistance test

® Workpiece = GCD500(KS), @90 (Spherical tube) — @30 machining

® Cutting vc (m/min) = 400, fn (mm/rev) = 0.35,
conditions  ap (mm) =2.5, wet

B Cutting time 30 passes with results of normal wear on rake/flank
surface

B Tools Insert : CNMG120408-MK (NC6315)
Holder : DCLNR2525-M12

U70

MK (NC6315)

Existing product

Pass

Existin
MK (NC6315) product

Turning

2 Recommended cutting range

7.0
6.0

4.0

Depth of cut, ap (mm)

20

NG

0.2 0.4 0.6
feed, fn (mm/rev)




Turning Chip Breakers B

Features of Chip Breaker

RK Chip Breaker @ roouging)

e |deally suited for high speed / high feed cutting of ductile cast iron and gray cast iron
e Flat lands provide upgraded toughness and chipping resistance

2 Features of RK chip breaker
Flat land

’—\—/

« Flat lands provide upgraded toughness
and chipping resistance

« Stable machining availability under high cutting
loads at high depth of cuts or interrupted cutting

+ Optimized land width for high feed machining

T

Wide supporting area

« Higher clamping stability
+ Minimizes vibration and chipping.

D Performance evaluation D Recommended cutting range
Impact resistance test € \
£ 7.0
= Workpiece = GCD500(KS), @90 (Triangular tube) — @30 machining g 60
= Cutting vc (m/min) = 380, fn (mm/rev) = 0.35, §
conditions  ap (mm) =2, wet E a0
® Cutting time 19 passes with results of normal rake surface wear § '
and good chipping resistance
2.0
B Tools Insert : CNMG120408-RK (NC6315)
Holder : DCLNR2525-M12

0.2 04 0.6
feed, fn (mm/rev)

RK (NC6315) Existing product

Pass

Existin
RK (NC6315)  product

Turning




B Turning Chip Breakers

Features of Chip Breaker

VP1 Chlp Breaker [ For finishing ]

e Cutting edges designed in high-positive
- Reduced contact area between rake surface and chip minimizes cutting heat and improved tool life

e Recommended cutting conditions: fn (mm/rev) = 0.05~0.2, ap (mm) = 0.1~1.5

Optimized design for finishing

16°

* Obtains excellent cutting performance
and quality surface finish at low
depth of cut and high speed

High-positive blade design

* Minimizes cutting heat by reducing the contact area
between flank surface and chips

* Prevents built-up edge and extends tool life

VP2 Chlp Breaker [ For medium to finishing ]

¢ High-positive cutting edge design/Side rake angle applied
- Stable chip control improves machinability when ball machining at variable depths of cut

e Recommended cutting conditions: fn (mm/rev) = 0.1~0.4, ap (mm) = 0.5~4.5

Sharp blades and wide chip pockets
13°

+ Increase productivity
+ Ideal for medium to finish cutting

High-positive blade design

« Improves cutting performance with its stable chip control
at varying depth of cuts

Turning




Turning Chip Breakers B

Features of Chip Breaker

VP3 Chip Breaker [ For medium cutting ]

¢ High-positive cutting edge design/Wide land applied
- Improved stability at interrupted cutting when toughness is required. Stable chip control and machinability at high depth of cut
e Recommended cutting conditions: fn (mm/rev) = 0.1~0.45, ap (mm) = 0.5~5.0

Chip pocket design leading to a R-shaped cutting edge
15°

* Creates a stepped space between edge and land to
make smooth chip flow at low and high depth of cuts

High-positive blade design / Wide land

« Minimize heat concentration at high depth of cut

« Improves stability in interrupted machining of a tough
workpiece

VP4 Chlp Breaker @ [ For roughing ]

¢ The 1st recommended chip breakers for machining Inconel which remains highly resistant
to and hard at high temperature

¢ Rough machining stability resulting from reinforced cutting edges and wide chip pockets

Rake angle design resistant to high hardness cutting \
ﬁ/

* Reinforces cutting edges and prevents notch wear in
rough surface machining

* Prevents chipping in interrupted cutting

Wide chip pockets

* Reduce cutting loads and improve
stability even at high depth of cut in roughing

Turning




B Turning Chip Breakers

Features of Chip Breaker

Single-sided VL Chip Breaker

[ For finishing]

e The sharp flank surface and the chip breaker design significantly improve chip control when
machining tough materials such as low carbon steel, pipe steel, and iron plates

e Sharp cutting edges reduce cutting resistance and provide excellent chip control at low depth of
cuts, leading to stable machining on automated production lines

D Features of VL chip breaker
« Sharp cutting edges

Depth of cut, ap (mm)

- High rake cutting edges provide improved surface finishes

- Low cutting resistance reduces cutting heat 10
- 2-step rear rake angle

- Stable chip control regardless of varying feed rates

- Excellent machinability even when machining mild workpieces 05

D Chip control test

= Workpiece SCM440(Alloy steel), @50, Internal diameter turning 03
m Cutting condition vc = 250 m/min, ap = 0.3~1.5 mm, fn = 0.05~0.25 mm/rev
= Tools CCMT09T304-VL 0.05 0.10 0.15 0.20 0.25

feed, fn (mm/rev)

Single-sided MP Chip Breaker

[ For medium to finishing ]
e For continuous cutting of forged steel at high feed

e Turning insert for internal machining of automobile components

D Features of MP chip breaker

« Three-dimensional 2 step chip breaker

Depth of cut, ap (mm)

- Stable chip control in unstable internal machining
- Prevents chip blocking at internal diameter at varying depth of cut and feed.

- Stronger cutting edge and wide chip pocket
- Increased chipping resistance in unstable internal machining

D Chip control test

m Workpiece SCM440
m Cutting condition vc =200 m/min, ap = 0.5~2.5 mm, fn = 0.05~0.25 mm/rev
= Tools CCMT09T304-MP

feed, fn (mm/rev)

Turning




Turning Chip Breakers B

Features of Chip Breaker

VL Chip Breaker iroristing]

e Improved chip control for machining material that have high toughness such as low
carbon steel, pipe, steel plate etc

e Improved chip control and decreased cutting load on external, facing, and copying applications
e Improved strength of the cutting edge for measurable efficiency in automated production

D Features of VC chip breaker

+ 2 steps designed chip-breaker - Suitable Mild steel
- Stable chip control on the low feed and cutting depth

- Designed with special dots - Stable chip breaking on the low cutting depth

« Applied side rake angle - Improved chip control on facing, copying applications
- Decreased cutting load and better surface finish

D Chip control test D FEM Cutting simulation analysis in the design
= Workpiece ~ SM20C « For design of geometry, chip shapes and chip flow are
= Cutting ve = 250 m/min, ap = 0.5 mm predictable

conditions  fn=0.2 mm/rev (Side), wet « Optimal chip breaker design by various cutting conditions and
= Tools DNMG150408-VL workpieces

- temperature(C) - high

VL Competitor A Competitor B Competitor C
Chip Breakers

low «

VB Chip Breaker rorristing)

e Excellent chip evacuation in continuous and high speed machining of various workpieces

e 3-dimensional chip breaker achieves lower cutting resistance, high rigidity of the cutting
edge, and longer tool life

e Stable chip control in copying and internal machining

D Features of VB chip breaker
+ 6 bumps on the insert corner - Superior chip control and chip cutting in copying with various depths of cut

- Side rake angle - Superb chip cutting in facing and copying. Superior tool life due to improved surface
roughness and lower cutting resistance

- Cutting edge on 100° part for - Excellent chip evacuation and toughness in machining with high depth of cut
medium machining (For CNMG)

9 Performance

Better machining Better Chip control Longer tool life

VB Chip Breakers Conventional chip breaker

Turning




B Turning Chip Breakers

Features of Chip Breaker

VC Chlp Breaker [ For medium to finishing ]

® Superior chip evacuation in high speed and continuous machining of various workpieces
(carbon steel, alloy steel etc.)

¢ Korloy 3 dimensional chip breaker ensures longer tool life due to low cutting load and improved
cutting edge strength

e Stable chip control in copying and internal machining

D Features of VC chip breaker

+ 4 bums on the insert corner
- Excellent chip control in various depths of cut and superb chip cutting in external, internal, copy machining and facing

D Evaluation of chip control (Copying)

VC Chip Breakers Conventional chip breaker

VQ Ch | p Breaker [ For medium to finishing_For cermet |

e Excellent cutting performance and reinforced cutting edges
e Improved chip control at low depth of cuts

D Features of VQ chip breaker

« Three dimensional rake angle « Beveled protruding structure
- Improved surface finish thanks to sharp cutting performance - Smooth chip flow at low depth of cuts
- Less cutting heat and longer tool life thanks to low cutting - Wide application range
resistance
D Performance evaluation Wear comparison
= Workpiece SCM440(Alloy steel), @100, 1 1
External diameter turning

= Cutting ve = 280 m/min, ap = 1.5 mm,

condition  fn=0.25 mm/rev
= Tools CNMG120408-VQ

(2 (2]
CN2500-VQ Competitor

Surface roughness comparison

e I B i = f\ A Al A
~ A LA o A B A L A W A
S 2 A 5 W A i A S 25V W 5 W A
A A Y 1 A W AV 1 A Y A V1 AR W B A
) \U i W L W \
/
8 0.1 0.2 0.3 0.4 0.5 8 0.1 0.2 03 0.4 05
(m) (um)
CN2500 (Ra 3.0um) Competitor (Ra 7.0um)

Turning
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Features of Chip Breaker

VH /VT Chip Breaker [ For heavy duty machining ]

¢ Heavy duty chip breaker suitable for Heavy machining in the ship building and power plant industries
e Suitable for large vertical machines when machining shafts, rollers, rotors and optimal for the big flange machining

D Features of VH chip breaker

For good chip control in heavy machining (comprehensive type)

- Designed from the study of heavy cutting mechanism

- Smooth chip control from the high rake angle

- Wider cutting edge land provides stronger cutting

- Unique cutting edge treatment provides smooth cutting

- Optimized chip pocket design provides smooth chip flow

D Features of VT chip breaker
For long tool life and stable cutting (higher feeds, big depth) in heavy machining

- Designed from the study of heavy cutting mechanism

- Strong edge design provides long and stable cutting
(2 step rake angle of cutting edge)

- Varied cutting edge land strengthens the cutting edge

- The positioning of the chip breaking convex dot deflect
the machining heat, optimizes inserts wear & absorb shock

Applications range of Chip breakers

)

Depth of cut, ap (mm

GH

»
>

feed, fn (mm/rev)

GH : ap(mm) =5.0~12.0, fn(mm/rev) = 0.55~1.20
VH : ap(mm) = 6.0~15.0, fn(mm/rev) = 0.70~1.40
VT : ap(mm) = 7.0~17.0, fn(mm/rev) = 0.75~1.60

Turning




B Turning Chip Breakers

Features of Chip Breaker

LW/VW Chlp Breaker [ For high feed cutting ]

¢ Improved productivity with higher feed rates and surface finishes
¢ Improved wear resistance and toughness

D Features of LW chip breaker

« Curvilinear cutting edge - Reduces cutting force

- Cutting edge design able to handle deeper depth of cuts - lower cutting load & reduces heat

- Greater chip control at shallow depths of cuts - Chip pocket design improves smooth chip flow
« For shallow depth cutting and low speed machining - 3D design at the corner

[For medium cutting]

2 Features of VW chip breaker

« Excellent Finishing applications - Excellent chip control

- Insert design great for stable cimaping - Chip breaker designed close to the cutting edge
- Similar cutting edge to C/B for medium - strong cutting edge

- 3 Dimensional dot design on cutting corner

- reduces cutting force and good chip control at shallow depth of cut
[Medium to finishing]

Applications range of Chip breakers

»
>

€
E
= Lw
3
k]
£
g vw
feed, fn (mm/rev)
Wiper Insert £ 200
g

« High productivity £ 15.0

- Improved surface roughness 3 100 Iztimes

« High feed-reducing machining time 3 2time -

_ - Improved tool life due to reduce 550 o T °
Wiper cutting force i

01 02 03 04 05 06
feed, fn (mm/rev)
~® Conventional insert  -®- LW/VW Wiper insert

Turning




Turning Chip Breakers B

Features of Chip Breaker

SR / SH Ch i p Breaker @[ For machining a shaft ]

e Specialized for machining slender bars and thin walls

¢ High rake helix angle to reduce cutting resistance

e For machining steel and stainless steel

D The features of chip breaker, SR
« The first recommended chip breaker for machining a shaft
« For continuous finishing

« Improved chip and heat evacuation due to high rake cutting edge and 3-dimensional shape
« Good surface finish

[For finishing] « Preventing fracture due to chamfering on the cutting edge

D The features of chip breaker, SH

« Specialized for interrupted and medium cutting
« Efficient heat evacuation due to concave shaped back side of insert

[For medium cutting]

Surface finish evaluation

N—

Chip breaker SR Other chip breakers

Applications range of Chip breakers

A
€ 6.0
E
3 5.0
B
f:} 4.0
o
3.0
2.0
1.0
0 0.10 0.20 0.30 0.40 0.50 0.60
Feed, fn(mm/rev)
Machining C/B ap(mm) fn(mm/rev)
Medium to rough cutting -None 1.5~5.0 0.20 ~0.55
Medium cutting SH 1.5~5.0 0.15~0.50
Finish cutting SR 1.0~45 0.12~0.45

Turning




B Turning Insert Code System (ISO)

C N M G 12

Insert Shape Relief Angle Tolerance Cross Section Type Dlageter of Inscrl en(?ClrcIe

0 Insert Shape o Relief Angle

|:| Ls ijf

c D E K L B
35° \k/ Special
%<> /80 25" Lo 1 type
R s T v w F N P o

e Tolerance 0 Cross Section Type
: -

d :Inscribed cirde A . - N (T[] [ 1]
=AQDD. B B =

m : Refer to figure
d d d

g | C'Sink 70° ~ 90° C'Sink 70° ~ 90°
(mm) A B ©
=5 d ‘ m ‘ t
A +0.025 \ £0.005 \ +0.025
o t0025 | toots | +00es (]
E +0.025 \ +0.025 \ +0.025 E
G +0.025 \ +0.025 | +0.13 Sk 70° = 90°
J* +0.05~ £0.15 ‘ +0.005 ‘ +0.025
K* +0.05~ £0.15 \ £0.013 \ +0.025 F G H
L* +0.05 ~ £0.15 \ +0.025 \ +0.025
M * +0.05~ £0.15 \ +0.08 ~ £0.20 \ +0.13
N* +0.05~ £0.15 \ +0.08 ~ £0.18 \ +£0.025
U* | c00s--025 | o13-<osm  +013 - ]
* Sides are based on unground insert E]j D
Tolerance on C, H, R, T, W Insert Shape (Exceptional case) C'Sink 70° ~ 90°
d Tolerance on d Tolerance on m J M N
JKLMN | U M,N | U
6.35 +0.05 | +0.08 +0.08 I +0.13

9.525 £005 | £0.08 £008 | *0.13 |j EI
12.7 +008 | +0.13 013 I £0.20 [E:'

15.875 £0.10 I +0.18 +0.15 I +0.27 \ / \ ]:[ /
19.05 010 | *018 +045 | £027 C'Sink 40° ~ 60° C'Sink 40° ~ 60°
25.4 £0.13 | +0.25 +0.18 ‘ +0.38

Q R T

Tolerance on D Insert Shape (Exceptional case)

d |  Tolerance on d | Tolerance onm IEI Special and
6.35 \ +0.05 \ 0.1 IZEZ asymmetric
9.525 \ +0.05 \ +0.11 = iypes
12.7 \ +0.08 \ +0.15 C'Sink 40° ~ 60° C'Sink 40° ~ 60°
15.875 \ +0.10 \ £0.18
19.05 \ +0.10 \ +0.18 U W X

Turning




Turning Insert Code System (ISO) B

- MP

L S T ————— ——

Height of Cutting Edge Nose “r” Chip Breaker for Turning

6 Cutting Edge Length, Diameter of Inscribed Circle e Height of Cutting Edge

- -
Symbol Z g—
IC t ’t |
_ ]

&8 AQa |,

Metric d(mm) |
03 | 04 | 03 | 06 | 03 | - | 02 |125)| 397
04 | 05 | 04 | 08 | 04 | 08 | S3 |156) ! 476 Symbol Height of Cutting Edge (t)
05 | 06 | 05 | 09 | 05 | 09 | 03 | 18(7)| 556 mm | Inch mm | Inch
L L R e S ) of 1@ 15 116
o | 07 | 06 | 11 | 06 | 11 | 04 | 2 | 635 To | TFEE e | 5%
08 | 09 | O7 | 13 | 07 | 13 | 05 | 25 | 794 T ‘ 12 198 ‘ s
- - - 1 - 108 - | - | - |80 02 L1503 238 \ 3132
09 | 11 | 09 | 16 | 09 | 16 | 06 | 3 |95% T ‘ 175 278 ‘ 264
- - - 1100 - 1 - |- 11000 e ‘ » 218 ‘ 8
Mo 13 | 1 | 19 | 1 | 19 | 07 | 35 | 1111 T ‘ 25 297 ‘ 5130
S - e 120 - - - 11200 o ‘ ; et ‘ o
12 115 [ 12 | 2 1 12 1 2 | 08 | 4 |1270 :
14 1 17 | 14 | 24 | 14 | 24 | 09 | 45 | 1429 05 ! 35 556 ‘ 7132
16 1 19 | 15 | 27 | 15 | 27 | 10 | 5 |15875 L ! 4 6.35 ! 14
e e | 16.00 07 ! 5 7.94 ! 516
177 1 20 | 17 | 3 | 17 | 30 | 11 | 55 | 1746 09 ! 6 9.52 ! 38
19 | 23 | 19 | 33 | 19 | 33 | 13 | 6 1905 l | 7 1.1 | 716
=l - 1 -1 - 12 - I - 1 - |00 12 | 8 1270 | 12
2 | 27 | 22 | 38 | 22 | 38 | 15 | 7 [2222% () Symbol for small size insert
ol -l -l - 15 - - ] - |2500
%5 | 31 | 25 | 44 | 25 | 44 | 17 | 8 | 2540
32 | 38 | 31 | 54 | 31 | 54 | 21 | 10 |3175 Chip Breaker for Turning
- |- | 32 \ | | 3200 0 i

() Symbol for small size insert

Negative Insert Chip Breaker

VL VF VB VC vQ VW
r
VM VR VH VT VP1 VP2
Symbol Nose “r”
Metric | Inch Metric | Inch
003 | 0.1 0.1 [ 0.004
005 \ 0.13 0.2 \ 0.008 VP3 VP4 HA HM GR B25
01 | 02 04 | 1/64
02 \ 05 0.8 I 1/32
04 | 1 12 | 3/64
08 \ 2 1.6 | 1116
19 | 3 20 | 5/64 LP MP MM RM MK RK
16 \ 4 24 | 3/32
20 | 5 28 | 7/64 Positive Insert Chip Breaker
24 [ 6 3.2 I 1/8
28 [ 7 Round insert (Inch)
32 \ 8 Round insert (Metric)
00 I -
MO [ - VL HMP C25 MP AK AR

Turning




B Turning Insert (Negative)

CNCO

Dimensions (mm)

Size d t di
-1 09 9.525 | 3.18 3.81
L 12 | 127 | 476 | 516
16 15.875 | 6.35 6.35
. o . | | t 19 19.05 | 6.35 | 7.93
[©] Rhombic 80° Negative 2 -
Steel D IO IOEIDE E XN £ Machining types
§ Stainless steel M E 2K J O ¥ ¢S [ 3K 2K 7 —————————
2 Castiron ( EEIE I s ® & | @ Continuous cutting
%‘ Non-ferrous metal [ 3K 7 £ General cuttin
= Heat resistant alloy, Titanium alloy [ ) o0 T 800 [ 3K 7 g,
Hardened steel t K. @ g ¥ nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S8 28858883z 288888228 n ap
222038838388 88333383383383 3|z 8|(mmiev) (mm)
O 0O 0oL Z2 =222 222222000 o oI T

0.01~0.10 | 0.10~1.00

VP1 |CNGG 120402-VP1
120404-VP1 0.05~0.15 | 0.10~1.50
120408-VP1 0.07~0.20 | 0.10~1.50
E VP3

® @ PC8110

CNGG 120404-VP3 0.05~0.30 | 0.10~3.00
120408-VP3 0.10~0.40 | 0.50~4.50
120412-VP3 0.12~0.50 | 0.50~5.00

CNMA 090308 0.10~0.30 | 0.50~3.00
120404 ([ J [ J 0.15~0.60 | 1.00~5.00
120408 [ 2N J [ J 0.15~0.60 | 1.00~6.00
120412 [ 2N J 0.15~0.70 | 1.50~6.00
120416 o0 0.20~0.80 | 2.00~6.00
= 160608 0.15~0.70 | 2.00~6.00
£ 160612 ° 0.15~0.70 | 2.00~6.00
§ 160616 ° 0.15-0.70 | 200600
190608 ([ J 0.15~0.70 |2.00~10.00
190612 [ J 0.15~0.70 12.00~10.00
190616 [ 2N J 0.20~1.00 |3.00~10.00
VB CNMG 120404-VB ([ [ 2K N BN J [ J [ J 0.15~0.35 | 0.30~2.00
120408-VB ([ [ BN I BN J [ J [ J 0.15~0.45 | 0.50~2.00
120412-VB [ J [ J [ J 0.20~0.50 | 0.50~2.00
CNMG 090304-VF [ 2N J 0.07~0.30 | 0.50~1.50
VE 090308-VF 0.10~0.30 | 0.50~1.50
120404-VF [ J [ J 0.07~0.30 | 0.50~1.50
120408-VF [ J 0.10~0.40 | 0.50~1.50
120412-VF 0.10~0.50 | 0.60~1.50
E vp1 |CNMG 120404-VP1 0 ® [ 005015 0.10~1.50
120408-VP1 [ I ) [ 0.07~0.20 | 0.10~1.50
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11 29 Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160
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Turning Insert (Negative) B

C N OQ r Dimensions (mm)
S Size d t di

— 09 | 9525 | 3.18 | 3.81
Jd‘ 12 127 | 476 | 516

gl

[©] Rhombic 80° Negative

Steel D OEE IO IOEEE XX E 8 Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 2% 2K 2K 2K ] L 2K @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§EE§ fn ap
2220388383888 83338838838 3|z 3| (mmhev) (mm)
COooO|l00|z=2=2=2=2=2=2=2=2=2Z24a404aa40d4aa4ax
VL CNMG 120404-VL [ J [} [ 0.05~0.25 | 0.10~1.00
120408-VL [ J [} [} [} [ 0.10~0.35 | 0.20~1.50
120412-VL [ J 0.10~0.35 | 0.20~1.50
[ Mild steel ]
CNMG 120404-VW 0.10~0.30 | 0.50~3.00
120408-VW [ J 0.15~0.50 | 0.50~4.00
VW 120412-VW 0.20~055 | 1.00~4.50

[wiper]

CNMG 120404-HA L 0.05~0.20 | 0.80~3.50

[ J
£ N 120408-HA ® @0 010040 080350
£ 120412-HA ° 0.13-055 | 0.80-350
: @
£
=
3
=
CNMG 090304-LP 0.07~0.30 | 0.30~1.50
=4 090308-LP [ J [} 0.10~0.30 | 0.30~1.50
= LP © 120404-LP ° 0.10~0.35 0.30~2.00
= 120408-LP e o o 0.10~0.40 | 0.50~2.50
E 120412-LP L] L] ® 0.13~0.45 | 0.80~3.00
%
Q
=
CNMG 120404-VC [} [} [ 0.10~0.35 | 0.30~2.00
120408-VC [} [} [ 0.15~0.40 | 0.50~3.00
120412-VC [} [} 0.15~0.45 | 0.50~3.00
[=2]
E VvC
]
=
°
£
=
o
Q
=
2 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11  2) Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160
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CNCO

B Turning Insert (Negative)

Dimensions (mm)

Size d t di
— 09 | 9525 | 3.18 | 3.81
o 12 | 127 | 476 | 516
16 | 15.875 | 6.35 | 6.35
[S] Rhombic 80° Negative = 191905 635 | 78
Steel 4D ez (0 0 s 8 s £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
=3 Cast iron [ 2K 2K 7 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS28828s8888sr 88888228 fn ap
2225388888888 33388333 3|5 8|(mmrev) (mm)
O o000 |IZZ2Z2Z2 222222000000 I
> CNMG 120404-VP2 ° @0 000 (@ (005030010300
= 120408-VP2 ©0 000 (@ (010040 050450
2 VP2 160618-VP2 0.12~0.45 | 0.80~5.00
° 190608-VP2 0.12~0.50 | 1.00~5.20
= 190612-VP2 0.15~0.50 | 1.20~5.50
g 190616-VP2 0.18~0.50 | 1.50~5.50
CNMG 090304-VQ 0.05~0.30 | 0.50~3.50
090308-VQ 0.08~0.30 | 0.80~4.00
090408-VQ ° 0.05~0.30 | 0.50~3.50
> 090412-VQ ™ 0.08~0.30 | 0.80~4.00
= VQ 120404-VQ (@ ® @@ © 0.05~0.30 | 0.80~4.00
2 120408-VQ (@ ® @|@® © 0.08~0.40 | 0.80~4.00
° 120412-VQ 0.10~0.40 | 0.80~4.00
5
el
§ [ Cermet]
CNMG 090304-HM ° 0.12~0.40| 0.50~3.80
HM 120404-HM XX ° 0.05~0.30 | 0.90~5.00
120408-HM XX ° ° 0.10~0.50 | 1.00~5.00
120412-HM ° ° 0.18~0.50 | 1.00~5.00
190612-HM 0.13~0.60 | 1.30~7.00
CNMG 120404-MK o0 0.05~0.30 | 0.90~4.00
120408-MK o0 0.10~0.50 | 1.00~5.00
120412-MK o0 0.13~0.60 | 1.30~5.00
120416-MK 0.15~0.60 | 1.30~5.00
160608-MK 0.28~0.70 | 1.80~7.00
4 MK @ 160612-MK 0.28~0.72 | 2.00~8.00
3 160616-MK 0.28~0.74 2.00~8.00
E 190608-MK ° 0.33~0.78 | 2.50~9.00
g 190612-MK ° 0.35~0.78 | 2.60~9.50
190616-MK 0.35~0.80 | 2.60~10.00

2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160
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Turning Insert (Negative) B

C N QQ r Dimensions (mm)
S Size d t di

wa 09 9.525 | 3.18 3.81
1 12 12.7 4.76 5.16

16 | 15875 | 6.35 6.35
19.05 | 6.35 7.93

bl
©

[©] Rhombic 80° Negative

R Steel D 3DEEFIOEIIDE X R o3 £ Machining types
o Stainless steel M E 2K 2 o B TS [ BE 2 —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 2K 7
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§E§ fn ap
2225003383888 833338388383 35 8|(mmrev)| (mm)
00|00 |l=Z==2=Z=Z======Z4a4a4aa4aa4a4aFX
CNMG 090304-MM 0.08~0.35 | 0.50~5.00
090308-MM [ 2N J [ J 0.10~0.40 | 0.50~5.00
090312-MM 0.12~0.45 | 0.50~5.00
090404-MM 0.08~0.35 | 0.50~5.00
090408-MM 0.10~0.40 | 0.50~5.00
090412-MM 0.12~0.45 | 0.50~5.00
120404-MM [ 2N N J [ B I J 0.10~0.40 | 0.50~5.50
120408-MM o000 [ 2 B J 0.12~0.45 | 0.50~5.50
B MM P 120412-MM XK eooe 015060 | 0.50-5.50
£ 120416-MM [ 2 I J ([ 0.20~0.65 | 0.50~5.50
£ 160608-MM "X ° 0.12~0.45 | 0.50~7.00
'-% 160612-MM [ 2 AN J ® 0 0.15~0.60 | 0.50~7.00
= 160616-MM o0 0 (LK) 0.18~0.65 | 0.50~7.00
190608-MM [ 2 AN J ([ 0.12~0.45 | 0.50~8.50
190612-MM [ 2 N J o 00 0.15~0.60 | 0.50~8.50
190616-MM [ 2N AN J ® 0 0.18~0.65 | 0.50~8.50
CNMG 090304-MP [ J [ J [ J [ J 0.10~0.40 | 0.40~3.80
090308-MP [ J [ J [ J [ J 0.15~0.40 | 0.50~4.00
090312-MP 0.15~0.50 | 0.80~4.20
090404-MP 0.10~0.40 | 0.40~3.80
090408-MP 0.15~0.40 | 0.50~4.00
090412-MP 0.15~0.50 | 0.80~4.20
120404-MP [ J [ J ® o [ B BN J [ BN N J 0.10~0.40 | 0.40~4.00
120408-MP [ ] [ B BN BN J ( BN BN J [ 2 AN J 0.15~0.45 | 0.50~4.50
q MPg 120412-MP e o o XX X 0.15~0.50 | 0.80-5.00
3 120416-MP [ J [ J [ J [ BN BN J 0.28~0.55 | 1.00~5.00
E 160608-MP e o o oo o 0.15~0.50 | 0.50~7.00
2 160612-MP e o o eeooe 0.18~0.60 | 0.80~7.00
160616-MP [ ] [ ] [ 0.15~0.60 | 1.00~7.00
190608-MP [ J 0.15~0.60 | 0.50~8.50
190612-MP [ J 0.10~0.40 | 0.40~3.80
190616-MP ( BN BN J 0.15~0.40 | 0.50~4.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160
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B Turning Insert (Negative)

C N QQ r Dimensions (mm)
= Size d t di

[ Td‘ 09 9.525 | 3.18 3.81
) 12 12.7 4.76 5.16
N 16 | 15.875  6.35 6.35
(5] Rhombic 80° Negative N B A A
Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EERE8s8888s2888882¢8 fn ap

CNMG 090304-VM 0.05~0.30 | 0.90~3.50
090308-VM [ ] [ ] 0.10~0.45 | 1.00~3.50
120404-VM (@ © © [ ] ( 2N ) (N ] [ 0.05~0.30 | 0.90~5.00
120408-VM | @ ® 000 [ 2N (] (] 0.10~0.50 | 1.00~5.00

VM 120412-VM [ ] ( N ] o0 [ ] 0.13~0.60 | 1.30~5.00
120416-VM [ ] 0.20~0.60 | 1.50~5.50
160608-VM [ ] 0.10~0.50 | 1.00~6.70
160612-VM 0.13~0.60 | 1.30~6.70
190608-VM [ ] 0.13~0.65 | 1.30~7.00
190612-VM [ 0.15~0.70 | 1.50~7.00
190616-VM 0.18~0.75 | 1.80~7.00

CNMG 120404-VP3 o0 000 ® @ | 0.05~0.30 | 0.10~3.00
120408-VP3 [ 3N BN BN N J ® @ 0.10~0.40 | 0.50~4.50
120412-VP3 0 000 ® @ 0.12~0.50 | 0.50~5.00
120416-VP3 0.25~0.45 | 1.00~4.00

-§ VP3 160608-VP3 0.15~035 | 0.80~6.00
3 160612-VP3 0.20~0.40 | 1.00~6.00
5 160616-VP3 0.20~0.40 | 1.00~6.00
g 190608-VP3 0.20-050 | 1.00~7.00
190612-VP3 0.25~0.55 | 1.00~8.00

190616-VP3 0.30~0.60 | 1.00~8.00

LW CNMG 120408-LW [ [ [ ] [ ] 0.15~0.60 | 1.00~5.00
120412-LW [ [ [ ] 0.20~0.70 | 1.00~6.00

[wiper]

CNMG 120404-B25 © ©® © [ 00 (] 0.17~0.45 | 1.00~5.00
120408-B25 © ©® © 0 0 00 [ 2N ) [ ] [ ] 0.23~0.60 | 1.50~5.00
120412-B25 [ J [ J 00 0.25~0.60 | 2.00~5.00
160608-B25 [ ] 00 0.25~0.60 | 2.00~6.50

B25 160612-B25 o o o 027-060 | 200650
160616-B25 [ ] [ ] [ ] 0.27~0.60 | 2.00~6.50
190604-B25 [ N 0.20~0.45 | 3.00~8.00
190608-B25 o0 000 0.25~0.60 | 3.00~8.00
190612-B25 o0 000 o0 [ ] 0.30~0.60 | 3.00~8.00
190616-B25 [ ] [ 0.23~0.70 | 3.00~8.00

2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160
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Turning Insert (Negative) B

Dimensions (mm)

CNCO

Size d t di
— 12 | 127 | 476 | 5.16
o 16 | 15875 635 | 6.35
19 19.05 | 6.35 7.93
[5] Rhombic 80° Negative ; = % |54 o% [ ot
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEEE858888s2888882¢8 n ap
CNMG 120408-GR o0 000 0.20~0.50 | 1.00~7.00
120412-GR [ B B BN J 0.25~0.50 | 1.30~7.00
120416-GR 0.25~0.60 | 1.80~6.00
160608-GR [ J 0.20~0.70 | 1.00~8.00
160612-GR [ N BN BN J 0.25~0.70 | 1.30~8.00
= GR 160616-GR [ J 0.25~0.75 | 1.80~8.00
'%, 190608-GR [ J [ N ) 0.20~0.70 |1.70~10.00
3 190612-GR [ 2 BN BN BN J 0.30~0.75 1.70~10.00
= 190616-GR eoo0o0 0.30~0.80 |1.80~10.00
190624-GR 0.35~0.85 2.00~12.00
250724-GR 0.40~1.00 2.30~15.00
250924-GR [ J [ BN J 0.40~1.00 |2.30~15.00
CNMG 120404-RK 0.20~0.47 | 1.30~6.00
120408-RK [ 2N J 0.20~0.50 | 1.50~6.00
120412-RK o0 0.28~0.53 | 1.80~6.00
120416-RK [ J 0.28~0.63 | 2.00~6.00
160608-RK [ J 0.28~0.70 | 1.80~7.00
o RK o 160612-RK ° 028072 | 200-800
£ 160616-RK o0 0.28~0.74 | 2.00~8.00
é 190612-RK [ J 0.35~0.78 | 2.60~9.50
190616-RK [ J 0.35~0.80 |2.60~10.00
CNMG 120404-RM [ 2 I J o0 0.10~0.50 | 2.00~6.00
120408-RM [ N BN BN J ® 00 0.15~0.55 | 2.00~6.00
120412-RM [ B B BN J ® 00 0.20~0.60 | 2.00~6.00
120416-RM [ 2 AN J [ J 0.25~0.70 | 2.00~6.00
RM 160608-RM oo o ° 0.15~0.55 | 2.00~8.00
2 @ 160612-RM XK ° 0.20-060 | 2.00-8.00
® 160616-RM LX) ° 0.25~0.70 | 2.00~8.00
& 190608-RM [ BN 2N J [ J 0.15~0.55 12.00~10.00
190612-RM [ 2 BN J [ J 0.20~0.60 |2.00~10.00
190616-RM [ 2 I J [ J 0.25~0.70 |2.00~10.00
250924-RM 0.40~1.20 |4.00~14.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

C N QQ r Dimensions (mm)
R Size d t di

— 12 | 127 | 476 | 516
Jd‘ 16 | 15.875 | 4.76~6.35 | 6.35
19 | 1905 635 | 7.93

bl

[©] Rhombic 80° Negative

Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEBEE58888s 28888828 n ap
FS2E0 B850 EEEC88 5558 s g omm am
CNMG 120408-VP4 [ ] 0.15~0.35 | 1.00~4.00
120412-VP4 [ ] 0.20~0.40 | 1.00~4.00
VP4 160608-VP4 0.20~0.45 | 1.00~6.50
2 @ 160612-VP4 0.25~050 | 1.50~6.50
E) 190608-VP4 ) 0.15~0.45 | 1.00~8.00
-3 190612-VP4 ° 0.20~050 | 1.20~8.50
CNMG 120404-VR 0.20~0.50 | 1.00~6.50
120408-VR 0.25~0.55 | 1.20~7.00
120412-VR 0.30~0.60 | 1.50~7.00
120416-VR 0.35~0.65 | 1.70~7.00
120508-VR 0.25~0.55 | 1.20~7.00
VR 120512-VR 0.30~0.60 | 1.50~7.00
> 160612-VR 0.35~0.70 | 2.00~8.00
£ 160616-VR 0.35~0.75 | 2.20~8.00
é 190612-VR [ J [ ] 0.35~0.70 |2.00~10.00
190616-VR [} [} 0.35~0.75 |2.20~10.00
b= HA CNMM 120408-HA 0.10~0.40 | 0.80~3.50
] <S>
é
CNMM 120408-GR 0.20~0.50 | 1.00~7.00
120412-GR 0.25~0.50 | 1.30~7.00
190612-GR [ ] 0.30~0.75 |1.70~10.00
GR 190616-GR 0.30~0.80 |1.80~10.00
2
2
&
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

Dimensions (mm)

CNCO

Size d t di
- 12 12.7 4.76 5.16
19 16 15875 476-635 635
19 19.05 6.35 7.93
@ Rhomblc 800 Negatlve 8 ! t 25 25.4 | 7.94~9.52 | 9.12
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§§2§’§§§§§2§ fn ap
2220388388888 3333333383 3|z 8|(mmiev) (mm)
COO0|0O0|zZz=2=Z=2Z=Z=2=2=2=2=2Z4a4a4aa4aa4qalx

CNMM 120408-GH [ 2 I J 0.30~0.60 | 2.50~8.00
120412-GH [ 2N I J 0.30~0.70 | 2.50~8.00
160412-GH 0.30~0.70 | 2.50~8.00
160424-GH 0.30~1.20 | 2.50~8.00
160612-GH [ 0.30~0.90 | 2.50~8.00
160616-GH 0.30~1.20 | 2.50~8.00
160624-GH 0.30~1.50 | 2.50~8.00
190608-GH [ 0.30~0.60 | 2.50~8.00

GH 190612-GH o0 o0 0.30~0.70 | 3.00~8.00
=y 190616-GH o0 [ 2N J 0.45~0.90 | 3.00~8.00
§ 190624-GH o0 [ 0.55~1.20 | 4.00~9.00

250716-GH 0.50~1.00 |4.50~10.00
250724-GH o0 0.55~1.20 | 5.00~12.00
250924-GH o0 [ 2N J 0.55~1.20 | 5.00~12.00
250950-GH 0.65~1.30 |6.00~12.00

CNMM 190612-VH [ J 0.50~0.90 |5.00~10.00
190616-VH [ J 0.50~1.10 |5.00~10.00

VH 190624-VH [} 0.60~1.20 |6.00~12.00

250724-VH [} 0.70~1.40 |6.00~15.00
s 250924-VH ® 0.70~1.40 |6.00~15.00
2
[General]

CNMM 190612-VT [ J [ 2N J 0.60~1.00 |6.00~13.00
190616-VT [} 0.60~1.10 |5.00~10.00
190624-VT [ J 0.60~1.60 |7.00~13.00

VT 250724-VT [ ] 0.75~16.0 |7.00~17.00
> - 250924-VT [ J 0.75~16.0 |7.00~17.00

[ High feed cutting ]

2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
~ Size d t d

11 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® B gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E§§§§§§EE§ fn ap
2225003383888 8333883833 3|5 3|(mmhev) (mm)
o000 |z=2=2Z=2Z=Z=Z=Z=Z=ZZ4a4a40a4aa40a4aTI
DNGG 150404-VP1 0.05~0.15 | 0.10~1.50
150408-VP1 0.07~0.20 | 0.10~1.50
VP1 150604-VP1 0.05~0.15 | 0.10~1.50
150608-VP1 0.07~0.20 | 0.10~1.50
DNGG 150404-VP3 ® 00 [ ] 0.05~0.30 | 0.10~3.00
150408-VP3 ® 00 [ ] 0.10~0.45 | 0.50~5.00
150412-VP3 ® 00 [ ] 0.12~0.50 | 0.50~5.00
o 150604-VP3 [ 2 AN J [ 0.05~0.30 | 0.10~3.00
":’;, VP3 150608-VP3 [ 2 AN J [ 0.10~0.45 | 0.50~5.00
E 150612-VP3 ® 00 [ ] 0.12~0.50 | 0.50~5.00
E
DNMA 110408 0.17~0.45 | 0.80~3.00
150404 0.17~0.55 | 0.40~4.00
150408 0.25~0.55 | 0.80~4.00
150412 [ ] 0.25~0.65 | 0.50~4.00
i3 150604 0.17~0.55 | 0.40~4.00
E) 150608 ° 0.25~0.55 | 0.80~4.00
& 150612 ° 0.25~0.65 | 1.20~4.00
190608 0.30~0.80 |2.50~13.00
DNMG 110404-VB 0.05~0.25 | 0.30~2.00
150404-VB [ J [ AN BN BN J [ J 0.10~0.35 | 0.30~2.00
150408-VB [ J [ AN BN BN J [ [ J [ J 0.15~0.45 | 0.50~2.00
150412-VB [ ] [ ] [ 0.15~0.45 | 0.50~2.00
VB 150604-VB [ ] oo 0o [ ] [ 0.10~0.35 | 0.30~2.00
150608-VB [ [ AN B BN J [ J [ J [ J 0.15~0.45 | 0.50~2.00
150612-VB [ J [ J [ J 0.20~0.50 | 0.50~2.50
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
- Size d t di

1 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£E§§§§§EE§ fn ap
2220008888883 333883838838 3|5 8|(mmrev)| (mm)
COoO|0O0|z=2=Z=2=2Z=2Z=Z=2=2=24a4a4aaa4aa I
DNMG 110402-VF 0.05~0.20 | 0.20~1.00
110404-VF [ J 0.07~0.30 | 0.50~1.50
110408-VF 0.10~0.40 | 0.50~1.50
150404-VF 0.07~0.30 | 0.50~1.50
VF 150408-VF 0.10~0.40 | 0.50~1.50
150412-VF 0.15~0.50 | 0.60~1.50
150604-VF () [ 0.13~0.30 | 0.50~1.50
150608-VF [ J [ 0.10~0.40 | 0.50~1.50
150612-VF 0.15~0.50 | 0.60~1.50
DNMG 110408-VL 0.05~0.20 | 0.10~1.00
150404-VL [ ] [ ] 0.05~0.25 | 0.10~1.50
150408-VL [ [ ] [ ) 0.05~0.30 | 0.20~1.50
VL 150412-VL 0.10~0.30 | 0.25~1.50
150604-VL ([ J 0.05~0.25 | 0.10~1.50
150608-VL [ ] [ [ ] [ ] 0.05~0.30 | 0.20~1.50
(Mild steel] 150612-VL 0.10~0.30 | 0.25~1.50
DNMG 150404-VP1 [ B I J [ ] 0.05~0.15 | 0.10~1.50
150408-VP1 [ B I J [ ] 0.07~0.20 | 0.10~1.50
VP1 150604-VP1 (NN J [ 0.05~0.15 | 0.10~1.50
150608-VP1 (N J [ 0.07~0.20 | 0.10~1.50
DNMG 150404-VW 0.10~0.35 | 0.30~3.00
VW 150408-VW 0.10~0.40 | 0.30~3.00
150604-VW 0.10~0.35 | 0.30~3.00
150608-VW 0.10~0.40 | 0.30~3.00
[wiper]
- DNMG 150404-HA [ 2K J 0.05~0.30 | 0.80~3.50
£ 150408-HA [ 2N J 0.10~0.40 | 0.80~3.50
2 HA 150604-HA ® @ @ 00503 080350
° 150608-HA ®|® | 010040 080-350
£
E
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
) Size d t di

11 9.525 4.76 3.81
15 12.7 |14.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS28 888883z 2888888228 n ap
DNMG 110402-LP 0.06~0.30 | 0.25~1.20
110404-LP e o 0.07~0.30 | 0.30~1.50
110408-LP 0.10~0.40 | 0.30~1.50
=) 110504-LP 0.07~0.30 | 0.30~1.50
= LP 110508-LP 0.10~0.40 030150
-§ @ 150404-LP e o o 0.10~0.35 | 0.30~2.00
£ 150408-LP e o o 0.10~0.40 | 0.50~2.50
% 150412-LP e o o 0.13~0.45 | 0.80~3.00
= 150604-LP e o o 0.10~0.35 | 0.30~2.00
150608-LP e o o 0.10~0.40 | 0.50~2.50
150612-LP e o o 0.13~0.45 | 0.80~3.00
DNMG 150404-VC e o 0.10~0.35 | 0.30~2.00
o 150408-VC e o o 0.15~0.40 | 0.50~3.00
= VC 150412-VC e o 0.15~045 | 0.50~3.00
-§ 150604-VC e o 0.10~0.35 | 0.30~2.00
£ 150608-VC e o o 0.15~040 | 0.50~3.00
% 150612-VC e o 0.15~0.45 | 0.50~3.00
=
> DNMG 150404-VP2 @0 000 (@ 005030010300
£ 150408-VP2 @0 000 (@ [0.10040]050450
ﬁ VP2 150604-VP2 @0 000 (@ 005030010300
e 150608-VP2 ° @0 000 (O (010040 050450
E
=
=
DNMG 110404-vQ (@ @ 0.05~0.30 | 0.50~3.50
110408-VQ 0.08~0.40 | 0.80~4.00
110412-VQ 0.10~0.40 | 1.00~4.00
150404-VQ (@ @ @ @ © 0.05~0.30 | 0.80~3.50
) 150408-VQ (@ @ @ @ 0.08~0.40 | 0.80~4.00
g VQ 150412-vVQ 0.10~0.40 | 0.50~4.20
-§ 150604-VQ (@ ® ® @ © 0.05~0.30 | 0.80~4.00
e 150608-VQ (@ @ @ @ @ 0.08~0.40 | 0.80~4.00
2 {Cormet] 150612-VQ 0.10~0.40 | 0.50~4.20
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item

Available tool holders

Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
) Size d t di

1 9.525 | 3.18~4.76 | 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£§§§§§§§2§ fn ap
DNMG 110404-HM ° ° 0.05~0.50 | 0.80~4.00
) 110408-HM ° 0.10~0.50 | 1.00~4.00
= HM 150404-HM ° 0.05~0.30 | 0.90~5.00
£ 150408-HM ° 0.10~0.50 | 1.00~5.00
2 150604-HM ° ° ° 0.05~0.30 | 0.90~5.00
= 150608-HM X0 ° 0.10~0.50 | 1.00~5.00
150612-HM ° 0.18~0.50 | 1.00~5.00
DNMG 150404-MK ° 0.05~0.30 | 0.90~5.00
4 MK 150408-MK ° 0.10~0.50 | 1.00~5.00
3 Lre 150412-MK 0.13~0.60 | 1.30-6.00
E 150604-MK ) 0.05~0.30 | 0.90~5.00
g 150608-MK ) 0.10~0.50 | 1.00~6.00
150612-MK ° 0.13~0.60 | 1.30~5.00
DNMG 110404-MM ° 0.08~0.35 | 0.50~5.00
110408-MM o0 ° 0.10~0.40 | 0.50~5.00
110412-MM 0.12~0.45 | 0.50~5.00
110504-MM 0.08~0.35 | 0.50~5.00
110508-MM 0.10~0.40 | 0.50~5.00
g MM@ 110512-MM 0.12~0.45 | 0.50~5.00
3 150404-MM XX o0 0.10~0.40 | 0.50~6.40
E 150408-MM eoeooeo XX 0.12~0.45 | 0.50~6.40
8 150412-MM oo o0 ° 0.15~0.60 | 0.50~6.40
150416-MM 0.15~0.60 | 0.50~6.00
150604-MM XX o0 0.10~0.40 | 0.50~6.40
150608-MM XK X 0.12~0.45 | 0.50~6.40
150612-MM XK o0 0.15~0.60 | 0.50~6.40
150616-MM 0.18~0.65 | 0.50~8.00
DNMG 110404-MP e o o o0 0.10~0.40 | 0.40~3.80
110408-MP e o o o0 0.15~0.40 | 0.50~4.00
110412-MP 0.15~0.50 | 0.80~4.20
110504-MP 0.10~0.40 | 0.40~3.80
MP 110508-MP 0.15~0.40 | 0.50~4.00
g e 110512-MP 0.15~050 | 0.80~4.20
3 150404-MP ([ [ [ J ( N BN J [ J 0.10~0.40 | 0.40~4.00
E 150408-MP e o o X0 o0 0.15~0.45 | 0.50~4.50
8 150412-MP e o o X0 Y0 0.15~0.50 | 0.80~5.00
150416-MP 0.15~0.50 | 0.85~5.00
150604-MP [ [ [ 2N J [ B BN J [ BN ) 0.10~0.40 | 0.40~4.00
150608-MP e o o0 o000 o0 0.15~0.45 | 0.50~4.50
150612-MP e o o X0 o0 0.15~0.50 | 0.80~5.00
150616-MP 0.15~0.55 | 0.85~5.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q O Dimensions (mm)
_ Size d t d

1 9.525 4.76 3.81
15 12.7 | 4.76~6.35 | 5.16

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
3 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
-
5 Ngn-ferrousmetlal ® T gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§££§’§§§§§£§ fn ap
Z2253|883888883333338383 3|5 8| (mmrev) (mm)
COO0O|0O0|z=2=Z=2=2=2=2Z=2Z=2ZZao40oa40o40a4aalxT
DNMG 110404-VM 0.05~0.30 | 0.90~4.00
110408-VM [ ] ® 0.10~0.50 | 1.00~4.00
110412-VM 0.13~0.50 | 1.30~4.00
150404-VM | @ ([ ] o0 0.05~0.30 | 0.90~5.00
- VM 150408-VM | @ [ ] o0 o0 0.10~0.50 | 1.00~5.00
£ 150412-VM [ ] ( N 0.13~0.60 | 1.30~5.00
3 150604-VM | @ [ J [ J [ N ) [ 2N J [ 0.05~0.30 | 0.90~5.00
E 150608-VM | @ ® 000 o0 [ ] 0.10~0.50 | 1.00~5.00
g 150612-VM ° X0 0.13-0.60 | 1.306.00
DNMG 150404-VP3 0000 ® @ | 0.05~0.30 | 0.10~3.00
150408-VP3 0 000 ® @ 0.10~045 | 0.50~5.00
150412-VP3 o0 000 ® @ | 0.12~0.50 | 0.50~5.00
= VP3 150604-VP3 0 000 ® @ | 0.05-0.30 | 0.10~3.00
E 150608-VP3 ®©0 000 O 0 010045 0550
E 150612-VP3 0 000 ® @ 0.12~0.50 | 0.50~5.00
=
8
=
DNMG 150408-LW 0.15~0.50 | 0.70~4.50
150412-LW 0.20~0.60 | 1.00~5.00
150608-LW [ J [ J 0.15~0.50 | 0.70~4.50
150612-LW [ ] [ ] 0.20~0.60 | 1.00~5.00
LW
£
E=1
3
£
S
3 [wiper]
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

D N Q Q Dimensions (mm)
) Size d t di

15 12.7 |1 4.76~6.35 | 5.16
19 | 15.875 6.35 7.93

/57 Rhombic 55° Negative

R Steel L D IDEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K 2 o B TS [ BE 2 —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 T v 060 [ 2K 2 # Int ted cutti
Hardened steel E 2K.7 [ 3 7 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§E§ fn ap
2225308338388 888333883838 3|5 3|(mmhev) (mm)
COoOO0|0O0|zZz=2=Z=2Z=Z=Z=2=2=2=24a4a4aa4aa4aad I
DNMG 150402-B25 0.15~0.40 | 0.50~3.50
150404-B25 ([ [ [ [ J 0.17~0.45 | 1.00~4.00
150408-B25 [ [ [ [ J 0.17~0.55 | 1.50~4.00
150412-B25 [ [ [ J 0.25~0.55 | 1.50~4.00
150425-B25 0.35~0.65 | 2.50~5.50
150602-B25 0.15~0.40 | 0.50~3.50
B25 150604-B25 | @ e eoeoo0o 0.17~055 | 1.50~4.00
150608-B25 | @ [ [ 2 AN J [ J 0.17~0.55 | 1.50~4.00
150612-B25 [ ] [ ] [ 0.25~0.55 | 1.50~4.00
150625-B25 0.35~0.65 | 2.50~5.50
DNMG 150408-GR [ [ J 0.20~0.50 | 1.00~7.00
150412-GR 0.25~0.90 | 1.30~7.00
150416-GR 0.30~0.75 | 1.80~7.00
150608-GR [ 2 AN J 0.20~0.50 | 1.00~7.00
= GR 150612-GR o0 0.25~0.70 | 1.30~7.00
£ 150616-GR ° 0.20~0.75 | 1.80~7.00
3
o
DNMG 150408-RK 0.15~0.50 | 1.50~5.00
150412-RK [ J 0.20~0.60 | 1.80~5.00
150608-RK [ 2N J 0.15~0.50 | 1.50~5.00
150612-RK [ J 0.20~0.60 | 1.80~5.00
RK
o @
£
[=2)
=
o
[
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




B Turning Insert (Negative)

D N Q Q Dimensions (mm)
- Size d t d

15 12.7 | 476~635 | 5.16

/57 Rhombic 55° Negative

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SE2 82588883 288888228 n ap
2225008888888 333383833838 3|z 8|(mmrev) (mm)
OO0 Oo|0O0|lz=2=2=2=2=2=2=2=Z=aa4a4aaa4aaax I
DNMG 150404-RM [ N ) [ 0.10~0.50 | 2.00~6.00
150408-RM 000 [ J 0.15~0.55 | 2.00~6.00
150412-RM 000 [ ] 0.20~0.60 | 2.00~6.00
b3 150416-RM 0.25~0.70 | 2.00~6.00
® RM@ 150604-RM LX) o0 0.10~0.50 | 2.00~6.00
& 150608-RM (XX e o 0.15~055 | 2.00~6.00
150612-RM 00 0.20~0.60 | 2.00~6.00
150616-RM 0.25~0.70 | 2.00~6.00
VP4 DNMG 150408-VP4 0.15~0.35 | 1.00~4.00
2 frew] 150412-VP4 0.20~0.40 | 1.00~4.00
® 150608-VP4 ° 0.15~0.35 | 1.00~4.00
& 150612-VP4 [ 0.20~040 | 1.00~4.00
DNMG 150408-VR 0.25~0.55 | 1.20~7.00
) VR 150412-VR 0.30~0.60 | 1.50~7.00
g 150608-VR 0.25~0.55 | 1.20~7.00
é‘ 150612-VR 0.30~0.60 | 1.50~7.00
DNMX 150404R-SR 0.10~0.40 | 0.70~4.50
150408R-SR 0.12~0.45 | 1.00~4.50
150604R-SR 0.10~0.40 | 0.70~4.50
SR 150608R-SR 0.12~0.45 | 1.00~4.50
@ 150404L-SR 0.10~0.40 | 0.70~4.50
150408L-SR 0.12~0.45 | 1.00~4.50
150604L-SR 0.10~0.40 | 0.70~4.50
[Shaft] 150608L-SR 0.12~0.45 | 1.00~4.50
DNMX 150404R-SH 0.15~0.30 | 1.00~4.00
150408R-SH 0.15~0.50 | 1.50~5.00
150604R-SH [ ] [ ] 0.15~0.30 | 1.00~4.00
SH 150608R-SH [ ] o 0.15~0.50 | 1.50~5.00
150404L-SH 0.15~0.30 | 1.00~4.00
150408L-SH 0.15~0.50 | 1.50~5.00
150604L-SH [ ] [ ] 0.15~0.30 | 1.00~4.00
(Shat] 150608L-SH o o 015050 | 150500
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11 2 Code system B26~B27 @ : Stock item
Available tool holders
Designation Page Designation Page
MCKNR/L B171 MCRNR/L B172
MCLNR/L B171 PCBNR/L B159
MCMNN B171 PCLNR/L B160

Turning




Turning Insert (Negative) B

K N Q Q Dimensions (mm)
55° Size d t
ﬁ t:| 16 9.525 4.76
o
| Sl

/7 Parallelogram 55° Negative l

Steel L O AOEEIIOEIDE X RN ) £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
E Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 s OO [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
nsrts saion |8 SEESEEES8 g8z 0w
™ AN AN N M M ML O O O O LD LH O W 0 O | v~ D
ZZZ 0000000000000V O0 O O O|lg 8| (mmrev)| (mm)
OO0 Oo|0O0|z=2=2=2=2=22=2=2=2=24a4a4aaa4aad4axT
2 11 KNUX 160405R-11 o0 000 [ J [ J 0.20~0.35 | 1.00~6.00
3 160410R-11 e o000 0.30~060 | 150-6.00
% 160405L-11 0 000 0.20~0.35 | 1.00~6.00
= 160410L-11 [ [ N N J 0.30~0.60 | 1.50~6.00
= 12 KNUX 160405R-12 [ 00 0.25~0.35 | 1.50~6.00
'% 160410R-12 [ [ 2 M J 0.40~0.70 | 1.50~6.00
3 160405L-12 0.25~0.35 | 1.50~6.00
= 160410L-12 ° 0.40~0.70 | 1.50~6.00
2 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11  2) Code system B26~B27 ®: Stock item
Available tool holders
Designation Page Designation Page
CKJNR/L B169 CKUNR/L B201
CKNNR/L B169

Dimensions (mm)

RN W e ol s
! 09 | 952 3.8 3.81

N = o 12 | 127 476 516

15 | 15875 | 635 6.35

T 19 19.05 6.35 7.93

H ‘ 25 254 | 6.35~9.52 | 9.12
@ Round Negatlve 31 | 3175 | 952 127
Steel - O 2T £ 0% 08% T E S [ 2K 3 £.3 Machining types
3 Stainless steel M s 8 O 8 8 &8 [ 3K 2 ] E——
é_ Castiron ' (3K 2k 2K Bk 2K ;2 k 2 @® & | @ Continuous cutting
r= Non-ferrous metal o3 G I cutti
§ Heat resistant alloy, Titanium alloy s M eezs o0 P @ General cu |ng.
Hardened steel < H 2 8 F # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE 2858888 zz2888882¢28 n ap
™ AN AN|(™ N M M M L O W OO O O LD LD 0 O O | v~ D
ZZ 2000000000000V 0 O O 3|5 8|(mmrey) (mm)
CoO0|0O0|z=2=2Z=2=Z=Z=Z=2Z=2=24a4a4a4a4a4IT
RNMG 090300-B25 0.90~4.50 | 0.09~0.90
B25 120400-B25 [ J 1.20~4.80 | 0.12~1.20
150600-B25 o 1.15~1.50 | 1.50~7.50
190600-B25 1.90~7.60 | 0.19~1.90
250600-B25 2.50~10.0 | 0.25~2.50
250900-B25 (] 2.50~10.0 | 0.25~2.50
310900-B25 3.50~13.0 | 0.30~2.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 2 Code system B26~B27 ® : Stock item

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t di
09 | 9525 | 3.18 | 3.81
Tt o 12 | 127 | 476 | 5.16

15 15875 | 6.35 6.35
19 19.05 | 6.35 7.93

Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§§EE§’§§§§EE§ fn ap
2220388383888 8333883838 3|z 3| (mmrev) (mm)
CoOo|l00|z=2=Z=Z=Z=2Z=Z=2Z=2Z=2Z4a40a40a40a40a40lT
SNGA 090304 0.17~0.50 | 0.50~4.50
090308 0.17~0.50 | 0.50~4.50
120404 0.15~0.60 | 1.50~8.00
120408 0.15~0.60 | 1.50~8.00
= 120412 0.20~0.80 | 1.50~8.00
£ 150608 0.20~0.80 |2.00~10.00
3 150616 0.20~0.90 |2.00~10.00
= 190608 015060 |3.00~12.00
190612 0.20~0.80 |3.00~12.00
SNGG 090304R 0.12~0.35 | 1.00~3.00
090308R 0.15~0.35 | 1.00~3.00
120404R [ J 0.15~0.35 | 1.00~4.00
120408R 0.15~0.35 | 1.00~4.00
120412R 0.15~0.35 | 1.00~4.00
= 090304L 0.12~0.35 | 1.00~3.00
£ 090308L 0.15~0.35 | 1.00~3.00
£ 120404L 0.15~035 | 1.00~4.00
g 120408L 0.15-035 | 1.00-4.00
= 120412L 0.15~0.35 | 1.00~4.00
SNGG 120404-VP3 [ BN BN ] [ J 0.05~0.30 | 0.10~3.00
120408-VP3 [ BN BN ] [ J 0.10~0.45 | 1.00~5.00
120412-VP3 00 [ ] 0.12~0.50 | 1.00~5.00
o VvP3
£
3
£
=
3
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N Q Q ; Dimensions (mm)
, ~ Size d t di

09 9.525 3.18 3.81
Tt 12 | 127 |3.18~476 | 5.16
: S T 18 1905 476605 753
@ Square 90° Negatlve ‘ ‘ 25 | 254 | 6.35-9.52 | 9.12
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§E£E§§§§§?—2§ fn ap
SNGN 090302 0.05~0.30 | 0.50~4.00
090304 0.10~0.35 | 0.50~4.00
090308 0.10~0.40 | 1.00~4.00
120304 0.13~0.50 | 1.30~5.00
120308 0.15~0.60 | 1.50~6.00
120312 0.17~0.60 | 1.70~6.00
120402 0.10~0.45 | 1.00~5.00
120404 0.13~0.50 | 1.30~5.00
= 120408 0.15~0.60 | 1.50~6.00
';—i 120412 0.17~0.60 | 1.70~6.00
é 120424 0.20~0.65 | 2.00~6.00
150402 0.10~0.50 | 0.50~6.00
150408 0.15~0.60 | 1.50~8.00
150412 0.17~0.60 | 2.00~8.00
150416 0.20~0.65 | 2.50~8.50
190402 0.10~0.60 | 2.00~8.50
190412 0.17~0.70 |2.50~10.00
190416 0.20~0.75 | 2.50~10.00
250604 0.30~0.80 |3.00~12.00
250616 0.35~1.00 |4.00~12.00
= SNGX 120408R 0.15~0.35 | 1.00~4.00
3
5
3
SNMA 090304 0.10~0.45 | 0.50~4.50
090308 0.15~0.50 | 0.50~4.50
090312 0.20~0.50 | 0.50~4.50
120402 0.10~0.50 | 1.00~4.50
120404 0.15~0.60 | 1.00~5.00
120408 [ J 0.15~0.70 | 1.00~6.00
120412 [ J 0.20~0.80 | 1.50~6.00
2 120416 ° 0.30~1.00 | 2.00-6.00
® 120430 0.30~0.70 | 2.50~5.00
& 150612 0.20~0.80 | 2.00~8.00
150616 [ J 0.25~0.85 | 2.50~10.00
190608 0.20~0.80 |2.00~10.00
190612 [ 0.20~0.80 |2.00~10.00
190616 [ 2N J 0.25~0.85 | 2.50~10.00
190624 0.35~0.90 |3.00~10.00
250724 0.40~1.00 |3.00~13.00
250924 0.40~1.00 |3.00~13.00
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t dr
09 | 9525 | 3.18 3.81
T e 12 | 127 | 3.18-4.76  5.16

Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® B gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§«3§§§§2§ fn ap
=595888835888885888888 53/ @m
CooO|00(z=2=2=2Z=2=2Z2=2=2=2=2Z4a4a4a4ad4aa4ax I
VB SNMG 120404-VB | @ [ 2 AN J [ 0.15~0.35 | 0.30~2.00
120408-VB | @ [ AN I BN J [ 0.15~0.40 | 0.50~2.00
VE SNMG 090304-VF 0.07~0.30 | 0.50~1.50
090308-VF 0.07~0.30 | 0.50~1.50
120404-VF 0.07~0.30 | 0.50~1.50
120408-VF [ 0.10~0.40 | 0.50~1.50
120412-VF 0.20~0.50 | 0.50~1.50
VL SNMG 120408-VL [ J 0.10~0.35 | 0.20~1.50
[Mild steel]
=2 SNMG 120404-HA [ BN J 0.10~0.35 | 0.80~3.50
£ HA 120408-HA ®® 010040080350
= 120412-HA 0.13-0.55 | 0.80~3.50
£
=
8
=
SNMG 090308-LP 0.10~0.30 | 0.30~1.50
=2 LP 090408-LP 0.10~0.30 | 0.30~1.50
E fnew] 120404-LP [ J [ J [ J 0.10~0.35 | 0.30~2.00
= 120408-LP e o 0.10~040 | 050~2.50
= 120412-LP [ [ 0.13~0.45 | 0.80~3.00
=
8
=
= SNMG 120408-VC [ J [ J 0.15~0.40 | 0.50~3.50
4 VvC
E
e
£
=
o
Q
=
=2 SNMG 120404-VP2 o0 000 [ 0.05~0.35 | 0.10~3.00
4 VP2 120408-VP2 ° 00000 (O 010045 05045
= 120412-VP2 ©0 000 (O 01005 05050
£
=
8
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N Q Q ; Dimensions (mm)
- ~ Size d t di

09 | 9525  3.18 3.81
T to 12 | 127 |318~476| 5.16
. = B s [ laresss oo
(0] Square 90° Negatlve | | 25 | 254 | 6.35-9.52 | 9.12
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§E£E§§§§§EE§ fn ap
2225386338388 E33338883 3|5 8|(mmrev) (mm)
O 000 IZ =222 222222000000 I
o SNMG 090304-VQ 0.05~0.30 | 0.50~3.50
5 vQ 090408-VQ ° 0.08~0.30 | 0.80~4.00
-«E 090412-VQ ° 0.10~0.30 | 1.00~4.00
€ 120404-VQ (@ @ 0.05~0.30 | 0.80~4.00
-§ 120408-VQ (@ @ 0.08~0.40 | 0.80~4.00
= [Cermet]
o HM SNMG 120404-HM ° 0.15~0.42 | 0.60~4.20
= 120408-HM oo o ° ° 0.10~050 | 1.00~5.00
g 120412-HM ° ° 0.18~0.50 | 1.00~5.00
3
=
SNMG 090308-MK 0.17~0.45 | 0.80~3.50
120404-MK 0.08~0.45 | 0.80~4.00
120408-MK ° 0.10~050 | 1.00~5.00
120412-MK ° 0.13~0.60 | 1.30~5.00
o MK 120416-MK 0.15~0.63 | 1.50~6.00
£ @ 150608-MK 0.25-060 | 1.806.00
£ 150612-MK 0.20~0.70 | 1.80~7.00
3 150616-MK 023070 | 2.00~7.50
= 190608-MK 0.31~0.75 | 2.30~9.50
190612-MK ° 0.33~0.78 | 2.50~10.00
190616-MK 0.35~0.78 | 2.70~10.00
SNMG 090304-MM 0.08~0.35 | 0.50~5.00
090308-MM 0.10~0.40 | 0.50~5.00
090312-MM 0.12~0.45 | 0.50~5.00
090404-MM 0.08~0.35 | 0.50~5.00
090408-MM 0.10~0.40 | 0.50~5.00
120404-MM o000 0 0.10~0.40 | 0.50~6.40
= MM 120408-MM XXX "X X 0.12~0.45 | 0.50~6.40
= @ 120412-MM XX o0 0.15~0.60 | 0.50~6.40
£ 120416-MM 0.18~0.65 | 0.50~6.40
2 150608-MM 0.12~0.45 | 0.50~8.00
= 150612-MM 'YX o0 0.15~0.60 | 0.50~8.00
150616-MM o0 0.18~0.65 | 0.50~8.00
190608-MM X ° 0.12~0.45 | 0.50~9.50
190612-MM XX o0 0.15~0.60 | 0.50~9.50
190616-MM o0 ° 0.18~0.65 | 0.50~9.50
250924-MM ° 0.20~0.80 | 1.00~10.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

SN

Dimensions (mm)

— Size d t di
09 9.525 3.18 3.81
Tt 12 | 127 | 476 | 5.16
S~ L 15 15.875 | 6.35 6.35
. t
(0] square 90° Negative | 35 [ ook [ 7os [ 1o
Steel D DI IIOEE R XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s s o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§££§§§§§§2§ fn ap
SNMG 090304-MP [ J [ J [} 0.10~0.40 | 0.40~3.80
090308-MP [ J [ J [ J 0.15~0.40 | 0.50~4.00
090312-MP 0.15~5.00 | 0.80~4.20
090404-MP 0.10~0.40 | 0.40~3.80
090408-MP 0.15~0.40 | 0.50~4.00
090412-MP 0.15~0.50 | 0.80~4.20
o MP 120404-MP e o o 00 o0 0.10~0.40 | 0.40~4.00
£ @ 120408-MP [ ] [ ] ([ ] (3 [ 2N ) 0.15~0.45 | 0.50~4.50
£ 120412-MP e o o "X 0.15~0.50 | 0.80~5.00
2 120416-MP e o o 0.18~0.60 | 0.80~7.00
= 150608-MP 0.15~5.00 | 0.50~7.00
150612-MP 0.18~0.60 | 0.80~8.50
190608-MP 0.15~0.50 | 0.50~8.50
190612-MP 0.18~0.60 | 0.80~8.50
SNMG 090304-VM 0.05~0.30 | 0.90~3.50
090308-VM 0.10~5.00 | 1.00~3.50
- VM 120404-VM | @ ([ ] [ 2N 0.05~0.30 | 0.90~5.00
£ 120408-VM | @ ([ ] [ 2N ) [ 2N [ ] [ ] 0.10~0.50 | 1.00~5.00
3 120412-VM [ J [ 2N J 0.13~0.60 | 1.30~5.00
g 190612-VM 0.25~0.60 | 250~7.50
g 190616-VM 0.25-0.60 | 250-7.50
SNMG 120404-VP3 o0 000 ® @ | 005~0.30 | 0.10~3.00
120408-VP3 o0 000 ® @ 0.10~045 | 1.00~5.00
120412-VP3 o0 000 @ | 0.12~0.50 | 1.00~5.00
120416-VP3 0.25~0.45 | 0.50~4.00
VP3 160608-VP3 0.15~0.35 | 0.80~6.00
£ 160612-VP3 020~0.40 | 1.00-6.00
3 160616-VP3 0.20~0.40 | 1.00~6.00
= 190608-VP3 0.15-0.35 | 0.80~7.00
g 190612-VP3 0.20~0.40 | 1.00~7.00
190616-VP3 0.25~0.45 | 1.00~7.00
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

N r Dimensions (mm)
~ Size d t ds

09 9.525 3.18 3.81
T i 12 | 127 | 476 | 516
: S T fo 105 68 799
(0] Square 90° Negatlve ‘ ‘ 25 | 254 | 794 | 912
R Steel L D IDEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K 2 o B TS [ BE 2 —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel 2 8 ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’§§§§§E§ fn ap
22200/ 8838388833338383888 3|5 8|(mmrev) (mm)
O0O0|00|l=Zz==2=Z=======Z4a4a4aa4aad4a4alT X
SNMG 090308-B25 0.17~0.45 | 0.80~3.50
120404-B25 | @ [ [ J [ BN N J 0.17~0.45 | 1.00~3.50
120408-B25 | @ [ J [ J [ B N J o0 [ J 0.23~0.60 | 1.50~5.00
120412-B25 (] (N 0.25~0.60 | 2.00~5.00
120416-B25 [ [ 2 AN J 0.35~0.70 | 2.50~5.00
120420-B25 0.40~0.70 | 3.00~5.00
B25 150608-B25 [ J 0.25~0.60 | 1.50~6.00
i 150612-B25 0.25~0.60 | 2.00~6.00
e 150616-B25 o 0.35~0.70 | 2.00~6.00
. * 190608-B25 [ [ 2N J 0.25~0.60 | 3.00~8.00
L’\g/ 190612-B25 e ooo 0.30~060 | 3.00-800
190616-B25 [ [ 2N J [ J 0.35~0.70 | 3.00~8.00
250716-B25 0.35~0.70 |4.00~12.00
250724-B25 [ [ J 0.50 ~1.00 |5.00~12.00
250924-B25 [ J 0.50~1.00 |5.00~12.00
SNMG 120404-GR 0.15~0.45 | 0.08~6.00
120408-GR [ BN ) 0.20~0.50 | 1.00~7.00
120412-GR [ J 0.20~0.50 | 1.00~7.00
150608-GR [ J 0.25~0.60 | 1.00~7.00
150612-GR [ BN I J 0.29~0.75 | 1.40~7.00
= 190608-GR ° 0.30~080 | 1.70~0.00
® 190612-GR e oo 0.30~080 | 1.70~0.00
2 190616-GR [ B B BN J 0.31~0.82 {1.90~12.30
190624-GR 0.35~0.82 2.00~12.50
250724-GR [ J 0.45~1.20 |2.60~14.00
250924-GR [ J [ J 0.50~1.20 |2.60~14.00
SNMG 120404-RK 0.15~0.50 | 1.20~6.00
120408-RK [ 2N J 0.23~0.53 | 1.50~6.00
RK 120412-RK [ 2N J 0.28~0.53 | 1.80~6.00
= @ 120416-RK [ J 0.28~0.53 | 2.00~6.00
-% 150612-RK 0.20~0.70 | 1.80~7.00
3 150616-RK 0.23~0.70 | 2.00~7.50
= 190612-RK 033078 |2.50~10.00
190616-RK 0.35~0.78 |2.70~10.00
9 Cutting edge geometry A52~A61 ) Recommended chip breaker B04~B11 &) Code system B26~B27 o Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

SN

(0] square 90° Negative

Dimensions (mm)

— Size d t di
12 | 127 476 516
Tt o 15 | 15875 | 6.35 6.35

19 19.05 6.35 7.93
25 254 | 7.94~952 | 9.12

Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25’«3§§§§2§ fn ap
2225003383888 8333883833 3|5 3|(mmhev) (mm)
CooO|00(z=2=2=2Z=2=2Z2=2=2=2=2Z4a4a4a4ad4aa4ax I
SNMG 120404-RM [ B B BN J [ 0.10~0.50 | 2.00~6.00
120408-RM o000 [ 2 I J 0.15~0.55 | 2.00~6.00
120412-RM [ 3N N J [ J 0.20~0.60 | 2.00~6.00
120416-RM 0.25~0.70 | 2.00~6.00
150608-RM 0.20~0.60 | 0.20~6.00
) RM Prev) 150612-RM [ 2 I J ([ 0.20~0.60 | 2.00~8.00
g 150616-RM 0.25~0.70 | 2.00~8.00
3 190608-RM [ 2N AN J [ 0.20~0.60 |2.00~10.00
= 190612-RM oo o ° 020~0.60 | 2.00~10.00
190616-RM 0.27~0.70 |2.00~10.00
190624-RM 0.30~0.75 |3.00~10.00
250924-RM 0.40~1.20 4.00~14.00
SNMG 120408-VP4 [ 0.15~0.35 | 1.00~4.00
120412-VP4 [ 0.20~0.40 | 1.00~4.00
150612-VP4 ([ 0.20~0.45 | 1.00~5.00
= VP4 190608-VP4 ([ 0.20~0.50 | 1.00~9.00
% <@ 190612-VP4 ° 0.23~0.55 | 1.00~0.00
é 190616-VP4 0.27~0.60 | 1.00~9.00
SNMG 120408-VR 0.25~0.55 | 1.20~7.00
120412-VR 0.30~0.60 | 1.50~7.00
= VR 120416-VR 0.35~0.60 | 2.00~7.00
% 190612-VR e o 0.35~0.70 |2.00~10.00
é 190616-VR [ [ 0.35~0.75 |2.20~10.00
SNMM 120408-GR 0.20~0.50 | 1.00~7.00
120412-GR [ J 0.25~0.65 | 1.30~7.00
GR 190612-GR ° 0.25-0.65 | 1.30~1150
2 190616-GR 0.32~0.85 | 1.80~11.50
2
&
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

S N Q Q ' Dimensions (mm)
/ ~ Size d t ds

12 12.7 4.76 5.16

d 1 | 15 | 15875 | 6.35 6.35
N 19 | 1905 | 635 | 793
t 25 | 254 | 7.94952 | 9.12

(0] square 90° Negative

R Steel L D IDEEFIOEIIDE X R o3 £ Machining types
o Stainless steel M E 2K 2 o B TS [ BE 2 —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E§§§§§§§E§ fn ap
22200/ 8838388833338383888 3|5 8|(mmrev) (mm)
COoOO0|0O0|zZz=2=Z=2Z=Z=Z=2=2=2=24a4a4aa4aa4aad I

SNMM 120408-GH [ 2N J 0.30~0.60 | 2.50~8.00
120412-GH [ 2N J 0.30~0.70 | 2.50~8.00
150612-GH [} 0.30~0.70 | 2.50~8.00
190612-GH o0 [ 2N J 0.30~0.70 | 3.00~8.00
190616-GH o0 [ 3N J 0.45~1.00 | 4.00~9.00

GH 190624-GH [ I ) [ 2N J 0.55~1.20 | 4.00~9.00

%‘ 250724-GH o0 [ 2N J 0.55~1.20 |5.00~12.00
2 250924-GH oo oo 0.55~1.20 5.00~12.00
250932-GH 0.55~1.20 |5.00~12.00

SNMM 190612-VH [ 0.50~0.90 |5.00~10.00
190616-VH [ 0.50~1.10 |5.00~10.00
190624-VH [ ] 0.60~1.20 |6.00~12.00
250716-VH 0.70~1.40 |6.00~15.00

VH 250724-VH ° ° 0.70-1.40 |6.00-15.00

‘%‘ 250920-VH 0.70~1.40 |6.00~15.00

T 250924-VH [ 0.70~150 |6.00~14.00
[ General ]

SNMM 190612-VT [ ] [ J 0.60~1.00 |6.00~13.00
190616-VT ([ [} 0.60~1.10 |6.00~13.00
190624-VT [ 0.60~1.60 |7.00~13.00
250716-VT 0.75~1.60 |7.00~15.00
250724-VT [ [} 0.75~1.60 |7.00~15.00

VT 250920-VT 0.751.60 |7.0015.00
> 250924-VT [ [ J 0.75~1.60 |7.00~17.00
$

[ High feed
cutting ]
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




B Turning Insert (Negative)

S N OQ r Dimensions (mm)
J 5 =1 ] Size d t di

. 12 | 127 | 3.18-476 | 5.16
Tt o 15 | 15875 | 4.76 -

19 | 1905 | 476

t 25 | 254 7.94

(0] square 90° Negative

Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 2 & Int ted cutti
Hardened steel g = P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E§§§§§§§E§ fn ap
2225083833888 83333S3883 3838 3|5 8|(mmrey) (mm)
o000z =2=2Z=2Z=Z=Z=Z=Z=ZZ4a4a4a4aa40a4aTI
SNMN 120304 0.17~0.45 | 1.00~3.50
120308 0.23~0.60 | 1.50~6.00
120312 0.25~0.60 | 2.00~5.00
120404 0.17~0.45 | 1.00~3.50
> 120408 0.23~0.60 | 1.50~5.00
£ 120412 0.25~0.60 | 2.00~5.00
g 150404 020~050 | 1.50~6.00
° 150408 0.25~0.60 | 1.50~6.00
B 150412 0.25~0.60 | 2.00~6.00
g 190416 0.35~0.70 | 2.00~6.00
SNMX 120408R 0.15~0.35 | 1.00~4.00
g
=
3
£
=
8
=
SNUN 120408 0.23~0.60 | 1.50~5.00
120412 0.25~0.60 | 2.00~5.00
190412 0.30~1.00 |3.00~10.00
120412TN 0.25~0.60 | 2.00~5.00
250724TN 0.30~1.20 |3.00~12.00
2
=
[=2]
=]
[
9
£
=
8
=
2 Cutting edge geometry A52~A61 3 Recommended chip breaker B04~B11  2) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MSBNR/L B173 MSRNR/L B174 PSDNN B163
MSDNN B173 MSSNR/L B175 PSKNR/L B164, 199
MSKNR/L B174 PSBNR/L B163 PSSNR/L B164

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

— Size d t di
11 6.35 3.18 2.40
o 16 9.525 | 3.18~4.76 | 3.81
] 22 12.7 4.76 5.16
& Triangular 60° Negatlve t 2 L1585 6% | 8%
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
faz_ Castiron (3K 2k 2K B 2K J k 2 [ ] : @ Continuous cutting
= Non-ferrous metal i
§ Heat resistant alloy, Titanium alloy [ ) o0 s 200 : 2 & General Culllng.
Hardened steel 2 8 ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25§§§§§2§ fn ap
2225008888388 8333388888 3|5 8|(mmrev) (mm)
COO0|0O0|zZz=2=Z=Z=Z=2=2=2==24a4a4a4aa4qaaxT I
TNGA 110302 0.05~0.30 | 0.20~3.00
110304 0.05~0.30 | 0.40~3.00
160304 0.10~0.35 | 0.40~4.00
160402 0.10~0.30 | 0.20~4.00
160404 0.10~0.35 | 0.40~5.00
> r 160408 0.12~0.40 | 0.50~5.00
g L
.'E, _:'r- 220304 0.10~0.35 | 0.50~5.00
3 == 220402 0.05~0.30 | 0.20~3.00
= 220404 0.10~0.35 | 0.40~5.00
220408 0.10~0.40 | 0.50~5.00
220412 0.12~0.45 | 1.00~5.50
270612 0.12~0.45 | 1.00~7.00
270624 0.20~0.55 | 2.00~7.00
TNGG 160402R-SC [ J 0.03~0.20 | 0.10~1.50
sC 160404R-SC | ® 0054025 | 030200
160402L-SC 0.03~0.20 | 0.10~1.50
160404L-SC 0.05~0.25 | 0.30~2.00
TNGG 110304R 0.05~0.30 | 0.50~2.50
160402R [ J 0.08~0.30 | 0.50~3.50
160404R [ 2N J 0.12~0.30 | 1.00~3.50
160408R [} 0.15~0.35 | 1.30~3.50
220404R [ J 0.12~0.30 | 1.00~5.00
= 220408R [ J 0.15~0.35 | 1.30~5.00
E 220412R 0.17~0.40 | 1.50~5.00
£ 110304L 0.05~0.30 | 0.50~2.50
g 160402L 0.08~0.30 | 0.50~3.50
== 160404L L) 0.12~0.30 | 1.00~3.50
160408L [} 0.15~0.35 | 1.30~3.50
220404L 0.12~0.30 | 1.00~5.00
220408L 0.15~0.35 | 1.30~5.00
220412L 0.17~0.40 | 1.50~5.00
TNGG 160404-VP3 [ 2 AN J [ 0.05~0.30 | 0.10~3.00
_'é’ VP3 160408-VP3 ®© 00 (@ 010045 050500
-
o
g
3
=
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11  3) Code system B26~B27 o : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

Dimensions (mm)

I Size d t di
1 6.35 3.18 2.40
I g 16 9.525 | 3.18~4.76 | 3.81
- 22 12.7 4.76 5.16
/o\ Triangular 60° Negatlve t T s T om
Steel D DI IIOEE R XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron O IOE X s ss @ 8| @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§§§§§§2§ fn ap
TNGN 110302 0.05~0.25 | 0.20~2.50
110304 0.10~0.30 | 0.50~2.50
110308 0.10~0.30 | 0.80~2.50
160302 0.05~0.30 | 0.20~3.00
160304 0.10~0.30 | 0.50~4.00
160308 0.10~0.40 | 0.80~4.00
= 160404 0.10~0.40 | 0.50~4.00
E 160408 0.10~0.40 | 1.00~4.00
£ 160412 0.10~0.50 | 1.50~4.50
3 220404 0.10~0.35 | 1.004.00
= 220408 0.15~0.40 | 1.50~5.00
220412 0.20~0.50 | 1.50~5.00
220416 0.25~0.55 | 1.50~5.00
220424 0.30~0.65 | 2.00~5.00
270630 0.35~0.70 | 2.00~5.00
TNMA 110308 0.05~0.30 | 0.50~3.00
160404 [ BN ) 0.10~0.30 | 1.00~4.00
160408 [ 2N J 0.10~0.40 | 1.00~4.00
160412 [ ] 0.10~0.50 | 1.50~4.50
160416 [ ] 0.15~0.55 | 1.50~4.50
220404 0.10~0.35 | 1.00~4.00
= 220408 [ J 0.15~0.40 | 1.50~5.00
% 220412 ° 0.20~0.50 | 1.50~5.00
é 220416 [ ] 0.25~0.55 | 1.50~5.00
220420 0.30~0.65 | 2.00~5.00
220432 0.35~0.70 | 2.00~5.00
270608 0.20~0.45 | 2.00~7.00
270612 0.25~0.55 | 3.00~7.00
270616 0.30~0.65 | 3.00~7.00
330924 0.35~0.75 | 3.00~9.00
TNMG 160404-VB [ ( AN I BN J [ J 0.10~0.35 | 0.30~1.50
160408-VB [ ] ( AN I BN J [ J [ J 0.15~0.45 | 0.50~7.00
VB 160412-VB [ J [ J
220408-VB [ ] [ J 0.15~0.45 | 0.50~2.50
220412-VB 0.20~0.50 | 0.70~2.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

@ Triangular 60° Negative

— Size d t di
11 6.35 3.18 2.40
I g 16 9.525 4.76 3.81
22 12.7 4.76 5.16

Steel L D IDEEFIOEIIDE X R o3 £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel 2 8 ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§EE§ fn ap
2235383833388 SES333883883 3|5 3| (mmrev)| (mm)
O 0O 00 |Z Z2Z2Z2 222222000000 IT
TNMG 160404-VL |®@ ° 0.05~0.25 | 0.10~1.00
> VL 160408-VL | ® e o o 0.100.35 | 0.20~1.50
£ 160412-VL ° 0.15~0.40 | 0.20~150
:uéj 220408-VL 0.10~035 | 0.20~1.50
220412-VL 0.10~0.35 | 0.50~2.00
TNMG 110304-VF (@ @ ° 0.05~0.20 | 0.20~1.00
VE 160404-VF | @ ° ° ° 0.07~0.30 | 0.50~1.50
2 160408-VF o0 ° 0.10~0.40 | 0.50~1.50
_§ 160412-VF 0.15~0.50 | 0.50~1.50
iT 220404-VF ° ° 0.10~0.40 | 0.50~1.50
220408-VF 0.10~0.40 | 0.50~1.50
VW TNMG 160404-VW 0.10~0.35 | 0.30~3.00
160408-VW 0.10~0.40 | 0.30~3.00
[wiper]
_g HA TNMG 160404-HA (] [ 3K J 0.05~0.30 | 0.80~3.50
2 160408-HA ® ©|® 010040 080350
e 160412-HA 0.13-0.55 | 0.80~3.50
% 220408-HA ° 0.10~040 | 0.80~5.30
=
o TNMG 110304-LP 0.07~0.30 | 0.30~1.50
= LP 110308-LP 0.10-0.30 | 030~1.50
= Q@ 160404-LP e o o 0.10~035 | 0.30~2.00
= 160408-LP e o o 0.10~0.40 | 0.50~2.50
-% 160412-LP e o 0.13~045 | 0.80~3.00
=
o TNMG 160404-VC e o o 0.10~0.35 | 0.30~2.00
= VC 160408-VC e o o 0.15-4.00 | 050~3.00
-% 160412-VC e o o 0.15~4.50 | 0.50~3.00
E 220408-VC e o 0.15~0.40 | 0.50~3.00
-§ 220412-VC e o 0.15~045 | 0.50~3.00
=
o VP2 TNMG 160404-VP2 @0 000 (O 005030010300
i 160408-VP2 @0 000 (@O [010045|050500
-§ 160412-VP2 0 0@ (@ (013055 080330
= 220404-VP2 e o 0.05~0.30 | 0.80~5.00
-% 220408-VP2 oo o 0.10~0.40 | 0.80~5.00
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJINR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

/o\ Triangular 60° Negative

Dimensions (mm)

— Size d t di
1 6.35 3.18 2.40
I g 16 9.525 | 3.18~4.76 | 3.81

22 12.7 4.76 5.16
t 27 15.875 6.35 6.35

Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS828gzs8§8§88s288888228 fn ap
222038838388 88333383383383 3|z 8|(mmiev) (mm)
O0CO0|0O0|lz=2=Z=Z=Z=Z=Z=Z=Z=Zaaaaaaclxx
2 VQ TNMG 110304-VQ 0.05~0.30 | 0.50~3.00
é 160404-VQ ([ 2 BN BN BN J 0.05~0.30 | 0.80~3.50
E’ 160408-VQ [ J [ AN N J 0.08~0.40 | 0.80~3.50
% 160412-VQ 0.10~0.40 | 0.80~3.50
= (Cermet] 220404-VQ 0.05~0.35 | 0.80~4.00
TNMG 110308-HM [ ] 0.17~0.40 | 1.50~3.00
= 160404-HM 00 [ J o 0.05~0.30 | 0.90~4.00
-§ 160408-HM ® 0 00 [ J 0.10~0.50 | 1.00~4.00
£ 160412-HM ° 0.13~0.60 | 1.30~4.00
2 220404-HM oo e 0.15-045 | 0.60-5.00
= 220408-HM ) 0.18~0.48 | 0.80~5.80
TNMG 160404-MK [ N ) 0.05~0.30 | 0.90~3.50
160408-MK ([ J 0.10~0.50 | 1.00~4.00
160412-MK ([ J 0.12~0.60 | 1.20~4.50
g MK ) 160416-MK 0.13-060 | 1.20~4.50
3 220404-MK 0.17~0.45 | 1.50~5.00
£ 220408-MK 021~050 | 1.30~5.50
g 220412-MK 023-052 | 140650
220416-MK 0.25~0.53 | 1.60~6.00
270612-MK 0.25~0.55 | 3.00~7.00
TNMG 160404-MM o000 [ 3N N J 0.10~0.40 | 0.50~4.80
160408-MM o000 00 0.12~0.45 | 0.50~4.80
o MM 160412-MM [ 2N N J o 0.18~0.65 | 0.50~4.80
% @ 160416-MM 0.18~0.65 | 0.50~4.80
£ 220404-MM 0.10~0.40 | 0.50~6.50
% 220408-MM [ B I J [ BN ) 0.12~0.45 | 0.50~6.50
= 220412-MM [ BN N J [ N J 0.15~0.60 | 0.50~6.50
220416-MM 0.18~0.65 | 0.50~6.50
TNMG 110308-MP [ J [ J 0.15~0.42 | 0.50~3.50
160404-MP (] [ o0 00 [ ) 0.10~0.40 | 0.40~3.50
160408-MP [ ] [ ] [ J [ BN I J [ 3N ] 0.15~0.45 | 0.50~4.00
o MP 160412-MP e o o XX o0 0.15-0.50 | 0.80-4.50
3 @ 160616-MP 0.18~050 | 1.00~4.50
E 220404-MP e o o oo o0 0.10~0.35 | 0.40~5.00
é 220408-MP [ ] [ ] [ ] [ BN I J 0.15~0.45 | 0.50~5.50
220412-MP [ ] [ ] [ J [ 2 I J 0.15~0.50 | 0.80~6.00
220416-MP [ ] [ ] [ ] 0.20~0.55 | 1.00~6.00
270612-MP 0.28~0.60 | 1.20~8.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

I Size d t di
1 6.35 3.18 2.40
I g, 16 9.525 4.76 3.81
- 22 12.7 4.76 5.16
@ Triangular 600 Negatlve t g; 11555_80755 7_9?1?5_52 sgg
Steel O OO IIOEEEE XN £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£253§§§§2§ fn ap
2225083383888 8333883833 3|5 3|(mmhrev) (mm)
COoOO0O|0O0([zZz=2=2=2=22=2Z2Z2=Z=2Z4a40o40aa40aa40daTIXIT
TNMG 110308-VM 0.05~0.30 | 0.80~4.00
= VM 160404-VM | @ ([ [ 2N J [ 2N J 0.05~0.30 | 0.90~5.00
E 160408-VM | @ [ J [ 2 BN BN BN J oo [ J 0.10~0.50 | 1.00~5.00
£ 160412-VM | @ o0 0 0.13-0.60 | 1.30~5.00
g 220404-VM 0 0.05~0.30 | 0.90~6.60
= 220408-VM ([ [ J [ 2N J [ J 0.10~0.50 | 1.00~6.60
220412-VM 0.13~0.60 | 1.30~6.60

TNMG 160404-VP3 o0 000 ® @ | 0.050.30 | 0.10~3.00
160408-VP3 0000 ® @ 0.10~0.45 | 0.50~5.00
160412-VP3 0.20~0.40 | 0.50~3.50
220404-VP3 0.20~0.30 | 0.80~4.00

2 VP3 220408-VP3 0.25~0.35 | 0.80~5.00
E 220412-VP3 0.30~0.40 | 1.00~5.00
'g’ 220416-VP3 0.30~0.40 | 1.00~5.00
3
=
LW TNMG 160408-LW 0.15~0.50 | 0.70~4.50
160412-LW 0.20~0.60 | 1.00~5.00
[wiper]

TNMG 110308-B25 0.17~0.40 | 1.50~3.00
160404-B25 | @ [ J [ J [ BN N J 0.17~0.45 | 2.00~3.50
160408-B25 | @ [ J [ J [ BN N J [ J 0.17~0.55 | 2.00~3.50
160412-B25 ([ ] [ J [ J ([ 0.25~0.55 | 2.00~3.50
160416-B25 0.30~0.60 | 2.50~3.00

B25 220404-B25 [ J [ BN N J 0.17~0.45 | 1.50~5.00
220408-B25 [ [ 2 AN J 0.17~0.55 | 2.00~5.00
220412-B25 [ [ 2 AN J 0.25~0.55 | 2.00~5.00
220416-B25 [ ] [ ] [ ] 0.30~0.60 | 2.00~5.00
220424-B25 0.35~0.70 | 3.00~7.00
220432-B25 0.40~0.75 | 3.50~7.00
270608-B25 [ J 0.17~0.55 | 2.00~5.00
270612-B25 ® 00 0.25~0.55 | 3.00~7.00
270616-B25 0.30~0.60 | 3.00~7.00
330716-B25 [ [ J 0.35~0.70 | 3.00~9.00
330924-B25 0.40~0.80 | 3.00~9.00

%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)

TN OO

/o\ Triangular 60° Negative

Dimensions (mm)

— Size d t di
16 9.525 4.76 3.81
I g 22 12.7 4.76 5.16

27 15.875 6.35 6.35
t 33 19.05 | 7.94~0.52 | 7.93

Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] L2k 2K 4 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§££é’§§§§§2§ fn ap
2220388388888 3333383338 3|z 8|(mmhev) (mm)
O0O0|0O0|lz=2=2=2=2=Z=2=2==Zaaaaaaax I
TNMG 160408-GR [ BN ) 0.20~0.50 | 1.00~7.00
160412-GR [ ] 0.23~0.54 | 1.20~8.00
220408-GR ® 000 0.22~0.61 | 1.10~7.80
GR 220412-GR ® 0o 0.28~0.78 | 1.20~7.80
2 220416-GR ° 031~0.75 | 150~7.80
® 270608-GR ° 031~0.75 | 150~7.80
& 270612-GR o0 0.31~0.75 | 1.50~7.80
270616-GR [ J 0.36~1.00 | 1.60~7.80
330924-GR [ J 0.40~1.00 | 2.00~9.00
TNMG 160408-RK ( N ] 0.23~0.53 | 1.50~5.00
160412-RK ( N ] 0.28~0.53 | 1.80~5.00
N RK 160416-RK ° 0.28~0.53 | 1.80~5.00
-% Prev) 220408-RK ° 0.23~0.53 | 1.50~6.00
ng: 220412-RK [ 0.28~0.53 | 1.80~6.00

220416-RK [ J 0.28~0.63 | 2.00~6.00

TNMG 160404-RM 0 00 00 0.10~0.50 | 2.00~5.50

RM 160408-RM L ) o000 0.15~0.55 | 2.00~5.50

2 O 160412-RM 0 0.20~0.60 | 2.00~550

® 220408-RM eoeo ° 0.10~0.50 | 2.00~7.50

& 220412-RM oo e ° 0.15~0.55 | 2.00~7.50

220416-RM 0.25~0.70 | 2.00~7.50

VP4 TNMG 160408-VP4 [ ] 0.15~0.35 | 1.00~4.00

E ) 160412-VP4 o 0.20~040 | 1.00~4.00
=
2
&

TNMG 160404-VR 0.20~0.50 | 0.80~7.00
160408-VR 0.25~0.55 | 1.20~7.00
160412-VR 0.35~0.65 | 1.70~7.00

= VR 160416-VR 0.35~0.70 | 2.00~10.0
-% 220408-VR 0.35~0.70 | 2.00~10.0
3 220412-VR 0.35~0.70 | 2.00~10.0
= 220416-VR 035-0.75 | 220100
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




Turning Insert (Negative) B

Dimensions (mm)

TN OO

— Size d t di
16 9.525 4.76 3.81
o 22 12.7 4.76 5.16
] 27 15.875 6.35 6.35
Steel L D IDEEFIOEIIDE X R o3 £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E§§§§§§§E§ fn ap
22200/ 8838388833338383888 3|5 8|(mmrev) (mm)
OO0 0|00z =2=2Z=2==Z=2=2=Z=Zaaaaaaax I

TNMM 220408-GR 0.22~0.61 | 1.10~7.80
> GR 220412-GR 0.28~0.78 | 1.20~7.80
%, 220416-GR 0.31~0.75 | 1.50~7.80
g

TNMM 160408-GH 0.20~0.50 | 1.00~7.00

220408-GH 0.25~0.60 | 1.30~7.00
GH 220412-GH [ 0.20~0.50 | 1.00~8.00
220416-GH 0.25~0.60 | 1.30~8.00
%‘ R, 270616-GH 0.32~0.70 | 1.80~8.00
£ - N 270624-GH 0.35~0.50 1.80~13.00
ﬁ 330924-GH 0.35~0.70 |2.30~13.00
2 TNMN 160408 0.10~0.30 | 1.00~4.00
4 220408 ° 0.15~040 | 1.50~5.00
‘.;: 220412 0.20~050 | 1.50~5.00
E

TNMX 160404R-SR 0.10~0.35 | 0.70~3.50
SR 160408R-SR 0.12-040 | 1.00-350
@ 160404L-SR 0.10~0.35 | 0.70~3.50
160408L-SR 0.12~0.40 | 1.00~3.50

[Shaft]

TNMX 160404R-SH [ [ 0.15~0.30 | 0.50~4.00
g SH 160408R-SH o o 0.15~045 | 1.00~4.00
3 160404L-SH [ ] [ ] 0.15~0.30 | 0.50~4.00
g 160408L-SH o o 0.15~0.45 | 1.00~4.00
2

[Shaft]

TNMX 160402R [ X 0.10~0.30 | 0.50~3.00
=2 160404R () [ N B N J 0.12~0.30 | 1.00~3.50
) 160408R 0 0.15~0.35 | 1.30~3.40
g 220404R 0.12~0.30 | 1.00~5.00
= 220408R 0.15~0.35 | 1.30~5.00
% 160404L [ 2N I ) 0.12~0.30 | 1.00~3.50
= 160408L [ ) [} 0.15~0.35 | 1.30~3.40
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Available tool holders
Designation Page Designation Page Designation Page
MTENN B175 PTFNR/L B165, 199 WTJNR/L B167
MTFNR/L B175 PTGNR/L B165 WTXNR/L B167
MTGNR/L B176 PTTNR/L B166
MTJNR/L B176 WTENN B167

Turning




B Turning Insert (Negative)
VN OO

~«5~ Rhombic 35° Negative

Dimensions (mm)
Size d t dh
16 9.525 4.76 3.81

Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
%‘ Ngn-ferrousmetlal ® B gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£25§§§§§2§ fn ap
22200/ 838383888333388388 3|z 8|(mmrev) (mm)
CooO|00(z=2=2=2Z2=2=2Z2=2=2=2=2Z4a4a4a4ad4aa4axI
= VNGG 160408-HA [ J 0.10~0.40 | 0.80~3.50
s HA
<
E
2
=
= VNGG 160404-VP3 [ 2N I J [ J 0.05~0.30 | 0.10~3.00
£ VP3 160408-VP3 0.10~0.45 | 0.50~5.00
o
£
=
8
=
VNMG 160404-VB | @ [ AN N BN J [ J [ 0.10~0.35 | 0.30~1.50
VB 160408-VB (@ e©e/e o0 o o 0.15~0.45 | 0.50~2.00
160412-VB [ ] [ ] 0.20~0.45 | 0.80~2.50
VNMG 160402-VF [ J ([ 0.06~0.20 | 0.30~1.00
VF 160404-VF [ 2N J ([ [ [ J 0.08~0.30 | 0.50~1.50
160408-VF [ [ 2N J ([ 0.10~0.40 | 0.50~1.50
160412-VF 0.15~0.50 | 0.50~1.50
VNMG 160404-VL [ J [ J [ [ J [ 0.05~0.20 | 0.10~1.00
VL 160408-VL (@ @ e o o 0.10~0.25 | 0.20~150
160412-VL [ J 0.15~0.30 | 0.50~2.00
[ Mild steel]
2 VNMG 160404-HA [ J 0.08~0.35 | 0.50~3.00
2 HA 160408-HA 0.10~0.40 | 0.80~3.50
<
g
=
=
2 VNMG 160404-LP [ [ J 0.10~0.35 | 0.30~1.50
S 160408-LP e o 0.10~0.40 | 0.50~2.00
= LP
& frev) 160412-LP ) 0.10~0.45 | 0.80~2.50
E
=
8
=
b= VNMG 160404-VC | @ [ J [ [ J 0.10~0.35 | 0.30~2.00
'} VC 160408-VC | ® e o 0.15~4.00 | 0.50~3.00
:;3 160412-VC [ [} 0.15~0.40 | 0.80~3.00
._E
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MVJNR/L B176 MVVNN B177
MVQNR/L B177 MVUNR/L B203

Turning




Turning Insert (Negative) B

Dimensions (mm)
Size d t di
16 9.525 4.76 3.81
22 12.7 4.76 5.16

VN

~5~ Rhombic 35° Negative

Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 88g82sS8888z88888228 n ap
= VNMG 160404-VQ (@ © @@ ® 0.10~0.40 | 0.50~3.50
2 IV/e 160408-VQ (@ o @ @ 0.12-0.45 | 0.50~350
E’ 160412-VvQ 0.15~0.45 | 0.80~3.50
%
= [Cermet]

HM VNMG 160404-HM e o ° 0.13~0.40 | 0.80~3.80
160408-HM e o ° 0.20~0.45 | 0.80~4.50
160412-HM ° 0.10~0.60 | 1.00~4.00

= VNMG 160404-MK ° 0.08~0.45 | 0.50~3.00
g MK @ 160408-MK ) 040050 | 1.00~350
£ 160412-MK ° 0.20~0.50 | 1.50~4.00
2
=
oy VNMG 160404-MM oo o0 0.10~040 | 0.50~4.80
= MM 160408-MM eooeo 0 0.12-0.45 | 0.50~4.80
§ @ 160412-MM 0.15~0.60 | 0.50~4.00
E
> VNMG 160404-MP e o o XX o0 0.10~0.40 | 0.40~3.50
4 MP o 160408-MP e o o0 oo0o0 0 0.15-045 | 0.50-4.00
£ 160412-MP e o o 0.15~0.50 | 0.80~4.50
3 160616-MP 0.18~0.50 | 1.00~4.50
=
> RM VNMG 160404-RM 0.10~050 | 2.00~5.00
£ Prev] 160408-RM 0.15~0.55 | 2.00~5.00
§ 160412-RM 0.20~0.60 | 2.00~5.00
=
=
VNMG 160404-VM |@ o0 Y0 0.08~0.45 | 0.50~3.50
160408-VM | @ o000 e o o 0.10~050 | 1.00~4.00
g 160412-VM 0.20~0.50 | 1.50~4.00
3 VM 220404-VM 0.08-045 | 1.00-5.00
E 220408-VM 0.10~0.50 | 1.505.00
3
=
VNMG 160404-VP3 eo0o0o0o0 @ | 0.05-0.30 | 0.10~3.00
VP3 160408-VP3 00000 @ 0 010045 05050
160412-VP3 0.20~0.40 | 0.50~3.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MVJNR/L B176 MVVNN B177
MVQNR/L B177 MVUNR/L B203

Turning




B Turning Insert (Negative)

WN O

(0\ Trigon 80° Negative

Dimensions (mm)
Size d t ch

06 9.525 | 4.76 3.81
08 127 4.76 5.16

R Steel D 3DEEFIOEIIDE X R ) £ Machining types
g Stainless steel M E 2K J o B TS [ K 2K ) —
! . Castiron (3K 2k 2K Bk 2K J k 2 @® & | @ Continuous cutting
5 on-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 3 .
Hardened steel 2 s & Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§§£§ fn ap
2220388383888 83333333383 3|z 8|(mmiev) (mm)
COooO|00|z=2=2=2=2=2=2=2=2=2Z4aa0a4aa0adaadcd XX
> VP3 WNGG 080404-VP3 0.10~0.45 | 0.50~5.00
E
3
=
WNMA 060404 0.10~0.30 | 0.50~3.00
060408 [ J 0.10~0.30 | 0.50~3.00
o 060412 0.10~0.40 | 1.00~3.00
% 080404 ° 0.15~0.60 | 1.00~5.00
:o_: 080408 [ J 0.15~0.60 | 1.00~6.00
080412 [ J 0.15~0.70 | 1.50~6.00
080416 0.15~0.70 | 1.50~6.00

VB WNMG 080404-VB [} [} [ 0.10~0.35 | 0.30~1.50
080408-VB [} [} [ 0.15~0.45 | 0.50~2.00
080412-VB [ J [ J 0.18~0.45 | 0.80~2.50

WNMG 060404-VF [ J [ 0.07~0.30 | 0.50~1.50

VF 060408-VF 0.10~0.40 | 0.50~1.50
080404-VF ([ ] [ ] 0.07~0.30 | 0.50~1.50
080408-VF [ 0.10~0.40 | 0.50~1.50
080412-VF 0.20~0.50 | 0.50~1.50

VL WNMG 060404-VL 0.05~0.25 | 0.20~1.50
080404-VL 0.05~0.25 | 0.10~1.00
080408-VL [ J [ J 0.10~0.35 | 0.20~1.50

[ Mild steel]

VW WNMG 060404-VW 0.05~0.30 | 0.40~3.00
060408-VW 0.08~0.30 | 0.40~3.50
080404-VW 0.10~0.30 | 0.50~3.00
080408-VW 0.15~0.50 | 0.50~4.00
080412-VW 0.18~0.50 | 1.00~4.00

[wiper]
2 WNMG 060404-HA [ 2N ] 0.05~0.30 | 0.10~3.00
= 060408-HA ® ® 010040 0.80~350
= 080404-HA ® @ 005030 0.80~350
= 080408-HA [ 2N ] 0.10~0.40 | 0.80~3.50
g 080412-HA 0.13-055 | 0.80~3.50
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




Turning Insert (Negative) B

Dimensions (mm)

WN O

(0\ Trigon 80° Negative

Size d t di
06 9.525 4.76 3.81
T 1 |9 08 12.7 4.76 5.16

R Steel L D IDEEFIOEIIDE X R o3 £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
faz_ Castiron (3K 2k 2K B 2K J k 2 k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened stee! 2 ® 3 # Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§§§§§§2§ fn ap
2225386338888 SE3333838883 3|5 8| (mmiev)| (mm)
OO0 o000 |IZZ2Z22Z2 222222000000 IT
o WNMG 06T308-LP 0.70~0.30 | 0.30~1.50
= LP P 060404-LP 0.07~0.30 | 0.30~1.50
-% 060408-LP e o 0.10~0.30 | 0.30~1.50
I 080404-LP e o o 0.10~0.35 | 0.30~2.00
§ 080408-LP e o o 0.10~040 | 0.50~2.50
= 080412-LP e o o 0.13~0.45 | 0.80~3.00
2 VC WNMG 080404-VC e o 0.15~0.40 | 0.15~4.00
2 080408-VC e o 0.15~0.45 | 0.15~4.50
§ 080412-VC e o o 0.15~0.45 | 0.15~4.50
2
= yp2  |WNMG 080404-VP2 oo o 0.10~0.45 | 0.50~5.00
2 080408-VP2 ° @0 000 (O 01205 050500
§ 080412-VP2 @0 0060 (O 00503 010300
2
o WNMG 060404-VQ 0.05~0.30 | 0.50~4.00
= VQ 060408-VQ 008030 | 0.80~4.00
-§ 060412-VQ 0.10~0.30 | 1.00~4.00
€ 080404-VQ (@ o /@ @ 0.05~0.30 | 0.50~4.00
§ 080408-VQ (@ @@ @® 0.08~0.40 | 0.80~4.00
= [ Cermet] 080412-VQ 0.10~0.35 | 0.80~3.50
o HM WNMG 060404-HM ° 0.15~0.43 | 0.42~3.00
£ 060408-HM e o ° 0.10~0.50 | 1.00~4.00
£ 080404-HM o o ° 0.15~0.42 | 0.50~4.20
2 080408-HM eecooe ° 0.10-050 | 1.00-5.00
= 080412-HM ® 0.10~050 | 1.00~5.00
o MK WNMG 060408-MK o0 0.08~0.30 | 0.80~2.50
£ fnev) 080404-MK ° 0.10~0.45 | 1.00~3.00
£ 080408-MK ° 0.10~050 | 1.00~3.50
3 080412-MK ° 0.10~0.50 | 1.00-4.00
= 080416-MK 0.13~0.50 | 1.20~4.20
WNMG 06T304-MM 0.08~0.35 | 0.50~4.00
06T308-MM 0.10~0.40 | 0.50~4.00
s MM 06T312-MM 0.12-045 | 0.504.00
= @ 060404-MM 0.08-0.35 | 0.50-4.00
£ 060408-MM ) ° 0.10~0.40 | 0.50~4.00
2 060412-MM ) ° 0.12~0.45 | 0.50~4.00
= 080404-MM o000 o0 0 0.10~0.40 | 0.50~4.00
080408-MM XXX o0 0.12~0.45 | 0.50~4.00
080412-MM XXX o0 0.15~0.60 | 0.50~4.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168

PWLNR/L B200

Turning




B Turning Insert (Negative)

WN O

(0\ Trigon 80° Negative

Dimensions (mm)

Size d t di
06 9.525 4.76 3.81
08 12.7 4.76 5.16
13 19.05 6.35 7.93

8 Stainlsgzzlsteel M .3#03033:: :3:33 ~ER | Machining types
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 2| gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£25§§§§§2§ fn ap
222538338888 S8S3333883838 3 5 8|(mmrev) (mm)
OO0O0|0O0|lz=2=Z=Z=Z=Z=Z=Z=Z=Zaaa4aaalf X
WNMG 06T304-MP 0.10~0.40 | 0.40~2.80
06T308-MP 0.15~0.45 | 0.50~3.00

MP 060404-MP [ J [ ] [ J [ J 0.10~0.40 | 0.40~2.80

fnew] 060408-MP (] [ ] [ I ) (] 0.15~0.45 | 0.50~3.00

060412-MP 0.15~0.50 | 0.80~3.20

080404-MP [ J [ J o [ B BN J [ B I J 0.10~0.40 | 0.40~4.00

080408-MP [ J [ ] [ J [ BN I J [ B N J 0.15~0.45 | 0.50~4.50

080412-MP [ J [ J [ J [ BN BN J [ BN ) 0.15~0.50 | 0.80~5.00

080416-MP [ J [ J [ J 0.18~0.55 | 0.10~5.00

WNMG 060404-VM [ J [ N ) 0.10~0.45 | 1.00~3.50

060408-VM [ BN ] [ J [ N ) 0.10~0.50 | 1.00~4.00

4 VM 060412-VM 0.13-0.60 | 1.30-4.00

3 080404-VM o [ J [ N ) 0.05~0.30 | 0.90~5.00

E 080408-VM XXX oo o o 0.10~0.50 | 1.00~5.00

8 080412-VM ° ° o0 0.10~0.50 | 1.00-5.00

080416-VM 0.10~0.50 | 1.20~5.00

WNMG 060408-VP3 0.60~0.38 | 0.40~3.50

o VP3 060412-VP3 0.60-0.38 | 040-350

E 080404-VP3 o0 000 ® @ 0.10~0.45 | 0.50~5.00

E 080408-VP3 o0 000 ® @ 0.12~0.50 | 0.50~5.00

% 080412-VP3 [ BN BN BN N J ® @ 0.05~0.30 | 0.10~3.00

= 130612-VP3 0.20~0.40 | 1.00~5.00

WNMG 060408-LW [ J [ ] [ J 0.15~0.60 | 0.50~3.50

g LW 060412-LW 020~0.70 | 0.80~350

3 080408-LW [ J [ J [ J [ J 0.15~0.60 | 1.00~5.00

E 080412-LW 020~0.70 | 1.00~6.00
8
=

[wiper]

B25 WNMG 080404-B25 [ J [ J [ J 0.17~0.45 | 1.00~5.00
080408-B25 [ J [ BN 3N J 0.23~0.60 | 1.50~5.00
080412-B25 [ J [ J [ J 0.25~0.60 | 2.00~5.00

WNMG 080404-GR 0.15~0.50 | 0.08~6.00
4 080408-GR X 020~0.50 | 1.00~7.00
'§’ 080412-GR o000 0.25~0.50 | 1.30~7.00
& 080416-GR 0.25~0.60 | 1.80~6.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




Turning Insert (Negative) B

Dimensions (mm)

WN O

(0\ Trigon 80° Negative

Size d t di
06 9.525 4.76 3.81
T | 08 12.7 4.76 5.16
10 15875 | 6.35 6.35

13 19.05 | 6.35 7.93

Steel O O EFIOEIIOEEEE XN £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] L2k 2K 4 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£2§§§§§§2§ fn ap
2220088883888 3333883888 3|5 8|(mmrev) (mm)
OO0 0|00z =2=2=2=2=Z=2=2Z=Z=Zaaaaaadalx
WNMG 060408-RK 0.10~0.40 | 1.00~3.50
060412-RK 0.23~0.40 | 1.50~5.00
2 RK e 080404-RK () 0.23~0.50 | 1.50~6.00
® 080408-RK (X 0.23-053 | 150~6.00
& 080412-RK o0 0.28~0.53 | 1.80~6.00
080416-RK [ 0.25~0.60 | 2.00~6.00
WNMG 060404-RM (N 0.10~0.50 | 1.50~3.00
RM 060408-RM ( 3N 0.15~0.55 | 1.50~3.00
2 @ 060412-RM 0 0.20~060 | 150~3.00
® 080404-RM LK) °0 0.10~0.50 | 2.00~4.00
& 080408-RM o000 o0 0 0.15~0.55 | 2.00~4.00
080412-RM [ 3 I N ) [ ] 0.20~0.60 | 2.00~4.00
I VP4 WNMG 080408-VP4 [ ] 0.15~0.35 | 1.00~4.00
2 Prev] 080412-VP4 ° 0.20~0.40 | 1.00~4.00
<
2
&
WNMG 060408-VR 0.20~0.40 | 1.00~6.00
o VR 080404-VR 0.20-050 | 0.80~7.00
-§, 080408-VR 0.25~0.55 | 1.20~7.00
é 080412-VR 0.30~0.60 | 1.50~7.00
080416-VR 0.40~0.60 | 1.50~4.00
2 B25 WNMM 100608-B25 [ ] 0.30~0.80 | 3.00~8.00
'g’ 130612-B25 0.40~0.90 |4.00~10.00
e
5
z
WNMX 080404R-SR 0.10~0.35 | 0.70~3.00
SR 080408R-SR 0.12-040 | 100-300
@ 080404L-SR 0.10~0.35 | 0.70~3.00
080408L-SR 0.12~0.40 | 1.00~3.00
[Shaft]
2 SH WNMX 080404R-SH 0.15~0.30 | 1.00~4.00
% ! 080408R-SH 0.15~0.50 | 1.50~5.00
E '_.-"' \ 080404L-SH 0.15~0.30 | 1.00~4.00
k=1 2 - 080408L-SH 0.15~0.50 | 1.50~5.00
] ==
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
MWLNR/L B177 WWLNR/L B168
PWLNR/L B200

Turning




B Turning Insert (Positive)

CC

/5] Rhombic 80° Positive
Relief Angle: 7°

Dimensions (mm)

Size d t di
03 3.5 1.39 1.9
04 4.3 1.79 2.3
06 6.35 2.38 2.8
09 9.525 3.97 4.4

R Steel D 3DEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® 2| gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§§§§§§§§§§§§§§?‘E§ fn ap
2225386338388 E33338883 3|5 3|(mmrev) (mm)
COoOO0|0O0|zZ=2Z=Z=Z=2=2=2=2=2=2==2Z4aaaaaaxT T
CCET 0301005R 0.01~0.05 | 0.10~0.30
030101R 0.01~0.05 | 0.10~0.30
030102R 0.01~0.05 | 0.10~0.30
030104R 0.01~0.05 | 0.10~0.30
0401005R 0.01~0.10 | 0.10~0.50
040101R 0.01~0.10 | 0.10~0.50
040102R 0.01~0.10 | 0.10~0.50
040104R 0.01~0.10 | 0.10~0.50
0301005L 0.01~0.05 | 0.10~0.30
030101L 0.01~0.05 | 0.10~0.30
030102L [ ] [ AN ] 0.01~0.05 | 0.10~0.30
030104L 0.01~0.05 | 0.10~0.30
0401005L 0.01~0.10 | 0.10~0.50
040101L 0.01~0.10 | 0.10~0.50
040102L [ ] ( AN ] 0.01~0.10 | 0.10~0.50
040104L [ J 0.01~0.10 | 0.10~0.50
CCET 0602005MFR-KF [ J [ J 0.01~0.06 | 0.04~1.30
060201MFR-KF [ J [ J 0.02~0.08 | 0.05~1.50
060202MFR-KF [ J [ J 0.03~0.11 | 0.06~1.70
09T3005MFR-KF [} [} 0.02~0.08 | 0.05~1.50
KF 09T301MFR-KF ) ) 0.03~0.11 | 0.06~1.70
09T302MFR-KF [ J [ J 0.04~0.15 | 0.08~2.00
0602005MFL-KF [ J [ J 0.01~0.06 | 0.04~1.30
060201MFL-KF [} [} 0.02~0.08 | 0.05~1.50
[High precision] 060202MFL-KF [ J [} 0.03~0.11 | 0.06~1.70
09T3005MFL-KF [ J [ J 0.02~0.08 | 0.05~1.50
09T301MFL-KF [ J [ J 0.03~0.11 | 0.06~1.70
09T302MFL-KF [ J [ J 0.04~0.15 | 0.08~2.00
CCET 0602005MFR-KM [ J [ J 0.01~0.06 | 0.04~1.30
060201MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
060202MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
2 KM 09T3005MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
G 09T301MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
"E 09T302MFR-KM [ J o 0.04~0.15 | 0.08~2.00
= 0602005MFL-KM [ J [ J 0.01~0.06 | 0.04~1.30
< 060201MFL-KM o o 002-0.08 | 0.05~1.50
L [Fghprecision] 060202MFL-KM ° ° 003~0.11 | 0.06~1.70
09T3005MFL-KM [ J [ J 0.02~0.08 | 0.05~1.50
09T301MFL-KM [ J [ J 0.03~0.11 | 0.06~1.70
09T302MFL-KM [ J [ J 0.04~0.15 | 0.08~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113,178 SCLCR/L B113, 178, 204, 214

Turning




Turning Insert (Positive) B

Dimensions (mm)
Size d t ch

06 6.35 2.38 2.8
09 9.525 | 3.97 4.4

CC

1] Rhombic 80° Positive
Relief Angle: 7°

R Steel L D IDEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K 2 o B TS [ 2K 2K ) —
faz_ Castiron (3K 2k 2K B 2K J k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£§§§§§§§2§ fn ap
222008383388 88833383838338 3|5 3 (mmrey) (mm)
o000 |zZz=2=Z=2=2=2=222Z240o40o40a40a4aadad T
CCGT 0602003R-KF 0.01~0.06 | 0.04~1.30
060201R-KF 0.02~0.08 | 0.05~1.50
060202R-KF 0.03~0.11 | 0.06~1.70
09T3003R-KF 0.02~0.08 | 0.05~1.50
09T301R-KF 0.03~0.11 | 0.06~1.70
09T302R-KF 0.04~0.15 | 0.08~2.00
KF 0602003L-KF 0.01~0.06 | 0.04~1.30
060201L-KF 0.02~0.08 | 0.05~1.50
060202L-KF 0.03~0.11 | 0.06~1.70
09T3003L-KF 0.02~0.08 | 0.05~1.50
09T301L-KF 0.03~0.11 | 0.06~1.70
09T302L-KF 0.04~0.15 | 0.08~2.00
CCGT 060201-VP1 [ J e o [ J 0.05~0.06 | 0.06~1.00
060202-VP1 [ J [ 2 N J [ J 0.03~0.10 | 0.08~1.50
060204-VP1 [ J [ 2 AN J [ J 0.05~0.12 | 0.10~1.50
09T301-VP1 [ J [ 2 AN J [ J 0.03~0.13 | 0.06~1.00
VP1 09T302-VP1 ® 0060 (O 004015 008150
09T304-VP1 [ J e o [ J 0.06~0.20 | 0.10~1.50
CCGT 060201MFN-VP1 [ J [} 0.03~0.06 | 0.06~1.00
060202MFN-VP1 [ J [ J 0.03~0.10 | 0.08~1.50
060204MFN-VP1 [ J [ J 0.05~0.12 | 0.10~1.50
09T301MFN-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
VP1 09T302MFN-VP1 () () 0.04~0.15 | 0.08~1.50
09T304MFN-VP1 [ J [} 0.06~0.20 | 0.10~1.50
[High precision]
%) Cutting edge geometry A52~A61 2% Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




B Turning Insert (Positive)

CC

5] Rhombic 80° Positive
Relief Angle: 7°

Dimensions (mm)

Size d t ch
06 6.35 2.38 2.8
09 9.525 3.97 4.4
12 12.7 4.76 55

R Steel D 3DEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K J o B TS [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 3 .
Hardened steel 2 ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§EEE§§§§§EE’§ fn ap
2220038838888 8333883838 3|z 3| (mmhev) (mm)
COoO0|l00|z=2=2Z=2=2=2=2=2=2=2Z24aa404aa0d4a4ax
CCGT 0602003R-KM 0.01~0.06 | 0.04~1.30
060201R-KM 0.02~0.08 | 0.05~1.50
060202R-KM [ J 0.03~0.11 | 0.06~1.70
09T3003R-KM 0.02~0.08 | 0.06~1.50
) 09T301R-KM 0.03~0.11 | 0.06~1.70
E KM 09T302R-KM 0.04~0.15 | 0.08~2.00
= 0602003L-KM 0.01~0.06 | 0.04~1.30
E 060201L-KM 0.02~0.08 | 0.05~1.50
g 060202L-KM 003~0.11 | 0.06~1.70
= 09T3003L-KM 0.02-0.08 | 0.06~1.50
09T301L-KM 0.03~0.11 | 0.06~1.70
09T302L-KM 0.04~0.15 | 0.08~2.00
CCMT 060202-VF [ J [ [ 0.05~0.20 | 0.30~1.00
060204-VF [ J [ J [ J [ ([ 0.10~0.25 | 0.30~1.00
VF 09T302-VF [ ] 0.04~0.16 | 0.80~1.50
09T304-VF [ 2 I J [ J [ [ 0.05~0.20 | 0.30~1.50
09T308-VF [ J [ J [ J [ J 0.10~0.25 | 0.30~1.50
120404-VF [ J 0.07~0.22 | 0.10~2.00
CCMT 060202-VL 0.04~0.18 | 0.20~1.40
060204-VL [ J [ BN I BN J [ J [ J 0000000 0.04~0.10 | 0.08~0.90
VL 060208-VL e o o L) 0.06~0.12 | 0.10~1.00
09T304-VL [ J [ 2K 2N BN J [ J [ J 0000000 ® @  0.05~0.10 | 0.10~1.00
09T308-VL [ J [ 2K N BN J [ J [ J 0 000000 ® @ 0.08~0.15| 0.10~1.00
120404-VL 0.06~0.12 | 0.30~1.50
120408-VL 0.08~0.15 | 0.30~1.50
120412-VL 0.08~0.15 | 0.30~1.50
CCMT 060204-VP1 0.06~0.12 | 0.10~1.50
09T304-VP1 0.06~0.20 | 0.10~1.50
VP1 09T308-VP1 0.08~0.20 | 0.50~2.00
120404-VP1 0.08~0.22 | 0.20~2.00
120408-VP1 0.10~0.25 | 0.50~2.00
120412-VP1 0.10~0.30 | 0.80~2.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




Turning Insert (Positive) B

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
08 7.94 3.18 34
09 9.525 3.97 44
12 12.7 4.76 5.5

CC

1] Rhombic 80° Positive
Relief Angle: 7°

Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s s [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§EEE§§§§§EE§ fn ap
2225083383888 83338383838 3|5 3 (mmrey) (mm)
CCO|00|z=2=2=Z=2=2=2=22=2Z4a4a4aa40a4aa4alxT
CCMT 060202-HMP | @ [} [ J [} 0.03~0.12 | 0.10~1.50
060204-HMP | ® [ J [ J [ 2N J [ J [} [} 0.06~0.17 | 0.20~2.40
060208-HMP [ J [ BN ) [ J [ J [ J 0.08~0.23 | 0.40~2.40
2 09T302-HMP [ ] [ J [ J 0.07~0.22 | 0.10~2.00
:f; 09T304-HMP [ o o0 [ ] [ ] [ ] [ ] 0.08~0.23 | 0.30~3.00
=§ 09T308-HMP [ J [} [ 2N J [ J [ J [} 0.10~0.30 | 0.50~3.00
E i 120404-HMP [ J [ J [ J [ J 0.09~0.27 | 0.30~3.60
% ) 120408-HMP [ J [ 2N J [ J [ J 0.24~0.36 | 1.00~3.60
= 120412-HMP 0.14~0.43 | 0.70~3.60
CCMT 060202-MP |@ [ BN I BN J [ J [ J 0000000 0.04~0.12 | 0.20~1.50
060204-MP | @ [ BN I BN J [ J [ J o0 0000000 0.05~0.15 | 0.30~1.50
060208-MP [ 0.07~0.15 | 0.50~2.00
09T302-MP | @ [ BN N BN J [ J [ J 0000000 0.07~0.15 | 0.30~2.00
2 09T304-MP | @ [ BN I BN J [ J 0000000000 0.08~0.25 | 0.50~2.50
S MP 09T308-MP @ ©/ @@ © © 0000000000 0.10~030 | 050~2.50
% @ 120404-MP [ J [ J o0 0.10~0.30 | 0.50~3.50
'é' 120408-MP [ J o0 [ 2N J 0.15~0.35 | 0.80~3.50
2 120412-MP o0 0.25~0.40 | 1.00~350
=
CCMT 060202-C25 © © © ® ® © [ 3N N J [ BN ) [ J 0.03~0.12 | 0.40~2.00
060204-C25 © © © © © © © © © @06 0 © [ 2N J [ J [ J 0.05~0.15 | 0.60~2.30
060208-C25 | @ [ BN N BN J [ B BN ] [ [ 2N J [ J 0.07~0.20 | 0.80~2.30
080308-C25 0.08~0.25 | 0.80~2.30
09T302-C25 0.05~0.20 | 0.50~2.50
2 Cc25 09T304-C25 © © © © © © © © © © 0 © [ N J [ J [ J 0.08~0.25 | 0.80~3.00
= 09T308-C25 © © © ©6 © 6 6 6 6 @0 0 © [ 2N J [ J [ J 0.10~0.30 | 1.00~3.00
E 120404-C25 [ J o0 000 [ 2N J [ J 0.10~0.32 | 0.80~3.00
= 120408-C25 |@® 000000000 [ 2N J [ J 0.12~0.36 | 1.20~3.50
s 120412-C25 [ J ([ ] [ J [ 0.15~0.40 | 1.40~3.50
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204, 214

Turning




B Turning Insert (Positive)

CPC

5 Rhombic 80° Positive
Relief Angle: 11°

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
08 7.94 2.38 3.4
09 9.525 3.18 44

Steel - % 8 0% 08 3 EE [ 3K £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
=3 Castiron s 808 k 2 k 2 @ ¥ | @ Continuous cutting
%‘ Non-ferrous metal [ B 2 & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 3 & Int ted cutti
Hardened steel g = P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
oesgnatin | S EE8EEE588 g 8888828 n e
2220088383388 88333383833838 3|5 8|(mmiev) (mm)
COoO0|l0O0|z=2=2Z=2=2=2=2=2=2Z24a40a4aa40a4aa4a T
CPGT 080202 0.06~0.20 | 0.10~2.00
080204 o0 0.08~0.20 | 0.30~2.00
080208 0.10~0.25 | 0.50~2.00
090302 0.04~0.20 | 0.30~1.50
090304 e o 0.06~0.25 | 0.50~2.00
090308 0.08~0.30 | 0.70~2.50
> CPGT 090308-HMP 0.05~0.20 | 0.70~2.00
.E
K]
£
2
£
=
2
=
CPMT 080204-VF 0.05~0.20 | 0.30~1.20
080208-VF 0.10~0.25 | 0.30~1.20
VE 090304-VF [ J 0.05~0.20 | 0.30~1.50
090308-VF [ J 0.10~0.25 | 0.30~1.50
CPMT 080204-VL 0.03~0.08 | 0.08~1.00
VL 080208-VL 0.04~0.12 | 0.10~1.00
2 090304-VL 0.05~0.10 | 0.10~1.00
é 090308-VL 0.08~0.15 | 0.10~1.00
£
CPMT 060204-C25 0.05~0.15 | 0.60~2.30
= C25
=
3
£
=
8
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ®: Stock item
Available tool holders
Designation Page Designation Page
SCLPR/L B205

Turning




Turning Insert (Positive) B

Dimensions (mm)
Size d t di

07 6.35 2.38 2.8
11 9.525 | 397 4.4

DCCO

Rhombic 55° Positive
L/ Relief Angle: 7°

T
S
3

-

Steel O O EFIOEIIOEEEE XN £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SEREE8s8§88z 288888228 fn ap
2225308338888 833388338 3|5 3 (mmrey) (mm)
CCO|00|z=2=2=Z=2=2=2=2Z2=2=2Z4a40a4aa40a4a4axT
DCET 0702005MFR-KF [} [} 0.01~0.06 | 0.04~1.30
070201MFR-KF [ J [} 0.02~0.08 | 0.05~1.50
070202MFR-KF [ J [ J 0.03~0.11 | 0.06~1.70
11T3005MFR-KF [ J [ J 0.02~0.08 | 0.05~1.50
11T301MFR-KF [ J [ J 0.03~0.11 | 0.06~1.70
KF 11T302MFR-KF [ [ 0.04~0.15 | 0.08~2.00
0702005MFL-KF [ J [ J 0.01~0.06 | 0.04~1.30
070201 MFL-KF [ J [ J 0.02~0.08 | 0.05~1.50
[High precision] 070202MFL-KF ® (J 0.03~0.11 | 0.06~1.70
11T3005MFL-KF [} [} 0.02~0.08 | 0.05~1.50
11T301MFL-KF [ J [ J 0.03~0.11 | 0.06~1.70
11T302MFL-KF [ J [ J 0.04~0.15 | 0.08~2.00
DCET 0702005MFR-KM [ J [ J 0.01~0.06 | 0.04~1.30
070201MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
070202MFR-KM [ J [ J 0.03~0.11 | 0.06~1.70
11T3005MFR-KM [ J [ J 0.02~0.08 | 0.05~1.50
2 11T301MFR-KM [} [} 0.03~0.11 | 0.06~1.70
S KM 11T302MFR-KM [ J [ J 0.04~0.15 | 0.08~2.00
= 0702005MFL-KM ° ° 0.01~0.06 | 0.04~1.30
E 070201 MFL-KM [ J [ J 0.02~0.08 | 0.05~1.50
3 g prcison] 070202MFL-KM ° ° 0.03~0.11 | 0.06~1.70
= 11T3005MFL-KM [ J [ J 0.02~0.08 | 0.05~1.50
11T301MFL-KM [ J [ J 0.03~0.11 | 0.06~1.70
11T302MFL-KM [ J [ J 0.04~0.15 | 0.08~2.00
DCGT 0702003R-KF 0.01~0.06 | 0.04~1.30
070201R-KF 0.02~0.08 | 0.05~1.50
070202R-KF 0.03~0.11 | 0.06~1.50
11T3003R-KF 0.02~0.08 | 0.05~1.50
11T301R-KF 0.03~0.11 | 0.06~1.70
KF 11T302R-KF [ J 0.04~0.15 | 0.08~2.00
0702003L-KF 0.01~0.06 | 0.04~1.30
070201L-KF 0.02~0.08 | 0.05~1.50
070202L-KF 0.03~0.11 | 0.06~1.50
11T3003L-KF 0.02~0.08 | 0.05~1.50
11T301L-KF 0.03~0.11 | 0.06~1.70
11T302L-KF 0.04~0.15 | 0.08~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




B Turning Insert (Positive)

D C . Dimensions (mm)
- T — Size d t di

07 6.35 2.38 2.8
11 9.5625 | 3.97 4.4

&
o,

4
np
~

/55 Rnombic 55° Positive sy ] t
Relief Angle: 7°
Steel D DI IIOEE R XN £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEFERE88g8g35232858228 fn ap
2225083383888 833388338 3|5 3 (mmrey) (mm)
COO0|0O0(z=2=2=2=22Z=2Z2Z=2Z=Z=2Z24a40o40aa40a40a4oITT
DCGT 070201-VP1 [ J [ 2 I J ([ 0.03~0.06 | 0.06~1.00
070202-VP1 [ J [ 2 I J [ J 0.03~0.10 | 0.08~1.50
VP1 070204-VP1 [ J [ BN N J [ J 0.05~0.12 | 0.10~1.50
11T301-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
11T302-VP1 [ J 0o [ 0.04~0.15 | 0.08~1.50
11T304-VP1 [} [ 2 I J ([ 0.06~0.20 | 0.10~1.50
DCGT 070201MFN-VP1 [ J [ J 0.03~0.06 | 0.06~1.00
070202MFN-VP1 [ J [ J 0.03~0.10 | 0.08~1.50
VP1 070204MFN-VP1 [ J [ J 0.05~0.12 | 0.10~1.50
11T301MFN-VP1 [ J [ J 0.03~0.13 | 0.06~1.00
11T302MFN-VP1 [ ] [ ] 0.04~0.15 | 0.08~1.50
, » 11T304MFN-VP1 [} [ J 0.06~0.20 | 0.10~1.50
[High precision]
DCGT 0702003R-KM 0.01~0.06 | 0.04~1.30
070201R-KM 0.02~0.08 | 0.05~1.50
070202R-KM 0.03~0.11 | 0.06~1.50
11T3003R-KM 0.02~0.08 | 0.05~1.50
- 11T301R-KM 0.03~0.11 | 0.06~1.70
% KM 11T302R-KM 0.04~0.15 | 0.08~2.00
€ 0702003L-KM 0.01~0.06 | 0.04~1.30
2 070201L-KM 002008 | 0.05~150
E 070202L-KM 0.03~0.11 | 0.06~1.50
8 11T3003L-KM 0.02~0.08 | 0.05~1.50

11T301L-KM 0.03~0.11 | 0.06~1.70

11T302L-KM 0.04~0.15 | 0.08~2.00

DCMT 070202-VF ([ [ [ J 0.03~0.10 | 0.06~1.00
070204-VF o0 [ [ J [ J 0.05~0.20 | 0.30~1.20
11T302-VF [ ] [ ] 0.04~0.15 | 0.08~1.50

> VF 11T304-VF ® 00 [ J [ J [} 0.05~0.20 | 0.30~1.50
£ 11T308-VF [ J ([ J [ J [ J 0.10~0.25 | 0.30~1.50
£
('
[High precision]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




Turning Insert (Positive) B

D ; Dimensions (mm)
= — — Size d t di

07 6.35 2.38 2.8
11 9.525 | 3.97 4.4

=
1]

ags ‘ 7
/57 Rhombic 55° Positive sy b t
Relief Angle: 7°
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation g§§§§£§§§§§£§,“~_’§§§§§§§ fn ap
2225083383888 8333838338 3|5 3 (mmrey) (mm)
CoO|00|z=2=2=2Z=2=2Z2=2=2=2=2Z4a4a4a40a4a4aT I
DCMT 070202-VL 0.02~0.10 | 0.06~0.80
070204-VL [ J ( AN I BN J [ [ J 006000 00 ® @ 0.04~0.10 | 0.08~0.90
070208-VL [ J [ J [ J 0.06~0.12 | 0.10~1.00
VL 11T302-VL 0.03~0.10 | 0.07~0.80
11T304-VL [ J ( AN B BN J [ [ J 0000 [ J @ | 0.05~0.10 | 0.10~1.00
11T308-VL [} ( AN I BN J [ [ J 00600000 ® @ 0.08~0.15| 0.10~1.00
11T312-VL 0.08~0.15 | 0.30~1.50
DCMT 070204-VP1 0.05~0.12 | 0.10~1.50
VP1 11T304-VP1 0.06~0.20 | 0.10~1.50
11T308-VP1 0.08~0.23 | 0.10~1.50
DCMT 070202-HMP [ J [ J 0.03~0.12 | 0.10~1.50
- 070204-HMP [ J [ 2N J [ J [ J [} 0.06~0.17 | 0.20~2.30
£ HMP 070208-HMP [ J [ J [ J [ J 0.08~0.23 | 0.40~2.30
:E 11T302-HMP [ J [ J [ J [ J 0.04~0.22 | 0.10~2.00
:é 11T304-HMP ([ o000 [ J [ J [ J 0.08~0.23 | 0.30~3.00
= 11T308-HMP e oo ° o o 0.10~030 | 050~3.00
2
=
DCMT 070202-MP |®@ ( AN I BN J [ J [ J 00000 00 0.04~0.12 | 0.12~1.80
- 070204-MP | @ ( BN BN BN J [ [ J 0000000 0.05~0.15 | 0.30~1.80
£ 070208-MP | @ ( AN BN BN J [ J [ J o0 000000 0.08~0.22 | 0.30~1.80
:E MP 11T302-MP | @ ( AN BN BN J [ [ J 0000000 0.04~0.15 | 0.30~2.00
:é 11T304-MP | @ ( AN I BN J ([ 0 000000000 0.08~0.20 | 0.50~2.30
E 11T308-MP | @ ( BN BN BN J [ o0 000000000 0.10~0.30 | 0.50~2.30
g 11T312-MP 0 0.25~0.35 | 0.80~3.00
DCMT 070202-C25 © © © ®© ® | ©® [ [ J [ 2N J [ J 0.03~0.15 | 0.30~2.00
2 C25 D 070204-C25 © © © © © © [ 2 N J [ J [ 2N ) [ J [ J 0.05~0.20 | 0.50~2.50
= 070208-C25 |® ( AN BN BN J [ 2 AN J [ J [ 2N J [ J 0.06~0.25 | 0.80~2.50
E 11T302-C25 © © @ ® @ ©® [ [ J [ 2N J [ J 0.04~0.25 | 0.50~2.50
% 11T304-C25 © © 6 © © ©6 6 © © © @ © [ 2N J [} [} 0.08~0.30 | 0.80~3.00
= 11T308-C25 | @ 000000000 [ BN ) [ J [ J 0.10~0.30 | 1.00~3.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




B Turning Insert (Positive)

RC )

Dimensions (mm)

B Size d t di
\rjm 08 80 | 318 335
- 10 10.0 3.97 3.6
4:} 7 12 12,0 4.76 4.2
o) s t 16 16.0 6.35 5.2
@ Round R° Positive 20 | 200 | 635 | 65
. 25 25.0 7.94 7.25
Relief Angle: 7° 32 | 320 | 952 | 955
Steel D 3DEEFIOEIIDE X R ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron [ 3K 2% 2K ) k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 2 & Int ted cutti
Hardened steel g = P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE8g 8888z 5¢288888228 n ap
2225003838888 33388333 3|5 3 (mmrey)| (mm)
CCO|00|z=2=2=Z=2=2Z=2=Z=2=Z4a4a40aa4a4a4alT
= RCMT 0803M0-VM 0.05~0.30 | 0.80~2.50
E 10T3MO-VM 0.05~0.35 | 0.90~3.00
£ 1204M0-VM 0.10~050 | 1.00~3.50
3 1606M0-VM 0.13~060 | 1.30~650
=
RCMX 1003M0 ® 00 [ J 0.25~0.50 | 1.50~4.00
()]
£ 1204M0 [ B BN BN J [ J 0.30~0.60 | 2.50~5.00
3 1606 M0 [ 2 AN J [ J 0.40~0.70 | 3.00~7.00
= 2006M0 ° ° 0.48~0.90 | 3.50~9.00
é 2507M0 [} [ J 0.55~1.20 {4.00~12.00
3209M0 [} [ J 0.65~1.50 |5.00~15.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
PRDCN B162 PRGCR/L B162
S C Dimensions (mm)
N Size d t ch
E *I 4 09 | 9525 | 397 44
) L 47“
5 Square 90° Positive (!
Relief Angle: 7°
Steel - O 2T 8 0% 08 %8S £ 3 £ Machining types
3 Stainless steel M E 2K 3 O 8 & [ 3k 2K ¢ ——
2 Cast iron (2K 2% 2K ) ;2 ® $ | @ Continuous cutting
%‘, Non-ferrous metal [ 2E 3 & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T B 00 [ 2K ] £ Int ted cutti
Hardened steel < H E 2K . [ 2K ] nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEEERSSS88gz288g8882¢28 n ap
2225083383888 833388883 3|5 8|(mmrev)| (mm)
Coo|00|z=2=2=2Z=Z=Z=Z2=2=2Z2=24a4a4a4aa4a I
SCMT 09T304-VF [ J [ J 0.05~0.20 | 0.30~1.50
VF
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181, 208
SSDCN B180 SSSCR/L B181, 234

Turning




Turning Insert (Positive) B

Dimensions (mm)

SCOC

N Size d t di
,ij 06 | 635 | 238 | 28
~ 09 | 9525 | 397 | 44
° ags 7 12 | 127 | 476 | 55
Square 90° Positive !

] Relief Angle: 7°

Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® % gGenenal cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 # Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation EEREESsS8588232888228 in ap
2220088388888 3833383833338 3|5 3 (mmrev) (mm)
COoO0|0O0|z=2=2=2=2=2Z=2=2=2Z=Z4aa4aa4a40ad4ac T I
SCMT 09T304-VL [ ] oo o o [ ] [ J 0000000 0.05~0.10 | 0.10~1.00
09T308-VL [ ] oo o o [ ] [ ] 0000000 0.08~0.15 | 0.10~1.00
VL
SCMT 09T304-HMP [ J [ [ ] [ ] 0.08~0.23 | 0.30~3.00
09T308-HMP [ J [ [ ] [ ] 0.10~0.30 | 0.50~3.00
2 120404-HMP 0.09~0.27 | 0.30~3.60
& HMP 120408-HMP ° ° ° 0.12-0.36 | 0.60~3.60
£
2
£
=
8
=
SCMT 09T304-MP [ J [ J [ N BN BN BN J [ 2N J 0.05~0.25 | 0.30~2.80
- 09T308-MP [ J [ J [ J [ 2 BN BN BN J [ 2N J 0.10~0.30 | 0.50~2.80
£ MP 120404-MP [ ] [ ] ® 000 0.10~0.30 | 0.50~2.80
:E Q@ 120408-MP [ ] [ ] 0000 o0 0.15~0.35 | 0.80~3.50
=] 120412-MP 0.25~0.40 | 1.00~3.50
5
o
Q
=
SCMT 060204-C25 ([ ] 0.08~0.25 | 0.40~2.50
09T304-C25 © © © © © O [ N BN ] [ J [ 2N J [ 0.08~0.25 | 0.60~3.00
09T308-C25 | @ 000000000 ( 3N ([ ] 0.10~0.30 | 1.00~3.00
120404-C25 | @ [ 2K I BN J [} [} [ J [ 2N J [ ] [ ] 0.10~0.30 | 0.80~3.80
= C25 120408-C25 | @ 000000000 [ BN J [ J [ 0.12~0.38 | 1.20~3.80
3
£
=
o
Q
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181, 208
SSDCN B180 SSSCR/L B181, 234

Turning




B Turning Insert (Positive)

SP OO

Square 90° Positive

Dimensions (mm)

Size d t di
06 6.35 2.38 2.8
07 7.94 2.38 -
09 9.525 3.18 3.4
12 12.7 4.76 -

2] Relief Angle: 11° o | eos | 476
Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 8§§§§£§§§§EEE§§§§§EE’§ fn ap
222038838388 88333383383383 3|z 8|(mmiev) (mm)
COoOO0|0O0|zZ=2Z=Z=Z=2=2=2=2=2=2=2=2Z4a4aaaa4aa/x I
o SPGA 060204 0.50~0.25 | 0.50~2.00
i 090308T [ N ) 0.10~0.25 | 0.70~3.00
= 090308T-Z ° 0.10~0.25 | 0.70~3.00
"é’ (Z = Special Nega land)
=}
E
SPGN 070202 0.03~0.10 | 0.50~2.00
070208 0.10~0.25 | 0.70~3.00
090302 0.03~0.10 | 0.50~3.00
090304 0.08~0.20 | 0.70~3.50
090308 0.10~0.25 | 0.70~3.50
120302 0.03~0.20 | 0.50~3.00
120304 0.08~0.20 | 1.00~5.00
120308 ([ 0.10~0.25 | 1.00~5.00
120312 0.15~0.30 | 1.00~5.00
120316 0.18~0.33 | 1.00~5.00
120402 0.03~0.20 | 0.50~3.00
- 120404 0.08~0.20 | 1.00~5.00
£ 120408 0.10~0.25 | 1.00~5.00
2 120412 0.15~0.30 | 1.00~5.00
° 120416 0.18~0.33 | 1.00~5.00
E 120430 0.20~0.60 | 2.00~5.00
g 120440 0.25~0.70 | 3.00~5.00
150404 0.08~0.20 | 1.50~7.00
150408 0.10~0.25 | 1.50~7.00
150412 0.15~0.30 | 1.50~7.00
150416 0.18~0.33 | 1.50~7.00
150420 0.20~0.45 | 1.50~7.00
190404 0.08~0.20 | 1.50~9.00
190408 0.10~0.25 | 1.50~9.00
190412 0.15~0.45 | 1.50~9.00
190416 0.18~0.60 | 1.50~9.00
190424 0.25~0.70 | 2.50~9.00
SPGR 090304-F 0.05~0.20 | 0.30~2.00
F 120304-F 0.10~0.25 | 0.50~2.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
CSDPN B169 SSKPR/L B208
CSKPR/L B170

Turning




Turning Insert (Positive) B

Dimensions (mm)

SP OO

Square 90° Positive

Size d t di
wa 09 9.525 | 3.18 |3.4~44
_1 12 12.7 3.18 -

11°

15 | 15875 | 476 | -
Lt 19 | 1905 | 476 -

(9] Relief Angle: 11° 25 | 254 | 685 | -
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§EEE§§§§§E?§ fn ap
2220388388883 33883838 3|5 3| (mmrey) (mm)
COoO0|l0o0|z=2=2Z=2=2=2=2=2=2Z24a40a4aa40a4a4a T
= M SPGR 090308-M 0.10~0.40 | 1.00~3.50
E 120308-M 0.20~0.40 | 1.50~4.00
(3]
£
=
2
=
- SPGT 090304R 0.08~0.23 | 0.30~3.00
£ 090308R 0.10~0.30 | 0.50~3.00
2 090304L ° 0.08~0.23 | 0.30~3.00
=] 090308L 0.10~0.30 | 0.50~3.00
5
°
[}
=
= SPMR 090304-F 0.05~0.20 | 0.30~2.00
120304-F [ 2N J 0.10~0.25 | 0.50~2.00
VL SPMT 09T304-VL 0.04~0.18 | 0.20~1.40
09T308-VL 0.08~0.22 | 0.20~1.40
VE SPMT 090304-VF 0.05~0.20 | 0.30~1.50
090308-VF 0.10~0.25 | 0.30~1.50
SPMR 090308-M [ 2N J 0.10~0.40 | 1.00~3.50
{=2]
',% 120308-M [ 2N J 0.10~0.40 | 1.50~4.00
3 120312-M [ ] 0.20~0.40 | 1.50~4.00
5
2
=
SPUN 120304 0.10~0.30 | 1.00~5.00
2 120308 0.15~0.40 | 1.00~5.00
G 120308SN 0.15~0.40 | 1.00~5.00
= 150412 0.20~0.50 | 1.00~5.00
= 190412 [ ] 0.20~0.50 | 1.50~7.00
g 190416 0.25~0.60 | 2.00~7.00
= 250620 0.30~0.80 | 3.00~10.0
%) Cutting edge geometry A52~A61 2% Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
CSDPN B169 SSKPR/L B208

CSKPR/L B170

Turning




B Turning Insert (Positive)

TB 0

& Triangular 60° Positive
Relief Angle: 5°

Dimensions (mm)
— Size d t ch
06 3.97 1.59 2.16

di

1

R Stee D OEE IO IOEEEE o3 £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 2 & Int ted cutti
Hardened steel g = P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation ESE8Rs8§88z5¢28¢8888228 n ap
2225003838388 88333838333 3|5 8|(mmrev) (mm)
CO0O0|0O0|z=2=2=2=Z=Z=Z2=2=2=24a40a40a4a4ad4 T
TBGT 060102L [ ( 2K J 0.05~0.20 | 0.10~1.30
060104L o 0.08~0.20 | 0.10~1.30
TBMT 060102-VL 0.03~0.06 | 0.05~0.60
VL
%) Cutting edge geometry A52~A61  2) Recommended chip breaker B04~B11 ) Code system B26~B27 e Stock item
Available tool holders
Designation Page Designation Page
STUBR/L B214

Turning




Turning Insert (Positive) B

Dimensions (mm)

TC O

— Size d t di
08 4.76 2.38 23
N Oy o=
@ Triangular 60° Positive 1%7" 16 | 9523 | 397 | 44
Relief Angle: 7°
R Steel L D IDEEFIOEIIDE X R ) £ Machining types
o Stainless steel M E 2K 2 o B TS [ 2K 2K ) —
faz_ Castiron [ 3K 2% 2K J k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K J ’
Hardened steel 2 8 ® 3 #® Interrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE 2858888 zz2888882¢28 fn ap
2225003383886 883333883833 3|5 3|(mmhev) (mm)
OCo|0O0lz=2=2=2=2=2=2=2=2=24a4a4a4aa4aa T
TCGT 0802003R-KF 0.01~0.06 | 0.04~1.30
080201R-KF 0.02~0.08 | 0.05~1.50
KF 080202R-KF 0.03~0.11 | 0.06~1.70
0802003L-KF 0.01~0.06 | 0.04~1.30
080201L-KF 0.02~0.08 | 0.05~1.50
080202L-KF 0.03~0.11 | 0.06~1.70
VP1 TCGT 090204-VP1 0.04~0.18 | 0.10~1.00
16T304-VP1 0.06~0.20 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCMT 110202-VF 0.03~0.13 | 0.06~0.70
110204-VF [ ] [ 0.05~0.20 | 0.30~1.20
VF 110208-VF ° 010025 | 0.30~1.20
16T302-VF 0.05~0.15 | 0.10~1.30
16T304-VF [ ] [ ] [ 0.05~0.20 | 0.30~1.50
TCMT 090208-VL 0.08~0.20 | 0.10~1.20
VL 110204-VL 0.05~0.15 | 0.10~1.30
110208-VL 0.08~0.20 | 0.10~1.30
16T304-VL | @ oo 0o e [ ] 00000 00 0.05~0.20 | 0.30~1.50
16T308-VL | @ oo oo [ ] [ ] 00000 00 0.05~0.20 | 0.30~1.50
[Mild steel]
E VPl |TCMT 16T304-VP1 0.06~020 | 0.10~1.50
16T308-VP1 0.08~0.23 | 0.10~1.50
TCMT 090204-HMP [ ] [ 0.06~0.17 | 0.20~2.30
2 090208-HMP 0.08~0.23 | 0.40~2.30
7 HMP 110202-HMP 003015 | 0.10~150
th-’ 110204-HMP [ [ 3 B B J [ [ J [ 0.06~0.19 | 0.20~2.50
= 110208-HMP [ ] [ ] [ J 0.09~0.26 | 0.40~2.50
% 16T304-HMP ([ ] [ ] o o [ 0.08~0.23 | 0.30~3.00
= 16T308-HMP [ ] o0 [ [ 0.10~0.30 | 0.50~3.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Available tool holders

Designation Page Designation Page
STACR/L B114, 181 STTCR/L B182, 235
STFCR/L B182, 234 STWCR/L B235
STGCR/L B182

Turning




B Turning Insert (Positive)

TC OO

Dimensions (mm)

Size d t di
—
09 5.56 2.38 25
7Ejd] 11 6.35 2.38 2.8
agsm 16 9.523 3.97 44
. ) .
i Triangular 60° Positive il
Relief Angle: 7°
Steel gD e s 20 T T E S ) £ Machining types
24 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron [ 3K 2% 2K ) k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® B gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] O 08 8 060 ¢ [ 3 7 & Int ted cutti
Hardened steel s 8 [ 2K 3 nterrupted cutling
Cermet |Coated Coated Uncoated| Cutting Condition
desnaion (S EESEEESBEEEEL8EEE228 | n  w
™ AN AN|(vY™ AN M M M LHO O O O OO O LD LH O O 0O D v+~ O
ZZZ(00000000000O0OO O O OS5 3(mmrey) (mm)
CoO0|l0O0|z=2=Z=Z=Z=2=2=2=2=24a4a4a40ad4qada4x X
TCMT 090204-MP 00 0.05~0.18 | 0.10~1.00
090208-MP 00 0.08~0.20 | 0.10~1.20
o 110202-MP [ J [ J [ 00 [ 2N J 0.03~0.12 | 0.20~1.50
EE, MP 110204-MP [} [} [ [ 2N I J oo 0.05~0.15 | 0.20~15.0
= @ 110208-MP e o o o000 oo 0.10~0.28 | 0.25~2.00
€ 16T302-MP 0.08~0.25 | 0.20~1.50
% 16T304-MP | @ ( 2K I AN J [ [ ] 0 06000000 0.08~0.20 | 0.30~2.50
= 16T308-MP | @ (2K N AN ) [ o0 000000000 0.10~0.30 | 0.50~2.50
16T312-MP [} [} [ [ 2N I J [ B BN ] 0.20~0.40 | 0.50~2.50
220408-MP 0.20~0.40 | 0.50~3.50
TCMT 090204-C25 |@ [ BK I BN J 0o [ J [ 2N J [ 0.06~0.18 | 0.40~2.50
= Cc25 090208-C25 |® (2K I AN ) [ ) [ ] [ J [ 2N J o 0.08~0.25 | 0.80~2.50
E 110202-C25 |@ [ BK I BN ) [} [ o o ([ 0.04~0.12 | 0.40~2.00
£ 110204-C25 o 0o 00006 @000 O oo o 006~0.20 | 0.60~250
=§ 110208-C25 |@® [ BN I BN J o0 e [ J [ 2N J ([ [ 0.08~0.25 | 0.80~2.50
= 16T304-C25 (@ o000 0600 00 [ J [ 2N J o o 0.08~0.28 | 0.80~3.00
16T308-C25 (@ 000600 00 [ J [ 2N J o () 0.10~0.30 | 1.00~3.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
O 60° Dimensions (mm)
I X Size d t di
06 3.97 1.59 2.15
-y 09 5.56 2.38 2.8
. 0o s & 14 8.2 3.0 3.8
Triangular 60° Positive AT G
@ Relief Angle: 8°
Steel - 2T 8 0% 08% 3T E S [ 2K 3 k.2 Machining types
3 Stainless steel M E 2K 3 O 8 ¢ [ 3K 2K ¢ ———
2 Cast iron (2K 2% 2K ) ;2 k 2 ® & | @ Continuous cutting
§ Non-ferrous metal [ B 3 & General cutting
= Heat resistant alloy, Titanium alloy [ ) o0 T B 00 ¢ [ 2K ] £ Int ted cutti
Hardened steel < H g 8 MK 3 nterrupted cutting
Cermet |Coated Coated Uncoated] Cutting Condition
. . ©O O OO0 Ol O 1KV O O O I 1 KD D O O W o 1 O
Inserts Designation BES8RBBRBaYd88nnrES232S8cE38 fn ap
2225083383888 8333888383 3|5 8|(mmrev)| (mm)
OO0 Oo|0O0|z2=2=2=2=2=2=2=2=2=24a4ad4aaa4adadaxI
TOEH 060102L 0.05~0.17 | 0.10~1.50
f=2]
% 090204L 0.05~0.20 | 0.30~2.50
£ 140304L (] 0.05~0.25 | 0.30~2.50
£
3
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item

Turning




Turning Insert (Positive) B

Dimensions (mm)

Size d t ch
08 4.76 2.38 2.3
09 5.56 2.38 -
1 6.35 | 2.38~3.18 3.4
16 9.525 | 3.18~4.76 44
22 12.7 4.76 -

TP (0

A Triangular 60° Positive

Relief Angle: 11° 27 | 15875 | 476635 | -
Steel L D IDEEFIOEIIDE X R o3 £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 k2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§§EE§§§§§E?§ fn ap
SES5 80502 EBEE50 8555058 mmem wm
TPGH 080202L [ ] 0.01~0.12 | 0.06~1.70
= 080204L [ 2N ] 0.01~0.15 | 0.08~1.70
£ 110202L 0.01~0.12 | 0.06~2.00
i% 110204L 001~0.15 | 0.08~2.00
TPGN 090204 0.07~0.20 | 0.70~2.00
110302 0.05~0.15 | 0.50~2.00
110304 [ J [ J 0.07~0.20 | 0.70~3.00
110308 [ J [ J 0.10~0.25 | 1.00~3.00
160302 0.05~0.18 | 1.00~5.00
160304 [ N ) [ J 0.07~0.20 | 1.00~5.00
160308 [ 3N J [ J 0.10~0.25 | 1.00~5.00
160310 0.10~0.25 | 1.00~5.00
2 160312 0.15~0.30 | 1.00~5.00
5 160316 0.15~0.30 | 1.00~5.00
= 160404 0.07~0.20 | 1.00~5.00
E 220404 [ J 0.07~0.20 | 1.50~7.00
2 220408 ° 0.10~0.25 | 150~7.00
= 220412 [ 0.15~0.30 | 1.50~7.00
220430 0.30~0.45 | 1.50~7.00
220440 0.30~0.50 | 1.50~7.00
270408 0.15~0.25 | 3.00~8.00
270608 0.15~0.25 | 3.00~8.00
TPGR 110302-F 0.05~0.15 | 0.10~1.50
F 110304-F 0.05~0.20 | 0.30~1.50
160304-F 0.08~0.25 | 0.50~2.00
TPGR 110308-M 0.13~0.30 | 1.00~3.00
g M 160308-M 013030 | 1.00~5.00
=3
o
E
E
%) Cutting edge geometry A52~A61 2% Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




B Turning Insert (Positive)

TP (0

Dimensions (mm)

Size d t ch
08 4.76 2.38 23
o N es | s a4
& Triangular 600 POSItIVE \t\ﬁfﬂ 16 9.525 | 3.18~4.76 | 4.4
. ' 22 12.7 4.76 -
Relief Angle: 11°
Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SS828gzs8§8§88s288888228 n ap
S3530055505885558855882 5 /omew
TPGT 080202R 0.05~0.20 | 0.30~1.50
110302R 0.05~0.20 | 0.30~1.50
110304R [ ] 0.05~0.20 | 0.50~2.00
110308R 0.07~0.25 | 0.50~2.00
> 160404R [ J 0.05~0.20 | 0.70~3.00
-_E 160408R 0.05~0.20 | 0.70~3.00
2 080202L ° ®|® 005020 030~150
° 110302L 0.05~0.20 | 0.30~1.50
= 110304L 0 0.05~0.20 | 0.50~2.00
g 110308L 0.07~0.25 | 0.50~2.00
160404L [ ] 0.05~0.20 | 0.70~3.00
160408L 0.05~0.20 | 0.70~3.00
TPGX 090202L 0.10~0.20 | 0.30~1.00
2 090204L [ J 0.10~0.25 | 0.50~1.00
5 090208L 0.10~0.30 | 1.00~1.00
= 110304L 0.10~0.25 | 050~1.20
E
TPMR 090202-F 0.05~0.15 | 0.10~1.00
090204-F 0.05~0.15 | 0.10~1.00
F 110302-F 0.05~0.15 | 0.10~1.50
110304-F ® 00 [ ] 0.05~0.20 | 0.30~1.50
110308-F 0.05~0.25 | 0.30~1.50
160304-F 000 [ J [ J 0.08~0.25 | 0.50~2.00
160308-F 0.08~0.25 | 0.50~3.00
TPMR 110304-M 0.10~0.25 | 0.70~3.00
110308-M ([ J [ J 0.13~0.30 | 1.00~3.00
E‘ M 160304-M [ J ([ J 0.10~0.25 | 1.00~5.00
iz 160308-M ® 00 ([ J 0.13~0.30 | 1.00~5.00
£ 160312-M ° 0.15~0.35 | 1.00~5.00
g 220408-M ° 0.13~030 | 150-7.00
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




Turning Insert (Positive) B

Dimensions (mm)

TP (0

Size d t di
09 5.56 3.18 -
;dw 16 oo [aisam! o4
A Triangular 60° Positive | N 22 | 27 | 476 | -
Relief Angle: 11° B BB L 8% -
Steel L D IDEEFIOEIIDE X R ) £ Machining types
8 Stainless steel M E 2K 2 O B ¢S [ 2K 2K ) —
2 Castiron (2K 2% 2K 2K 2K ] k 2 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation S8g 38858888z 288888228 fn ap
2220088883888 3333838888 3|z 8|(mmrev)| (mm)
O 000 |Z =222 222222000000 I
TPMT 110304-VF (] (] [ ] (] (] 0.05~0.20 | 0.30~1.50
VE 110308-VF [ J [ J [ J 0.10~0.25 | 0.30~1.50
160404-VF 0.05~0.20 | 0.30~2.00
160408-VF 0.10~0.25 | 0.30~2.00
TPMT 090204-VL 0.04~0.10 | 0.10~0.90
090208-VL 0.06~0.12 | 0.10~1.00
VL 110304VL @ e/ee®e o o ee0o000o0o0 005-0.15 | 0.10~1.30
110308-VL ([ [ 3N ) 0.08~0.20 | 0.10~1.30
160404-VL 0.05~0.20 | 0.30~1.50
160408-VL 0.05~0.20 | 0.30~1.50
TPMT 090202-MP 0.03~0.15 | 0.10~1.00
090204-MP 0.05~0.18 | 0.10~1.00
=2 110302-MP 0.03~0.12 | 0.20~1.50
o MP o 110304MP © oo o0® o XK 005-020 | 020~1.50
= 110308-MP e o 0 0.10~0.28 | 0.30~2.00
E 160402-MP 0.06~0.20 | 0.30~2.50
2 160404-MP e o 0.08~0.20 | 0.30~250
= 160408-MP ([ ([ 0.10~0.30 | 0.50~2.50
TPUN 090308 0.10~0.30 | 0.50~2.00
110208 0.15~0.40 | 1.00~3.00
110304 0.10~0.30 | 1.00~3.00
110308 0.15~0.40 | 1.00~3.00
160304 [ J 0.10~0.30 | 1.00~5.00
> 160308 (] (] 0.15~0.40 | 1.00~5.00
S 160308TN 0.15~0.40 | 1.00~5.00
= 160312 0.20~050 | 1.50~5.00
E 160312TN 0.20~0.50 | 1.50~5.00
3 220404 0.10~0.30 | 1.50~7.00
= 220408 [ J 0.15~0.40 | 1.50~7.00
220412 0.20~0.50 | 1.50~7.00
220412TN 0.20~0.50 | 1.50~7.00
330620 0.30~0.70 |3.00~10.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
STFPR/L B210 STUPR/L B215
CTFPR/L B170 CTGPR/L B170

Turning




B Turning Insert (Positive)

V B ; Dimensions (mm)
/@f Size d t d

\L d jm 1 6.35 3.18 2.8

16 9.525 | 4.76 4.4

4 N
Rhombic 35° Positive Y P 1
Relief Angle: 5°

Steel D 3DEEFIOEIIDE X R oS3 £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 [ 2K 3
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§§£§ fn ap
2220088838388 8333388888 3|5 8|(mmrev) (mm)
CooO|l00|z=2=2Z=2=2=2=2=2=2=2Z24a40a4aa0d4aa4ax
VBGT 1103003R-KF 0.01~0.06 | 0.04~1.30
110301R-KF 0.02~0.08 | 0.05~1.50
KF 110302R-KF ) 0.03~0.13 | 0.06~1.70
1103003L-KF 0.01~0.06 | 0.04~1.30
110301L-KF 0.02~0.08 | 0.05~1.50
110302L-KF 0.03~0.13 | 0.06~1.70
VBGT 110302-VP1 0.03~0.10 | 0.08~1.50
160402-VP1 0.04~0.20 | 0.16~1.50
VP1 160404-VP1 0.05~0.20 | 0.18~1.80
= VBGT 160404 0.07~0.20 | 0.50~1.50
G 160408 0.15~0.25 | 0.70~2.00
=
s
£
E
VBGT 1103003R-KM 0.01~0.06 | 0.04~1.30
110301R-KM 0.02~0.08 | 0.05~1.50
2 110302R-KM 0.03~0.13 | 0.06~1.70
G 160404R-KM 0.05~0.15 | 0.50~2.00
& KM 1103003L-KM 0.01~0.06 | 0.04~1.30
= 110301L-KM 0.02~0.08 | 0.05~1.50
g 110302L-KM 0.03-0.13 | 0.06~1.70
= 160404L-KM 0.05~0.15 | 0.50~2.00
VBMT 110302-VB 0.05~0.15 | 0.20~1.20
110304-VB 0.06~0.18 | 0.20~1.20
VB 110308-VB 0.08~0.20 | 0.60~1.20
160402-VB 0.06~0.20 | 0.05~1.00
160404-VB [ J [ J [ J 0.08~0.20 | 0.20~1.50
160408-VB [} [} [ ] 0.10~0.23 | 0.50~1.50
160412-VB 0.12~0.25 | 0.80~1.50
160404-VF 00 [ J [ J ([ ([ 0.05~0.20 | 0.30~1.00
VE 160408-VF 0o [ 0.10~0.25 | 0.30~1.00
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




Turning Insert (Positive) B

Dimensions (mm)

VB

r
= a Size d t di
/@, @jdw 1 6.35 | 2.38~3.18 | 2.8~34
{ T 5 16 9.525 4.76 4.4
L] - 35° T
Rhombic 35° Positive A NI R TR
Relief Angle: 5°
R Steel O O EFIOEIIOEEEE XN £ Machining types
o Stainless steel M E 2K 2 o B TS [ 2K 2K ) —
faz_ Castiron [ 3K 2% 2K J 2 $TSE @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§£E§§§§§§g§ fn ap
VBMT 110302-VL 0.03~0.20 | 0.20~1.20
110304-VL 0.04~0.20 | 0.20~1.20
110308-VL 0.08~0.20 | 0.20~1.20
VL 160402-VL 0.03~0.20 | 0.30~1.50
160404-VL [ J [ AN BN BN J [ J ([ 0000000 0.05~0.20 | 0.30~1.50
160408-VL [} [ AN I BN J [} (] 0 0600000 0.10~0.20 | 0.30~1.50
[Mild steel] 160412-VL [ 2N N J 00 0.10~0.25 | 0.30~1.50
VBMT 160402-VP1 0.04~0.20 | 0.16~1.50
160404-VP1 0.05~0.20 | 0.18~1.80
VP1 160408-VP1 0.06~0.20 | 0.20~1.80
- VBMT 160404 [ J ([ [ J [ J [ J 0.07~0.20 | 0.50~1.50
£ 160408 ( 3N I J [ J [ J 0.15~0.25 | 0.70~2.00
2
e
E
3
=
> VBMT 110304-HMP ([ [ J 0.03~0.20 | 0.15~2.70
£ 110308-HMP ([ 0.05~0.25 | 0.40~2.70
£ 160404-HMP e oo o ° ° 0.07~0.20 | 0.20~2.70
=} 160408-HMP [ B B BN J [ J [ J [ J 0.09~0.27 | 0.50~2.70
E 160412-HMP 0.11~0.32 | 0.50~2.70
8
=
VBMT 110302-MP 0.04~0.14 | 0.20~1.50
110304-MP [ [ J [ 2N J 0.05~0.15 | 0.20~1.50
=2 110308-MP [ J [ J 0.10~0.28 | 0.30~2.00
= 160402-MP 0.06~0.16 | 0.25~2.00
% 160404-MP | @ [ AN BN BN J [ J [ 3N ) o0 000000 0.08~0.20 | 0.30~2.00
E 160408-MP | @ [ AN N BN J [ J 0000000000 0.10~0.25 | 0.50~2.30
% 160412-MP | @ [ [ [ J ([ 0000000 0.10~0.35 | 0.50~2.30
=
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




B Turning Insert (Positive)

VC OQ r Dimensions (mm)
;\ a Size d t di
4}\ v 11 635 | 3.18 | 2.8-34
i AT ¢ Jde 16 | 9525 | 476 | 44
Rhombic 35° Positive | !
Relief Angle: 7°

. Steel D OEE IO IOEEEE ) Machining types
o Stainless steel M E 2K J o B TS [ 2K 2 - —
2 Castiron (2K 25 2K 3k 2K ] k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K 3 # Interrupted cutting
Hardened steel s 8 o
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation 3§§§§£§§§§EEE§§§§§EE§ fn ap
222038838388 88333383383383 3|z 8|(mmiev) (mm)
00|00z =2=Z=2=2=Z=Z=2=Z=Zaaaaaalx I
VCET  1103005MFR-KF [ 0.01~0.06 | 0.04~1.30
KE 110301MFR-KF [ J [ 0.02~0.08 | 0.05~1.50
110302MFR-KF [ J o 0.03~0.11 | 0.06~1.70
1103005MFL-KF [ ] 0.01~0.06 | 0.04~1.30
, - 110301MFL-KF 0.02~0.08 | 0.05~1.50
[High precision]
110302MFL-KF [ [ ) 0.03~0.11 | 0.06~1.70
VCET  1103005MFR-KM 0.02~0.08 | 0.05~1.50
= 110301MFR-KM [ [ J 0.03~0.11 | 0.06~1.70
E. KM 110302MFR-KM ° 0.04~0.15 | 0.08~2.00
'-g 1103005MFL-KM [ J 0.02~0.08 | 0.05~1.50
= 110301MFL-KM 0.03~0.11 | 0.06~1.70
% [High precision] 110302MFL-KM 0.04~0.15 | 0.08~2.00
=
VCGT 1103003R-KF 0.01~0.06 | 0.04~1.30
110301R-KF 0.02~0.08 | 0.05~1.50
KF 110302R-KF [} 0.03~0.13 | 0.06~1.70
1103003L-KF 0.01~0.06 | 0.04~1.30
110301L-KF 0.02~0.08 | 0.05~1.50
110302L-KF 0.03~0.13 | 0.06~1.70
VCGT 110301-VP1 [ J [ B BN ] [ J 0.02~0.15 | 0.05~0.50
VP1 110302-VP1 [ J [ BN N ] [ ] 0.02~0.18 | 0.10~1.00
110304-VP1 (] [ X ] [} 0.03~0.18 | 0.15~1.20
160404-VP1 [ J 0.05~0.20 | 0.18~1.80
160408-VP1 [ J 0.06~0.20 | 0.20~1.80
VCGT  110301MFN-VP1 [ [ ) 0.02~0.15 | 0.05~0.50
110302MFN-VP1 [ [ ) 0.02~0.18 | 0.10~1.00
VP1 110304MFN-VP1 ° ° 0.03-0.18 | 0.15~1.20
1203008FN-VP1 0.03~0.12 | 0.06~1.20
120301FN-VP1 0.04~0.13 | 0.08~1.20
[High precision] 120302FN-VP1 0.04~0.15 | 0.08~1.20
120304FN-VP1 0.06~0.20 | 0.10~1.50
= VCGT 1103003R-KM 0.01~0.06 | 0.04~1.30
:% 110301R-KM 0.02~0.08 | 0.05~1.50
2 KM 110302R-KM ° 0.03-0.13 | 0.06~1.70
° 1103003L-KM 0.01~0.06 | 0.04~1.30
E 110301L-KM 0.02~0.08 | 0.05~1.50
g 110302L-KM 0.03~0.13| 0.06~1.70
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




Turning Insert (Positive) B

Dimensions (mm)

VC OO — ol
& \‘; 4470 11 6.35 3.18 | 28~34
. o HH 35 [ t 12 75 3.18 2.8
Rhombic 35° Positive - 12_| 75 | 316 | 28
Relief Angle: 7°
R Steel L D IDEEFIOEIIDE X R o3 £ Machining types
o Stainless steel M E 2K 2 o B TS [ BE 2 —
faz_ Castiron [ 3K 2% 2K J k 2 k 2 @® & | @ Continuous cutting
5 Non-ferrous metal (2K J & General cutting
= Heat resistant alloy, Titanium alloy [ ) O 0T % 00 ¢ [ 2K J # Interrupted cutting
Hardened steel s 8 [ 2K 2
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§E§§§§EEE§§§§§EE§ fn ap
2220388338388 8833338383383 3|z 8|(mmiev) (mm)
COoOO0|0O0|zZ=2Z=Z=Z=2=2=2=2=2=2=2Z4aaaaaqaa/x T
VCGX  120300MFR-VP1 [ [ 0.02~0.10 | 0.05~0.50
120301MFR-VP1 [ [ 0.02~0.15 | 0.05~0.50
VP1 120302MFR-VP1 [ o 0.02~0.18 | 0.10~1.00
120304MFR-VP1 [ 0.03~0.20 | 0.12~1.20
<=~ 120308MFR-VP1 ° ° 005020 | 0.15-1.20
[High precision]
VCMT 080202-VF 0.05~0.20 | 0.30~1.00
080204-VF [ J 0.10~0.25 | 0.30~1.00
VF 110304-VF ° 0.03-018 | 0.15~1.20
160404-VF [ ] [ ] [ J 0.04~0.20 | 0.15~1.50
VCMT 080202-VL [ [} [} [ 0.03~0.08 | 0.10~0.80
080204-VL [ [ ) () [ 0.04~0.10 | 0.10~0.90
VL 160404-VL [ [ 00 [ 2 ) 0.05~0.20 | 0.30~1.50
160408-VL [ J [ J [ 2N BN J [ 2N J 0.05~0.20 | 0.30~1.50
160412-VL 0.10~0.25 | 0.30~1.50
[Mild steel]
E VCMT 160404-VP1 0.05~0.20 | 0.18~1.80
160408-VP1 0.06~0.20 | 0.20~1.80
VP1
= VCMT 160404-HMP [} ([ [ [ [} 0.10~0.25 | 0.30~2.60
5 160408-HMP e o ° e o 0.13~0.33 | 0.60~260
':g HMP
E
3
=
VCMT 080202-MP [ J [ J 0.03~0.15 | 0.10~1.00
= 080204-MP [ J [ J 0.05~0.18 | 0.10~1.00
£ 110302-MP 0.06~0.18 | 0.20~1.80
2 MP O 110304-MP 0.06~0.18 | 0.20~1.80
° 160404-MP o o eo0 oo 0 0.08~0.18 | 0.30~2.00
S 160408-MP [ J [ J o0 000 [ 2N J 0.10~0.23 | 0.50~2.30
g 160412-MP XX o0 0.10~033 | 0.50~2.30
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




B Turning Insert (Positive)

V P . Dimensions (mm)
. O Size d t di

o) M 08 | 635 | 238 | 23
% L g 1 6.35 3.18 2.8
, o e X K
Rhombic 35° Positive | ‘ —
Relief Angle: 11°
Steel D 3DEEFIOEIIDE X R ot £ Machining types
24 Stainless steel M E 2K 2 o B ¢S [ K 2K ) —
2 Castiron (2K 25 2K 3k 2K ] k 2 k 2 @® & | @ Continuous cutting
B Non-ferrous metal ® & | g General cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 00 [ 2K 2 8 .
Hardened steel g 8 P nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation §§§§§£§§§§§E§§§§§§EE§ fn ap
2225003383888 8333883833 3|5 3|(mmhev) (mm)
CooO|00(z=2=2=2Z=2=2Z2=2=2=2=2Z4a4a4a4ad4aa4ax I

VPET 0802005MFR-KF [ J [} 0.01~0.12 | 0.05~0.50
080201MFR-KF [ J [ J 0.02~0.15 | 0.05~0.50
080202MFR-KF [ J [ J 0.02~0.18 | 0.10~1.00
0802005MFL-KF [ ® 0.01~0.12 | 0.05~0.50
080201MFL-KF [ [ 0.02~0.15 | 0.05~0.50

KF 080202MFL-KF ° ° 0.02-0.18 | 0.10-1.00
[High precision]

VPET  0802005MFR-KM [ J [ J 0.01~0.12 | 0.05~0.50
080201MFR-KM [ J [ 0.02~0.15 | 0.05~0.50
080202MFR-KM [ J [ J 0.02~0.18 | 0.10~1.00

2 0802005MFL-KM [ J [ J 0.01~0.12 | 0.05~0.50
% KM 080201MFL-KM [ ® 0.02~0.15 | 0.05~0.50
= 080202MFL-KM [ J [ J 0.02~0.18 | 0.10~1.00
13

=]

§ [High precision]

=

VPGT 110301-VP1 [ J [ 2 AN J [ 0.02~0.15 | 0.05~0.50

110302-VP1 [ J [ 2 I J [ 0.02~0.18 | 0.10~1.00
- 110304-VP1 [ J [ BN N J [ J 0.03~0.18 | 0.15~1.20
£ VP1
=
2
£
('

VPGT 110301MFN-VP1 [ [ 0.02~0.15 | 0.05~0.50
110302MFN-VP1 [ [ 0.02~0.18 | 0.10~1.00
110304MFN-VP1 [ J [ J 0.03~0.18 | 0.15~1.20

VP11
[High precision]
%) Cutting edge geometry A52~A61 %) Recommended chip breaker B04~B11 %) Code system B26~B27 ® : Stock item
Available tool holders
Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVJBR/L B115, 183

Turning




Turning Insert (Positive) B

W B Dimensions (mm)
Size d t di

02 3.97 1.59 2.2
i S3 4.76 2.38 2.4

-7

@ Trigon 80° Positive
Relief Angle: 5°

Steel O O EFIOEIIOEEEE XN £ Machining types
8 Stainless steel M E 2K 3 o2 8 ¢ [ 2k 2F —
2 Castiron (2K 2% 2K 2K 2K ] L2k 2K 4 @® & | @ Continuous cutting
%‘ Non-ferrous metal ® & gGeneral cutting
= Heat resistant alloy, Titanium alloy [ ] o0 8 8 00 [ 2K 2 # Int ted cutti
Hardened steel g = o 3 nterrupted cutting
Cermet |Coated Coated Uncoated| Cutting Condition
Inserts Designation SSE8gs8888z5¢28¢8888228 n ap
222030/ 8883888333383838383 3|z 8|(mmrev)| (mm)
o000z =2=2=2=Z=Z=Z=2=2=24a4a4a4aa4a4a4IT
WBGT 020102R 0.01~0.05 | 0.10~0.30
2 S30204R 0.01~0.10 | 0.10~0.50
5 020102L ° ®|® | 001~008 ] 010040
= $30202L 0.01~0.08 | 0.10~0.40
= S$30204L 0.01~0.10 | 0.10~0.50
=
2
=
9 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 ® : Stock item

Available tool holders
Designation Page Designation Page
SWUBR/L B216

Turning




B Technical Information for Aluminum

Technical Information for Aluminum

D AK special chip breaker for aluminum

¢ Unique and 3-dimensional rake angle controls chip breaking and chip flow ensuring longer tool life and reducing cutting load
e High rake angle at cutting edge part reduces cutting load to increase tool life
e Buffed finish on top face controls chip flow reducing built-up edge

@ High rake angle & tabby pattern chip pocket - Low cutting load

® Unique rake angle design - Effective chip breaking and good chip flow
® Unique and 3-dimensional top face - Longer tool life & Excellent surface roughness
@ Tabby pattern & Sharp cutting edge - Distributing cutting load, long tool life

© Buffed on top face - Excellent machining, Reducing built-up edge, Excellent chip flow

D AR special chip breaker for aluminum

® AR chip breaker ensures reliability and good cutting performance at high feed, speed and interrupted machining

© Flat corner cutting edge improved productivity at high feed machining and ensures good

surface roughness and reliability owing to strong cutting edge

@ Specially buffed on top face controls chip flow reducing built-up edge

© KORLOY’s own technology applied for cutting edge and corner shape controlling chip
flow ensures longer tool life

@ KORLOY special chip breaker design controls chip flow at high speed machining

D AK and AR chip breaker specially developed for aluminum

Depth of cut per time, ap (mm)

= C ] RCGT
£ 2500f
Ky 16.0 S~
5 2000 AR . RCGT
& CCGT
o 19001 14.0
.é
3 1000F \
12.0
500f
= DCGT
0 01 0z 03 04 05 06
feed, fn (mm/rev) scGTt
VCGT, VBGT
| Recommendation range | Grades /
HO1 (Uncoated cemented
ap=0.1~5.0 mn carbides K10~K20)
AK fn=0.03~0.5 mn/rev | ND1000 (Diamond coating) RCGT
PD1000 (DLC coating) TCGT
HO1 (Uncoated cemented /
AR ap=0.5~6.0 mn carbides K10~K20)
fn=0.05~0.6 mn/rev ND1000 (Diamond coating) RCGT
PD1000 (DLC coating)
D Features of HO1 and cutting conditions
- Good for aluminum and alloy steel machining - Surface treatment reduces built-up edge
- 3-dimensional design reduces cutting resistance and ensures high machinability in high feed and speed machining
Workpiece Hardness (HB) ke (MPa) vc (m/min) fn (mm/rev)
Aluminum alloy before heat treatment 50~70 500~600 1000~2500 0.1~0.6
(forged) after heat treatment 90~110 700~900 300~1000 0.1~0.5
Aluminum alloy before heat treatment 70~80 700~800 300~1000 0.1~0.6
(cast) after heat treatment 80~100 800~950 200~600 0.1~0.4
Copper alloy - 90~110 700 250~600 0.1~0.5
Non-ferrous metal, etc - 100 1700 150~300 0.1~0.6

Turning




Aluminum Insert (Positive) B

Dimensions (mm)
CC TR

- 06 6.35 2.38 2.8
S T2 o7 am | ss
[ Rhombic 80° Positive w i
Relief Angle: 7° ‘
° Steel P Machining types
o Stainless steel M
fa:_ Castiron @ Continuous cutting
s Non-ferrous metal s [ ) s k 2 £ 8 General cutting
= Heat resistant alloy, Titanium alloy # Interrupted cutting
Hardened steel
Coated Uncoated Cutting Condition
Inserts Designation § § E fn ap
§ é é é § (mm/rev) (mm)
CCGT 060202-AK ([ ] [ ] ([ ] 0.01~0.12 0.05~3.00
060204-AK ([ ] [ ] [ ] ([ ] 0.02~0.15 0.10~3.00
060208-AK [ ] [ ] 0.02~0.20 0.10~4.00
09T302-AK [ ] [ J [ ] ([ ] 0.02~0.20 0.05~3.00
09T304-AK [ ] [ [ ] ([ ] 0.02~0.30 0.10~5.00
09T308-AK ([ ] [ ] ([ ] 0.03~0.50 0.10~5.00
120402-AK [ ] [ ] 0.02~0.30 0.05~4.00
AK 120404-AK [ ] [ [ ] ([ ] 0.03~0.50 0.10~5.00
120408-AK [ ] ([ ] 0.04~0.80 0.10~5.50
CCGT 060202-AR [ ([ ] 0.02~0.30 0.30~4.00
060204-AR 0.03~0.35 0.50~4.50
060208-AR 0.04~0.50 0.50~4.50
09T302-AR [ ] [ 0.03~0.45 0.30~4.00
09T304-AR [ ] [ 0.04~0.50 0.50~4.50
09T308-AR [ ] ([ ] 0.05~0.60 0.50~6.00
120402-AR 0.04~0.50 0.30~5.00
120404-AR [ ] [ 0.05~0.60 0.50~6.00
AR 120408-AR [ ] [ 0.06~0.65 0.50~6.00
120412-AR 0.08~0.70 0.50~6.50
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
SCACR/L B113, 178 SCLCR/L B113, 178, 204

Turning




B Aluminum Insert (Positive)

; Dimensions (mm)
D ( : 1 Size d t di

T - 07 | 635 | 238 28
d d 11| 9525 | 397 | 44
7
A

5] Rhombic 55° Positive
Relief Angle: 7°

° Steel a4 Machining types
o Stainless steel M
-E_ Castiron @ Continuous cutting
§ Heat r:ls?s;]a::rarl\[;l;,sT:::tizL alloy B e ¥ ¢ * & General Cuttlng.
Hardened steel # Interrupted cutting
Coated Uncoated Cutting Condition
Inserts Designation § § g fn ap
§ é é é § (mm/rev) (mm)
DCGT 070202-AK [ J (J [ ] 0.01~0.20 0.05~3.00
070204-AK [ ] [ ] ([ ] [ ] 0.02~0.30 0.10~4.00
070208-AK [ J ([ ] [ ] 0.03~0.40 0.10~4.00
11T302-AK [ J [ ] ([ ] [ ] 0.02~0.30 0.05~4.00
11T304-AK (] [ ] [ [ ] [ ] 0.03~0.50 0.10~5.00
11T308-AK ([ ] [ ] ([ ] [ ] 0.03~0.50 0.10~5.00
11T312-AK ([ ] [ ] 0.04~0.60 0.15~5.00
AK
DCGT 070202-AR [ ] [ ] 0.02~0.30 0.30~4.00
070204-AR [ J [ ] 0.03~0.40 0.50~5.00
070208-AR ([ ] [ ] 0.04~0.50 0.50~5.00
11T302-AR 0.03~0.45 0.30~6.00
11T304-AR ([ ] [ ] 0.04~0.50 0.50~6.00
11T308-AR [ J [ ] 0.05~0.60 0.50~6.00
11T312-AR ([ ] [ ] 0.08~0.65 0.50~6.50
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 ®: Stock item

Available tool holders

Designation Page Designation Page
SDACR/L B178 SDQCR/L B206
SDJCR/L B113, 179 SDUCR/L B207
SDNCN B114,179 SDZCR/L B208

Turning




Aluminum Insert (Positive) B

Dimensions (mm)
R( : Q Q ‘ Size d t [o
T 06 6.0 2.38 2.8
] i‘“ 08 8.0 3.18 3.35
agn o 10 100 | 3.18~3.97 4.4
7
@ Round Positive : ; 12 | 120 | 476 | 44
Relief Angle: 7°
° Steel - Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
§ — Ng?-ffrruousrr?et‘al ” fud L .3 2 .2 & General cutting
eat resistant alloy, litanium alioy .
Hardened steel ¥ Interrupted cutting
Coated Uncoated Cutting Condition
. . =) =) =)
Inserts Designation S =3 S fn ap
8 a a S 8 (mm/rev) (mm)
o o o I I
RCGT 0602M0-AK [ ] ([ ] 0.05~0.20 0.50~2.00
0803M0-AK [ ([ ] 0.05~0.25 0.50~2.50
1003M0-AK [ [ ] 0.10~0.30 1.00~3.00
10T3MO-AK 0.10~0.30 1.00~3.00
1204M0-AK [ ([ ] 0.10~0.35 1.00~3.50
AK
RCGT 0602MO0-AR 0.05~0.20 0.50~2.00
0803M0-AR 0.05~0.25 0.50~2.50
1003MO0-AR [ ] ([ ] 0.10~0.30 1.00~3.00
10T3MO-AR 0.10~0.30 1.00~3.00
1204M0-AR 0.10~0.35 1.00~3.50
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
SRDCN B179 SRGCR/L B180

Turning




B Aluminum Insert (Positive)

] Dimensions (mm)
: ; ( : Size d t di

— 09 9.525 | 3.97 4.4
— Idw 12 127 4.76 5.5
o L] - T o
() Savare 90° Positive =)
Relief Angle: 7° ‘
° Steel a8 Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
‘;5 e Nf’?'fT"”OUSTTe“al . L. L L. s ® & General cutting
ieat resistant alioy, litanium alioy .
Hardened steel # Interrupted cutting
Coated Uncoated Cutting Condition
N =) = =)
Inserts Designation S = b= fn ap
§ E E § § (mm/rev) (mm)
SCGT 09T302-AK [ ] [ J 0.02~0.30 0.10~4.00
09T304-AK [ ] [ ] [ J 0.04~0.40 0.10~5.00
09T308-AK [ ] (] 0.03~0.40 0.10~5.00
120404-AK [ ] (J 0.03~0.50 0.10~5.00
120408-AK [ ] (] 0.04~0.60 0.15~5.50
120416-AK 0.04~0.60 0.15~5.50
AK
SCGT 09T302-AR 0.03~0.40 0.50~5.00
09T304-AR [ ] [ J 0.04~0.50 0.50~6.00
09T308-AR 0.04~0.50 0.50~6.50
120404-AR [ ] [ J 0.05~0.60 0.50~6.50
120408-AR 0.05~0.60 0.50~7.00
120416-AR 0.05~0.60 0.50~7.00
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 ®: Stock item

Available tool holders

Designation Page Designation Page
SSBCR/L B180 SSKCR/L B181
SSDCN B180 SSSCR/L B181

Turning




Aluminum Insert (Positive) B

60° Dimensions (mm)

TC 0 e
A E 09 5.56 2.38 2.5
g 16 o5 | a0 4d
& Triangular 60° Positive | - =
Relief Angle: 7° | |
° Steel P Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
E s sy T " & General culting
Har dened’ stoel ¥ Interrupted cutting
Coated Uncoated Cutting Condition
Inserts Designation § § fn ap
8 a S 8 (mm/rev) (mm)
a a I I
TCGT 090202-AK [ ] ([ ] 0.01~0.12 0.05~3.00
090204-AK [ ([ ] 0.02~0.15 0.10~4.00
110202-AK ([ ] [ ([ ] 0.02~0.20 0.05~4.00
110204-AK [ ] [ ([ ] 0.03~0.30 0.10~4.00
110208-AK [ [ ] 0.03~0.40 0.10~5.00
16T302-AK [ ([ ] 0.02~0.30 0.05~5.00
16T304-AK [ [ 0.03~0.40 0.10~5.50
16T308-AK [ ] [ ] 0.03~0.50 0.10~5.50
AK 16T312-AK e oo 0.04~0.60 0.15~5.50
16T316-AK [ ] ([ ] 0.05~0.80 0.15~5.50
16T325-AK 0.06~0.90 0.20~7.00
TCGT 090202-AR 0.02~0.18 0.30~3.00
090204-AR [ [ ] 0.02~0.25 0.30~5.00
110202-AR 0.02~0.30 0.30~4.00
110204-AR [ ([ ] 0.03~0.40 0.30~5.00
110208-AR 0.04~0.45 0.50~6.00
16T302-AR [ ([ ] 0.03~0.45 0.30~5.00
16T304-AR [ [ ] 0.04~0.50 0.50~6.00
16T308-AR [ [ ] 0.05~0.60 0.50~6.00
AR 16T312-AR 0.06~0.65 0.50~6.00
16T316-AR 0.08~0.70 0.50~6.50
16T325-AR 0.10~0.10 0.80~7.00

2 Cutting edge geometry A52~A61

2 Recommended chip breaker B04~B11

Available tool holders

Designation Page Designation Page
STACR/L B114,181 STTCR/L B182, 235
STFCR/L B182, 234 STWCR/L B235
STGCR/L B182

29 Code system B26~B27

o : Stock item

Turning




B Aluminum Insert (Positive)

1 6.35 3.18 2.8

16 9.525 | 4.76 4.4

Dimensions (mm)
VB (O >R, b

Rhombic 35° Positive
Relief Angle: 5°

° Steel - Machining types
o Stainless steel M
2 Cast iron @ Continuous cutting
‘;5 e Nf’?'fT"”OUSTTe“al . L. L L. s ® & General cutting
ieat resistant alioy, litanium alioy .
Hardened steel # Interrupted cutting
Coated Uncoated Cutting Condition
. s =) =) =)
Inserts Designation S = = fn ap
73 - — — 7o)
(8] [=] (=] o [=] (mm/rev) (mm)
o o o I x
VBGT 110302-AK [ J [ ] 0.02~0.15 0.05~3.00
110304-AK [ J [ ] 0.02~0.15 0.10~4.00
110308-AK [ ] 0.03~0.18 0.10~5.00
160402-AK 0.03~0.30 0.05~4.00
160404-AK [ ] [ ] 0.03~0.40 0.10~5.00
160408-AK [ J [ ] 0.03~0.50 0.10~5.00
160412-AK [ ] 0.05~0.60 0.10~5.50
AK
VBGT 110302-AR 0.02~0.35 0.30~3.00
110304-AR 0.03~0.45 0.30~4.00
110308-AR 0.03~0.50 0.50~6.00
160402-AR 0.04~0.45 0.30~5.00
160404-AR [ ] [ J 0.04~0.50 0.50~6.00
160408-AR o [ ] 0.05~0.60 0.50~6.00
160412-AR 0.05~0.70 0.50~6.50
AR
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 ®: Stock item

Available tool holders

Designation Page Designation Page
SVABR/L B183 SVVBN B184
SVHBR/L B183 SVQBR/L B211
SVJBR/L B115, 183 SVUBR/L B212

Turning




Aluminum Insert (Positive) B

Dimensions (mm)
VC 0 - RS B
2N . . X
%}7 d[ ET& 13 | 794 | 318 | 34
e N :}7" 16 | 9525 | 476 | 44
: ) ; :
_ 5> Rhombic 35° Positive 5 g — RN

22 12.7 5.56 5.6
Relief Angle: 7°

° Steel P Machining types
8 Stainless steel M
-E_ Cast iron @ Continuous cutting
s Non-ferrous metal s [ ) s k 2 £ 8 General cutting
= Heat resistant alloy, Titanium alloy # Interrupted cutting
Hardened steel
Coated Uncoated Cutting Condition
Inserts Designation g’ § § fn ap
o a e é § (mm/rev) (mm)
VCGT 110301-AK [ 0.02~0.15 0.05~3.00
110302-AK [ [ ([ ] 0.02~0.20 0.05~3.00
110304-AK [ ] [ [ ([ ] 0.02~0.25 0.10~4.00
110308-AK [ ] [ 0.03~0.30 0.10~5.00
130302-AK [ ] [ ([ ] 0.02~0.35 0.10~5.00
130304-AK [ [ ] ([ ] 0.03~0.35 0.10~5.00
130308-AK 0.04~0.40 0.10~5.00
160402-AK [ ] [ 0.02~0.30 0.05~5.00
AK 160404-AK [ [ ] [ ([ ] 0.03~0.40 0.10~5.00
160408-AK ([ ] [ ([ ] 0.03~0.50 0.10~5.00
160412-AK [ [ ] 0.03~0.50 0.10~5.00
220516-AK [ ] [ 0.03~0.60 0.10~7.00
220525-AK ([ ] 0.05~0.70 0.10~7.00
220530-AK [ ] ([ ] 0.08~1.00 0.10~7.00
VCGT 110301-AR 0.02~0.20 0.10~3.00
110302-AR [ ([ ] 0.02~0.25 0.30~3.00
110304-AR [ ] ([ ] 0.03~0.35 0.30~4.00
110308-AR 0.04~0.45 0.50~6.00
130302-AR ([ ] 0.02~0.40 0.50~3.00
130304-AR [ ] ([ ] 0.03~0.45 0.50~4.00
130308-AR 0.04~0.50 0.50~5.00
160402-AR [ J ([ ] 0.03~0.40 0.30~5.00
160404-AR [ J [ ] 0.04~0.50 0.50~6.00
AR 160408-AR e o 0.05~0.60 0.50~6.00
160412-AR 0.06~0.65 0.50~6.50
220516-AR 0.10~0.65 0.80~6.50
220525-AR 0.10~0.70 0.80~7.00
220530-AR [ ([ ] 0.12~0.75 1.00~7.00
2 Cutting edge geometry A52~A61 2 Recommended chip breaker B04~B11 2 Code system B26~B27 e : Stock item
Available tool holders
Designation Page Designation Page
SVJCR/L B115, 184, 211 SVQCR/L B212
SVVCN B184 SVUCR/L B212

Turning




B cBN Insert

Dimensions (mm)

CBN Size d t di
12 | 127 476 516
Multi-Corner Type (Negative) 8 Tosm | 4 | oo
_ Uncoated Available tool holders
Inserts Designation § § § § § § § § § § i .
O OOl Z=2=22E5 = Designation Page
5353888883132
2NU-CNGA 120404 o0 ) ° DCBNRIL DCLNRL Bi54 B154
120404F | @ ° MCKNR/ MCLNRL Bi71 B171
120404T | @ ) MCMNN PCBNRL Bi71 B159
120404W | @ PCLNRIL B160
120404WF | @
120408 ) ) °
120408F | @ °
120408T | @ oo
120408W |® @ ) °
120408WF | @ °
CNOO - 120408WT )
80° v 120412 oo
Nega 120412F | @
120412T | @
120412W | @ ) °
120412WF | @ °
120412WT oo
T-2NU-CNGA 120408 °
2NU-CNMA 120404 °
120408 °
2NS-CNGA 120408 ° °
2NU-DNGA 150404 ) ) ° ° DDJNRL MDINRL Bi55 B172
150404F | @ ° MDNNN MDQNRL Bi72 B173
150404T | @ ) MDUNRL PDJNRL  B202 B160
150408 oo o0 ° ° PDNNRL PDSNRL Bie1 B197
150408F | @ ° PDUNRIL B198
DN (a s ot g HleTs
Nega 150412F ()
150412T | @
150608 °
T-2NU-DNGA 150412 °
2NS-DNGA 150408 ° °
ANU-SNGA 120404 ° ) ° DSBNRL MSBNRL Bi55 B173
120404F ° MSDNN MSKNRL Bi73 B174
120404T ) MSRNRL MSSNRL Bi74 B175
SN OO 120408 ° oo ® |PSBNRL PSDNN  B163 B163
90° @ 120408F ° PSKNR/L Bi64
Nega 120408T e o
120412 °
2NS-SNGA 120408 ° °
3NU-TNGA 160404 ) oo ° ° MTENN MTFNRL Bi75 B175
160404F | @ ° MTGNR/ MTINRL Bi176 B176
160404T | @ ) PTFNRL PTGNRL B165 B165
TNOO ¢ e/ 160408 ee (oo ® |PTTNRL WTENN  B166 Bi67
60° v 160408F | @ ° WTJNRL WTXNRL B167 B167
Nega 160408T (J [ )
160412 °
2NS-TNGA 160408 ° °
2NU-VNGA 160404 o0 o0 ° ° MVJINRIL B176
160404F | @ ° MVQNR/L B177
VNOO 160404T | @ ) MVUNRIL B203
350 160408 oo ) ° ° MVVNN B177
27 Newa 160408F | ® °
160408T | @ oo
2NS-VNGA 160408 ° °
o : Stock item

Turning




cBN Insert B

Dimensions (mm)
‘ B N Size d t di

06 6.35 2.38 2.8
07 6.35 2.38 2.8

Multi-Corner Type (Positive) 09 | 9525 397 | 44
1 9.525 3.97 44
_ Uncoated Available tool holders
Inserts Designation E § § § E § § >8< ) )
o - N =z =25 = Designation Page
P 8888888
2NU-CCGW 060202 [ SCACR/L B178
060202F [ J SCLCR/L B178
060202T [
060204 [ [ N ]
060204F [ [
060204T [ o o
060208 o o
060208F [
060208T o o
097304 o o o o [ [ ]
09T304F [ [
CCcOO 09T304T | @ )
80° @ 09T308 () e o ) °
Posi 09T308F [ [
09T308T [ o o
09T308W [
09T308WF | @
2NU-DCGW 070204 o o SDACR/L B178
070204F [ ] SDJCR/L B179
070204T o o SDNCN B179
070208 o o SDQCR/L B206
070208F [ ] SDUCR/L B207
070208T o o SDZCR/L B208
117304 o o o o [ ] [ ]
11T304F [ [
11T304T [ o o
DCOO -~ 17308 @ ®© e e o o
55° 11T308F [ [
Posi v 11T308T | ® )
T-2NU-DCGW 117304 [
3NU-TCGW 090204 [ ] STACR/L B181
090204F [ STFCRIL B182
090204T [ STGCR/L B182
STTCRIL B182
TCOO e/
& Posi \/

® : Stock item

Turning




B cBN Insert

CBN

Multi-Corner Type (Positive)

Dimensions (mm)

Size d t di
11 6.35 3.18 24
16 9.525 4.76 3.81

_ Uncoated Available tool holders
Inserts Designation § § § § § § § § § § ) .
O OOl Z=2=22E5 = Designation Page
85538888888
3NU-TPGB 110304 ® ® CTFPR/L B170
110304F ([ ] CTGPR/L B170
110304T ([ ]
v 110308 ® ()
110308F [ ]
110308T [ ]
3NU-TPGN 110304 o o CTFPRI/L B170 B201
110304F [ CTGPR/L B170
110304T o o
110308 [ I )
TPOO v 110308F °
60° 110308T o O
Posi 160304 o o
160308 e o
3NU-TPGW 110304 ( BN ] o o ®
110304F [ ] [}
110304T [ o o
110308 (I ] e o ()
N _ 110308F | ® °
\/ 110308T ® [ )
2NU-VBGW 160404 o o [ N J [ [ ] SVABR/L B183
160404F ([ ] [ SVHBR/L B183
160404T ([ ] [ N J SVJBR/L B183
160408 o o [ I J [ [ ] SVQBR/L B211
160408F ([ ] [ J SVUBR/L B212
160408T ® e o
VB OO
57 35° ':--..E-—"‘
Posi
2NU-VCGW 160404 e o e o ®
160404F ([ ] [}
160404T [} e o
160408 (I ] o o ()
160408F ® ()
160408T ® o o
VC OO
&7 3%
Posi
@ : Stock item

Turning




cBN Insert B

Dimensions (mm) Dimensions (mm)
‘ B N Size d t di Size d t d1

09 9.525 3.97 4.4 15 12.7 4.76 5.16
11 6.35~9.525| 3.8~3.97 |3.4~4.4 16 9.525 4.76 3.81~4.4

Regrinding Type (Negative/Positive) 12 | 127 | 476 | 516

_ Uncoated Available tool holders
. q o © © o < <
Inserts Designation ,§- § g § § E >z°<‘ Designation Page
M O M M M o3 MO
(= === = ==
CNMA 120404 ° DCBNR/L MCKNR/L B154 B171
120408 ° ® |[DCLNR/L MCLNR/L Bi54 B171
CN
80° T-CNMA 120408 ° PCBNRL MCMNN  B159 B171
Nega PCLNRIL B160
DNMA 150404 ° DDIJNRL MDJNRL B155 B172
150408 ) MDNNN MDQNRL B172 B173
DNOO MDUNR/L PDJNRL B202 B160
55° PDNNR/L PDSNRL B161 B197
Nega PDUNR/L B198
SNMA 120404 ° DSBNRIL MSBNRL B155 B173
120408 ° MSDNN MSKNRL B173 B174
SNOO MSRNRL MSSNRL B174 B175
90° PSBNR/L PSDNN B163 B163
Nega PSKNR/L B164
TNMA 160404 ° MTENNS MTFNRL B175 B175
160408 ° MTGNR/L MTINRL B176 B176
TNOO PTFNRL PTGNRL B165 B165
60° PTTNRL WTENN  B166 B167
Nega WTJINR/L WTXNRLL B167 B167
VNMA 160404 ° MVJNR/L B176
160408 ° MVQNR/L B177
VNOO T-VNMA 160404 ° MVUNR/L B203
o
7 gga MVVNN B177
CCMW 09T304 ° SCACRIL B178
SCLCRIL B178
CCc OO
cP OO v*
o
80° (o
DCGW 117308 ° SDACRIL B178
T-DCGW 117308 ° SDJCRIL B179
DC OO SDNCN B179
50° k&
Posi
TPGB 110304 ) CTFPRIL B170 B201
110308 ° CTGPRIL B170
TP OO
60°
Posi
VBMW 160404 ° SVABR/L B183
160408 ° SVHBRIL B183
VB SVJBRIL B183
C%g SVQBRIL B211
87 o SVUBRIL B212
@ : Stock item

Turning




B PCD Insert

Dimensions (mm) Dimensions (mm)
PCD Size d t d1 Size d t d1
06 | 635 2.38 2.8 11 | 9525 | 397 4.4
. - 07 | 635 2.38 28 12 | 127 4.76 5.16
Insert (Negative/Positive) 08 | 794 238 | 34 15 | 127 | 476 | 516
09 | 9525 | 318 44 16 | 9525 | 476 3.81
PCD Available tool holders
Inserts Designation g g § Designation Page
CNMM 120404 ° DCBNRL DCLNRL B154 B154
120408 ° MCKNRL MCLNRL B171 Bi71
CNOO 120412 MCMNN  PCBNRL B171 B159
80° CNMX 120404 PCLNR/L B160
Nega 120408
(CNWIX) 120412
DNMM 150404 ° DDJNRL MDJNRL B155 B172
150408 ° MDNNN  MDQNRL B172 B173
DNOO 150412 MDUNRL PDJNRL B202 B160
55° DNMX 150404 PDNNRL PDSNRL B161 B197
Nega - 150408 PDUNR/L B198
150412
TNMX 160404 MTENN ~ MTFNRL B175 B175
TNOO 160408 MTGNRL MTINRL B176 B176
60° 160412 PTFNRL PTGNRL B165 B165
Nega PTTNRL WTENN B166 B167
WTINRL WTXNRL B167 B167
VNMX 160404 MVJINR/L B176
VNOO) 160408 MVQNR/L B177
° 160412 MVUNR/L B203
L7 ﬁga MVVNN B177
CCMT 060202 ° SCACRIL B178
060204 ° SCLCRIL B178
060208
09T304 °
CCcOO 09T308 °
cpPp OO 097312
80° CPMT 080204
Posi 080208
080212
090304
090308
090312
DCMT 070202 ° SDACRIL B178
070204 ° SDJCRIL B179
070208 SDNCN B179
DCOO) 117302 SDQCR/L B206
55° 117304 ° SDUCRIL B207
Posi 117308 ° SDZCRIL B208
SCMT 09T304 SSBCRIL B180
09T308 SSDCN B180
097312 SSKCRIL B181
SC OO SPGW 090302 SSSCRIL B181
sp OO 090304
90° 090308
Posi (scvm)
® : Stock item

Turning




PCD Insert B

Dimensions (mm) Dimensions (mm)
P C D Size d t di Size d t di
06 3.97 1.59 2.8 11 9.525 3.97 4.4
.. 08 4.76 2.38 24 12 6.35 |2.38~3.18| 2.8~3.4
Insert (Positive) 09 |556~9.5252.38~3.18] 2.55 16 | 127 | 318 44
PCD Available tool holders
Inserts Designation o 1 S . X
e T I Designation Page
a a a
TBGW 060102 STUBR/L B214
060104
TCMT 090201 STACR/L B181
090202 STFCRIL B182
090204 STFPRI/L B210
110201 STGCR/L B182
110202 STTCRIL B182
110204
TPGB 080204
080208
TBOO 090204 °
3 090208 [ ]
TC OO . 110304
TP OO 110308
60.° TPGW 080202
Posi 080204
090204
090208
110302
110304 (]
110308 (]
160404
160408
TPGT 110302 STFPR/L B210
110304 STUPR/L B215
VBMT 110302 SVABR/L B183
110304 [ J SVHBR/L B183
110308 ® SVJBR/L B183
160402 SVQBR/L B211
160404 [ ] SVUBR/L B212
VB OO 160408 [ ]
vC OO 160412 °
35° VCMT 110302 SVJCR B184
— Posi 110304 ° SVVCN B184
110308 [ ]
160404 (]
160408 (]
160412
TPGN 090204 CTFPRIL B170
090208 CTGPR/L B170
110302
110304 (]
TP OO 110308 [ ]
° 160302
g?si 160304
160308
SPGN 090304 ([ ] CSDPN B169
090308 CSKPR/L B170
SP OO 120304
90° 120308
Posi

® : Stock item

Turning




B Technical Information for Save Turn

Economical small insert with powerful cutting performance

SAVE TURN

® Strongly recommended turning insert for machining smaller diameter than @100
® Small but powerful and economical insert which performs the same like standard-sized
inserts under the depth of cut of 3.0 mm

D Features

Comparison of insert sizes Comparison of cutting performance

A A
f [SAVE TURN]
12.7 mm
’ 9.525 mm
The same
Down Size} i cutting
v ¥y performance
4.76 mm 476 mm [Standard type]
- S v
[Standard type] [SAVE TURN]
»—r<—Depth of cut,ap = 3.0 mm

« Optimized size of the same performance like the standard type « Performs the same like standard type inserts

under the depth of cut of 3.0 mm

D Features of chip breaker D Application area of chip breaker

Insert shape | Cutting edge Features . M
« For finishing steel = = ‘
vQ - Efficient chip breaking and low cutting 50 €50
resistance S @
r\/_ « Various application available at 340 R 40|
low depth of cut 230 i 230
+ Recommended depth of cut: 0.5~2.5 mm g g
20 2.0
+ For medium cutting of steel 1.0 1.0
MP + 4 dots for improved chip control in medium

cutting to finishing
« Stable chip evacuation at high depth of cut
« Stable tool life due to lower cutting loads at

01 02 03 04
feed, fn (mm/rev)

01 02 03 04
feed, fn (mm/rev)

|

high feed
+ Recommended depth of cut: 0.5~4.0 mm vQ : Depth of cut, ap =0.5~2.5 mm / feed, fn = 0.05~0.30 mm/rev
MP : Depth of cut, ap = 0.5~4.0 mm /feed, fn = 0.15~0.40 mm/rev

MM : Depth of cut, ap = 0.5~5.0 mm / feed, fn = 0.10~0.40 mm/rev

« For medium cutting of stainless steel
MM « Limits plastic deformation caused by heat

|—\_/— « Stable tool life thanks to the balanced

cutting performance and toughness
« Stable chip flow at high speeds and feeds
+ Recommended depth of cut: 0.5~5.0 mm

D Application example

Alloy steel (SCM440) Alloy steel (SCM440)

= Cutting vc (m/min) = 250, fn (mm/rev) = 0.25 = Cutting vec (m/min) = 250, fn (mm/rev) = 0.25
conditions ap (mm) = 2.0~3.0, continuous cutting, wet conditions ap (mm) = 2.0~3.0, interrupted cutting, wet
= Cutting = Cutting
Result Result

Turning

7Pass

7Pass

CNMG090408-HM
SAVE TURN

CNMG120408-HM
Standard type

18Pass

18Pass

CNMG090408-HM
SAVE TURN

CNMG120408-HM
Standard type




SAVE TURN Insert B

D Insert
Coated Dimensions (mm) cutting conditions Available
(0]
o P. t A a ‘|,r_> D O O D O n A tool
> icture Designation N § % g g § " ¢ ; o ap i Configuration holders
OOOO0OO0O (mm) | (mm/rev) page
= 2 2 2 2 Q.
CNMG-VQ | CNMG 090408-VQ ° 9525 476 08 381 |0.50~2.50 | 0.08~0.30
090412-VQ ° 9525 476 12 381 |0.50~250 | 0.10~0.30 B106
B109
CNMG-MP CNMG 090404-MP 9525 476 04 3.81 | 0.50~4.00 0.10~0.40
§ 090408-MP 9525 476 08 381 | 0.50~4.00 | 0.15~0.40 B106
5 090412-MP 9525 476 12 381 | 050~4.00 | 0.15~0.45 B109
CNMG-MM | CNMG  090404-MM 9525 476 04 381 |050~5.00 | 0.08~0.35
090408-MM 9525 476 08 381 |050~5.00 | 0.10~0.40 B106
090412-MM 9525 476 12 381 | 0.50~5.00 | 0.12~0.45 B109
DNMG-VQ | DNMG 110508-VQ ° 9525 556 04 381 |0.50~250 | 0.08~0.30 5
106
110512-VQ ° 9525 556 08 381 |0.50~250 | 0.10~0.30 B107
B109
B110
DNMG-MP | DNMG 110504-MP 9525 556 04 381 | 0.50~4.00 | 0.10~0.40 - 5
106
§ 110508-MP 9525 556 0.8 3.81 |0.50~4.00 0.15~0.40 T B107
a 110512-MP 9525 556 1.2 381 |0.50~4.00 | 0.15~045 | ¢ i [B1og
55;% E B110
DNMG-MM DNMG 110504-MM 9525 556 0.4 3.81 |0.50~5.00  0.08~0.35 Ve 5106
110508-MM 9525 556 0.8 381 |0.50~5.00 | 0.10~0.40 B107
d1
110512-MM 9525 556 1.2 381 |0.50~5.00 | 0.12~0.45 g}?g
t
SNMG-VQ | SNMG 090408-VQ ° 9525 476 0.4 3.81 |0.50~2.50 | 0.08~0.30
090412-VQ ° 9525 476 08 381 |0.50~250 | 0.10~0.30 . g}gg
B110
]
SNMG-MP | SNMG  090404-MP 9525 476 04 381 | 050~4.00 | 0.10~0.40 Vs
§ 090408-MP 9525 476 08 3.81 |0.50~4.00 | 0.15~0.40 & - glg;
di
b 090412-MP 9525 476 12 381 | 050~4.00 | 0.15~0.45 A B110
90 R <t
SNMG-MM | SNMG  090404-MM 9525 476 04 381 | 0.50~5.00 | 0.08~0.35
090408-MM 9525 476 0.8 3.81 | 0.50~5.00 | 0.10~0.40 o S}g;
090412-MM 9525 476 12 381 | 0.50~5.00 | 0.12~0.45 B110
-t
WNMG-VQ | WNMG 060404-VQ 9525 476 04 381 |0.30~2.00 | 0.06~0.30
060408-VQ 9525 476 08 3.81 |050~2.00  0.08~0.30 " |B109
060412-VQ 9525 476 12 381 |0.50~2.00 | 0.10~0.30 1 B110
-
WNMG-MP | WNMG 060404-MP (@ © © o 9525 476 04 3.81 |0.50~3.50 | 0.10~0.40
(]
2 060408-MP (@ © © 9525 476 08 381 |0.50~350 | 0.15~0.40 _ |B109
2 o
= 060412-MP 9525 476 12 381 |050~350  0.15~0.45 B110
t
WNMG-MM | WNMG 060404-MM 9525 476 04 381 |050~4.00 | 0.08~0.35
060408-MM ® @ @955 476 08 3.81 | 0.50~4.00 | 0.10~0.40 B109
060412-MM ® @ @ 9525 476 12 381 |050~4.00 0.12~0.45 | 10
t

Turning




TECHNICAL INFORMATION




L Turning

D Insert shape and terminology

End cutting edge angle
Side relief angle 7
O Shank width
Side rake angle Nose L
radius ‘/\L Side cutting edge angle
Cutting edge angle
Rake angle
Total length
Cutting edge height *
Shank height
— ¥
Relief angle
® Relating angles between tool and workpiece
ci:t::?n%;gge ey Function Effect
Side rake . . ) « (+): Excellent machine-ability(reducing cutting force, weakening cutting edge strength)
::klz angle ggrt]ttl;? (f)?]"t:s(‘)lcl:;;t ing heat, The effects of chip |, (+): When machining excellent machine-ability or thin workpiece
9 Rake angle + (-): When strong cutting edge is needed at interrupted condition or mill scale
Relief | Reliefangle
angle Side rtlallef + Only cutting edge contact with cutting face « (-): Cutting edge is strong but has short tool life to make bad influence on flank wear
angle
Cmte'l?]%lgdge + Affects chip control and cutting force direction | « (+): Improved chip control because chip thickness is big

. . . « (+): Strong cutting edge due to distributed cutting force but chip control is bad by thin chip
Cutting edge gléjeecgr’gtlrpg + Affects chip control and cutting force direction thickness

angle ge ang + (-): Improved chip performance

Eggecgg'gqg + Prevent friction between cutting edge and cutting face | « (-): Cutting edge is strong but has short tool life to make bad influence on flank wear

D Calculation formulas for machining

® Cutting speed ® Feed
@D nxDxn ) vf
n ve=""1o0p  (M/min) fn = “ (mm/rev)
< ®
+ vc: Cutting speed (m/min) + n: Revolution per minute (min'') + fn: Feed per revolution (mm/rev) + n: Revolution per minute (min"')
+ D: Diameter (mm) « 1i: Circular constant (3.14) « vf: Table feed (mm/min)

® Surface finish - Theoretical surface roughness

2
Rmax Rmax = IN° 1000(m)

8r
r !
»U« + Practical surface roughness

fn

Steel: Rmax x (1.5~3)

+ Rmax: Profile depth(Maximum height roughness) () Cast iron: Rmax x (3~5)

« fn: feed (mm/rev)
* r:nose radius

® Power requirement ® Material removal rate
Rough Kc
Qxke Paw vc x fn x ap Mild steel 190
Pu= o — Pe = = " JAnn QCmB/min =vcxapxfn
"7 60x102x1 "7 075 Q 1000 Medium carbon steel |~ 210 ( ) P
High carbon steel 240
« Pxw: Power requirement [kW] - fn: Feed per revolution [mm/rev] L9W alloy steel 190 : Q:-Material removal rate [ori/min]
- Pwe: Power requirement (horse power) [HP] - ke: Specific cutting resistance [kg/mm?  Hiah ?”Oy steel | 245 “ap: Depth of cut [mm]
+ ve: Cutting speed [m/min] * N: Machine efficiency rate (0.7~0.8) Castiron 93 + ve: Cutting speed [m/min]
« ap: Depth of cut [mm] Malleable castiron| 120 « fn: Feed per revolution [mm/rev]
Bronze, Brass 70
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® Machining time

External face machining 1

2D

External face machining 2

L
G
~— o
@D2 | @D1
Facing
L
W
@D2 |2D1
Grooving
@D2| 2D1

Parting

mmu

j@D3 2D1

Constant revolution per minute

60 x L

T= fnxn

Constant cutting speed

T = 3000 x fn x vo

Constant revolution per minute

T= 60 x L <N
fnxn
Constant cutting speed

60 xtx L x (D1 + D2)

T = 1000 x fn x vo

x N

Constant revolution per minute

T = 60 x (D1 - D2) %N
2xfnxn

Constant cutting speed

_ 60 x11x (D1 + D2) x (D1 - D2)
Ti= 4000 x fn x ve xN

Constant revolution per minute

T= 60 x (D1 - D2)
T 2xfaxn
Constant cutting speed

60 x Tt (D1+ D2) x (D1- D2)
4000 x fn x v

T, =

Constant revolution per minute

_ _60xD1
T 2xfnxn

Constant cutting speed
T = 60 x Tt x (D1+ D3) (D1- D3)
"o 4000 x fn x vc

60 x D3
2 % fN X N

T =T+

Turning L

T: Machining time [sec]

L: Cutting length [mm]

fn: Feed per revolution [mm/rev]
n: Revolution per minute [min']

D: Diameter of workpiece [mm]

vc: Cutting speed [m/min]

T: Machining time [sec]

L: Cutting length [mm]

fn: Feed per revolution [mm/rev]

n: Revolution per minute [min]

D1: Maximum diameter of workpiece [mm]
D2: Minimum diameter of workpiece [mm]
vc: Cutting speed [m/min]

N: The number of pass = (D1-D2)/d/2

T: Machining time [sec]

T1: Machining time before the maximum rpm[sec]
L: Width of machining [mm]

fn: Feed per revolution [mm/rev]

n: Revolution per minute [min']

D1: Maximum diameter of workpiece [mm]

D2: Minimum diameter of workpiece [mm]

ve: Cutting speed [m/min]

N: The number of pass = (D1-D2)/d/2

T: Machining time [sec]

T1: Machining time before the maximum rpm([sec]
L: Width of machining [mm]

fn: Feed per revolution [mm/rev]

n: Revolution per minute [min]

D1: Maximum diameter of workpiece [mm]

D2: Minimum diameter of workpiece [mm]

vc: Cutting speed [m/min]

T: Machining time [sec]

T1: Machining time before the maximum rpm([sec]
T3: Machining time till maximum RPM[sec]

fn: Feed per revolution [mm/rev]

n: Revolution per minute [min']

nmax: Maximum revolution per minute [min-']

D1: Maximum diameter of workpiece [mm]

D3: Maximum diameter at maximum RPM [mm]
ve: Cutting speed [m/min]
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L Turning

D The affects of cutting condition

* The most desirable machining means short machining time, long tool life and good precision
This is the reason that proper cutting condition for each tools should be selected according to material’s properties,
hardness, shapes, the efficiency of machine

9 CUttlng speed (The tool life feature of P grade)
+ Workpiece: S45C (180HB) 500 p NC32.25
« Tool life criterion: VB = 0.2 mm ‘3‘88 NC3030 NC3215
+ Depth of cut: 1.5 mm 200 -
+ Feed: 0.3 mm/rev 150
- Holder: PCLNR2525-M12 100
+ Insert: CNMG 120408, Dry cutting 80 .
60 Low grade High grade
D ‘ _— _
10 20 30 40 60 100
(The tool life feature of M grade)
+ Workpiece: STS304 (200HB) 500 b NC3030 NC9125
« Tool life criterion: VB = 0.2 mm ggg PC9030  \ \
+ Depth of cut: 1.5 mm 200 \
+ Feed: 0.3 mm/rev 150
- Holder: PCLNR2525-M12 100
+ Insert: CNMG 120408, Dry cutting 80 :
60 Low grade High grade
- —_—
10 20 30 40 60 100 B
(The tool life feature of K grade)
+ Workpiece: GC300 (180HB) 500 NC6315
+ Tool life criterion: VB = 0.2 mm ggg NC3215 | Y
* Depth of cut: 1.5 mm 200 \
« Feed: 0.3 mm/rev 150
- Holder: PCLNR2525-M12 100
+ Insert: CNMG 120408, Dry cutting 28 Low grade High grade
- A Y _—
10 20 30 40 60 100 =

D Cutting Speed’s effects

+ When the cutting speed increases up to 20% in an application, the tool life respectively decreases down 50%
Although inversely, if the cutting speed increases up to 50% the tool life decreases 20%. On the other hand if cutting speed
is too low (20-40m/min) Tool life shortens due to vibration

@

L Technical Information
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Turning L

D Feed

* The feed rate in turning means the progressed interval of a distance in a work piece within 1 revolution
The feed rate in a milling application means the table feed divided by number of teeth of cutter (feed rate per tooth)

D The effects of feed
+ When the feed rate decreases the flank wear is increased. When the feed rate is too low, the tool life shortens radically

+ When the feed rate increases, the flank wear increases due to high temperatures, however the feed rates effects tool life less
than the cutting speed. And higher feed rates improve machining efficiency

(Relationship between feed and flank wear in steel turning)

0.4\ \
X
03

+ Workpiece: SNCN431

+ Grade: ST20

+ Cutting speed: 200 m/min
+ Depth of cut: 1.0 mm

Flank Wear (mm)
[e=]
no
/
K
X
\
X
AN

+ Cutting time: 10 min

D Depth of cut

+ Determined by the required allowances in machining a material and the capacity the machine can tolerate

o
.

o

0.03

I R N B B
0.06 0.08 0.1

There are cutting limits according to the different shapes and sizes of the insert

(Relationship between depth of cut and flank wear in steel turning)

[
0.6

Feed (mm/rev)

« Workpiece: SNCN431 ’g 0.4\
- Grade: ST20 5 03 .
- Cutting speed: 200 m/min = \
+ Feed: 0.2 mm/rev u—gi 02 x X\x_x_yxx
+ Cutting time: 10 min 0.1
| | | I | | | | | | [

o

1.0 2.03.0
Depth of cut (mm)

0.03 0.06 0.1 0.2 0.5

D The effect of a depth of cut

* The depth of cut does not have a big influence on tool life

+ When the depth of cut is small the work piece is not cut but rather rubbed. In these cases, machine off the work hardened
parts that decrease tool life

» When machining a cast skin or milling scale smaller depth of cuts usually cause chipping and abnormal wear because
of hard impurities in the surface of the work piece

(Surface parts including mill scale Roughing)

Depth of cut

Mill scale

Technical Information
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D Relief angle

+ Relief angle avoids the friction between workpiece and relief face and makes cutting edge move along workpiece easily

o Relationship between various relief angle and flank wear

Affects

1. If relief angle is big Flank wear decreases

2. If relief angle is big Cutting edge strength weakens
3. If relief angle is small Chattering occurs

Same depth of cut
Wear amgunt

Selection system
1. Hard workpiece/When strong cutting edge is needed aiga;lank
- Low relief angle

2. Soft workpiece/Workpiece turning to work hardening easily
- High relief ang|e Low relief angle High relief angle

- Workpiece: SNCM431 (HB) £ v6=200(m/min)
+ Grade: P20 § 0.3
+ Depth of cut: 1 mm E 021755700 Breakage
* Feed:0.32 mm/rev (m{nin) < 4
. ina time: i 0.1 A L
Cutting time: 20 min vc=50\A\ %
(m/min) A a
0.05 e SN
\A
| | | | | | | | | [
3 6 8 107 12° 15° 20°
Relief angle (a°)

2 Side cutting edge angle

+ Side cutting edge angle has big influence on chip flow and cutting force therefore
proper Side cutting edge angle is very important

o Side cutting edge angle and chip thickness fn (mm/rev) n (mm/rev) fn (mm/rev)

%

g

+ As side cutting edge angle is getting bigger chips are getting
thinner and wider (refer to left picture) Wt

« At the same feed and depth of cut with approach angle 0°
Chip thickness is the same as feed (t = fn) and chip width @
is equal to depth of cut (W=ap)

O
©

t1 =0.97t, W1 =1.04W
t2=0.87t, W2=1.15W

30°

@ Approach angle 0° @ Approach angle 15° ® Approach angle 30°

o Side cutting edge angle and 3 cutting forces
Affects

1.Big side cutting edge angle with the same feed makes chip attaching ~ * Workpiece : E s

length longer and chip thickness thinner. So that cutting forces scatter SCM440 (HB250) 8 Y

to long cutting edge therefore tool life gets longer . Grade: TNGA220412 “2, 400 ,/Po-"""l‘f"

o ) - : £ rincipal force

2.Big side cut.tlng edge angle for machining long bars can « ve: 100 m/min 3300

cause bending

*ap:4 mm
. . fn: 200

Selection system fn:0.45 mm/rev Feed force
1.Deep depth of cut finishing/Long thin workpiece/Low machine rigidity 100 f\f\ Sy

- Side cutting edge angle w
2.Hard and high calorific power workpiece/Roughing big workpiece/ Back fprce -

High machine rigidity - Side cutting edge angle O 4

Side cutting edge angle

Technical Information




o Side cutting edge angle and cutting load

fn (mm/rev)

® “Force P is loaded.”

fn (mm/rev)

* Workpiece: SCM440
+ Grade: P20

+ Depth of cut: 3 mm
* Feed: 0.2 mm/rev

@ “Force P is scattered to P1, P2.”

As approach angle gets bigger Back force gets bigger and feed

force gets smaller

® Side cutting edge angle and cutting performance

Tool life (min)

Turning L

@ Side cutting edge angle and tool life

A

80

60

40 L\

30 X

20 A W
Side cutting
edge angle 15°

10 edge ang

8 S

6 Side cutting N

i edge angle 0°

3

100 150 200 300 -

Cutting speed vc (m/min)

Specification <€ Approach angle > m
Wear rate High < > Low
Workpiece Easy to cut material < » Difficult to cut material

Machining power Small < > Big

Chatter Hard to occur

<

>» Easy to occur

How to machine Finishing =<

» Roughing

Workpiece rigidity

Long thin workpiece <

> Thick workpiece

Machine rigidity

In case of low rigidity <

> In case of high rigidity

D End cutting edge angle

« It affects machined surface to prevent interference between surface of workpiece and insert

Affects

1. If end cutting edge angle reduces cutting edge get stronger but cutting heat generated by machining increases
2. Small end cutting edge angle can cause chattering due to the increases cutting force

9D Nose-R

* Nose-R affects not only surface roughness but strength of cutting edge
+ In general, It's desirable that Nose-R is 2~3 times bigger than feed

® Nose R and surface finish

Surface finish ()
ak Feed fn(mm/rev)
-O- 0300
(2\\ (D- 0212
30 -O-6:150
©-0.106
@ 0075
20
0@ o)
0 . . . . . Lo
0.4 0.8 1.2 1.6 2.0 2.4
Nose-R (mm)

+ Workpiece: SNCM439, HB200
+ Grade: P20

+ve: 120 m/min

+ap:0.5 mm

@ Nose R and tool life

Tool life (the number of impact)

, |
/
A

0 -~
0.5 1.0 1.5 2.0

Nose-R (mm)

1000

+ Workpiece: SCM440, HB280
+ Grade: P10

+ve: 100 m/min, ap: 0.5 mm

* fn: 0.3 mm/rev

® Nose R and wear of tool

Flank wear VB (mm)

\ T
-0~ |Cracter wear
06 -®- Flank wear
0.4 x\\
0.2 O\\‘O e
0 -

0.5 1.0 1.5 2.0 25
Nose-R (mm)

+ Workpiece: SNCM439, HB200
+ Grade: P10

+ve: 140 m/min, ap:2 mm
*fn:0.2 mm/rev, T: 10 min
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9D Nose-R

Affects

1. Big Nose-R improves surface finish

2. Big Nose-R improves cutting edge strength

3. Big Nose-R reduces flank wear and crater wear :X E:‘égr:;?ss )
4. Too big Nose-R causes chattering due to increased cutting force

. Small Corner Radius
Selection system

1. For finishing with small depth of cut/long and thin workpiece/

When machine power is low - Small Nose-R

2. For applications that need strong cutting edge such as intermittent :Z E:‘I‘_grr‘g:ss )

and machining mill scale/For roughing of big workpiece/When

the machine power is strong eough - Big Nose-R
Large Corner Radius

® Relationship between nose radius, feed and various surface roughness

Nose R
4 ! 1.2
Feed (mm/rev) 0 08
0.15 NAT AT S ]
0.26 NN =T — == — =
N1/
0.46 \ = o O N
4 7

D Cutting edge shape and the affects

® Rake angle (@)
Rake angle has big influence on cutting force, chip flow and tool life

Affects Principal force (kg) Feed force (kg)

1. High rake angle results in good suface finish 200 - A

2. As the rake angle increases by 1° Machining 0=-5 120} p——
power decreases by 1%.

3. High rake angle weakens cutting edge 160 [~ -

a=15 80
a=15 \\
120 |-

Selection system a=25 "
1. For hard workpiece/For applications that need 80 =05
strong cutting edge such as interrupted and
machining mill scale - Low rake angle 40 - 0 -
50 100 150 200 250 50 100 150 200 250
2. For soft workpiece/Easy to cut material/When the Cutting speed (m/min) Cutting speed (m/min)

rigidity of machine power and workpiece is low
- High rake angle
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® Rake angle and the direction of chip flow

Rake angle:y  Side rake angle: A

Y: nega (-)
A: posi (+)

Positive
rake Angl
(+)

Negative =~
Insert

. ) Y: posi (+) /
Y: posi (+) : . |
\: nega (-) A: posi (+) /

Positive

'
Negative ~f-__ |
rake Angle_|_ - -==F
(=) !
Insert

Relief angle Relief angle

In order to prevent machined surface from damages Avoid nega,
posi combination. y:nega (-) A:posi(+)

D Selecting proper tools
+ Nowadays, It’s very difficult to select the best tools in complicating tooling system and various cutting conditions
However, It can be simplified by classifying basic factors below

® Selection of inserts and tool holder
Listed below is the basic factors and choose B according to A

B : Selection system

@ Select as big approach angle as possible

A : Basic factors

- Workpiece material
@ Select as big shank as possible

@ Select as strong cutting edge of insert as possible

- Workpiece shape

- Workpiece size

- Hardness of workpiece @ Select as big nose radius as possible

- Surface roughness of workpiece (before machining) ® In finishing, Select the insert using many corners

® Select as small insert as possible

@ Cutting speed should be determined carefully according to
cutting conditions

Select as deep depth of cut as possible

- Surface finish required
- Type of lathe machine
- Condition of lathe machine (rigidity, power etc)

- Horse power of machine
© Select as fast feed as possible

Cutting condition should be determined within chip breaker
application ranges

- Clamping method of workpiece

o

Technical Information L
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D Trouble shooting

Tool failure Cause Solution
Crater wear
* Improper grade + Choose harder grade
@ + Excessive cutting condition + Decrease cutting condition
Fracture _
* Improper grade + Choose tougher grade
‘ * Excessive feed * Decrease feed
- + Shorten cutting edge strength + Apply to large honed or chamfered edge
+ Insufficient rigidity of holder + Choose bigger size holder
Plastic deformation + Choose harder grade
* Improper grade . .
) . " + Decrease cutting condition
+ Excessive cutting condition 8
. ) + Choose grade wich heat
+ High cutting temperature L .
conductivity are big
Wear on nose radius * When the hardness of workpiece is too
(Flank wear)

high compare with tool

* When machinig surface hardened
workpiece

+ Improper grade

« Excessive cutting speed

+ Too small relief angle

+ Too low feed

+ Choose harder grade

+ Decrease cutting speed

+ Choose lager relief angle
* Increase feed

Thermal crack

+ Expansion and shrinking by cutting
temperature

* Improper grade
(*Specially milling operation)

* Apply to dry cutting
(In case of wet cutting, use enough
coolant)

+ Choose tougher grade

Chippi
'bping * Improper grade + Choose tougher grade

+ Excessive feed + Decrease feed
« Shorten cutting edge strength « Apply to large honing or chamfer edge
« Insufficient rigidity of holder + Choose bigger size holder

Notch wear
+ Surface hardened workpiece + Choose harder grade
+ Friction due to bad chip geometry * Improve chip control form large

(Generate vibration) rake angle
Flaking
. . + Improve cutting performance fromd
+ Deposition on cutting edge large rake angle
2= « Bad chip control . e
+ Apply to chip pocket with big size

Complete breakage

+ Unusable condition due to wear off
the most parts of cutting edge by
progress of wear

* Reduce the feed rate.

+ Reduce the depth of cut.

+ Select a tougher grade.

« Select a stronger chipbreaker.
+ Select a thicker insert.

Built-up edge

=’
<

| |+ Slow cutting speed

« Sticky materials

* Increase cutting speed.
+ Use more positive rake geometry.
+ Use tougher grade
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D Types of tool failure and trouble shooting

Solution
Cutting conditions | Selecting insert grade Tool shape Machine clamping
o s 2z
= = 1] T
g % 2 g5 8 2
Troubles Causes T 8§ 8 = |8 k- S = § c
gmé--%.—, m%t'u%g-g.g
BOE > = =
s 8§ L3ss8 i, s 58 f52 % fE
3 T 9 £ 2 ¢ 3 29 g9 %9 3 8 =2
2 8 s 32285 8 2 % £ 0 2l 2 3 o
® S £ 5 ;EE 38 5 s ¢ 3 223233 5 3 £
£ 8 =S £
=3 5 8 8 fE52e 2 8 8Eras g 5 5§
6 & 8/ 6 & 83838 6 &€ 2 o O£ Es £ |06 T =
Poor precision Insert pl’eCiSiOn is variable [ ]
Unstable machining
Size Workpiece, Separation of tool e 1t I e o o o
Cutting edge back )
thrustis big Flank wear increase ® 1t
t's necessary to adjust
because machining
precision changes Cutting condition is improper | ¥ | 1 ®
during operation.
Weakened cutting force Wet
by increasing wear of tool 4 cutting o o t 1 1o
Cutting edge chipping L 2 ) ° 1) ) e o | o
Poor surface Adhesion, built-up edge t |1t Vfr’ft e o 1t | )
roughness for cutting
finishing . . Wet
Criterion of tool life. Improper cutting conditons | # | ¥ | ¥ cuting
Impropertool and shape ° 1 1 e
of cutting edge
Vibration, chattering $ 4+ 3 Cl\ﬁ‘ll?r:g ) o t I 2 e o o o
Cutting heat generation | Improper cutting condiions | & | & | & )
Poor machining precision
and short tool life by Improper tool and shape
cuting heat of cutting edge ot ¢
. - Wet
Improper cutting conditons | ¥ | 4 e
Burr, chipping, nap outting
steel, aluminum (burr) | Wear on the tool, improper
120, Improp ®© o t 3 !
shape of cutting edge
. Improper cutting conditions L S )
Castiron
Weak chippin i
( pping) Wear on the tool, improper o t 1 ' el olo!le
shape of cutting edge
) - Wet
Improper cutting conditions | 4 I cuting )
Soft steel (nap) -
Wear on the tool, improper ® o 1 3’
shape of cutting edge
1:Increase ¥:Decrease ®:use @:Correct use
9 Tool life criterion
o KS B0813 @ISO (B8688)
0.2 mm Precision light cutting , Finishing in nonferrous alloy Tool life criterion Application
Flank 0.4 mm Machining special steel Complete breakage Machining special steel
wear . - Flank wear width VB = 0.3 mm Even flank wear of cemented carbides, Ceramic tool
width 0.7 mm General cutting in cast iron, steel etc
VBmax = 0.5 mm Uneven flank wear
1~1.25mm | General culing in castron, steel elc Crater wear width KT =0.06+0.3fmm (f:mm/rev) | Cemented carbides tool
Depth of crater wear In general 0.05~0.1 mm Criterion by surface roughness 1,16, 25,4, 6.3, 10mRa |  When surface roughness is important
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L General Information I1

D The comparison of chip breakers

APPLICATION KYOCERA | TAEGUTEC | SUMITOMO | SANDVIK | KENNAMETAL ISCAR WLATER |MITSUBISHI| SECO |TUNGALLOY
Ultra- - DP (G-class) - FA PMC FF (G-class) Sk PK (G-class), FY FF1 TF
Finishing W 6P FA FL FB oF UF P NF3 FH, FS, SY FF2 NS, ZF
VE PP FG LU, FE PF XF N NF, SM NF4 P NM, NS, S5
Finishing
B SF sU o1 K F3p 5 LP, SH, SA MF2 18, TSF
' VQ, Ve Ha, ca Mo SE HM LF.CT T NS6 C (Cerme) AS
Medium to
finishing Lp PQ,CJ FC S PNC MP3 W MF5 M, AM
) WLHM | HK GS,HS.PS | MPMT U (UG) QM, SM WP, MN PRTF NM4, NP5 VA, MH M3, M5 70, M
Medium
machining P PG PC GE, UX PM, XM Map MPS WP DM, None C/B
B2 - AP, MR aN GM, None C/B M5 TH
Roughing
GR PT, GT, HT, PH AT MUMEMX | PRWR | RN NoneC/B RAP RPS, N9 GHRP  |MRS VR,MR7|  THS
GH PX HB.RH.RX |  HG WP PR, VR RH NR,HT | RP7, NRd, NRF Hz Re, RS CH
Heavy duty VH Hz, EH Hp R RM HR NRR, NR8 HX R6,R7,R8,PRS|  THS, TRS
machining
VT HTHY,HD | HU, HW, HF HR MM T3P HY Rse e s | 65.TUS
Low W XF,XPXP-T SF fL L FY
w carbon | Soft steel
S steel - XQ, X - - s
-
< W WP, WE Wws LUW, SEW W, WL W WF NF sw FF2, MF2 AFW, FW
i High
L Wiper LW wo, WE wr auw WM, WX MW WG NM ww W5, M3 ASW, SW
= feed
. WR AW Re, R7
.
o Shaft SH [ FS, V. FX HM K ES UX RS
Application (long bar)
9 KNUX- KNIIX- KNUX- KNUX71 KNX-19 KNMX
Finishing V2P | MO, GU, SK EA SF SU,EF VF XF FPFF SEVLFM |  NF4,FM5 SH, LM FFI,MF1 | SS,SFSA
Stainless  Medium M HU, TK, MS VP, EM EX.EGGU |MMXMQMMMC| MPUPMS | PPTEMSM | NM4NR4 | MS,GM,MM | MF3MF4 M
steel cutting
Roughing RM MU £ MUHM,EM | MR XMRVRR|  RPP MR.RSM | RV NRS MA, ES M5, M5 S, SH
Finishing MP [NoneCB.C.KQ|  MT uz KFPMC,XF |  T20,FN T NM, MK5 LK, MA Ma CF
Cast | Medium B25, MK 75,KG RT.KT UX G2 KM, XM UN,RP aN NVS,RKS  |MK GKNoneCBB| M5 CM, Nore GB
iron cutting
Roughing | MARK | -MAGCKH MA MA KR, XVR, KRR | MR, S-20,-MA |  -MA NR MA, RKT RK, -MA MR CH
e FS (G-class)
Ultra-finishing VP1 MQ, SK EA EF SF, SGF (F (G-class) SF, PF NF4 FJ(G-class) M1 SF
Finishing VP2 T ML UPEG | 23SR.XF SMC wp PP NFT Ls MF1 HuM
HRSA Medi
edium vP3 MS EM EX SM, SMR, XM | MS, GP,P,UN T NMS, NMT NS MF4, MR3 HRF
cutting
Roughing P4 MU &) MU YVR RP VR NRS, NAT RS, GJ MR4 HRM
. FN2, PF2,
Aluminium alloy HA A ML X 2 GRS NF, PP e e W MF1 P
e W XP,PP FA FX FC PF XF 1 PF P4 |SMG(Goass,FY| i of
Finishing
VE 6P - FB, LU (FR.FK) UF UF F3p FK6 SV, FP Fi PSF PF
Medium HP X FG LB, \F PM, XM LF,FP 4 |wappmae|  LP MF2 PSS
cutting P Ho, GK PC, FM sU,SC UM, PMC WP, T-20 SV |PeMMAFUGRKS| MV Fo, M3 PS
Application
Roughing c25 None C/B T MU PRURXR | MFGM -C 19 RP4, RM4, RK6 | None C/B, MP M5 P
. wp . Luw WL, WE W WF PM sw
w )
> Wiper
= . Wt oW W, WX MW WG W
8 Stainless |  Finishing WP CF,GF.GQ FG FCAM | MEMMMNC | 11,UFLF P M4 NMa | T éﬂ'ﬁs)‘ F1, VF2 PSF. PSS
steel For - )
o Medium to
HRSA  finish cutting W MO, MF SA BS| | MRXRSMC MF SM, M3u RM4 | MM NoneCB | M3, M5 PS, PM
Medium
Cast cutting P Ha pC MU KF. KM LF 17 6 MK M3 M
Iron | Roughing 025 oK T None C/B KR MF, UF 19 MK4,RK6 | None C/B, -MW 13 None C/B
Aluminium alloy AK, AR M AL AW, AG, AY AL Hp,LF AS, AF P2 AZFS AL AL
High precision barturning | e oy | ror ysr a3 | GRFEGW | FYRx Rz K,F UM GH LF RF XL F. SR, 53, SM UX IS, J10,JRR.JPP

(tolerance class G&E)
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The comparison of grade for turning

2D WC
| (0);150)'A SUMITOMO | KYOCERA| ISCAR | SANDVIK | SECO |KENNAMETAL| TOSHIBA |MITSUBISHI| HITACHI VALENITE| WALTER | TAEGUTEC| NTK | DIJET
ST10 SRN5 | S1F
ST10P stp TX10S | STHOT | WS20B P10
ST20 ST20E X20 STi20T P20
SM30
TTX Kd5 VC6
ST30A | A30 PW30  |IC50M | S30T ™ KM X30 UTI20T | EX35 VC5 P30
IC54 S6 TR K420 EX40 VC56 P40
STAOE TX40 EX45
U10E AT10 TU10 WAMT0B M10
20 U2 H13A | ATI5 Ko885 | TU20 uTi20T vC27 M20
A30 H10F TTR K25 EX35 VC28
Ad0 TU40 M40
Ho1 H1 IC4 H1P THM Kes THO3 HTHOT  |WHOS | vC3 K10
Ho5 TH10 HT20T | W10 VG2 K20
Ic20 H10F THR K8735 | KS20 WH20 | VC1 K20M
G10 G10E KW10H | IC28 K30
D CVD coated
ISO | 1(o/;1Ke)'d| SUMITOMO|KYOCERA| ISCAR | SANDVIK | SECO |KENNAMETAL| TOSHIBA |MITSUBISHI| HITACHI VALENITE| WALTER TAEGUTEC| NTK | DIJET
CA5505 GC4305 | TP0S00 | KCPO5
AcsosP | 23350 S | TR | KeEee, o105 | UEst0s 18105
TP1500
ACB10P | CA515 18110
" GC4315 | TP1501 | KCP10 UE6110 WPP10S
NC3215™ | ACTO0G | YRS |IC8180 | GCap15 | TaPes | KCP1oB | 1918 | mysots | HGB010 | VPSSIS wipras | Lcotsp
18115
TP2500
CA525 18120 Jctiov
% | AC820P GC4325 | TP2501 | KCP25 MC6025 WPP20S
NGazos™ |aCo000 | {125 |ICB280 | GCapp5 | TaPas | KCPese | 1913 | UEeoeo | MOB02S | VPSSZSlyykpogs | LcoosP | oo oy
ACB025P TP3501 18125
NC3030 CRO025 GC4335 MC6035
ACB30P |CASS35 |IC8350 | GC4235 |10 | KCPSO - I7o1s5 | UEG0ss | GMB03s |vessas | pbooe | TT0100
CA530 18135 JC325V
NC5330
KCP40
Kehaos UHB400 TT7100 JC450
* SO5F KCM15
NOo1so% | Acetom | CAgsts |ICE01s | GC2015 | TM2000 | KCM1sM | Tetao | MCTO1S U | WA || Tz
IC6025 | GC2220 KCM25 MC7025 | qyos | vpasos | WMP20S | 1roo0s
" GC2025 KCM258 US7020 WAM20
NCO135™ | ACB3OM | cpgsos TM4000 | KCM35 | T6130
AC6030M Ve US735 | GX30 WAM3D | TTo235
AC405K | CA4505 GCaz205 | TK1001 | KOKOS | Ts105 | MCSOUS | hGasos | vpis0s | WKK10S | TT7005 | CP2 Jc10sv
*
NC6310 IC5005 | Goam1o TT7505
CA4010 VP1510 TT7310 | CP5 Jctiov
ACA15K TR2001 | KCK15 | 75995 | MOSO1S | higagys WKK20S
NC6315 CAd515 GC3215 | TGK1500 | KCK158 UC5115 Pis1s 17015 oy
CA4115 GC3225
IC5015 KCK20
AC420K | CA4120 KoK, | 5125 WAK30 | TT6300
D PVD coated
ISO  |1(0):{He)/| SUMITOMO KYOCERA| ISCAR | SANDVIK | SECO |KENNAMETAL| TOSHIBA |MITSUBISHI| HITACHI VALENITE| WALTER [TAEGUTEC| NTK DIJET
AH710 VG907
PC8105% IC507 VC927
PC8110 PR1005 | IC808 CP200 | KU1OT | GH730
PRO15 KU25T JC5003
PR1115 | IC830 CP250 AH330 IP2000 | VC905 | WTA43
PC5300 PRO30  |IC908 | GC1025 AH740 | VP1STF JC5015
PC8115% PR1025 | IC3028 AH120 | VP20MF | IP3000 WIA41 | TT5030
PR630 CP500 GH330
PR660  |IC330 | GC4125
PCBT05% 1C808 AH330 | MP9005
PC8110 | AC510U |PR915  |IC907 | GC1005 |CP200 | KC5010 | GH330 | VP1ORT | IPSOS | VC929 | WSM10S
PC8115% |EH510Z | PR930 GC1105 |CP250 | KCB510 | AH120 IP100S | VC927 | WSM20S ™3
PC5300* | AC520U IC3028 | GC1020 GH730 | VPI5TF VC902 | WSM30S QM3 JC5003
EH520Z IC830 | GC1025 KC5025 | AH140 | VP2OMF VC901 | WSM4OS VM1
PC9030 | AC530U | PR1125 GC4125 |CP500 | KCB525 | AH630 VC905 TT5030 | TAS JC5015
PR630
PC5400* PR660 GC2035 MP7035
1C330 AHB45 18020
VC929
1C5100 VC903
EH510Z IC810 VC927
PC5300 | EH520Z 1C220 CP200 AH110 CY110H | VC902 15030
1C908 CP250 GH110 VC901
1C228 CP500 AH120 VC907
PC8105 1C808 752000 VPOSRT WSM10
PC8110 |AC510U |PR915  |IC907  |GC1105 |CP500 | KC5010 | AH110 | VP1ORT WSM20 | TT5030
PC8115% |AC520U |PRE60 | IC3028 | GC1025 |TS2500 |KC5025 |AH120 | VPASTF WSM30
PC5300 PR1325 |IC328 | GC2035 MP7035
PC5400%
2 CERMET
(0);150)'A SUMITOMO | KYOCERA| ISCAR | SANDVIK | SECO |KENNAMETAL| TOSHIBA |MITSUBISHI| HITACHI VALENITE| WALTER | TAEGUTEC| NTK | DIJET
CC1500 PV30* PV3010%
CN1500% |T110A | TN30 cM CT3000
T20002% IC20N | CT5015 | Ci5M | HT2 NS520 | NX2525 | CH350 3N LN10
CC2500* | T1500A | PV7020% | IC520N KT125 GT530*% | NX3035 | CZo5* T15 CX50
CN2000 NGO CT525  |TP1020 | HT5 NS530 | UP35N* |CH530 | vC83 WTA43* N20 CX75
CN2500%* | T3000Z* | TN620 IC30N GC1525% KT175 NS9530 . | AP25N* | CH550 WTA41%
TN6020 | IC530N TP1030% | KT195M | GT9530% | NX335 . | CH570 C30 CX90
TN9O NS540 | MP3025% CX99
PV9O* NS730 N40
CN1500% | T110A NX2525 CT3000 IN10
CN2500%* Ti5 CX75

; ) % : PVD Coating cermet  * : New Grade
Technical Information




