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For Small Parts Machining

BORING BARS B,

ompatible with Swiss-Type
Automatic Lathes
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i
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Boring Bar for Machining Small Parts

Overall length compatible with Swiss-Type
automatic lathes

Carbide Shank : 80mm, 90mm, 140mm, 180mm
Steel Shank : 90mm, 150mm, 200mm

Screw-On Type

oooooooooooooooooooooooooooooooo oo

With Coolant Hole

oooooooooooooooooooooooooooooooooooooooooooooooooooooooooo

Some items with small diameter carbide shanks do
not have coolant hole.
Please check the series list on page 3.

No Need to Shorten the Shank

The length of the tools are compatible with Swiss-type
automatic lathes, therefore no need to cut the shank to
prevent interference.




Features

Through Coolant Carbide Shank with Minimum Machining Diameter of 9 mm

The boring bar with a minimum machining diameter of 9mm provides a large clearance and enables excellent chip
evacuation.

Clearance comparison : Hole diameter 11 mm

Boring Bar for Machining Small Parts Dimple Bar
Minimum Machining Diameter of 9 mm Minimum Machining Diameter of 10 mm

IDENTIFICATION

1.Shank Material 4.Clamp Structure 5.Insert Shape 6.Cutting Angle KAPR 7.Insert Clearance
C Carbide Shank S Screw-on C | RHOMBIC 80° U 93° B 5° POSITIVE
S Steel Shank D | RHOMBIC 55° L 95° (o3 7° POSITIVE
T |TRIANGULAR 60° Q 107.5° P 11° POSITIVE
2.Min. Machining Diameter 3.Shank Diameter V_| RHOMBIC 35° P 117.5°
DMIN(mm) DCONMS(mm) w TRIGON
| 8 9 10 1
1 2 3 4 5 6 7
8.Hand of Tool 9.Cutting Edge Length Symbol and Inscribed Circle 10.Tool Length(mm) 11.Coolant Hole
R | Right Hand Inscribed circle (mm) | 3.97 | 4.76 | 5.56 | 6.35 | 7.94 |9.525 080 80 C ‘ With Coolant Hole
L | LeftHand RHOMBIC 80° 03 04 - 06 08 09 090 920
RHOMBIC 55° — — — 07 - 11 140 140
TRIANGULAR 60° | 06 08 09 1 - 16 150 150
RHOMBIC 35° - 08 - 1" - 16 180 180
TRIGON 02 L3 - 04 - 06 200 200




Selection Standard

T > 2
A Min [$] S < o — = ==
Tool Cutting . Shank = uwy | 2c S s ¢
Insert Shape HToId:r Edge Angle MS:tZ?igl Tool Length ’\Iél)?acrwgtlg? Diameter e 26 | o€ E S g_(ﬁl ';(2(1? Igase;t
o KAPR DCONMS| § | £ | 2 | EC | &3 9 9
DMIN S e )
&) [a)
RHOMBIC 80° Carbide 80,90 5—8 4—7 o (@) 4
Normal Clearance | SCLC 95° Carbide | 90,140,180 9—34 8—32 © (@) (@) 5 27-33
7 Steel 90,150 14—34 | 12—32 ) o 6
RHOMBIC 80° Carbide 140,180 12—30 | 10—25 (@) (¢} ©) 7
Normal Clearance SCLP 95° 34-35
11° Steel 90,150 14—30 | 12—25 ©) ©) 8
Carbid — —
TRIANGULAR 60° arbide 90 7—8 6—7 @) (@) 9
Normal Clearance | STUC 93° Carbide | 90,140,180 9—32 8—25 (@) (@) (@) 10 42-44
70
Steel 90,150 14—40 | 12—32 (@) (@] i
TRIANGULAR 60° Carbide | 90,140,180 | 10—34 8—25 (@) (@) ©) 12
Normal Clearance STUP 93° 45-47
11° Steel 90,150 14—34 | 12—25 (©) (@) 13
RHOMBIC 55° Carbide 140,180 14—32 | 10—25 @) (@] ©} 14
Normal Clearance | SDUC 93° 36-41
70 Steel 150 16—32 | 12—25 @) @] 15
RHOMBIC 55° Carbide 140,180 13—30 | 10—25 (@) @) (@) 16
Normal Clearance | SDQC 107.5° 36-41
70 Steel 90,150 16—30 | 12—25 © (@) 17
Carbide
RHOMBIC 35° VUG o3° rbi 140 16 12 @) @) 18
Normal Clearance Steel 920 16 12 (@) @) 19 51-52
! SVPC 117.5° | Carbide 140 16 10 (©) O 20
SVUB - Carbide 180 20—34 | 16—25 (©) © 18
RHOMBIC 35° Steel 150,200 20—40 | 16—32 (@) © 19
Normal Clearance - 48-50
50 Carbide 180 20—34 | 12—25 (@) © 20
SVPB 117.5°
Steel 150,200 20—40 12—32 © @) 21
TRIGON Carbide 80,90 6—8 5—7 (©) (©) (@) 22
Normal Clearance | SWUC 93° Carbide | 90,140,180 10—22 8—20 O O @) @) 23 53
7 Steel 90,150 14—22 | 12—20 | © o o 24

H Direction for the use of CPGT - TPG/MX type inserts

Boring bars for machining small parts can use the inserts listed in the table below by changing the clamp screws.

Insert Type Clamp Screw Insert Type Clamp Screw
CPGTO0802:x: (#7.94) TS3 TPGX0802::: (¢4.76) CS200T
CPGT0903x: (#9.525) TS4 CS250T

CS300890T

* If the screw is too long the shorten as necessary.




BORING BARS New

Carbide shank Finish

without coolant hole

‘ (03,04)

- CBN/PCD
y
Right hand tool holder shown.| (03,04)
DMIN Order Number Hand |stock| PSON | LF | LDRED | WF H | GAMF | GAMP Insert Number
5 C05-04SCLCR03-080 R| ® 4 80 7 2.5 3.7 15° 0°
5 C05-04SCLCL03-080 L|® 4 80 7 2.5 3.7 15° 0°
6 C06-05SCLCR03-080 R| ® 5 80 9 3.0 4.7 13° 0°
6 | C06-05SCLCL03-080 Lief 5 | 80 | 9 |30 47 | 1| 0 |
7 | C07-06SCLCR04-090 R|e| 6 90 9 35 | 57 | 13 | o°
7 C07-06SCLCL04-090 L|e® 6 90 9 3.5 5.7 13° 0°
8 C08-07SCLCR04-090 R| ® 7 90 10 4.0 6.7 11° 0°
8 C08-07SCLCL04-090 L|e® 7 90 10 4.0 6.7 11° 0°
Spare Parts
* Q
Boring Bar Type & /
Clamp Screw Wrench
C = SCLCRI/LO3 TS16 TKYO6F
C: - 'SCLCR/L04 TS21 TKYO6F

% Clamp Torque (N » m) : TS16=0.6, TS21=0.6

@ : Inventory maintained in Japan.



Boring Bar for Machining Small Parts

BORING BARS New

Carbide shank e Finish Finish Light Light
with coolant hole CCXlinserts ks FSP Ls Ls-p
8888
2 (06,09) (06,09) (06,09) (06,09)
§ Medium Medium Flat Top | CBN/PCD
a MP MM :
Ar-N - |
Right hand tool holder shown. | (06,09) (06,09) (06,09) | (04,06,09)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
9 C09-08SCLCR04-090-C R| ® 8 90 14 4.5 7 10° 0° 04TO
10 C10-08SCLCR04-090-C R|@® 8 90 14 5.0 7 9° 0° 04TO0:
10 C10-08SCLCR06-140-C R| ® 8 140 14 5.0 7 9° 0°
10 C10-08SCLCL06-140-C L|® 8 140 14 5.0 7 9° 0° 0602¢
12 C12-10SCLCR06-140-C R| ® 10 140 18 6.0 9 12° 0° 0602
12 C12-10SCLCL06-140-C L|® 10 140 18 6.0 9 12° 0° 0602
14 C14-12SCLCR06-140-C R|® 12 140 23 7.0 11 10° 0° CCx 0602
14 C14-12SCLCL06-140-C L|® 12 140 23 7.0 1 10° 0° 0602
18 C18-16SCLCR09-180-C R| ® 16 180 28 9.0 15 10° 0° 09T3
18 C18-16SCLCL09-180-C L|® 16 180 28 9.0 15 10° 0° 09T3
22 C22-20SCLCR09-180-C R| ® 20 180 32 11.0 19 8° 0° 09T3<
27 C27-25SCLCR09-180-C R| ® 25 180 38 13.5 24 6° 0° 09T3:
34 C34-32SCLCR09-180-C R| ® 32 180 48 17.0 31 4° 0° 09T3
Spare Parts
e q
= >
Boring Bar Type &
Clamp Screw Wrench
~SCLCRO04 TS21 TKYO6F
C: “SCLCR/L06 TS25 TKYO8F
C ~SCLCR/L09 TS4 TKY15F

% Clamp Torque (N » m) : TS21=0.6, TS25=1.0, TS4=3.5

@ : Inventory maintained in Japan.



S elinil s Finish Finish Light Light
with coolant hole CC{ 3 FS FS-P Ls Ls-P
Y - AV-AN - OY -
[ s 2@ [osior | esiun | Fiot Top [onmoD
toReo| 8 H wP___ M
: Gl
Right hand tool holder shown. (06,09) (06,09) (06,09) (06,09)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
14 S$14-12SCLCR06-090-C R| ® 12 90 24 7.0 11 10° 0° 0602
14 | $S14-12SCLCL06-090-C | L | ® | 12 9 | 24 | 70 | 11 10° | 0° 0602
18 S$18-16SCLCR09-150-C R| ® 16 150 30 9.0 15 10° 0°
18 S$18-16SCLCL09-150-C L|® 16 150 30 9.0 15 10° 0° 09T3:
22 | $22-20SCLCR09-150-C | R | ® | 20 | 150 | 36 | 11.0 | 19 g | o 09T3"
22 | s22-20scLcL09-150-C | L |® | 20 | 150 | 36 |10 | 19 | s | o | € | oota
27 | S27-25SCLCR09-150-C | R | ® | 25 | 150 | 46 | 135 | 24 6 | 0° 09T3
27 | S27-25SCLCL09-150-C | L | ® | 25 | 150 | 46 | 135 | 24 6 | o° 09T3
34 S34-32SCLCR09-150-C R| ® 32 150 58 17.0 31 4° 0° 09T3 >
34 | S34-32SCLCL09-150-C | L | @ | 32 | 150 | 58 |17.0 | 31 4 | 0 09T3
Spare Parts
* Q
Boring Bar Type &
Clamp Screw Wrench
S14-12SCLCR/L06 TS25 TKYO08F
S 'SCLCR/L09 TS4 TKY15F

% Clamp Torque (N » m) : TS25=1.0, TS4=3.5



Boring Bar for Machining Small Parts

BORING BARS New

Carbide shank Finish Finish Light
with coolant hole Fv. |Fs LM
e 88
% (08,09) (08,09) (08,09)
9 Medium Medium | CBN/PCD
a MM
H P
Right hand tool holder shown. (E)Iz_s,og) (08,09) (08,09)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
12 C12-10SCLPR08-140-C R|@® 10 140 18 6.0 5° 5° 0802
12 C12-10SCLPL08-140-C L|® 10 140 18 6.0 5° 5° 0802
14 C14-12SCLPR08-140-C R|® 12 140 23 7.0 11 4° 5°
14 C14-12SCLPL08-140-C L|@® 12 140 23 7.0 11 4° O 0802
16 C16-12SCLPR09-140-C R| @ 12 140 23 8.0 11 4° 5° 0903
16 C16-12SCLPL09-140-C L|® 12 140 23 8.0 1 4° 5° . 0903
18 C18-16SCLPR09-180-C R|® 16 180 28 9.0 15 3.5° 5° 0903
18 C18-16SCLPL09-180-C L|® 16 180 28 9.0 15 SIoN OF 0903+
22 C22-20SCLPR09-180-C R|® 20 180 32 11.0 19 2° 5° 0903
22 C22-20SCLPL09-180-C L|® 20 180 32 11.0 19 2° OF 0903
27 C27-25SCLPR09-180-C R|® 25 180 38 13.5 24 0° 5° 0903
30 C30-25SCLPR09-180-C R|® 25 180 38 15.0 24 0° OF 0903+
Spare Parts
& ’ A
Boring Bar Type § /\
Clamp Screw Wrench
C: ~SCLPR/L08 TS3D TKY10F
C = SCLPR/L09 TS4D TKY15F

% Clamp Torque (N » m) : TS3D=2.5, TS4D=3.5
By changing the clamp screw, It is possible to use the inserts listed page 3 for details.

@ : Inventory maintained in Japan.



Steel shank Finish Finish
with coolant hole Fv. |Fs LM
N
KAPR g (08,09) (08,09) (08,09)
Lirey I§ Medium | Medium | CBN/PCD
LDRED a MM MS
LF H —
GAMP {\
Right hand tool holder shown. (0809) (08,09) (08,09)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
14 S$14-12SCLPR08-090-C R|® 12 90 24 7.0 11 4° 5° 0802
14 S$14-12SCLPL08-090-C L|® 12 90 24 7.0 11 4° & 0802
16 S$16-12SCLPR09-090-C R|® 12 90 24 8.0 11 4° 5°
16 S$16-12SCLPL09-090-C L|@® 12 90 24 8.0 11 4° O 0903
18 S$18-16SCLPR09-150-C R| @ 16 150 30 9.0 15 3.5° 5° 0903
18 S$18-16SCLPL09-150-C L|® 16 150 30 9.0 15 Bloy 5° . 0903
22 $22-20SCLPR09-150-C R|® 20 150 36 11.0 19 2° 5° 0903
22 $22-20SCLPL09-150-C L|® 20 150 36 11.0 19 2° oF 0903
27 S§27-25SCLPR09-150-C R|® 25 150 46 13.5 24 0° 5° 0903
27 $27-25SCLPL09-150-C L|® 25 150 46 13.5 24 0° OF 0903
30 S$30-25SCLPR09-150-C R|® 25 150 46 15.0 24 0° 5° 0903
30 S$30-25SCLPL09-150-C L|® 25 150 46 15.0 24 0° OF 0903+
Spare Parts
& ’ A
Boring Bar Type § /\
Clamp Screw Wrench
S$14-12SCLPR/L08 TS3D TKY10F
S >SCLPR/L09 TS4D TKY15F

% Clamp Torque (N » m) : TS3D=2.5, TS4D=3.5
By changing the clamp screw, It is possible to use the inserts listed page 3 for details.



Boring Bar for Machining Small Parts

BORING BARS New

Carbide shank | Finish
without coolant hole TC < inserts rir
» (06)
=
4
o
(8]
LDRED a
LF
Right hand tool holder shown.
DMIN Order Number Hand |stock| PSON | LF | LDRED | WF H | GAMF | GAMP Insert Number
7 C07-06STUCRO06-090 R| ® 6 90 10 3.5 5.7 13° 0°
7 C07-06STUCL06-090 L|® 6 90 10 3.5 5.7 13° 0° ——
8 | C08-07STUCR06-090 R|e| 7 90 10 | 40 | 67 | 120 | 0
8 C08-07STUCL06-090 L| e 7 90 10 4.0 6.7 12° 0°
Spare Parts
D ¥ :
& Ve
Boring Bar Type &
Clamp Screw Wrench
C = >STUCR/L06 TS2C TKYO6F

% Clamp Torque (N » m) : TS2C=0.6

@ : Inventory maintained in Japan.



C-STUC-C i s an e
A A& A
2 (09,11,16) (09,11,16) (09,11,16) (09,11,16)
§ Medium Medium Flat Top | CBN/PCD
a MP MM
AA A A
e e
Right hand tool holder shown. | (09,11,16) (09,11,16) (11,16) (06,09,11,16)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
9 C09-08STUCRO06-090-C R|® 8 90 14 4.5 7 11° 0°
10 C10-08STUCR09-090-C R| ® 8 90 14 5.0 7 14° 0°
10 C10-08STUCL09-090-C L|e® 8 90 14 5.0 7 14° 0°
12 | C12-10STUCR09-140-C | R | ® | 10 | 140 18 6.2 9 12° | 0°
12 C12-10STUCL09-140-C L|® 10 140 18 6.2 9 12° 0°
14 | C14-12STUCR09-140-C [ R | ® | 12 | 140 | 23 7.2 11 10° | 0°
14 | C14-12STUCL09-140-C | L | ® | 12 | 140 | 23 7.2 11 10° | 0°
18 C18-16STUCR11-180-C R|® 16 180 28 9.2 15 8° 0° TC
18 C18-16STUCL11-180-C L|® 16 180 28 9.2 15 8° 0°
22 | C22-20STUCR11-180-C | R [ ® | 20 | 180 | 32 | 1.2 19 6° | 0°
22 | C22-20STUCL11-180-C | L | ® | 20 | 180 | 32 | 11.2 19 6° 0°
27 | C27-20STUCR11-180-C | R [ ® | 20 | 180 | 32 | 135 19 5 | 0°
27 | C27-20STUCL11-180-C | L | ® | 20 | 180 | 32 | 135 19 5 | 0°
32 | C32-25STUCR16-180-C | R | ® | 25 | 180 | 38 | 170 | 24 5 | 0°
32 | C32-25STUCL16-180-C | L |® | 25 | 180 | 38 |17.0 | 24 50 | o°
Spare Parts
> ’ A
Boring Bar Type § /\’
Clamp Screw Wrench
C09-08STUCRO06 TS2C TKYO6F
C: *STUCR/L09 TS22 TKYO6F
C = STUCR/L11 TS25 TKYO8F
C32-25STUCR/L16 TS4 TKY15F

* Clamp Torque (N + m) : TS2C=0.6, TS22=0.6, TS25=1.0, TS4=3.5

10
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Boring Bar for Machining Small Parts

BORING BARS New

Steel shank . Finish Finish Light Light
with coolanthole T G P |FM LP LM
DMIN KAPR ° — m—— | amm——
L2 (09,11,16) | (09,11,16) | (09,11,16) | (09,11,16)
@ KAPR i@ 3 '] § Medium | Medium | Flat Top | CBN/PCD
- LDRED a MP MM
K D _3 GAMP = B A @- A &
- Right hand tool holder shown. (m (09,17) (11,16) (09,11,16)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
14 S$14-12STUCR09-090-C R|® 12 90 24 7.2 1 10° 0° 0902
14 S$14-12STUCL09-090-C L|e® 12 90 24 7.2 11 10° 0° 0902
18 S$18-16STUCR11-150-C R|® 16 150 30 9.2 15 8° 0° 1102
18 S$18-16STUCL11-150-C L|e® 16 150 30 9.2 15 8° 0° 1102
22 $22-20STUCR11-150-C R|® 20 150 36 11.2 19 6° 0° 1102
22 $22-20STUCL11-150-C L|® 20 150 36 11.2 19 6° 0° .
27 §27-20STUCR11-150-C R|e® 20 150 36 13.5 19 5° 0° e 110270
27 $27-20STUCL11-150-C L|® 20 150 36 13.5 19 & 0° 11027
32 $32-25STUCR16-150-C R|® 25 150 46 17.0 24 5° 0° 16T3:
32 S$32-25STUCL16-150-C L|® 25 150 46 17.0 24 l5° 0° 16T3
40 S40-32STUCR16-150-C R|® 32 150 58 22.0 31 3° 0° 16T3C
40 S40-32STUCL16-150-C L|® 32 150 58 22.0 31 & 0° 16T3
Spare Parts
s ’ 4
Boring Bar Type § /\’
Clamp Screw Wrench
S$14-12STUCR/L09 TS22 TKYO6F
S = STUCR/L1 TS25 TKYOSF
S =STUCR/L16 TS4 TKY15F

% Clamp Torque (N » m) : TS22=0.6, TS25=1.0, TS4=3.5

@ : Inventory maintained in Japan.



C-STUP-C

Carbide shank
with coolant hole

Finish Finish

TP iinserts |

FV

%
o
: -2

* Clamp Torque (N * m) : TS2D=0.6, TS25D=1.6, TS31D=2.5
By changing the clamp screw, It is possible to use the inserts listed page 3 for details.

@ (09,11) (08,09,11)
A gm . Light | CBN/PCD
H
Right hand tool holder shown. | (08,09,11) (09,11)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
10 C10-08STUPR08-090-C R|® 8 90 14 5.0 7 10° 5°
10 C10-08STUPL08-090-C L|e® 8 90 14 5.0 7 10° 5"
12 C12-10STUPR09-140-C R|® 10 140 18 6.2 9 8° 5°
12 C12-10STUPL09-140-C L|® 10 140 18 6.2 9 8° 5°
14 C14-12STUPR09-140-C R|® 12 140 23 7.2 1 7° 5°
14 C14-12STUPL09-140-C L|® 12 140 23 7.2 11 7° 5°
18 | C18-16STUPR11-180-C (R [ ® | 16 | 180 | 28 | 92 | 15 | 35° | &°
18 | C18-16STUPL11-180-C | L | ® | 16 | 180 | 28 92 | 15 35° | 5° ™
22 | C22-20STUPR11-180-C | R | ® | 20 180 | 32 | 11.2 19 2° 5°
22 | C22-20STUPL11-180-C L|e®| 20 180 | 32 | 11.2 19 2° 58
27 C27-25STUPR11-180-C R|® 25 180 38 13.7 24 0° 5°
27 | C27-25STUPL11-180-C L|e®]| 25 180 | 38 | 137 24 0° 5
34 C34-25STUPR11-180-C R|® 25 180 38 17.2 24 0° 5°
34 | C34-25STUPL11-180-C L|e®| 25 180 | 38 | 17.2 24 0° &
Spare Parts
> ’ A
Boring Bar Type § /\’
Clamp Screw Wrench
C10-08STUPR/L08 TS2D TKYO06F
Cx *STUPR/L09 TS25D TKYO8F
C=STUPRIL11 TS31D TKY10F

12



Boring Bar for Machining Small Parts

BORING BARS New

Steel shank e e Finish Finish
with coolant hole TP iinserts | FV
. N
A A
KAPR, 2 (09,11) | (08,09,11)
DY H -
o |2 Light | CBN/PCD
(8]
LDRED a LP
LF H
GAMP{—
Right hand tool holder shown. | (08,09,11) (09,11)
DMIN Order Number Hand |stock| PSON | LF | LDRED | WF H | GAMF | GAMP Insert Number
14 S14-12STUPR09-090-C R| ® 12 90 24 7.2 1" 7° 5° 0902
14 S$14-12STUPL09-090-C L|e® 12 90 24 7.2 1 7° 5° 0902:
18 | S18-16STUPR11-150-C | R | ® | 16 150 | 30 9.2 15 | 35° | 5° 1103
18 S18-16STUPL11-150-C L|e® 16 150 30 9.2 15 3.5° DX 1103:
22 | $22-20STUPR11-150-C | R | ® | 20 150 | 36 | 11.2 19 | 2° 5° o 1103¢
22 | sS22-208TUPL11-150-C | L |® | 20 | 150 | 36 | 112 | 19 | 2° 5° 1103
27 | S27-25STUPR11-150-C | R | ® | 25 150 | 46 | 13.7 | 24 0° 5° 1103
27 | $27-25STUPL11-150-C | L | ® | 25 150 | 46 | 137 | 24 | 0° 5° 11030
34 S34-25STUPR11-150-C R|® 25 150 46 17.2 24 0° 5° 11035
34 S34-25STUPL11-150-C L|e® 25 150 46 17.2 24 0° 5 1103
Spare Parts
* Q
Boring Bar Type & /
Clamp Screw Wrench
S$14-12STUPR/L09 TS25D TKYO8F
S ‘STUPR/L11 TS31D TKY10F

% Clamp Torque (N » m) : TS25D=1.6, TS31D=2.5
By changing the clamp screw, It is possible to use the inserts listed page 3 for details.

@ : Inventory maintained in Japan.

13



* Clamp Torque (N » m) : TS25=1.0, TS4=3.5

C-SDUC-C i
2 (07,11) (07,11) (07,11) (07,11)
3 Medium Medium Medium Flat Top
I m MP ' MM - Standard. N
Right hand tool holder shown. (07,11) (07,11) (07,11) (07,11)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
14 C14-10SDUCRO07-140-C R|® 10 140 18 8.7 7.5° 3°
14 C14-10SDUCL07-140-C L|e® 10 140 18 8.7 7.5° &
16 C16-12SDUCR07-180-C R|® 12 180 23 9.7 11 6.5° 3°
16 C16-12SDUCL07-180-C L|e® 12 180 23 9.7 11 6.5° S
20 C20-16SDUCR07-180-C R|® 16 180 28 11.7 15 5° 3°
20 C20-16SDUCL07-180-C L|e® 16 180 28 11.7 15 OF &
23 | C23-16SDUCR07-180-C | R | ® | 16 180 | 28 | 145 | 15 5° 3° e
23 C23-16SDUCL07-180-C L|e® 16 180 28 14.5 15 & &
27 C27-20SDUCR11-180-C R|e® 20 180 32 16.5 19 5° 3°
27 C27-20SDUCL11-180-C L|® 20 180 32 16.5 19 OF B
32 C32-25SDUCR11-180-C R|® 25 180 38 19.0 24 5° 3°
32 C32-25SDUCL11-180-C L|® 25 180 38 19.0 24 OF B
Spare Parts
e q
Boring Bar Type &
Clamp Screw Wrench
C - >SDUCR/LO7 TS25 TKYO8F
C: “SDUCR/L11 TS4 TKY15F

14
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Boring Bar for Machining Small Parts

BORING BARS New

Steel shank Finish Finish Light Light
with coolanthole  DC¥linserts [rs FS-P LS LS-P
|| KAPR 2 (07,11) (07,11) (07,11) (07,11)
=D @%ﬁg I z Medium | Medium | Medium | Flat Top
\gi " LDRED 9 MP MM Standard
. . y _ .
Right hand tool holder shown. (07,11) (07,11) (07,11) (07,11)
DMIN Order Number Hand |stock| PSON | LF | LDRED | WF H | GAMF | GAMP Insert Number
16 | S16-12SDUCR07-150-C | R | ® | 12 150 21 9.7 1 6.5° | 3° 07027
16 S$16-12SDUCL07-150-C L [ J 12 150 21 9.7 1 6.5° 3° 0702:
20 S20-16SDUCR07-150-C R| ® 16 150 21 1.7 15 5° 3°
20 S20-16SDUCL07-150-C L [ ] 16 150 21 1.7 15 5° 3° 0702
23 S$23-16SDUCR07-150-C R|® 16 150 21 14.5 15 5° 3° e—. 0702
23 | $23-16SDUCL07-150-C | L | ® | 16 | 150 | 21 | 145 | 15 | 5° 2 07025
27 S27-20SDUCR11-150-C R|® 20 150 23 16.5 19 5° 3° MT3
27 S27-20SDUCL11-150-C L [ ] 20 150 23 16.5 19 ° 3° MT3
32 S$32-25SDUCR11-150-C R|® 25 150 24 19.0 24 5° 3° MT3
32 S$32-25SDUCL11-150-C L [ ] 25 150 24 19.0 24 X 3° MT3
Spare Parts
* Q
Boring Bar Type & /
Clamp Screw Wrench
S = SDUCR/LO7 TS25 TKYO08F
S¢ SDUCR/L11 TS4 TKY15F

* Clamp Torque (N » m) : TS25=1.0, TS4=3.5

@ : Inventory maintained in Japan.



v(\:/ﬁrzblc%%;?]atlmle DC:inserts rs st FS-'I:DmISh LS = LS—||; o
% (07,11) (07,11) (07,11) (07,11)
8 Medium Medium Medium Flat Top
e MP MM Standard
Right hand tool holder shown. (07,11) (07,11)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
13 C13-10SDQCR07-140-C | R | ® 10 140 18 7.5 10° 0°
13 C13-10SDQCL07-140-C | L | ® [ 10 140 18 7.5 10° 0°
16 C16-12SDQCR07-140-C | R | ® 12 140 23 9.25 1 8° 0°
16 C16-12SDQCL07-140-C L|e® 12 140 23 9.25 1 8° 0°
20 C20-16SDQCR07-180-C | R | ® 16 180 28 11.3 15 6° 0°
20 C20-16SDQCL07-180-C L|e® 16 180 28 1.3 15 6° 0°
23 | C23-16SDQCR07-180-C | R [ ® | 16 180 | 28 | 12.8 15 5| 0° °e
23 C23-16SDQCL07-180-C L|® 16 180 28 12.8 15 & 0°
25 C25-20SDQCR11-180-C R|e® 20 180 32 14.4 19 5° 0°
25 C25-20SDQCL11-180-C L|® 20 180 32 14.4 19 l5° 0°
30 C30-25SDQCR11-180-C R|® 25 180 38 16.9 24 4° 0°
30 C30-25SDQCL11-180-C L|® 25 180 38 16.9 24 4° 0°
Spare Parts
e q
Boring Bar Type &
Clamp Screw Wrench
C = :SDQCR/LO7 TS25 TKYO8F
C: “SDQCR/L11 TS4 TKY15F

% Clamp Torque (N » m) : TS25=1.0, TS4=3.5

16
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Boring Bar for Machining Small Parts

BORING BARS New

@ : Inventory maintained in Japan.

% Clamp Torque (N » m) : TS25=1.0, TS4=3.5

Steel shank R Finish Finish Light Light
with coolant hole  DCXinserts rs FS-P LS Ls-P
%’ (07,11) (07,11) (07,11) (07,11)
L /6/’@ I S Medium Medium Medium Flat Top
] LDRED [a] MP Standard
LF H g, ‘ g 577 ’
Right hand tool holder shown. (07,11) (07,11) (07,11)
DMIN Order Number Hand |stock| PSON | LF | LDRED | WF H | GAMF | GAMP Insert Number
16 S$16-12SDQCR07-090-C R [ ] 12 90 22 9.25 1" 8° 0° 0702
16 S$16-12SDQCL07-090-C L|® 12 90 22 9.25 11 8° 0° 0702:
20 S20-16SDQCR07-150-C R| ® 16 150 25 11.3 15 6° 0°
20 S$20-16SDQCL07-150-C L|e® 16 150 25 11.3 15 6° 0° 0702
23 S$23-16SDQCR07-150-C R|® 16 150 25 12.8 15 5° 0° o—. 0702
23 | $23-16SDQCL07-150-C | L | ® | 16 | 150 | 25 |128 | 15 5 | 0° 07020
25 S$25-20SDQCR11-150-C R|® 20 150 31 14.4 19 5° 0° MT3
25 S$25-20SDQCL11-150-C L [ ] 20 150 31 14.4 19 5° 0° MT3
30 S30-25SDQCR11-150-C R|® 25 150 38 16.9 24 4° 0° MT3
30 S30-25SDQCL11-150-C L [ ] 25 150 38 16.9 24 4° 0° MT3
Spare Parts
* Q
Boring Bar Type & /
Clamp Screw Wrench
S = SDQCR/LO7 TS25 TKYO08F
S¢ SDQCR/L11 TS4 TKY15F



C-SVUC/B-C [ i
DMIN @ w @ ‘4@
: % (11,16) (08,11,16) | (08,11,16) | (08,11,16)
g Medium | Medium | Medium | CBN
MP MM Standard
LDRED . L L7 | N7 | ._ﬁ/
Right hand tool holder shown. (16) (16) (16) (11,16)
DMIN Order Number Hand |stock| PGON| LF |LDRED| WF | WF2 | H | GAMF | GAMP Insert Number
16 C16-12SVUCR08-140-C R|® 12 140 23 | 115 | 56 1" 8° 0° VC i 0802
20 C20-16SVUBR11-180-C R|® 16 180 28 |16.0 | 8.1 15 8° 0° 1103¢
20 C20-16SVUBL11-180-C L|® 16 180 28 | 16.0 | 8.1 15 8° 0° 1103¢
25 C25-20SVUBR11-180-C R|® 20 | 180 32 | 18.0 | 8.1 19 7° 0° VB 1103¢
30 C30-20SVUBR11-180-C R| ® 20 180 32 | 18.0 | 81 19 6° 0° 1103
34 C34-25SVUBR16-180-C R|® 25 | 180 38 | 205 | 84 24 13° 0° 1604
Spare Parts
> ’ A
Boring Bar Type § /\’
Clamp Screw Wrench
C16-12SVUCRO08 TS202 TKYO6F
Ci=_SVUBR/L11 TS255 TKYO8F
C34-25SVUBR16 TS35D TKY15F

* Clamp Torque (N * m) : TS202=0.6, TS255=1.0, TS35D=3.5
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Boring Bar for Machining Small Parts

BORING BARS New

Steel shank R Finish Finish Light Light
S - sv U CI B - c with coolant hole ~ VCIVBi:inserts [re FM LP LM
DMIN J W J —v“@y/
-1 KAPR 2
e ———— -\ (11,16) (08,11,16) | (08,11,16) | (08,11,16)
L = |§ Medium | Medium | Medium | CBN
N MP MM Standard
_ z P
GAMF LDRED L7 | 87 Y
LF H
Right hand tool holder shown. (16) (16) (16) (11,16)
DMIN Order Number Hand |stock| PGON| LF |LDRED| WF | WF2 | H | GAMF | GAMP Insert Number
16 S$16-12SVUCRO08-090-C R| ® 12 90 | 255 | 115 5.6 1" 8° 0° VG 0802
20 S20-16SVUBR11-150-C R| ® 16 150 | 32.5 | 16.0 8.1 15 8° 0° 1103
20 S$20-16SVUBL11-150-C L|e® 16 150 | 32.5 | 16.0 8.1 15 8° 0° 1103¢
25 $25-20SVUBR11-150-C R|® 20 150 | 40.5 | 18.0 8.1 19 7° 0° V— 1103¢
30 | S30-20SVUBR11-150-C [ R | ® | 20 | 150 | 405 | 180 | 81| 19 | 6° | 0° 1103¢
34 S$34-25SVUBR16-150-C R|® 25 150 | 40.0 | 20.5 8.4 24 13° 0° 1604
40 S40-32SVUBR16-200-C R|e® 32 | 200 | 84.0 | 28.0 | 124 31 9° 0° 1604
Spare Parts
S * :
& y~
Boring Bar Type &
Clamp Screw Wrench
S16-12SVUCRO08 TS202 TKYO06F
SO=CCSVUBR/LAM TS255 TKYO8F
S=-SVUBR16 TS35D TKY15F

* Clamp Torque (N * m) : TS202=0.6, TS255=1.0, TS35D=3.5

@ : Inventory maintained in Japan.



C-SVPC/B-C e e
DMIN KAPR " g ﬁ -"—y/ ‘Lg/
] % (11,16) (08,11,16) | (08,11,16) | (08,11,16)
g Medium Medium Medium CBN
MP MM Standard
L7 7 P N
GaMPi—= Right hand tool hofder shown. (16) (16) (16) (11,16)
DMIN Order Number Hand |stock| PGON| LF |LDRED| WF | WF2 | H | GAMF | GAMP Insert Number
16 | C16-10SVPCR08-140-C | R | ® | 10 | 140 | 18 | 80 | 3.1 9 | & | 5 0802/
16 | c16-10svPCLOB-140-C | L | ® | 10 | 140 | 18 | 80| 31| o | & & | O | sz
20 C20-12SVPBR11-180-C R|e® 12 | 180 23 | 100 | 4.1 11 8° | -5° 1103¢
20 | C20-12SVPBL11-180-C | L [ ® | 12 | 180 | 23 | 10.0 | 41 | 11 8 | -5° 1103
25 | C25-16SVPBR11-180-C | R [ ® | 16 | 180 | 28 | 125 | 46 | 15 6° | -5° VB 1103¢
25 | C25-16SVPBL11-180-C | L [ ® | 16 | 180 | 28 | 125 | 46 | 15 6° | -5° 1103¢.
30 | C30-20SVPBR11-180-C | R | ® [ 20 | 180 | 32 | 150 | 51 | 19 5° | -5° 11037
34 C34-25SVPBR16-180-C R|® 25 | 180 38 | 17.0 | 4.9 24 13° | -5° 1604
Spare Parts
> ’ A
Boring Bar Type § /\’
Clamp Screw Wrench
C16-10SVPCR/L08 TS202 TKYO6F
Cx “SVPBR/L11 TS255 TKYO08F
C34-25SVPBR16 TS35D TKY15F

* Clamp Torque (N * m) : TS202=0.6, TS255=1.0, TS35D=3.5



Boring Bar for Machining Small Parts

BORING BARS New

Steel shank ooy oy Finish Finish Light Light
with coolanthole ~ VBI¥inserts [rp FM LP LM
DMIN KAPR g W @ g/
(2]
w N = = 1% (11,16) (11,16) (11,16) (11,16)
sl P2 8 Medium | Medium | Medium | CBN
GAMF g MP MM Standard
LDRED LF H L7 | NP g ~ s
GAMP{—= Right hand tool holder shown. | (16) (16) (16) (11,16)
DMIN Order Number Hand |stock| PGON| LF |LDRED| WF | WF2 | H | GAMF | GAMP Insert Number
20 S20-12SVPBR11-150-C R| ® 12 150 29 10.0 | 4.1 1" 8° -5°
20 S20-12SVPBL11-150-C L|e® 12 150 29 10.0 | 4.1 1 8° -5°
25 S$25-16SVPBR11-150-C R| ® 16 150 35 125 | 4.6 15 6° -5°
25 S$25-16SVPBL11-150-C L|e® 16 150 35 125 | 4.6 15 6° -5° VB
30 S30-20SVPBR11-150-C R| ® 20 150 41 15.0 | 5.1 19 5° -5°
34 S34-25SVPBR16-150-C R|® 25 150 51 17.0 | 4.9 24 13° -5°
40 S40-32SVPBR16-200-C R| ® 32 200 54 | 220 | 64 31 9° -5°
Spare Parts
* Q
Boring Bar Type &
Clamp Screw Wrench
S=>SVPBR/L11 TS255 TKYO8F
St ‘SVPBR16 TS35D TKY15F

% Clamp Torque (N » m) : TS255=1.0, TS35D=3.5

@ : Inventory maintained in Japan.
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Carbide shank
without coolant hole

DMIN

KAPR
'S
=)
LDRED
GAMF D— LF

DCONMS

(02,L3)

WC s iinserts

#

CBN/PCD

GAMP} =
Right hand tool holder shown. (L3)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
6 C06-05SWUCRO02-080 R| ® 5 80 9 3.0 4.7 17° 0°
6 C06-05SWUCL02-080 L|e® 5 80 9 3.0 4.7 17° 0°
8 | C08-07SWUCRL3-090 |R|®| 7 | 90 | 10 | 40 |67 | 15 | o | O
8 C08-07SWUCLL3-090 L|e® 7 90 10 4.0 6.7 15° 0°
Spare Parts
&3 Q
Boring Bar Type &
Clamp Screw Wrench
C06-05SWUCR/L02 TS21 TKYO06F
C08-07SWUCRJ/LL3 TS2 TKYO06F

% Clamp Torque (N » m) : TS21=0.6, TS2=0.6
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Boring Bar for Machining Small Parts

BORING BARS New

Carbide shank
with coolant hole

Finish

FV

p— % (04,06)
@ KAPR = ; ] § m Mll:/ledlum
/ é@ - i |! - LF H @
- Right hand tool holder shown. w
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
10 | C10-08SWUCR04-090-C | R | ® 8 90 14 5.0 7 15° 0° 0402¢
10 C10-08SWUCL04-090-C | L | ® 8 90 14 5.0 7 15° 0° 0402
12 C12-10SWUCRO04-090-C | R | ® 10 90 18 6.0 9 12° 0°
12 C12-10SWUCL04-090-C L|e® 10 90 18 6.0 9 12° 0° 0402:
14 | C14-12SWUCR04-140-C | R | ® | 12 140 23 7.0 11 10° 0° 0402:
14 C14-12SWUCL04-140-C L|e® 12 140 23 7.0 11 10° 0° 0402
16 | C16-12SWUCR06-140-C [ R | ® | 12 140 | 23 8.0 11 12° 0° e 06T3
16 | C16-12SWUCL06-140-C | L | ® | 12 140 | 23 8.0 11 12° 0° 06T37
18 | C18-16SWUCR06-140-C | R | ® | 16 140 28 9.0 15 10° 0° 06T3
18 C18-16SWUCL06-140-C L|® 16 140 28 9.0 15 10° 0° 06T3
22 | C22-20SWUCRO06-180-C | R | ® | 20 180 32 | 1.0 19 7° 0° 0673
22 | C22-20SWUCL06-180-C | L | ® | 20 180 | 32 | 11.0 19 7° 0° 06T37
Spare Parts
e Q
Boring Bar Type &
Clamp Screw Wrench
C=":>SWUCR/L04 TS25 TKYO8F
CO=>SWUCRI/L06 TS4 TKY15F

% Clamp Torque (N » m) : TS25=1.0, TS4=3.5

@ : Inventory maintained in Japan.



Steel shank

WC i iinserts

Finish

with coolant hole FV
D?II‘IN KAP: . g (04,96)
Sl 13 %  Medium
o LDRED| L 8 |y MP A~
GAMP {— Q
Right hand tool holder shown. (04,06)
DMIN Order Number Hand |[stock| PSON | LF |LDRED| WF | H | GAMF | GAMP Insert Number
14 S14-12SWUCR04-090-C | R | ® 12 90 24 7.0 1 10° 0°
14 S$14-12SWUCL04-090-C L|e® 12 90 24 7.0 1 10° 0°
16 S16-12SWUCR06-090-C | R | ® 12 90 24 8.0 1 12° 0°
16 $16-12SWUCL06-090-C L|® 12 90 24 8.0 1 12° 0°
18 | S18-16SWUCR06-090-C | R | ® | 16 | 90 | 30 | 90 | 15 | 100 | o | O
18 S$18-16SWUCL06-090-C L|® 16 90 30 9.0 15 10° 0°
22 $22-20SWUCR06-150-C | R | ® 20 150 36 11.0 19 7° 0°
22 $22-20SWUCL06-150-C L|® 20 150 36 11.0 19 7° 0°
Spare Parts
e Q
Boring Bar Type &
Clamp Screw Wrench
S14-12SWUCR/L04 TS25 TKYO8F
St 'SWUCR/L06 TS4 TKY15F

% Clamp Torque (N » m) : TS25=1.0, TS4=3.5
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Boring Bar for Machining Small Parts

RECOMMENDED CUTTING CONDITIONS

(mm)
Workpiece Material Properties Cl\;:(t)tg;g Bg;ilfer Grade Cu\tﬂ?ng /iﬁ:’;ed f(n':r?:/ergv) Deptt;;)f e

Finish RIL-F MS6015 150 (50—250) 0.01-0.15 0.1-0.4
Light Ls-P MS6015 150 (50—250) 0.01-0.15 0.3-22
FreePcL:JStetilr:gnSteel - Light RIL-SS MS6015 150 (50—250) 0.01—0.15 0.2-0.8
Medium R/IL-SN MS6015 150 (50—250) 0.01-0.15 0.1-0.4
Medium SMG MS6015 150 (50—250) 0.01-0.15 0.1-1.5
Finish RIL-F MS6015 100 (50—150) 0.01-0.15 0.1-0.4
Light LS-P MS6015 100 (50—150) 0.01—0.15 0.3—2.2
C,i‘ﬁﬁcy’”sf’éif' 1';31"22?)?% Light RL-SS | Ms6015 | 100 (50—150) 0.01—0.15 0.2-0.8
Medium R/L-SN MS6015 100 (50—150) 0.01—0.15 0.1-0.4
Medium SMG MS6015 100 (50—150) 0.01-0.15 0.1-15
Finish FS-P MS7025 60 (40—100) 0.01-0.08 0.2—0.5
Finish FS-P MS9025 100 (60—150) 0.04—0.15 0.2-0.5
Finish RIL-F MS7025 60 (40—100) 0.01—0.08 0.1-0.4
Austenitic Finish R-SRF MS9025 100 (60—150) 0.04—0.15 0.1-0.4
Stainless Steel a Light Ls-P MS7025 60 (40—100) 0.01—0.08 0.3—2.2
Light LS-P MS9025 100 (60—150) 0.05—0.15 0.3-2.2
Medium R-SN MS7025 60 (40—100) 0.01—0.08 0.1-3.8
Medium R-SN MS9025 100 (60—150) 0.05—0.15 0.1-3.8
Finish FS-P MS7025 60 (40—100) 0.01—0.08 0.2-0.5
Ferritic and Martensitic Finish R-SRF MS7025 60 (40—100) 0.01-0.08 0.1—0.4
Stainless Steel - Light Ls-P MS7025 60 (40—100) 0.01—0.08 0.3-2.2
Light R-SN MS7025 60 (40—100) 0.01-0.08 0.1-3.8
Finish FS-P MS7025 80 (40—160) 0.02—0.08 0.2—1.4
Finish FS-P MS9025 100 (50—180) 0.04—0.12 0.2—1.4
Finish R-SRF MS7025 80 (40—160) 0.03—0.08 0.1-0.4
Soft Magnetic Stainless Steel Hardness Finish R-SRF MS9025 100 (50—180) 0.05—0.12 0.1-0.4
(SUS440C. SUS420J2etc.) 230HBW Light LS-P MS7025 80 (40—160) 0.02—0.10 0.3-2.2
Light Ls-P MS9025 100 (50—180) 0.04—0.15 0.3-22
Medium R-SN MS7025 80 (40—160) 0.01-0.10 0.1-3.8
Medium R-SN MS9025 100 (50—180) 0.01—0.10 0.1-3.8
Finish FS-P MS7025 60 (40—80) 0.01—0.10 0.1-1.0
Finish FS-P MS9025 70 (50—100) 0.03—0.15 0.1-1.0
Finish R-SRF MS7025 60 (40—80) 0.01—0.10 0.1-0.4
Precipitation Hardening Hardness Finish R-SRF MS9025 70 (50—100) 0.03—0.15 0.1—0.4
(Susségbn‘legzggeﬂ etc.) <450HB Light LS-P MS7025 60 (40—80) 0.04—0.10 0.2—2.2
Light LS-P MS9025 70 (50—100) 0.04—0.15 0.2-22
Medium R-SN MS7025 60 (40—80) 0.03—0.10 0.3-22
Medium R-SN MS9025 70 (50—100) 0.04—0.15 0.2-2.2




(mm)

Workpiece Material Properties Cl\xgg;g Br%gilger Grade CU\EtCI?n% lgﬁged f(n'::'l(z‘(:v) Deptl;;)f e
K Finish Flat Top MC5115 225 (150—300) 0.04—0.15 0.1—-0.5
Finish Flat Top HTi10 100 (50—150) 0.04—0.15 0.1-0.5
Grey Cast Iron Te”iggos,\zf:gth tight Flat Top M05.115 225 (150—300) 0.04—0.15 0.2—1.0
= ight Flat Top HTi10 100 (50—150) 0.04—0.15 0.2—1.0
Medium Flat Top MC5115 225 (150—300) 0.04—0.15 0.1-2.0
Medium Flat Top HTi10 100 (50—150) 0.04—0.15 0.1—-2.0
S Finish FS-P MS9025 80 (40—140) 0.04—0.12 0.2—1.0
Heat Resistant Alloy 3 Finish R-SRF MS9025 80 (40—140) 0.05—0.12 0.1—-0.4
(SUH etc.) Light Ls-P MS9025 80 (40—140) 0.04—0.15 0.3-2.2
Medium R-SN MS9025 80 (40—140) 0.01-0.10 0.1-3.8

Note 1) If chatter vibration occurs, adjust the cutting conditions and perform machining.
Note 2) If the tool overhang amount is L/D = 5 or more for carbide shank or L/D = 3 or more for steel shank, please reduce the cutting speed

by 10% to 20%.

Note 3) Regarding the feed rate and depth of cut for breakers not listed in the table, please refer to the general catalogue C010J page A058 of
for 7° positive and page A066 for 11° positive. For cutting speed, please refer to the grade introduction page A034.

General Catalogue
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Boring Bar for Machining Small Parts

o

a 80 WITH HOLE
@ : 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 €0 € KOG | ¥ [<5|€|0|0G|0|IG £ O
Workpiece M | Stainless Steel cocC O [ 2 Cl@|8H 00 1O &
Material K | Castlron cec s Gl& Ol0] 10 @|0G|IO
N | Non-ferrous Metal GO
S | Heat Resistant Alloy, Titanium Alloy €O ¢CECH ocC G
Coated Soated ool Carbide
NEW NEW NEW NEW NEW
At b PP R R A At RS A
=2 ===DD0=2E==2=2DD === ====>>>D=d>>|ZZ|SXDI I+
FP CCMT060202-FP 0.2 O0AA A ° °
» | CCMT060204-FP 0.4 O0AA A () °
‘.] CCMTO09T302-FP 0.2 OO0AA A () ®
G | cCMT09T304-FP |04 | @@AA 4 ° °
Finish Cutting] CCMT09T308-FP 0.8 O0AA A ® ®
FM CCMT060202-FM 0.2 [
=y | CCMT060204-FM 0.4 ®
@ CCMT09T302-FM 0.2 ®
CCMT09T304-FM 0.4 ()
Finish Cutting] CCMT09T308-FM 0.8 ()
FS CCMT060202-FS 0.2 ®
CCMT060204-FS 0.4 ()
. CCMT09T302-FS 0.2 ®
CCMTO09T304-FS 0.4 ®
Finish Cutting] CCMT09T308-FS 0.8 ®
FS CCGT060201M-FS | 0.1* (XX °
CCGT060202M-FS 0.2* (X X ) ()
CCGT060204M-FS 0.4* () ®
CCGTO09T301M-FS 0.1* (X X ) ®
CCGTO09T302M-FS 0.2* (X X ) ®
Finish Cutting] CCGT09T304M-FS 0.4* (X X ) ()
FS-P |CCGT060201M-FS-P | 0.1* [ () ® ®
CCGT060202M-FS-P | 0.2* [ () () ()
g CCGT060204M-FS-P | 0.4* ° ° °
= CCGTO09T301M-FS-P | 0.1* () ® ® ®
CCGTO09T302M-FS-P | 0.2* [ () () ®
Finish Cutting] CCGT09T304M-FS-P | 0.4* (] (J () ®
FV CCMT060202-FV 0.2 (] A o o ooo
e CCMT060204-FV 0.4 () A () e oee
CCMTO09T302-FV 0.2 () A LIL X))
CCMTO09T304-FV 0.4 () A e oee
Finish Cutting| CCMT09T308-FV 0.8 ° A o oloe
FJ CCGTO0602V5-FJ 0.05 ®
CCGT060201-FJ 0.1 ®
»a CCGT060202-FJ 0.2 ®
g CCGTO09T3V5-FJ 0.05 ()
CCGTO09T301-FJ 0.1 ® ®
CCGTO09T302-FJ 0.2 ® ®
Finish Cutting] CCGT09T304-FJ 0.4 (] ®
* Indicates the maximum value of the corner R. ® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
27 (10 inserts in one case)



@ : 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 N EEEEE sizlsleloocloc] | & | o
Workpiece M | Stainless Steel COo¢CE O ( 2 Gl@®®lEl OO0 1O &

Material K | CastlIron ¢cec s G[&s O|lo| O &|O|G|IO
N Non-ferrous Metal GO
S | Heat Resistant Alloy, Titanium Alloy €O ¢C s CH [ J( G

Coated Soated |pome|  Carbide
NEW NEW NEW NEW NEW
b R R R R e N R R =
SE=S=S==SDDD====SDD==S====>>>D=<>>|Z22Z/=SXDI I
AZ CCGT060202-AZ (0.2 ()
6 f CCGT060204-AZ |04 ()
&S Y CCGTO09T302-AZ (0.2 ®
Mﬁr CCGTO09T304-AZ (04 ®
Finish Cutting] CCGT09T308-AZ | 0.8 )
R/L-F [**CCGT03S1V3L-F | 0.03 ® ®
*2CCGT03S101L-F | 0.1 () ()
*2CCGT03S102L-F | 0.2 () ® ®
*2CCGT03S104L-F |04 ® ® ®
*2CCGTO04TOV3L-F | 0.03 () ®
*2 CCGTO04TO001L-F 0.1 [ ()
*2 CCGT04T002L-F 0.2 [ ® ()
*2 CCGT04T004L-F 0.4 () ® ()
ﬁ\ 2 CCGT03S101MR-F | 0.1*' [@
e |2CCGT03S101ML-F [ 0.1*" |@
*2CCGT03S102MR-F | 0.2*" |®@
*2CCGT03S102ML-F | 0.2*" |®@
*2 CCGT03S104MR-F | 0.4*" |®@
*2 CCGT03S104ML-F | 0.4*" |®@
*2CCGTO04T001MR-F | 0.1*" |@
*2CCGTO04T001ML-F | 0.1*" |@
*2 CCGT04T002MR-F | 0.2*" |®@
*2CCGT04T002ML-F | 0.2*" |®@
*2 CCGT04T004MR-F | 0.4*" |®
Finish Cutting| *> CCGT04T004ML-F | 0.4*' (@

R/L-F CCGHO060202R-F | 0.2 ) ® ® ®
CCGHO060202L-F | 0.2 () [ ® ®
CCGH060204R-F | 0.4 ) () ® ()

n CCGH060204L-F (0.4 ) ® ® ()
- CCGH060202MR-F | 0.2*' (@
CCGH060202ML-F | 0.2*' (@
CCGH060204MR-F | 0.4*' (@
Finish Cutting] CCGHO060204ML-F | 0.4*' (@
LP CCMT060202-LP |0.2 ®
CCMT060204-LP | 0.4 OO0AA A °® °
B CCMT060208-LP | 0.8 O@0AA A ) o
L CCMTO09T304-LP | 0.4 O0AA A ) o
Light Cutting| CCMTO09T308-LP (0.8 O0AA A ® )

%1 Indicates the maximum value of the corner R. ® = NEW
*2 Diameter of inscribed circle is special.

Please refer to the general catalogue for CBN & PCD inserts.



https://www.mmc-carbide.com/download_file/8c3507d1-e117-40e4-8640-155e11f06a9b/9

Boring Bar for Machining Small Parts

o

a 80 WITH HOLE
@ : 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 () JCIBI@EIE= 3|8 < €|0/0G|O0|IG & O
) M | Stainless Steel coeCc O ( Cl&|®8|%| |00 [O &
viorkpiece | ¢ | cast ron cex Gle oo lo #loclo
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G
Coated Soated 1oume|  Carbide
sh RE muﬂnﬂmmm olLwwWLL o Nﬂuﬂ'ﬂmmmml—u_l— 0 10 [V
ape OrderNumber | () |SES oSS 2SS s a8 goNas s e EsNz=2a382 0o
At b I R N R e =t
S =2==DDD0=2E==2=2DD === ====>>>D=d>>|ZZSXDI I+
LM CCMT060202-LM 0.2 ( X )
CCMT060204-LM 04 (X X ) ®
[ar CCMT060208-LM 0.8 (X} [
i~ | CCMT09T302-LM 0.2 LX)
CCMTO09T304-LM 0.4 (XX ) )
Light Cutting | CCMT09T308-LM 0.8 (XX °
LS CCMT060202-LS 0.2 (XX °
CCMT060204-LS 04 (X X ) )
: CCMT09T302-LS 0.2 (X X ) ()
CCMTO09T304-LS 0.4 (X X ) ()
Light Cutting| CCMT09T308-LS 0.8 (XX ) )
LS CCGT060201M-LS | 0.1* o000 °
CCGT060202M-LS 0.2* (X X ) ®
CCGT060204M-LS 0.4* () ®
CCGTO09T301M-LS | 0.1* (X X ) ®
CCGTO09T302M-LS | 0.2* (XX ) ()
Light Cutting| CCGT09T304M-LS 0.4* (X X} ®
LS-P |CCGT0602V5M-LS-P| 0.05* ()
CCGT060201M-LS-P | 0.1* (@ [ ) )
= [CCGT060202M-LS-P|0.2* |® [ ) )
@ CCGT060204M-LS-P | 0.4* () ®
CCGT09T301M-LS-P| 0.1* (@ o () )
CCGT09T302M-LS-P| 0.2* (@ [ ) )

Light Cutting | CCGT09T304M-LS-P | 0.4* |® ° ) )
CCMH060202-SV 0.2 A A () [ () eoeeo
CCMH060204-SV 0.4 A A () ) ® LX)

Light Cutting

SW* | CCMT060202-SW 0.2 @0AA AA ° e o o
| CCMT060204-SW 0.4 OOAA AA ) ® e o |o
(P |ccmToso208-sw |08 .
% CCMTO09T302-SW |02 | @@AA AA ° ° e o |o
Light Cutting| CCMT09T304-SW |04 | @@ AA AA A | o ° e o |0
(Wiper) | cCMT09T308-SW | 0.8 °
* Indicates the maximum value of the corner R. ® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
29 (10 inserts in one case)



@ : 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 €0 € CHOC|R ®| 85| €00 C|I0G & O
Workpiece M | Stainless Steel COo¢CEOX ( 2 Gl@®®lEl OO0 1O &
Material K | Castlron [ A1 I Gl¥# O|lo| O e)c]e)
N Non-ferrous Metal GO
S | Heat Resistant Alloy, Titanium Alloy €O ¢C e CHB [ J( G
Coated Soated |pome|  Carbide
NEW NEW NEW NEW NEW
b R R R R N R R =
S =S=S=SDDD====DD =SS ====>>>D=<>>|Z22Z/=SXDI I
R/L-SS | CCGT0602V3R-SS 0.03 ®
CCGTO0602V3L-SS 0.03 ®
CCGTO060201R-SS 0.1 ()
CCGT060201L-SS 0.1 ()
CCGTO060202R-SS 0.2 ®
CCGT060202L-SS 0.2 ®
CCGTO09T3V3R-SS | 0.03 ®
CCGTO09T3V3L-SS 0.03 ()
CCGTO09T301R-SS 0.1 ()
= |CCGTO09T301L-SS 0.1 [
A CCGTO09T302R-SS 0.2 ()
WSS |cCcGT09T302L-8S | 0.2 o
CCGT060201MR-SS | 0.1* (@
CCGT060201ML-SS | 0.1* (@
CCGT060202MR-SS | 0.2* (@
CCGT060202ML-SS | 0.2* (@
CCGTO09T301MR-SS | 0.1* (@
CCGT09T301ML-SS | 0.1* (@
CCGTO09T302MR-SS | 0.2* (@
CCGTO09T302ML-SS | 0.2* (@
CCGT09T304MR-SS | 0.4* (@
Light Cutting]| CCGT09T304ML-SS | 0.4* |@
MP CCMT060202-MP 0.2 (X )
CCMT060204-MP 0.4 OO0AA A ® ()
y [ CCMT060208-MP 0.8 OO0AA A ) ®
E CCMT09T302-MP 0.2 ([ X )
GEEE | cCMTO09T304-MP (04 | @@AA A [ °
Medium Cutting| CCMT09T308-MP 0.8 OO0AA A ® Ll
MM CCMT060202-MM 0.2 (X )
CCMT060204-MM 0.4 o000 [
CCMT060208-MM 0.8 [ X ) )
CCMT09T302-MM 0.2 (X )
CCMT09T304-MM 0.4 (XX ) )
Medium Cutting) CCMT09T308-MM 0.8 (XX o0
MK CCMT060202-MK 0.2 (X X )
CCMT060204-MK 0.4 (X X))
CCMT060208-MK 0.8 (X X))
CCMT09T302-MK 0.2 (X X )
CCMT09T304-MK 0.4 (X X))
Medium Cutting| CCMTO09T308-MK 0.8 (X X )
* Indicates the maximum value of the corner R. ® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o S S

a 80 WITH HOLE
@ : 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 €0 € KOG | ¥ [<5|€|0|0G|0|IG £ O

Workpiece M | Stainless Steel coCceOR [ 2 Cl@|8H OO0 1O &

Material K | Castlron cec s Gl& Ol0] 10 @|0G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢C e CH ocC G
Coated Soated ool Carbide
NEW NEW INEW NEW NEW
R R R R R R R R N S PR A ==t
SE==2=2=EDDD=E===2DD =222 ====>>>D=<>>|ZZ=EXD I I+
MS CCMT060202-MS 0.2 (X X ) ®
CCMT060204-MS 0.4 (X X ) ®

E CCMT060208-MS 0.8 X °
CCMT09T302-MS 0.2 (X X )

CCMT09T304-MS 0.4 (X X ) ()

Medium Cuting| CCMT09T308-MS 0.8 (X X ) ®
Standard| CCMT060202 0.2 AA [ (X ) (X ()
_ CCMT060204 0.4 AAA [ J [ J ( X J ( X ) [ ]

H ' | CCMT060208 0.8 AA ° ° ° °

. |CCMT09T302 0.2 AA o (X (X
CCMT09T304 0.4 AAA ) [ (X} (X J ®

Medium Cutting)l CCMT09T308 0.8 AAA [ [ (X ) (Y] ®
MV CCMH060202-MV 0.2 ® A A [ [ oo oeo
@ CCMH060204-MV 0.4 ® A A AO® O [ J o0 o000
Medium Cutting
MW [ CCMT060204-MW 0.4 00 AA A e o (o
~( | CCMT060208-MW 0.8 OO0AA AA e o |o
= CCMTO09T304-MW 0.4 O0AA AA A e o |0
. . | CCMTO09T308-MW 0.8 OOAA AA A e o |o
Medium Cutting
(Wiper)

R/L-SR | CCET0602V3R-SR 0.03* ) () ®
CCET0602V3L-SR 0.03* ) () ®
CCET060201R-SR 0.1* [ () ®
CCET060201L-SR 0.1* [ () ®
CCET060202R-SR 0.2* ) ® ®
CCET060202L-SR 0.2* ) ® ®

—~ | CCET060204R-SR 0.4* ) () ®
§ CCET060204L-SR 0.4* [ () ()
CCETO09T3V3R-SR | 0.03* ) () ®
CCETO09T3V3L-SR 0.03* ) () ®
CCET09T301R-SR 0.1* () () ®
CCETO09T301L-SR 0.1* ) ® ®
CCET09T302R-SR 0.2* ) ® ®
CCET09T302L-SR 0.2* [ () )
CCET09T304R-SR 0.4* [ () ()
Medium Cutting]l CCET09T304L-SR 0.4* ) ® ®
SMG |CCGT060201M-SMG | 0.1* (@
CCGT060202M-SMG | 0.2* (@ ()
("ﬁf CCGT060204M-SMG | 0.4* |® °

‘ =% |CCGT09T301M-SMG| 0.1* |®

CCGTO09T302M-SMG | 0.2* (@
Medium Cutting]l CCGT09T304M-SMG | 0.4* |®

* Indicates the maximum value of the corner R. =
@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)



@ : 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 €0 € C 0G| ®|8 || €|0|0CG|I0G & O

Workpiece M | Stainless Steel COo¢CEO% [ J GlE|8E 00 [O &

Material K | Castlron [ A1 JE G|% Olo] 1O 0G0
N | Non-ferrous Metal (C][@)

S | Heat Resistant Alloy, Titanium Alloy €O ¢C s CH [ J( G

Coated Soated |pome|  Carbide

Sh RE mNﬂNﬂmmmoommmmo Nﬂ:'ﬂ"ﬂmmmml—u_l— 0 0 v|Wv

ape OrderNumber | mm) |SES S SSSNSsSgSyecNasoNgr-asNZzz2anS2E0o
R R R EEE N O P A==t
== =E==DDD=E===DD === ====>>>D=d>>|2Z2|=SXDI I -

R/L-SN [ CCGT0602V3R-SN 0.03 [

CCGT060201R-SN 0.1 )
CCGT060201L-SN 0.1 )
CCGT060202R-SN 0.2 )
CCGT060202L-SN 0.2 )
CCGTO09T3V3R-SN | 0.03 )
CCGTO09T3V3L-SN 0.03 )
CCGTO09T301R-SN 0.1 )
CCGT09T301L-SN 0.1 )
___ | CCGTO09T302R-SN 0.2 )
CCGT09T302L-SN | 0.2 o
- CCGT09T304R-SN 0.4 )
CCGTO09T304L-SN 0.4 )
CCGT060201MR-SN | 0.1* [ [ ®
CCGT060201ML-SN | 0.1* ()
CCGT060202MR-SN | 0.2* ® [ ®
CCGT060202ML-SN | 0.2* )
CCGT09T301MR-SN | 0.1* () [ ()
CCGTO09T301ML-SN | 0.1* )
CCGTO09T302MR-SN | 0.2* [ [ ®
CCGTO09T302ML-SN | 0.2* ()
CCGT09T304MR-SN | 0.4* ® [ ®
Medium Cutting| CCGT09T304ML-SN | 0.4* ()

R/L-SN [ CCET060200R-SN 0.0* [ ) ®
CCET060200L-SN 0.0* [ () ()
CCET0602V3R-SN 0.03* [ ) ®
CCETO0602V3L-SN 0.03* [ ) ®
CCET060201R-SN 0.1* [ ) ®
CCET060201L-SN 0.1* [ ) ®
CCET060202R-SN 0.2* [ ) ®
CCET060202L-SN 0.2* [ () )

——- [ CCET060204R-SN 0.4* [ () )
E CCET060204L-SN 0.4* [ ) )
WSS | CCET09T300R-SN | 0.0* ° ° °

CCETO09T300L-SN 0.0* [ ) ()
CCET09T3V3R-SN 0.03* [ ) °
CCETO09T3V3L-SN 0.03* [ ) ®
CCET09T301R-SN 0.1* [ () )
CCET09T301L-SN 0.1* [ () )
CCETO09T302R-SN 0.2* [ ) )
CCETO09T302L-SN 0.2* [ ) )
CCET09T304R-SN 0.4* [ ) ()

Medium Cutting| CCET09T304L-SN 0.4* (] (] ()

* Indicates the maximum value of the corner R. ® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o

a 80 WITH HOLE
@ : 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 NOCEEEEE sl#jeleoocloc] | |¢ | [o
) M | Stainless Steel cocC O [ 3 Cl|@&|8iE OO0 |O &
viorkpiece | ¢ | castron cesx Gls ol lo #lolclo

N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢ T CH [ [ 3 G
Coated Soated ool Carbide
NEW NEW NEW NEW NEW]
R R R R R R R N S i ==t
=2 ===DD0 222200 === ====>>>D=2d>>|ZZ|SXDI I+
R/LW-SN| CCET0602V3RW-SN | 0.03* ®
== | CCET0602V3LW-SN | 0.03* ®
E CCET09T3V3RW-SN | 0.03* ®
=
Medium Cutting CCETO09T3V3LW-SN | 0.03* ()
(Wiper)

Flat Top | CCMW060202 0.2 (]
CCMW060204 0.4 o000 o o
CCMW060208 0.8 00

: CCMWO09T304 0.4 (X X} ()
CCMWO09T308 0.8 (X X ) [ I )
CCMWO09T312 1.2 o000

Flat Top | CCGW060200 0.0 ()
CCGW0602V5 0.05 °
CCGW060201 0.1 ()
CCGW060202 0.2 (X}
CCGW060204 0.4 ®

[ | CCGW060208 0.8 [}

. ' | CCGW09T300 0.0 ® ®

W | ccewo09T3Vs 0.05 °
CCGWO09T301 0.1 (]
CCGW09T302 0.2 (]
CCGWO09T304 0.4 (]
CCGW060202E 0.2 [}
CCGWO060204E 0.4 ()
CCGWO060208E 0.8 ()

* Indicates the maximum value of the corner R. ® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
33 (10 inserts in one case)



o

a 80 WITH HOLE
@ : 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 €0 € G OCIE | ¥ [<5|€|0|0G|0|IG £ O
) M | Stainless Steel cocC O ([ 3 Cl|@®|8iE OO0 |O &
W“‘,f;‘ié’}?a‘fe K | Castlron cecs G|& olo| |o 8/0|G|O
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €0 ¢ T CH ocC G
Coated Soated ool Carbide
NEW NEW INEW NEW NEW
R R R R R R R e N S P ==t
SE==2=2=EDDD=E===2DD 2= ====>>>D=<>>|ZZEXD I I+
FM CPMHO080202-FM 0.2 )
CPMHO080204-FM 0.4 ()
g CPMHO090302-FM 0.2 ()
CPMHO090304-FM 0.4 )
Finish Cutting| CPMH090308-FM 0.8 )
FS CPMH080202-FS 0.2 )
= | CPMH080204-FS 0.4 )
g CPMHO090302-FS 0.2 )
CPMHO090304-FS 0.4 )
Finish Cutting| CPMH090308-FS 0.8 )
FV CPMH080202-FV 0.2 [} A ° ° LX)
@ | CPMH080204-FV 0.4 ) A e o0 |0 LX)
‘ CPMH090302-FV 0.2 ° A o |o o0
CPMHO090304-FV 0.4 () A e o0 |0 LX)
Finish Cutting| CPMH090308-FV 0.8 (J A e o0 |0 LX)
Standard| CPGT080202 0.2 °
s+ | CPGT080204 0.4 )
‘ | | CPGT090302 0.2 °
wai | CcpGT090304 0.4 °
Finish Cutting
R/L-F | CPMH080204R-F 0.4 ° ° °
— | CPMH080204L-F 0.4 ) ) )
Q CPMHO090304R-F 0.4 [ ) )
= | CPMH090304L-F 0.4 ° o |o °
Finish Cutting
R/L-F [CPGT080204R-F 0.4 )
CPGT080204L-F 0.4 ®
/ “ ~ | CPGT090302R-F 0.2 )
h CPGT090302L-F 0.2 ()
CPGT090304R-F 0.4 )
Finish Cutting| CPGT090304L-F 0.4 )
LP CPMHO080202-LP 0.2 ()
CPMHO080204-LP 0.4 ®
CPMHO090302-LP 0.2 )
CPMHO090304-LP 0.4 )
Light Cutting| CPMH090308-LP 0.8 )
LM CPMHO080204-LM 0.4 (X ) )
CPMH080208-LM 0.8 (X ) )
n CPMH090304-LM 0.4 (X ) )
CPMH090308-LM 0.8 (X ) )
Light Cutting
® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o S S

a 80 WITH HOLE
@ : 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 €0 €GB OCKE: 5|8 |5|€|O|0|C|10G & @)
Workpiece M | Stainless Steel Cco¢C O [ 2 G181l OO0 1O a5
Material K | CastlIron ¢cec e Gl O|0| 1O &|0|G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G
Coated Soated 1oume|  Carbide
NEW NEW INEW NEW NEW
At b PRI I A N M e =t
== ==DDD=E===DD == ====>>>D=d>>|Z2Z|I=EXDI I -
LS CPMH080204-LS 0.4 ®
CPMH080208-LS 0.8 ®
. CPMH090304-LS 0.4 ()
CPMH090308-LS 0.8 ()
Light Cutting
CPMH080202-SV 0.2 A A () (] () o0
CPMH080204-SV 0.4 A A [} (] () o00
CPMH090302-SV 0.2 A A () (] () o0
CPMH090304-SV 0.4 A A ® () () o0
Light Cutting| CPMH090308-SV 0.8 A A () ([ ° 0
Standard | CPMH080204 0.4 [ X )
=+ |CPMH080208 0.8 ( X )
/"~ [cPMHO090304 04 | oe
m——— | CPMH090308 0.8 [ X )
Medium Cutting
Standard| CPMX080204 0.4 A )
— CPMX080208 0.8 A ®
i~ , CPMX090304 0.4 A ° ° °
¥ | CPMX090308 0.8 AA () ()
Medium Cutting
MM CPMH080204-MM 0.4 (X} (]
7 (CPMH080208-MM 0.8 [ X ) (]
JQ‘ CPMH090304-MM | 0.4 (X °
w— | CPMH090308-MM 0.8 [ X ) ()
Medium Cutting
MK CPMH080204-MK 0.4 (X X )
CPMH080208-MK 0.8 000
@ CPMH090304-MK 0.4 (X X )
CPMH090308-MK 0.8 [ X X )
Medium Cutting
MS CPMH080204-MS 0.4 ()
7 CPMH080208-MS 0.8 ()
IQ CPMH090304-MS | 0.4 °
== | CPMH090308-MS 0.8 ®
Medium Cutting
MV CPMH080204-MV 0.4 o A A AO® O ° oo ofoe
Poac? CPMH080208-MV 0.8 o A A AO® O ® o0 oeo
fﬂ) CPMH090304-MV 0.4 ® A A AO® @ o (o0 oo
s | CPMH090308-MV 0.8 ® A A AO © o [(o0 oo
Medium Cutting
Flat Top | CPMB080202 0.2 ()
CPMB080204 0.4 ()
,., CPMB080208 0.8 ()

- CPMB090302 0.2 )
CPMB090304 0.4 ()
CPMB090308 0.8 ®

® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
35 (10 inserts in one case)



o

‘a 55 WITH HOLE
@ : 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 OOEEREE s(zlslelolocloe] | |&f | |o
. M | Stainless Steel cocC O [ 3 Cl|@&|8iE OO0 |O &
Viorkpiece | k| castlron cesx Gls ol lo #lolclo

N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢CECH [ [ 3 G
Coated Soated |omel  Carbide
sh RE mNﬂ'ﬂmmm owwvBvL o Nﬂrﬂ"ﬂmmmml—u_l— © 0
ape QL3 Nz mm |SENS NS SSNSasSye NS NeraSNz=z2/RS250
At b PP R R A A B RS A
SE==2=2=EDDD=E===2DD 2= =E===>>>D=<>>|ZZ=EXD I I+
FP DCMT070202-FP 0.2 O0AA A ° °
DCMT070204-FP 0.4 00AA A ) ®
/O |DcMT11T302-FP |02 | @@aa 4 o °
— DCMT11T304-FP 0.4 OOAA A ° ®
Finish Cutting]| DCMT11T308-FP 0.8 OO0 AA A () o
FM DCMT070202-FM 0.2 (X}
p DCMT070204-FM 0.4 o0
@ DCMT11T302-FM | 0.2 oo
DCMT11T304-FM 0.4 (X}
Finish Cutting]| DCMT11T308-FM 0.8 o0
FS DCMT070202-FS 0.2 )
DCMT070204-FS 0.4 )
J DCMT11T302-FS 0.2 )
DCMT11T304-FS 0.4 )
Finish Cutting| DCMT11T308-FS 0.8 )
FS DCGT070201M-FS | 0.1* (X X °
DCGT070202M-FS 0.2* (X X ) )
ﬁ DCGT070204M-FS 0.4* (X X ) )
DCGT11T301M-FS | 0.1* (X X ) )
DCGT11T302M-FS | 0.2* (X X ) )
Finish Cutting]| DCGT11T304M-FS | 0.4* (X X ) )
FS-P |DCGT070201M-FS-P | 0.1* ) ) ) ®
DCGT070202M-FS-P | 0.2* ) ) ) ()
4@577 | DCGT070204M-FS-P | 0.4 ) ) ) ®
===/ | DCGT11T301M-FS-P | 0.1* ° ° ° °
DCGT11T302M-FS-P | 0.2* ) ) ) ®
Finish Cutting] DCGT11T304M-FS-P | 0.4* (] (J () ®
FV DCMT070202-FV 0.2 (X AA e oo ° LX)
DCMT070204-FV 0.4 (X ) AA e oo ) (X )
K Y DCMT070208-FV 0.8 ) A ) (X )
# DCMT11T302-FV 0.2 ) A ) (Y )
DCMT11T304-FV 0.4 (X ) AA e o0 ) LX)
Finish Cutting| DCMT11T308-FV 0.8 (X} AA e oo ] LX)
AZ DCGT070202-AZ 0.2 )
DCGT070204-AZ 0.4 )
J DCGT11T302-AZ 0.2 )
Medium Cuting ~ DCGT11T304-AZ 0.4 )
Finish Cutting| DCGT11T308-AZ 0.8 °
* Indicates the maximum value of the corner R. ® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o S S

‘a 55 WITH HOLE
@ : 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 €0 € CEOG|w 35|85 €|00G|O|IG & O
Workpiece M | Stainless Steel co¢Cc O ( 2 (€557 15 I (Gl [G] I (@) &
Material K | CastlIron [ 41 I Gle Ol0] 1O e)lc]e)
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G
Coated Soated 1oume|  Carbide
sh RE muﬂnﬂmmmoommmmc Nﬂuﬂ'ﬂmmmml—u_l— 0 0 10|10
ape OrderNumber | () |SENS8SS83sagSgoNa s e ESNz=2A382 0o
R R R R R R R N S P A ==t
=2 =2==DDD0=2E==2=2DD=2======>>>D=d>>|ZZSXDI I+
R/L-F |DCGT070202R-F 0.2 ° ° °
DCGT070202L-F 0.2 [ [ () °
DCGT070204R-F 0.4 [ () ®
i DCGT070204L-F 0.4 ° ° ° °
DCGT11T302R-F 0.2 () () ®
DCGT11T302L-F 0.2 [ () ® ®
DCGT11T304R-F 0.4 [ ® ®
Finish Cutting| DCGT11T304L-F 0.4 () [ () ®
R-SRF |[DCGT11T301MR-SRF | 0.1* [ ®
DCGT11T302MR-SRF | 0.2* [ ()
a DCGT11T304MR-SRF | 0.4* [ ®
Finish Cutting
LP DCMT070202-LP 0.2 ()
DCMT070204-LP 0.4 O0AA A ® ®
E DCMT070208-LP 0.8 O0AA A ° °®
— DCMT11T302-LP 0.2 ( X )
DCMT11T304-LP 0.4 OO0AA A ® ()
Light Cutting | DCMT11T308-LP 0.8 O0AA A () ()

LM DCMT070202-LM 0.2 LX) ®

DCMT070204-LM 0.4 (X X ) [ X )

,/ﬂ/// DCMT070208-LM 0.8 (X X ) ([ X )

é : DCMT11T302-LM 0.2 ( X ) ()
DCMT11T304-LM 0.4 (X X ) [ X )

Light Cutting | DCMT11T308-LM 0.8 (X X ) [ X )

LS DCMTO070202-LS 0.2 (XX °
DCMT070204-LS 0.4 (X X ) ()
DCMT070208-LS 0.8 ®
DCMT11T302-LS 0.2 [ X X ) ()
DCMT11T304-LS 0.4 (X X ) ()

Light Cutting| DCMT11T308-LS 0.8 (X X ) °

LS DCGT070201M-LS 0.1* (XX °

DCGT070202M-LS 0.2* (X X ) ®

g DCGT070204M-LS 0.4* 00 °
DCGT11T301M-LS 0.1* (X X ) ®
DCGT11T302M-LS 0.2* [ X X ) ()

Light Cutting| DCGT11T304M-LS 0.4* 00 °

LS-P |DCGT0702V5M-LS-P| 0.05* ()

DCGT070201M-LS-P | 0.1* |@ [ ® ()
DCGT070202M-LS-P | 0.2* |® [ ) ®

g DCGT070204M-LS-P |0.4* |® ° ° °
DCGT11T301M-LS-P | 0.1* |®@ () () ®
DCGT11T302M-LS-P | 0.2* |@ [ () ()

Light Cutting| DCGT11T304M-LS-P | 0.4* |@ [ o °

* Indicates the maximum value of the corner R. ® = NEW
@ : Inventory maintained in Japan. —

A : Inventory maintained in Japan. To be replaced by new products.
37 (10 inserts in one case)



@ : 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 €0 € CHOCHR 6|8 €|0|0CG|IO0G & O
OTDIOcS M | Stainless Steel cocCEO% ([ 2 G|H|18|1E OO 1O a5
Material K | Castlron [ 4 37 Gl$ Olo] 1O OGO
N Non-ferrous Metal GO
S | Heat Resistant Alloy, Titanium Alloy €O ¢C s CH o¢c G
Coated Soated |pome|  Carbide
Sh RE mNﬂNﬂmmm oWV Nﬂ'ﬂ'ﬂmmmml—u_l— n [T}
ape OrderNumber | () o= SN8 28N i8 wo-Nas o e esNz==QARS2 50
58888EEEL558550883288  anaong|SaPEEcEr
S =S=S=SDDD====DD==ES====>>>D=<>>|Z2Z/=SXDI I
SV DCMT070202-SV 0.2 A [ (] 10X
DCMT070204-SV 0.4 AA () () LX)

E DCMT070208-SV 0.8 AA () () LX)
DCMT11T302-SV 0.2 AA () [ LX)
DCMT11T304-SV 0.4 AA () [ LX)

Light Cutting | DCMT11T308-SV 0.8 AA () ® oee0
SW DCMX070202-SW 0.2 ()
DCMX070204-SW 0.4 ®
zzu | DCMX070208-SW 0.8 ®

@ DCMX11T302-SW 0.2 ®
DCMX11T304-SW 0.4 ()

Light Cutting | DCMX11T308-SW 0.8 ®

R/L-SS | DCGT0702V3R-SS 0.03 ()
DCGT0702V3L-SS 0.03 ()
DCGT070201R-SS 0.1 ()
DCGT070201L-SS 0.1 ®
DCGT070202R-SS 0.2 ()
DCGT070202L-SS 0.2 [
DCGT11T3V3R-SS | 0.03 ()
DCGT11T301R-SS 0.1 ®

M / |DCGT11T302R-SS | 0.2 °
W= |DCGT070201MR-SS | 0.1* |@
DCGT070201ML-SS | 0.1* |®
DCGT070202MR-SS | 0.2* |®
DCGT070202ML-SS | 0.2* |®@
DCGT11T301MR-SS | 0.1* |@
DCGT11T301ML-SS | 0.1* |@
DCGT11T302MR-SS | 0.2* |@
DCGT11T302ML-SS | 0.2* |®
DCGT11T304MR-SS | 0.4* |®
Light Cutting | DCGT11T304ML-SS | 0.4* |@
MP DCMT070202-MP 0.2 ( X )
DCMT070204-MP 0.4 O0AA A ® ()
DCMT070208-MP 0.8 O0AA A ® ®
AS/} DCMT11T302-MP 02 | @@
| DCMT11T304-MP 04 | @®@AA A ° °
DCMT11T308-MP 0.8 O0AA A ® ®
Medium Cutting]| DCMT11T312-MP 1.2 (X )
MM DCMT070202-MM 0.2 (X ) ®
DCMT070204-MM 0.4 (X X ) [ X )
:A/r- gﬁml:);IOZOS-MM 0.8 (X X ) [ X )
_ T302-MM 0.2 (X ) ®
DCMT11T304-MM 0.4 (X X ) [ X )
Medium Cutting]| DCMT11T308-MM 0.8 (X X ) [ X )
% Indicates the maximum value of the corner R. e = @

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts
TYPE INSERTS
.055° D WITH HOLE

@ : 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 CEEREE sz lsleloocloc] | |&] | o
Workpiece M | Stainless Steel cocC O [ 2 Cl@|8H 00 1O &
Material K | Castlron cec s Gl& Ol0] 10 @|0G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €0 ¢ e CH ocC G
Coated Soated ool Carbide
NEW NEW NEW NEW NEW
588 R R oo hno883 88 anslanriSYCEEEEL
=2 ===DD0=2E==2=2DD 2= ====>>>D=d>>|ZZ|SXDI I+
MK DCMT070202-MK 0.2 (X X )
DCMT070204-MK 0.4 (X X )
0 DCMT070208-MK 0.8 (X X )
DCMT11T302-MK 0.2 (X X )
DCMT11T304-MK 0.4 (X X )
Medium Cutting]l DCMT11T308-MK 0.8 (Y X )
MS DCMT070202-MS 0.2 ()
DCMT070204-MS 0.4 (X X ) ®
DCMT070208-MS 0.8 (X X ) °
5 DCMT11T302-MS | 0.2 °
DCMT11T304-MS 0.4 (X X ) ®
DCMT11T308-MS 0.8 (X X ) ®
Medium Cuttingl DCMT11T312-MS 1.2 (X X ®
Standard| DCMT070202 0.2 AA [ (X (X ) )
DCMT070204 0.4 AAA ° ® (X} (X} ®
B DCMT070208 0.8 A () (X} (X J
A% | DCMT11T302 0.2 AA ° o0 (oo o
DCMT11T304 0.4 AAA ) [ (X} (X J ®
DCMT11T308 0.8 AAA o () (X} (X} ®
Medium Cuting| DCMT11T312 1.2 A
MV DCMT070202-MV 0.2 00 A AA AO® ° oo o000
DCMT070204-MV 0.4 00 A AA AO® © ) o0 oeoeo
DCMT070208-MV 0.8 00 A AA e o [ o0 oeo
g DCMT11T302-MV 0.2 00 A AA A0 [ o0 oeo
DCMT11T304-MV 0.4 00 A AA AO® © () o0 oeo
Medium Cuting|l DCMT11T308-MV 0.8 00 A AA AOG® O ([ o0 o000
R/L-SR | DCET0702V3R-SR 0.03* [ () ®
DCET0702V3L-SR 0.03* [ ® ®
DCET070201R-SR 0.1* [ () ()
DCET070201L-SR 0.1* [ () ®
DCET070202R-SR 0.2* () () ®
DCET070202L-SR 0.2* [ () ®
DCET070204R-SR 0.4* [ () ®
(] 7 DCET070204L-SR 0.4* [ ® ®
DCET11T3V3R-SR 0.03* [ ® ®
DCET11T3V3L-SR 0.03* [ () ()
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 Y ° PS
* Indicates the maximum value of the corner R. ® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
39 (10 inserts in one case)



@ : 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)

Steel €@ € GO C|H ®| 85| €00 C|I0G S O
Stainless Steel COCEO% ( 2 Gl@®®El OO0 1O &

Cast Iron ¢cec Glés Ol0] 1O OGO
Non-ferrous Metal GO

Heat Resistant Alloy, Titanium Alloy €O ¢C e CH [ J( G

Soated |pome|  Carbide

Workpiece
Material

mWZX=ET

Q
o
o
=
[}
Q

=
&
=
&
=
=
=
=
=
s
=
=
&
=

RE

Shape Order Number
(mm)

MC6115
MC6125
MC6015
MC6025
UE6105
UE6110
UE6020
MS7025
MC7015
MC7025
MP7035
US7020
US735
MC5105
MC5115
MC5125
MS9025
MP9005
MP9015
MP9025
VP10RT
VP15TF
VP30RT
UP20M
MP3025
AP25N
VP25N
VP45N
NX2525
NX3035
MT9005
RT9010
UTI20T
HTIOST
HTI10
TF15

SMG |DCGT070201M-SMG | 0.1*

DCGT070202M-SMG | 0.2*

/6.1 DCGT070204M-SMG | 0.4~
——— DCGT11T301M-SMG | 0.1*

DCGT11T302M-SMG | 0.2*

® ® e & o ®|MS6015

Medium Cutting| DCGT11T304M-SMG | 0.4*

R/L-SN [DCGT0702V3R-SN [ 0.03

DCGT070201R-SN 0.1

DCGT070202R-SN 0.2

DCGT070202L-SN 0.2

DCGT11T3V3R-SN [ 0.03

DCGT11T3V3L-SN 0.03

DCGT11T301R-SN [ 0.1

DCGT11T301L-SN 0.1

DCGT11T302R-SN [ 0.2

DCGT11T302L-SN 0.2

5 DCGT11T304R-SN [ 0.4

DCGT11T304L-SN 0.4

DCGT070201MR-SN | 0.1*

DCGT070201ML-SN | 0.1*

DCGT070202MR-SN | 0.2*

DCGT070202ML-SN | 0.2*

DCGT070204MR-SN | 0.4~

DCGT11T301MR-SN | 0.1*

DCGT11T301ML-SN | 0.1*

DCGT11T302MR-SN | 0.2*

DCGT11T302ML-SN | 0.2*

DCGT11T304MR-SN | 0.4~

Medium Cutting| DCGT11T304ML-SN | 0.4*
* Indicates the maximum value of the corner R. ® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts
TYPE INSERTS
A055° D WITH HOLE

@ : 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 €0 € CEOGIw 3|8 €|00G|O0|IG & O
) M | Stainless Steel co¢Cc O ( Cl&|®|% |00 (O &
vorkpiece | ¢ | castron cex Gle oo lo #loclo
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G
Coated Soated 1oume|  Carbide
NEW NEW NEW NEW NEW
R R R R R R L N e 5 [ = =y
S =E==DDD0=2E==2=2DD=2======>>>D=d>>|ZZSXDI I -
R/L-SN [ DCET070200R-SN 0.0* () () ®
DCET070200L-SN 0.0* [ () °
DCET0702V3R-SN 0.03* [ () ()
DCET0702V3L-SN 0.03* [ () ®
DCET070201R-SN 0.1* [ () ®
DCET070201L-SN 0.1* [ ® ®
DCET070202R-SN 0.2* [ ® ()
DCET070202L-SN 0.2* [ ® ®
DCET070204R-SN 0.4* [ () °
g DCET070204L-SN 0.4* [ () ®
DCET11T300R-SN 0.0* [ ® ®
DCET11T300L-SN 0.0* [ ® ®
DCET11T3V3R-SN 0.03* [ ® ®
DCET11T3V3L-SN 0.03* () ® ()
DCET11T301R-SN 0.1* [ ® ®
DCET11T301L-SN 0.1* [ () ()
DCET11T302R-SN 0.2* [ () ®
DCET11T302L-SN 0.2* [ () ®
DCET11T304R-SN 0.4* [ ® ®
Medium Cutting]| DCET11T304L-SN 0.4* (] [ J °
R/LW-SN|DCET0702V3RW-SN | 0.03* ()
_____ | DCET0702V3LW-SN | 0.03* ®
g DCET11T3V3RW-SN | 0.03* [
Medium Cutting DCET11T3V3LW-SN | 0.03* ()
(Wiper)
Flat Top | DCMWO070204 0.4 (X X ) ®
DCMW11T304 0.4 (X X ) e o
’ DCMW11T308 0.8 XY °
Flat Top | DCGW070200 0.0 ®
DCGWO0702V5 0.05 ®
DCGW070201 0.1 ()
P » | DCGW070202 0.2 ®
J DCGW11T300 0.0 ®
DCGW11T3V5 0.05 ()
DCGW11T301 0.1 ®
DCGW11T302 0.2 ®
DCGW11T304 0.4 ®
* Indicates the maximum value of the corner R. ® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
41 (10 inserts in one case)



WITH HOLE

600 T TYPE 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 €0 € KOG | ¥ [<5|€|0|0G|0|IG £ O
. M | Stainless Steel cocC O [ 3 Cl|&|81E OO0 |O &
Wﬁ;ﬁgﬁ;ﬁe K | Castlron ces Gles olo] o Hllellce)
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢CECH ocC G
Coated Soated |omel  Carbide
RE mNﬂ'ﬂmmm oVwWvwWLL o Nﬂrﬂ"ﬂmmmml—u_l— n 7o s 2]

S OrderNumber | (mm) |SES =882 8as a8 e NassdppaSaz2a308 280
Attt R R N R e =t
=2 ===DD0=2E==2=2DD === ====>>>D=d>>|ZZ|SXDI I+

FP TCMT090202-FP 0.2 OOAA A ° °

. TCMT090204-FP 0.4 O0AA A () °
A TCMT110202-FP 02 | ®®AA A ° °
TCMT110204-FP 0.4 O0AA A () ®
Finish Cutting| TCMT16T304-FP 0.4 OO0AA A ° °
FM TCMT090202-FM 0.2 [
TCMT090204-FM 0.4 ®
A TCMT110202-FM | 0.2 o
TCMT110204-FM 0.4 ()
Finish Cutting| TCMT16T304-FM 0.4 ()

FV TCMT110204-FV 0.4 (] A o eofee

A TCMT16T304-FV 0.4 () A ® (X}

=

Finish Cutting
AZ TCGT110202-AZ 0.2 ®
TCGT110204-AZ 0.4 ()

B oo o} :

— - .

Medium Cuting — TCGT16T304-AZ 0.4 ®

Finish Cutting | TCGT16T308-AZ 0.8 ®

R/L-F [TCGT0601V3L-F 0.03 ()

TCGT060101L-F 0.1 ) ()
TCGT060102R-F 0.2 [ () ®
TCGT060102L-F 0.2 [ () ®
TCGT060104R-F 0.4 () ®
6 TCGT060104L-F 0.4 [ () ®
TCGT060101MR-F 0.1* |®
TCGT060101ML-F 0.1* |®@
TCGT060102MR-F 0.2* |®
TCGT060102ML-F 0.2* |®
TCGT060104MR-F 04* |®
Finish Cutting| TCGT060104ML-F 04* |@
LP TCMT090204-LP 0.4 OOAA A ° °
TCMT090208-LP 0.8 O0AA A ) ()
/S TCMT110204-LP 0.4 OO0AA A () ()
— [TCMT110208-LP 0.8 OO0AA A () ()
TCMT16T304-LP 0.4 OO0AA A ® ()
Light Cutting]| TCMT16T308-LP 0.8 OO0AA A o °
* Indicates the maximum value of the corner R. ® = NEW

I

Please refer to the general catalogue for CBN & PCD inserts.
e
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Boring Bar for Machining Small Parts

o

A 60 WITH HOLE
@ : 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 OO EEEEE &l (e|el0jo|cloc @ )
) M | Stainless Steel cocC O ([ 3 Cl|@®|8iE OO0 |O &
W“‘,f;‘ié’fa‘fe K | Castlron ce s Gl® olo| [0 e]lcl®)
N | Non-ferrous Metal G|O

S | Heat Resistant Alloy, Titanium Alloy €0 ¢ T CH ocC G
Coated Soated ool Carbide
NEW NEW INEW NEW NEW
R R R R EERE N L 1 = = =p
== === DDD=E===DD == ====>> >0 =A< >>|Z2ZI=EXDI I -

LM TCMT090204-LM 0.4 [ X} [ )

TCMT090208-LM 0.8 [ X ®

/\ TCMT110204-LM 0.4 o0 °
'a' TCMT110208-LM 0.8 [ X} [ )
TCMT16T304-LM 0.4 [ X} ®

Light Cutting[ TCMT16T308-LM 0.8 (X} ()

LK TCMT110202-LK 0.2 o0 0

TCMT110204-LK 0.4 o000
A TCMT110208-LK 08 Y
Light Cutting
LS TCMT090202-LS 0.2 (X X )
E TCMT110202-LS 0.2 000 )
Light Cutting
SW TCMX090204-SW 0.4 ()
g! \ TCMX110204-SW 0.4 ()
Light Cutting
(Wiper)

MP TCMT090204-MP 0.4 OO0 AA A ® ®
TCMT090208-MP 0.8 OO0 AA A ® ()
TCMT110202-MP 0.2 (X}

@ TCMT110204-MP 04 | @@AA A ° °
o= | TCMT110208-MP 0.8 OO0 AA A ® ®
TCMT16T304-MP 0.4 QOAA A () ()
TCMT16T308-MP 0.8 O0AA A () ()

Medium Cutting]| TCMT16T312-MP 1.2 OO0AA A ) )

MM TCMT090204-MM 0.4 [ X} [ )
TCMT090208-MM 0.8 [ X} [ ]
TCMT110204-MM 0.4 [ X} [ )

A TCMT110208-MM 0.8 [ X} [ )
S I TCMT16T304-MM 0.4 [ X} [ )
TCMT16T308-MM 0.8 [ X} ()

Medium Cutting| TCMT16T312-MM 1.2 [ X} [ )

MK TCMT110204-MK 0.4 00

TCMT110208-MK 0.8 o000

A TCMT16T304-MK | 0.4 Y

TCMT16T308-MK 0.8 o000

Medium Cutting| TCMT16T312-MK 1.2 (X X
® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
43 (10 inserts in one case)



@ : 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 € 0 € GBOG|IE |85 €|0/0C|I0|IG @ O
Workpiece M | Stainless Steel [ 30 J IE G2 [ 2 Gl@®EH 00 1O &
Material K | Castlron ¢c e Gl O|0| O ellc][e)
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €0 ¢C e CHH oc G
Coated Soated Ioomet|  Carbide
sh RE mNﬂ’ﬂmmmcommmmo NﬂNﬂNﬂmmmml—ml— ) 10 1|1
e OrderNumber | (mm) [SES eSS Sas a8 pocddssanpaSazz2a982 0o
R PRI R R A PR DR S ==
=S =S==DDD====SDD==ES====>>>D=<>>|Z2Z=SXDI I
MS TCMT090204-MS 0.4 (X X ) )
TCMT090208-MS 0.8 (X X} ®
TCMT110204-MS 0.4 o000
TCMT110208-MS 0.8 (X X}
TCMT16T304-MS 0.4 000 °
TCMT16T308-MS 0.8 (X X J ()
Medium Cutting| TCMT16T312-MS 1.2 00 )
Standard| TCMT090204 0.4 AA [ o0 (X ) ()
TCMT110202 0.2 AA ° (] (X} LX)
’ TCMT110204 0.4 AAA ° ® [ X ) LX) ()
A TCMT110208 0.8 AA o |o
S TCMT16T304 0.4 AAA ) ° ) o0 °
TCMT16T308 0.8 AAA [} ([ [ X ) ( X ) [ ]
Medium Cutting| TCMT16T312 1.2 A
Flat Top | TCMW110204 0.4 (X X J ()
TCMW16T304 0.4 (X X} ()
A TCMW16T308 0.8 Y °
TCMW16T312 1.2 o000
Flat Top | TCGW110201 0.1 (]
TCGW110202 0.2 ()
TCGW110204 0.4 (X )
TCGW110208 0.8 ®
TCGW110204E 0.4 ®
TCGW110208E 0.8 ®
o = e

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o

A 60 WITH HOLE
@ : 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 EE s|slsle/ooclole| | |# | o
Workpiece M | Stainless Steel coeC O [ 3 Gl@&|81EB| |00 [O &
Material K | Castlron cece (€] O|o] 10 &0|G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢C T CH [ [ 3 G
Coated Soated |omel  Carbide
NEW NEW INEW NEW NEW
R R R R ERE N N 1 = = =
=== DDD=E===DD == ====>>>D=d>>|Z2ZI=EXDI I -
FM | TPMH090202-FM 0.2 °
\ TPMH090204-FM 0.4 °
é TPMH110302-FM 0.2 °
” | TPMH110304-FM 0.4 °
Finish Cutting| TPMH110308-FM 0.8 °
FV TPMH080202-FV 0.2 ) A ) ° (Y}
TPMH080204-FV 0.4 ° A o |o o0
A TPMH090202-FV 0.2 ° A e o0 (o o0
A%\ | TPMH090204-FV 0.4 ° A o o0 o o0
S [ 7pMH110302-FV |02 ° A o |o oo
TPMH110304-FV 0.4 ° A e o0 (o o0
Finish Cutting| TPMH110308-FV 0.8 ° A o o0 [0 (X
FS |TPMH090202-FS 0.2 °
\ TPMH090204-FS 0.4 °
}. | TPMH110302-Fs 0.2 °
TPMH110304-FS 0.4 °
Finish Cutting| TPMH110308-FS 0.8 °
R/L-FS | TPGH080202R-FS 0.2 ° ° °
TPGH080202L-FS |0.2 o |e0 |0 °
TPGH080204R-FS | 0.4 ° ° °
TPGH080204L-FS |04 o |ee |0 °
TPGH090202R-FS | 0.2 ° ° °
& TPGH090202L-FS [ 0.2 o oo o °
S | TPGH090204R-FS | 0.4 ° ° °
TPGH090204L-FS |04 o |e0 |0 °
TPGH110302R-FS | 0.2 ° ° °
TPGH110302L-FS | 0.2 o |ee |0 °
TPGH110304R-FS | 0.4 ° ° °
Finish Cutting]| TPGH110304L-FS 0.4 () (X} ° )
® = NEW

@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
45 (10 inserts in one case)



@ : 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 €@ € CHBOGISH &|8(|€|0|0|CG|I0G % @)
Workpiece M | Stainless Steel cocC O [ GlE|8E 00 [O &
Material K | Castlron [ [ 3E7 (CIE:3 O|0| 1O &|O|G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €0 ¢ 8 CH o¢c G
Coated Soated |pome|  Carbide
NEW NEW NEW NEW NEW
Shape | OrderNumber | (U |2 @R AL O L 28R, BRRL B O ELE SRR 080k
R R R EEE L N O R L A=t
== ==E=DDD=E===DD === ====>>>D=d>>|2Z|=SXDI I -
R/L TPGX080202R 0.2 [ J
TPGX080202L 0.2 () e o
TPGX080204R 0.4 () °
TPGX080204L 0.4 ( [ e o
TPGX090202R 0.2 [}
TPGX090202L 0.2 () e o
4 TPGX090204R 0.4 () ()
B, |Trexosozoa 0.4 . o | o o
TPGX090208R 0.8 °
TPGX090208L 0.8 ® °
TPGX110302L 0.2 [} e o
TPGX110304R 0.4 [} [} (]
TPGX110304L 0.4 (] () e o
TPGX110308R 0.8 () ()
Finish Cutting]| TPGX110308L 0.8 [ [ (XX
L TPMX090204L 0.4 ()
TPMX110304L 0.4 ()

Finish Cutting

LP | TPMH080202-LP 0.2 °
TPMH080204-LP 0.4 °
TPMH090202-LP 0.2 °
TPMH090204-LP 0.4 °
TPMH110302-LP 0.2 °
TPMH110304-LP 0.4 °
Light Cutting| TPMH110308-LP 0.8 °
LM | TPMH090202-LM 0.2 o0 °
TPMH090204-LM 0.4 o0 °
A TPMH110302-LM 0.2 o0 °
TPMH110304-LM 0.4 o0 °
Light Cutting| TPMH110308-LM 0.8 ) °
LK |TPMH110302-LK 0.2 Y
TPMH110304-LK 0.4 Y
A TPMH110308-LK 0.8 (Y X

Light Cutting
LS |TPMH090202-LS 0.2
TPMH090204-LS 0.4

A TPMH110302-LS 0.2
TPMH110304-LS 0.4

Light Cutting | TPMH110308-LS 0.8

® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o

A 60 WITH HOLE
@ : 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 N CEEREE s|¢lsle/ooclole| | |# | o
) M | Stainless Steel cocC O [ 3 Cl|@&|®iE OO0 |O &
viorkpiece | ¢ | castron cesx Gls ol lo #lolclo

N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢ T CH [ [ 3 G
Coated Soated ool Carbide
NEW NEW INEW NEW NEW
b R R R R N R PR A b
E==S==DDD=E===DD == ====>>>D=d>>|Z2ZI=EXDI I -
SV | TPMH080202-SV 0.2 A A ° o |o o0
TPMH080204-SV 0.4 A A ° o |0 eoloe
A | TPMH090202-SV 0.2 A A ° o |o o0
@ TPMH090204-SV | 0.4 A A ° o |0 oloe
TPMH110302-SV 0.2 A A ° o |0 oloe
TPMH110304-SV 0.4 A A ° o |0 oloe
Light Cutting| TPMH110308-SV 0.8 A A ° e |0 eoloe
SW | TPMX090202-SW 0.2 °
, TPMX090204-SW 0.4 °
& TPMX090208-SW 0.8 °
> | TPMX110302-SW [ 0.2 °
Light Cutting| TPMX110304-SW 0.4 °
(Wiper) | TPMX110308-SW 0.8 °
Standard | TPMX110304 0.4 () (X )
TPMX110308 0.8 ° o0
Y-
Medium Cutting
MV | TPMH080202-MV 0.2 ® A A ° o |o o0
TPMH080204-MV 0.4 ® A A AO® @ o |ee ooe
TPMH090202-MV 0.2 ® A A ° o |o o0
A TPMH090204-MV 0.4 ® A A A0 @ o |e0 ofoe
&> | TPMH090208-MV 0.8 ® A A ° o |o °
TPMH110302-MV 0.2 ® A A ° o |ee ooe
TPMH110304-MV 0.4 ® A A AO® @ o |oe ooe
Medium Cutting]| TPMH110308-MV 0.8 ® A A AO® © ° oo ojoo
Flat Top | TPGX080202 0.2 °
TPGX080204 0.4 o o ° o o
TPGX080208 0.8 ° o o
TPGX090202 0.2 °
@™ | TPGX090204 0.4 d L o o
W 1 TPGX090208 0.8 ° ° o o
TPGX110302 0.2 °
TPGX110304 0.4 o o ° Y
TPGX110308 0.8 ° ° Y
® = NEW

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



’ 35° V WITH HOLE
@ : 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(¢Cs0Cs &8¢ €|0|0|CloG ) @)
) M | Stainless Steel cocC O ([ 3 Cl|@®|®iE OO0 |O &
viorkpiece | i | castron cesx Gls ol lo #lolclo

N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢ T CH ocC G
Coated Soated ool Carbide
RE mNﬂuﬂlﬂlﬂ nwLww NﬂNﬂNﬂmmmml—u_l— wn n
Shape OrderNumber | () [S=S oS82 8N SN 8 R po NS NebesNzz2Q882 0
888N nobEnn000s e nae s Ny NSRREEEY
=== ==DDD=E===DD == ====>>>D=d>>|Z2ZI=EXDI I -
FP VBMT110302-FP 0.2 00AA A () )
VBMT110304-FP 0.4 00AA A ® °
<& |VBMT110308-FP 08 | ®@AA A ° °
VBMT160404-FP 0.4 00AA A () ()
Finish Cutting| VBMT160408-FP 0.8 OO0 AA A () o
FM VBMT110302-FM 0.2 [ X )
VBMT110304-FM 0.4 [ X )
VBMT110308-FM 0.8 o0
<7 [\BuT16040a-FM |04 oo
VBMT160408-FM 0.8 [ X )
Finish Cutting] VBMT160412-FM 1.2 o
FS VBMT110302-FS 0.2 ®
VBMT110304-FS 0.4 ()
VBMT110308-FS 0.8 ()
ﬁ VBMT160404-FS 0.4 ()
VBMT160408-FS 0.8 ()
Finish Cutting| VBMT160412-FS 1.2 ()
FV VBMT110304-FV 0.4 [} A e oo (X))
VBMT110308-FV 0.8 (] A [ ] LX)
& 557 | VBMT160404-FV 0.4 ° A o oo o0
VBMT160408-FV 0.8 () A e oo o0
Finish Cutting
R/L-F [VBGT110302R-F 0.2 ° (Y ) ° °
VBGT110302L-F 0.2 ([ ] [ X ) () ()
VBGT110304R-F 0.4 [ ] [ ® ()
VBGT110304L-F 0.4 () [ ® ()
= VBGT160402R-F 0.2 ) ) ) )
VBGT160402L-F 0.2 () [ ® ()
VBGT160404R-F 0.4 ([ ] [ () (]
Finish Cutting]| VBGT160404L-F 0.4 () [ ® ()
LP VBMT110304-LP 0.4 OOAA A ) °
VBMT110308-LP 0.8 00AA A () ®
A7 | VBMT160404-LP 04 | @®@AA A ° °
VBMT160408-LP 0.8 00AA A () ()
Light Cutting
LM VBMT110304-LM 0.4 0o o0
VBMT110308-LM 0.8 (XX} (X )
-~ VBMT160404-LM 0.4 (XX} ®
VBMT160408-LM 0.8 (X X} ®
Light Cutting| VBMT160412-LM 1.2 ( X )
® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

4’35° V

TYPE INSERTS
WITH HOLE

@ : 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 €0 € CEOG|w 3|8 [<|€|0/0G|O|IG & O
) M | Stainless Steel co¢Cc O ( Cl&|®8|% OO0 [O &

viorkpiece | ¢ | castron cex Gle oo lo #loclo
N | Non-ferrous Metal GO

S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G

Coated Soated 1oume|  Carbide

NEW NEW INEW NEW NEW

bttt R R R R N R R =
=2 =2==DDD0=2E==2=2DD0 === ====>>>D=d>>|ZZSXDI I+

LS VBMT110302-LS 0.2 (XX °
VBMT110304-LS 04 [ X X ) )

___ | vBMT110308-LS 0.8 (X X ) )
&7 |yBMT160404-LS |04 XY °
VBMT160408-LS 0.8 (X X ) )

Light Cutting | VBMT160412-LS 1.2 ()

SV VBMT110304-SV 0.4 A () )
VBMT110308-SV 0.8 A ) )
VBMT160404-SV 0.4 A [ [
VBMT160408-SV 0.8 A ) ®

Light Cutting

MP VBMT160404-MP 0.4 OO0AA A () )

VBMT160408-MP 0.8 O0AA A ® )
-
Medium Cutting

MM VBMT160404-MM 0.4 ([ X ) )

VBMT160408-MM 0.8 (X} )
Medium Cutting

MK |[VBMT160404-MK 0.4 (X X

VBMT160408-MK 0.8 (X X )
Medium Cutting

MS | VBMT160402-MS 0.2 (XX °

VBMT160404-MS 04 (X X ) )
&7 | VBMT160408-MS 0.8 X °
VBMT160412-MS 1.2 (X X ) ()
Medium Cutting
Standard | VBMT160404 0.4 A
VBMT160408 0.8 A
Medium Cutting
MV | VBMT110304-MV 0.4 ® A A A0 o ° oo oloo
VBMT110308-MV 0.8 ® A A e o () oo oeo
&= |VBMT160404-MV | 0.4 ® A A A0 o o |oo of0e
VBMT160408-MV 0.8 ® A A o o [ J o0 o000
Medium Cutting
o = New

@ : Inventory maintained in Japan.

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



@ : 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 N EEREE sissleloocloc] | & | o
. M | Stainless Steel cocCEO% ([ 2 G|E|18|1E OO 1O &
Workpiece | ¢ | Gast Iron cecx cls oo |o #lolelo
N Non-ferrous Metal (C][@)
S | Heat Resistant Alloy, Titanium Alloy €O ¢C e CH [ J( G
Coated Soated |pome|  Carbide
NEW NEW NEW NEW NEW
58888EEEL558550883888  anaons|SaPEEEEr
= =E=E=DDD=E===DD=E=E====>>>D|=d>>|2Z|=SXDI I
R/L-SR [VBET1103V3R-SR | 0.03* ° ° °
VBET1103V3L-SR 0.03* [ ® ®
VBET110301R-SR 0.1* [ ® ®
VBET110301L-SR 0.1* [ () °
— VBET110302R-SR 0.2* ) () ®
VBET110302L-SR 0.2* ) () ®
VBET110304R-SR 0.4* ) () ®
Medium Cutting]l VBET110304L-SR 0.4* [ [ ()
R/L-SN | VBET110300R-SN 0.0* [ () ®
VBET110300L-SN 0.0* [ ® ®
VBET1103V3R-SN 0.03* o () °
VBET1103V3L-SN 0.03* [ () ®
VBET110301R-SN 0.1* ) () ®
g VBET110301L-SN 0.1* ) ® ®
VBET110302R-SN 0.2* [ ® ()
VBET110302L-SN 0.2* [ ® ®
VBET110304R-SN 0.4* () ® ®
Medium Cutting]| VBET110304L-SN 0.4* [ [ ®
R/LW-SN | VBET1103V3RW-SN | 0.03* ()
| VBET1103V3LW-SN | 0.03* ()
= 4
Medium Cutting
(Wiper)
Flat Top | VBMW160408 0.8 (X X )
. 4
* Indicates the maximum value of the corner R. ® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

’ 35° V WITH HOLE
@ : 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 €0 € COC|% |8 |%|€|0|0C|I0|G & O
) M | Stainless Steel cocCc O ( Cl&|®8|%| |00 [O &
viorkpiece | ¢ | castron ces cls oo| |o 80/Glo
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy € 0¢CECH [ J( 3 G
Coated Soated 1oume|  Carbide
RE | BT NEW NEW NEW]
VLV OV VLVLLLLLELEF_|v 0 v
Shape OrderNumber | () [SE S SSESSsS8Syecdac N esNzz=QA38 2505
b PRIl g b R Do [tk by
SSSSS00D0=S==0D0S=5=5==5555|=<55Z2ZseSTTk
FM VCMT080202-FM 0.2 [ )
VCMT080204-FM 0.4 ()
Finish Cutting
FV VCMTO080202-FV 0.2 ® A A ° ° o0
VCMT080204-FV 0.4 ® A A [ () (X}
Finish Cutting
FS VCMT080202-FS 0.2 [
VCMT080204-FS 0.4 ()
Finish Cutting
LP VCMT080202-LP 0.2 ()
VCMT080204-LP 0.4 ()
Light Cutting
LM VCMT080202-LM 0.2 o
VCMT080204-LM 0.4 ()
Light Cutting
LS VCMT080202-LS 0.2 [
VCMT080204-LS 0.4 ()
Light Cutting
@ = NEW

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



@ : 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 N EEREE sz sleloocloc] | |&f | o
Workpiece M | Stainless Steel COo¢CEOX ( 2 GlE|8E 00 [O &
Material K | Castlron [ A1 3 Gl¥# O|lo| O e)c]e)
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢C s CH o¢c G
Coated Soated |pome|  Carbide
RE mNﬂNﬂmmm oLV NﬂNﬂrﬂmmmml—u_l— n 0 | W
Sl OrderNumber | () |SE S S8 8 2 Nas S8 yesdag P Naz2AR0 82800
b R R R R N R R =
== =E=E=DDD=E===DD === ====>>>D=d>>|2Z=SXDI I -
R/L-F |VCGT080202R-F 0.2 ® ° () ®
VCGT080202L-F 0.2 [ ® ® ®
& |VCGT080204R-F 0.4 ° o |o °
VCGT080204L-F 0.4 (] [ () °
Finish Cutting
SV VCMT080202-SV 0.2 A A ° o °
VCMT080204-SV 0.4 A A ® ® ®
Light Cutting
MV | VCMT080202-MV 0.2 o A A ° ° oo ooe
VCMT080204-MV 0.4 ® A A o o ® oo oeo
Medium Cutting
® = NEW

Please refer to the general catalogue for CBN & PCD inserts.
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Boring Bar for Machining Small Parts

o

A 80 WITH HOLE
@ : 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 €0 € CEOGE 5|8 [<5|€|0|0|G|O|IG & O
Workpiece M | Stainless Steel coCEO% ([ 2 G181l (OO0 1O a5
Material K | Castlron [ 3 3E7 Cl4 O|O] 10 &|0|G|IO
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €0 ¢CECH [ J( 3 G
Coated Soated loome|  Carbide
NEW NEW NEW NEW NEW
R EE RPN e g Syt s
=2 =2==DDD0=2E==2=2DD === ====>>>D=d>>|ZZ|SXDI I+
R/L WCGT020102R 0.2 Y
WCGT020102L 0.2 () °
h WCGT020104R 0.4 °
u WCGT020104L 0.4 ° °
WCGTL30202L 0.2 Y
Finish Cutting| WCGTL30204L 0.4 )

FV WCMT020102-FV 0.2

WCMT020104-FV 0.4

WCMTL30202-FV 0.2

WCMTL30204-FV 0.4

WCMT040202-FV 0.2

WCMT040204-FV 0.4

WCMTO06T302-FV 0.2

Finish Cutting| WCMT06T304-FV 0.4

Standard | WCMT020102-MP 0.2 (X}

WCMT020104-MP 0.4 (X

WCMTL30202-MP 0.2 ( X

WCMTL30204-MP 0.4 [ X

& WCMT040202-MP 0.2 [ X

WCMT040204-MP 0.4 o0

WCMT040208-MP 0.8 ®

WCMTO06T304-MP 0.4 (X

Medium Cutting| WCMTO06T308-MP 0.8 g

Standard | WCMT020102 0.2 AA ) (X)) (Y) )
WCMT020104 0.4 AA ° oo |oo o
WCMTL30202 0.2 A ° oo |oe o

& |wecMTL30204 0.4 A ° oo |oo o
A WCMT040202 0.2 AA ° o0 (oo o
SRR weMT040204 0.4 AA ° oo |ee o

WCMT040208 0.7 A
WCMTO06T304 0.4 AA ° oo |oe o
Medium Cutting| WCMTO06T308 0.8 AA ) (Y ) (Y °

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



Inserts for other types of boring bar

@ : 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)

Positive with Hole

P | Steel €0 € K OGH |85 €|0|0G|0|IG & O
) M | Stainless Steel coeC O [ 3 GlE|®8lEl (OO 1O &
viorkpiece | ¢ | castron ces Gls ol lo #lolelo
N | Non-ferrous Metal G|O
S | Heat Resistant Alloy, Titanium Alloy €O ¢ T CHE [ [ 3 G
Coated Soated Ioomet|  Carbide
o NEW NEW NEW NEW NEW
0nWLWLwWLwW 0 W LOLLLLOLLELE_|O n
Shape Order Number | () [SES S NS 2 8N SN8Suos NN SoNEEESNz=z2AAS 25,
B EERI T R R PR ER R S N E R ===
EEEEE:::EEEE::EEEEEEE>>>:E<>>zzEm:IIt
MM CCMT120404-MM 0.4 (X X} ®
, | CCMT120408-MM 0.8 (X X} [
E CCMT120412-MM 1.2 (X X J [
Medium Cutting
Flat Top [ TCGWO080201 0.1 ®
TCGWO080202 0.2 ®
TPMH160304-FV 0.4 () A e o0 |© (X}
Finish Cutting
LM TPMH160302-LM 0.2 LX) ®
TPMH160304-LM 0.4 (X ) ®
A TPMH160308-LM | 0.8 oo °
Light Cutting
LS TPMH160302-LS 0.2 ®
TPMH160304-LS 0.4 ()
A TPMH160308-LS | 0.8 °
Light Cutting
FM VCMT160404-FM 0.4 [ X )
VCMT160408-FM 0.8 [ X )
nZ
Finish Cutting
FS VCMT160404-FS 0.4 ()
VCMT160408-FS 0.8 ®
Finish Cutting
FS-P |VCGT110301M-FS-P | 0.1* [ ® ®
VCGT110302M-FS-P | 0.2* [ () ®
Finish Cutting

* Indicates the maximum value of the corner R. ® = NEW



. Boring Bar for Machining Small Parts

Inserts for other types of boring bar

@ : 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)

Positive without Hole

P | Steel € 0 € CHOCIm 5|85 €|0|0|GIO|G & O
) M | Stainless Steel coeC O [ 3 GlE|®8lE[ (OO 1O &
vorkpiece | ¢ | castron ces ales olo| o slo/clo
N | Non-ferrous Metal GO
S | Heat Resistant Alloy, Titanium Alloy [ 30 JF (€5 [ [ 3 G
Coated Soated Ioomet|  Carbide
NEW NEW NEW NEW NEW
R EEI T R R PR ERE S N S R ===
S =E==DDD 222200 2= ====>>>D|=d>>|ZZSXDI I
LM TPMR110304-LM 0.4 ([ ] (]
TPMR110308-LM 0.8 ([ ] ()
4\ |TPMR160304-LM |04 ° °
&= |TPMR160308-LM |08 ° °
Light Cutting
MM TPMR110304-MM 0.4 [ ] (]
TPMR110308-MM 0.8 ([ ] [}
/ . |TPMR160304-MM | 0.4 ° o
S | TPMR160308-MM 0.8 (] (]
Medium Cutting
® = NEW
@ : Inventory maintained in Japan.
A : Inventory maintained in Japan. To be replaced by new products.
(10 inserts in one case)
This brochure is published by
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Marunouchi Nijubashi Building 22F, 3-2-3, Marunouchi, Chiyoda-ku, Tokyo 100-8117, Japan
Overseas Sales Dept, European & American Region
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