A000

HOW TO READ THE STANDARD

OF TURNING INSERTS

@®How this section page is organised

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

— @ Graph of chip control by workpiece material

Shows recommended chip breakers and chip control range
according to workpiece material and cutting application.
Graphs are coloured according to cutting applications
(Finish=Light->Medium—Rough—Heavy)

and contain recommended breakers for each application.

Finish Cutting : =======Light Cutting : === Medium Cutting :
Rough Cutting : =======Heavy Cutting : ===

GRADE APPLICATION RECOMMENDED

FOR EACH WORKPIECE MATERIAL

cutting conditions suitable for each type of workpiece material
are shown as a general guide for selecting the grade.

@: Stable Cutting €: General Cutting ¥: Unstable Cutting

e SHAPE & ANGLE INDICATION OF NEGATIVE/

== STOCK STATUS

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

PHOTO OF INSERT

indicates the designation
for a chip breaker.

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

MARK POSITIVE TYPE
TITLE OF PRODUCT INSERT — INSERT GRADES
—
PRODUCT . ACCORDING TO THE
SECTION INSERT TYPE NUMBER
L‘LRNING INSERTS [NE@
TYPE INSERTS CNMG
aso° C WITH HOLE @= EE . N
CHIP CONTROL RANGE Fi igioary 111" o felsfols lelel ool &
eleiic el ool [elola -
; o
2 i i o
E Coated |cemel] Carbide ;
" LM | CNMG120404-LM F
CNMG120408-LM
@ CNMGH204T2 LM
LK CNMG120404-LK 04 Ly
r 0 CNMG120408-LK_| 0.8 aa o =5
) st kit Ay i, n CNMG120412-LK_| 12 Y
CNMG090304-1 04 LX)
T g Chctaoiats oz ol o Gl
CNMG120404-f CNMG120404-1 04 LX) o
=@ 5] i 1zot0s- P e e d .
CNMG120412-f SH CNMG09T304-SH 04 A o
= PR e
FH CNMG120402-f CNMG120404-SH 04 jaaaeeaa of o o0 b
"™ omoizodoin &= [Clcimaonsi oo paseeas . e
CNMG120412- SA CNMG120404-SA | 04 [asaeeaa 0 T
e 2% cimoizostasa | oo kaseeas &
Fs CNMG120404-FS a'ef CNMG120412.5A | 12 [Aaa®®AA ol v
" CNMG120408-FS
gs Liht Cuting
*TSW | CNMG120404SW | 04 [aa e®a A [aa o o] w
e o [cncizsorsw | o5 faa ses n CNED
CNMG120408-FY | 0.8 A ® oo
B oo
sy CNMG120404-SY 04 A ® ele
Finish Cutting| 3 gy | CNMGiz0408SY To8 a o oo
T . 5 =
H CNGG12002.F) |02 . D ot uting
encoizosers Jos o8 5 T TP Sshises 5
i v ONGGT20408.73 | 05 v . cmaTz0s00ms | 05 seleiee .
camGizoir [o5 ha seasa . cmcizostoms | 76 Selsse
E CNmG1204124P | 12 ka eeaaa g cuting
LN CNGG120404-MJ 04 .o .o
Light Cutting E CNGG120408-MJ 08 oo e
o=
Light Cuting\_ J Ao J
*1 Please refer to A028 before using the SW breaker 0, o =W
A (scheduled to be released). mﬁ BORING ~E002-E005  IDENTIFIGATION = Aw02) A075
LEGEND FOR STOCK STATUS MARK
is shown on the left hand page of PAGE REFERENCE
each double-page spread. -CHIP BREAKERS
CUTTING APPLICATION ‘GRADES
‘-TECHNICAL DATA

indicates reference pages, on the right hand page of
each double-page spread.

INDICATION OF CHIP BREAKER e [INSERT CORNER RADIUS (RE)



TURNING TOOLS

INSERT STANDARDS
INSERT GRADES

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

STANDARD OF INSERTS
.EGATIVE INSERTS WITH HOLE

CN:_« ++*RHOMBIC 80° ==++=ssssss A074 ++*SQUARE 90° »==sssssssss A134

RHOMBIC 55° «xxxxxssess A081 **TRIANGULAR 60° *==-== A135

ROUND *s=ssssassnnannnas A088 **TRIANGULAR 60° *===== A1 38

***SQUARE 90° *+ssssreess A089 ***TRIANGULAR 60° *+++=- A139

***TRIANGULAR 60° -+++-- A095 ***RHOMBIC 35° ======ss2x A142

VN +=*RHOMBIC 35° »==sssssss= A102 VC: +**RHOMBIGC 35° ====sssssss A145

WN s +*TRIGON 80° *+==ssssssass A106 VD: +*RHOMBIC 35° ====sssssss A148

.EGATIVE INSERTS WITHOUT HOLE VP! ***RHOMBIC 35° =======+=+ A149

CN:_ X TYPE--"RHOMBIC 80° :+++++++2+ A1 WB: ***TRIGON 80° =+==xxsssss2x A150

SN TYPE-*"SQUARE 90° -+-=+==+= A112 WC: ***TRIGON 80° *+++sssrersss A151

TN TYPE--TRIANGULAR 60° === A113 WP: ***TRIGON 80° ====++++2222+ A152

[POSITIVE INSERTS WITH HOLE XC i *+"RHOMBIC 25° +++sssreuss A153
CC i TYPE-*"RHOMBIC 80° -+++++++22- A114 .OSITIVE INSERTS WITHOUT HOLE

(o4 TYPE---RHOMBIC 80° =++++=sssss A122 RTG TYPE: -+ scemiriiiiiiieiiananne A154

DCTYPE-"-"RHOMBIC 55° ++=+++2222 A124 SP:  :TYPE-""SQUARE 90° ++===ss:++2 A155

D “TYPE-*"RHOMBIC 55° =+:+22:x2:+ A130
RC ::‘TYPE'"ROUND .................. A131

SC i TYPE-*SQUARE 90° -+++++=ss22x A132

"TYPE---TRIANGULAR 60° ----- A156
¥ TYPE-"""TRIANGULAR 60° ***** A157




TURNING INSERTS

IDENTIFICATION

= _
t S
] / ; =
(7] Symbol Insert Shape
E Triangular insert with a facet
u H Hexagonal O ° 1c (Secondary Cutting Edge)
Z (0] Octagonal o
(V) ® Tolerance Class
4 P Pentagonal Q )
= Tolerance of Tolerance of | Tolerance of | Detail of M Class Insert Tolerance
% S Square O Symbol|  Nose Height Inscribed Circle | Thickness @Tolerance of Nose Height M (mm)
e - M (mm) 1C (mm) S (mm) ) i i i
T Triangular A A +0.005 50025 50025 D.I.C. |Triangular|Square Rhé)(r)noblc Rhgglblc Rhé’énob'c Round
C | Rhombic80° [T F 0,005 30013 +0025 | 6:35 [+0.08[+0.08]+0.08[+0.11]+0.16] —
D | Rhombic 55° (7 C | +0013 +0.025 +0.025 1:'%5 fg'?i fg'?z fg'?i :—:81; $016] —
E Rhombic 75° /7 H +0.013 +0.013 +0.025 15.875 10'15 10'15 :0'15 :0.18 — —
: E +0.025 +0.025 +0.025 . —— —— —— ——
F Rhombic 50 LT G +0.025 +0.025 +0.13 19.05 |*+0.15 f0.15 +0.15|%£0.18| — -
M | Rhombic 86° 0 J 40005 | £0.05—+0.15 | #0025 |2>40 | — :0'18 - | - - =
V | Rhombic 35° (7 K* #0013 | £0.05—+0.15| +0.025 3;'75 — |020] — (_ ) - 1=
* — Tolerance of Inscribed Circle IC (mm
W | Trigon /) L $0025 | $0.05-%015] +0.025 - Rhombic|Rhombic|Rhombic
M*| +0.08—+0.18 | £0.05—+0.15 | +0.13 | D.C. |Trenguiar|Square | "gg- | 55> | 350 | Round
L | Rectangular - N* +£0.08—%0.18 | £0.05—+0.15| +0.025 | 6.35 |*0.05[%0.05/+0.05|+0.05|+0.05] —
A | Parallelogram 85° | ] U*| +0.13—+0.38 | +0.08—+0.25 | =+0.13 9.525| £0.05|£0.05 | £0.05 | £0.05| £0.05 | £0.05
B Parallelogram 82° — The surface of insert with * mark is sintered. 12.70 |£0.08|£0.08|£0.08|£0.08) — |+0.08
+ + + + — |+
K Parallelogram 55° [T 15.875/+0.10|£0.10|*0.10| £0.10 +0.10
19.05 |+0.10|%0.10|*0.10|£0.10] — |*0.10
& Round @) 2540 | — |+013] — | — | — |*0.13
X Special Design = 31.75 — |*0.15| — - — |*0.15
@ Insert Shape @ Tolerance Class
| @ ®
I @ @
ormal Clearance ixing and/or for Chip Breaker
@N 1Cl @ Fixing and/or for Chip Break
Symbol|  Normal Clearance Metric
o V Hole Chip f Hole Chip )
A 3 spilia) | Aot Configuration | Breaker e ke Configuration | Breaker s
B 5° W W |With Hole| Cyiindrical Hole | - no | 7] \T{)/ | A |With Hole Cylindrical Hole|  No | [] ] \U_[/
+
o ) One Countersink]  One ) - Single
(o3 7 S 7 T |With Hole (40—60°) Sided E @ M | With Hole | Cylindrical Hole Sided mj m
o V ; Cylindrical Hole i indri Double-
D 15 Q |With Hole| “Y h No [E:l G | With Hole |Cylindrical Hole Sided D]j
. . Double Countersink | Double- Without
NV U |With Hole| “40"60°) | sideq | = N Hole - N ]
o ; Cylindrical Hole Without _ Single
F| 2 | [ B [ oo v |1 W | R |V Srde | [
o ) One Countersink]  One Without Double-
G 30 \& H | With Hole (70—90°) Sided E @ F Hole - Sided Ej
N 0° N C | With Hole | CYlindrical Hole No [E:l X - - - Special Design
+
R ) Double Countersink| Double-
P 11 N J |with Hole| " 70200°) | sided O
O |Other Normal Clearance
Major Normal Clearance

A002



Symbol Diameter of
Inscribed Circle
@ L & a4 F B A o
- =
02 04 03 03 06 3.97 *Thickness is from the bottom of the insert ﬁ
to the top of the cutting edge. 7]
L3 08 05 04 04 08 4.76 - z
03 09 06 05 05 09 556 Symbol Thickness (mm) g
04 11 07 06 06 11 6.35 01 1.59 =
05 13 09 08 07 13 7.94 TO 1.79
08 8.00 02 2.38
09 06 16 1 09 09 16 9.525 T2 2.78
10 10.00 03 318
12 12.00 T3 3.97
08 22 15 12 12 22 12.70
04 4.76
15 10 19 16 15 27 15.875
16 16.00 06 6.35
19 13 23 19 19 33 19.05 07 7.94
20 20.00 09 9.52
27 22 22 38 22.225 ® Insert Thickness
25 25.00
25 31 25 25 44 25.40
31 38 32 31 54 31.75
32 32.00
® Insert Size
® ® ®
12| 04 08 (E) (N)- MP
@ ®
@ Insert Corner Configuration Cutting Edge Symbol @© Cutting Direction @ Chip Breaker
Symbol Corner Radius (mm) Figure Feature Symbol Figure Hand|Symbol

00 Sharp Nose

Sharp i
Right
V3 0.03 Cutting Edges 3 % -— o R
V5 0.05

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

04 0.4
08 0.8
12 1.2
16 1.6

Chamfered /

T — Af} — Neutral] N

Cutting Edges

Chamfered
and Rounded S

20 2.0 Cutting Edges
24 2.4
28 28 _ (-) Corner R M
tolerance
32 3.2
00 : Inch Mitsubishi Materials omits
MO : Metric Round Insert the honing symbol. MA SW Mw

* The insert RE value with a
negative corner radius indicates
the maximum corner radius.
Numerical values will have The table above is shown as a sample reference.
changed from the previous
catalogue (C009).
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TURNING INSERTS

HOLE GEOMETRY

NEGATIVE

Dimensions (mm)

Type B

Type C

Type D

D1

POSITIVE

Dimensions (mm)

Insert Number Hole Type Insert Number Hole Type
D1 D1
3.81 A 2.8 B
CCET
CNGA 3.81 A 4.4 B
CNGG
3.81 A CCGB 2.8 B
CNGM 5 16 A
CNMA : CCMB
CNMG 6.35 A el
CNMM 7.93 A CCMH
9.12 A 2.0 B
ONGA 3.81 A 24 B
A 5.16 A CCGT 2.8 B
DNGM 5.16 A 4.4 B
DNMA 55 B
DNMG 2.8 B
DNMM
DNMX cenT 3.4 B
4.4 B
3.81 A 55 B
SNGA 5.16 A 2.0 B
223? 6.35 A oo 24 B
w
SNMG 7.93 A s 2.8 B
SNMM 9.12 A 4.4 B
9.12 A 55 B
TNGA 2.26 A 3.4 B
CPGT
TNGG 3.81 A 4.4 B
TNGM
3.81 A 35 D
TNMG 5.16 A CPMB 45 D
TNMM 6.35 A CPMH
TNMX 7.93 A CPMX 8.5 D
VNGA 3.81 A CPMH (Standard) 46 D
x:gg DCET 2.8 B
DCGT
NI 4.4 B
VNMG DCGW 2.8 B
VNMM DCMW 4.4 B
3.81 A DCMT 55 B
WNGA 3.81 A DEGX 5.1 C
WNMA 3.81 A 36 D
WNMG 5.16 A 1204M0 4.2 D
6.35 A 1606M0 5.2 D
RCMX
3.81 A 2006M0 6.5 D
120400 5.16 A 2507M0 7.2 D
150600 6.35 A 3209M0 9.5 D
RNMG
190600 7.93 A
250900 9.12 A
310900 12.7 A




Type B

Type C

Type D

D1

POSITIVE
Dimensions (mm) Dimensions (mm)
Insert Number Hole Type Insert Number Hole Type
D1 D1
RCGT 0602M0 2.8 B VBET 1103‘»:7:’ - 2.9 B
ROMT 0803M0 3.4 B VBGT 16047 4.4 B
4.4 B VBMT
scMT 44 B vBew
SCMW 55 B VCGT 08027 2.4 B
4.6 B VCMT 1103¢ 2.8 B
SPMW
5.7 B VCGW 13030 3.4 B
4.4 B VCMW 16047 44 B
SPMT T
55 B VDGX 16030 45 D
4.8 D VPET 080 2.42 B
SPGX
5.9 D VPGT 11030 2.85 B
2.3 B WBGT 020174 2.3 B
TCGT 2.3 B WBMT L3027 2.3 B
TCMT 2.5 B WCGT 020175 2.3 B
TCGW 2.8 B WCMT L3027 2.3 B
TCMW 3.4 B WCGW 0402 2.8 B
44 B WCMW 06T3: 44 B
TEGX 4.4 D WPGT 0402 2.8 B
2.5 C WPMT 06031 4.4 B
3.0 © XCMT 15037 2.8 B
TPGX 35 o]
4.8 D
4.8 D
3.2%* o]
3.7 C
TPMX
35 C
4.8 D
TPGB 24 D
TPMB 2.9 D
TPGH 3.4 D
TPMH 4.4 D
TPGT 4.4 B
2.8 B
TPGV
3.4 B

* D1 of MD220 is 3.0.

TURNING INSERTS

A005



TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH PRECISION GRADES

ONEGATIVE INSERTS Unit : mm

E Geometry Insert Number LBB LE GAN
w

2 DNGG150404R/L 2.8 14.9 15°
2 . S BB caN DNGG150408R/L 2.8 14.3 15°
z f—\%lq DNGG150604R/L 2.8 14.9 15°
=)

= DNGG150608R/L 2.8 14.3 15°

Right hand insert shown.

SNGG090304R/L 1.8 1.6 15°
(] LBB. caN SNGG090308R/L 1.8 1.6 15°
N i'\—%h SNGG120404R/L 2.3 3.7 15°
LE SNGG120408R/L 2.3 3.7 15°
Right hand insert shown.
TNGG160402R/L-FS 1.3 2.7 15°
LBB. caN 8 20° TNGG160404R/L-FS 1.3 2.8 15°
*% > & TNGG160408R/L-FS 1.3 3.1 15°
Right hand insert shown.
TNGG160402R/L-F 25 5.1 15°

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

Right hand insert shown.

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

LE

Right hand insert shown.

TNGG110302R/L 1.3 3.2 15°
TNGG110304R/L 1.3 3.0 15°
TNGG110308R/L 1.3 27 15°
LBB, GAN TNGG160304R/L 2.3 5.4 15°
F;j_h TNGG160402R/L 1.3 8.7 15°
LE TNGG160404R/L 2.3 5.4 15°
TNGG160408R/L 23 5.1 15°
TNGG220404R/L 2.8 9.4 15°
Right hand insert shown. TNGG220408R/L 2.8 9.1 15°
VNGG160404R/L 1.8 15.6 15°
LBB., GaN
£

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

Right hand insert shown.

A006



@POSITIVE INSERTS Unit : mm
Geometry Insert Number LBB| LE Geometry Insert Number LBB| LE
CCET0602V3R/L-SR | 2.2]6.4 DCGT11T301MR-SRF| 1.0 | 3.1
CCETO060201R/L-SR | 2.2 | 6.3 gj LBB OPN & DCGT11T302MR-SRF| 1.0 | 3.2
55 GAN CCETO060202R/L-SR | 2.2 | 6.2 L0 k ‘L} f&# DCGT11T304MR-SRF| 1.0 | 3.4
le% CCET060204R/L-SR | 2.2 | 6.0 LE.
. |CCETO9T3V3R/L-SR | 3.2 | 9.6 Right hand insert shown.
LE 20" | CCETO9T301RIL-SR | 3.2 |95 DCETO0702V3R/L-SR |25 ] 7.7
CCETO09T302R/L-SR | 3.2 |94 DCET070201R/IL-SR | 25| 7.6
Right hand insert shown. [CCET09T304R/L-SR | 3.2 | 9.2 8B GAN o DCET070202R/L-SR | 2.5 | 7.4
CCET060200R/L-SN | 1.0 [ 6.4 @ ‘{i%ﬁw 3 DCET070204R/L-SR | 25| 7.1
CCET0602V3R/L-SN | 1.0 | 6.4 /%m DCET11T3V3RIL-SR | 3.7 [11.6
CCET060201R/L-SN [ 1.0 | 6.3 LE DCET11T301R/L-SR | 3.7 [11.4
CCET060202R/L-SN | 1.0 | 6.2 DCET11T302R/L-SR | 3.7 [11.3
LBB, G0 CCETO060204R/L-SN | 1.0 | 6.0 Right hand insert shown. [DCET11T304R/L-SR | 3.7 [11.0
@" CCETO09T300R/L-SN | 1.5 9.6 DCET070200R/IL-SN | 1.0 ] 7.7
LE CCETO09T3V3R/L-SN | 1.5 | 9.6 DCET0702V3R/L-SN | 1.0 | 7.7
CCETO09T301R/L-SN | 15| 9.5 DCET070201R/IL-SN | 1.0 | 7.6
CCETO09T302R/IL-SN | 1.5 9.4 o8 GAN DCET070202R/IL-SN | 1.0 | 7.4
Right hand insert shown. [CCET09T304R/L-SN | 1.5 | 9.2 @ 2 DCET070204R/L-SN | 1.0 | 7.1
CCETO0602V3R/LW-SN | 1.0 | 6.4 DCET11T300R/L-SN | 1.5 [11.6
LBB, GAN CCETO9T3V3RILW-SN | 1.5 | 9.6 LE DCET11T3V3RIL-SN | 1.5 |11.6
- DCET11T301R/L-SN | 1.5 |11.4
LE DCET11T302R/L-SN | 1.5 [11.3
Right hand insert shown. Right hand insert shown. |DCET11T304R/L-SN [ 1.5 |11.0
CCGHO060202(M)RIL-F| 1.2 [ 3.6 DCETO0702V3R/LW-SN | 1.0 | 7.7
7 LBB 64\5'! CCGHO060204(M)RIL-F| 1.4 | 4.4 LBB_GAN DCET11T3V3RILW-SN | 1.5 [11.6
[O] =9, &7 =
LE
Right hand insert shown. Right hand insert shown.
CCGT03S1V3L-F 0814 DCGT070202R/L-F | 1.0 | 3.0
CCGT03S101(M)R/L-F| 0.8 | 1.4 / BB $17° o DCGT070204R/L-F | 1.0 | 3.2
lop can & CCGT03S102(M)R/L-F| 0.8 | 1.5 ? /&# DCGT11T302RILF | 1.0 | 3.0
j@} @Hr I CCGTO03S104(M)RIL-F| 0.8 | 1.6  -LEL DCGT11T304RIL-F | 1.0 | 3.2
w LBB CCGTO04TOV3L-F 1017 *DCGTT3 type : 14°
CCGTO04T001(M)R/L-F| 1.0 | 1.8 Right hand insert shown.
CCGT04T002(M)R/L-F| 1.0 | 1.8 DCGTO0702V3R/IL-SS | 1.0 ] 3.5
Left hand insert shown. |CCGT04T004(M)R/L-F| 1.0 | 2.0 DCGT070201R/L-SS | 1.0 | 3.5
CCGT0602V3RIL-SS | 1.0 3.0 B GAN DCGTO070202(M)RIL-SS| 1.0 | 3.5
CCGT060201(M)RIL-SS | 1.0 | 3.0 DCGT11T3V3R-SS 10| 6.5
LBB_GAN CCGTO060202(M)RIL-SS | 1.0 | 3.0 DCGT11T301(M)RIL-SS| 1.0 | 6.5
+ Q\—é}q CCGT09T3V3RIL-SS | 1.0 5.0 DCGT11T302(M)R/IL-SS| 1.0 | 6.5
i CCGTO09T301(M)RIL-SS| 1.0 | 5.0 Right hand insert shown. |DCGT11T304MR/L-SS | 1.0 | 6.5
CCGT09T302(M)RIL-SS| 1.0 | 5.0 DCGT0702V3R-SN 10| 35
Right hand insert shown. [CCGT09T304MR/L-SS | 1.0 | 5.0 DCGTO070201(M)RIL-SN| 1.0 | 3.5
CCGT0602V3R-SN 1.0 | 3.0 LBB_ GAN DCGT070202(M)R/IL-SN| 1.0 | 3.5
CCGT060201(M)RIL-SN| 1.0 | 3.0 DCGT11T3V3RIL-SN | 15| 6.5
LBB GaN CCGT060202(M)RIL-SN| 1.0 | 3.0 e DCGT11T301(M)RIL-SN| 1.5 | 6.5
t CCGTOIT3V3RIL-SN | 1.5/ 5.0 DCGT11T302(M)RIL-SN| 1.5 | 6.5
e CCGTO09T301(M)R/L-SN| 1.5 | 5.0 Right hand insert shown. |DCGT11T304(M)R/L-SN| 1.5 | 6.5
CCGTO09T302(M)RIL-SN| 1.5 | 5.0 DEGX 150402R/L 2.8[15.2
Right hand insert shown. |CCGT09T304(M)R/L-SN| 1.5 | 5.0 LBB_GAN DEGX150404R/L 2.8 14.9
CPGTO080204R/IL-F | 1.8]5.5 é? k\ih
BB OAN o CPGT090302R/IL-F | 1.8 | 5.4 LE
? k\'éh V/Z{%o# CPGT090304R/L-F 18|55 Right hand insert shown.

Right hand insert shown.

TURNING INSERTS
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TURNING INSERTS

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH PRECISION GRADES

@POSITIVE INSERTS Unit : mm
Geometry Insert Number LBB| LE Geometry Insert Number LBB| LE
DEGX150402R/ILF | 2.5|7.4 VBGT110302R/IL-F | 1.0 | 3.0
Vs LBB C)N & DEGX150404RILF |25 | 7.6 LBB GAN o VBGT110304RILF [ 1.0 | 3.2
g? E\—-%ﬁ "/Z%,# y @}1 vX{S# VBGT160402RILF | 15| 45
LE 20/ | VBGT160404RIL-F | 1.5 | 4.7
Right hand insert shown. Right hand insert shown.
SPGR090304R 18] 16 VBET1103V3R/L-SR | 25| 7.3
LBB_GAN LBB GAN o VBET110301R/L-SR | 2.5 | 7.3
] 15 y F\—%Pf 3’/2&# VBET110302R/L-SR | 2.5 | 7.4
207 | VBET110304RIL-SR |25 | 7.6
Right hand insert shown. Right hand insert shown.
TCGT0601V3L-F 1.0] 2.9 VBET110300R/L-SN | 1.0 |11.0
LBB GAN o TCGT060101L-F 1.0 3.0 LBB_GAN VBET1103V3R/L-SN | 1.0 |11.0
%% - 3’72&# TCGT060102R/IL-F | 1.0 | 3.0 f@ ~—r VBET110301R/L-SN | 1.0 10.8
20°7 | TCGT060104R/L-F | 1.0 | 3.2 LE VBET110302R/L-SN | 1.0 [10.5
Left hand insert shown. Right hand insert shown. [ VBET110304R/L-SN | 1.0 |11.0
TEGX160302RIL | 2.0 | 6.0 VBET1103V3R/LW-SN | 1.0 [11.0
é\ BB GAN TEGX160304RIL | 2.0 | 6.0 LBB_GAN
A\ 20
£y
(] e
Right hand insert shown. Right hand insert shown.
TPGH080202R/L-FS | 0.9 | 2.7 VCGTO080202R/IL-F | 0.8 25
TPGH080204R/L-FS | 0.9 | 2.9 LBB GAN o VCGT080204R/ILF |08 | 26
TPGH090202R/LFS | 1.0 | 3.0 }? @Hs\?’%&#
% LBB *15" TPGH090204R/L-FS | 1.0 | 3.2 20
TPGH110302R/L-FS | 1.4 | 4.2 Right hand insert shown.
LLE | TPGH110304R/L-FS | 1.4 | 4.4 VDGX160302R/L 2.0 6.0
*TPGH1603 " type : 14° | TPGH160304R/L-FS | 2.0 | 6.1 LBB Géxsrg VDGX160304R/L 2.0 6.1
Right hand insert shown. | TPGH160308R/L-FS | 2.0 | 6.5 6@ @}1
TPGR110304R/L 13]3.0
_@64\5@ TPGR160304R/L 23|54 Right hand insert shown.
: TPGR160308R/L 2.3 5.1 VPET080201R/L-SRF | 0.8 | 2.4
LE LBB GAN o, VPET080202R/L-SRF | 0.8 | 2.5
Right hand insert shown. 13%# VPET1103V3RIL-SRF| 1.0 | 2.9
TPGX080202R/L 13139 VPET110301R/L-SRF | 1.0 | 3.0
TPGX080204R/L 1.3 | 4.1 Right hand insert shown. | VPET110302R/L-SRF| 1.0 | 3.0
TPGX090202R/L 16| 4.8 WBGT0201V3L-F 1.0 20
é% Eﬁ&' TPGX090204RIL |16 | 5.0 WBGT020101L-F | 1.0 | 2.0
TPGX090208R/L 14| 4.7 WBGT020102L-F 1.0 21
LE TPGX110302L 18| 5.4 LBB. O & WBGT020104L-F 10| 22
TPGX110304RI/L 18|55 P~ ¥ &ﬁ,o WBGTL302V3L-F 10| 20
Right hand insert shown. | TPGX110308R/L 1.8 5.9 WBGTL30201L-F 10| 20
WBGTL30202R/IL-F | 1.0| 2.1
Right hand insert shown. [ WBGTL30204R/L-F 10| 2.2
WCGT020102R/L 1.0 2.1
LBB GAN o WCGT020104R/L 10| 2.2
/Gt |WCGTL30202L 1.0 2.1
WCGTL30204L 10| 2.2
Right hand insert shown.
WPGTO040204R/L-FS | 1.0 | 3.2
@ LBB Gf;ﬂ WPGTO060304R/L-FS | 1.0 | 3.2
Right hand insert shown.




TOOL NAVI

Il OUTLINE
TOOL NAVI supports customers with information and suitable cutting conditions for each workpiece material by selecting an
optimal indexable insert together with optional tools.

B LABEL INDICATION
AR A

®Workpiece materials

SZI9OW
dINZEFOINND

: Reference Material : Titanium alloy 320HB, Ni, Co-Based Alloy 400HB

%1 The above is an example. There may be inserts recommended for multiple workpiece materials.
: Hardened steel 60HRC

*2 Please contact us for recommended cutting conditions using
coefficient values other than the above.

@Cutting speed standards Q@ Feed rate

Minimum and maximum feed rate settings are based on the

o
CNMG120408-MP MC6125 % % P : Steel (Reference Material : Carbon steel, alloy steel 180HB)
ChMG4S2MP (T ~E M : Stainless steel (Reference Material : Austenitic stainless steel 180HB)
|®VC 3;_250Km,minN s - o MADEIN JAPAN § z K : Cast iron (Reference Material : Gray cast iron, ductile cast iron 180HB)
L R 0 5 H N : Aluminium alloy, non-ferrous metal
0.020 - 0.006 IPR s
H

Wﬁé'?é’l?acle perform;?fé e Life Workpiece Material | Hardness chip control range of the chip breaker.
P 15min 90min | Carbon steel, alloy steel| 180HB
M 15min 90min Stainless steel 180HB
K 15min 90min Cast iron 180HB
) ) Titanium alloy 320HB
S Smin 25min i Co-Based alloy | 400HB
H 10min 80min Hardened steel 60HRC

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

PMKS --- VB=0.3mm

H -+ VB=0.1mm

B TOOL LIFE

Cutting speed has a large effect on tool life. TOOL NAVI is based on Taylor's equation (relationship vc T"=C between tool grade, cutting conditions,
and tool life). Therefore, performance speed and tool life are found for each workpiece material. When requiring a different tool life, obtain coefficient
values of the grade used from the charts below. Multiply the coefficient values by the cutting speed to calculate a new cutting speed.
@ P Grade (Steel) cutting speed coefficient values. @ K Grade (Cast Iron) cutting speed coefficient values.
Grade—teolLifel  15min | 30min | 45min | 60min | 90min  Grage R0 Life[ 15min | 30min | 45min | 60min | 90min

MC6115 1.00 0.82 0.72 0.67 0.59 MC5005 1.00 0.83 0.75 0.70 0.63

MC6125 1.00 0.83 0.75 0.69 0.62 MC5015 1.00 0.83 0.75 0.69 0.62

MC6035 1.00 0.88 0.82 0.78 0.73
MP3025 1.00 0.85 0.77 0.72 0.65

NX2525 1.00 0.87 0.80 0.76 0.70

@ M Grade (Stainless Steel) cutting speed coefficient values. (ex.) Medium cutting of steel

_ First recommendation 1 MC6125

Grage —leolLifel 15min | 30min | 45min | 60min | 90min Indexable inserts : CNMG120408-MP
MC7015 100 | 083 | 075 | 070 | 063 ﬁig?m;“qu;f‘,:)““'“g speed : ve=390m/min
MC7025 1.00 0.90 0.84 0.80 0.75 ‘
MP7035 1.00 0.84 0.76 0.71 0.62 Tool life required by the customer : 30min.
uUs735 1.00 0.78 0.68 0.61 0.53

390%0.83=323m/min
Hl HARDNESS OF THE WORKPIECE MATERIAL

Hardness of the workpiece material also affects tool life. MITSUBISHI's TOOL NAVI suggests cutting speed variations when
hardness differs. Obtain the suitable coefficient value for each type of workpiece material from the chart below. Multiply the
coefficient value by the recommended cutting speed of the grade used to calculate a new cutting speed.

(Hardness of Workpiece)

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

TURNING INSERTS

A009



TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

@ Selection of optimum inserts for turning

p

B CUTTING CONDITIONS

Continuous Cutting

@ stevle Cuting S e

TURNING INSERTS

‘ General Cutting

Heavy Interrupted Cutting

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

Low Clamping Rigidity Cutting

Finish Cutting _
FY SY

VP25N VP25N

P Mild Steel &x: ss400, s10c)

NEGATIVE INSERTS

Securely Clamped Component Cutting

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

BCUTTING AREA

o

Mild Steel

-9

e

03 05 07
Feed (mm/rev)

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

2
~ g

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

Cutting Area

1st Recommendation

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

A010



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

5 ® unstavie Cutiing [T ]} Medium Cutting

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

( v) i
Feed (mmire m Heavy Cutting

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

NX2525 MC6115 MC6115 MC6115 MC6025

P Carbon Steel « Alloy Steel (ex: sasc, scmado) ve : Cuting Speed
NEGATIVE INSERTS ap Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 210—300 0.08—0.25 0.10—1.00
L LP MC6115 250—480 0.10—0.40 0.30—2.00
‘ M MP MC6115 230—440 0.16—0.50 0.30—4.00
Stable Cutting R RP MC6115 215—415 0.25—0.60 1.50—6.00
H HX MC6025 165—265 0.50—1.26 3.00—11.00
F FP MP3025 215—330 0.08—0.25 0.10—1.00
L LP MC6115 250—480 0.10—0.40 0.30—2.00
‘ M MP MC6125 250—390 0.16—0.50 0.30—4.00
General Cutting R RP MC6125 235—370 0.25—0.60 1.50—6.00
H HX MC6025 165—265 0.50—1.26 3.00—11.00
F FP MC6025 230—375 0.08—0.25 0.10—1.00
L LP MC6125 275—425 0.10—0.40 0.30—2.00
# M MP MC6125 250—390 0.16—0.50 0.30—4.00
Unstable Cutting R RP MC6035 160—225 0.25—0.60 1.50—6.00
H HX MC6035 140—200 0.50—1.26 3.00—11.00

Detailed information regarding each grade is = 4 i
available on the website. p p ﬁ ] CLASSIFICATION > A042

TURNING INSERTS =
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

M Stainless Steel (<200H8) . Stable Cutting u Light Cutting
i Y [ ]
Eo ‘ General Cutting m Medium Cutting
55
E;‘ I # Unstable Cutting m Rough Cutting

TURNING INSERTS H

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

MC7015 MC7015 MC7015 US735

*3
N AN
>

MC7025 MC7025

% LM MM RM HL

MP7035 MP7035 MP7035 US735
M Stainless Steel x: sus3o4, susate) ve : Culting Spoed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Area ' 1st Recommgndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
L LM MC7015 180—285 0.10—0.35 0.30—2.00
Q M MM MC7015 165—260 0.15—0.45 0.70—5.00
) R RM MC7015 155—245 0.25—0.55 1.50—6.00
Stable Cutting H HL Us735 75—140 0.30—0.70 3.00—7.50
L LM MC7025 165—220 0.10—0.35 0.30—2.00
@ M MM MC7025 150—200 0.15—0.45 0.70—5.00
) R RM MC7025 140—190 0.25—0.55 1.50—6.00
General Cutting H HL US735 75—140 0.30—0.70 3.00—7.50
L LM MP7035 95—155 0.10—0.35 0.30—2.00
é;l} M MM MP7035 90—145 0.15—0.45 0.70—5.00
. R RM MP7035 85—135 0.25—0.55 1.50—6.00
Unstable Cutting H HL US735 75—140 0.30—0.70 3.00—7.50

A012




K  Castlron (s3sompa) . Stable Cutting u Light Cutting

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

0.1 03 05 07
Feed (mm/rev)

_ _ Rough Cutting Heavy Cutting
LK MK RK Flat Top

‘ MC5005 MC5005 MC5005 MC5005

TURNING INSERTS =

K Cast Iron « Ductile Cast Iron ex: Fesoo) Ve : Cuing Spoed
NEGATIVE INSERTS ap Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
L LK MC5005 230—365 0.10—0.50 0.50—2.50
‘ M MK MC5005 210—335 0.20—0.55 0.50—4.00
] R RK MC5005 195—315 0.20—0.60 1.50—6.00
Stable Cutting H Flat Top MC5005 195—315 0.20—0.60 2.50—6.00
L LK MC5015 205—335 0.10—0.50 0.50—2.50
‘ M MK MC5015 190—305 0.20—0.55 0.50—4.00
. R RK MC5015 180—285 0.20—0.60 1.50—6.00
General Cuiting H Flat Top MC5015 180—285 0.20—0.60 2.50—6.00
L LK MC5015 205—335 0.10—0.50 0.50—2.50
# M MK MC5015 190—305 0.20—0.55 0.50—4.00
_ R RK MC5015 180—285 0.20—0.60 1.50—6.00
Unstable Cutting H Flat Top MC5015 180—285 0.20—0.60 2.50—6.00

S . ) ) [EIRhEE
Detailed information regarding each grade is %
available on the website. p En ﬁ_ CLASSIFICATION > A042 A01 3
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

. Stable Cutting ﬂ Finish Cutting

IS

w

: ‘ General Cutting u Light Cutting
® Unstavie Cutiing [T J] Medium Cutting

Depth of Cut (mm)
N

TURNING INSERTS !

o_.

Py
o
c

«Q
=
O
=
=
5

@

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

Finish Cutting _ Medium Cutting Rough Cutting
. LS LS MS RS

MT9015 MT9015 MT9015 MT9015

Titanium Alloy (x: Ti-ear-4v) e : Cutting Speed
NEGATIVE INSERTS ap : Depth of Cut
Cutting Ar 1st Recommendation
utling Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F LS MT9015 40—85 0.10—0.25 0.20—0.80
‘ L LS MT9015 40—85 0.10—0.25 0.20—0.80
_ M MS MT9015 40—80 0.15—0.30 0.50—3.00
Stable Cutting R RS MT9015 35—75 0.20—0.35 1.00—4.00
F LS MT9015 40—85 0.10—0.25 0.20—0.80
‘ L LS MT9015 40—85 0.10—0.25 0.20—0.80
, M Ms MT9015 40—80 0.15—0.30 0.50—3.00
General Cutting R RS MT9015 35—75 0.20—0.35 1.00—4.00
F LS MT9015 40—85 0.10—0.25 0.20—0.80
# L LS MT9015 40—85 0.10—0.25 0.20—0.80
_ M Ms MT9015 40—80 0.15—0.30 0.50—3.00
Unstable Cutting R RS MT9015 35—75 0.20—0.35 1.00—4.00
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IS

w

s )

Depth of Cut (mm)
N

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

o

. Stable Cutting
‘ General Cutting

# Unstable Cutting

Finish Cutting _ _ Rough Cutting
‘ MP9005 MP9005

MS RS

MP9005

MP9015

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

NEGATIVE INSERTS

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

1st Recommendation

Cutting Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F LS MP9005 55—110 0.10—0.25 0.20—0.80
‘ L LS MP9005 30—110 0.10—0.25 0.20—0.80
M MS MP9005 50—100 0.10—0.25 0.50—4.00
Stable Cutting R RS MP9015 35—75 0.20—0.35 1.00—4.00
F LS MP9015 40—85 0.10—0.25 0.20—0.80
‘ L LS MP9015 40—85 0.10—0.25 0.20—0.80
M MS MP9015 40—80 0.15—0.30 0.50—3.00
General Cuiting R RS MP9015 35—75 0.20—0.35 1.00—4.00
F LS MP9025 30—45 0.10—0.25 0.20—0.80
# L LS MP9025 30—45 0.10—0.25 0.20—0.80
M MS MP9025 30—45 0.15—0.30 0.50—3.00
Unstable Cutting R RS MP9025 25—40 0.20—0.35 1.00—4.00

Detailed information regarding each grade is = 4 i
available on the website. p : ﬁ ]

CLASSIFICATION > A042

TURNING INSERTS =
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

O s

TURNING INSERTS !

LP

NX2525

MP

NX2525

Finish Cutting _ Medium Cutting

@ stavie Cutting
‘ General Cutting
# Unstable Cutting

P Mild Steel
A
€
) %
32
g
1l
0 01 02 03 04
Feed (mm/rev)
P Mild Steel ex: ss400, s10c) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Ar 1st Recommendation
utling Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 225—320 0.04—0.20 0.20—0.90
L LP NX2525 225—320 0.06—0.25 0.20—1.00
Stable Cutting M MP NX2525 185—270 0.08—0.30 0.30—2.00
F FP MC6015 250—425 0.04—0.20 0.20—0.90
L LP MC6015 250—425 0.06—0.25 0.20—1.00
General Cutting M MP MC6015 210—355 0.08—0.30 0.30—2.00
F FP MC6025 250—405 0.04—0.20 0.20—0.90
L LP MC6025 250—405 0.06—0.25 0.20—1.00
Unstable Cutting M MP MC6025 210—340 0.08—0.30 0.30—2.00

A016



‘ General Cutting
FP LP MP

NX2525 NX2525 NX2525 &  Unstable Cutting

TURNING INSERTS =

I
€
s %
SaH
g
(il
0 01 02 03 04
Feed (mm/rev)
P Carbon Steel * Alloy Steel x: sasc, scmas0) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area 1st Recommendation
9 Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FP NX2525 165—240 0.04—0.20 0.20—0.90
L LP NX2525 165—240 0.06—0.25 0.20—1.00
Stable Cutting M MP NX2525 140—200 0.08—0.30 0.30—2.00
F FP MC6015 185—315 0.04—0.20 0.20—0.90
L LP MC6015 185—315 0.06—0.25 0.20—1.00
General Cutting M MP MC6015 155—260 0.08—0.30 0.30—2.00
F FP MC6025 185—300 0.04—0.20 0.20—0.90
L LP MC6025 185—300 0.06—0.25 0.20—1.00
Unstable Cutting M MP MC6025 155—250 0.08—0.30 0.30—2.00

S . ) ) [EIRhEE
Detailed information regarding each grade is %
available on the website. p En ﬁ_ CLASSIFICATION > A058 A01 7
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

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

VP15TF MC7025 MC7025 & Unstable Cutting

TURNING INSERTS H

E BJ E Light Cutting
E — ':___.;. m Medium Cutting
FM LM MM

VP15TF MC7025 MC7025

@

% FM LM MM

VP15TF MP7035 MP7035
M Stainless Steel (<200+8)
Jnn
3,
2 a
1
a [ll
1] AN
0 01 02 03 04
Feed (mm/rev)
M Stainless Steel ex: sus3o4, sus3ie) ve + Cuting Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Ar 1st Recommendation
utling Area Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FM VP15TF 75—125 0.04—0.20 0.20—0.90
L LM MC7025 140—190 0.06—0.25 0.20—1.00
Stable Cutting M MM MC7025 120—160 0.08—0.30 0.30—2.00
F FM VP15TF 75—125 0.04—0.20 0.20—0.90
@ L LM MC7025 140—190 0.06—0.25 0.20—1.00
General Cutting M MM MC7025 120—160 0.08—0.30 0.30—2.00
F FM VP15TF 7o=1125 0.04—0.20 0.20—0.90
L LM MP7035 85—135 0.06—0.25 0.20—1.00
Unstable Cutting M MM MP7035 70—115 0.08—0.30 0.30—2.00

A018



R

MK General Cutting
MK MK =M%, ¢

‘ MC5005 MC5005 MC5005 & Unstable Cutting

TURNING INSERTS =

IS

w

N

Depth of Cut (mm)

N

o

0.1 02 03 04
Feed (mm/rev)

K Cast Iron « Ductile Cast Iron ex: Fesoo) Ve : Cuing Spoed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)

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

S . ) ) [EIRhEE
Detailed information regarding each grade is %&
available on the website. p En ﬁ_ CLASSIFICATION > A058 A01 9
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TURNING INSERTS !

A020

TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

AZ

HTi10

N Aluminium Alloy (ex: asos1, A7075)
7°POSITIVE INSERTS WITH HOLE

@ stavie Cutting
‘ General Cutting
# Unstable Cutting

ﬂ Finish Cutting

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

Cutting Area

1st Recommendation

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




FS-P LS-P

MT9005 MT9005

MS

MT9005

@ stable Cutting
‘ General Cutting

# Unstable Cutting

S TanumAloy |
4
S,
0 _o? 02 03 04
Feed (mm/rev)
Titanium Alloy (x: Ti-ear-4v) e : Cutiing Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
‘ L LS-P MT9005 40—80 0.04—0.15 0.30—3.00
Stable Cutting M Ms MT9005 35—65 0.08—0.25 0.30—2.00
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
‘ L LS-P MT9005 40—80 0.04—0.15 0.30—3.00
General Cutting M mMS MT9005 35—65 0.08—0.25 0.30—2.00
F FS-P MT9005 40—80 0.04—0.12 0.20—1.40
# L LS-P MT9005 40—80 0.04—0.15 0.30—3.00
Unstable Cutting M MSs MT9005 35265 0.08—0.25 0.30—2.00

Detailed information regarding each grade is = 4 i
available on the website. p : ﬁ ]

CLASSIFICATION > A058
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TURNING INSERTS !

A022

TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting
LS(G)

MP9005

O s

MS

MP9005

‘ Stable Cutting

‘ General Cutting

# Unstable Cutting

S NiCoBasedloy |
4
2N
0 ‘0.1' 02 03 04
Feed (mm/rev)
. Nl, Co-Based A||0y (Ex : Inconel718) v fg:g;”g Speed
7°POSITIVE INSERTS WITH HOLE ap : Depth of Cut
Cutting Area _ 1st Recomme_ndation
Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F FS MP9005 45—95 0.04—0.12 0.20—1.40
‘ L LS(G) MP9005 45—95 0.04—0.15 0.30—3.00
Stable Cutting M MS MP9005 40—80 0.08—0.25 0.30—2.00
F FS MP9015 35—75 0.04—0.12 0.20—1.40
‘ L LS(G) MP9015 35—75 0.04—0.15 0.30—3.00
General Cutting M MS MP9015 30—60 0.08—0.25 0.30—2.00
F FS MP9025 25—40 0.04—0.12 0.20—1.40
# L LS(M) MP9025 25—40 0.06—0.20 0.20—1.00
Unstable Cutting M MS MP9025 20—35 0.08—0.25 0.30—2.00




R

RIL Standard Standard ‘ General Cutting

NX2525 NX2525 NX2525 &  Unstable Cutting

TURNING INSERTS =

P Mild Steel ex: ss400, s10c) e : Cutting Speed
11°POSITIVE INSERTS WITHOUT HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vec (m/min) f (mm/rev) ap (mm)
F R/L NX2525 225—320 0.06—0.25 0.30—1.50
‘ L Standard NX2525 185—270 0.08—0.30 0.30—2.00
Stable Cutting M Standard NX2525 185—270 0.08—0.30 0.30—2.00
F R/L NX2525 225—320 0.06—0.25 0.30—1.50
‘ L Standard MC6115 245—475 0.08—0.30 0.30—2.00
General Cutting M Standard MC6125 270—420 0.08—0.30 0.30—2.00
F R/L UTi20T 115—165 0.06—0.25 0.30—1.50
# L Standard MC6125 270—420 0.08—0.30 0.30—2.00
Unstable Cutting M Standard MC6125 270—420 0.08—0.30 0.30—2.00

S . ) ) [EIRhEE
Detgnled information rggardlng each grade is %
available on the website. b ; %ﬁ- CLASSIFICATION > A058,A066 A(023
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A024

TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Standard Standard

NX2525

R/L

NX2525

NX2525

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

11°POSITIVE INSERTS WITHOUT HOLE

@ stavie Cutting
‘ General Cutting
# Unstable Cutting

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

Cutting Area

1st Recommendation

Chip Breaker Grade vc (m/min) f (mm/rev) ap (mm)
F R/L NX2525 165—240 0.06—0.25 0.30—1.50
‘ L Standard NX2525 140—200 0.08—0.30 0.30—2.00
Stable Cutting M Standard NX2525 140—200 0.08—0.30 0.30—2.00
F R/L NX2525 165—240 0.06—0.25 0.30—1.50
‘ L Standard MC6115 180—350 0.08—0.30 0.30—2.00
General Cutting M Standard MC6125 200—310 0.08—0.30 0.30—2.00
F R/L UTi20T 85—120 0.06—0.25 0.30—1.50
# L Standard MC6125 200—310 0.08—0.30 0.30—2.00
Unstable Cutting M Standard MC6125 200—310 0.08—0.30 0.30—2.00




R

R/L Flat Top Flat TOp ‘ General Cutting

NX2525 MC5005 MC5005 &  Unstable Cutting

TURNING INSERTS =

K Cast Iron « Ductile Cast Iron x: Fesoo) Ve : Cuing Spoed
11°POSITIVE INSERTS WITHOUT HOLE ap : Depth of Cut
Cutting Area . 1st Recommgndation
Chip Breaker Grade vec (m/min) f (mm/rev) ap (mm)

F R/L NX2525 145—200 0.06—0.25 0.30—1.50
‘ L Flat Top MC5005 165—265 0.08—0.30 0.30—2.00
Stable Cutting M Flat Top MC5005 165—265 0.08—0.30 0.30—2.00
F R/L NX2525 145—200 0.06—0.25 0.30—1.50
‘ L Flat Top MC5015 150—240 0.08—0.30 0.30—2.00
General Cutting M Flat Top MC5015 150—240 0.08—0.30 0.30—2.00
F R/L UTi20T 70—105 0.06—0.25 0.30—1.50
# L Flat Top VP15TF 115—160 0.08—0.30 0.30—2.00
Unstable Cutting M Flat Top VP15TF 115—160 0.08—0.30 0.30—2.00

I . . . [ElEpE
Detailed information regarding each grade is %55
available on the website. p En ﬁ_ CLASSIFICATION > A066 A025



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS

PRECISION BREAKER SYSTEM

ANGULAR AND PARALLEL CHIP BREAKERS (NEGATIVE INSERTS)

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

l Feed (mm/rev) >

BFEATURES OF CHIP BREAKER

DNGG SNGG

VNGG
Type Type

Breaker Features Type

@ For precision finishing.

@ Small width lead breaker

FS for good chip control. — -

@ Sharp cutting edge gives a
good surface finish.

@ For finish cutting.

@ Lead breaker controls

F chip flow. - —

@ Sharp cutting edge gives a
good surface finish.

@ Parallel breaker for light
cutting.

K @ Excellent chip control for - —

low to medium feed rates.

@ Parallel breaker for medium

cutting. — | e-‘!
R/L (@ Good chip control for i =)
medium feed rates.

A026



ANGULAR AND PARALLEL CHIP BREAKERS (POSITIVE INSERTS)

BFor turning small, high precision parts BFor general turning

SN

Breaker

SS

Breaker

R/L

Breaker

TURNING INSERTS

SR

Breaker

SRF

Breaker

FS

Breaker

T T

BFEATURES OF CHIP BREAKER

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

@ The wide lead breaker for

medium cutting is suitable for /
SRF automatic lathe machining. - ’ ’
@ The insert design for low
resistance controls chip flow.

@ The wide lead breaker for
medium cutting is suitable for

—ag
SR automatic lathe machining. '
@ The insert design for low
=

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

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

low to medium feed rates.

IR R
A

CCGH/CCGT CPGT DCGT TPGH TCGT VBGT/VCGT | WBGT WCGT WPGT
Type Type Type Type Type Type Type Type Type

Breaker Features

@ For precision finishing.

@ Small width lead breaker :
FS for excellent chip control. — —_ — — — —_ —
@ Sharp cutting edge gives a

good surface finish.

@ For finish cutting.

@ Lead breaker controls chip D -~
"l 8 8o - - - | -
@ Sharp cutting edge gives a

good surface finish.
@ Lead breaker for light

cutting. -
RIL  |@ Good chip control for low — — —_ — — —_ — ) —
to medium feed rates.

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

WIPER INSERT

What is a Wiper Insert?

- A wiper insert is designed with a wiper edge that is
situated where the straight edge meets the corner
radius.

@ Improving Surface Finish

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

@ Improving Efficiency

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

« Machining at high feed rates

/ Wiper

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

@®Increased Tool Life

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

improves cutting efficiency.

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

@ Improving Chip Control

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

Finished surface
Same surface

roughness Standard insert
— i

Conventional feed condition

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

M A wiper insert + machining at conventional feed rate

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

*Please use a wiper insert at high feed rate.

40 <Cutting Conditions> « Eliminating the finishing step by roughing and finishing together
” T Workpiece : JIS S45C (Separate roughing and finishing steps = Single-step machining)
S S Insert : CNMG 120408
E 30 Cutting Speed=200m/min
2¢F . Depth of Cut=1.5mm
€2 20 f--------mmmeemmm @\ DECNCII - Speed=0.2—0.6mm/rev
8 & LY Bty Wet Outer Diameter Cutting
= R S S * Reducing cycle times
%) ..
! v * Increased productivity
09 02 0.4 0.6 0.8 * Avoiding Line-Stoppage

Feed f(mmi/rev)
<Ex>The surface roughness does not deteriorate

<The Realization of Reduced Costs!!>
even if the feed rate is doubled (0.3—0.6)!

M Estimate of finished surface roughness when using a wiper insert

o
The effects of wiper inserts on external ¢ Rz(W)=Rzx0.5
machining, boring and facing. anele o over Rz(W)= Finished surface roughness

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

than 5°

| *The surface roughness when machining at
i corner R or taper angle over 5°, is the same |
|

|
|

|

as machining with standard inserts.

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

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

B Not Necessary to Adjust
the Machining Programme

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

End Cutting

N types are based Not

on The CNMG t on the

frict be used a5 a wiper at ISO/ANSI)  Necessaryto
restriction the 100°corner. ad]ust

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

@®Restriction for Holders

Use a holder with an end cutting angle of 93° improving wiper efficiency. A holder with an end
cutting angle of 91° can improve wiper efficiency (see the following figure), however, there is
no wiper efficiency with other end cutting Ex):Theoretical surface roughness of holders

o ° o in using the TNMX160412-MW.
angles (60°, 90°, 107°etc.). o)
— ¢ — MW (91°)
—#— Standard
corner radius

@ Necessary to Adjust
the Machining Programme
When machining errors occur, please
adjust the programme.
(The DNMX-TNMX types are not

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

N
o

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

w
=]

Standard corner
radius .
Wiper corner

/ radius

End Cutting Angle

s

Theoretical Surface
>

Roughness Rz (um)
N
o

Adjustment

o

A028

(Specified)

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

necessary

<Example of insert point>



BAdjustment of machining programmes for DNMX « TNMX types

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

Adjustment toward X-axis

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

Standard insert

TURNING INSERTS

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

A) Adjusting a Taper Necessary to maintain a correct taper.
Adjust the relief angle toward the normal line.

Geometry of
adjusted programme
Note1) Adjust the angle toward the normal line in the case where the

adjustment number is negative ( 6 =60°—70°) and is not machined completely.

o
Classification geomelry (+)

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

Numerical Values) +numbers:adjustment of relief angle, -numbers:adjustment of drive-in angle (mm)

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

The value of adjustment to work R Ex) In case of machining R 2.0 when using a corner R 1.2 type insert.
= Work R + the adjustment value Geometry of adjusted
*No adjusting the corner radius in this case. programme
The corner radius The adjustment amount on the
of the insert workpiece radius.

Corner Radius 0.4 = Work Radius+0.05(mm)

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

radius 2.0

Workpiece

Comer Radius 1.2 = Work Radius+0.14(mm) =~ adius 2.0

The actual machining
geometry

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

Corner Radius Correction Input the correction number of each corner radius.
The value of corrected corner radius Ex) In the case of machining a corner with a radius R 2.0 when using

= approximation an insert with a corner radius R 1.2.
%*No adjusting the machining the programme in this case.

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

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

Note 1) The value of correction is same for both DNMX and TNMX. Discriminate them by the size of corner radius.
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TURNING INSERTS

GRADES FOR TURNING

@INDEXABLE INSERT GRADES FOR TURNING
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TURNING APPLICATION RANGE

n
P STEEL M STAINLESS STEEL E
w
T T (2]
lﬁen’qt and Coated Cermet E
400 300 ;
g
MC61 15\ CVD ¢ PVD Coated Carpide =
£ 300 =
£ \ £
£ VP25N'. ‘ £ 200
® ’ B
o] NX2525 'MC6125 a
D 200 NX3035 €N CVD ¢ PVD Coated Carbide
2 MP3025 . " 2
£ MS6015 . =
O ! I|::4_5N ' ‘MC6035 Cemented Carbide O 100
100 MS7025  MP7035
MS9025\_/’~20emented Carbide
Ti20T
0 0.2 0.4 0.6 0.8 0 0.1 0.2 0.3 0.4 0.5 0.6
Feed (mm/rev) Feed (mm/rev)
K CAST IRON N NON-FERROUS METAL
500 -
i ' Sintered CBN |
: = | Solid CBN
P MBS140 |~ |
BC5110 : 800
400 [ H
33338 : MD220
MB4120" Sintered Diamond
-E Vo E 600 | |
E w0 | /MC5005_ £
o Cermet and Coated Cermet ] Cemented Carbide
g CVD + PVD Coated Carbide 2 J/
o VP25N . MC5015 2 400 ||
£ 200 HNX2525: N £ v
3 ',«" -:.'"‘~\[P10RT 3
""" ’ "VP15TF
100 HTi0O5T 20— HTi10
HTi10 . Cemented Carbide
i

0 0.2 0.4 0.6 0.8 0 0.1 0.2 0.3 0.4

Feed (mm/rev) Feed (mm/rev)

Detailed information regarding each grade is . 5 ;
available on the website. p i ﬁ ] A031
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TURNING INSERTS

TURNING APPLICATION RANGE

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

7]
|_
/4
] P STEEL (Medium to Rough Cutting) P STEEL (Finish Cutting)
6 440 T 400 T
z ! ! !
F 400 R T !
=] ! ! |
- i i |
5 MC6115 | 1 300
£ | ! £ !
E 300 ! MC6125 o] E !
8 ] ; o Ll ] MP3025
& ! ! & 200 |
2 200 | s P 1 MC6035 o )
£ ! ! = 3 NX3035
© | | © NX2525 |
100 |------------- R RS EEEEE wopE :
o : : " :
Cutting Conditions Cutting Conditions
M STAINLESS STEEL K CAST IRON
300 T T 500 T
A : | B s S
c | | c | |
£ MC7015 | ! E
£ 200 i Pttt €
3 | MC7025 | g 300 |
2 ! : o] MC5005
7 ! 7] MC5015
2 : 2wl
3 100 M SEE | MP7035 3
! | 10| NX2525 | VPA5TF
o € =@ "o € &
Cutting Conditions Cutting Conditions
K CAST IRON (CBN)
1500
MB4120
< MB730
é 1000
bt
(0] i
g :
2 !
2 1
= BC5110 1
o 500 MB710 :
0

Cutting Conditions
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Cutting Speed (m/min)

Cutting Speed (m/min)

Cutting Speed (m/min)

B CUTTING CONDITIONS

Continuous Cutting
R C tant Depth of Cut
@ stebie Cutting iz et

Securely Clamped Component Cutting
c General Cutting

Heavy Interrupted Cutting

# Unstable Cutting Imegular Depth of Gut

ow Clamping Rigidity Cutting

N NON-FERROUS METAL N NON-FERROUS METAL (PCD) %
600 ‘ ‘ 1500 ; ; 6
i i i i g
400 J------------- ———————————— ————————————— é 1000 |------------- ———————————— —————————————
 HTi0 3  mMp220
200 |------------ 777777777777 7777777777777 ::% 500 |------------- 777777777777 7777777777777
. i i . i i
® ¢ 2 ® ¢ &
Cutting Conditions Cutting Conditions
S HEAT RESISTANT ALLOY S TITANIUM ALLOY
200 T T 100 T T
150 [F==iE=aeeo ffffffffffff 7777777777777 S 75 |EEEEEEEEEEE —————————————
| s £ | |
! ! £ | MT9015
| mpooos - '3;383: ,,,,,,,, RTe010 |
| mPoo1s | 3 i i
5O [Frm T T mnmm— ‘ ———————————— ‘ ————————————— 25 |-------- - 3————7—7——7————3 —————————————
. 1 i . i i
® ¢ 2 ® ¢ &
Cutting Conditions Cutting Conditions
H HARDENED MATERIALS (CBN)
400 T -
300 A T —————————————
20 | MBC8S2408 | -
BC8220
BC8120
100 |- N EETEERP BC8130
BC8105
. 1 1

= Ho|
. ‘ # Detailed information regarding each grade is %{é :
available on the website. p i

Cutting Conditions
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TURNING INSERTS

COATED CARBIDE (CVD)

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

» HESELECTION STANDARD
4
4 @TURNING
F4
Q : ] Cutting Recommended Recommended Cutting L
E Workpiece Material Mode Grade Speed (m/min) ISO Application Range
[4
2 Continuous| ‘ & ‘
= 340 0
Continuous| " MC6115 (215 — 480) 10— « =
Cutting 4 8 ‘“z‘ ‘m
330 20— = 5
NEW 4 (=]
Steel NEW MC6125 (210 — 465) P g g
30 — ®
Interrupted i g E §
Cutting 180 40 O ©—
MC6035 (115 — 260) | o |\T
Interrupted = 2
Continuous|
220
Continuous MC7015 (155 — 285) 10——
Cutting 7 E 3
20\ {2
. 180 2\ % 0
M| Stainless Steel MC7025 (140 — 220) M a3 a5 g
Continuous £ 5
and | = ®
Interrupted 130 40 ~
Cutting Us735 (75— 185) i a
Interrupted
Continuous| g
Continuous 260 -] n
Cutting MC5005 (165 — 365) 97\ 8 5 /o
i 2 e o
Cast Iron 1]
K Ductile Cast Iron K 20 = g
Interrupted 240
Cutting MC5015 (150 — 335) 30
Interrupted7
i Continuous 10
g | Heat Resistant C°”§R“°”S US905 70 s 51 (&
Alloy Interrupted (45 —95) (7]
Cutting Interrupted =

Dramatic increase in stability and wear resistance, enabled by utilising the improved
coating adhesion and crystal orientation technology.

MC6115

Outer Layer Gold colour assists easy
identification of edge use.

Il Super Nano Texture Technology
The standard Nano Texture
Technology has been improved and
developed to be an industry leading

"Super" Nano Texture
Al203 Layer

Super TOUGH-Grip

Fine Granular TiCN Layer

Outstanding wear resistance
especially at high temperatures.

Strong adhesion between the
tough coating layers.

Coating for high wear resistance.

standard for crystal growth of Al203
coatings. This Super Nano Texture
Technology increases tool life and
wear resistance due to the fine,
dense crystal growth process.

Hl Super TOUGH-Grip

The Super TOUGH-Grip layer has
finer crystal grains that enhance
the strength of the adhesion
between the coating layers.



B GRADE CHARACTERISTICS @
[
w
Substrate Coating Layer 2
Workpiece Material Grade N ) o
Hardness (HRA) Composition Thickness g
=
NEW MC6115 90.8 Accumulated TiCN-AI203-Ti Compound Thick x
|—
NEW MC6125 90.0 Accumulated TiCN-AI203-Ti Compound Thick
P Steel UE6020 90.0 Accumulated TiCN-AI203-Ti Compound Thick
MC6035 89.5 TiCN-AI203 Thick
UH6400 89.5 Accumulated TiCN-AI203-Ti Compound Thick
MC7015 90.7 TiCN-AI203-TiN Thin
US7020 90.5 TiCN-AI203-TiN Thin
M| Stainless Steel
MC7025 89.4 TiCN-AI203-TiN Thin
Us735 89.0 Ti Compound Thin
MC5005 91.0 TiCN-AI203 Thick
Qast Iron
 |Ductile Cast Iron MC5015 91.0 TICN-AI203 Thick
Heat Resistant ) .
Cast Steel MH515 91.0 TiCN-AI203 Thick
Heat A'\";I‘fy‘Sta”t US905 92.2 TICN-AI203-TiN Thin

Note 1) Hardness shows representative value of the substrate.

Reducing the effect of severe fracturing

Cracks that occur during unstable machining are
prevented due to the relaxing of the tensile stress in the
coating. MC6100 series has an 80% reduction in coating
tensile stress compared to conventional CVD inserts.

MC6125

Impact stress when interrupted cutting Cracks are generated in the
surface of coatings during

machining. They propagate
through the coating into the

* Gold colour assists easy identification of edge use.

« Achieves excellent wear resistance

Tensile Tensile
stress stress  Substrate due to the large
- Outstanding wear resistance tensile stress in the coating
especially at high temperatures. structure. This creates
] one of the main causes of
* Strong adhesion sudden insert breakage.
between the tough :
coating layers. Conventional CVD Inserts

Relaxing of the

Impact stress when interrupted cutting Tensile Stress

+ Coating for high wear resistance.

~ MC6100 series has a
Tensile  ych lower level of stress
SU€SS  than conventional CVD

coatings due to the surface
treatment. This divides the
force of impacts during

X machining and protects
MC6100 series from sudden fracturing.

Detailed information regarding each grade is g 5 i
available on the website. p p ﬁ ] A035

Tensile
stress
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TURNING INSERTS

COATED CARBIDE (PVD)

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

A

substrate.
17
'_
4
7
E B SELECTION STANDARD
z
z @TURNING
: .
. Workpiece Material |Recommended Grade Rec%rgg:a%n(drﬁ/dm(i)nu)ttmg ISO Application Range
Continuous/
120 10
VP10RT (100 = 150) ] /E L
20 S8 o
P Steel P . & \Q ‘g‘ﬁ =
30 2| \E8| 0
100 8 \g| \E
VP15TF (50 — 150) 40
Interrupted |
Continuous|
120
VP10RT (100 — 150) 10 /,_
b e
=19 ||z|w
: 100 A \E ERE8
M| Stainless Steel VP15TF (80 — 135) M % s < h;: 2 =
i 2=\
> /8
120 40 S
MP7035 (85 — 155) I N
nterrupted | =
120 Continuous]
VP10RT (100 — 150) 10 1 /E
K Cast Iron Kl | 20 E o
VP15TF 120 30 \> /l‘;
(100 — 150) b
Interrupted | >
80 Continuous! 8l /&
MP9005 (50 — 110) A 10— 218 {E &
_ -9 o (=]
. = 2\ | |z
S |Heat Resistant Alloy MP9015 (356_085) S 20 S \E ; 4(% %‘g Ei
7 =2} -
-3 (7 - W S
30 y 30 \= =\>
MP9025 (25 —45) Interrupted”

ISO Turning Inserts for Difficult-to-Cut Materials

MP9005/MP9015/MP9025 _

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

Special carbide substrate

ISO Grade Grade Concept Application
S01 MP9005 Top-quality grade focusing on wear resistance F:—:\?sali-ll:\{/leesdiisﬁnmcﬁltlﬁr{g
S10 MP9015 First recommendation for general applications Mggﬁni?gitgt?tcpﬂlt%g
S30 MP9025 Prevents severe damage for increased stability Interrugt?a?jt ~R§Zir?tt.a£(t>$|;r? %utting

A036



CERMET

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

@®NX3035 for wet cutting.
@ NX2525 for dry cutting.
i
[
7
ESELECTION STANDARD §
z
@TURNING z
Workpiece Material Clvtll(t)tg;g Recommended Grade Rec%?g:a%n(dn?/dm(i)n%ttmg 1ISO Application Range .
Continuous
Continuous 230 )
Cutting NX2525 (175 — 300) -
Q
P Steel P i ) -
20 X or]
Interrupted 220 2 o
Cutting NX3035 (170 — 285) | 3]
Interrupted z
Continuous
10
: Continuous 100 | &
M| Stainless Steel Cutting NX2525 (65— 135) M 3
20 X
4
Interrupted
Continuous
10
Cast Iron - 170 | &
= Ductile Cast Iron Finishing NX2525 (130 —210) K R
20 X
4
Interrupted

B GRADE CHARACTERISTICS

Grade Hardness (HRA)
NX2525 92.2
NX3035 91.5

Note 1) Hardness shows representative value of the substrate.

Detailed information regarding each grade is . 5 ;
available on the website. p H ﬁ ] A037

7"
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TURNING INSERTS

COATED CERMET

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

ESELECTION STANDARD

@TURNING
] ; Cutting Recommended Cutting P
Workpiece Material Mode Recommended Grade Speed (m/min) ISO Application Range
Continuous|
Continuous VP25N 270 10— > =
Cutting AP25N (200 — 345) i 0
o o 0
P Steel 20— > < N z
(=)
i = 5
Interrupted 250 -8 <
Cutting MP3025 (180 — 330) 30 | £ S
Interrupted |
Continuous|
Cast | VP25N 190 197 & &
ast Iron L |
K| buctile Cast Iron | Finishing AP25N (155 — 225) P &
20— > <
Interrupted |

Effective for production of small parts.

MP3025

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

L

;¥

’ i
¥

1

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

Substrate surface provides
excellent adhesion strength for
coating layer.

Substrate with superior fracture
resistance and thermal shock
resistance.




CEMENTED CARBIDE

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

ESELECTION STANDARD e
]
O®TURNING ®
Recommended Cuttin °
Workpiece Material Recommended Grade eC%pee% (n?/minu) 9 ISO Application Range %
=]
Continuous | L
10
P Steel uTi20T 1o p | 20
(90 —130)
b =
30 =
Interrupted '5
Continuous
10
M| Stainless Steel UTi20T 100 M | 20
(80 —115)
b =
30 S
Interrupted l:->
Continuous 2
: 120 > (=]
HTi0O5T =
(80 — 165) 10 = 5
K Cast Iron HTi10 100 k|| 20 = —
(75 —135) ls
| =
i 80 30 =-—
UTi20T =]
(60 —110) Interrupted
Continuous
10 °
N | Non-Ferrous Metal HTi10 (300530700) N 7 =
20 -
Interrupted |
MT9005 50 Continuous | g g
. RT9005 (35 —80) 10— g - 8 — ) - e
s Heat Resistant Alloy s i = = =} (=)
Ti Alloy = © |°_" ld_'J
MT9015 60 20 S\
RT9010 (35—85) Interrupted’
EMAIN COMPONENT AND APPLICATION
1ISO Main Component Characteristics Workpiece Material
WC-TiC-TaC-Co Heat / deformation resistance. Carbon steel, alloy steel, stainless steel and cast iron
K N WC-Co High rigidity and wear resistance. Cast iron, non-ferrous metals, and non-metal
S WC-Co High heat resistance and wear resistance. |Heat resistant alloy, Ti alloy
B GRADE CHARACTERISTICS
ISO Grade Hardness (HRA)
P M UTi20T 90.5
HTi05T 92.5
K HTi10 92.0
S MT9005/RT9005 92.2
MT9015/RT9010 91.8

Note 1) Hardness shows representative value of the substrate.

Detailed information regarding each grade is %ﬁm
available on the website. e
> o A039
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TURNING INSERTS

MICRO-GRAIN CEMENTED CARBIDE
(SOLID TOOLS)

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

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

ESELECTION STANDARD

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

Solid Carbide Drill

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

B GRADE CHARACTERISTICS

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

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

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

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

Finish Cutting

I

First recommendation for finishing carbon steel and
alloy steel

Controls chip clogging during high-feed cutting and prevents chips of
soft workpiece materials from running onto their surfaces.

Large rake angle suppress chatter vibration and deformation in
machining of low rigidity workpiece material.

Carbon Steel « Alloy Steel
4

€3
£,
Q.
@1
0701 03 05
f (mmirev)

c
S| 8
5 § Breakaer:dName ST Cross Section
E— a) .
= |§ Picture EEmEy
<
Corner

20"&'\/_#
20°7~ Flank

CNMG120408-FP

. . A . C
- First recommendation for finishing carbon steel and ~ Cabon Steel - Alloy Steel | ormel
alloy steel - 8
P (S Stable chip control even at small depths of cut. E?
AT EEN g1 1200 F1ank
= :
07701020304
f (mmirev) CNMG120408-FH
. . A . i o Corner
Alternative chip breaker for finishing mild steel M|I;i Steel 16 ﬁ\ﬁ
Stable chip control even at small depths of cut. £
Sharp edge gives best performance. i 2 Flank
o 1 L__\; BGW

077010203 04

f (mmirev) CNMG120408-FS
. . A . i Corner
First recommendation for finishing mild steel M"s Steel 15°;>’\/—ﬁ
Effectively controls adhesive chips. =
Suitable for mild steel finishing. E?2 Flank
oy o7—_0.2 mm
© [ 15
0 "0.10203 04
f (mmirev) CNMG120408-FY

Alternative chip breaker for finishing difficult-to-cut
materials

Ideal for heat resistant alloys and titanium alloys.

The sharp edge produces good cutting surface.

The curved edge allows smooth chip discharge.

Difficult-to-Cut Materials

3

£

S

07701020304
f (mm/rev)

Corner

CNGG120404-FJ

Chip breaker for precise finishing

A narrow lead chip breaker for good chip control.
The sharp edge produces a good surface finish.

Carbon Steel « Alloy Steel

3

E>
S

0701020304
f (mm/rev)

Flank

14°r— —

TNGG160404R-FS

Chip breaker for finishing

Lead chip breaker controls chip flow.
The sharp edge produces a good surface finish.

Carbon Steel « Alloy Steel

o
0701020304
f (mm/rev)

Flank

14°1>’\/—

TNGG160404R-F

Light Cutting

First recommendation for light cutting of carbon steel
and alloy steel

Stable chip control at light cutting range.
The curved edge allows smooth chip discharge.

Carbon Steel « Alloy Steel

4
€3

E»

a | |
© \!‘vh
0701 03 05
f (mm/rev)

0.1 mm Corner
15°

Flank

0.2 mm
110M

CNMG120408-LP

First recommendation for light cutting of stainless
steel

Stable chip control at light cutting range.
Breaker with high rake angle provides excellent burr control.

Stainless Steel
4

€3
£
Q
@1 T
0701 03 05
f (mm/rev)

15° 0.50 mm . Corner

CNMG120408-LM




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
(o] O A oo & | © |Ea
CNMG_FP DNMG_FP SNMG_FP TNMG_FP VNMG_FP WNMG_FP
= ; Py
o & A
- f"‘* \ F- _b‘ N
3 A ;
© A081 © A089 © A095 © A102 © A106
SNMG_FH TNMG_FH VNMG_FH WNMG_FH

@ A075

© A074 © A081 © A089 © A095 © A102 © A106
CNMG_FS DNMG_FS SNMG_FS TNMG_FS VNMG_FS WNMG_FS -
© A074 © A081 © A089 © A095 © A102 © A106 I\/_
CNMG_FY DNMG_FY TNMG_FY WNMG_FY -
© A074 © A081 ,\/_/_
CNGG_FJ DNGG_FJ VNGG_FJ -
&7 =
© A081 © A102 l\/_
-tk - RILFS
-~
i [
© A095
TNGG_R/L-F | VNGG_RI/L-F -
© A095 © A102 ,\/_
DNMG_LP SNMG_LP TNMG_LP VNMG_LP WNMG_LP -
© A074 © A082 © A089 © A096 © A102 © A106 ’\ﬁ
CNMG_LM DNMG_LM VNMG_LM WNMG_LM -

TNMG_LM

© A096
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

A
5|8
0 8|5 Breaker Name Cross Section
e L5 and Features Cenme
i = ° Picture ry
(7]
2 <
) First recommendation for light cutting of cast iron Caft Iron Flank
E Ngrrow positive land provides low cutting resistance and excellent T3 —— 15° 0.15 mm
=) finish. Eo had
= 8111 ,,
T 1 6
0 01 03 05
f (mmirev) CNMG120408-LK
First recommendation for light cutting of Heat Resistant Alloy 20 04mm - Corner
difficult-to-cut materials 4
Alternative chip breaker for light cutting of stainless steel £ °
=2 o
Enhanced chip disposal for depths of cut smaller than the corner R. g, 20 0.6 mm Flank
0 01 03 05
f(mmirev) CNMG120408-LS
. . . . . ° Corner
Alternative chip breaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 15v
and alloy steel =3
.
e Can be used at low depths of cut and high feed rates. £, 0.2mm Flank
The curved edge allows smooth chip discharge. &1 15° = an
Recommended for workpieces in the 160—250HB range. 001 03 05
f (mmirev) CNMG120408-SH
Alternative chip breaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 25°§1Fm:ﬁrﬁr/_
and alloy steel =3 10°
Superior chip control at small depths of cut. Es 2507~0.34mm Flank
Covers copying and back turning with wavy edge. &1
Recommended for workpieces in the 200—300HB range. 0 01 03 05 8
f (mmirev) CNMG120408-SA
. . . . . o C
> Wiper insert for light cutting of carbon steel, alloy steel, Carbon Steel - Alloy Steel 18 .13 m - Corner
£ stainless steel and cast iron =3 [ 1] 7
8 In comparison to conventional chip breakers, the surface finish is ) —{ 15mm  Flank
3 maintained even if the feed per revolution is doubled. &1 18 =
_5) Wiper design for increased productivity and improved surface finish. 0 01 03 05 7
f (mm/rev) CNMG120408-SW
. . . . . i Corner
First recommendation for light cutting of mild steel ~ Mild Steel 10°M
Effectively controls adhesive chips. €3
Suitable for mild steel light cutting. £ Flank
&1 0.2 mm
10°
0 01 03 05
f(mmirev) CNMG120408-SY
. . . . ceen . o c
Alternative chip breaker for light cutting of Difficult-to-Cut Materials 13 omner
difficult-to-cut materials =3
Ideal for heat resistant alloys and titanium alloys. Eor—1—T—"T711 Flank
The sharp edge produces a good surface finish. S «['_'_‘ 9° an
The curved edge allows smooth chip discharge. 0701 03 05
Excellent notch wear resistance for light to medium cutting. f (mm/rev) CNMG120408-MJ

- . o Corner
Alternative chip breaker for light cutting of Difficult-to-Cut Materials 13
difficult-to-cut materials 23

Double-sided chip breaker, Single sided chip breaker (D type, Vtype). £,
Q

The sharp edge produces a good surface finish. 1 {:’_‘ g° Flank
Ideal for heat resistant alloys and titanium alloys. 0701 03 05
The curved edge allows smooth chip discharge. f (mmirev) CNGG120408-MJ
: ; ; Carbon Steel « Alloy Steel
Chip breaker for Light cutting 4 y Flank
Parallel chip breaker. €3 0.25 mm
Excellent chip control at low to medium feed rates. £, 14° T—
&1
0 01 03 05
f (mmirev) TNGG160404R-K

A044



@ A097

Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
A 7 B O [t
CNMG_LK DNMG_LK SNMG_LK TNMG_LK VNMG_LK | WNMG_LK -
@ A075 © A082 © A089 © A096 @ A103 @ A107 M
CNMG_LS DNMG_LS TNMG_LS VNMG_LS WNMG_LS -
@ A075 © A082 © A096 @ A103 @ A107 [\J
CNMG_SH DNMG_SH SNMG_SH TNMG_SH VNMG_SH | WNMG_SH -
S ;“V A
V'~ =N
T P
@ A075 © A083 © A090 © A096 I\/_
CNMG_SA DNMG_SA SNMG_SA TNMG_SA VNMG_SA WNMG_SA -
A <7
©A075 © A083 © A090 © A096 © A103 O A107 I\/_/_
TNMX_SW WNMG_SW -
A5
_
@ A075 © A083 @ A097 @ A107 I-\/
CNMG_SY DNMG_SY SNMG_SY TNMG_SY WNMG_SY -
© A075 © A083 @ A090 @ A097 @ A107 ,\/_
CNMG_MJ DNMG_MJ TNMG_MJ VNMG_MJ WNMG_MJ -
© A075 © A083 @ A097 @ A103 @ A107 ’\/_
CNGG_MJ DNGM_MJ VNGM_MJ -
© A103 ’\/_
e CRLK
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c
S|8
% | S | Breaker Name Cross Section
L5 and Features Cenme
gl s Picture v
<|F
. . . . . Corner
First recommendation for medium cutting of carbon steel ~ Carbon Steel - Alloy Steel 15°,$5';'L/_/—
and alloy steel —4 1
L
Suitable for medium to light cutting. E3[] ||
Breaker geometry appropriate for copying and back turning. %f - = 11° 0.2 mm Flank
Cutting edge geometry for an optimum balance of sharpness and 007 03 o5 W
fracture resistance. ’ : .
f(mmirev) CNMG120408-MP
First recommendation for medium cutting of stainless steel ~ Stainless Steel gy B mm Comer
Optimised land geometry by simulation analysis technology controls 5 [ 11
the plastic deformation of the corner and achieves the long tool life. E_ 1
o3[ N 0.3 m Flank
g T 10°
0057030507
f(mmirev) CNMG120408-MM
First recommendation for medium cutting of cast iron Ca:t Iron Flank
Optimum balance between sharpness and high edge strength T4 15° 0.25 mm
for general use. E3 1] |
Q2 [ |
[ 11 3°
0701 03 05
f (mmirev) CNMG120408-MK
. . . . ifficult-to- i 0.5 mm
First recommendation for medium cutting of D'fg'cun to-Cut Materials Corner
difficult-to-cut materials, 24 ‘
Alternative chip breaker for medium cutting of £301 0.5mm  Flank
stainless steel. GRS =
A large two-step rake corner creates chips without squeezing and entangled shapes. 001 03 05
Applicable to MP9005, MP9015, MP9025, MT9015 f (mmirev) CNMG120408-MS
=2 . . . . i o
£ Alternative chip breaker for medium cutting of Stas'”'ess Steel 25°[05 mm Corner
£ stainless steel and difficult-to-cut materials 24 L L] 15
o . £ L
M The sharp edge gives best performance. =2 | . 0.5
g Flat top breaker shape offers high edge strength. %f — l: 25 mm - Flank
E Applicable to grades other than MP9005, MP9015, MP9025, MT9015 0701 03 05 15°
= f(mmirev) CNMG120408-MS
Alternative chip breaker for medium cutting for castiron ~ ©2St 'ron‘ - Flank
Breakers are suitable for a wide range of applications. €5 ‘ 15° 0.25 mm
Maintenance of high stability by the flat-land. ‘E_ 3 H
@ ——
1 [ 11
001030507
f (mm/rev)

CNMG120408-GK

Alternative chip breaker for light to medium cutting of
stainless steel

Alternative chip breaker of main chip breaker LM and MM.
Excellent notch wear resistance for light to medium cutting.

Stainless Steel

ST
T4
E3[] I
Q2 ,:
@ 1T
0 01 03 05
f (mm/rev)

250 5mm Corner
25° 1~ 05mm piani
15°

CNMG120408-GM

Multi-assist chip breaker

Ideal for general cutting applications.
Positive land provides sharp cutting action.

Carbon Steel « Alloy Steel
5 \

H

0.1 03 05
f (mm/rev)

ap (mm)

=4
3
2
1
0

-

22° .2 mm
6°

Flank

CNMG120408-MA

Alternative chip breaker for medium cutting of carbon steel
and alloy steel

Flat land offers high edge strength.
Good chip control with suitable chip pocket.

Carbon Steel « Alloy Steel

2

1 [T

0701 03 05
f (mm/rev)

16°7—0:35mm  Flank

CNMG120408-MH




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
d
e A |7 B O |
CNMG_MP DNMG_MP SNMG_MP TNMG_MP VNMG_MP WNMG_MP
. /(JS'\_ : : P / 3 P—
] ==
© A076 © A084 © A090 © A097 © A103
CNMG_MM DNMG_MM SNMG_MM TNMG_MM VNMG_MM WNMG_MM
/‘!’x\
Aty
Cmmy
i
© A076 © A084 © A090 © A097 © A103 © A108
CNMG_MK DNMG_MK SNMG_MK TNMG_MK VNMG_MK WNMG_MK
© A076 © A084 © A091 © A097 © A104 O A108
SNMG_MS VNMG_MS WNMG_MS
© A084 © A091 © A104 © A108
DNMG_MS SNMG_MS VNMG_MS WNMG_MS

© A084 © A091 © A104 ©A108
DNMG_GK | SNMG_GK VNMG_GK | WNMG_GK
© A085 © A091 © A098 © A104 ©A109
DNMG_GM | SNMG_GM | TNMG_GM | VNMG_GM | WNMG_GM
O A077 © A085 © A091 © A098 © A104 ©A109
DNMG_MA | SNMG_MA | TNMG_MA | VNMG_MA | WNMG_MA

CNMG_MA

© A077 © A085 © A091 © A098 © A104 © A109
SNMG_MH | TNMG_MH | VNMG_MH | WNMG_MH
© A098
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

welding and abrasion at low speed cutting.

f (mm/rev)

c
S|8
8|S Breaker Name Cross Section
2| § and Features Geomet
ol ) Picture e
<|F
- Alternative chip breaker for medium cutting of carbon steel Ca;b°" Steel - Alloy Steel 1507023 mm  Corner
and alloy steel ~
€
| Flat land offers high edge strength. Es3
j‘ Flat top breaker shape offers high edge strength. %? Bl 15° Z5mm  Flank
f (mmirev) CNMG120408
- Wiper insert for medium cutting carbon steel, alloy 0" Steel * Alloy Steel 490 -0.23 mm Corner
steel, stainless steel and cast iron =4 []
Ii& Zhe.(\;vipir. aIIowi Lip to twot timr?s higher feed. ig L] 1go7—03mm  Flank
— wide chip pocket prevents chip jamming. ®
= pp p Pj g 1 I EF;/
0701 03 05
ftmmirev) CNMG120408-MW
o M i
£ - Alternative chip breaker for medium cutting of Sti‘”'ess Steel Flank
= stainless steel 24
o L= Good balance of edge strength and sharpness. E3[ 1] E 15° 0.16 mm
S & Right- or left-hand breaker for unidirectional chip control. %f ‘ br\_/
° 0701 03 05
s f (mmirev) TNMG160404R-ES
- Alternative chip breaker for medium cutting of carbon steel ~ Carbon Steel - Alloy Steel Flank
and alloy steel T4
& g Good balance of edge strength and sharpness. ig 14° 9.2.mm
Right- or left-hand breaker for unidirectional chip control. ©
u Precision chip breaker. 0 01 03 05
! f (mmirev) TNMG160404R-2G
H P Carbon Steel « Alloy Steel
- Medium cutting 5 Flank
Parallel chip breaker. 4 0.25
© Good chip control for medium feed rates. ig 4o L2 M
P— ®©
f (mmirev) TNGG160408R
- First recommendation for rough cutting of carbon steel Ca;b"" Sie‘e"'A”w Steel 3 0-33mm  Corner
and alloy steel 51 ]
L For interrupted cuts and removing scale. ZE 3 L] 'z 0.33 mm
Good balance of cutting edge strength and low cutting resistance o ] ’ Flank
because of suitable rake angle. (1) 0.1 0‘3‘0“5 0.7
f (mmirev) CNMG120408-RP
- First recommendation for rough cutting of stainless ~ S'2less Steel 032mm  Corner
steel 51 N
) ) ) g5 ]
Exc.:ellent fracture re&stance.at interrupted cutting due to the =3 H 032mm  Flank
g, optimum land angle and honing geometry. © ; [ 6°
B 001030507
3 " f (mmirev) CNMG120408-RM
< . . . .
> - First recommendation for rough cutting of cast iron  Cast lIron Flank
7
nc:’ Seating surface and wide land 3 or more times that of conventional 25FH ‘ i 15° 0.35 mm
products and provides high cutting stability for interrupted machining € ~ [ :
and scale removal. & == S
1 [ 11
001030507
f (mmirev) CNMG120408-RK
- First recommendation for rough cutting of difficult- Difficult-to-Cut Materials g5 0-2mm  Corner
to-cut materials T 107 j\
Alternative chip breaker for rough cutting of stainless £5
steels a3 2ge2:2mm  Flank
[
Positive land increases welding resistance and suppresses chi 1 I o
v PP P 001030507 10

CNMG120408-RS




Rhombic 80°

Rhombic 55°

Square 90°

©

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

SNMG

B
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THMERILES RILES
© A099 |—¥/_
e RS RL2G
A
© A099 |_\/_
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© A086 © A092 © A099 © A105 ’\/_
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© A078 © A086 © A100 © A109 l_;/_
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

Application

Tolerance

Breaker Name
and
Picture

Features

Cross Section
Geometry

Low cutting resistance due to positive land and curved edge.
Teardrop dots improve chip control without increasing cutting resistance.

®

2 [T
002061014
f (mm/rev)

- Alternative chip breaker for rough cutting of carbon Carbon Steel * Alloy Steel  4g. 32mm  Comer
steel, alloy steel and cast iron = TH
5 [
For interrupted cuts and removing scale. E 3 ] [ . 0.32mm Flank
o A combination of wide land and a large chip pocket allows high feed rates. & ; 1] ’: 18 DF‘;/—
c [ 11
] 001030507
£ f (mmirev) CNMG120408-GH
= . )
g - Alternative chip breaker for rough cutting of difficult- D'fgcu't'to'C”t Materials 4go—0.15mm  Corner
& to-cut materials T
€
/ N Excellent balance‘ of eldge sharpness apd strength. =3 ..045mm Flank
Edge geometry with high face wear resistance. © ] ] 18
\ 1L
001030507
f(mmirev) CNMG120408-GJ
- First recommendation for heavy cutting of carbon steel Carbon Steel * Alloy Steel 230 0.43 mm Corner
and alloy steel 14 ]
. Covers the medium range of the heavy cutting region. E oL L 0.52
b Owing to the straight edge and chamfer, o 6] 21° mm Flank
it gives a balance of sharpness and strength. ® o, TTT1
Variable land and a wavy chip breaker for good chip control. 002061014
f (mmirev) CNMM190616-HX
- First recommendation for heavy cutting of stainless  Stainless Steel
steel 8 HH H
. . . 6T H
at Alternative chip breaker for heavy cutting of carbon £ W=sn 150 0.34 mm
. steel and alloy steel e - Dﬁi
i @
Low resistance due to narrow flat land. 0 HH
; ; ; ; m 01,03 0.5 0.7
Achieves high chip breaking ability. £ (mmirev) CNMM190616-HL
- Alternative chip breaker for heavy cutting of carbon Carbon Steel * Alloy Steel
steel and alloy steel 14 9
High cutting edge strength. g 0 . 0.58 mm
Excellent chip discharge even with high feed and high depth of cut. = 8HH HH 20°
2 ® 2 il
= 00206101418
=] f (mm/rev) CNMM250924-HR
©1M
E - Alternative chip breaker for heavy cutting of carbon steel Ca:a"“ Steel - Alloy Steel - 20° 068 mm Corner
g and alloy steel = ]
10
Covers the upper end of the heavy cutting region. £ 6 L . Flank
Wide land and large chamfer offer high edge strength. & O 20 0.68 mm an
A wide chip breaker prevents chip jamming. % 0206 1.0 14
f (mmirev) SNMM190616-HV
- Alternative chip breaker for heavy cutting of carbon steel ~ Carbon Ste‘e" "A”°y Steel 22°[~042mm Corner
and alloy steel = o HEEE 6°
Covers the lower end of the heavy cutting region. E 6 ] [
Q.

22° 0.42 mm Flank
&

CNMM190616-HZ

Alternative chip breaker for heavy cutting of carbon steel
and alloy steel and stainless steel

Flat land provides outstanding balance between cutting edge
strength and sharpness.

Car
1

€1

Q
©

T
N
11
£ - -
° 77@777
2 TTT

bon Steel « Alloy Steel
4

0

002061014 1.8

2
f (mm/rev)

16 0.32 mm

|

CNMM190616-HM




CNMM_HM

SNMM_HM

Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
= L\ | <57 O\ @ |
CNMG_GH DNMG_GH SNMG_GH TNMG_GH WNMG_GH -
=3
-~ u
© A079 © A087 © A093 © A110
CNMG_GJ DNMG_GJ WNMG_GJ -
© A079 © A087 |_\_/
CNMM_HX SNMM_HX -
© A079 © A093 (\
CNMM_HL DNMM_HL TNMM_HL -
© A079 © A087 © A093 r\
CNMM_HR SNMM_HR -
© A080 © A093 r\
CNMM_HV SNMM_HV -
© A080 © A093
CNMM_Hz DNMM_HzZ SNMM_HZ TNMM_HzZ -
l"’-— s e -“i
© A080 © A087 © A094 ’\
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TURNING INSERTS

A052

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

=
S|8
% | & | Breaker Name Cross Section
L5 and Features Cenme
= |§ Picture v
<
First recommendation for heavy cutting of castiron ~ Castlron ‘
Flat Top. £ 5 0°
Most effective for unstable machining due to its high edge strength. £ .M !
M 3
Q.  ——
© 17
g 1 [ 11
= 001030507
- f (mmirev) CNMA120408
©
(g For heavy cutting of cast iron Castlon
w Flat Top. E 5 L
G Most effective for unstable machining due to its high edge strength. i 3 [ '
Can be used on workpieces requiring close tolerances due to G class © ] 1
insert tolerance. 0701 0‘.3‘0‘.5 0.7
f (mmirev) DNGA150408

5° POSITIVE INSERTS WITH HOLE

[
0 01020304
f (mmirev)

=
S8
b= Breaker Name .
.8 § and Features Crgss Sect:tlon
53 Picture eometry
<|F
- First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel Corner
alloy steel and mild steel 3
€
Breaker protrusion at the corner tip controls chips even at small EZ2 Flank
‘ depths of cut. S 6°
) Maintains the edge strength at the corner and prevents sudden fractures. 0 010203 04
i cviniel f(mmirev) VBMT110304-FP
- First recommendation for finishing stainless steel Stainless Steel . Corner
3
Breaker protrusion at the corner tip controls chips even at small T
M depths of cut. E?
= \ Maintains the edge strength at the corner and prevents sudden fractures. g1 6° Flank
= - 0704102 03 04
3 fmmirev) VBMT110304-FM
< . . N . Corner
° - First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel 1a°j>‘\/_
iE alloy steel, mild steel and stainless steel = 3
Suitable for low depths of cut and low feed rates. g 2
Sharp cutting edge and low resistance design achieves excellent cutting @ 1 8° Flank
performance. 07010203 04
f (mmirev) VBMT110304-FV
- Finishing Carbon Steel * Alloy Steel
3
Lead chip breaker controls chip flow. £, Flank
G Sharp cutting edge gives a good surface finish. i 13°]>\\ﬁ
‘ o 1

VBGT110304R-F




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
Breaker Name
and
- Flat Top(M)
© A110
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round
, Breaker Name
and
[ Cross Section
VBMT_FP
© A142
VBMT_FM

h

© A142

VBMT_FV

-

© A142

VBGT_R/L-F

\

© A142

WBGT_R/L-F

© A150

LIROROR S
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

c
S|8
|G Sieahea bl Cross Section
L5 and Features Geomet
ol ) Picture ry
<|F
First recommendation for light cutting of carbon Carbon Steel « Alloy Steel Corner
steel, alloy steel and mild steel 3
€
Sharp cutting edge due to a large rake angle. £? Flank
Prevents welding of the insert and controls white turbidity of the surface finish. & 1 g° an
Breaker protrusion suitable for depth of cut area achieves a wide 0 010203 04
range of chip control. f (mm/rev) VBMT110304-LP
First recommendation for light cutting of stainless Stainless Steel qge . Corner
steel _3
€
Sharp cutting edge due to a large rake angle. E? Flank
220 Prevents welding of the insert and controls white turbidity of the surface finish. & 1 _ o an
= 3 Break i itable for depth of hi id 8
£ . e real erfprgtrusmn suitable for depth of cut area achieves a wide 07010203 o4
=
s " _ range of chip control. f (mm/rev) VBMT110304-LM
o
£ - First recommendation for light cutting of Difficult-to-Cut Materials _ ,  Corner
2 difficult-to-cut materials 3
€
Prevents welding of the insert and controls white turbidity of the E? Flank
; surface finish. S 8° ank
0 0102 03 04
f (mmirev) VBMT110304-LS
- Alternative chip breaker for carbon steel, alloy stee] ~ ©2P0n Steel - Alloy Steel . Corner
and stainless steel 22
j Large rake angle provides sharp cutting action. i 2 Flank
SN A peninsular dot ensures chip control at depths of cut under Tmm. @1 [ 8° ;5( /
——
L Y Yy %
f(mmirev) VBMT110304-SV
- First recommendation for medium cutting of carbon  Carbon Steel - Alloy Steel . 0.1 mm Corner
steel, alloy steel and mild steel 3 ‘ ‘
€
Good balance of wear resistance and fracture resistance because of E2
X a o, 0 mm Flang
‘ the flat land cutting edge. @ 1 ] 25
A wide chip pocket controls increasing of the cutting resistance and 0
W | reduces vibration and chip jamming even at large depths of cut of'1 02 03 04
’ (mmirev) VBMT160404-MP
- First recommendation for medium cutting of Stainless Steel 0.1mm Corner
stainless steel _3 L ‘
€
Good balance of wear resistance and fracture resistance because of E2
X a o, 0 mm Flangk
- . the flat land cutting edge. @ 1 1 25 I~
- A wide chip pocket controls increasing of the cutting resistance and 0 01020304
reduces vibration and chip jamming even at large depths of cut. f (mmirev) VBMT160404-MM
2 First recommendation for medium cutting of cast iron Cast Iron
k=l Flank
= Optimum balance between sharpness and high edge strength = 8 ‘ ‘
o M for general use. E2 0.1 mm
£ o, L 25°%[ _
5 @ 1
I 0 0.1 0203 04
= f(mmirev) VBMT160404-MK

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

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

Difficult-to-Cut Materials

3

(mm)

1

ap

0

N

0.1 0.2 0.3 0.4
f (mmirev)

0.1 mm Corner
25° .

250 0.1 mm Flank

VBMT160404-MS

IDEDE

\

Alternative chip breaker for medium cutting of
carbon steel, alloy steel and stainless steel

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

Carbon Steel * Alloy Steel

3

E2
Q
g

0

N

—

0.1 0.2 03 04
f (mm/rev)

0.1 mm Corner

25
250 0.1 mm Flank —
VBMT160404




Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VBMT_LP

=87

© A142

VBMT_LM

© A142

VBMT_LS

- o

@ A143

VBMT_SV

© A143

VBMT_MP

=87

© A143

VBMT_MM

© A143

VBMT_MK

&

© A143

VBMT_MS

&

© A143

VBMT

© A143
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

f (mmirev)

c
S8
w5 SEENEr NETE Cross Section
S| e and Features Geomet
3|3 Picture ry
<|F
. . . . . Corner
- Alternative chip breaker for medium cutting of carbon  Carbon Steel - Alloy Steel 4go ~,0.1 mm
steel, alloy steel, mild steel and stainless steel - 3 L ‘ 8°
A positive insert with a large rake angle achieves sharp cutting edge £? 0.4 mm Flank
performance. &1 I 18° ="
_ The double breakers and round-shaped dots in the rake face achieve 0701020304 8
" a wide range of chip discharge. f (mmirev) VBMT160404-MV
- Alternative chip breaker for medium cutting of carbon  Carbon Steel « Alloy Steel 550 -0.16 mm Corner
steel, alloy steel, mild steel and stainless steel = 3 L ‘ 8°
‘ A positive insert with a large rake angle achieves sharp cutting edge £? Flank
22 performance. &1 || 200 3216 mm Flan
The double breakers and round-shaped dots in the rake face achieve 001020304 8°
a wide range of chip discharge. f(mm/rev) WBMTL30204R-MV
o . . . . .
£ - Chip breaker for medium cutting of automatic lathe Carbon Steel « Alloy Steel Flank
£ machining _3 an
) . £ 30°
o A wide lead chip breaker. E?
S Insert designed for low resistance chip control. &1 —
I 001020304
= f(mmirev) VBET1103V3R-SR
- Chip breaker for medium cutting of automatic lathe ~ Carbon Steel - Alloy Steel Flank
machining = ] an
E A parallel chip breaker. \i 4 - 20
A Excellent chip control for low to medium feed rates. © 2 ]
| e o
f(mmirev) VBET1103V3R-SN
- Chip breaker for medium cutting of automatic lathe ~ Carbon Steel - Alloy Steel Flank
machining - H an
A parallel chip breaker. \E_ 4 - 20
A Excellent chip control for low to medium feed rates. o 2|\[ ]
— The wiper produces good cutting surface. 0071 03
f(mmirev) VBET1103V3RW-SN
< - Chip breaker for Heavy cutting of cast iron Cast Iron
3
:—_" Flat top. € 0°
1M Most effective for unstable machining due to its high edge strength. E2 !
(&S] S 4
P T T
IE 0 01020304

VBMW160408




p

Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round

Breaker Name
| St

VBMT_MV

=&

© A143

TURNING INSERTS

WBMT_R/L-MV
=g

© A150

VBET_R/L-SR

.

© A144

VBET_R/L-SN

==

© A144

VBET_R/LW-SN

==

© A144

VBMW

<

© A144
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

A
S| 8| Breaker N
= reaker Name )
S| & and Features Cross Section
=15 : Geometry
= © Picture
<

First recommendation for finishing carbon steel, alloy Carbon Steel - Alloy Steel & Corner
steel and mild steel 3

Breaker protrusion at the corner tip controls chips even at small depth E 2 Flank
of cut. 94 6°

Maintains the edge strength at the corner and prevents sudden fractures. 0 I_oﬁ‘z 03 04

f (mmirev) CCMTO09T304-FP

TURNING INSERTS

First recommendation for finishing stainless steel Stainless Steel & Corner

Breaker protrusion at the corner tip controls chips even at small depth z 3

of cut. E?2 Flank

Maintains the edge strength at the corner and prevents sudden fractures. & 1 6°M
0 01020304

f (mm/rev) CCMTO09T304-FM

- First recommendation for finishing difficult-to-cut Difficult-to-Cut Materials 14 Corner
materials _3
€
Ideal for heat resistant alloys, titanium alloy and Cobalt chromium alloys. £ 2 Flank
The sharp edge produces a good surface finish. g1 9°
The curved edge allows smooth chip discharge. 001020304
f (mmirev) CCGTO09T302M-FS
G
- First recommendation for finishing titanium alloys Titanium alloys 14eqﬁi""‘e’/
3
Ideal for titanium alloys and Copper alloys. T
) \ The sharp edge produces a good surface finish. £2 Flank
The curved edge allows smooth chip discharge. &1 o°
. Lapping of the top surface gives a mirror finish for improved welding 0 01020304
resistance. f (mmirev) CCGT09T302M-FS-P
o Alt i i inishi Carbon Steel + Alloy Steel 1ge Corner
- ernative chip breaker for finishing carbon steel, Y 18
E= alloy steel, mild steel and stainless steel 3
S €
o ,/! Suitable for low depths of cut and low feed rates. £?
-E, ',./"- N Sharp cutting edge and low resistance design achieves excellent cutting g1 Cﬁ 8° M
£ performance. 0071020304
L f (mm/rev) CCMTO09T304-FV
b (o]
Alternative chip breaker for light cutting of carbon steel Carbon Steel - Alloy Steel 4g- ome
and alloy steel 3
[ A R E— —
Chip control is improved by having a chip breaker geometry E? Flank
suitable for copying. g1 o ﬁ /
pying © — 8
0 010203 04

f (mm/rev) XCMT150304-SVX

Alternative chip breaker for finishing difficult-to-cut Difficult-to-Cut Materials 4404 COrner
materials 3

€
Ideal for heat resistant alloys and titanium alloys. E?2

o Flank
The sharp edge produces a good surface finish. g1 9
The curved edge allows smooth chip discharge. 001020304

f (mmirev) CCGT09T302-FJ

iWibil

Chip breaker for for aluminium alloy Aluminium Alloy

The high rake angle and 3D curved cutting edge provides sharpness €3 28°
at the cutting point. E o
Additionally the 3D shape of the rake face enables excellent chip control. & 4 —
Lapping of the top surface gives a mirror finish for improved welding
resistance.

Flank

z

0701 03 05
f (mm/rev) DCGT11T304-AZ

Chip breaker for finishing Carbon Steel « Alloy Steel Flank
3
Lead chip breaker controls chip flow. T

Sharp cutting edge gives a good surface finish. E?2 17
Al

0 01020304
f (mmirev) CCGT03S102L-F

o

A058
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Cross Section
v &=
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© A114 ©A124 r/_
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Q
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et R
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~ . . .
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

Wiper insert for light cutting of carbon steel,

alloy steel, mild steel and stainless steel 3
€
In comparison to conventional chip breakers, the surface finish is EZ?
maintained even if the feed per revolution is doubled. g1
Positive land improves sharpness. 0

Carbon Steel « Alloy Steel

0.1 02 0.3 04
f (mm/rev)

c
S8
= || 2| B NEmE Cross Section
Q|2 and Features (e
52| Picture vy
<|F
- Chip breaker for finishing Carbon Steel « Alloy Steel Flank
an
Lead chip breaker. T 8
Excellent chip control at low feed rates. £? 15
o &
;..% 001020304
= f (mm/rev) WCGT020104R
(&] GlH——
_'E; NEW Chip breaker for finishing Carbon Steel + Alloy Steel, Stainless Steel, Difficult-to-Cut MaterialsF anik
c 3 an
i Lead chip breaker controls chip flow. £,
The sharp edge produces a good surface finish. E 15°
S
0701020304
f (mmirev) DCGT11T301MR-SRF
- First recommendation for light cutting of carbon steel, Carbon Steel + Alloy Steel 1go . COrner
alloy steel and mild steel 3 \‘—’
- Sharp cutting edge due to a large rake angle. E 2 Flank
% Prevents welding of the insert and controls white turbidity of the surface finish. 21 8°
[ ——— Breaker protrusion suitable for depth of cut area achieves a wide range o
_ of chip control. Of'1 0-2 0.3 04
(mmirev) CCMTO09T308-LP
- First recommendation for light cutting of stainless steel Stainless Steel 1ge~Corner
Sharp cutting edge due to a large rake angle. _3 ‘
M N Prevents welding of the insert and controls white turbidity of the surface finish. g 2 Flank
!g’? i Breaker protrusion suitable for depth of cut area achieves a wide range 2 1 — 8°
3 of chip control. 0
_ 0.1 02 03 04
f (mmirev) CCMTO09T308-LM
- First recommendation for light cutting of Difficult-to-Cut Materials ., Corner
difficult-to-cut materials 3 J>\‘—/
€
Prevents welding of the insert and controls cloudy surface of the surface £ 2 Flank
finish. S g°
077010203 04
f (mmirev) CCMTO09T308-LS
= - First recommendation for light cutting of Difﬁcult-tO-CUt Materials 12°1>‘(3'"er/—
s difficult-to-cut materials ~ 4
€
3 Ideal for heat resistant alloys, titanium alloys and Cobalt chromium alloys. £ » \ Flank
z Parallel cutting edge. B 6
K=l Achieves stable chip control in a wide range of areas from low to medium ¢ 553" 45
5 ) . .
G depths of cut. f (mm/rev) CCGT09T304M-LS
- First recommendation for light cutting of titanium alloys T“j”ium alloys 12°]>‘c\°mer/—
Ideal for titanium alloys and Copper alloys. T3
Parallel cutting edge. i 2] Flank
_ Achieves stable chip control in a wide range of areas from low to medium « 1 6°
depths of cut. 0 01 03 05
Lapping of the top surface gives a mirror finish for improved welding resistance. f (mm/rev) CCGT09T304M-LS-P
- Alternative chip breaker for light cutting of carbon steel,  Carbon Steel + Alloy Steel 4go—_COrner
alloy steel, mild steel and stainless steel 3 ‘_
€
Large rake angle provides sharp cutting action. EZ2 Flank
\ A peninsular dot ensures chip control at depths of cut under 1mm. g1 [ 8° — an /
07010203 04
M f (mmirev) CCMHO060204-SV

20° 0.12mm Corner
12°
Flank
5

CCMT09T304-SW
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©A125 v/—
CCMT_LP | DCMT_LP | SCMT_LP | TCMT_LP | VCMT_LP -
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\
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

A
5| @
o= o
» w5 Eliezbl 1 lTE Cross Section
2 S| @ and Features Geomet
i 3|3 Picture ry
(7] <|F
=z
) = - Chip breaker for light cutting of automatic lathe Cagbon Steel - Alloy Steel
= = machining = Flank
n=: 8 © v A parallel chip breaker. E* 14°
= = e Excellent chip control at low feed rates. 2|
f (mmirev) CCGT09T302R-SS
- First recommendation for medium cutting of carbon Carbon Steel * Alloy Steel ., 0.1mm Corner
steel, alloy steel and mild steel 3 ‘ ‘
f ~ Good balance of wear resistance and fracture resistance because of E 2 Flank
I A the flat land cutting edge. 2 t— 18° 04 mm
A wide chip pocket controls increasing of the cutting resistance and
0 0102 03 04

reduces vibration and chip jamming even at large depths of cut.

|
| YUY o) CCMTO09T308-MP
- First recommendation for medium cutting of stainless Stainless Steel 1go -2 mm Corner
steel 3 L ‘
P Good balance of wear resistance and fracture resistance because of E 2 0.4 Flank
! e the flat land cutting edge. 2 &’7 1ge ~2: 1 mm
[ A wide chip pocket controls increasing of the cutting resistance and
*_ reduces vibration and chip jamming even at large depths of cut. 0 Oflm?f/re?/')s 04 CCMT09T308-MM
- First recommendation for medium cutting of cast iron Cast Iron Flank
Optimum balance between sharpness and high edge strength T 3 ‘ ‘ an
N for general use. £2 0.1 mm
s || L 18°NT[ ~
@ 1
0 0.1 02 03 04
f (mm/rev) CCMT09T308-MK
- First recommendation for medium cutting of Difficult-to-Cut Materials o, 0-1mm  Corner
difficult-to-cut materials 2T ] bf;/_
€
A wide chip pocket controls increasing of the cutting resistance and E2 0.4mm Flank
o reduces vibration and chip jamming even at large depths of cut. 1 ] 18° T~
c i —
:.‘g 07010203 04
Sy F(mmirev) CCMT09T308-MS
£ . . . .
E Alternative chip breaker for medium cutting of carbon steel, ~ Carbon Steel - Alloy Steel . 01 mm Corner
I alloy steel, mild steel, stainless steel and cast iron 3 L ‘
= Balance of edge strength and sharpness due to a combination of a E 2 0 Flank
- flat land and large rake angle. g ] 180

0701020304

f(mmirev) CCMT09T308
Carbon Steel * Alloy Steel
ST 0.2 mm Flank
4
E3[] 15°
%ﬁ ] N
0 0.1 04‘3 ‘0“5‘047
f (mmirev) RCMX1204M0
: ; ; : Carbon Steel « Alloy Steel 18 mm Corner
Alternative chip breaker for medium cutting of carbon steel, Y 20°W
alloy steel, mild steel and stainless steel - 3 L ‘ 12°

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

performance. 2 «C:— 20°7:0:18 mm Flank
The double breakers and round shape in the rake face achieve 007 02 03 04 12

a wide range of chip discharge. f (mm/rev) CCMH060204-MV
. . . . . o Corner
Wiper insert for medium cutting of carbon steel, Carbon Steel - Alloy Steel 14 &é"m\_/_
alloy steel, mild steel and stainless steel - 3 7
The wiper allows up to two times higher feed. E£2] ]
A wide chip pocket prevents chip jamming. &1 1@'%/—
07010203 04 7
f (mmirev) CCMT09T308-MW
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Rhombic 80°

Rhombic 55°

Triangular 60°

Rhombic 35°

Trigon 80°

Rhombic 25°

Round

Breaker Name
and
Cross Section

CCMT_MW

© A118

CCGT_R/L-SS|DCGT_RI/L-SS -
-~ o~
p
© A117 ©A126 P/_
CCMT_MP | DCMT_MP | SCMT_MP | TCMT_MP | VCMT_MP -
=~ PN
© A117 © A126 ©A132 © A136 © A146 V/_
CCMT_MM | DCMT_MM | SCMT_MM | TCMT_MM | VCMT MM -
o A117 ©A127 ©A133 ©A137 ©A147 V/—
CCMT_MK | DCMT MK | SCMT_MK | TCMT_MK | VCMT MK -
o A117 ©A127 ©A133 ©A137 © A147 [—/
CCMT_MS | DCMT_MS | SCMT_MS | TCMT_MS | VCMT_MS -
o A118 ©A127 ©A133 ©A137 © A147 V/_
DCMT SCMT TCMT vCMT WCMT
© A118 © A127 ©A133 © A137 © A147 © A151 -
CCMH_MV | DCMT_MV VCMT_MV -
© A118 o A127 © A147 P/_
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A064

TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c
S8 B
= reaker Name :
3 § and Features Crgzzrizﬁtlon
a3 Picture ry
<|F
- Chip breaker for medium cutting of automatic lathe machining Ca;bon Steel « Alloy Steel Flank
A wide lead chip breaker. € 30°
E Insert designed for low resistance chip control. E2
L=
0 01020304
f (mmirev) CCETO09T3V3R-SR
- Chip breaker for medium cutting of automatic lathe machining ~ Carbon Steel + Alloy Steel Flank
A parallel chip breaker. E, .
G Excellent chip control at low to medium feed rates. g 20 A\\f
© 2
00103
f (mmirev) CCGT09T3V3R-SN
= . . . . - .
£ - Chip breaker for medium cutting of automatic lathe machining ~ Carbon Steel + Alloy Steel Flank
5 A parallel chip breaker. = 4 .
té Excellent chip control at low to medium feed rates. EE,_ 20
] Suitable for precise machining with E class tolerance. o 2f\[ ]
= : 001 03
E - _ f (mmirev) CCET09T3V3R-SN
- Chip breaker for medium cutting of automatic lathe machining Cagb"“ Steel + Alloy Steel Flank
A parallel chip breaker. E, .
Excellent chip control at low to medium feed rates. g_ 20
The wiper produces a good surface finish. @ 2\ [ ]
f(mmirev) CCET09T3V3RW-SN
- Chip breaker for medium cutting of automatic lathe machining Carsbon Steel + Alloy Steel Corner
3D moulded chip breaker provides good chip control. € 5
G g k G class insert gives sharp cutting action, \2
allowing high precision machining. @ 1] 9° Flank
) | Breaker geometry appropriate for copying and back turning. 0 01020304
f(mmirev) CCGT09T304M-SMG
o) Chip breaker for heavy cutting of carbon steel and Ca;b"“ Sfe' » Allay Steel
E= alloy steel —~
5 ) ) . E g C 28° 0.3 mm
(&) A wide groove chip breaker prevents chips E "4
= from jamming at large depths of cut. & 4[] S
3 Small dimples improve chip control at small depths of cut. 0702 06 1.0 14
2 f (mmirev) RCMX2006M0-RR
Chip breaker for heavy cutting of cast iron Ca:t Iron
Flat top. T 0%
Most effective for unstable machining due to its high edge strength. i 2 ! \
1
c ® —
2 07010203 04
= f (mmirev) CCMWO09T308
©
o . . .
5 Chip breaker for heavy cutting of cast iron Ca:t Iron
L Flat top. £ 0%
G Most effective for unstable machining due to its high edge strength. i 2 !
Can be used on workpieces requiring close tolerances a1 |
due to G class insert tolerance. 0 oi1 oiz 03 04
f(mmirev) CCGWO09T300




Rhombic 80°

Rhombic 55°

Triangular 60°

Rhombic 35°

Trigon 80°

Rhombic 25°

Round

Breaker Name
and

CCET_R/L-SR | DCET_RI/L-SR
©A119 © A127
CCGT_R/L-SN|DCGT_R/L-SN
8 &
©A119 ©A128
CCET_R/L-SN | DCET_R/L-SN

© A120

© A129

CCET_RILW-SN

© A120

DCET_R/LW-SN

© A129

CCGT_SMG

-
Y

© A120

DCGT_SMG

by

© A129

RCMX_RR

T O 00 B0 805 0T 00

O A131
sCMw TCMW VCMW
©A133 © A137 © A147
e
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A066

TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

f (mm/rev)

c
S8 B
= reaker Name :
8 § and Features Crgzzriz?tlon
a3 Picture y
<|F
. . s . Corner
First recommendation for finishing carbon steel, Carbon Steel « Alloy Steel o,
alloy steel, mild steel and stainless steel = 8
[ Suitable for low depths of cut and low feed rates. E?
M| [ >
_.Z,L"’i‘a. Sharp cutting edge and low resistance design achieves excellent cutting & 1 8 Flank
f(mmirev) CPMH090304-FV
. et Aluminium Alloy
- Chip breaker for finishing X Flank
Lead chip breaker controls chip flow. € 30°
o ‘ Good chip control for low to medium feed rates. »‘2_ 2
b @ 1
k 001020304
. f (mmirev) CPGT090304
- Chip breaker for finishing carbon steel, Carbon Steel - Alloy Steel
alloy steel, stainless steel, cast iron and 3 Flank
aluminium alloy £2 15°
Small wide lead chip breaker. g1 V
Sharp cutting edge gives a good surface finish. 0" 01020304
f(mmirev) TPGH090204R-FS
- Chip breaker for finishing Carbon Steel - Aloy Stee .
Lead chip breaker controls chip flow. T
M Sharp cutting edge gives a good surface finish. E? 15°
1
g =
] 0 01020304
3 f (mm/rev) CPMH090304R-F
&=
g - Chip breaker for finishing Carsbon Steel « Alloy Steel Flank
i Lead chip breaker controls chip flow. T
: ‘ Sharp cutting edge gives a good surface finish. E? 15°
A S1
§ 0701020304
G f(mmirev) CPGT090304R-F
- Chip breaker for finishing Carsbon Steel « Alloy Steel Flank
Lead chip breaker controls chip flow. T
Good chip control for low to medium feed rates. E? 10°
S
- 0 01020304
f(mmirev) TPGX090204R
- Chip breaker for finishing Car3b0n Steel « Alloy Steel Flank
Lead chip breaker controls chip flow. £
M Fi ‘ Good chip control for low to medium feed rates. g 2 10°
: S
[
0701020304
f (mm/rev) TPMX090204L
- Chip breaker for finishing Carsbon Steel « Alloy Steel Flank
Lead chip breaker controls chip flow. €
E Sharp cutting edge gives a good surface finish. EEi 2 15°V
1
f (mm/rev) VPET080201R-SRF
. . . . . Corner
o - First recommendation for light cutting of carbon steel, ~ Carbon Steel - Alloy Steel  ;g.
£ alloy steel, mild steel, stainless steel and cast iron - 3
8 M g_\ Large rake angle provides sharp cutting action. £2 Flank
= S A peninsular dot ensures chip control at depths of cut under 1mm. 817 BoM
-3’ 07701020304

CPMH090304-SV




Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

o
v
‘Standard.
© A122 r-/_
TPGH R/L-FS WPGT R/L-FS
4 ; RLFS
VN ~
CPMH_RIL-F OAT39 O A152 r-/_
o
(o] RILEM)
© A122 F/_
CPGT_Z:-F
@ A122 v/_
TPGX R/L
X Rl
7S
© A140 r_/_
TPMX L
i )
@ A140 r_/—
VPET_R/L-SRF
= CsRe
@ A149 v/_
CPMH SV TPMH SV
_ \ s
-~
@ A140 M_
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

c
S8 B
= | 2| Breaker Name :
S| s and Features Crgseir?z?tlon
a3 Picture y
<|F
. . . . . Corner
- Alternative chip breaker for medium cutting of carbon steel, ~Carbon Steel - Alloy Steel 4,
alloy steel and stainless steel = 8 L ‘
(a8 Standard, general purpose chip breaker. EZ2
o Flank
® 1 ] 10°
\: 07701020304
" f (mmirev) CPMX090304
= P : H : Carbon Steel * Alloy Steel 0.2 mm Corner
£ First recommendation for medium cutting of carbon steel, y 20°] -
§ alloy steel, mild steel, stainless steel and cast iron = 8 L ‘ 8°
(é ‘ A positive insert and large rake angle achieves sharp cutting edge i 2 20-7~0:2mm_ Flank
5 %, performance. S || 5
% = " | Double breakers in the rake face achieve a wide range of chip discharge. 0 01020304
= f (mmirev) CPMH090304-MV
. . . . . Corner
- Chip breaker for medium cutting of automatic lathe ~ Carbon Steel - Alloy Steel 14
machining - 8
moulded chip breaker provides good chip control. £
G 3D Ided chip break id d chi | E?
G class insert gives sharp cutting action, &1 11° Flank
allowing high precision machining. 0701020304
Breaker geometry appropriate for copying and back turning. f (mmirev) VPGT110301M-SMG
- Chip breaker for Heavy cutting of cast iron Ca:t Iron
Flat top. € 0°
M| Rﬁ_ Most effective for unstable machining due to its high edge strength. i 2 f \
L 4 1
c | i :ﬁ. ® T I
g _ 0701020304
- f (mmirev) SPMW120308
©
o . . .
5 - Chip breaker for Heavy cutting of cast iron Ca:t Iron
L Flat top. £, 0°
G A 4 Most effective for unstable machining due to its high edge strength. £ !
Can be used on workpieces requiring close tolerances &1
due to G class insert tolerance. 0 011 012 03 04
e f (mmirev) SPGX120308




Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Ereetar Neme
' 5
Cross Section
Q)
CPMX

© A123 O A134 O A141

CPMH_MV TPMH_MV WPMT_MV
PSRy

el & &
© A123 O A141 © A152

VPGT_SMG

&

© A149

A0 OO0 T
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TURNING INSERTS

CLASSIFICATION

15° POSITIVE INSERTS WITH HOLE

A
S 8 Breaker N
= | 2 | Breaker Name i
i S|s and Features Crgseir?z?tlon
& 3|3 Picture E
n =
2 <
3 . T : Aluminium Allo
) = - Chip breaker for aluminium alloy cutting s 4 Flank
E g Lead chip breaker. E 250
=] |G Sharp cutting edge gives a good surface finish. E?2
= £ _ S
% e ‘ 0701020304
S h f (mmirev) VDGX160302R

20° POSITIVE INSERTS WITH HOLE

C

S| 8

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

Aluminium Alloy
8 Flank

Chip breaker for aluminium alloy cutting
Lead chip breaker. ‘

€ o
3- Sharp cutting edge gives a good surface finish. i 2 20
= N, 1
= i
= ; VERIRR 0 01020304
5 f (mmirev) DEGX150402R-F
£1G
E - Chip breaker for aluminium alloy cutting A'“4m'”'”m‘ Alloy
f A parallel chip breaker. €3 250 Flank
I_E y Sharp cutting edge gives a good surface finish. £
r Q.
A Good chip control for medium feed rates. @ 1]
0 01 03 05
R f (mm/rev) DEGX150402R

A070



Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

Round

Breaker Name
and
Cross Section

VDGX_RIL

(1

© A148
Rhombic 80° Rhombic 55° Square 90° Triangular 60° Rhombic 35° Trigon 80° Round Brealer Name
| -
Cross Section
3
DEGX_RI/L-F

© A130

DEGX_R/L

© A130

TEGX_RIL

(00 6
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITHOUT HOLE

c
S|8
w5 SEENEr NETE Cross Section
o| % and Features G t
a2 Picture eometry
gl
<
Chip breaker for heavy cutting of cast iron Ca’ft fron :
Flat top. ’é 5] 0%
M Most effective for unstable machining due to high edge =3 1
c strength and stable insert clamping. © y } } }
(< 001030507
= f(mmirev) SNMN120408
S
5 Chip breaker for heavy cutting of cast iron Caft fron :
w Flat top. E 5[ 0°
G Most effective for unstable machining due to high edge £ 1
a3l T
strength and stable insert clamping. © ) } } }
Can be used on workpieces requiring close tolerances due to G class 0701030507
insert tolerance. f(mmirev) SNGN120408
o
7° POSITIVE INSERTS WITHOUT HOLE
S|
= o
®| S EieE i) N Cross Section
o| S and Features G t
a2 Picture eometry
gl
<
s - Chip breaker for heavy cutting of cast iron Cast Iron
:—: Flat top. g 2 0
g G ) Most effective for unstable machining due to high edge o f
o ) strength and stable insert clamping. © —
] [ Can be used on workpieces requiring close tolerances due to G class 0 01020304
w _ insert tolerance. f(mmirev) TCGN090204

11° POSITIVE INSERTS WITHOUT HOLE

c
S8
®| S Breaker Name Cross Section
of g and Features Geomet
a2 Picture vy
< =
= - Chip breaker for finishing Ca;bon Steel - Alloy Steel Flank
= A parallel chip breaker. T, ‘
o G Good chip control for low to medium feed rates. £ 15°
g &
= 07701020304
iE _ f (mmirev) SPGRO090304R
f=2]
£ - Chip breaker for light to medium cutting of carbon steel, Carbon Steel - Alloy Steel 0° Corner
2 alloy steel and stainless steel = 3 L ‘
% M | Standard, general purpose chip breaker. g? Flank
: ? 1 o <
= l«.f———_ 07701020304
& = f (mmirev) SPMR090308
- Chip breaker for heavy cutting of cast iron Ca:t fron
Flat top. t 0°,
M| | Most effective for unstable machining due to high edge i 2 1
c strength and stable insert clamping. a1
T T
g L=l 0701020304
5| | T f e SPMN090308
©
[&] . . .
5 - Chip breaker for heavy cutting of cast iron Ca:t Iron -
L Flat top. = ) 0°)
G Most effective for unstable machining due to high edge g 1
strength and stable insert clamping. & 1]
Can be used on workpieces requiring close tolerances due to G class 007020304
insert tolerance. f(mmirev) SPGN090308




SPECIAL PURPOSE INSERTS

Rhombic 80° Square 90° Triangular 60° el NEmE ,E &
= C
D and ,S g Tool Holder Type Inserts
Cross Section als
0 éi ) =l
CNMN SNMN TNMN RTG
S -
8 B 4 :|o| CHED v
Q.
n
@ A1 © A112 © A113 © A154
T T FatTople)
© A112 © A113
Rhombic 80° Square 90° Triangular 60° Erealer Neme
‘ ! Cross Section
N
Rhombic 80° Square 90° Triangular 60° Beelar Neme
and
Cross Section
SPGR_R TPGR_R/L -
©A155 O A157 h/_
T T standard
© A155 © A157 {
T Fatropt)
— A
© A155 © A157 \
e TN | FatTop(a)
|7
© A155 © A157 \
Bl
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TURNING INSERTS

WITH
HOLE

A074

TURNING INSERTS [NEGATIVE]

Size  Thickness Corner Radius Chip Breaker

o c N TYPE INSERTS CNMG_12 04 02- FP_
. 80 WITH HOLE * Please refer to page A002.

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
R 8 R 8 ‘ R 8 R 8 ] # R 8 ﬁ»
£ £ ‘ £ i £
@ Bl |
£3 @ £3 -~ £3 \"m £3 g3 LK
8 f [i 8 ? S mi 8 f \\:ﬁ w 8 f \i: | 8 f
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|¢|e|8 C|d |8 |d|e |5 €|O0|0|10|Cl%
. M | Stainless Steel (L 3E JelF 2 Gl@ig| 10010 (&
ot | K| castiron elcocCc cls| | |ojolo| |slole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
Sh RE mooy"Ev“Y’“’“""’om“’“’mo DWWV VOLW (FFw v 0o 0
ape Order Number | () [EES =858 8S 5538 8w8sSce SoNpaxESNz=A8EE 22
BEEBBBE8 RS 500002 Batapaaoera abEEDE
DODDS=S=S=S=SDES=S==DD==DD= ===DO>>>D=«>Zz2ZbxrxxTx=
CNMG120402-FP 0.2 AA (] [ ]
CNMG120404-FP 0.4 AA (] (]
CNMG120408-FP 0.8 AA (] (]
CNMG120412-FP 1.2 AA (] (]
Finish Cutting
FH CNMG120402-FH 0.2 AA (] [ X )
— CNMG120404-FH 0.4 AA oo (O
§B§ CNMG120408-FH 0.8 A oo (O
CNMG120412-FH 1.2 e |o
Finish Cutting
FS CNMG120404-FS 0.4 A [ ]
~}£ 7 CNMG120408-FS 0.8 [ ]
Finish Cutting
CNMG120404-FY 0.4 A o o0
CNMG120408-FY 0.8 A o oo
CNGG1204V5-FJ 0.05 [ ] ()
CNGG120401-FJ 0.1 [ ] [ ]
CNGG120402-FJ 0.2 [ ] [ ]
CNGG120404-FJ 0.4 o0 o
Finish Cutting| CNGG120408-FJ 0.8 o0 ®
LP CNMG120404-LP 04 |[AA OO0 AAA (]
§ -3 CNMG120408-LP 08 ([AA @00 AAA (]
@ CNMG120412-LP 12 [AA OO AAA
Light Cutting
® = NEW

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).




@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEOREERED N PR EEE
. M | Stainless Steel €T O% GRelgs |O0|10] (€
Wl\jl);lig:-%ﬁe K | Castlron o€ OCG G|& O[0|O] [|¥|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee I‘Q
Coated Goated| camet| - Carbide &
NEW 2
BEEeB88 eEo0En500052 B8 assankoNSSce e 2
DDODD=====D=S=E==DD==DD= ===2D2>>>D2|=«>Z2ZOxxTxx= %
CNMG120404-LM | 0.4 (XX =
CNMG120408-LM 0.8 [ X X
CNMG120412-LM 1.2 [ X X}
Light Cutting m
LK CNMG120404-LK 0.4 AA
CNMG120408-LK | 0.8 AA o HOLE
. CNMG120412-LK 1.2 AA ®
Light Cutting
LS CNMGO090304-LS 0.4 (X X )
CNMGO090308-LS 0.8 [ X X ) D
g CNMG120402-LS 0.2 (X X} ()
CNMG120404-LS 0.4 o000 ®
Light Cutting] CNMG120408-LS 0.8 000 ® R
CNMGO09T304-SH 0.4 A ()
CNMGO09T308-SH 0.8 A
CNMG120404-SH | 04 |AAA@®@®AA ° e (oo S
CNMG120408-SH 08 AAAGO®AA [ o (@0
Light Cutting| CNMG120412-SH 12 [AAAGO®AA
SA CNMG120404-SA | 04 [AAAG®@®AA ) T
e CNMG120408-SA 08 AAAGO®AA (X )
a}' CNMG120412-SA 12 [AAAGOOAA ® '}
Light Cutting
*1 SW CNMG120404-SW 04 [AA @00A A AA () [ X ) W
ﬁ[ CNMG120408-SW 08 [AA @0@A AA ® [ X )
i CNMG120412-SW 12 [AA ©O0A ® (X )
Light Cutting
(Wiper)
SY CNMG120404-SY 0.4 A e ofe
Ezxry CNMG120408-SY 0.8 A e ofe
2 =4
=]
Light Cutting
CNMG120404-MJ 0.4 o0 oo00 ®
CNMG120408-MJ 0.8 oo oo0o ®
CNMG120412-MJ 1.2 e o000
CNMG120416-MJ 1.6 e o000
Light Cutting
MJ CNGG120404-MJ 0.4 (X} (X}
CNGG120408-MJ 0.8 (X} (X )
Light Cutting
*1 Please refer to A028 before using the SW breaker (wiper insert). ® = NEW
- - CHIP BREAKERS > A042
Scan here for product NEWS ) ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION >A002 AOQ075
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TURNING INSERTS [NEGATIVE]

o c NTYPE INSERTS CNMG 12 04 04- MP
awy 80 WITH HOLE el et

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
R 8 R 8 ‘ R 8 R 8 ] # R 8 ﬁ»
o | E £ ‘ £ i £
;3 L9 R
Z g3 ? g3 = £3 \"m £3 £3 )
% 8 f s 8 ? = mi 8 f — w 8 f \i: 1 8 f
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|¢|e|8 C|d |8 |d|e |5 €|O0|0|10|Cl%
m Workpiece M | Stainless Steel ¢ ¥ O® clelel lollol e
Material | K | Castlron ecOCC cls| | |ojolo| |slole
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
RE y‘»EvuY;mmm 0w W W ) wWLWY [k 0
Shepe | OrderNumber |\ 182 S 2288822888082 82n S28,ki=R2z2108 5 22
BEEBBBE8 RS 500002 Batapaaoera abEEDE
D DODDS=S=S=S=SDES=S==DD==DD= ===DO>>>D=«>Zz2ZbxrxxTx=
MP CNMG120404-MP 04 [AAAGOOAAA (]
CNMG120408-MP 08 AAAGOAAA ()
R CNMG120412-MP 12 AAAGOAAA A [}
CNMG120416-MP 16 AAAGOOAAA
CNMG160608-MP 08 [AAAGO A
S CNMG160612-MP 12 [AAAGOO A
Medium Cutting] CNMG160616-MP 16 AAAGO A
MM CNMG120408-MM 0.8 [ X N J
T CNMG120412-MM | 1.2 XY
CNMG120416-MM 1.6 [ X X ]
'] CNMG160608-MM 0.8 [ X X J
CNMG160612-MM 1.2 [ X N J
CNMG160616-MM 1.6 [ X X ]
1] CNMG190608-MM 0.8 [ X X J
CNMG190612-MM 1.2 [ X X J
Medium Cutting| CNMG190616-MM 1.6 [ X X}
MK CNMG120404-MK 0.4 AA
CNMG120408-MK 0.8 AA
CNMG120412-MK 1.2 AA
CNMG120416-MK 1.6 AA
. CNMG160608-MK 0.8 AA
CNMG160612-MK 1.2 AA
CNMG160616-MK 1.6 AA
CNMG190612-MK 1.2 AA
Medium Cutting| CNMG190616-MK 1.6 AA
*1 MS CNMG090304-MS 0.4 o000
CNMG090308-MS 0.8 (X X J
CNMG120404-MS 0.4 (X X ] (]
g CNMG120408-MS 0.8 (X X ] [
CNMG120412-MS 1.2 o000 (]
CNMG160612-MS 1.2 000 (]
Medium Cutting| CNMG160616-MS 1.6 o000 °
*1 Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A076 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel R EECEEERED slsle/oololcle
Workpiece M | Stainless Steel [ [ 2EJO)F.3 Gl®lE| OO0 [
Material K | Castlron T elcle Gl ollol |=lolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee %)
Coated Goated| camet| - Carbide lﬂ‘__,
RE o 2
Shape | OrderNumber | |82 2828882728, 8580 828Nz 208E 22 O
SEE88888285bEh000bh2 2RRRSTaNESNSSSEERE 3
DDODD=====D=S=E==DD==DD= ===2D2>>>2|=«>Z2ZOxxTxx= n::
MS CNMG090304-MS | 0.4 ° =
CNMGO090308-MS 08 | A )
CNMGO09T304-MS 0.4 ) )
CNMGO09T308-MS 08 | A )
: CNMG120404-MS 04 AA AO 00000 ([ X J
Z_Q_!f' CNMG120408-MS 0.8 AA AO 00000 e oo
WY | CNMG120412-MS | 12 | A Ao ooce ®
CNMG160608-MS 0.8 )
CNMG160612-MS 1.2 )
CNMG190612-MS 1.2 )
Medium Cutting] CNMG190616-MS 1.6 ®
GK CNMG120404-GK 0.4 AA D
CNMG120408-GK 0.8 AA )
. CNMG120412-GK 1.2 AA )
R
Medium Cutting
GM CNMG120404-GM | 0.4 o000
.- CNMG120408-GM | 0.8 (XX} S
ZQ/;/' CNMG120412-GM | 1.2 coe
Medium Cutting T
MA CNMG120404-MA | 0.4 (AAA®O®AA 0O0AOAAA LX) ) )
CNMG120408-MA 08 AAAGOAAA 00 AOGOAAAAS [ X J [ J [ J ']
CNMG120412-MA 12 [AAAGOO®AAA 00AOAAA O LX) ) )
—_ CNMG120416-MA 16 [AAAOGO ) LX)
é ﬁ? CNMG160608-MA | 08 [AAs@@AAA ° W
CNMG160612-MA 12 [AAAGO®AAA AO
CNMG160616-MA 16 [AA ©O@AAA )
CNMG190612-MA 12 [AAAGO®AAA ) A
Medium Cutting| CNMG190616-MA 1.6 AAGOAAA [
MH CNMG120404-MH 04 |[AAAOGO A
CNMG120408-MH 08 |AAAGO®AAA A

CNMG120412-MH 12 [AAAGOOAAA
CNMG120416-MH 16 |[AAAOGO
CNMG160608-MH 08 |AA @O
CNMG160612-MH 12 [AAAGOOAAA
CNMG160616-MH 16 |[AA @O
CNMG190612-MH 12 [AAAGOOAAA
Medium Cutting| CNMG190616-MH 16 |AAAGO

CHIP BREAKERS > A042

]
Sean here for product NEWS b %@ : EXTERNAL TURNING > C002—C005  GRADES > A030
Erte BORING > E002—E005  IDENTIFICATION >Aa002  A077



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

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

WITH
HOLE

A078

TURNING INSERTS [NEGATIVE]

s CN

TYPE INSERTS
WITH HOLE

CNMG 09 03 08
T RT

Size

Thickness Corner Radius

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
R 8 R 8 ‘ R 8 R 8 ] # R 8 ﬁ»
£ £ ‘ £ i £
L 39 o
é 3 é 3 é 3 é 3 é 3 m‘
32 .—? 82 H 82 \"mm 32 : u 32
1 1 < | 1 \\:ﬁ ‘ 1 — 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|¢|e|8 C|d |8 |d|e |5 €|O0|0|10|Cl%
. M | Stainless Steel (L 3E JelF 2 Gl@ig| 10010 (&
ot | K| castiron ecOCC cls| | |ojolo| |slole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
sh RE mool’fv“\'l"-"’mmommmmo Wwovw | ow EEw |v_ _|ww 0
ape OrderNumber — (mm) [S=SeNo328 38880520 SoSneapSazzIRab b oS0
BEE8888828555R500882 BEBRF aalanalSSeEEEE
DODDS=S=S=S=SDES=S==DD==DD= ===DO>>>D=«>Zz2ZbxrxxTx=
Standard| CNMG090308 08 | A
CNMGO09T304 0.4 A AA (]
CNMGO09T308 0.8 A AA (]
CNMG120404 04 AAAGOAA A A [ J o0 o
CNMG120408 08 [AAAGOOAAA A A e |o o | o
CNMG120412 12 [AAAGOOAAA AA [ ] (]
CNMG120416 16 AA @O0 AA A
CNMG160608 08 [AAAGOAAA
CNMG160612 12 |AAAGOAAA AA
CNMG160616 16 [AA OO AAA A
CNMG190608 08 [AAAGOOAAA
CNMG190612 12 [AAAGOOAAA A
Medium Cutting| CNMG190616 16 |AAAGOAAA
*T MW CNMG120408-MW | 0.8 (AAAGO®AA A (AAA
f | CNMG120412-MW 12 AAAGOAA AAA
=]
Medium Cutting
(Wiper)
RP CNMG120408-RP 08 [AA @O0 AAA
CNMG120412-RP 12 [AA OO AAA
CNMG120416-RP 16 [AA OO AAA
CNMG160612-RP 12 [AA OO AAA
CNMG160616-RP 16 [AA OO AAA
CNMG190612-RP 12 [AA OO AAA
Rough Cuttingl CNMG190616-RP 16 [AA ©@AAA
RM CNMG120408-RM 0.8 [ X X ]
CNMG120412-RM 1.2 [ X X J
CNMG120416-RM 1.6 [ X X J
CNMG160612-RM 1.2 [ X X J
CNMG160616-RM 1.6 [ X X ]
CNMG190612-RM 1.2 [ X X J
Rough Cuttingl CNMG190616-RM | 1.6 o000
*1 Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series




@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel OlG|& |08 ClH 8w e &[5 €|O010|10|Cl%
Workpiece M | Stainless Steel 0 ¢CEOw Gl@®|@] (OO0 ¥ “
Material K | Castlron T elcle Gl ollol |=lolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee %)
Coated Goated| camet| - Carbide lﬂ‘__,
sh RE mocy-,Evu\'l,mmmcmmmm 00 VLW (kW v ) 2
ape OrderNumber | (mm) 2= S o328 59880850 sedurapSazzRaEbo 28 9
SEEBBE e e obEhp00nb: E2ascaoEonOgEERE £
DDODD=====D=S=E==DD==DD= ===2D2>>>2|=«>Z2ZOxxTxx= %
RK CNMG120408-RK | 0.8 AA O =
CNMG120412-RK 1.2 AA )
CNMG120416-RK 1.6 AA
CNMG160608-RK 0.8 AA
CNMG160612-RK 1.2 AA m
CNMG160616-RK 1.6 AA
CNMG190612-RK | 1.2 AA HOLE
Rough Cutting] CNMG190616-RK 1.6 AA
RS CNMG120408-RS 0.8 (X} )
CNMG120412-RS 1.2 (X} )
CNMG120416-RS 1.6 (X} )
g CNMG160612-RS 1.2 (X} ) D
CNMG160616-RS 1.6 (X} )
CNMG190612-RS 1.2 (X} )
Rough Cuttingl CNMG190616-RS 1.6 LX) ® R
GH CNMG120408-GH 08 |[AAAOGO AO AA
CNMG120412-GH 12 |AAAOGO ) AA
CNMG120416-GH 16 |[AA @O AA S
CNMG160612-GH 12 |[AAAOGO ) AA
CNMG160616-GH 16 |[AA @O AA
CNMG190612-GH | 12 |[AAA@®@® ° AA T
Rough Cutting] CNMG190616-GH 16 [AAAOGO () AA
GJ CNMG120408-GJ 0.8 e oo ) '}
CNMG120412-GJ 1.2 e oo )
CNMG120416-GJ 1.6 e oo )
CNMG160612-GJ 1.2 e o ) W
CNMG190612-GJ 1.2 e o )
Rough Cuttingl CNMG190616-GJ 1.6 e o )
HX CNMM120408-HX 0.8 AA
CNMM120412-HX 1.2 AA
CNMM160612-HX 1.2 AA
CNMM160616-HX 1.6 AA
CNMM190612-HX 12| AA AAO
CNMM190616-HX 16 | AA AAO
CNMM190624-HX 24 | AA AAO
Heavy Cutting[ CNMM250924-HX 2.4 AA AAO
HL CNMM120408-HL 0.8 AA )
CNMM120412-HL 1.2 AA )
CNMM120416-HL 1.6 A
CNMM160612-HL 1.2 AA )
CNMM160616-HL 1.6 AA )
CNMM190612-HL 1.2 AA )
CNMM190616-HL 1.6 AA )
Heavy Cutting| CNMM190624-HL 24 AA ()
o =W
= - CHIP BREAKERS > A042
Sean here for product NEWS b %‘?ﬁ EXTERNAL TURNING > C002—C005  GRADES > A030
e BORING > E002—E005  IDENTIFICATION >Aa002  A079
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A

TURNING INSERTS

WITH
HOLE

A080

TURNING INSERTS [NEGATIVE]

s CN

TYPE INSERTS
WITH HOLE

CNMM 25 09 24- HR
a

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

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l
P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 ‘ 8 8 I 8
£7 g7 ! = £7 # £’ 1@&
E6 E6 E6 E6 | - E6
3, ERL AN S, 3, S,
N 2, 2, ] N
a a [ a a [}
i 9 g g o || B s g
1R 1 < ] 1 — ‘ 1 —— . 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)  ® : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel OlG|& |08 Gld|8 v e 1 [ 10)@) (@€ &3
. M | Stainless Steel (L 3E JelF 2 Gl@ig| 10010 (&
e | K| castion ee0clc cls| | |ojolo| |slole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
sh RE moo;’fvu\'l;mmmcmmmmo WY VWY (kW _[v 00 ow
ape OrderNumber | () 28 =NSA8S S A88ye oSy SoawaegbsNZzIAsEE o2
PR RC8888200oahh0083E A eaeanenRRERERR
DDODDE=S===D==E==DD==DD= ===2D0>>>D=«>Zz2ZbxxT=
HR CNMM250924-HR 24 AA
Heavy Cutting
HV CNMM190616-HV 1.6 AA AAO
CNMM190624-HV 2.4 AA AAO
CNMM250924-HV 24 AA AAO
Heavy Cutting
HZ CNMM120408-HZ 0.8 AA AA
CNMM120412-HZ 1.2 AA AA
CNMM120416-HZ 1.6 A
CNMM160612-HZ 1.2 AA
CNMM160616-HZ 1.6 AA
CNMM190612-HZ 1.2 AA ()
Heavy Cutting| CNMM190616-HZ 1.6 AA [
HM CNMM160612-HM 1.2 AA [
CNMM160616-HM 1.6 AA ()
CNMM190612-HM 1.2 AA ®
CNMM190616-HM 1.6 AA ()
CNMM190624-HM 24 AA ®
Heavy Cutting| CNMM250924-HM 24 AA
Flat Top | CNMA120404 0.4 AAA (X )
CNMA120408 0.8 AAAAO (X )
CNMA120412 1.2 AAAAO
CNMA120416 1.6 AAA
. CNMA160612 1.2 AAAA
CNMA160616 1.6 AAAA
CNMA190612 1.2 AAA
CNMA190616 1.6 AAAA
CNMA190624 24 AA

@ : Inventory maintained in Japan.

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).




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

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8] ‘ ] e 8 ﬁ»
27 -7 -7 27 27
Zs PN Zs Zo i z o b
% 4 m‘ % 4 % 4 5; 4 % 4 \
g3 ? £3 Yl £3 \"m £3 £3 LK =z
= EINNe | || 5N | S ey || 5 -
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 4
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ (45| €|O|0|0|G|%
. M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (& m
ot | K| castiron eleoclc cls| | |ojolo| |sloje
N | Non-ferrous Metal G WITH
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee —
Coated gg?rtr%t Cemet| Carbide
Sh RE moo:Evu\;mmmommmmc VWYY WL | ollol '™ Te) [Tol Ts) [T} c
ape Order Number | () [SESSNsN88 oS8 uesSce soNvkrESNzzIAdEE 22
RRE888882800ahn0000E f283 aanRanSRFEERE
DDODDS=SS=S=SDES=S=S=DD==DD=E ===O>>>D=«>|1Z2Zbxx=
FP DNMG150402-FP 0.2 AA [ ([ ]
DNMG150404-FP 0.4 AA () [}
DNMG150408-FP 0.8 AA () ® R
DNMG150412-FP 1.2 AA (] ®
DNMG150602-FP 0.2 AA [ J [ ]
DNMG150604-FP 0.4 AA [ ] [ ] S
DNMG150608-FP 0.8 AA () [}
Finish Cutting] DNMG150612-FP 1.2 AA o ®
FH DNMG150402-FH | 02 | Aa o [oo T
DNMG150404-FH 0.4 A o0 |00
DNMG150408-FH 0.8 A o0 |O ']
DNMG150602-FH 0.2 AA [ ] (X J
DNMG150604-FH 0.4 AA [}
Finish Cuttingl DNMG150608-FH 0.8 AA (] W
FS DNMG150404-FS 0.4 [ ]
- DNMG150408-FS 0.8 A ()
Finish Cutting
FY DNMG150404-FY 0.4 A o oeoo
DNMG150408-FY 0.8 A o oo
DNMG150604-FY 0.4 [
DNMG150608-FY 0.8 A ()
Finish Cutting
FJ DNGG150404-FJ 0.4 (X J °
DNGG150408-FJ 0.8 (X J [ ]
Finish Cutting
- - CHIP BREAKERS > A042
Scan here for product NEWS b ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION >A002 A081
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WITH
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A082

TURNING INSERTS [NEGATIVE]

o D NTYPE INSERTS DNMG 11 04 04- LP
& 55 WITH HOLE S TN, Sonee vt 0 pige oo

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
27 -7 -7 27 ‘@ 27 ﬁ»
§ 6 f 6 § 6 § 6 ‘ - § 6 T
o o He
£3 £3 == £3 £3 £3
S o e || F e | By | F
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel OG5 @18 |C|w| ¥ 5| @ (45| €|O|0|0|G|%
. M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
ot | K| castiron eleoclc cls| | |ojolo| |sloje
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
Sh — moo:Ev“\!’"’"’mommmmo el Nt N LWLW |EEw (v ) 0
ape OrderNumber | () SSS =SNS5 S 88 yssoce ScawruESNzzAdEE 22
BEE888882800E0hn00882 IR a0 aSReEERE
DDODDS=SS=S=SDES=S=S=DD==DD=E ===O>>>D=«>|1Z2Zbxx=
LP DNMG110404-LP 04 |AA AAA [ ]
DNMG110408-LP 0.8 |AA AAA ()
DNMG150404-LP 04 |AA OO0 AAA ()
DNMG150408-LP 08 |[AA ©O0AAA (]
DNMG150412-LP 12 [AA OO AAA [ ]
DNMG150604-LP 04 |AA OO AAA [ ]
DNMG150608-LP 08 [AA 0O AAA ()
Light Cutting| DNMG150612-LP 12 [AA OO AAA
LM DNMG110404-LM 0.4 [ X X
DNMG110408-LM 0.8 [ X X J
DNMG150404-LM 0.4 [ X X J
:;ﬁ'-{ i? DNMG150408-LM 0.8 [ X X
DNMG150412-LM 1.2 [ XX
DNMG150604-LM 0.4 [ X X J
DNMG150608-LM 0.8 [ X X J
Light Cutting] DNMG150612-LM 1.2 [ X X J
LK DNMG110408-LK 0.8 AA
DNMG150404-LK 0.4 AA ([ ]
DNMG150408-LK 0.8 AA
' DNMG150412-LK | 1.2 AA
DNMG150604-LK 0.4 AA
DNMG150608-LK 0.8 A A
Light Cutting[ DNMG150612-LK 1.2 AA
LS DNMG150402-LS 0.2 o000 [ ]
DNMG150404-LS 0.4 [ X N J (]
g DNMG150408-LS | 0.8 XY °
DNMG150604-LS 0.4 o000 [ ]
Light Cutting] DNMG150608-LS 0.8 00 o
o =W
L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series
(10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEOREERED ss[a|eloo]o[cle
. M | Stainless Steel €3 0O% ClB|E[ |O0[0] (&
Wl\jl);lig:%ﬁe K | Castlron 0 € OGCG G|® O[0[O] [%|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee %)
2
Coated 83?,}16& Cemet| Carbide &
NEW 2
R R R R R R P P R R E R R A S S R = < H
DDD=E====D==E==DD==DD=2 ===2=D>>>D|=4«<>|2ZOxTxTx= %
SH DNMG110404-SH | 0.4 (A A ° =
DNMG110408-SH 0.8 (A A ®
DNMG150404-SH 04 AAAOGOOAA [ o |00
DNMG150408-SH 08 AAAGO®AA ) o @0
DNMG150412-SH 12 AAAGOAA ) o (@ m
DNMG150604-SH 04 [AA @O
DNMG150608-SH | 0.8 (a4 @@ HOLE
Light Cutting| DNMG150612-SH 12 |AA @O
SA DNMG150404-SA 04 AAAGO®AA (X}
DNMG150408-SA 08 AAAGOOAA [ X J ¢
P DNMG150412-SA 12 |AAAGOOAA ()
_/ DNMG150604-SA 04 [AAAGO ®
DNMG150608-SA 08 [AAAGO ®
Light Cutting| DNMG150612-SA 12 [AAAGO® °
*1 SW DNMX110404-SW 04 (A A R
DNMX110408-SW 0.8 (a A
DNMX150404-SW 04 (AA A () (X}
DNMX150408-SW | 0.8 (A A A ° (X) S
DNMX150412-SW 12 |AA A (X}
DNMX150604-SW | 0.4 (A A A () (X}
Light Cutting | PNMX150608-SW | 0.8 |4 A A o (o0 T
(Wiper) DNMX150612-SW 12 |AA A (X}
SY DNMG150404-SY 0.4 A ® (X} '}
DNMG150408-SY 0.8 A o ofe
@ DNMG150604-SY | 0.4 o
DNMG150608-SY 0.8 A () W
Light Cutting
MJ DNMG150404-MJ 0.4 o0 ooo ()
DNMG150408-MJ 0.8 o0 o000 ®
DNMG150412-MJ 1.2 o0 o000
DNMG150416-MJ 1.6 o0 ooo
ﬂ DNMG150604-MJ 0.4 o0 o000
DNMG150608-MJ 0.8 o0 o000
DNMG150612-MJ 1.2 o0 o000
Light Cutting| DNMG150616-MJ | 1.6 oo ooeo
MJ DNGM150404-MJ 0.4 [ X ) (X )
DNGM150408-MJ 0.8 [ X ) [ X )
Light Cutting
*1 Please refer to A028 before using the SW breaker (wiper insert). ® = NEW
- - CHIP BREAKERS > A042
Scan here for product NEWS ) % EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION >Aa002 A083
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TURNING INSERTS [NEGATIVE]
a o D N TYPE INSERTS DNMG 15 04 04- MP
& 55 WITH HOLE S IO, Sonee vt 0 pige oo

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

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

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel EECEEED s /s|elolo]olcle
m Workpiece M | Stainless Steel [ IE (O, 2 Glgsles| 10|00 |
Material | K | Castlron I elele sl | lololo| |slolc
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
¢ RE mco:Evu\"ammmommmmo DWW wwWL = |w 1010 ow
Shape Order Number (mm)gggggégggéégggggéggg §§§§§§§§§§§§§§ggéé
YL SSS5232S2588S2555 5558588555823 5E kS
MP DNMG150404-MP 04 AAAGOOAAA ()
DNMG150408-MP 08 AAAGOO®AAA ®
R DNMG150412-MP 12 |AAAOGOAAA ()
sy DNMG150416-MP 16 AAAOGOAAA
DNMG150604-MP 04 AAAGOOAAA ®
S DNMG150608-MP | 0.8 [AAA®®AAA °
DNMG150612-MP 12 |AAAGOOAAA ()
Medium Cuttingl DNMG150616-MP 16 AAAGOO®AAA
T MM DNMG150408-MM | 0.8 XY
DNMG150412-MM 1.2 [ X X}
v W DNMG150608-MM | 0.8 X
DNMG150612-MM 1.2 [ X X J
Medium Cutting
W MK DNMG110408-MK 0.8 AA
DNMG150404-MK 0.4 AA
DNMG150408-MK 0.8 AA
' DNMG150412-MK 1.2 AA
DNMG150604-MK 0.4 AA
DNMG150608-MK 0.8 AA
Medium Cutting] DNMG150612-MK 1.2 AA
*1 MS DNMG150404-MS 0.4 o000 ()
DNMG150408-MS 0.8 o000 ®
DNMG150412-MS 1.2 o000 ®
ﬂ DNMG150604-MS 0.4 o000 ®
DNMG150608-MS 0.8 o000 ®
Medium Cutting] DNMG150612-MS 1.2 000 o
MS DNMG110408-MS 0.8 A ®
DNMG150404-MS 0.4 AA [} o000
| DNMG150408-MS | 08 | a Ae X °
g/‘/_' 7| DNMG150412Ms | 12 | a ° ooe
DNMG150604-MS 0.4 A ® o000 o
DNMG150608-MS | 0.8 | A ) o000
Medium Cutting] DNMG150612-MS 1.2 A o000
*1 Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW
@ : Inventory maintained in Japan. Orders for the MC60 series, UE60 series, MC50 series, and UC51 series

A : Inventory maintained in Japan. To be replaced by new products. will be discontinued after new grades are released.
A08 4 (10 inserts in one case) The successor grades are the MC61 series and the MC51 series (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEOREERED ss[a|eloo]o[cle
. M | Stainless Steel €3 0O% ClB|E[ |O0[0] (&
Wl\jl);lig:-;ﬁe K | Castlron 0 € OGCG G|® O[0[O] [%|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee %)
Coated 82?,}16& Cemet| Carbide lﬂ‘__l
NEW 2
R R R R R R P P R R E R R A S S R = < H
DDD=E====D==E==DD==DD=2 ===2=D>>>D|=4«<>|2ZOxTxTx= %
GK DNMG150404-GK | 0.4 AA O =
DNMG150408-GK 0.8 AA
DNMG150412-GK 1.2 AA
, DNMG150604-GK 04 AA
DNMG150608-GK 0.8 AA m
Medium Cuttingl DNMG150612-GK 1.2 AA
GM | DNMG150404-GM | 0.4 XY HOLE
DNMG150408-GM 0.8 o000
43877 | DNMG150412-GM 1.2 (X X )
/’—'/M DNMG150604-GM | 0.4 XY ¢
DNMG150608-GM 0.8 o000
Medium Cutting| DNMG150612-GM 1.2 o000
MA DNMG110404-MA 04 (AA AA
DNMG110408-MA 0.8 (A A AA
DNMG110412-MA 12 |AA AA R
DNMG150404-MA 04 AAAGOOAA 00 AOGAAA [ X ) [ J [ J
DNMG150408-MA 08 AAAGOO®AAA 00 AOAAA ([ X J [ [
DNMG150412-MA | 12 (AAA®@®@AAA 00 0AA o0 ° ° S
DNMG150604-MA 04 |AAAGOAA 00 O0AA [ X ) ® ®
DNMG150608-MA 0.8 AAAGO®AAA 00 O AAA [ X J [ J [ J
DNMG150612-MA 12 AAAOGOOAAA 00 O AAA [ X ) [ J [ J T
Medium Cuttingl DNMG150616-MA 1.6 A
MH DNMG150404-MH 04 |[AAAOGO ]
DNMG150408-MH 08 AAAGOAAA
DNMG150412-MH 12 AAAGOO®AAA
DNMG150604-MH 04 |AA @O W
DNMG150608-MH 08 AAAGOAAA
Medium Cuttingl DNMG150612-MH 12 AAAGOAAA
Standard| DNMG110408 08 | A )
DNMG150404 04 AAAOGOOAA AA [ J ([ X J [ J
DNMG150408 08 AAAGOOAAA A A e |0 o0 [
_ DNMG150412 12 [AAAGO®AAA A ° °
4~ 7 | DNMG150416 16 | a AAA
DNMG150604 04 |AAAGOAA A () [
DNMG150608 08 AAAGO®AAA AA o |@ ()
DNMG150612 12 |AAAGOAAA A ®
Medium Cuttingl DNMG150616 1.6 A AAA
*T MW DNMX150408-MW | 0.8 |A A A AAA
o DNMX150412-MW | 1.2 (A A A AAA
: 'Zi‘g}‘{ DNMX150608-MW | 0.8 (A A A A AAA
Medium Cuting DNMX150612-MW | 1.2 |A A A AA
(Wiper)
*1 Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042

]
Sean here for product NEWS b %@ : EXTERNAL TURNING > C002—C005  GRADES > A030
e BORING > E002—E005  IDENTIFICATION >Aa002  A085
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14
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-

WITH
HOLE

A086

TURNING INSERTS [NEGATIVE]

4§‘:,'255F’ DN

TYPE INSERTS
WITH HOLE

DNGG 1504 04 R
T RT

—
Size  Thickness Corner Radius

R/L

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

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

8 8 8 8 I 8

g7 g7 = = @ = ﬁ&

E6 E6 E6 E6 | - E6

3° G 3@ 3° 3° 3°

24 ‘ 24 24 24 24

[s} [s} [s} [s} [s} m‘

<3 <3 <3 <3 <3

32 82 — 82 &2 1 ® 2

o i o | o m o i L o
= s S O @ 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

¥ : Unstable Cutting (1st recommendation)

P | Steel EEEECED s /s|elolo]olcle
Workpiece M | Stainless Steel [ IE (O, 2 Glgsles| 10|00 |
Material | K | Castlron I elele sl | lololo| |slolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
RE :Evu\")mmmommmm 0 0 uwww |- 0 n
Stepe || omertmer oy (B2 R EEEE8E 888 a2 20 BoloREl e aaRaE 2t
YL SSS5232S2588S2555 5558588555823 5E kS
R/L DNGG150404R 0.4 ool o
DNGG150404L 0.4 ool o
DNGG150408R 0.8 o0e
DNGG150408L 0.8 (Y )
DNGG150604R 0.4 L]0
DNGG150604L 0.4 )
DNGG150608R 0.8 ()
Medium Cutting] DNGG150608L 0.8 ®
RP DNMG150408-RP 08 |AA @@ AAA
DNMG150412-RP 12 |AA @O AAA
i DNMG150416-RP 16 [AA OO AAA
-2 DNMG150608-RP | 0.8 ([AA ©@AAA
DNMG150612-RP 12 |[AA OO AAA
Rough Cutting)] DNMG150616-RP 16 [AA ©O@AAA
RM DNMG150408-RM 0.8 [ X X J
DNMG150412-RM 1.2 [ X X J
DNMG150416-RM 1.6 [ X X}
DNMG150608-RM 0.8 [ X X}
DNMG150612-RM 1.2 [ X X J
Rough Cuttingl DNMG150616-RM 1.6 [ X X J
RK DNMG150408-RK 0.8 AA
DNMG150412-RK 1.2 AA
' DNMG150608-RK | 0.8 AA
DNMG150612-RK 1.2 AA
Rough Cutting
RS DNMG150408-RS 0.8 [ X ) ®
DNMG150412-RS 1.2 [ X ) °
DNMG150416-RS 1.6 [ X ) ()
ﬂ DNMG150608-RS 0.8 [ X ) ®
DNMG150612-RS 1.2 ([ X ) ®
Rough Cuttingl DNMG150616-RS 1.6 o0 o
o - W

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series




@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|%| 0|8 |Clw|8 |5 e (45| €|O|0|0|G|%
e e M | Stainless Steel 0¢C ¥ O% clala] lololol s
Material K | Castlron o€ OGCGG Gl O|O|O] [E#5|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee %)
Coated Coated|p.ml  Caride x
Cermet w
RE NEW 2
COOOWOVOOVOOONNNRNNULLOLY 00O Sre=ANPANN®MNS TS O S
L55S2855352323539S5555 555933355 %8F5555ks &
GH DNMG150408-GH | 0.8 |[AAA®@® o A =
DNMG150412-GH 12 |lAAAOGO [ AA
.- DNMG150608-GH | 0.8 [AAA®® o 4Aa
DNMG150612-GH 12 [AAAG®O [ AA
Rough Cutting m
GJ DNMG150408-GJ 0.8 e oo ®
DNMG150412-GJ | 1.2 o oo o m
g DNMG150416-GJ 1.6 e oo ®
— DNMG150608-GJ 0.8 e o
DNMG150612-GJ 1.2 e o ¢
Rough Cuttingl DNMG150616-GJ 1.6 e o
HL DNMM150408-HL 0.8 AA ®
s | DNMM150412-HL 1.2 AA [
- DNMM150608-HL | 0.8 AA °
: DNMM150612-HL | 1.2 AA ° R
Heavy Cutting
HZ DNMM150408-HZ 0.8 AA AA
DNMM150412-HZ 1.2 AA AA S
DNMM150608-HZ 0.8 AA AA
DNMM150612-HZ 1.2 AA AA
Heavy Cutting T
Flat Top | DNMA150404 0.4 AAA ()
DNMA150408 0.8 AAA ® (X ) '}
DNMA150412 1.2 AAA
, DNMA150604 0.4 AA
DNMA150608 0.8 AAA W
DNMA150612 1.2 AAA
Flat Top | DNGA150404 0.4 )
DNGA150408 0.8 (X )
o - WEw
- - CHIP BREAKERS > A042
Scan here for product NEWS ) ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION >A002  A087
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TURNING INSERTS [NEGATIVE]

o IR NI PE INSERTS RNMG 12 04 00
WITH HOLE Size ThlckneSi P(ig::; ?:?::sto page A002.

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

Depth of Cut (mm)

O =~ N W s OO N ®
Depth of Cut (mm)

O = N W hH OO N

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

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

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|GI& | 08| G585 @ g5|45| €| O|O|0|G|4s
m Workoi M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
orkpiece
Material | K | Castlron [ ]lelle]lc cles| | |ojolo] |slole
v;:]‘[': N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated gg?rtr%t Cemet| Carbide
(H Ic NEW
Shape Order Number woowWLLUBgoWVVLS BVYWVWY wow EEwgle o1 ow
P mm) |2 SES5889558388852 So88kELEgZZASEEosS
B ES88862800akw00882 22ER aaolaat|NEEEERE
D DDD=E=S=S==D=S=E==DD==DD=2| ===2=DO>>>D|=«<>|IZ2ZObxxT=
Standard RNMG120400 127 | AA AA
P
-
Medium Cutting
S
T
']
w

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A088 (10 inserts in one case) (scheduled to be released).



TYPE INSERTS
WITH HOLE

Size  Thickness Corner Radius

D90° SN

SNMG 12 04 04- FP
T RT

—
Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutting-- (@l
P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (=350MPa)
8 8 ‘ 8 T 8
—~7 —~7 —~7 —~7 ﬁ»
§ 6 § 6 | § 6 § 6 m s
55 55 @D 55 55 [+4
S, S, e S, S, i
N N °s N 2
i g || B || 8 2
1 1 = | 1 \4: 1 E
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 o
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ |40 @|O0|0|10 |G|
Workoi M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (& m
Material | K | Castlron eleoclc cls| | |ojolo| |sloje
N | Non-ferrous Metal G :llﬂl
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee .
Coated gg?rtr%t Cemet| Carbide
RE NEW [H
NooOUVULLVWVOWVWLLWLo 0w OOV (kL n [TelTs) o
Shape Order Number (mm) 289538355988 9852c2 S-S NZzZIasElboss
B ES88862800akw00882 22ER aaolaat|NEEEERE
DDODDS=SS=S=SDES=S=S=DD==DD=E ===O>>>D=«>|1Z2Zbxx= D
SNMG120404-FP 0.4 AA [ ([ ]
SNMG120408-FP 0.8 AA () [}
SNMG120412-FP 1.2 AA () ® R
SNMG090304-FH 0.4 ()
SNMG090308-FH 0.8 [}
SNMG120404-FH 0.4 A () [}
SNMG120408-FH | 0.8 | A ° T
Finish Cutting
FS SNMG120408-FS 0.8 [} ']
W
Finish Cutting
LP SNMG120404-LP 04 [AA OO AAA [}
SNMG120408-LP 08 [AA 0O AAA ()
‘ﬁ, SNMG120412-LP | 1.2 (AA ©@AAA
Light Cutting
SNMG120404-LM 0.4 [ X X J
SNMG120408-LM 0.8 o000
Light Cutting
LK SNMG120408-LK 0.8 AA
- SNMG120412-LK 1.2 A A
Light Cutting
® = NEW
- - CHIP BREAKERS > A042
Scan here for product NEWS ) "'7 : ! EXTERNAL TURNING > C002—CO005 GRADES > A030
i BORING > E002—E005  IDENTIFICATION ~ >A002  A089
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TURNING INSERTS [NEGATIVE]

Q90 SN

TYPE INSERTS
WITH HOLE

SNMG 12 04 04- SH
T RT

—_—
Size  Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l
A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
R 8 R 8 ‘ R 8 R 8 ﬁ»
o E | Hne
P @ |
=z £3 £3 £3 £3 [ Lx )
e & 2 g2 [0 R ey || &
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ |40 @|O0|0|10 |G|
m . M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
ot | K| castiron eleoclc cls| | |ojolo| |sloje
‘m]‘l': N | Non-ferrous Metal @
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
(H RE NEW
Shape Order Number (mm) [BES 2N 8882 88808820 5558'5‘:%&55%%5555':32
BEEB8838EE50 nn00b52 EEiacsacooaSecEEee
D DDODDS=SS=S=SDES=S=S=DD==DD=E ===O>>>D=«>|1Z2Zbxx=
SH SNMG120404-SH 0.4 A
— SNMG120408-SH 08 [AAAOGO ®
R ;.22 SNMG120412-SH | 1.2 | Aa
Light Cutting
SA SNMG120404-SA 0.4 A (]
ey SNMG120408-SA 08 [AAAOGO ®
PSE | SNMG120412SA | 12 | Aa o
T
Light Cutting
'] SNMG120408-SY 0.8 A ()
W
Light Cutting
MP SNMG120404-MP 04 AAAGOOAAA [}
— SNMG120408-MP 08 [AAAGOOAAA ()
@} SNMG120412-MP 12 [AAAGOOAAA (]
S
Medium Cutting
MM SNMG120408-MM 0.8 o0 0
SNMG120412-MM 1.2 o000
SNMG120416-MM 1.6 o000
SNMG150608-MM 0.8 (X X J
SNMG150612-MM 1.2 o000
SNMG150616-MM 1.6 o000
SNMG190612-MM 1.2 o000
Medium Cutting| SNMG190616-MM | 1.6 (XX
® = NEW

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

A090

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|%| 0|8 |Clw|8 |5 e || €|O0|0|0|C|%
e e M | Stainless Steel 0¢C ¥ O% clala] lololol s
Material K | Castlron @€ OGG G| O|0|0| [&#|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee
Coated Coated| camet| - Carbide
RE :E\Slammm 0|01 ) www |- 0
Shape Order Number (mm)§§§$§528§8338§£85§22 ggggggﬁggﬁgﬁﬁzsogg
EEES8888 285555500802 228 aneanSerErpE
DDODD=====D=2===DD==2DD=2 ===2DO>>>D|=«>Z2ZOxTxxTx=
MK SNMG120408-MK 0.8 AA
SNMG120412-MK 1.2 AA
SNMG120416-MK 1.6 AA
- SNMG150612-MK 1.2 AA
SNMG150616-MK 1.6 AA
SNMG190612-MK 1.2 AA
Medium Cuttingl SNMG190616-MK 1.6 AA
*1MS SNMG120404-MS 0.4 (X X} )
SNMG120408-MS 0.8 (X X} )
SNMG120412-MS | 1.2 (X X °
SNMG150612-MS 1.2 (X X} )
SNMG150616-MS 1.6 (X X ) )
Medium Cuttingl SNMG190612-MS 1.2 (X X )
MS SNMG090304-MS 0.4 [
SNMG090308-MS 0.8 ()
: SNMG120404-MS 0.4 A ®
Ii” SNMG120408-MS | 0.8 | A A Ae eecoe e o
G | SNMG120412-MS | 12 | a ° X
SNMG120416-MS 1.6 [
Medium Cuttingl SNMG190616-MS 1.6 (]
GK SNMG120404-GK 0.4 AA )
SNMG120408-GK 0.8 AA
- SNMG120412-GK 1.2 AA )
Medium Cutting
GM SNMG120404-GM 0.4 (X X )
' SNMG120408-GM | 0.8 (XX
|| snmG120412-GM | 1.2 Y
Medium Cutting
MA SNMG120404-MA 04 |AAAGOAA 00 O0AA [ X ) ) )
SNMG120408-MA 0.8 AAAGOO®AAA 00 O AAA ([ X J [ [
SNMG120412-MA 12 [AAAGOOAAA 00 O AAA ([ X J [ J [ ]
SNMG120416-MA 1.6 [ X )
SNMG150608-MA 08 |[AAAOGO ®
SNMG150612-MA 12 AAAGOO®AAA )
SNMG150616-MA 1.6 A AAA
SNMG190612-MA 12 |AAAGOAAA
SNMG190616-MA 16 AAAGOO®AAA )
SNMG120408-MH 08 AAAGO®AAA
SNMG120412-MH 12 AAAGOO®AAA A
SNMG190612-MH 12 [AAAG®O
SNMG190616-MH 16 [AAAG®O®
Medium Cutting
*1 Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW
= - CHIP BREAKERS > A042
Sean here for product NEWS b % EXTERNAL TURNING > C002—C005  GRADES > A030
B BORING > E002—E005 IDENTIFICATION > A002
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TURNING INSERTS [NEGATIVE]

o s N TYPE INSERTS SNMG 09 03 04
o 90 WITH HOLE T T o ot 0 page A

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

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
8 8 [ 8 1 8
" g7 g7 | = e’ ﬁ&
L E6 E6 E6 E6
@ 55 55 55 55
g |2 9 o K K
k] k] k] k]
=z £3 £3 £3 £3 @
O o2 *Q o2 i — o2 ] © 2
4 [a] ] [a] | o I | o
= 1 ! | 1 == ] 1
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel DR CERED sss|e|o/olo]cle
m Workpiece M | Stainless Steel LJL 45 2(@)F 4 clalel lollol s
Material | K | Castlron eeOCC cles| | |ojolo] |slole
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggfrt,ig Cemet| Carbide
Shape | OrderNumber | 182 S 2R2888 2288808280 B2 orki=Rz2/08 1 22
R R REEE L R P E R R S N e R =g
D S55SSSSS5=5SSsS535SS55S5 SSsS555>5E<>Z2Z5xTes
Standard| SNMG090304 04 (AAA AA ) eooe
SNMG090308 0.8 ([AAA A A () (XXX
R SNMG120404 04 AAAGOAA () o @ o
SNMG120408 08 AAAGO®AAA AA ° |o eoleoe
: SNMG120412 12 AAAGOOAAA AA LX)
SNMG120416 1.6 AA AAA A oe
SNMG120420 2.0 A AAA
SNMG150612 12 [AAAGOOAAA A
T SNMG150616 1.6 AAA
SNMG190612 12 AAAGOOAAA A [
'} Medium Cuttingl SNMG190616 16 AAAGOOAAA (]
R/L SNGG090304R 0.4 ool o
SNGG090304L 04 LX)
W SNGG090308R 0.8 [ X )
q; SNGG090308L 0.8 Y
—_'_J SNGG120404R 0.4 () LX)
SNGG120404L 0.4 () LX)
SNGG120408R 0.8 () (X )
Medium Cutting] SNGG120408L 0.8 ® o006 ©
RP SNMG120408-RP 08 |AA @O AAA
SNMG120412-RP 12 [AA ©@OAAA
SNMG120416-RP 16 [AA @O AAA
H SNMG150612-RP | 12 [AA @@AAA
W | SNMG150616-RP | 16 (AA ®©@AAA
SNMG190612-RP 12 [AA OO AAA
Rough Cutting] SNMG190616-RP 16 |AA @O AAA
RM SNMG120408-RM 0.8 [ X X}
SNMG120412-RM 1.2 [ X X J
SNMG120416-RM 1.6 [ X X J
SNMG150612-RM 1.2 [ X X}
SNMG150616-RM 1.6 [ X X}
SNMG190612-RM 1.2 [ X X J
Rough Cuttingl SNMG190616-RM 1.6 [ X X}
® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A092 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel I ECREERED B eI
Workpiece M | Stainless Steel o¢C e O8 G|%Es |[O|O|O] [ “
Material K | Castlron Y elcle Glss ololol |zlole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee %)
Coated 82?,}16& Cemet| Carbide lﬂ‘__l
RE NEW 2
Shape | OrderNumber | |82 282888228880 858%0 3282208 22 O
BRE888882855Eh00000 2228  anarnoNecERe £
DDDSSS=S=S5=S==S=S05D5SSD5155 =S==55555|=<>|Z2Z2oxxcxs &
RK SNMG120408-RK | 0.8 AA a
SNMG120412-RK 1.2 AA
SNMG120416-RK 1.6 A A
- SNMG150612-RK 1.2 AA
SNMG150616-RK 1.6 AA m
SNMG190612-RK 1.2 AA
Rough Cuting] SNMG190616-RK | 1.6 AA HOLE
RS SNMG120408-RS 0.8 [ X ) ®
SNMG120412-RS 1.2 o0 ®
SNMG120416-RS 1.6 o0 () ¢
SNMG150616-RS 1.6 [ X ) ®
SNMG190612-RS 1.2 [ X ) D
SNMG190616-RS 1.6 o0 ®
SNMG120408-GH 08 [AAAOGO ® AA
SNMG120412-GH 12 [AAAOGO AO® AA R
== SNMG120416-GH 16 [AA @O [ )
‘#) | SNMG150612-GH | 12 oA @@
= SNMG150616-GH 1.6 A
SNMG190612-GH 12 |[AA @O ®
Rough Cuttingl SNMG190616-GH 16 ([AA @@ °
HX SNMM120408-HX 0.8 AA T
SNMM120412-HX 1.2 AA
SNMM150612-HX 1.2 AA ]
' -~ SNMM190612-HX 1.2 AA AAO
— SNMM190616-HX 1.6 AA AAO
SNMM190624-HX 2.4 AA AAO W
SNMM250724-HX 2.4 AA AAO
Heavy Cuting] SNMM250924-HX | 24 | A A AAO
HL SNMM120408-HL 0.8 AA ®
SNMM120412-HL 1.2 AA °
SNMM150612-HL 1.2 A A ®
SNMM190612-HL 1.2 AA ®
SNMM190616-HL 1.6 AA ®
Heavy Cutting| SNMM190624-HL 2.4 AA °
HR SNMM250724-HR 2.4 AA
. SNMM250924-HR 2.4 AA
Heavy Cutting
SNMM190616-HV 1.6 AA AAO
SNMM190624-HV 2.4 AA AAO
SNMM250724-HV 2.4 AA AAO
SNMM250924-HV 2.4 AA AAO
Heavy Cutting
o = NEW
— CHIP BREAKERS > A042
Scan here for product NEWS b %ﬁ“?ﬁ EXTERNAL TURNING > C002—C005 GRADES > A030
e BORING > E002—E005  IDENTIFICATION >Aa002  A093
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TURNING INSERTS [NEGATIVE]

Q90 SN

TYPE INSERTS
WITH HOLE

SNMM 12 04 08- HZ
e

Size

— —
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

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

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B) K Cast Iron (£350MPa)
R 8 R 8 ‘ R 8 R 8 ﬁ»
o | | M an
Bl i
=z £3 £3 £3 £3 [ Lx )
e | & D &2 T || B || &
E 0 01 03 05 07 0 01 . 03 05 07 0 0.1 7.3 70.5 0.7 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ (45| €|O|0|0|G|%
m . M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
ot | K| castiron eleoclc cls| | |ojolo| |sloje
%‘1‘: N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
¢ Sh Order Numb i m°°‘T’Ev“\;mmm°mmmm° VLWL wWWY ==L (0 i) ow
D LLL5S85255232358953595 555938855582 558ks
SNMM120408-HZ 0.8 AA AA
SNMM120412-HZ 1.2 AA AA
R SNMM150612-HZ 1.2 AA
SNMM190612-HZ 1.2 AA [ ]
SNMM190616-HZ 1.6 AA (]
SNMM150612-HM 1.2 AA [ ]
SNMM190612-HM 1.2 A A [}
SNMM190616-HM 1.6 A A [}
T SNMM190624-HM | 2.4 AA °
SNMM250724-HM 2.4 AA
'] Heavy Cutting| SNMM250924-HM 2.4 AA
Flat Top | SNMA090304 0.4 [ ]
SNMAO090308 0.8 AAA (]
1] SNMA120408 0.8 AAAA 000
SNMA120412 1.2 AAAA (]
SNMA120416 1.6 AAA
SNMA150612 1.2 AA
SNMA150616 1.6 AA
SNMA190612 1.2 AAA
SNMA190616 1.6 AAA
Flat Top | SNGA090304 0.4 ([ ]
SNGA120404 0.4 [ ]
SNGA120408 0.8 [ ] ( X J

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

A094

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series



o T N TYPE INSERTS TNMG 16 04 02- FP
A 60 WITH HOLE eIk =sRcone LT Ees e

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

P Mild Steel P Carbon Steel - Alloy Steel (180—2808) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)

8 8 8 8 I 8

! ! ! ! @ 2@

Ees £6 Es6 Es - E6 T

3° G 3@ 3° 3° 3°

o4 ‘ o4 o4 o4 o4

[s} [s} [s} [s} [s} m

£3 £3 £3 £3 £3

32 32 i — %2 o2 | © 2

o - la] || o m la] i || a
e 1S i v J oY IS ] 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel R EECREERED slaeolololcle
Workpiece M | Stainless Steel [ IES(lF 2 GlgE| |O0|0] |
Material | K | Castiron ee0clc cls| | lololo| |slolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
NEW
Shape Order Number <§§)§§§§§§§§§§§§§§g§§§£e §§§8EEE§§%E§§SB°§§
BEEBBBE8EEC5E0500002 BataeaaaeraSabEElE
DDODDE=S===D==E==DD==DD= ===2D0>>>D2=«>Z2ZbxxT=
FP TNMG160402-FP 0.2 AA ) )
TNMG160404-FP 0.4 AA ) )
TNMG160408-FP 0.8 AA ) )
TNMG160412-FP 1.2 AA ® ()
TNMG110304-FH 0.4 ®
TNMG160402-FH 0.2 AA ® [ X )
TNMG160404-FH 0.4 A (X B X )
TNMG160408-FH 0.8 AA (X I X )
Finish Cutting
FS TNMG160404-FS 0.4 A )
Y TNMG160408-FS 0.8 A )
(-
Finish Cutting
FY TNMG160404-FY 0.4 A e oeoo
i TNMG160408-FY 0.8 A e ofe
Finish Cutting
R/L-FS | TNGG160402R-FS | 0.2 ° )
TNGG160402L-FS | 0.2 ) )
';\ TNGG160404R-FS | 04 ) )
_ | TNGG160404L-FS | 04 o )
TNGG160408R-FS | 0.8 °
Finish Cutting] TNGG160408L-FS | 0.8 o
R/L-F TNGG160402R-F 0.2 ®o (o [ X )
TNGG160402L-F 0.2 ®o (@ [ X )
4 | TNGG160404R-F | 04 o o |oo
o TNGG160404L-F | 0.4 o 0 |00
TNGG160408R-F 0.8 ®o (o (X}
Finish Cutting| TNGG160408L-F 0.8 e (o i

R CHIP BREAKERS > A042
Scan here for product NEWS p Ry EXTERNAL TURNING > C002—C005 GRADES > A030
B BORING > E002—E005 IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A095
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A

TURNING INSERTS

WITH
HOLE

A096

TURNING INSERTS [NEGATIVE]

Aesoc TN

TYPE INSERTS

WITH HOLE

TNMG 16 04 04- LP
T RT

—_—
Size  Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 ] 8
g7 g7 £7 £’ # €’ ﬁ
£Es6 £Es6 £Es6 Es6 - £Es6 T
55 55 55 55 55
% 4 m‘ % 4 D % 4 % 4 % 4
£3 £3 £3 £3 £3 @
32 .—@ 32 — 32 \"mm 32 : 82
1 H 1 =~ ‘ ] 1 — ‘ 1 —— . 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|t| @8 |G| |8 ke |55 €| O|0|10|Ce%
Workoi M | Stainless Steel (L 3EJOlF 2 Gl@ig OO0 [
Material | K | Castiron ee0clc cls| | lololo| |slole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|E% Glele
Coated ggﬁf‘g Cemet| Carbide
RE NEW
NoOoOVMUVLLO VWL wWwY Y 0 0 == 't} [Tel s} o w
Shape Order Number mm)|2cSs2588355988y852ce SoovErEERZzZINgEhoss
PREC88882800ahnol88E 2R aanler R lERERE
DODDS=S=S=S=SDS=S==DD==DD= ===O>>>D=«>ZzZbxrxxTx=
LP TNMG160404-LP 04 |[AA OO AAA (]
X TNMG160408-LP 08 |[AA OO0 AAA (]
//J&\\\ TNMG160412-LP 12 |AA OO AAA ()
o Mg
= TNMG220408-LP 08 |[AA 00 AAA ()
Light Cutting| TNMG220412-LP 12 [AA ©@O@AAA
TNMG160404-LM 0.4 [ X X ]
TNMG160408-LM 0.8 [ X X J
TNMG160412-LM 1.2 [ X X J
Light Cutting
LK TNMG160404-LK 0.4 AA
TNMG160408-LK 0.8 AA
A TNMG160412-LK 1.2 AA
Light Cutting
LS TNMG160402-LS 0.2 (X X [ ]
TNMG160404-LS 04 (X X J [ )
A TNMG160408-LS 0.8 (XX ()
Light Cutting
SH TNMG160404-SH 04 AAAOGOAA [ ] o |00
A TNMG160408-SH 08 AAAGOO®AA [ J o (@00
/@'y | TNMG220408-SH | 08 (oA @@ °
o ol
Light Cutting
SA TNMG160404-SA 04 AAAOOAA o0
TNMG160408-SA 08 [AAAGOOAA [ X
é.éﬁ TNMG160412-SA | 12 [AAAG® °
J TNMG220408-SA 08 |[AAAGO
Light Cutting] TNMG220412-SA 1.2 A
® = NEW

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel OlG|& |08 CGlH 8w e &[5 €|O|0|10|Cle%
. M | Stainless Steel €T O% GRelgs| |O0|10] (&
Wl\jl);ltg:%ﬁe K | Castlron o€ OCG G|® Ol0|0] [#|O|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee
Coated Coated| camet| - Carbide
Sh RE moc":’Ev“\"’“’"""cmmmmo 0O WY v VWY (kW _[v 00 0
ape OrderNumber 1 () [SSS =S N8 S oSd98wSoore godnrxESlazzAssE S
EEES888528o0ERn00002 B8 aaneasSerEroE
DDODD=====D==E==DD==DD= ===2D2>>>D2|=«>Z2ZObxxTxx=
*1 SW TNMX160404-SW 04 (AA A ® [ X )
TNMX160408-SW 0.8 (A A A A () (X )
Hem—
Light Cutting
sZWiper)
SY TNMG160404-SY 0.4 A e eoeoo
A TNMG160408-SY 0.8 A e ofe
N
AR,
Light Cutting
TNMG160404-MJ 0.4 e o000 ®
TNMG160408-MJ 0.8 o0 oo00 ()
TNMG160412-MJ 1.2 o0 o000
Light Cutting
R/L-K TNGG160402R-K 0.2 ® [ X )
TNGG160402L-K 0.2 () [ X )
/ TNGG160404R-K | 0.4 o |oo
% TNGG160404L-K 0.4 ® ()
TNGG160408R-K 0.8 ®
Light Cutting| TNGG160408L-K 0.8 o
MP TNMG160404-MP 04 AAAGOAAA ®
' TNMG160408-MP 08 AAAGO®AAA ®
_ \ TNMG160412-MP 12 [AAAGOOAAA ()
W | TNMG220408-MP | 08 [AAA®®AAA
Medium Cutting| TNMG220412-MP 12 [AAAGOAAA
TNMG160408-MM 0.8 [ X X J
TNMG160412-MM 1.2 [ X X}
TNMG220408-MM 0.8 [ X X}
TNMG220412-MM 1.2 [ X X}
Medium Cutting| TNMG220416-MM 1.6 [ X X}
MK TNMG160404-MK 0.4 AA
TNMG160408-MK 0.8 AA
A TNMG160412-MK | 1.2 AA
TNMG220408-MK 0.8 AA
TNMG220412-MK 1.2 AA
Medium Cutting| TNMG220416-MK 1.6 AA
*2 MS TNMG160404-MS 0.4 (X X ) )
TNMG160408-MS 0.8 o000 ()
A TNMG160412-MS | 1.2 XY °
TNMG220408-MS 0.8 (X X} ®
Medium Cutting| TNMG220412-MS 1.2 o000 ()
*1 Please refer to A028 before using the SW breaker (wiper insert). ® = NEW
*2 Newly designed breakers : MP9005, MP9015, MP9025, MT9015
- - CHIP BREAKERS > A042
Scan here for product NEWS ) ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
B BORING > E002—E005 IDENTIFICATION > A002

TURNING INSERTS

WITH
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TURNING INSERTS [NEGATIVE]
o T N TYPE INSERTS TNMG 16 04 04- MS
o\ 60 WITH HOLE T et o

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
~ 8 ~ 8 ~ 8 ~ 8 I # R 8 ﬁ»
o | E s £ £ _ Lo
; u@ e
Z g3 ? g3 == g3 \"m £3 £3 @
s % e SEYo | NP | 8 B e ||
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|& |08 C|ld|#|d|e |55 @|O|0[0|C|E
m Workpiece M | Stainless Steel ¢ ¥ O® clelel lollol e
Material | K | Castlron elcocc cls| | lololo| |slole
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8 O0|G|E% Glele
Coated ggﬁf‘g Cemet| Carbide
¢ RE y‘:EvuYammm (v v WV ) LWLWY [k~ 0
Shepe | OrderNumber | )82 2R 2888228880828 n S28,rki=R22108 8 22
BEEBBBE8EE5E0500002 Bataecaalera abEElE
D DODDSSS=S=SDOS=SS=D0DO==SD0D0S =S==O>>>2=<«<>|ZZbxxTx=S
MS TNMG160404-MS 0.4 A AO o000 ®
P TNMG160408-MS 0.8 AA AO o0000 () ()
R Q\‘ TNMG160412-MS | 1.2 | A ° 00
WY [ TNMG220408-MS | 08 | A ° eecee
Medium Cutting| TNMG220412-MS 1.2 ®
S GK TNMG160404-GK 0.4 AA
TNMG160408-GK 0.8 AA
A TNMG160412-GK | 1.2 AA o
TNMG220408-GK 0.8 AA
Medium Cutting| TNMG220412-GK 1.2 AA
'] GM TNMG160404-GM 0.4 [ X X J
P TNMG160408-GM 0.8 [ XX J
.\ TNMG160412-GM | 1.2 X
W WSS | TNMG220408-GM | 0.8 XD
Medium Cutting] TNMG220412-GM 1.2 o000
MA TNMG160404-MA 04 AAAGOOAA 00 AOAAA ( X ) () [}
TNMG160408-MA 08 AAAGOAAA 00 AOGAAAA [ X J [ J [ J
TNMG160412-MA 12 AAAGOOAAA 00 0 AA [ X J [} [}
TNMG220408-MA 08 AAAGOAAA 00 O0AAA (X ) [
PN TNMG220412-MA | 12 ([AAA®@AAA °e 0. oo °
@ TNMG220416-MA | 1.6 oo
TNMG270608-MA 08 |[AAAGO
TNMG270612-MA 12 AAAOGO ()
TNMG270616-MA 1.6 (X}
Medium Cutting] TNMG330924-MA | 2.4 o0
MH TNMG160404-MH 04 AAAOGO A
a TNMG160408-MH 08 AAAGOAAA
;& TNMG160412-MH 12 AAAGOOAAA
B | TNMG220408-MH | 0.8 (AAA®@AAA
Medium Cutting] TNMG220412-MH | 1.2 (AAA®@®@AAA
o - new

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A098 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel OlG|& |08 CGlH 8w e I [ (@)@ (@)l€] B
e e M | Stainless Steel [ 2k J(GlE 7 Gl@iB| |O0|0] |% “
Material K | Castlron o€ OCGC (€] O|OIO] [|O|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee %)
Coated 82?,}16& Cemet| Carbide lﬂ‘__l
NEW 2
COOOWOWOOOOYOINNNMNRNOLOHLY OO0 or-=NPANN®INS s =
L55S52553223389S555% S55958355%8Z55E5RE &
Standard| TNMG110304 04 | AA  AA o o =
TNMG110308 0.8 AA AA
TNMG160304 0.4 A AA ®
TNMG160308 0.8 AA AA [
TNMG160404 04 AAAOGO®AA A A e |o o000 0 m
TNMG160408 08 |AAAGOAAA AA ®o (@ (XXX
__ TNMG160412 12 [AAA®O®AAA AA ° HOLE
/‘\\ TNMG160416 16 | A AAA °
— TNMG220404 04 AAAGOAAA L0 c
TNMG220408 08 AAAGOOAAA [ X [
TNMG220412 12 [AAAGOAAA
TNMG220416 1.6 AA AAA D
TNMG270608 0.8 A AAA
TNMG270612 1.2 AA AAA ()
TNMG270616 1.6 AA R
Medium Cuting]| TNMG330924 2.4 e
*TMW TNMX160408-MW 0.8 (A A A AA
A TNMX160412-MW | 1.2 |A A A AAA S
Medium Cutting
Wiper)
R/L-ES | TNMG160404R-ES | 0.4 Ao
TNMG160404L-ES | 04 A0 ]
/" TNMG160408R-ES | 0.8 Ao
ﬂ TNMG160408L-ES | 0.8 Ao
TNMG220408R-ES | 0.8 [ W
Medium Cuttingl TNMG220408L-ES | 0.8 (]
R/L-2G | TNMG160404R-2G | 0.4 ()
TNMG160404L-2G | 04 ()
TNMG160408R-2G | 0.8 ®
TNMG160408L-2G | 0.8 ()
Medium Cutting
R/L TNGG110302R 0.2 ®
TNGG110302L 0.2 [ X )
TNGG110304R 04 (X )
TNGG110304L 0.4 [ X )
TNGG110308R 0.8 ®
/ TNGG110308L 0.8 o0
ﬁ‘—*’ N [ TNGG160304R 0.4 oole
TNGG160304L 0.4 [ X )
TNGG160402R 0.2 ® oo o
TNGG160402L 0.2 () (X )
TNGG160404R 0.4 ® (XXX
Medium Cutting| TNGG160404L 0.4 ® oo o
*1 Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

CHIP BREAKERS > A042

]
Sean here for product NEWS b %@ : EXTERNAL TURNING > C002—C005  GRADES > A030
e BORING > E002—E005  IDENTIFICATION >Aa002  A099
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TURNING INSERTS [NEGATIVE]
o T N TYPE INSERTS TNGG 1604 08R
A 60 WITH HOLE T e ot 0 g A

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

P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
~ 8 ~ 8 ~ 8 R 8 ] # R 8 ﬁ»
o | E e £ £ _ Lo
: Lo e
Z g3 ? g3 = £3 \"m £3 £3 )
% 8 f [i 8 ? S mi 8 f \\:ﬁ w 8 f \i: : 8 f
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|¢|e|8 C|d|#|d|e )55 @|O|0|0|C)E
m . M | Stainless Steel (L 3E JOlF 2 Gl@ig OO0 [
ot | K| castiron elcocc cls| | lololo| |slole
WITH N | Non-ferrous Metal @
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8 O0O|G|% Glele
Coated ggﬁf‘g Cemet| Carbide
¢ RE y‘:EvuY’mmm (v v WV ) wWLWY [k 0
Shepe | OrderNumber | )82 2R 2888228880828 n S28orki=R22108 5 22
BEEBBBE8EEC5E0500002 Bataecaaera abEEDE
D DDODDS=S=S=S=SDES=S==DD==DD= ===O>>>D=«>ZzZbxrxxTx=
R/L TNGG160408R 0.8 (] [ XL X X )
TNGG160408L 0.8 (] o000
R / TNGG220404R 0.4 0
A TNGG220404L 0.4 0
TNGG220408R 0.8 o0|®
S Medium Cutting| TNGG220408L 0.8 ooe
RP TNMG160408-RP 08 [AA @0 AAA
TNMG160412-RP 12 [AA OO AAA
. TNMG220408-RP 08 [AA @0 AAA
@ TNMG220412-RP | 12 [AA ®@AAA
'} '| TNMG220416-RP | 16 (AA ©@AAA
TNMG270612-RP 12 [AA OO AAA
Rough Cutting| TNMG270616-RP 16 |AA ©O@AAA
1] TNMG160408-RM 0.8 [ X X )
TNMG160412-RM 1.2 [ X X J
TNMG220408-RM 0.8 [ X X J
TNMG220412-RM 1.2 [ X X J
Rough Cuttingl TNMG220416-RM 1.6 [ XX )
RK TNMG160408-RK 0.8 AA
TNMG160412-RK 1.2 AA
A TNMG160416-RK | 1.6 AA
TNMG220408-RK 0.8 AA
TNMG220412-RK 1.2 AA
Rough Cutting| TNMG220416-RK 1.6 AA
RS TNMG160408-RS 0.8 [ X ) (]
TNMG160412-RS 1.2 ( X J (]
A TNMG220408-RS | 0.8 o0 °
TNMG220412-RS 1.2 o0 (]
Rough Cutting
o - NEw

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 00 (10 inserts in one case) (scheduled to be released).




@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel e REERED s|as|€|ojo]o|cle
. M | Stainless Steel €T O% GRe|E| OO0 |
Wﬁ;‘?ﬁi&ﬁe K | Castlron lellcll€ Gl ololo] [eslo|c
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy 0 € ¥ OO0 G| GClee I‘Q
Coated Coated| camet| - Carbide i
Sh RE mocl’:':Evu\"’mmmcmmmmo 0 WWw Y LW (=L (v [Tel's] w 2
ape OrderNumber I (mm) 2SS =S o328 s38 88520 soveapSazzIRdbb 22 9
COOOWOOOOOCONNKNNNNWVOVOHY OO0 ore=NPANaaN®mNSETs O S
L55S52553223389S555% S55938355%8Z55E5RE &
GH TNMG160408-GH | 0.8 ([AAA®@® ° AA =
TNMG160412-GH 12 |AA 00 A
/_ﬁ\ TNMG220408-GH 08 |[AAAGO () A
Pl 1 TNMG220412-GH 12 [AAAOGO () AA
E— TNMG220416-GH 16 [AA @O m
TNMG270612-GH 12 [AAAOGO [ )
Rough Cutting] TNMG270616-GH | 16 (oA @@ HOLE
HL TNMM160408-HL 0.8 AA ®
TNMM160412-HL 1.2 AA [ )
/@5:_\ TNMM220408-HL | 0.8 AA ° ¢
WSSO TNMM220412-HL | 12 AA °
Heavy Cutting] TNMM220416-HL 1.6 AA [ ) D
TNMM160408-HZ 0.8 AA AA
TNMM160412-HZ 1.2 AA
TNMM220408-HZ 0.8 A A R
TNMM220412-HZ 1.2 AA
Heavy Cutting| TNMM220416-HZ 1.6 AA
Flat Top | TNMA160404 0.4 AAAA (X S
TNMA160408 0.8 AAAA (X X}
TNMA160412 1.2 AAAA
TNMA160416 1.6 AA
A TNMA160420 20 AA
TNMA220404 0.4 [ ) '}
TNMA220408 0.8 AAA o @ o
TNMA220412 1.2 AAA
TNMA220416 1.6 AAA ® W
Flat Top | TNGA110304 04 °
TNGA110308 0.8 [ ] [ )
TNGA160402 0.2 () [ )
A | TNGA160404 0.4 X
& | TNGA160408 0.8 o0
TNGA220404 0.4 ®
TNGA220408 0.8 ()
o =W

CHIP BREAKERS > A042

]
Sean here for product NEWS b %@ : EXTERNAL TURNING > C002—C005  GRADES > A030
e BORING > E002—E005  IDENTIFICATION >Aa002  A101
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TURNING INSERTS [NEGATIVE]

4’35° VN

Size

TYPE INSERTS VNMG 16 04 02- FP
WITH HOLE

—_—
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

Finish Cutting

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (=350MPa)
8 8 8 8
e’ e’ e’ €’ ﬁ:
e Es Es Es Es
14 55 55 @D 550 55
w [§) [§) 8] o
7] 5 4 5 4 5 4 5 4
=z £3 £3 £3 £3 @
o %2 %2 %2 oy
= o | o | o o
E 1 i 1 .~ | 1 ! 1
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

¥ : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEOREERED sls|e€/olo]o]cles
m . M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
ot | K| castiron eleoclc cls| | |ojolo| |sloje
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
Shape | OrderNumber | 182 S 2R2888 2288808280 B2 orki=Rz2/08 1 22
BEEB8838EE50 nn00b52 EEiacsacooaSecEEee
D DDODD=S=S=S=S=D=S=E==DD==DD=| ===2D>>>D|=2<>Z2ZODTIT=
FP VNMG160402-FP | 0.2 AA ) )
VNMG160404-FP | 0.4 AA ) )
R L VNMG160408-FP | 0.8 AA ) )
VNMG160412-FP | 1.2 AA ) )
Finish Cutting
S FH VNMG160402-FH | 0.2 AA ) o0
VNMG160404-FH | 0.4 AA oo |0
S ®P7| VNMG160408-FH |08 | Aa o0 (oo
T
Finish Cutting
FS VNMG160404-FS | 0.4 A )
VNMG160408-FS | 0.8 A o
A o
W
Finish Cutting
FJ VNGG1604V5-FJ | 0.05 ) )
VNGG160401-FJ 0.1 ) )
| VNGG160402-FJ |02 ° °
Finish Cutting
R/L-F VNGG160402R-F | 0.2 e (o o0
VNGG160402L-F 0.2 e (o o0
VNGG160404R-F | 0.4 e (o o0
VNGG160404L-F 0.4 e (o o0
Finish Cutting
LP VNMG160404-LP |04 (AA ©@®AAA )
VNMG160408-LP |08 (AA ©@AAA )
Light Cutting
® = NEW

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

A102

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|%| 0|8 |C|%|8|%| e 45|95 €|O|0|0|G|45
Workpi M | Stainless Steel €3 0O% ClB|E[ |O0[0] (&
hﬁ;tglr%ﬁe K | Castlron 0 € OCGICG (€] O|O[O] |1#|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee %)
Coated Coated el - Carbide x
Cermet w
RE NEW 2
LOLOLDOWLWULLLWL [Te RTe NTeY n wLwn =L n n -
Shape OrderNumber | (mm) [EESeSoS88 4289800 ScaneapSNzzdobboSs ¢
EEE888382850505R00082 BitascanlansSRoEERE 2
DDODD=====D=2===DD==2DD=2 ===2DO>>>D|=«>Z2ZOxTxxTx= %
LM VNMG160404-LM | 0.4 oo =
VNMG160408-LM 0.8 000
Light Cutting m
LK VNMG160404-LK 0.4 AA =
VNMG160408-LK 0.8 AA HOLE
Light Cutting ¢
LS VNMG160402-LS 0.2 (X X ) ®
VNMG160404-LS 0.4 [ X X ° D
SEP7 | VNMG160408-LS | 038 YY) °
Light Cutting R
SH VNMG160404-SH 04 AAAOGO®AA [ el X )
VNMG160408-SH 08 AAAGOAA o |00®
. )
Light Cutting
SA VNMG160404-SA | 0.4 AA ° T
VNMG160408-SA 0.8 AA °
Light Cutting
MJ VNMG160404-MJ 0.4 o0 o000 () W
VNMG160408-MJ 0.8 o o000 ()
VNMG160412-MJ 1.2 o0 o000
Light Cutting
MJ VNGM160404-MJ 0.4 ® ()
VNGM160408-MJ 0.8 (] (]
Light Cutting
MP VNMG160404-MP 04 AAAGO®AAA ®
VNMG160408-MP 08 |AAAGO®AAA ()
P VNMG160412-MP | 12 (AAA®@®@AAA
Medium Cutting
MM VNMG160408-MM 0.8 00
Medium Cutting
® = NEW

A CHIP BREAKERS > A042
Scan here for product NEWS p R EXTERNAL TURNING > C002—C005  GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A103
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TURNING INSERTS [NEGATIVE]
TYPE INSERTS VNMG 16 04 04- MK
4’3 5° W INlWiTh Hove S

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

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M Stainless Steel (<200+B) K Cast Iron (£350MPa)
8 8 8 8
e’ e’ e’ e’ ﬁ:
e Es Es Es Es6
14 55 55 @D 550 55
w [§) [§) 8] o
7] 5 4 5 4 5 4 5 4
=z £3 £3 £3 £3 @
o %2 %2 %2 oy
= o | o | o o
E 1 i 1 .~ | 1 ! 1
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|$| 0|18 |C|%|8 % e A Jelle)(elle] )
m Workpiece M | Stainless Steel LJL 45 2(@)F 4 clalel lollol s
Material | K | Castlron I elele cls| | |ojolo| |sloje
WITH N | Non-ferrous Metal G
HOLE S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
Shape | OrderNumber | 182 S 2R2888 2288808280 B2 orki=Rz2/08 1 22
EEE888382850ah500082 B22RE L cjastsaEEEnE
D DODD=E=E=E==D=ESE==DD=E=DD=| =E==D>>>D|=<>2ZDTTE=
MK VNMG160404-MK 0.4 AA
VNMG160408-MK 0.8 AA ()
R & | VNMG160412-MK | 1.2 AA
Medium Cutting
S *1MS VNMG160404-MS 0.4 (X X} °
VNMG160408-MS 0.8 (X X} ®
R -4
Medium Cutting
MS VNMG160404-MS 0.4 A A0 o0 o
VNMG160408-MS 0.8 A [ ] (L X J [ [ J
P
W
Medium Cutting
GK VNMG160404-GK 0.4 AA
VNMG160408-GK 0.8 AA
L | VNVMG160412-GK | 1.2 AA
Medium Cutting
GM VNMG160404-GM 0.4 o000
VNMG160408-GM 0.8 o000
W
Medium Cutting
MA VNMG160404-MA 04 AAAOGOAA 00 AOAAA ()
VNMG160408-MA 08 [AAAGOOAAA OO0 AOGOAAAA [
=
Medium Cutting
*1 Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 04 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|GI% | @8 |G|%|8 |15 @ || €|O0|0|0|C|%
Workoi M | Stainless Steel o¢C e O8 G|%Es |[O|O|O] [
orkpiece
Material K | Castlron Y elcle Glss ololol |zlole
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee
Coated 83?,}16& Cemet| Carbide
RE NEW
vooOUVLLULWVOWVLWLLL o 0Wwww 0 WwLw ol ol '™ Te) [TolTs) [Te)
Shape OrderNumber | ) S8 S8 Scd88wesS2e godpeabSNz=zA8EE oS3
EEE88888280050R00BE2 228 anRsasgeeEEE
DDODD=E=S===D=S=E==DD==DD= =2==2D>>>D|=2<>Z2ZODTT=
MH VNMG160404-MH 04 [AAAOGO
VNMG160408-MH 08 AAAGO®AAA A A
>
Medium Cutting
Standard| VNMG160404 04 AAAGOAA AA e (o ool o
VNMG160408 0.8 AAAGO®AAA AA o |@ o006 ©
—~® 3P| VNMG160412 12 [AA ®@AAA AA °
Medium Cutting
R/L VNGG160404R 0.4 ool o
VNGG160404L 0.4 o0
Medium Cutting
Flat Top | VNMA160404 0.4 AA
VNMA160408 0.8 AA
PP VNMA160412 1.2 AA
Flat Top [ VNGA160404 0.4 (X}
VNGA160408 0.8 [ X )
-_
® = NEW
- - CHIP BREAKERS > A042
Scan here for product NEWS b "" : ! EXTERNAL TURNING > C002—C005 GRADES > A030
i BORING > E002—E005  IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A105
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TURNING INSERTS [NEGATIVE]
o WN TYPE INSERTS WNMG 08 04 02- FP_
ax 80 WITH HOLE T et o

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

A P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
R 8 R 8 R 8 R 8 R 8 ﬁ»
o | E e £ Y Lo
; L@ o
Z g3 ? g3 = £3 \"m £3 £3 )
% 8 f [i 8 f S mi 8 f \\:ﬁ w 8 f \i: : 8 f
4 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ (45| €|O|0|0|G|%
m . M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
ot | K| castiron eleoclc cls| | |ojolo| |sloje
‘m]‘l': N | Non-ferrous Metal @
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
¢ RE :Evu\":mmm 010 v Vv ) LWVWY [~ 0
Shape | OrderNumber | 182 S 2R2888 2288808280 B2 orki=Rz2/08 1 22
BEEB8838EE50 nn00b52 EEiacsacooaSecEEee
D DDODDS=SS=S=SDES=S=S=DD==DD=E ===O>>>D=«>|1Z2Zbxx=
FP WNMG080402-FP 0.2 AA [ ([ ]
N WNMG080404-FP 0.4 AA [ ] [}
R i H WNMG080408-FP 0.8 AA [ ] ®
b= WNMG080412-FP 1.2 AA (] ([ ]
Finish Cutting
S FH WNMG080404-FH 0.4 A (] ([ ]
WNMG080408-FH 0.8 A oo |O
T
Finish Cutting
'] FS WNMG080404-FS 0.4 A [ ]
& WNMG080408-FS 0.8 A [ ]
Finish Cutting
WNMG080404-FY 0.4 [ ] [ ]
WNMG080408-FY 0.8 A o oo
Finish Cutting
LP WNMGO06T304-LP 04 |AA AAA °
WNMGO06T308-LP 0.8 |AA AAA ()
WNMG060404-LP 04 |AA AAA ()
WNMG060408-LP | 0.8 (A A AAA °
S | WNMGO080404-LP | 04 (AA ©@AAA °
WNMG080408-LP 08 |[AA @00 AAA ()
Light Cutting| WNMGO080412-LP | 1.2 |AA ©@®AAA
WNMG060404-LM 0.4 [ X X
WNMG060408-LM 0.8 [ X X J
WNMG080404-LM 0.4 [ X X J
WNMG080408-LM 0.8 [ X X J
Light Cutting
® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 06 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|%| 0|8 |Clw|8 |5 e (45| €|O|0|0|G|%
. M | Stainless Steel €3 0O% ClB|E[ |O0[0] (&
Wl\jl);lig:-%ﬁe K | Castlron 0 € OGCG G|® O[0[O] [%|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee I‘Q
Coated Coated| camet| - Carbide &
NEW 2
B RSB35 8 800 n000002 220asaanarSeEERE 2
DDD=E====D==E==DD==DD=2 ===2=D>>>D|=4«<>|2ZOxTxTx= %
LK WNMG080404-LK | 0.4 AA =
WNMG080408-LK 0.8 AA ()
‘ WNMG080412-LK | 1.2 AA o
Light Cutting m
WNMG080402-LS 0.2 (X X} ®
WNMG080404-LS | 0.4 XX o i
WNMG080408-LS 0.8 (X X} ®
Light Cutting ¢
SH WNMGO06T304-SH 04 (AA ()
WNMGO06T308-SH 0.8 (AA () D
4 WNMG060404-SH 04 (AA ()
J{-\ WNMG060408-SH | 0.8 |a 4 o
WSS | WNMG080404-SH | 0.4 A4 @@AA o o R
WNMG080408-SH 08 AAAGOOAA [ [ J
Light Cutting| WNMG080412-SH | 1.2 |AAA®@ A A °
WNMG080404-SA | 04 |AAA®®AA o0 S
WNMG080408-SA 08 AAAGO®AA (X}
WNMG080412-SA 12 |AAAGOAA ®
T
Light Cutting
*1 SW WNMG060404-SW | 04 |AA A () [ '}
@\ WNMG060408-SW | 0.8 (A A A () ()
\9 .\ | WNMGO080404-SW | 0.4 ([AA ©@A AA ° o0
Lightﬁg WNMG080408-SW | 0.8 [AA @O A AA () (X}
(Wiper) | WNMG080412-SW | 12 |AA @@ A ) o0
WNMG080404-SY 0.4 () ()
WNMG080408-SY 0.8 A o oo
Light Cutting
WNMG080408-MJ 0.8 o0 o000
WNMG080412-MJ 1.2 o0 o000
WNMG080416-MJ 1.6 o0 o000
Light Cutting
*1 Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

A CHIP BREAKERS > A042
Scan here for product NEWS p R EXTERNAL TURNING > C002—C005  GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A107
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n
-
o
w
0
Z
(Y]
Z
4
14
=)
-

WITH
HOLE

A108

TURNING INSERTS [NEGATIVE]

£Hs0c WN

TYPE INSERTS WNMG 06 T3 04- MP
WITH HOLE Size Thickness Comer Radius Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS ~ Finish Cuting---

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

8 8 8 8 ‘ 8

= = = = J = ﬁ_

E6 E6 E6 E6 E6

35 G 3@ 3° 3° 3°

24 ‘ 24 24 24 24

[s} [s} [s} [s} [s} m'

<3 <3 <3 <3 <3

© 2 © 2 & — © 2 © 2 1 © 2

o i o | o m o i L o
= RS O R @ :
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)  ® : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel R CEERED /as|eojolo|cle
Workpiece M | Stainless Steel o ¢C O Glgs(es| |O|O[O] |88
Material K | Castlron @€ OGIG G| O|O|O] [€|0|G
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
RE IT)EVU\'I)H')U')IK') 0nWWLwWw 0w nwLw |l n
Shape | OrderNumber | 182 S 2R2888 2288808280 B2 orki=Rz2/08 1 22
R R REEE L R P E R R S N e R =g
DODD=E=S=S=S=SD=S=S==DD==DD=2 ===DO>>>Dl=«>Z2ZbxxTxxx=
MP WNMGO6T304-MP | 04 |[AAA AAA
WNMGO6T308-MP | 08 [AAA 4AAA
WNMGO6T312-MP | 1.2 [AAA 4AAA
WNMGO060404-MP | 0.4 [AAA AAA
’é_'! o | WNMG060408-MP | 0.8 [AAA AAA A
SO | WNMG060412-MP | 12 |AAA 4AAA A
S | WNMG080404-MP | 0.4 |[asa®®aaA °
WNMGO080408-MP | 08 [AAA®@AAA °
WNMG080412-MP | 12 [AAA®@@AAA °
Medium Cutting]| WNMGO080416-MP | 16 (AAA®@AAA
MM WNMG060408-MM | 0.8 'Y
2 WNMG060412-MM | 1.2 YY
ﬁt WNMG080408-MM | 0.8 o000
SE5E | WNMG080412-MM | 1.2 YY
Medium Cutting
MK WNMG080404-MK | 0.4 AA
WNMG080408-MK | 0.8 AA
‘ WNMG080412-MK | 1.2 AA
WNMG080416-MK | 1.6 AA
Medium Cutting
*1 MS WNMG080404-MS | 0.4 Y °
WNMG080408-MS | 0.8 Y °
ﬁ WNMG080412-MS | 1.2 Y °
Medium Cutting
MS WNMGO06T304-MS | 04 | A °
WNMGO06T308-MS | 0.8 | A °
2 WNMG060404-MS | 04 | a °
WNMG060408-MS | 08 | 4 °
WNMG080404-MS | 04 | A A °
WNMG080408-MS 0.8 AA AO® 0000 [ ]
Medium Cutiing| WNMG080412-MS 12 | A ) 00
*1 Newly designed breakers : MP9005, MP9015, MP9025, MT9015 ® = NEW

@ : Inventory maintained in Japan.

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

(10 inserts in one case)

(scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel I ECREERED @|e|e|o|olo|clss
. M | Stainless Steel €3 0O% ClB|E[ |O0[0] (&
Wﬁ;‘?ﬁl&ﬁe K | Castlron eleloclc Gl olo|o| [|slolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ ¥ O0CIE clee I‘Q
Coated Coated| camet| - Carbide i
NEW 2
PR REC80020800aLBRVOOOT saenronanleaNRREREERE Z
DDDSSS=S=S5=S==S=S05D5SSD5155 =S==55555|=<>|Z2Z2oxxcxs &
GK WNMG060404-GK | 0.4 AA a
WNMG060408-GK 0.8 A A
‘ WNMGO080404-GK | 0.4 AA
WNMG080408-GK 0.8 AA (]
Medium Cutting] WNMGO080412-GK 1.2 AA (] m
GM WNMG060404-GM 0.4 [ X X}
WNMG060408-GM | 0.8 X HOLE
@ WNMG080404-GM | 0.4 IYY
WNMG080408-GM 0.8 [ X X}
Medium Cutting| WNMG080412-GM 1.2 o000 ¢
MA WNMGO06T304-MA 04 |AA ®
WNMGO06T308-MA 0.8 |AA ® D
WNMGO06T312-MA 12 |AA ()
WNMG060404-MA 04 |AA AA ®
N WNMG060408-MA 0.8 |AA AA 00 O0AA () R
£ #0 | WNMGO060412-MA | 1.2 A A AA ®0 oaa °
S | WNMGO080404-MA | 04 AAAG®®AA ' YYC T Y ° °
WNMGO080408-MA | 08 |AAA@®@®AAA 00AOAAAA o0 ° ° S
WNMG080412-MA 12 AAAGOOAAA OO0OAOGAAAA [ X ) () ()
WNMG080416-MA 16 |[AA @O [ X )
Medium Cuting] WNMG100612-MA | 1.2 A T
MH WNMG080404-MH 04 [AAAGO
o WNMG080408-MH 08 [AAAGOAAA '}
.:%L‘: WNMG080412-MH | 12 [AAAG®AAA A
Medium Cutting
Standard| WNMG080404 04 AAAGOAA AA ) )
A WNMG080408 08 AAAGO®AAA A A o |@ e |
‘_:ui\ WNMG080412 12 [AAAG@®AAA AA ° °
S [ WNMGO080416 1.6 A
Medium Cutting
*1T MW WNMGO060408-MW | 0.8 |AAA AA AAAA
p 3 '-‘.“-\\ WNMG060412-MW | 1.2 (A A AA AAA
520 | WNMG080408-MW | 0.8 |AAA®@AA AAAA
Medium Cutiing WNMGO080412-MW | 1.2 |[AA @@ AA AAAA
(Wiper)
RP WNMG080408-RP 08 [AA ©@AAA
AR WNMG080412-RP 12 [AA OO AAA
A
Rough Cutting
*1 Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

A CHIP BREAKERS > A042
Scan here for product NEWS p R EXTERNAL TURNING > C002—C005  GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A109



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

n
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w
0
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(Y]
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=)
-

WITH
HOLE

A110

TURNING INSERTS [NEGATIVE]

£Hs0c WN

TYPE INSERTS 06 RM
Si Thick Ci Radius Chip Break
WITH HOLE DL

WNMG 06 04 08- RM
—— =

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS Finish Cutting---- @ Light Cutting--- @) Medium Cutiing--- @) Rough Cutting-- @ Heavy Cutiing-- (@l
P Mild Steel P Carbon Steel - Alloy Steel (180—280t8) | | P Carbon Steel - Alloy Steel wiper) | (M Stainless Steel (<200HB) K Cast Iron (=350MPa)
8 8 8 8 8
€7 €7 €7 = J €7 ﬁ:
E6 E6 E6 E6 E6
ML - 3; @ 3. 3; 3
N 2, 2, 2 N
a a [ a o [}
i 9 g g o || B s g
1R 1 < ] 1 — ‘ 1 —— . 1
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 0 01 03 05 07
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)

O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)  ® : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel REEOEEEEED sls|e€/olo]o]cles
. M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
et | K| castiron I elele sl | lololo| |slolc
N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated ggﬁf‘g Cemet| Carbide
Sh — moo:Ev“\!’"’"’mommmmo el Nt N LWLW |EEw (v ) 0
ape Order Number | () S S =858 88 SN2 8w8sSce SoNvexE=NzzAdEE 22
BEEB8838EE50 nn00b52 EEiacsacooaSecEEee
DDD=E=S=S==D=S=E==DD==DD=2| ===2=DO>>>D|=«<>|IZ2ZObxxT=
WNMG060408-RM | 0.8 (X X )
WNMGO060412-RM | 1.2 (X X
WNMG080408-RM | 0.8 (X X
WNMG080412-RM | 1.2 o000
Rough Cutting
RK WNMGO080408-RK | 0.8 AA
WNMG080412-RK 1.2 AA )
‘ WNMGO080416-RK | 1.6 As o
Rough Cutting
RS WNMG080408-RS 0.8 [ X ) )
WNMG080412-RS 1.2 [ X ) )
ﬁ WNMG080416-RS | 1.6 oo o
WNMG100612-RS 1.2 [ X ) )
Rough Cutting
GH WNMGO080408-GH | 0.8 [AAA@®@ ) AA
. WNMG080412-GH 12 [AAAG®O ) AA
@TE\
Rough Cutting
WNMG080408-GJ 0.8 e o )
WNMG080412-GJ 1.2 e o ®
WNMG080416-GJ 1.6 e o )
WNMG100612-GJ 1.2 ® )
Rough Cutting
Flat Top | WNMA060408 0.8 AA
WNMA060412 1.2 AA
WNMAO080404 0.4 AAA )
‘ WNMAO080408 0.8 AAAA )
WNMAO080412 1.2 AAAA
WNMAO080416 1.6 AA A
o - new

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

CHIP BREAKERS > A042




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

K Cast Iron (<350MPa)

Depth of Cut (mm)
O =~ N W s OO N ®

0.1 03 05 07
Feed (mm/rev)

TURNING INSERTS

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|% |01 |Gl |8 |50 /40| €|O|0|0|C|%s
Workoi M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (& m
Material | K| Castiron I elele sl | lololo| |slolc
N | Non-ferrous Metal G :":!“0“7
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee .
Coated gg?rtr%t Cemet| Carbide
B NEW
NooOUVULLVWVOWVWLLWLo 0w OOV (kL n [TelTs) o
Shape Order Number | () S S =858 88 SN2 8w8sSce SoNvexE=NzzAdEE 22
B ES88862800akw00882 22ER aaolaat|NEEEERE
DDD=E=S=S==D=S=E==DD==DD=2| ===2=DO>>>D|=«<>|IZ2ZObxxT= D
Flat Top CNMN120408 0.8 AA
CNMN120412 1.2 AA
CNMN120416 1.6 AA R
S
T
')
W
- - CHIP BREAKERS > A072
Scan here for product NEWS b ""' ! EXTERNAL TURNING > C002—C005 GRADES > A030
i BORING > E002—E005  IDENTIFICATION ~ >A002  A111



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [NEGATIVE]

¥ SN

TYPE INSERTS
WITHOUT HOLE

Size

SNMN 12 04 08
e

-
Thickness Corner Radius
* Please refer to page A002.

A K Cast Iron (<350MPa)
8
—~7
€
2 £
4 55
b S,
=z ,c? 3
b
E 1
4 0 01 03 05 07
E Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ |40 @|O0|0|10 |G|
m Workoi M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (&
Material | K | Castlron eleoclc cls| | |ojolo| |sloje
Wm:::'“l: N | Non-ferrous Metal G
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee
Coated gg?rtr%t Cemet| Carbide
(H RE NEW
Shape Order Number (mm)gsgggg§§§g§§§8m§ggﬂg §g§mEE&E§ZZ£3'§L‘,°2£
BEEBB888E850L0500002 ot aesaRatSabEERE
ooo o FEEE
D DODDSSSS=SDOS=SS=SDOD==SDD0S =S=S=SO>>>DO=«<>ZZoxxTx=
Flat Top SNMN120408 0.8 AAA e @ o
SNMN120412 1.2 AAA e |®
R SNMN120416 1.6 AAA
SNMN190412 1.2 Y
Flat Top SNGN090308 0.8 (]
SNGN120404 0.4 e o
! ! SNGN120408 0.8 (]
T =t aid]

@ : Inventory maintained in Japan.

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

A112

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series

(scheduled to be released).



As- TN

TYPE INSERTS
WITHOUT HOLE

Size

TNMN 16 03 08

Thickness Corner Radius

* Please refer to page A002.

K Cast Iron (<350MPa)
8
—~7
£e ®
=5 i
S, u
,c? 3 =z
32 (O]
S 4
=
0 01 05 07 4
Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|C|e|@|8|C|d|8 |55 @ |40 @|O0|0|10 |G|
Workoi M | Stainless Steel o ¢ e O% Gl@|g| |O0l0] (& m
Material | K | Castlron eleoclc cls| | |ojolo| |sloje
N | Non-ferrous Metal G :":EW“T
S | Heat resistant Alloy, Titanium Alloy @€ 8O OCG|E% Glee .
Coated gg?rtr%t Cemet| Carbide
RE NEW [H
NooOUVULLVWVOWVWLLWLo 0w OOV (kL n [TelTs) o
Shape Order Number (mm) 289538355988 9852c2 S-S NZzZIasElboss
B ES88862800akw00882 22ER aaolaat|NEEEERE
DODDSSSS=SDOS=SS=SDOD==SDD0S =S=S=SO>>>DO=«<>ZZoxxTx= D
Flat Top TNMN160308 0.8 ®
TNMN160408 0.8 AAA ®
TNMN160412 1.2 AAA R
TNMN160416 1.6 AAA
TNMN220408 0.8 ®
TNMN220412 1.2 (] S
Flat Top TNGN110304 0.4 ®
TNGN110308 0.8 (]
TNGN160404 0.4 (]
TNGN160408 0.8 (]
')
W
- - CHIP BREAKERS > A072
Scan here for product NEWS b "'7 ! EXTERNAL TURNING > — GRADES > A030
e BORING > —  IDENTIFICATION >Aa002 A113



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert
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WITH
HOLE

A114

TURNING INSERTS [POSITIVE]

TYPE INSERTS

a80° CCWITH HOLE

CCMT 06 02 02- FP
e

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

Size

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
4T 4 4T 4
B e e e
E3 E3 E3 Es
S 2 - S 2 S 2 - S 2 C
k] G G k]
£ £ ] £ D £
& 1 8 1 8 1 & 1
[a] [ o [a] [l [a]
| 11 AN
0 01 02 03 04 0 1 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

¥ : Unstable Cutting (1st recommendation)

P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O
Workpiece M | Stainless Steel { JE@IEAL ] € |GEls 00| (O |%
Material | K | Castlron ecOGC clg| | lolo] o] |slole o)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated 88?&?& Cemetf  Carbide
Sh RE VooWWWVoWLLL o r:E'W:I-I'H-t'u.nl,n 0w ’E"wl—l—m ') 0w 0 w0
epe OrderNumber — J(mm) [S28 38888 ud8oS20 seSnsrapSaz2zIR800 o285
R P R EEEE I S B S et
DDD==D==E=EDD==E=DDE| =E==D=>>>D=<>>|1ZZDIIX==-
FP CCMT060202-FP 0.2 A AA [ J ([ ]
=== | CCMT060204-FP 0.4 A AA () (]
‘.} CCMTO09T302-FP 0.2 A AA () (]
ST | ccmT09T304-FP 04 | A aa ° °
Finish Cutting] CCMT09T308-FP 0.8 A AA ® (]
FM CCMT060202-FM 0.2 ()
CCMT060204-FM 0.4 [ J
@ CCMT09T302-FM 0.2 [ J
CCMTO09T304-FM 0.4 ()
Finish Cutting] CCMT09T308-FM 0.8 ®
CCGTO060201M-FS 0.1*1 000
CCGT060202M-FS 0.2*1 (X X J
CCGTO09T301M-FS 0.1*1 (X X}
CCGTO09T302M-FS 0.2*1 (X X}
Finish Cutting| CCGT09T304M-FS | 0.4*" (X X}
FS-P |CCGT060201M-FS-P | 0.1*" ([ ] [ (]

— = | CCGT060202M-FS-P | 0.2*" (] ([ ] ()
CCGTO09T301M-FS-P | 0.1*" (] ([ ] (]
CCGTO09T302M-FS-P | 0.2*" ([ ] [ (]

Finish Cutting| CCGT09T304M-FS-P | 0.4*1 ° ° Y
CCMT060202-FV 0.2 A (] o oeo
CCMT060204-FV 0.4 A () o oeoo
CCMTO09T302-FV 0.2 A oo
CCMTO09T304-FV 0.4 A o oeo

Finish Cutting| CCMT09T308-FV 0.8 A o 000

FJ CCGT0602V5-FJ 0.05 [ ]
CCGTO060201-FJ [ ]
CCGT060202-FJ 0.2 [ ]
E CCGTO09T3V5-FJ 0.05 °
CCGT09T301-FJ [ ] ®
CCGTO09T302-FJ 0.2 [ ] ®
Finish Cutting| CCGTO09T304-FJ 0.4 d hd
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|C|&5|G|%b || @ S Jellelc] @lle] i @)
. M | Stainless Steel €3 0% e € GBI OO0 (O |%
Vatorar | K | castiron ®/c/OGC el | oo |0 |eloe e n
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe I‘Q
Coated Coated Joamg|  Carbide &
RE N o AW, -5 [ 2
Shape | OrderNumber | ) |82R 2882880882820 S28o8krEslz22I08E0 282 o
COOLOOONNRNNODOLOY 000 orvNPAaaTNBNSTsTOO & =
BS555522553255555 555823335558 3555 k55 &
AZ CCGT060202-AZ | 0.2 ° .
CCGTO060204-AZ | 0.4 (]
CCGTO09T302-AZ | 0.2 (]
\a CCGTO09T304-AZ |04 (] W
e CCGTO09T308-AZ | 0.8 (] 7°
CCGT120402-AZ (0.2 (]
edum Caing|__ CCGT120404-AZ | 0.4 o HOLE
Finish Cutiing CCGT120408-AZ (0.8 o
R/L-F [*1CCGT03S1V3L-F | 0.03 (] [}
*1CCGT03S101L-F | 0.1 () o
*1CCGT03S102L-F | 0.2 o (@ [}
*1CCGT03S104L-F |04 o (@ [} D
*1CCGT04TOV3L-F | 0.03 [ J °
*1CCGT04T001L-F | 0.1 [ J °
*1CCGT04T002L-F | 0.2 o (@ o R
*1CCGT04T004L-F | 0.4 o (@ [}
*1CCGT03S101MR-F| 0.1*2 (]
6\ %1 CCGT03S101ML-F | 0.1*2 ° )
h *1CCGT03S102MR-F| 0.2*2 (]
*1CCGT03S102ML-F | 0.2*2 (]
*1CCGT03S104MR-F| 0.4*2 ° T
*1CCGT03S104ML-F | 0.4*2 (]
%1 CCGT04T001MR-F| 0.1*2 [ J '}
%1 CCGT04T001ML-F | 0.1*2 (]
%1 CCGT04T002MR-F| 0.2*2 (]
*1CCGT04T002ML-F | 0.2*2 (] W
*1CCGTO04T004MR-F| 0.4*2 (]
Finish Cutting| %1 CCGT04T004ML-F | 0.4*2 )

RIL-F | CCGHO060202RF | 0.2 e | o |o ° K
CCGH060202L-F | 0.2 () (] (] (]
CCGHO060204R-F | 0.4 (] (] (] (]
CCGHO060204L-F (0.4 (] (] [} (]

:aa CCGHO060202MR-F| 0.2*2 (]

CCGHO060202ML-F | 0.2*2 (]
CCGHO060204MR-F| 0.4*2 (]
CCGH060204ML-F | 0.4*2 (]
Finish Cutting
LP CCMT060204-LP | 0.4 A AA ° o
- CCMT060208-LP (0.8 A AA () ()
E CCMTO09T304-LP (0.4 A AA [} ()
L CCMTO09T308-LP | 0.8 A AA ° o
Light Cutting
*1 Diameter of inscribed circle is special. (For SCLC type)
*2 Indicates the maximum value of the corner R. For more details, see page D003.
- - EXTERNAL TURNING > C002—C005 CHIP BREAKERS > A058
Scan here for product NEWS b % BORING > E002—E005 GRADES > A030
Erte SMALL TOOLS > D010 IDENTIFICATION >Aa002  A115
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A116

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

Size

CCMT 06 02 04- LM
e

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

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kin Kas T K
3, 2, 2, s, e—
a8t ' CRA 3’
| il 11 A
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|%|G|<b|es| @ (5| @|0|0|G[O|G|e O
. M | Stainless Steel ¢ 8 O% O € (Gl OO |10 [
Veatorr | K | castiron e/e0GC clg| | lolo| |o| |#lole e
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated 88?&?& Cemet|  Carbide
Sh RE wooWVWVoWLLL o r:E'W:I-I'H-t'u.nl,n 0nww ’E"wl—l—m 0 0w 0 w0
epe OrderNumber — J(mm) [S28 38888 udgoS20 seSnsrapSaz2zIR800 o288
R P R R R I 4 7 R = = =
DODD==D==E=EDD=S=E=DDE| =E==D=>>>D=<>>|1Z2ZDIIX==-
LM CCMT060204-LM 0.4 (X} (]
—— | CCMT060208-LM 0.8 ( X ) ()
lﬂ CCMTO09T304-LM 0.4 o0 °
— CCMTO09T308-LM 0.8 (X J ()
Light Cutting
LS CCMT060202-LS 0.2 000 (]
CCMT060204-LS 0.4 000 (]
E CCMT09T302-LS 0.2 000 (]
CCMTO09T304-LS 0.4 000 (]
Light Cutting| CCMTO09T308-LS 0.8 000 [ ]
LS CCGT060201M-LS 0.1*2 000
CCGT060202M-LS 0.2*2 000
E CCGTO09T301M-LS 0.1*2 000
— CCGTO09T302M-LS 0.2*2 000
Light Cutting| CCGT09T304M-LS | 0.4*2 Y X
LS-P | CCGT060201M-LS-P | 0.1*2 [ ] ([ ] (] (]
— | CCGT060202M-LS-P | 0.2*2 [ ] [ (] ()
@ CCGTO09T301M-LS-P | 0.1*2 [ ] [ ([ ] (]
CCGT09T302M-LS-P | 0.2*2 (] [ [ [ ]
Light Cutting]| CCGT09T304M-LS-P | 0.4*2 ° ° ° (]
SV CCMH060202-SV 0.2 A A [ J e | LI X )
CCMH060204-SV 0.4 A A [ ] e |0 oeeo
Light Cutting
*1 SW CCMT060202-SW 0.2 AAAA e o |o
W CCMT060204-SW 0.4 AAAA e o |o
g‘ CCMT09T302-SW 02 | AAAA e o |o
Light Cutting CCMT09T304-SW 0.4 AAAA A e o |o
(Wiper)
*1 Please refer to A028 before using the SW breaker (wiper insert). ® = NEW

*2 Indicates the maximum value of the corner R. For more details, see page D003.

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series

(scheduled to be released).



@ : Stable Cutting (1st recommendation)

O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|45|Gls|w| @ |¢5| @O0 GIO|C|4s O
eI M | Stainless Steel € X O8O e cleisl oo o &
Material K | CastlIron [ [ J@)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe
Coated gg?gqeg( Cemet|  Carbide
RE N o NEW -5 NEW,
Shape OrderNumber | () 82582288 n 822820 SEwlrrEslz22I080E 287
bt P DR R A S S e
DDODD==D==E=DD===DD=| ===D=>>>I|=<>>2ZDODITT==F
R/L-SS | CCGT0602V3R-SS | 0.03 ()
CCGT0602V3L-SS 0.03 ®
CCGT060201R-SS 0.1 ()
CCGT060201L-SS 0.1 ()
CCGT060202R-SS 0.2
CCGT060202L-SS 0.2 ()
CCGTO09T3V3R-SS | 0.03 ()
CCGTO09T3V3L-SS 0.03 ()
CCGTO09T301R-SS 0.1 ()
CCGTO09T301L-SS 0.1 ()
g ﬂ— CCGTO09T302R-SS | 0.2 °
—— CCGTO09T302L-SS 0.2 ()
CCGT060201MR-SS | 0.1*! (]
CCGT060201ML-SS | 0.1*! (]
CCGT060202MR-SS | 0.2*! (]
CCGT060202ML-SS | 0.2*1 )
CCGTO09T301MR-SS | 0.1*" [
CCGTO09T301ML-SS | 0.1*" (]
CCGTO09T302MR-SS | 0.2*" (]
CCGTO09T302ML-SS | 0.2*" [ J
CCGTO09T304MR-SS | 0.4*" (]
Light Cutting| CCGT09T304ML-SS | 0.4*1 (]
MP CCMT060204-MP 0.4 A AA () ®
CCMT060208-MP 0.8 A AA () °
-, | CCMT09T304-MP 0.4 A AA () ®
Lej CCMT09T308-MP 0.8 A AA () ()
G | CCMT120404-MP 0.4 A AA ° °
CCMT120408-MP 0.8 A AA ® ®
Medium Cutting| CCMT120412-MP 1.2 A AA () ()
MM CCMT060204-MM 0.4 o0 ®
CCMT060208-MM 0.8 (X ) ()
7 : | CCMTO09T304-MM 0.4 o0 ()
CCMT09T308-MM 0.8 LX) ®
- CCMT120404-MM 0.4 o0 ®
CCMT120408-MM 0.8 (X ®
Medium Cutting| CCMT120412-MM 1.2 (X ) ®
MK CCMT060204-MK 0.4 AA
CCMT060208-MK 0.8 AA
CCMT09T304-MK 0.4 AA
E CCMT09T308-MK 0.8 AA
CCMT120404-MK 0.4 AA
CCMT120408-MK 0.8 AA
Medium Cutting| CCMT120412-MK 1.2 AA

*1 Indicates the maximum value of the corner R. For more details, see page D003.

Bl
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TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCMT 06 02 02- MS

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

Size

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kas K
3, 3, 3, s, e—
a8t ' CRA 3’
| il 11 A
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|%|G|<b || @ (5| @|0|0|G[O|Gle O
. M | Stainless Steel ¢ 8 O% O € (Gl OO |10 [
Vaatorr | K | castiron ee0GC clg| | lolo| |o| |#lole e
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated gg?gﬁg Cemet|  Carbide
Sha RE NooWVWWoWLWLLo r:E'W:M'nru.rn.n 0 WwLW 'iwl—l—l.; Y [TeX's) oww
Pe OrderNumber — J(mm) [S28 38888 ud8oS20 seSnsrapSaz2zIR800 o285
B EESE2aoEhhhon00D CLLasssacRSNsOREEEPRRE
DODD==D===DD===>DD ===SD=2>>>D|2S<>>ZZDI I XSS
MS CCMT060202-MS 0.2 000 (]
CCMT060204-MS 0.4 000 (]
CCMT060208-MS 0.8 000 ()
CCMT09T302-MS 0.2 000
E CCMT09T304-MS 0.4 000 (]
— CCMT09T308-MS 0.8 000 (]
CCMT120404-MS 0.4 000 (]
CCMT120408-MS 0.8 000 (]
Medium Cuttingf CCMT120412-MS 1.2 [ X X} ()
Standard| CCMT060202 0.2 AA [ ] ( X ) (X (]
CCMT060204 04 [AAA [ J A o |00 [ X J( J
CCMT060208 0.8 AA [ ] A [ ] e |®
CCMT080302 0.2 A
CCMT080304 0.4 A [ ] ( X ) (X ()
M CCMT080308 08 | A ° °
ey CCMT09T302 02 | AA ° o0 o0
CCMT09T304 04 [AAA [ J A o |00 [ X J[ J
CCMT09T308 08 [AAA [ A o |00 ( X J( J
CCMT120404 04 ([AAA [ ] A e (@0 (X ()
CCMT120408 0.8 ([AAA [ A e | (X ()
Medium Cuttingl CCMT120412 1.2 AA (] °
MV CCMH060202-MV 0.2 A A [ ] o 00 o000
ﬁ CCMH060204-MV 0.4 A A AO A o e o000
Medium Cutting
*1 MW CCMT060204-MW | 0.4 AAA e o |o
: CCMT060208-MW | 0.8 AAAA e o |o
:ﬁ{ CCMTO09T304-MW | 04 | AAAA A o o |0
= CCMTO9T308-MW | 0.8 | AAAA A o o |o
Medium Cutting CCMT120404-MW | 0.4 AAAA e |o
(Wiper) CCMT120408-MW | 0.8 AAAA e |®
*1 Please refer to A028 before using the MW breaker (wiper insert). ® = NEW

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEEEED sje|eloo[clolcle O
Workpiece M | Stainless Steel [ JEGIEAL ) € |G| OO (O | “
Material | K | Castlron eeoGC cls | oo o |slole O
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe %)
Coated Coated Joamg|  Carbide lﬂ‘__,
RE VoWV W rﬂ 1 10 vV ’:E'aw =k 1 z
Shape OrderNumber | () [B2RSIES888 825820 SoRnlarbslz2=I0808 282 ¢
EEEGE280Enhno0882 22R88R aNLo N NAECELEEE 2
DODDOSSE5SES0DSSS555 =S=S=0S5555E<>5|Z2Zbrrxe=ssF- «
R/L-SR | CCET0602V3R-SR  |0.03*' ° ° ° =
CCET0602V3L-SR (0.03*1 [} [ ) ()
CCET060201R-SR 0.1 *! ) ® )
CCET060201L-SR 0.1 *1 () ° () —
CCET060202R-SR |02 *! ° ° o ;’99
CCET060202L-SR 0.2 *1 [ J () ()
CCETO060204R-SR |04 *! o ° o HOLE
E CCET060204L-SR  [0.4 *' ° ° °
CCETO09T3V3R-SR |0.03*' ) ) )
CCETO09T3V3L-SR |0.03*" ) ) )
CCETO09T301R-SR 0.1 *1 () () ()
CCETO09T301L-SR 0.1 *1 () ® ® D
CCETO09T302R-SR 0.2 *1 () () ()
CCETO09T302L-SR 0.2 *1 () () ()
CCETO09T304R-SR 0.4 *1 () () () R
Medium Cutting| CCET09T304L-SR  |0.4 *! P PY PS
R/L-SN | CCGT0602V3R-SN 0.03 ()
CCGT060201R-SN 0.1 () S
CCGT060201L-SN 0.1 ()
CCGT060202R-SN 0.2 ()
CCGT060202L-SN | 0.2 ° T
CCGTO09T3V3R-SN | 0.03 ()
CCGTO09T3V3L-SN 0.03 ® ]
CCGT09T301R-SN 0.1 ()
CCGTO09T301L-SN 0.1 ()
CCGT09T302R-SN 0.2 () W
. | CCGT09T302L-SN 0.2 ()
@ CCGTO09T304R-SN 0.4 ()
CCGT09T304L-SN | 0.4 ° X
CCGT060201MR-SN | 0.1*" (] ° ()
CCGT060201ML-SN | 0.1*" (]
CCGT060202MR-SN | 0.2*" (] ° ®
CCGT060202ML-SN | 0.2*1 [
CCGTO09T301MR-SN | 0.1*1 (] ° ()
CCGTO09T301ML-SN | 0.1*1 ]
CCGTO09T302MR-SN | 0.2*1 (] () ®
CCGT09T302ML-SN | 0.2*1 ]
CCGTO09T304MR-SN | 0.4*1 (] ° ®
Medium Cutting| CCGT09T304ML-SN | 0.4*1 [
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW
S EXTERNAL TURNING > C002—C005 CHIP BREAKERS > A058
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TURNING INSERTS [POSITIVE]

s CC

WITH HOLE

TYPE INSERTS

CCET 06 02 00 R-SN

Size

o7 SRS TS
Thickness Corner Radius R/L Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

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

Kin Kas T K

3, 3, 3, ;, e—

3" ' CRA 3’

il 11 A
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C||d| @ (5| @|0|0|G[O|G|e O
Workpiece M | Stainless Steel { £ @IEAL ] € (Gl OO |10 [

Material | K | Castiron ecOGC el | oo o] lelole o)
N | Non-ferrous Metal G O

S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe

Coated 88?&?& Cemet|  Carbide

sh RE |poowwowvvwo rﬂlmmmm 00wV ’anl—l—l.; 0 0 coww
ape Order Number | ) G2 8582588 SudgsS2e SodndExrENzzza8E8 o285
R P R R R I 47 A R = = =
DDD==D==E=EDD==E=DDE| =S==D=>>>D=<>>|1ZZDIIX==-

R/L-SN | CCET060200R-SN 0.0 *2 [ ] [ (]
CCET060200L-SN 0.0 *2 (] [ (]
CCET0602V3R-SN  |0.03*2 (] [ (]
CCET0602V3L-SN  (0.03*? [ ° o
CCET060201R-SN 0.1 *2 [ ] [ (]
CCET060201L-SN 0.1 *2 [ ] [ (]
CCET060202R-SN 0.2 *2 [ ] [ (]
CCET060202L-SN 0.2 *2 [ ] [ (]
CCET060204R-SN 0.4 *2 [ ] [ (]

E CCET060204L-SN 0.4 *2 (] [ (]

— CCETO09T300R-SN  |0.0 *2 (] [ (]
CCETO09T300L-SN 0.0 *2 [ ] [ ] (]
CCET09T3V3R-SN |0.03*2 [ ] (] (]
CCETO09T3V3L-SN |0.03*2 [ ] [ (]
CCETO09T301R-SN  |0.1 *2 (] [ (]
CCETO09T301L-SN 0.1 *2 (] [ (]
CCETO09T302R-SN  |0.2 *2 (] [ (]
CCET09T302L-SN (0.2 *? [ ) °
CCET09T304R-SN |04 *2 [ ] [ (]

Medium Cutting] CCET09T304L-SN 0.4 *2 ® ) Y
R/LW-SN| CCET0602V3RW-SN (0.03*2 (]
*1 —0n2 | CCET0602V3LW-SN [0.03*2 °
CCETO09T3V3RW-SN |0.03*2 (]
e | CCET09T3V3LW-SN [0.03*? o
Medium Cutting
(Wiper)
SMG |[CCGT060201M-SMG (0.1 *? [ ]
CCGT060202M-SMG (0.2 *2 ® (]
ﬁ* CCGT060204M-SMG [0.4 *2 ° °
a i CCGTO09T301M-SMG (0.1 *2 [
CCGT09T302M-SMG |0.2 *2 [
Medium Cutting| CCGT09T304M-SMG (0.4 *2 )

*1 Please refer to A028 before using the R/LW-SN breaker (wiper insert).
*2 Indicates the maximum value of the corner R. For more details, see page D003.

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series
(scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|e5|G|ebes | @ 545|€|O|O|G|O|Gl4s @)
Workoi M | Stainless Steel [ JEJ@IEAL ] € |G|&B| |00 (O |
orkplece
Material K | CastlIron [ [ Je)E]E] €Ik O|O| [Of [|85|0|G @)
N | Non-ferrous Metal G @)
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe I‘Q
Coated Coated Joamg|  Carbide i
NEW NEW (2
RE NooLWVoWLLWo (W0 WL Y nwLw e ll gl '8 'e] nw owvww z
Shape | Orderfumber | (mm) SS8= 3882 8w d8552 SodedxepSazzzR8E oS8, 2
R L oOEnhn0008E 20088 caaclannsNSEEERRer =
SOD0SS35=SE=50SES555| S55555555E<55|Z2ZbTTessE &
Flat Top| CCMW060202 0.2 ° =
CCMW060204 0.4 AAA e o
CCMWO060208 0.8 AA
CCMWO09T304 0.4 AAAA () -
. CCMW09T308 |08 AAA o o posi
CCMWO09T312 1.2 AA W
CCMW120404 04 AAA ° ol
CCMW120408 0.8 AAA ()
CCMW120412 1.2 AA
Flat Top CCGW060200 0.0 ()
— CCGW0602V5 0.05 Y
/@ | ccewo9T300 0.0 ° D
T CCGW09T3V5 0.05 °
R
S
T
']
W
K
S EXTERNAL TURNING > C002—C005  CHIP BREAKERS > A058
Scan here for product NEWS p .h' o BORING > E002—E005 GRADES > A030
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TURNING INSERTS [POSITIVE]

s CP

TYPE INSERTS
WITH HOLE

Size

CPMH 08 02 02- FV
g

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

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
£s £ £s
Sk S f
g It g1 IT i g It
0 0.14"0.2 03 04 0 0.14"0.2 03 04 0 0.14"0.2 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G| O
. M | Stainless Steel ¢ 8 O8O € (Gl OO |10 [
Vaatorr | K | castiron e/e0GC clg| | lolo| |o| |#lole e
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated 88?&?& Cemet|  Carbide
sh RE |poowwowvvwo rii-v:u'ut'unm VW0 W ’anl—l—l.; 0 0 coww
gEs OrderNumber | () SES 55828 uds=S2w sclndErpSNz22A8BE 282
bt b Rt b At s R I S
DDD==D==E=EDD=S=E=DDE| =E=S=D=>>>D=<>>|12ZZDIIX==-
CPMH080202-FV 0.2 A e |® [ X )
CPMHO080204-FV 0.4 A o |® ( X}
CPMH090302-FV 0.2 A o |® ( X}
CPMHO090304-FV 0.4 A e | ( X}
Finish Cuttingl CPMHO090308-FV 0.8 A ® |0 (X
Standard| CPGT080202 0.2 P
=y CPGT080204 0.4 (]
/®8 | cPGT090302 0.2 o
waiw | CPGT090304 0.4 °
Finish Cutting
R/L-F CPMHO080204R-F 0.4 [ ] (] (]
— CPMHO080204L-F 0.4 [ ] ([ ] (]
Q CPMHO090304R-F 0.4 [ ] ([ ] (]
* | CPMH090304L-F | 0.4 o | o o °
Finish Cutting
R/L-F CPGT080204R-F 04 ()
CPGT080204L-F 0.4 °
r_ﬂ_"’" CPGT090302R-F 0.2 °
= CPGT090302L-F 0.2 [ ]
h CPGT090304R-F 0.4 [ ]
Finish Cutting] CPGT090304L-F 0.4 ®
SV CPMHO080202-SV 0.2 A A [ e |® (X ]
CPMH080204-SV 0.4 A A [ ] o |® oo
CPMHO090302-SV 0.2 A A [ ] o |® oo
CPMHO090304-SV 0.4 A A [ J e |® (X}
Light Cutting] CPMH090308-SV 0.8 A A [ J o |0 (J( X J

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

(10 inserts

in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series

(scheduled to be released).

will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)

(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|45|G|e|w| @ &[5 @|0|0|G[O|Gle% O
. M | Stainless Steel €3 O0% 0 € |CFHIB| OO0 (O @
Viorkpiece | K | castlron ielee g | oo |of lelog | | o
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H GCeee
Coated ggfgﬁg Cemet|  Carbide
RE LW o vV WY rﬂ ey 010w 'va == )
Shape | OrerNumber | () B2RSSSESER S S82e Selederpalz2zR 00282
e b R 4 DR b et
DDD==D===DD===DD= ===D=2>>>D=«>>|IZZDDITITX==F-
Standard| CPMX080204 0.4 A °
e CPMX080208 0.8 A °
= ‘ CPMX090304 04 | A ° o |o
—— CPMX090308 08| AA ) °
Medium Cutting
MV CPMH080204-MmV 0.4 A A AO A o 00 o600
oo CPMHO080208-MV 0.8 A A Ao A o e o000
’/fﬁ) CPMH090304-MV | 0.4 A A A® | A o 00 oloe
W= | CPMHO090308-MV | 08 A A A® | A e [e0 oo
Medium Cutting
- - CHIP BREAKERS > A066
Scan here for product NEWS b ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
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TURNING INSERTS [POSITIVE]
a o D c TYPE INSERTS DCMT 07 02 02- FP
& 55 WITH HOLE S IO, Senee vt 0 pise oo

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kas K
S 3, 3, , —
e oIE D || 3
2 &' &' &' g
E | Ll I/ Y
4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O
POS! | M | stainless Steel ¢z 050 ¢ clsle| oo [of |
! Vaatorr | K | castiron ee0GC clg| | lolo| |o| |#lole e
WITH N | Non-ferrous Metal @ @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated gg?gﬁg Cemet|  Carbide
¢ RE VYo WV rﬂ 0w 10 1010 ’iw == )
Shape | OrderNumber () B2S =SS5 S8 0882520 ScRolxsb=fz22A8E0,285 )
PR eS8 280abrnoo00r ftenncaanlenarSRlFeEeRRT
DDD==D==E=EDD==E=DDE| =S=S=D=>>>D=<>>|1Z2ZDIIX==-
FP DCMT070202-FP | 0.2 A AA [ J ([ ]
DCMTO070204-FP | 0.4 A AA () °
R /®87 | DCMT11T302-FP | 02 | 4 aa ° °
DCMT11T304-FP | 0.4 A AA () °
Finish Cutting DCMT11T308-FP | 0.8 A AA () (]
S FM DCMT070202-FM | 0.2 ()
} i DCMTO070204-FM | 0.4 [ J
E DCMT11T302-FM | 0.2 o
T DCMT11T304-FM | 0.4 °
Finish Cutting DCMT11T308-FM | 0.8 ®
'] FS DCGT070201M-FS| 0.1*" 000
DCGT070202M-FS| 0.2*" (X X J
new DCGT070204M-FS| 0.4*" (X X J
1] DCGT11T301M-FS| 0.1*" (X X}
DCGT11T302M-FS| 0.2*" (X X}
Finish Cutting|New DCGT11T304M-FS| 0.4*1 (X X
K FS-P DCGT070201M-FS-P| 0.1*" (] ([ ] (]
DCGT070202M-FS-P| 0.2*1 (] ([ ] (]
z ﬁ_’ New DCGT070204M-FS-P| 0.4*" ([ ] ([ ] (]
i DCGT11T301M-FS-P| 0.1*! ° ° °
DCGT11T302M-FS-P| 0.2*" (] ([ ] (]
Finish Cutting|New DCGT11T304M-FS-P| 0.4*1 [ ([ ] (]
FV DCMTO070202-FV | 0.2 AA (] (] (X}
DCMTO070204-FV | 0.4 AA () (] ( X}
i DCMTO070208-FV | 0.8 A (] (X J
g DCMT11T302-FV | 0.2 A (] (X J
DCMT11T304-FV | 0.4 AA [} (] (X J
Finish Cutting DCMT11T308-FV | 0.8 AA ® (] LX)
AZ DCGT070202-AZ | 0.2 (]
- DCGT070204-AZ | 0.4 (]
/D DCGT11T302-AZ | 0.2 o
Medium Cuting — DCGT11T304-AZ | 0.4 (]
Finish Cutting DCGT11T308-AZ | 0.8 i
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 24 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel PEEEEED sles|elololclo|cle O
Workpiece M | Stainless Steel [ JEJ@IEAL ] € (G®Es OO0 O] [ “
Material K | Castlron [ [ Jo)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe %)
Coated Coated Joamg|  Carbide lﬂ‘__,
sh RE [fcowwowwywo r:Eivmmu-,m 0w WY ’E'!wl—l—u_ 0 T 0w’ 2
ape OrderNumber — J(mm) 22838888 udsoS20 seSnduapSazzzIR8bbo28s ) 9
EEEG5280Enhno0882 22R88R NN NAECEREEE 2
DDD==D=S=E=DD===DD=2| ===2D=2>>>D|2<>>|Z2ZDIT T == %
R/L-F DCGT070202R-F | 0.2 ° ° ° a
DCGT070202L-F | 0.2 o | o |o °
DCGT070204R-F | 0.4 ° ° °
- DCGT070204L-F | 0.4 o | o o ° I
E DCGT11T302R-F | 0.2 ° ° ° ;’99
DCGT11T302L-F | 0.2 o | o o °
DCGT11T304RF | 0.4 o ° o HOLE
Finish Cutting DCGT11T304L-F | 0.4 () [ ) () ()
R-SRF DCGT11T301MR-SRF| 0.1*" ° °
=L | DCGT11T302MR-SRF| 0.2*' ° ° ¢
ﬂ DCGT11T304MR-SRF| 0.4* ° °
Finish Cutting
LP DCMT070204-LP | 04 | A AA ° °
DCMT070208-LP | 08 | A AA ° ° R
A% | DCMT11T304-LP | 04 | & 4aa o °
— DCMT11T308-LP | 0.8 | A AA ° °
Light Cutting S
LM DCMT070204-LM | 0.4 ) °
DCMT070208-LM | 0.8 ) °
_/Q/ DCMT11T304-LM | 0.4 oo o T
T DCMT11T308-LM | 0.8 o0 °
Light Cutting ]
LS DCMT070202-LS | 0.2 YY) °
DCMT070204-LS | 0.4 Y °
gf DCMT11T302-LS | 0.2 Y ° W
DCMT11T304-LS | 0.4 Y °
Light Cutting] ~DCMT11T308-LS | 0.8 Y °
LS DCGT070201M-LS| 0.1*" YY) K
DCGT070202M-LS| 0.2*" (X X))
ﬁ DCGT070204M-LS| 0.4* YY)
DCGT11T301M-LS| 0.1*" Y
DCGT11T302M-LS| 0.2*" Y
Light Cutting DCGT11T304M-LS| 0.4*" e00
LS-P DCGT070201M-LS-P| 0.1*" ° ° ° °
DCGTO070202M-LS-P| 0.2* ° ° ° °
v DCGTO070204M-LS-P| 0.4* ° ° ° °
g DCGT11T301M-LS-P| 0.1* ° ° ° °
DCGT11T302M-LS-P| 0.2*" ° ° ° °
Light Cutting| ~ DCGT11T304M-LS-P| 0.4* ° ° ° °
SV DCMT070202-SV | 0.2 A ° ° N
DCMT070204-SV | 04 | AA ° ° N
> DCMT070208-SV | 08 | AA ° ° N
’g DCMT11T302-SV | 02 | AA ° ° oloe
DCMT11T304-SV | 04 | AA ° ° N
Light Cutting DCMT11T308-SV | 0.8 | A A ° ° 10X
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW

EXTERNAL TURNING > C002—C005 CHIP BREAKERS > A058

R
Scan here for product NEWS p %% ] BORING > E002—E005 GRADES > A030
Etri SMALL TOOLS > D011, D026 IDENTIFICATION >A002 A125
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A

TURNING INSERTS

POSI
10

WITH
HOLE

A126

TURNING INSERTS [POSITIVE]

A055°

DC

TYPE INSERTS
WITH HOLE

Size

DCGT 07 02 V3 R-SS
e

) S ST
Thickness Corner Radius R/L Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel

P Carbon Steel « Alloy Steel (180-280t8)

Stainless Steel (=200HB)

K

Cast Iron

(=350MPa)

@

0 01 02 03
Feed (mm/rev)

w

Depth of Cut (mm)

0.4

3

@

2

Depth of Cut (mm)

1

0

0.1 02 03 04
Feed (mm/rev)

N

IS

w

w

@

G D

N

N

D

Depth of Cut (mm)

Depth of Cut (mm)

\

o

0.1
Feed

02 03 04
(mm/rev)

o

0.1

0.2 .3
Feed (mm/rev)

0.

4

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

Steel

Workpiece

Material il

wWZX=E7T

Stainless Steel

Non-ferrous Metal
Heat resistant Alloy, Titanium Alloy

O|C|&|G|es

@
€ ¥ O

€ : General Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

@€ OCGC

[ ]
()
.2
©)
()

¥ : Unstable Cutting (1st recommendation)

&|&
G|
C|®

O|G|es

€O 0C
O|O
O|O

O|C|e

&

& O0|G
G

Cleee

@)

@)
@)

Shape

Order Number

Coated

Carmi Carbide

RE
(mm)

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400

MS6015
MC7025
MP7035
US7020
Us735

=
&
=

MS7025
MP9005
MP9015
MP9025
UsS905
MS9025 5
VPO5RT
VP10RT

UP20M

MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
RT9010
MT9005
MT9015
TF15

HTi10

R/L-SS

DCGT0702V3R-SS

0.03

DCGTO0702V3L-SS

0.03

DCGT070201R-SS

0.1

DCGT070201L-SS

0.1

DCGT070202R-SS

0.2

DCGT070202L-SS

0.2

DCGT11T3V3R-SS

0.03

DCGT11T301R-SS

0.1

DCGT11T302R-SS

0.2

® O o o o o o o o VPISTF

DCGT070201MR-SS

0.1*

DCGT070201ML-SS

0_1*1

DCGT070202MR-SS

0.2*1

DCGT070202ML-SS

0.2*1

DCGT11T301MR-SS

0.1*1

DCGT11T301ML-SS

0.1*

DCGT11T302MR-SS

0_2*1

DCGT11T302ML-SS

0.2*"

DCGT11T304MR-SS

0_4*1

Light Cutting

DCGT11T304ML-SS

0.4*1

MP

DCMT070204-MP

0.4 AA

DCMT070208-MP

0.8 AA

DCMT11T304-MP

0.4 AA

DCMT11T308-MP

0.8 AA

DCMT150404-MP

> > ||

0.4 AA

Medium Cutting

DCMT150408-MP

0.8 A AA

*1 Indicates the maximum value of the corner R. For more details, see page D003.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series

(scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|#|C|%|d| @ 55|€|O0|0|C|O|G|e O
. M | Stainless Steel €3 0% 0 € GBI OO0 (O |%
Veatorr | K | castiron ecOCC cl# | loo| o |#lole e
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleeoe
Coated gg?gqeg( Cemet|  Carbide
Sha RE LWooWVWWoOWLVLLo rﬁ:’mmmm DWW ’E"Wl—l—u. 7e] 7o'y} oww
i OrderNumber | mm) [E2 S 55259238 udesS2e sodnlexrS|dzzzA0Er o285
COOLOOONNRNNODOLOY 000 orvrNPaAaTNBNSTsTOO &
LSS58 525598255955 5559228455388 35EEREsE
MM DCMT070204-MM | 0.4 ( X J ()
DCMT070208-MM | 0.8 ( X} ()
/ﬂ/ DCMT11T304-MM | 0.4 ( X} ()
L DCMT11T308-MM | 0.8 ( X J ()
DCMT150404-MM | 0.4 ( X J ()
Medium Cutting DCMT150408-MM | 0.8 ( X} ()

MK DCMT070204-MK | 0.4 AA
DCMTO070208-MK | 0.8 AA
DCMT11T304-MK | 0.4 AA

E DCMT11T308-MK | 0.8 AA
DCMT150404-MK | 0.4 AA
Medium Cutting DCMT150408-MK | 0.8 AA

MS DCMT070204-MS | 0.4 [ X X} ()
DCMT070208-MS | 0.8 (X X} ()
DCMT11T304-MS | 0.4 [ X X} ()
DCMT11T308-MS | 0.8 [ X X} ()

Medium Cutting DCMT11T312-MS | 1.2 (XX ®
Standard DCMT070202 02 | AA ° (X ) oo®
DCMTO070204 04 [AAA [ o |00 [ X J[ ]
DCMTO070208 0.8 A (] (X J (X}
DCMT11T302 0.2 AA (] (X J (X (]
_ DCMT11T304 04 |AAA (] A o |00 (X ()
497 | DCMT11T308 08 |[aaa ° A o 00 [o0)e
DCMT11T312 1.2 A
DCMT150404 0.4 AA [ ( X J [ X J[ ]
DCMT150408 0.8 AA [ J A [} oo®
Medium Cutting DCMT150412 1.2 A

MV DCMT070202-MV | 0.2 AA A A0 o 00 o000

DCMT070204-MV | 0.4 AA A AO A o |00 o000

. DCMT070208-MV | 0.8 AA A [ A o 00 o600

g DCMT11T302-MV | 0.2 AA A Ao o e o000

DCMT11T304-MV | 0.4 AA A A0 A o 00 oeo

Medium Cutting DCMT11T308-MV | 0.8 AA A AO A o 00 o600
R/L-SR DCET0702V3R-SR|0.03*" (] (] (]
DCETO0702V3L-SR |0.03*" () (] ()
DCET070201R-SR |0.1 *1 () (] [}
DCETO070201L-SR |0.1 *! () (] ()
a”] DCETO070202R-SR |0.2 *' (] (] (]

— DCET070202L-SR |0.2 *' (] (] (]
DCET070204R-SR |0.4 *! (] ([ ] (]
DCETO070204L-SR |0.4 *! [} (] (]
DCET11T3V3R-SR|0.03*" () (] (]

Medium Cutting DCET11T3V3L-SR|0.03*" o ® ®
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW

Bl
Scan here for product NEWS p  Exieiie
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w
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Z
(Y]
Z
4
14
=)
-

POSI
10

WITH
HOLE

A128

TURNING INSERTS [POSITIVE]

A055° DC

WITH HOLE

TYPE INSERTS

DCET 1

Size

1 T3 01 R-SR
s

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

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel

P Carbon Steel « Alloy Steel (180-280t8)

Stainless Steel (=200HB)

K

Cast Iron (<350MPa)

I

4

N

w
w

w

[ ] %

@

N
N

N

Depth of Cut (mm)

@

Depth of Cut (mm)

D

Depth of Cut (mm)

\

o
o

01 02 03 04

. 0.1
Feed (mm/rev)

0.2

Feed (mm/rev.

o

0.2
(mm.

03 04 0.1
) Feed

03 04
/rev)

Depth of Cut (mm)

IS

w

G D

N

o

0.1 02

3 0.
Feed (mm/rev)

4

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

Steel

. Stainless Steel
Workpiece

Material il

Non-ferrous Metal
Heat resistant Alloy, Titanium Alloy

wWZX=E7T

O|C|&|C|%|w|@
e ¥ O¥ O

@€ OGGC

€ : General Cutting (1st recommendation)

&%
G|
C|®

[ ]
o
.2
©)
()

O|G|es

¥ : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

€O 0G
O|O
O|O

oG
@)
@)

&

&

& O0|G
G
ceeoe

@)

@)
@)

RE

Order Number
(mm)

Shape

Coated

Gt Carbide

[=)
ey
3
2

=
&
=

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
Us735
MS7025

MP9005
MP9015
MP9025
UsS905
MS9025 5
VPO5RT
VP10RT
UP20M

MP3025
AP25N
VP25N
VP45N
NX3035
UTi20T
HTi05T
RT9010
MT9005
MT9015
TF15

R/L-SR DCET11T301R-SR| 0.1*"

DCET11T301L-SR| 0.1*"

DCET11T302R-SR| 0.2*"

DCET11T302L-SR| 0.2*"

DCET11T304R-SR| 0.4*"

Medium Cutting DCET11T304L-SR| 0.4*1

® ©® 0 & & &) NX2525
® ® 0 & o o HTi10

DCGT0702V3R-SN| 0.03

R/L-SN

DCGT070201R-SN| 0.1

DCGT070202R-SN | 0.2

DCGT070202L-SN | 0.2

DCGT11T3V3R-SN| 0.03

DCGT11T3V3L-SN| 0.03

DCGT11T301R-SN| 0.1

DCGT11T301L-SN | 0.1

DCGT11T302R-SN| 0.2

DCGT11T302L-SN | 0.2

DCGT11T304R-SN| 0.4

DCGT11T304L-SN | 0.4

[ B AN B BN NN AN AN BN NN BN AN BN BN BN BN BN BN BAV/ A EyNd

DCGT070201MR-SN| 0.1*"

DCGT070201ML-SN | 0.1*"

DCGT070202MR-SN | 0.2*"

DCGT070202ML-SN | 0.2*"

new DCGT070204MR-SN | 0.4*"

DCGT11T301MR-SN| 0.1*"

DCGT11T301ML-SN | 0.1*"

DCGT11T302MR-SN| 0.2*"

DCGT11T302ML-SN | 0.2*"

DCGT11T304MR-SN| 0.4*"

DCGT11T304ML-SN | 0.4*"

Medium Cutting

*1 Indicates the maximum value of the corner R. For more details, see page D003.

@ : Inventory maintained in Japan.

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

(scheduled to be released).

The successor grades are the MC61 series and the MC51 series



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

Steel
Stainless Steel

O|C|&|C|%|w|@

e ¥ O¥ O ([ 2

Workpiece

Material Cessillien

@€ OGG
Non-ferrous Metal

wWZX=T

[ ]
o
.2
©)
()

Heat resistant Alloy, Titanium Alloy

G
G

O|G|e

&%
&
&

€O 0G
O|O
O|O

oG
@)
@)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

&

&

& 0|G
G
ceeoe

@)

@)
@)

Coated
Cermet

[=)
&
3
=

Carbide

=
&
=

RE

Order Number
(mm)

Shape

UE6105
UE6110
UE6020
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
US7020
USs735
MS7025
MP9005
MP9015
MP9025
US905
MS9025 5
VPO5RT
VP10RT

UP20M
MP3025
AP25N
VP25N
VP45N
NX3035
UTi20T
HTiO5T

RT9010
MT9005
MT9015
TF15

R/IL-SN | DCET070200R-SN [0.0 *2

DCET070200L-SN 0.0 *2

DCET0702V3R-SN|0.03*2

DCETO0702V3L-SN (0.03*2

DCET070201R-SN (0.1 *?

*2

DCET070201L-SN |0.1

*2

DCET070202R-SN |0.2

*2

DCET070202L-SN |0.2

*2

DCET070204R-SN |0.4

*2

DCET070204L-SN |0.4

*2

DCET11T300R-SN |0.0

*2

DCET11T300L-SN |0.0

DCET11T3V3R-SN|0.03*?

DCET11T3V3L-SN [0.03*?

DCET11T301R-SN (0.1 *?

*2

DCET11T301L-SN |0.1

*2

DCET11T302R-SN |0.2

*2

DCET11T302L-SN |0.2

*2

DCET11T304R-SN |0.4

DCET11T304L-SN *2

Medium Cutting 0.4

® O 0 0 00 0 00 00 0 0 0 0 0 0 0 0 e NX2525

( BN AN AN AN NN AN AN BN BN BN BN NN BN BE BE BN NN AN BN NE:Bik()

DCET0702V3RW-SN |0.03*?

R/LW-SN

DCETO0702V3LW-SN |0.03*2

DCET11T3V3RW-SN|0.03*?

DCET11T3V3LW-SN |0.03*2

Medium Cutting

[ BN BN BE NN B BN BN NN NN BN AN AN AN BN NN NN AN NN BN BN BN BN BN BAV/ A E3Nd

(Wiper)

DCGT070201M-SMG| 0.1*2

DCGT070202M-SMG| 0.2*2

DCGT070204M-SMG| 0.4*2

DCGT11T301M-SMG| 0.1*?

DCGT11T302M-SMG| 0.2*2

Medium Cutting DCGT11T304M-SMG| 0.4*2

Flat Top DCMW070204 0.4 AAA

DCMW11T304 0.4 AAA

DCMW11T308 0.8 AAA

X

DCMW150404 0.4

DCMW150408 0.8

Flat Top DCGW070200 0.0

DCGWO0702V5 0.05

DCGW11T300 0.0

b

DCGW11T3V5 0.05

*1 Please refer to A028 before using the R/LW-SN breaker (wiper insert).
*2 Indicates the maximum value of the corner R. For more details, see page D003.
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A

TURNING INSERTS

POSI
200

WITH
HOLE

A130

TURNING INSERTS [POSITIVE]

o D TYPE INSERTS DEGX 1504 02 R-F _
& 55 WITH HOLE Staf Thikness ComerRadhs R Gl s

N Aluminium Alloy
n [ ]
€
E3
3. |
%2
0 01 02 03 04
Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G|es O
Workbi M | Stainless Steel { JE@IEAL ] € |GEls 00| (O &
orkpiece
Material | K | Castiron ecOGC el | oo o] leloje o)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemet|  Carbide
RE NeW, NEW,
NooVWLOWVVe WLV VLY VEEFEL_|V 0w oww
Shape | Orderflumber | (mm) ES8 =38 828w dSsSce SodedEEpRaz2zR8ER oS8T,
R P R R R I 4 7 A £ = = = =
DDD==D==E=EDD=S=S=DDE| =E==D=>>>D=<>>|1ZZDIIX==-
R/L-F DEGX150402R-F 0.2 (]
p— DEGX150402L-F 0.2 (]
ey DEGX150404R-F 0.4 (]
Finish Cutting DEGX150404L-F 0.4 o
(For Aluminium Alloy)
R/L DEGX150402R 0.2 (]
sy | DEGX150402L 0.2 (]
—_— DEGX150404R 0.4 (]
Medium Cutting DEGX150404L 0.4 (]
(For Aluminium Alloy)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

@ : Inventory maintained in Japan.

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

(10 inserts in one case) CHIP BREAKERS > A070




TYPE INSERTS RCGT 08 03 MO0- AZ
o Rc WI T H H 0 L E Size Thickness Corner Radius Chip Breaker
* Please refer to page A002.

P Mild Steel P Carbon Steel - Alloy Steel (10-2801) | M~ Stainless Steel (<200HB)
€ 3 B 3 @ € 3
= Es - Es6 s
35 35 35 &
2 — || 2 25 - 2
P - At g
! —— ! — ! —— H
0 01 03 05 07 0 01 03 05 07 0 01 03 05 07 o
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G| O —
_ M | Stainless Steel cz0z0 ¢ [clals| oo o |e POSI
viorkpiece | | castIron (Yelcllc el | oo o] leloje o U
N | Non-ferrous Metal G @) WITH
BN ot resistant Alloy, Titanium Alloy olez0je/0cle Gleloe —
Coated ggfgﬁ_ﬂ Cemet|  Carbide
sh IC |, VYo WwWvY r:E-W:M'ut'm—n,, 10 1010 ’anl—l—m ) 0w 0 10 ¢
ape OrderNumber = 1(mm) [S28 538888 udgoS2n SeSnarapSazzzR8b0R oS82
e SR nRnO0she LR agecasEonsORSEERRER
DDD==D==E=EDD=S=E=DDE| =S=S=D=>>>D=<>>|1ZZDIIX==- D
AZ RCGT0803M0-AZ | 8.0 (]
‘“. RCGT10T3M0-AZ | 10.0 (]
&
Medium Cutting —
Finish Cutting
Standard| RCMT0602MO0 60| A (X X)) ° 0 o0 S
RCMT0803MO0 80| A [ ] (X X} [} (X (] [ X )
’ New RCMT10T3MO 10.0 (X X} [ X )
new RCMT1204M0 12.0 o000 o0 T
Medium Cutting[New RCMT1606MO 16.0 000 i
Standard RCMX1003M0 00| AA A ° ) ° o0 ']
RCMX1204M0 120 [AAA A [ ] A o oo [} (X J
<®} RCMX1606M0 160 [AAA AO [ ] o oo
- RCMX2006M0 200 [AAA AO [ ] W
RCMX2507M0 250 |lAAA A
Medium Cutting RCMX3209M0 320 [AA A
RR RCMX1606MO-RR| 160 | A4 4@ ° X
RCMX2006M0-RR| 200 | AA A® [ ]
RCMX2507M0-RR| 250 | AA A @ [ ]
RCMX3209M0-RR | 320 | A A
Heavy Cutting
o - vEw
- - CHIP BREAKERS > A058
Scan here for product NEWS ) ﬂﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > - IDENTIFICATION >A002 A131
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TURNING INSERTS [POSITIVE]
o s TYPE INSERTS SCMT 09 T3 04- FP
o 90 WITH HOLE S T B

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kas K
S i | : | ;, e— 3
I £ | D || £
2 &1 &' &' 8!
E | i I/ A
4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|%|G|<b|es| @ (5| @|0|0|G[O|G|e O
Pos! i M | Stainless Steel e 2080 € GiBRE| OO0 (O [&

I Veatorr | K | castiron e/e0GC clg| | lolo| |o| |#lole e
WITH N | Non-ferrous Metal G @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe

Coated 88?&?& Cemet|  Carbide
(H RE NEW NEW
RS S aoEhnnO0she LR ageranEonsORSeERRER
D DODD==D==E=EDD=S=E=DDE| =E==D=>>>D=<>>|1Z2ZDIIX==-
FP SCMT09T304-FP 0.4 A AA [ ] [
. SCMTO09T308-FP 0.8 A AA [ ] °
-
Finish Cutting
SCMTO09T304-FM 0.4 (]
SCMT09T308-FM 0.8 [ ]
T
Finish Cutting
'] FV SCMTO09T304-FV 0.4 A o oeeo
||
W
Finish Cutting
LP SCMT09T304-LP 0.4 A AA [ ] °
K . SCMT09T308-LP 0.8 A AA (] [
o
Light Cutting
LM SCMT09T304-LM 0.4 (X J ()
ﬁ SCMT09T308-LM 0.8 (X} ()
(0,
Light Cutting
MP SCMTO09T304-MP 0.4 A AA ([ ] [
g A SCMT09T308-MP 0.8 A AA () ([ ]
| G‘ | SCMT120404-MP 0.4 A AA [ ] °
R SCMT120408-MP | 08 | A AA ° °
Medium Cutting

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 32 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)

(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|45|G|e|w| @ &|¢5| @O0 |GIO|C|4s O
eI M | Stainless Steel € H O8O e cleil oo 1o |8
Material K | CastlIron [ [ Je)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleee
Coated gg?gﬁg Cemet|  Carbide
RE LW oW’V rﬂ’ v 010w ’ﬁvw == T}
Shape | OrderNumber () 828 EHSSNER M8 S8 Soluluah=Rz22080 o285
EEE88235EREn00EEE 228808 aao o SaECERRRE
DDODD==D===DD===DD= ===D=2>>>D=«<>>|ZZDITIX==F-
MM SCMTO09T304-MM 0.4 (X ) ()
: , SCMTO09T308-MM 0.8 (X ) ®
@ SCMT120404-MM 0.4 (X ®
J SCMT120408-MM 0.8 (X ) ()
Medium Cutting
SCMTO09T304-MK 0.4 AA
SCMTO09T308-MK 0.8 AA
SCMT120404-MK 0.4 AA
SCMT120408-MK 0.8 AA
SCMTO09T304-MS 0.4 (X X ) ®
SCMTO09T308-MS 0.8 (X X ) ()
SCMT120404-MS 0.4 (X X ) ®
SCMT120408-MS 0.8 (X X ) ®
Medium Cutting| SCMT120412-MS 1.2 [ X X ) ()
Standard| SCMTO09T304 0.4 |AAA ° o0 ool
SCMTO09T308 0.8 ([AAA [ (X} (X ()
SCMT120404 04 ([AAA ° () (X}
SCMT120408 08 [AAA [ J ( X ) [ X J[ ]
Medium Cutting| SCMT120412 1.2 A
Flat Top | SCMW09T304 0.4 AA e o
SCMWO09T308 0.8 AAA
- SCMW120408 0.8 AAA
o - TEw
- - CHIP BREAKERS > A058
Scan here for product NEWS ) ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
B BORING > E002—E005 IDENTIFICATION > A002
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A

TURNING INSERTS

POSI
11°

WITH
HOLE

A134

TURNING INSERTS [POSITIVE]

Q- S

TYPE INSERTS
WITH HOLE

SPMT 09 03 04
e

-
Thickness Corner Radius
* Please refer to page A002.

Size

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
B B B
£E3 E3 E3
5  CEE 5  CEE 5 @ CEE
52 52 52
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ &[5 @|0|0|G[O|Gle O
Workoi M | Stainless Steel ¢ 8 O% O € (Gl OO |10 &
orkpiece
Material | K | Castiron ecOGC el | oo o] leloje o)
N | Non-ferrous Metal G O
S | Heat resistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemet|  Carbide
RE NEW NEW
Sh Order Numb noolUYgowuvo WWVOVWLYL nwo LEEL_[o 0 W oww
ape raeriumber I mm) S =S 58350888852l SoSnsEELESSZZZNSEhoSSS,,
R P R R R I 4 7 S A B = = =
DODD==D==E=EDD==E=DD=E| =S=S=D=>>>D=<>>|1Z2ZDIIX==-
Standard SPMT090304 0.4 )
SPMT090308 0.8 [
SPMT120308 0.8 o |0
Medium Cutting
Flat Top SPMW090304 0.4 o0 o (@ o
SPMW090308 0.8 ( X ) o @ o
” SPMW120304 0.4 o0 o @ o
s <53 SPMW120308 0.8 ( X ) o | o
Flat Top SPGX090304 0.4 [ (]
- SPGX090308 0.8 (]
‘ﬁ SPGX120304 0.4 (]
e SPGX120308 0.8 °

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

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

CHIP BREAKERS

> A068




o T CIYFE INSERTS TCMT 09 02 02- FP.
o\ 60 WITH HOLE o5 T e iy

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M Stainless Steel (<200H8) K Cast Iron (=350MPa)
Kas Kas Kas K
3 i | | ;, e— 3
E E =] = D | < z
g0 g g & 2
| i I/ A E
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 4
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O —-
Workpiece | M| Siaess See e ¢ clas| (oo o [ ;’99
Material K | CastIron 0 € O0G|IG G| O|0] |0 110G o =V
N | Non-ferrous Metal G O WITH
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe —
Coated 88?&?& Cemet|  Carbide
s RE |poowwowvwo rﬂummmm 0wV ’E"Wl—l—l.; 0 0 W eyt 6
TERS OrderNumber | mm) [ES S5 52588 udiesSce sodndexpSdzzzA0Er o285
R P R R R I 4 7 A B = = =
DDD==D==E=EDD==E=DDE| =S=S=D=>>>D=<>>|1Z2ZDIIX==- D
TCMT090202-FP 0.2 A AA [ J ([ ]
TCMT090204-FP 0.4 A AA () °
TCMT110202-FP 0.2 A AA () ° R
TCMT110204-FP 0.4 A AA (] °
Finish Cuttingl TCMT16T304-FP 0.4 A AA () (]
FM TCMT090202-FM 0.2 (] S
TCMT090204-FM 0.4 [ J
ﬁ TCMT110202-FM 0.2 °
TCMT110204-FM 0.4 (]
Finish Cutting] TCMT16T304-FM 04 ®
FV TCMT110204-FV 0.4 A o oeo ']
&\ TCMT16T304-FV 0.4 A (] (X J
N
L
W
Finish Cutting
AZ TCGT110202-AZ 0.2 (]
TCGT110204-AZ | 0.4 o K
/ﬁ\ TCGT110208-AZ 0.8 (]
e TCGT16T302-AZ 0.2 (]
Medium Cuting — TCGT16T304-AZ 0.4 (]
Finish Cuting | TCGT16T308-AZ | 0.8 hd
R/L-F TCGT0601V3L-F 0.03 ([ ]
TCGTO060101L-F 0.1 (] (]
TCGT060102R-F 0.2 (] ° (]
TCGT060102L-F 0.2 [ ] ([ ] (]
TCGT060104R-F 0.4 [ (]
P TCGT060104L-F 0.4 (] (] (]
o TCGT060101MR-F | 0.1*' [ ]
TCGT060101ML-F | 0.1*" (]
TCGT060102MR-F | 0.2*! (]
TCGT060102ML-F | 0.2*" (]
TCGT060104MR-F | 0.4*1 (]
Finish Cutting] TCGT060104ML-F | 0.4*1 (]
*1 Indicates the maximum value of the corner R. For more details, see page D003.
- - CHIP BREAKERS > A058
Scan here for product NEWS b ’ﬁ EXTERNAL TURNING > C002—CO005 GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A135
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TURNING INSERTS [POSITIVE]
o TcTYPE INSERTS TCMT 09 02 04-LP
o\ 60 WITH HOLE T et o

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

A P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kian K
F |20 3,0 3, , — )
z < E < D | <
2 g0 g g g
E | il [N
4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G|e O
POSI _ M | Stainless Steel cz0z® ¢ [clals| (oo [0 [

! Vaatorr | K | castiron ee0GC clg| | lolo| |o| |#lole e
WITH N | Non-ferrous Metal G @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe

Coated 88?&?& Cemet|  Carbide
¢ RE D1 o1V WY r:Efmu-un 10 1010 ’E"Wl—l— 0 10 10
Shape Order Number | i) 82 S 882888 w8582 SolnlrrksRz22R80 282
bt b Rt b 4t s R S
D DDD==D==E=EDD=S=E=DDE| =S==D=>>>D|=<>>|1Z2Z DI IX==-
LP TCMT090204-LP 0.4 A AA [ ([ ]
TCMT090208-LP 0.8 A AA () (]
R ! i TCMT110204-LP 0.4 A AA () °
TCMT110208-LP 0.8 A AA () °
TCMT16T304-LP 0.4 A AA [ J ([ ]
S Light Cutting| TCMT16T308-LP | 0.8 [ A AA ° °
LM TCMT090204-LM 0.4 ([ X ) ()
TCMT090208-LM 0.8 (X} [ J
o TCMT110204-LM 0.4 ( X ) ()
it 3 TCMT110208-LM 0.8 ([ X ) ()
v o TCMT16T304-LM | 0.4 oo °
Light Cutting| TCMT16T308-LM 0.8 ( X ) ()
LS TCMT090202-LS 0.2 000 ()
1] ? TCMT110202-LS 0.2 000 (]
X Light Cutting
MP TCMT090204-MP 0.4 A AA () (]
TCMT090208-MP 0.8 A AA [ ([ ]
TCMT110204-MP 0.4 A AA () ([ ]
) é L | TCMT110208-MP | 08 | A AA ° °
S | TCMT130304-MP | 04 | A AA ° °
TCMT16T304-MP 0.4 A AA ° °
TCMT16T308-MP 0.8 A AA () °
Medium Cutiingl TCMT16T312-MP 1.2 A AA L] o
® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 36 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel PEEEEED sleslelololclo|cle O
Workpiece M | Stainless Steel [ JEJ@IEAL ] € |G|l |00 (O |
Material | K | Castlron ee0GC cla| | oo lo |slole 0
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleee %)
Coated gg?gqeg( Cermet Carbide lﬂ‘__l
RE 010 o vV bﬂ 010 0w WY riw [y 0 2
Shape OrderNumber | ) B2 RS 885828 d85820 SolnlxalbsNz22R8E 282 9
EEEG5280Ennno0882 22R8BR AL N NAECELEEE 2
SODS335=SSSD5D0=S=555 ===0=5>55=<>>ZZbrTessE [
MM TCMT090204-MM | 0.4 o0 ° a
TCMT090208-MM | 0.8 ) °
_ TCMT110204-MM | 0.4 ) °
A TCMT110208-MM | 0.8 ) ° o
A TCMT130304-MM | 0.4 oo o ;’99
TCMT16T304-MM | 0.4 ) °
TCMT16T308-MM | 0.8 X ° HOLE
Medium Cuttingl TCMT16T312-MM 1.2 ( X J ®
MK TCMT110204-MK | 0.4 AA
TCMT110208-MK | 038 AA ¢
A TCMT16T304-MK | 0.4 AA
TCMT16T308-MK | 0.8 AA o
Medium Cuttingl TCMT16T312-MK 1.2 AA
MS TCMT090204-MS | 0.4 YY) °
TCMT090208-MS | 038 Y ° R
TCMT110204-MS | 0.4 YY)
TCMT110208-MS | 038 Y
TCMT16T304-MS | 0.4 Y ° S
TCMT16T308-MS | 0.8 Y °
Medium Cutting] TCMT16T312-MS 1.2 o0 0 [}
Standard| TCMT080204 0.4 ° ole
TCMT090204 04 | AA ° oo [ooe
TCMT110202 02 | aa ° o o0 |00 v
TCMT110204 04 |[aaa ° A o (o0 (000
A TCMT110208 0.8 |aA o |o
& TCMT130302 0.2 o0 W
TCMT130304 04 | a ° ° °
TCMT16T304 04 |[aaa ° A o (o0 |[oo]e
TCMT16T308 08 |[aaa ° A o (o0 |oole K
Medium Cuttingf TCMT16T312 1.2 A
Flat Top | TCMW110204 0.4 AAA °
TCMW130304 0.4 ®
A TCMW16T304 0.4 AAA °
TCMW16T308 0.8 AAA °
TCMW16T312 1.2 AA
® = NEW
N CHIP BREAKERS > A058
Scan here for product NEWS ) % EXTERNAL TURNING > C002—C005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION >Aa002  A137
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TURNING INSERTS [POSITIVE]

o T E TYPE INSERTS TEGX 160302R
A 60 WITH HOLE 5 R e T

N Aluminium Alloy
A N [ ]
L
/4 5
mm} o
g |3
- o
e | &
H
4 0 01 02 03 04
E Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C|eBd| @ &55|€|0|0|C|O|G|es O
ngj Workoraag | M| Staniess Stee €0z e ¢ Glals| (oo o [e
—=2 ) \aterial | K | castiron e/e0GC el | oo o] leloje e
v;:]‘[': N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemet|  Carbide
(H RE NEW, NEW
Shape Order Number noolYgowvo WWVOVWLYL wwie wEEuL o 01 ocww
P (mm) S“:Soggoggggggo?—ﬁﬁ Soggs%”éEES%%%ﬁsE'ﬁogggm
BEE e Ennno000E CoiaBesiaRaNsSYcCEPRRE
D DDD==D==E=EDD==E=DDE| =S==D=>>>D=<>>|1Z2ZDIIX==-
TEGX160302R 0.2 (]
TEGX160302L 0.2 (]
R TEGX160304R 0.4 (]
Medium Cutting TEGX160304L 0.4 (]
(For Aluminium Alloy)
S
)
W

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

@ : Inventory maintained in Japan.

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

A138 (10inserts in one case) CHIP BREAKERS > A070




Leo- TP

TYPE INSERTS
WITH HOLE

TPMH 08 02 02- FV

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

Size

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

4 4 4
B B B
E3 Es E3
52 ] 5 2 ] 52 ]
< < <
5 g g
8K g’ It ' N

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

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

¥ : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|45|Gle|w| @ &|¢5| @O0 |GIO|Cl4E O
Workpiece M | Stainless Steel ( JE@IEAL ] € |GEls 00| (O |&
Material K | Castlron L) Jelc]c Gl& O|O| O |85|0|1G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated 88?&?& Cermet Carbide
RE LYo VWY rﬂ Ty 010V ’an == rey
Shape | OrderNumber () ISR SN SN R M8 520 Soluluapalz22A800 o282
bR R L A4t s S e
DDD==D=E=E=DD=E=E=DD=| =S==ED=>>>DO=E<>>|IZZDITI T ==
FV TPMH080202-FV 0.2 A e |® o0
TPMH080204-FV 0.4 A e |0 LX)
TPMH090202-FV 0.2 A e | LX)
TPMH090204-FV 0.4 A e |® LX)
4. | TPMH110302-FV | 0.2 A o |o o0
& TPMH110304-FV 0.4 A e |® o0
TPMH110308-FV 0.8 A e |0 o0
TPMH160302-FV 0.2 A e |0 (X )
TPMH160304-FV 0.4 A e |0 (X )
Finish Cutting] TPMH160308-FV 0.8 A e |® (X
R/L-FS | TPGH080202R-FS | 0.2 ® ® )
TPGH080202L-FS | 0.2 o (00 () )
TPGH080204R-FS | 0.4 () ® )
TPGH080204L-FS | 0.4 (X ) ® )
TPGH090202R-FS | 0.2 ® ® )
TPGH090202L-FS | 0.2 o (00 ® )
TPGH090204R-FS | 04 ® ® )
TPGH090204L-FS | 04 o (0@ ® )
A TPGH110302R-FS | 0.2 () ® )
TPGH110302L-FS | 0.2 o (o0 ® )
TPGH110304R-FS | 0.4 ® ® )
TPGH110304L-FS | 0.4 o (00 ® )
TPGH160304R-FS | 0.4 ® ® )
TPGH160304L-FS | 04 e |@® ® )
TPGH160308R-FS | 0.8 () ® )
Finish Cutting| TPGH160308L-FS 0.8 o |0 ® ®
- - CHIP BREAKERS > A066
Scan here for product NEWS ) % EXTERNAL TURNING > C002—CO005 GRADES > A030
s BORING > E002—E005  IDENTIFICATION > A002

TURNING INSERTS

POSI
11°

WITH
HOLE

A139


http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

n
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w
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Z
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Z
4
14
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POSI
11°

WITH
HOLE

A140

TURNING INSERTS [POSITIVE]

Leo- TP

WITH HOLE

TYPE INSERTS

Size

TPGX 08 0202R
T RT

Thickness Corner Radius

R/L

* Please refer to page A002.

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
£s £ £s
Sk S f
g It g1 IT i g It
0 0.14"0.2 03 04 0 0.14"0.2 03 04 0 0.14"0.2 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O
. M | Stainless Steel ¢ 8 O% O € (Gl OO |10 [
Veatorr | K | castiron e/e0GC clg| | lolo| |o| |#lole e
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated gg?gﬁg Cemet|  Carbide
sh RE |poowwowvwo r:Efu'ut'unm 00 W ’E')wl—l—l.L 0 0 coww
gEs OrderNumber | () EES 55828 udS=S2e sclndErpSNz22A8B 0 282
EEEEs2EoEhbbo0nb: 222805 NENa s arEEpEEE
DODD==D==E=EDD=S=E=DDE| =E==D=>>>D=<>>|1Z2ZDIIX==-
R/L TPGX080202R 0.2 °
TPGX080202L 0.2 o | o
TPGX080204R 0.4 [ (]
TPGX080204L 0.4 [ o | o
TPGX090202R 0.2 ([ ]
TPGX090202L 0.2 o | o
TPGX090204R 0.4 [ (]
& TPGX090204L 0.4 o oo o
TPGX090208R 0.8 (]
TPGX090208L 0.8 [ (]
TPGX110302L 0.2 o | o
TPGX110304R 0.4 [ ([ ] (]
TPGX110304L 0.4 [ o |0 o
TPGX110308R 0.8 [ (]
Finish Cutting] TPGX110308L 0.8 ° o (eo0o0
L TPMX090204L 0.4 ([ ]
A TPMX110304L 0.4 °
Finish Cutting
SV TPMH080202-SV 0.2 A A [ ] e | ( X )
TPMH080204-SV 0.4 A A [ ] o |® oo
TPMH090202-SV 0.2 A A [ ] o |® ( X}
TPMH090204-SV 0.4 A A (] e | LX)
A TPMH110302-SV | 0.2 A A ° o ([0 oloe
& TPMH110304-SV 0.4 A A [ ] e |0 oeo
TPMH110308-SV 0.8 A A [ ] o |® o0
TPMH160302-SV 0.2 A A [ ] o |® o0
TPMH160304-SV 0.4 A A ([ ] o |® oeo
Light Cutting| TPMH160308-SV 0.8 A A [ ] o |® (X ]

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.

The successor grades are the MC61 series and the MC51 series

(scheduled to be released).



@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ¥ : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel SEEREED ssles|e(Oloclo]cles O
Workpiece M | Stainless Steel [ JEGIEAL ) € |G| |00 (O |
Material K | CastIron [ [ Je)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G @)
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H GCeeoe I‘Q
Coated Coated Joamg|  Carbide &
RE 1010w rﬂ’ 01 0w WY ’ﬁvw [ 0 2
Shape OrderNumber | () [B2RSIES88R 825820 SERnlarbslz2=I0808 282 ¢
EEES52a0ERhno0RB2 28880R o e aECEREeE 2
DODDSS5SS=D0DSSS555 SS=0S555555<>55|2ZbrTxessk &
Standard| TPMX110304 0.4 ° o0 =
_ TPMX110308 0.8 () (X}
i
Medium Cuting :’?os'
MV TPMH080202-MV 0.2 A A (] e | (X} —
TPMH080204-MV | 04 | 4o a Ae | A o o0 ofoe HOLE
TPMH090202-MV 0.2 A A ° o |® (X}
TPMH090204-MV 0.4 A A AO A o @0 o000
é TPMH090208-MV 0.8 A A A o |® ° ¢
= TPMH110302-MV 0.2 A A [ ] ® |00 o000
TPMH110304-MV | 0.4 A A A0 A o (e oj0e 0
TPMH110308-MV 0.8 A A AO A o |00 o000
TPMH160304-MV 0.4 A A [ ] A o |00 o000
Medium Cutting| TPMH160308-MV | 0.8 A A ° A o (e oj0e R
Flat Top TPGX080202 0.2 Y
TPGX080204 0.4 ( X ] o | o
TPGX080208 0.8 o @ o S
TPGX090202 0.2 ()
TPGX090204 0.4 [ o | o
. TPGX090208 0.8 ° o @ o
R TPGX110302 0.2 ()
TPGX110304 0.4 o0 e 000 (]
TPGX110308 0.8 [ o 000
TPGX160304 0.4 o @ ©
TPGX160308 0.8 e o W
K
S CHIP BREAKERS > A066
Scan here for product NEWS b ’ﬁ EXTERNAL TURNING > — GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A141



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

, o \J[B IYPE INSERTS VBT 110302 FP
A 35 WITH HOLE T T e

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kan Kian K
s 3,0 3, , —
z < E =] = D | <
2 g1 g g &
E | il [N
4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O
I’II5S! Workpiece | M| Siaess See e ¢ clas| (oo o [

——— Material | K |Castlron ecOGC el | oo o] lelole e
WITH N | Non-ferrous Metal G @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe

Coated gg?gﬁg Cemet|  Carbide
¢ RE VYo WV rﬂ 0w 10 1010 ’iw == )
Shape | OrderNumber () ISR S NS TN R M8 5520 Soluluapafz22A800 o282
BB EE8E 0 h0no0BEE S00acaanEonsSNEEERRRL
D DDD==D==E=EDD==E=DDE| =S=S=D=>>>D=<>>|1Z2ZDIIX==-
FP VBMT110302-FP 0.2 A AA [ J ([ ]
VBMT110304-FP 0.4 A AA () °
R AAF7 | VBMT110308-FP | 08 | A AA ° °
VBMT160404-FP 0.4 A AA () °
Finish Cutting| VBMT160408-FP 0.8 A AA () (]
S FM VBMT110302-FM 0.2 ()
VBMT110304-FM 0.4 [ J
<& | VBMT110308-FM | 0.8 o
T VBMT160404-FM | 0.4 °
Finish Cutting] VBMT160408-FM 0.8 ®
FV VBMT110304-FV 0.4 A () (X}
VBMT110308-FV 0.8 A (] (X J
ﬁ VBMT160404-FV | 0.4 A ° )
1] VBMT160408-FV 0.8 A [} (X}
Finish Cutting
R/L-F VBGT110302R-F | 0.2 °o |eo ° °
K VBGT110302L-F 0.2 e |00 ° (]
VBGT110304R-F 0.4 () (] ° [}
- VBGT110304L-F 0.4 (] (] ([ ] (]
J VBGT160402R-F 0.2 (] (] ([ ] (]
VBGT160402L-F 0.2 () (] (] (]
VBGT160404R-F 0.4 () ° (] (]
Finish Cutting] VBGT160404L-F 0.4 (] (] ° (]
LP VBMT110304-LP 0.4 A AA () (]
VBMT110308-LP 0.8 A AA [ J ([ ]
A7 | VBMT160404-LP | 04 | A AA ° °
VBMT160408-LP 0.8 A AA [} (]
Light Cutting
LM VBMT110304-LM 0.4 (X} (]
VBMT110308-LM 0.8 ([ X ) ()
VBMT160404-LM 0.4 ([ X ) ()
VBMT160408-LM 0.8 (X} (]
Light Cutting

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 42 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P | Steel O|G|45|Gls|w| @ (5| @|0|0|G[O|G|% O
eI M | Stainless Steel € X OO e clelsl oo 1o &
Material K | CastIron [ [ Je)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H Gleee
Coated gg?gqeg( Cemet|  Carbide
RE 01V oWV W bﬂ 0w 010 WY riw == T}
Shape Order Number | () B2 SSSE NSRS 5820 Solulaxksdz22A8E 282
R bR R R LR A4t N S B e
DDODD==D==E=DD===DD= ===D=>>>I|=<>>2ZDIT T ==
LS VBMT110302-LS 0.2 [ X X ) ()
VBMT110304-LS 0.4 [ X X ) ®
&5 | vBMT110308-LS | 0.8 XX D
VBMT160404-LS 0.4 [ X X ) ()
Light Cutting| VBMT160408-LS 0.8 o bt
SV VBMT110304-SV 0.4 A () ()
VBMT110308-SV 0.8 A () ®
_<&727 | VBMT160404-SV 0.4 A ° °
VBMT160408-SV 0.8 A () ()
Light Cutting
MP VBMT160404-MP 0.4 A AA ® ®
VBMT160408-MP 0.8 A AA () ®
Medium Cutting
MM VBMT160404-MM 0.4 o0 ()
VBMT160408-MM 0.8 (X ) ()
Medium Cutting
MK VBMT160404-MK 0.4 AA
VBMT160408-MK 0.8 AA
=£©F
Medium Cutting
MS VBMT160402-MS 0.2 (X X ) ®
| VBMT160404-MS 0.4 [ X X ) ®
&7 | vBMT160408-MS | 0.8 X °
VBMT160412-MS 1.2 (X X ) ®
Medium Cutting
Standard| VBMT160404 04 | A
VBMT160408 0.8 A
Medium Cutting
MV VBMT110304-MV 0.4 A A AO A ® 00 o000
VBMT110308-MV 0.8 A A [ ) A e |00 o000
VBMT160404-MV 0.4 A A A0 A o e o000
VBMT160408-MV 0.8 A A [ ) A o e o000
Medium Cutting
o - NEw
- - EXTERNAL TURNING > - CHIP BREAKERS > A052
Scan hers for product NEWS b ’ﬁ BORING > E002—E005  GRADES > A030
[l SMALL TOOLS > D012 IDENTIFICATION > A002

TURNING INSERTS

Posi

WITH
HOLE

A143


http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

4’35° vB

TYPE INSERTS VBET

WITH HOLE

Size

11

| — — —

3

3 R-SR

) A= T
Thickness Corner Radius R/L Chip Breaker
* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kas K
AN S | s , o—
z < E =] = D | <
2 g1 g g &
E | il [N
4 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C|eBd| @ (5| @|0|0|G[O|Gle O
I’II5S! Workpiece | M| Siaess See e ¢ clas| (oo o |
Material | K | Castiron ecOGC el | oo o] lelole o)
WITH N | Non-ferrous Metal G @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated 88?&?& Cemet|  Carbide
¢ RE D1 o1V WY r:Efmmm 101010 ’E"wl—l— 10 1010
Shape Order Number | ) 82 S 882888 w5582 SolnlrrksRz22R80 282
bt b Rt b 4t s R S
D DDD==D==E=EDD=S=E=DDE| =E=S=D=>>>D=<>>|1ZZDIIX==-
R/L-SR | VBET1103V3R-SR  |0.03*2 [ ] [ (]
VBET1103V3L-SR  |0.03*2 [ ] [ (]
R VBET110301R-SR 0.1 *2 (] [ (]
- VBET110301L-SR 0.1 *2 (] [ (]
w VBET110302R-SR 0.2 *2 [ ] [ (]
S VBET110302L-SR 0.2 *2 [ ] [ (]
VBET110304R-SR |04 *2 [ ] [ (]
Medium Cutting| VBET110304L-SR (0.4 *2 () ° ®
T R/L-SN | VBET110300R-SN  [0.0 *2 ° ° °
VBET110300L-SN 0.0 *2 (] [ (]
VBET1103V3R-SN  |0.03*2 (] [ (]
VBET1103V3L-SN  |0.03*2 [ ] [ (]
VBET110301R-SN 0.1 *2 [ ] (] (]
w —= VBET110301L-SN (0.1 *2 ° ° °
VBET110302R-SN  |0.2 *2 [ ] [ (]
VBET110302L-SN 0.2 *2 (] [ (]
K VBET110304R-SN |04 *2 (] [ (]
Medium Cutting| VBET110304L-SN 0.4 *2 Py ° °
R/LW-SN| VBET1103V3RW-SN |0.03*2 (]
ot VBET1103V3LW-SN [0.03*2 °
Medium Cutting
(Wiper)
Flat Top | VBMW160408 0.8 AA
V. 4

*1 Please refer to A028 before using the R/LW-SN breaker (wiper insert).
*2 Indicates the maximum value of the corner R. For more details, see page D003.

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

A144

(10 inserts in one case)

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

CHIP BREAKERS

> A056




4’35° VC

Size

TYPE INSERTS VCMT 11 03 02- FP
WITH HOLE

—
Thickness Corner Radius Chip Breaker

* Please refer to page A002.

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M Stainless Steel (<200H8) K Cast Iron (=350MPa)
4 4 4
N nn Rnn ~
£ £ £ £
£ Es Es E3
s 3, 3, 3, GEED O
E E =] = D | <
53 & 1 &1 8 1
[a] o | [a] [l [a]
| 11 A
01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

¥ : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel EECEED ssles|€lOlo]clo]cle O
Workpiece M | Stainless Steel e 8 O8O € |GEls 00| (O |%
Material | K | Castlron ecOCC clg| | lolo] o] |slole o
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O e 0G| Gleeoe
Coated 88?&?& Cermet Carbide
RE VYo WYY rﬂ 0w 010 ’an == ) I
Shape | OrderNumber | ) B2 58888 ndS =S 2w Sedudarpdzz2R800 285
R P R R R I 4 7 R = = =
DDD==D=E==DD==E=DD=| =S==ED=>>>DO=E<>>|IZZDI T ==
FP VCMT110302-FP 02 | A AA () o
VCMT110304-FP 04 | A AA () ®
AWFT | YCMT160404-FP | 04 | A AA ° °
VCMT160408-FP 08| A AA ® ®
Finish Cutting
FM VCMT110302-FM 0.2 ®
VCMT110304-FM 04 ®
GERFT | VCMT160404-FM | 0.4 °
VCMT160408-FM 0.8 ®
Finish Cutting
FV VCMT080202-FV 0.2 A A e |0 (X}
VCMT080204-FV 0.4 A A e | (X}
<5 | VCMT160404-FV | 04 | AA o |oo
VCMT160408-FV 08 | AA [ (X}
Finish Cutting
AZ VCGT160404-AZ 04 ®
P VCGT160408-AZ 0.8 ®
< B vcGT160412-AZ | 12 o
Medium Cutting —
Finish Cutting
R/L-F VCGT080202R-F 0.2 ) ® ® )
VCGT080202L-F 0.2 ) [ ® ®
B0 | VCGTO080204RF | 04 o (o |0 °
VCGT080204L-F 0.4 ® ) ® ®
Finish Cutting
LP VCMT110304-LP 04 | A AA () ®
VCMT110308-LP 08| A AA () ®
##77 | VCMT160404-LP | 04 | A AA ° °
VCMT160408-LP 08| A AA ® ®
Light Cutting
- - EXTERNAL TURNING > C002—CO005 CHIP BREAKERS > A058
Scan hers for product NEWS b ’@% BORING > E002—E005  GRADES > A030
s SMALL TOOLS >D012,D013  IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A145


http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

, o chYPE INSERTS VCMT 1103 04- LM
- 35 WITH HOLE e e o e

CHIP CONTROL RANGE FOR WORKPIECE MATERIALS  Finish Cutting---- @l Light Cutting---- @l) Medium Cutting-- @l Heavy Cutting--- (@D

P Mild Steel P Carbon Steel * Alloy Steel (180-26048) | (M~ Stainless Steel (200H8) K Cast Iron (=350MPa)
Kan Kas Kas K
S 3, 3, s, o—
z < E =] = D | <
2 g0 g g g
E | Ll [N
x 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O
Pos! i M | Stainless Steel e 2080 € GiBRE| OO0 (O [&

I Vaatorr | K | castiron ee0GC clg| | lolo| |o| |#lole e
WITH N | Non-ferrous Metal @ @)
HOLE S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe

Coated 88?&?& Cemet|  Carbide
¢ RE -AARAN A = 10
Shape | OrderNumber | () B2S =SS S8 0882520 ScRolxsb=fz22A80,285 )
R P R R R I 4 7 S A R = = =
D DDD==D==E=EDD==E=DDE| =E==D=>>>D=<>>|1ZZDIIX==-
LM VCMT110304-LM 0.4 (X J (]
VCMT110308-LM 0.8 ( X ) ()
R ~4#77 | VCMT160404-LM 0.4 oo °
VCMT160408-LM 0.8 ([ X ) ()
Light Cutting
S LS VCMT110302-LS 0.2 000 [}
VCMT110304-LS 0.4 000 (]
&P | VCMT160404-LS 0.4 XY °
T VCMT160408-LS 0.8 X °
Light Cutting
LS VCGT110301M-LS 0.1*1 000
VCGT110302M-LS 0.2*1 (X X J
VCGT110304M-LS 0.4*1 (X X}
1] @ VCGT130301M-LS 0.1*1 (X X}
VCGT130302M-LS 0.2*1 000
Light Cutting [ VCGT130304M-LS 0.4*1 XX
K LS-P | VCGT110301M-LS-P | 0.1*" (] (]
VCGT110302M-LS-P | 0.2*1 (] ()
VCGT110304M-LS-P | 0.4*" ([ ] (]
VCGT130301M-LS-P | 0.1*! (]
VCGT130302M-LS-P | 0.2*" (]
Light Cutting| VCGT130304M-LS-P | 0.4*" L
SV VCMT080202-SV 0.2 A A o |® (]
VCMT080204-SV 0.4 A A e |0 ()
=
Light Cutting
MP VCMT160404-MP 0.4 A AA [} ([ ]
VCMT160408-MP 0.8 A AA () °
A7 | VCMT160412-MP 12 | A AA ° °
Medium Cutting
*1 Indicates the maximum value of the corner R. For more details, see page D003. ® = NEW

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 46 (10 inserts in one case) (scheduled to be released).



@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

& : Unstable Cutting (1st recommendation)

(G : General Cutting (2nd recommendation) 5 : Unstable Cutting (2nd recommendation)

P |steel olcls|clelele sjslelojolclolale O
Workpiece M | Stainless Steel [ J@lE AL J € GBI |00 |Of [
Material K | CastlIron [ [ Je)E]E] G| O|O| O [|985|0|G @)
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy 0 € ¥ OE€OC|H GCleee
Coated gg?gﬁg Cemet|  Carbide
RE VoWV W bﬂ’ 0w 00w ’:;W == re}
Shape | OrderNumber () 828 EHSSNER NS E82e Solulual=Rz22080 o285
BB E oo hhn00EEE SasascaanlihnaSaECEoERD
DDODD==D==E=DD===DD= ===D=>>>I|=<>>2ZDIT T ==
MM VCMT160404-MM 0.4 (X ) ()
VCMT160408-MM 0.8 (X )
=y VCMT160412-MM 1.2 (X ) )
Medium Cutting
MK VCMT160404-MK 0.4 AA ()
VCMT160408-MK 0.8 AA
Medium Cutting
MS VCMT110302-MS 0.2 (X X )
VCMT110304-MS 04 (X X ) ()
L7 | VCMT110308-MS | 0.8 XY °
VCMT160404-MS 04 (X X ) ()
Medium Cutiing]| VCMT160408-MS 0.8 (X X ) o
Standard| VCMT110304 04 | AA ° o |00 oo o
VCMT160404 04 [AAA [ o 00 o0 ©
e VCMT160408 08 [AAA [ A o 00 [ X J[ ]
VCMT160412 12 | AA ° (X}
Medium Cutting
MV VCMT080202-MV 0.2 A A [ o 00 oeoo
VCMT080204-MV 0.4 A A [ A ® 00 o0
Medium Cutting
Flat Top [ VCMW110304 0.4 °
VCMW160404 0.4 AAA ®
’ VCMW160408 0.8 AAA O )
o =W
- - EXTERNAL TURNING > C002—CO005 CHIP BREAKERS > A058
Soan here for product NEWS b 2 ’ﬁ BORING > E002—E005  GRADES > A030
[l SMALL TOOLS > D013 IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A147


http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

4’35° VD

Size

Thickness Corner Radius

TYPE INSERTS VDGX 160302R
WITH HOLE

R/L

* Please refer to page A002.

A

TURNING INSERTS

POSI
15°

WITH
HOLE

A148

N Aluminium Alloy
4
B
E3
=1
S,
° @
o
o
0 01 02 03 04
Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ &55|€|0|0|C|O|G|es O
. M | Stainless Steel ¢ 8 O% O € (Gl OO |10 &
Workpiece | e | Gastiron elcolcc clal | loo] |0 [elole o
Material
N | Non-ferrous Metal G O
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemet|  Carbide
RE NeW, NEW,
NooVWVLOWVVe WLV LY VEFEL_|W 0w oww
Shape OrderNumber | (mm) [E28588888uNSsSce SoNpaExESNzzza8EE 28
bt b et b 4 b R S
DDD==D==E=EDD==E=DDE| =S==D=>>>D=<>>|1Z2ZDIIX==-
VDGX160302R 0.2 (]
VDGX160302L 0.2 (]
VDGX160304R 0.4 (]
Medium Cutting VDGX160304L 0.4 [ ]
(For Aluminium)

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

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series

(scheduled to be released).

CHIP BREAKERS

> A070




4’35° VP

WITH HOLE

Size

TYPE INSERTS VPET 08 02 01 R-SRF

T URT e
Thickness Corner Radius R/L Chip Breaker

* Please refer to page A002.

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

4 4 4

B B B

E3 E3 E3

52 5 2 5 2

< < <

g g g

8’ \ - \ - \ |
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04

Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation)

€ : General Cutting (1st recommendation)

¥ : Unstable Cutting (1st recommendation)
(G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)

P | Steel REEEEED ss/e|e/oo[clo|cle O
Workpiece M | Stainless Steel e 8 O8O € |GEls 00| (O &
Material | K | Castlron elcOCC clg| | loo| ol |slole o)
N | Non-ferrous Metal G O
S | Heat resistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemet|  Carbide
RE [fcowwowwywo r:E-W:Lrut'n.n.,n 1010 ’E"Wl—l—l.; 0 W 0w
R Order Number | ) G2 S 582588 SudgsS2e SoandExrENzzza8E8 o285
R P R R R I 4 7 S A B = = =
DDD==D=E==DD==E=DD=| =S==ED=>>>DO=E<>>|IZ2ZDITI T ==
R/L-SRF| VPET080201R-SRF (0.1 *' ()
VPET080201L-SRF [0.1 *! ()
VPET080202R-SRF [0.2 *! ()
VPET080202L-SRF (0.2 *! ()
’ VPET1103V3R-SRF [0.03*' ()
VPET1103V3L-SRF [0.03*' ()
VPET110301R-SRF [0.1 *! ()
VPET110301L-SRF [0.1 *! ()
VPET110302R-SRF [0.2 *' ()
Finish Cutting] VPET110302L-SRF (0.2 *? ®
SMG | VPGT080201M-SMG (0.1 *' ()
VPGT080202M-SMG (0.2 *! ()
& | VPGT110301M-SMG 0.1 *! °
VPGT110302M-SMG 0.2 *! ()
Medium Cutting
*1 Indicates the maximum value of the corner R. For more details, see page D003.
- - EXTERNAL TURNING > C002—C005 CHIP BREAKERS > A066
Scan here for product NEWS p ’ﬁ BORING > — GRADES > A030
Etri SMALL TOOLS > D012, D013 IDENTIFICATION > A002

TURNING INSERTS
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WITH
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http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

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

A P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4

e § 3 § 3 § 3

m 3. 3. 3.

2 s’ 3° 57

é g g g

E 0 o.?l : 0.‘2 03 04 0 o.?l 0.‘2 03 04 0 o.?l : 0.‘2 03 04

E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G|e O
POS| | ™ | stainless Stee €0z e ¢ clas| (oo o [e
8% Workpiece | | cagt ron ielee cle | oo |of leloe| | | o
v;:]‘[': N | Non-ferrous Metal G O
S | Heat resistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemeff  Carbide
¢ RE 0o WvW rii-w:mu'm—; 01V ’anl—l—m 0 )
Shape Order Number | ) [E2 S 248588888 s32e Solnlaxp=Nz22A08EL o288
R P R R R I 4 7 S A B = = =
D DODD==D==E=EDD==E=DD=E| =S=S=D=>>>D=<>>|1Z2ZDIIX==-
R/L-F | WBGT0201V3L-F 0.03 (] ([ ]
WBGT020101L-F 0.1 () (]

R WBGT020102L-F 0.2 o |® °

WBGT020104L-F 0.4 o |® °
= WBGTL302V3L-F | 0.03 ° °

S i.h WBGTL30201L-F 0.1 ° °
WBGTL30202R-F 0.2 (] ([ ]
WBGTL30202L-F 0.2 o |® (]

T WBGTL30204R-F | 0.4 ° °

Finish Cutting] WBGTL30204L-F 0.4 e |0 ([ ]

'] R/L-MV | WBMTL30202R-MV | 0.2 A A o |® oo
WBMTL30202L-MV | 0.2 A A e |0 oeo
WBMTL30204R-MV | 0.4 A A e |® (X}
WBMTL30204L-MV | 0.4 A A o |® (X ]

Medium Cutting

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

@ : Inventory maintained in Japan.

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

A150 (10inserts in one case) CHIP BREAKERS > A052




Lo WC

TYPE I

NSERTS

WITH HOLE

WCGT 0201 02R
e

Size

-
Thickness Corner Radius

R/L

* Please refer to page A002.

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
4 4 4
£s £s £s
g g g
0 01 02 03 04 0 01 02 03 04 0 01 02 03 04
Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|%|G|%|es| @ &[5 @|0|0|G[O|Gle O
. M | Stainless Steel ¢ 8 O% O € (Gl OO |10 &
Vaatorr | K | castiron e/e0GC clgl | lolo |o| |&lole e
N | Non-ferrous Metal G O
S | Heat resistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggfgﬁ_ﬂ Cemeff  Carbide
Sh RE nNooWWVoWLWLL o rﬂ'ﬂmmm 0 WwLw ’E"Wl—I—LL 'e) ww [Te X e}
ape OrderNumber | mm) 2285382 8uags820 SedndearsazzzIR8bb o228,
EEEEEE o oonnE BB T eSS ST rEEsREE
DODD==D==E=EDD==E=DD=E| =S=S=D=>>>D=<>>|1Z2ZDIIX==-
R/L WCGT020102R 0.2 [
WCGT020102L 0.2 [ (]
WCGT020104R 0.4 [
WCGT020104L 0.4 [ (]
WCGTL30202L 0.2 [
Finish Cutting] ~ WCGTL30204L 0.4 o
Standard| WCMT020102 02| AA ° (X eool®
WCMTO020104 0.4 AA [ ] ( X ) (X ][
WCMTL30202 0.2 A [ ] ( X ) (X (]
WCMTL30204 0.4 A [ ] ( X ) (X ][
WCMT040202 0.2 AA [ ] ( X ) o0®
WCMT040204 0.4 AA [ ( X ) (X ][
WCMT040208 0.8 A
WCMTO06T304 0.4 AA [ ] ( X ) (X ()
Medium Cutting WCMTO06T308 0.8 AA ° (X ) ool®
- - CHIP BREAKERS > A058
Scan here for product NEWS b ’ﬁ EXTERNAL TURNING > - GRADES > A030
e BORING > E002—E005 IDENTIFICATION > A002

TURNING INSERTS

WITH
HOLE

A151
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TURNING INSERTS [POSITIVE]

o w TYPE INSERTS WPGT 04 02 04 R-FS
e 80 WITH HOLE St Thickness Comer Ratius KLt s

P Mild Steel P Carbon Steel - Alloy Steel (180-2s018) | M~ Stainless Steel (<200+B)
A 4 4 4
e § 3 § 3 § 3
m SR SR SR
2 3 2 5 2 3 2
é g g g
E 0 o.?l ‘ 0.‘2 03 04 0 o.?l 0.‘2 03 04 0 o.?l ‘ 0.‘2 03 04
E Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
— P | Steel O|G|#|C|eBd| @ 55| €|0|0|C|O|G|es O
P?f‘! Workpiece | M| Siamess See €0z e ¢ clals| (oo o [e
——— Material | K |Castlron ecOGC el | oo o] leloje o)
WITH N | Non-ferrous Metal G @)
HOLE BN ot resistant Alloy, Titanium Alloy elez0je/0cle Gleloe
Coated ggfgﬁ_ﬂ Cemeff  Carbide
¢ RE 0o WvW r:E-iwmu'm—; 01 ’:E:Wl—l— 0 ©
Shape | OrderNumber | ) B2 S5 2588885820 SElnlaapadzzzR800 282
R P R R R I 4 7 A £ = = = =
D DDD==D==E=EDD=S=S=DDE| =E==D=>>>D=<>>|1ZZDIIX==-
R/L-FS | WPGT040204R-FS | 0.4 (] (]
WPGT040204L-FS 0.4 () (]
R ‘ WPGT060304R-FS | 0.4 () (]
WPGT060304L-FS 0.4 () °
Finish Cutting
S WPMT040202-MV | 0.2 A A ° o (o o0
WPMT040204-MV 0.4 A A ([ ] A o |® o0
WPMT060304-MV 0.4 A A ([ ] A o |® ( X}
T WPMT060308-MV | 0.8 A A o | A o [0 oloe
Medium Cutting
)
 §

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

@ : Inventory maintained in Japan.

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

A152 (10inserts in one case) CHIP BREAKERS > A066




' o x TYPE INSERTS XCMT 15 03 02- SVX
) 25 WITH HOLE ST ames oo e doe.

P Mild Steel P Carbon Steel - Alloy Steel (180-280t8)
4 4
g 3 g 3 .‘2
3 3 &
3 2 5 2 2
81 81 )
‘ ‘ H
0 01 02 03 04 0 01 02 03 04 4
Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C|eBd| @ &55|€|0|0|C|O|G|es O —
Worksi M | Stainless Steel cz0z0 ¢ [clals| oo [0 | ;’99
orkpiece
Material | K | Castlron ecOGC el | oo o] leloje o)
N | Non-ferrous Metal G O :‘I:H'
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe
Coated ggﬁ;egf Cemet|  Carbide
RE NEW, NEW [
Shape Order Number noolYgowvo WWVOVWLYL wwie wEEuL o 0w ocww
P mm)|SES 58358388852y oSNz ZzZIAnEb oSS,
R P R R R I 1 7 A R = = =
DDD==D==E=EDD==E=DDE| =S==D=>>>D=<>>|1Z2ZDIIX==- D
SVX XCMT150302-SVX 0.2 (]
XCMT150304-SVX 0.4 A ()
<> | XCMT150308-SVX 0.8 A () R
Finish Cutting
S
T
')
W

EEE CHIP BREAKERS > A058
Scan here for product NEWS p Ry EXTERNAL TURNING > C002—C005 GRADES > A030
Etri BORING > E002—E005  IDENTIFICATION >A002 A153



http://www.mitsubishicarbide.com/en/products/turning_tools/turning_insert

TURNING INSERTS [POSITIVE]

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ~ # : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) (5 : General Cutting (2nd recommendation) &5 : Unstable Cutting (2nd recommendation)

A P | Steel O|G|85| G| | @ 4555|€|O|O|G|O|Gles O
Workoi M | Stainless Steel e 8 O8O € (Gl OO |10 [
orkpiece
P Material K | Castlron [ ) Je)lc]€; Gl& O|O| O] [5|10|G O
E N | Non-ferrous Metal G @)
% S | Heatresistant Alloy, Titanium Alloy L IE el JelE]k Geeoe
= Coated Goated el Carbid
o oate Cormet |Ceme arbide
; Ic NEW NEW
h N wogoowivo WLWLVWY VW WL W oww
x Shape Clilar Lz (mm) 285885839 wS852CR goggg%ggggﬁf,%ggshogsgm
2 BEE e Ennno000E CoiapesinEaNsSYcCEPRRE
DODDOD==D===DD===DD= EEEDE>>>DE<>>ZZDIIZEE&
. o O
r,'\ RTGO05A 5.0
1 RTGO6A 6.0 e o
POSI RTGO7A 7.0 ®
o
76 For Special Use RTGO08A 8.0 s ©
without  (For TL Holder) RTG10A 10.0 e o
HOLE
H
D
S
T
)
]

. L i Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
@ : Inventory maintained in Japan. will be discontinued after new grades are released.
A : Inventory maintained in Japan. To be replaced by new products. The successor grades are the MC61 series and the MC51 series

A1 54 (10 inserts in one case) (scheduled to be released).



W SP

TYPE INSERTS
WITHOUT HOLE

Size

SPGR 090304R
e

-
Thickness Corner Radius

R/L

* Please refer to page A002.

P Mild Steel P Carbon Steel - Alloy Steel (180-280t8)
4 4
E 3 E 3 s
£ £ Z
81 81 o)
0 01 02 03 04 0 01 02 03 04 E
Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C||d| @ 55| €|O0|0|C|O|G|es O —
Workpiece | M| Siamess See ¢z 0z/0 ¢ clsle| oo [of | HIOSI
Material K | CastIron 0 € O0G|IG G| O|0] |0 110G o ——
N | Non-ferrous Metal G @) WITHOUT
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe —
Coated gg?gﬁg Cemet|  Carbide
s RE |, Vo WvW rﬁ-v:mu'unm 00 W ’E"wl—l—l.L 0 W ¢
hape OrderNumber | mm) B2 R =38 =888 uSco820 Sodudeap=ldz22IR8100 o285
R P R EEEE I S B S et
DDD==D==E=EDD==E=DDE| =E==D=>>>D=<>>|1ZZDIIX==- D
R SPGR090304R 0.4 (]
R
Finish Cutting
Standard SPMR090304 04 | AA o (X
e SPMR090308 0.8 AA () (X J
| SPMR120304 04 | Aa ° oo
— SPMR120308 08 | AA ° o0 T
Medium Cutting
Flat Top SPMN090304 0.4 ° (] ']
SPMN090308 0.8 A o | o
SPMN120304 0.4 A (] o o
SPMN120304T 0.4 (] W
SPMN120308 0.8 A ( X ] [ 2 )
SPMN120312 1.2 AA () [ 2 )
SPMN120408 0.8 o o K
— SPMN120412 1.2 °
SPMN150408 0.8 (]
SPMN150412 1.2 (]
SPMN190404 0.4 (]
SPMN190408 0.8 (]
SPMN190412 1.2 (]
Flat Top SPGN090304 0.4 o | o
SPGN090308 0.8 (]
SPGN120304 0.4 o | o
- SPGN120308 0.8 [ ] o | o
SPGN120312 1.2 (]
— SPGN120404 0.4 °
SPGN120408 0.8 [ 2 )
SPGN150404 0.4 (]
SPGN150408 0.8 (]
- - CHIP BREAKERS > A072
Scan here for product NEWS ) %‘g EXTERNAL TURNING > — GRADES > A030
Erte BORING > — IDENTIFICATION >Aa002  A155
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TURNING INSERTS [POSITIVE]

o TYPE INSERTS TCGN 06 01 04
A 60 WITHOUT HOLE T T e ot o g ADCZ

@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ~ # : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) (5 : General Cutting (2nd recommendation) &5 : Unstable Cutting (2nd recommendation)

A P | Steel O|G|85| G| | @ 4555|€|O|O|G|O|Gles O
Workoi M | Stainless Steel e 8 O8O € (Gl OO |10 [
» Material | K | Castiron elcOCC cls| | lolol o] [s#lole o
e N | Non-ferrous Metal G O
% S | Heatresistant Alloy, Titanium Alloy L IE el JelE]k Geeoe
= Coated Goated el Carbid
o oate Cormet |Ceme arbide
; RE NEW NEW
4 Shape Order Number wooYgLve ©VBLWVY Bw BEEL [0 010 oww
= P mm [SES5835/0888S85Scl S5 SSZZZINCEhoSSS,,
2 BEEE R oEohho0nnE S aBsaanlEs N YR EEREE
DDODD==D===DD===DD= EEEDE>>>DE<>>ZZDIIZEE&
Flat Top TCGN060104 0.4 )
TCGN090204 0.4 ®
POSI =N
7° g,
_F T
WITHOUT
HOLE
H
D
R
S
)
]

Orders for the MC60 series, UE60 series, MC50 series, and UC51 series
will be discontinued after new grades are released.
The successor grades are the MC61 series and the MC51 series
(scheduled to be released).

@ : Inventory maintained in Japan.

A : Inventory maintained in Japan. To be replaced by new products.
A156 (10inserts in one case) CHIP BREAKERS > A072




Aeo- TP

TYPE INSERTS
WITHOUT HOLE

TPGR 110304 R
T RT

Size

Thickness Corner Radius

R/L

* Please refer to page A002.

P Mild Steel P Carbon Steel - Alloy Steel (180-280t8) n
4 4
0 01 02 03 04 0 01 02 03 04 E
Feed (mm/rev) Feed (mm/rev) E
@ : Stable Cutting (1st recommendation) @ : General Cutting (1st recommendation) ® : Unstable Cutting (1st recommendation)
O Stable Cutting (2nd recommendation) G : General Cutting (2nd recommendation) €5 : Unstable Cutting (2nd recommendation)
P | Steel O|G|#|C||d | @ $55|€|0|0|C|O|G|es O —
Workpiece | M| Siaess See ¢z 050 ¢ clsle| oo [of | HIOSI
Material K | CastIron 0 € O0G|IG G| O|0] |0 110G o ——
N | Non-ferrous Metal G O  WITHoUT
S | Heatresistant Alloy, Titanium Alloy o€ %O € 0G| Gleeoe —
Coated gg?gﬁg Cemet|  Carbide
sh RE |, VW o WY r:E-W:M'ut'un.,, VW0 W 'E"Wl—l—l.L 0 W o) 6
ape OrderNumber | mm) S28 o382 8uag=820 Sedndearsaz2zIR8bb o228,
EEEBCEEbEhhb00nb: 22220 canRoRa o EEoRRE
DDD==D==E=EDD==E=DDE| =S=S=D=>>>D=<>>|1ZZDIIX==- D
R/L TPGR110304R 0.4 ([ ] (]
TPGR110304L 0.4 o | o
//\\ TPGR160304R 0.4 o 0o o R
é TPGR160304L 0.4 o | o
TPGR160308R 0.8 ([ ]
Finish Cuting]| ~ TPGR160308L | 0.8 oo o S
Standard TPMR090202 0.2 ) o
TPMR090204 0.4 () (X}
TPMR090208 0.8 ()
TPMR110302 0.2 () ( X}
A TPMR110304 04 | AA ° o0 v
TPMR110308 0.8 AA [ (X J
TPMR160304 0.4 AA () (X J
TPMR160308 0.8 AA [} (X} W
Medium Cutting TPMR160312 1.2 A () ®
Flat Top TPMN110304 0.4 A AAA [ ] o | o
TPMN110308 08 | a AAA oo o K
TPMN160304 0.4 A AAA ([ X ] ® | o
TPMN160308 0.8 A AAA ( X ] e |00 0
& TPMN160312 12| A AAA ) o
TPMN160320 2.0 (]
TPMN220404 0.4 A ®
TPMN220408 0.8 AA ( X ] [ 2 )
TPMN220412 1.2 A o o
Flat Top TPGN110302 0.2 ®
TPGN110304 0.4 e 000
TPGN110308 0.8 [ ] (]
TPGN160302 0.2 (]
TPGN160304 0.4 ° e 000
TPGN160308 0.8 [ ] e 000
— TPGN160312 1.2 [}
TPGN160316 1.6 (]
TPGN160408 0.8 (]
TPGN220404 0.4 ° (]
TPGN220408 0.8 ° (]
[a]. H|
Scan here for product NEWS b %ﬁ EXTERNAL TURNING > — SMALL TOOLS > - GRADES > A030
s BORING > — CHIP BREAKERS > A072  IDENTIFICATION >A002  A157
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