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HOW TO READ THE STANDARD

OF TURNING INSERTS

@®How this section page is organized

@DOrganized according to turning insert shape.
(Refer to the index on the next page.)

Inserts are arranged in order of :
« Negative inserts (with hole=without hole)
« Positive inserts (with hole=without hole)

(@ Breakers are arranged in order of :
Finish Cutting—Light Cutting—>Medium Cutting
—Rough Cutting—Heavy Cutting

- @ Graph of chip control by work material

Shows recommended chip breakers and chip control range
according to work material and cutting application.

Graphs are colored according to cutting applications
(Finish=Light->Medium—Rough—Heavy)

and contain recommended breakers for each application.

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

GRADE APPLICATION RECOMMENDED

FOR EACH WORK MATERIAL

cutting conditions suitable for each type of work material
is shown as a general guide to select the grade.

@: Stable Cutting @: General Cutting ¥: Unstable Cutting
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PHOTO OF INSERT

INDICATION OF CHIPBREAKER
indicates the designation
for a chipbreaker.

PAGE REFERENCE
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‘“TECHNICAL DATA
indicates reference pages, on the right hand page of
each double-page spread.
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@To Order : Please specify insert number and grade.



TURNING TOOLS

INSERT STANDARDS
INSERT GRADES

IDENTIFICATION --erreeeerrressssssssssnnnnnnsansssssssssssssnnnnnnns A002
HOLE GEOMETRY :rressrreessrerassrmmasssrsmsssrmnnssrmnassarnnas A004
PRECISION BREAKER STANDARD ::+-ssesssessseess A008
TOOL NAVI rrreeesserrrmemnnsssnmmmmmmasmnirimnssssrsasssnes A013
OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING -+ A014
PRECISION BREAKER SYSTEM --+-=-resreresaranananns A030
WIPER INSERT - +++sssssssreessssssnsarssssssnsnssssssnnansssssnnanss A032
GRADES FOR TURNING -+-+=rssrermrrermrennnnnannanaas A034
TURNING APPLICATION RANGE -+++++ssssessseessecesse: A035
COATED CARBIDE (CVD) +++:eeseseasssssssssssssssssssenes A038
COATED CARBIDE (PVD) ++eesersssssssssssssssssnenes A040
CERMET ++rerreressasssssssssnnsmnnenmsmsssssssssssnsnnssnnssnssnssasssss A041
COATED CERNMET -+++rssssersrsserssssessssssrsssnsesssnsesssnnenas A042
CEMENTED CARBIDE -++++++ssrssssessssssrsssneesssssesssnnesas A043
MICRO-GRAIN CEMENTED CARBIDE ::++-ssesseens A044
CLASSIFICATION-:-+sssssreeerersssssssssssssnnnnnssnnenssssssssasas A046
RECOMMENDED CUTTING CONDITIONS -+ A080

STANDARD OF INSERTS
I'IEGATIVE INSERTS WITH HOLE

**RHOMBIC 80° ***=sssunsn A104

RHOMBIC 55° ==========" A112
ROUND ++sssssssnnssnrens A119
+:*SQUARE 90° ++++ssssssss A120
***TRIANGULAR 60° ==*==* A126
-*RHOMBIC 35° +=sssssenss A134

**TRIGON 80° **+ssssnuuunn A138

I'IEGATIVE INSERTS WITHOUT HOLE

KN >TYPE-:--PARALLELOGRAM 55°++ A143
CN \'TYPE"'RHOMBIC 800 serusraruas A144
SN: YPE-::*SQUARE 90° =+++++s222 A145
TN TYPE-""TRIANGULAR 60° ===+~ A146
l’OSITIVE INSERTS WITH HOLE

CC i TYPE--"RHOMBIC 80° :++=+=++: A147
CP i TYPE-"-"RHOMBIC 80° :++=+=++:- A156
O ***RHOMBIC 55° »====ssuss= A1 58
***RHOMBIC 55° »=++ssssss» A166

***SQUARE 90° »=+ss=ssasss A1 68

***SQUARE 90° »=+ss=ssasss A1 70

***TRIANGULAR 60° =+===- A171

**TRIANGULAR 60° =+===- A175

***TRIANGULAR 60° =-===- A176

***RHOMBIC 35° »ssnnsnnss A1 79

***RHOMBIC 35° *#=sunsnnss A1 84

***RHOMBIC 35° *+ssnsnnss A1 37

***RHOMBIC 35° »==sssussss A1 88

***TRIGON 80° *+=rssnnsnnss A1 89

***TRIGON 80° *+=rssnnnnnssn A1 90

**TRIGON 80° *==rsrnnnnnes A191

¥ ***RHOMBIC 25° *+ssnnnnssn A1 92

IPOSITIVE INSERTS WITHOUT HOLE

RTG TYPE: -+« cserimiminiiiaiiaianae A193
SPTYPE *SQUARE 90° *=+=rsssasas A194
TC“TYPE-*TRIANGULAR 60° **++- A195
TP "TYPE-*"TRIANGULAR 60° === A196




TURNING INSERTS

A002

TURNING INSERTS

IDENTIFICATION

= T S
=
Symbol Insert Shape
Triangular insert with a facet
H Hexagonal O ° Ic (Secondary Cutting Edge)
O | Octagonal o
@ Symbol for Tolerance Class
P Pentagonal Q Detail of M Cl Insert Tol
8 | Tolerance of el @ Tolerance of car o ass nsert loerance
3 ; . :
S | Square O 3 Nose Height In(s:(i::(l:tl):d Thickness @®Tolerance of Nose He|ght M (|nc.:h) .
T Triangular A @ M (inch) IC (inch) S (inch) I.C. |Triangular| Square Rhgglb'c Rhgénobm Rhé)glbm Round
Cc Rhombic 80° Yav4 A +.0002 +.001 +.001 .250 | +.003 | £.003 | +.003 | +.004 | +.0063| -
D Rhombic 55° /7 F +.0002 +.0005 +.001 .375 | £.003 | £.003 | +.003 | +.004 |+.0063| -
— C +.0005 +.001 +.001 .500 | £.005 | +£.005 | +.005|+.006| - -
E | Rhombic 75 L "H | :o005 £.0005 £.001 625 | £.006 | +.006 | £.006|+.007| — | -
F Rhombic 50° LT E +.001 +.001 +.001 .750 | +.006 | +.006 | £.006 | +.007 | - -
M Rhombic 86° 7 G +.001 +.001 +.005 1.000 - |£007| - - - -
v Rhombic 35° Vo J +.002 +.002 +.005 1250 | - i.OOS. - | - | - -
- K * +.0005 +.002 — +.006 +.001 @ Tolerance of Inscribed Circle IC (inch)
W | Trigon A L* 001 £002-£006 | 001 | 1C. |Tienguler| Square | Rhgmbic [Rhombic RIOMBic o,
L | Rectangular CJ Mm% £003-+007 | £002-+006 | +005 [ 250 |+002|+.002 +.002|+002|+002| -
A | Parallelogram 85° | [ N* +003—+.007 | +.002—-+006 | +.001 .375 [£.002]+.002 | +.002 | +.002 | +.002 | +.002
B | Parallelogram 82° | [ U*| £.005—£.015 | +.003 — +.01 +.005 .500 | +.003 | +.003 |+.003 |+.003| — |+.003
o *As a rule, the sides of these inserts are as sintered. 625 | +.004 | £.004 | £.004 | +.004 - +.004
K Parallelogram 55° | £/ Tolerance differs with insert size. For the accuracy of 750 | £.004 | £.004 | £.004 | £.004| — |+.004
R Round O class M, refer to the table on the right. = — — —— —— ——
1.000 | - |+005| - - - | +.005
X Special = 1250 | — |+.006| - - - | +.006
@ Symbol for Insert Shape @ Symbol for Tolerance Class
I
I 1 @ | )
weio|T| [N [M] |G
wewo [ T| [N] [M] [G
[ ; 1 Q | @
@ Symbol for Relief Angle @ Symbol for Chipbreaker and Clamping System
Symbol Relief Angle Inch Metric
. : 1.C..250"| IC. Hole Chip ] Hole Chip :
A 3 \.D N and over | under .250" Sl biole Configuration | Breaker hpigure St Shiole Configuration | Breaker =
B 5° S7 N With E:l With | Cylindrical D]:l
A D w Hole | Cylindrical Hole No E A Hole yHoIe No m
+
c 7 | One Countersink [T _ o Wl
E j M P T \;Ianh (40—60°) S(_)dned M \I{'V|t|h Cylll_?dlncal SQc?ed
D 150 E ) ole ide: @ ole ole ide m
With With | Cylindrical | Double
E 20° \/ KT TH| e K | @ || cylindrcalole| N | =00 | © | Hole | " Hole | Sided | EL
+
o V With | Double Countersink | Double Without :l
F 25 :l N E U | Hole (40—60°) | Sided Eﬁj = Hole - No D
G 30°
\N D R s B | With Cviindical Hole | N© m R | Without _ One E
Hole | Cylindrical Hole Hole Sided
N o I e 0 el TF
With One Countersink o E Without Doub!
° V i —9p° ne ithou ouble
P " [:::] F L H Hole (70-90%) Sided @ - Hole - Sided Ej
© | overratetange  gos| x | x |o [a|omseiel no [ [x| - | - |- 3R
. . With | Double Gountersink [ Douple
Major Relief Angle Hole | (70—90°) | Sided EEZ




Inch Diameter of Metric
c. 20| 1C | "Eree
e under Arcie g E‘ é
and over 250" (inch) @ g g P Thickness is from the bottom of the insert
1.2 156 02 04 03 03 06 to the top of the cutting edge.
1.5 187 L3 08 05 04 04 08 Inch )
1.8 219 03 | 09 | 06 | 05 | 05 | 09 C. 250" IcC. Th('ﬂ‘c”h‘iss Metric
2 250 04 1 07 06 06 1 and over |under 250" E
2.5 313 05 13 09 08 07 13 - 0.9 .055 S1 g
3 375 09 06 16 11 09 09 16 - 1 063 01 Z
4 500 12 | 08 | 22 15 | 12 12 | 22 Z 11 070 To o
5 625 10 19 16 15 27 _ 1.2 078 T1 =
6 750 | 19 | 13 23 | 19 | 19 | 33 - 15 094 02 ©
7 .875 27 22 22 38 _ 18 109 T2 Ll
e N
6 60 06 2.5 - .156 T3
.00mm
8.00mm | 08 2 5 - ;?; g:
10.00mm | 10 : - :
12.00mm | 12 4 - 25 06
16.00mm | 16 5 - 313 97
20.00mm | 20 6 - 375 09
25.00mm | 25 ® Symbol for Insert Thickness
32.00mm | 32 |
® Symbol for Insert Size |
| ® Symbol for Chip Breaker
LP MP RP
® ® ® | N ON J&\
4| 3| 2| (E) (N)- MP| -
-
LM MM RM
— :
22| 04 08 ((E) (N)-MP & E |
®
@ IJ ® © LK MK RK
| |
@ Symbol for Insert Corner Configuration Symbol for Cutting Edge Condition © Symbol for Cutting Direction . . .
Inch Cor(r;%rcRﬁt)iius Metric Figure | Cutting Edge |Symbol Figure | Hand |Symbol
VO |ShapNose| 00 Sharp LS MS RS
v | 0012 vsa  —/ |Cutting Edges| F B> |Rignt| R
V5 .002 V5
Round
02 | .004 o —| cuting Edges | E g Left FP LP MP
0.5 .008 02 )
1 016 04 Chamfered E B
) T
2 | 031 08 —7 | cuting e — ANl N — e
3 047 12 Chamfered MA SW MW
)| and Rounded | S
4 063 16 Cutting Edges
5 079 20 ﬁ‘i S
_ (-) Corner R M ===
6 094 24 tolerance
HV
7 110 28
8 126 32 Mitsubishi Materials omit u
the honi bol.
00 |Roundinset| MO © honing symbo

A003
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TURNING INSERTS !

A004

HOLE GEOMETRY

Type A
al
NEGATIVE —
Dimension (inch)
Insert Number (1ISO) Number Hole Type
D1
320 150 A
CNGA CNGA
CNGG 930 CNGG S0 -
CNMA 430 CNMA 12047 203 A
CNMG 547 CNMG 5 .250 A
CNMM 647" CNMM 312 A
CNMP CNMP
86 .359 A
DNGA 33 - 150 A
DNGA
DNGG 43 DNGG 1504 .203 A
DNGM 44 DNGM 1506 .203 A
DNMA DNMA
DNMG DNMG
DNMM DNMM
DNMX DNMX
320 150 A
SNGA 437 SNGA .203 A
SNGG 547 SNGG 250 A
SNMA SNMA
SNMG L SNMG 312 A
SNMM 85 SNMM 359 A
86 .359 A
TNGA 22 TNGA 089 A
TNGG 32 TNGG 150 A
TNMA 330 TNMA 150 A
TNMG 437 TNMG .203 A
TNMM TNMM
4 2 A
TNMX 5 . TNMX 50
66 312 A
VNGA 33 VNGA 150 A
VNGG VNGG
VNGM VNGM
VNMG VNMG
VNMM VNMM
320 150 A
WNMA 32.57; WNMA 150 A
WNMG 330 WNMG 150 A
43 0804 .203 A
RNMG 43 RNMG 120400 .203 A




POSITIVE
Dimension (inch)
Insert Number (1ISO) Number Hole Type »
D1 ﬁ
CCET 2150 e 110 B z
CCGT 3250 CCGT 73 B )
ccew e ccew 217 B &
>
CCGH 21.50 CCGH 110 B =
CCMH CCMH
03S 1% .079 B
CCGT CCGT
04TO A .094 B
21.50: 110 B
2.52: 134 B
CCMT . CCMT
32.50; 173 B
43 217 B
21.5C 110 B
CCMW 32.5 CCMW 173 B
43 217 B
2.51.5: 134 B
CPGT ; CPGT
32 173 B
2.51.5; .138 D
CPMH , CPMH
32 AT77 D
21.5: 110 B
CPMT CPMT
32.5: 173 B
2.51.5; .138 D
CPMX CPMX
32 .181 D
DCET 21.50: DCET 110 B
DCGT 32.5C; DCGT 173 B
DCGW DCGW
21.5C 110 B
DCMT DCMT
DCMW 32.50 DCMW 173 B
437 217 B
DEGX 43 DEGX .201 C
1003MO 142 D
1204MO 1204M0O .165 D
1606 MO 1606 MO .205 D
RCMX RCMX
2006MO 2006MO .256 D
2507M0 2507M0 .283 D
3209M0 3209M0 374 D

A005



TURNING INSERTS
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TURNING INSERTS

HOLE GEOMETRY

Type B Type C Type D
POSITIVE
Dimension (inch)
Insert Number (1ISO) Number Hole Type
D1

.205 D
.256 D

RCMX RCMX
.283 D
3209MO- 374 D
0602M0 0602M0 110 B

RCGT RCGT
RCMT 0803MO0 RCMT 0803MO0 134 B
10T3MO 10T3MO 173 B
SCMT 32,50 SCMT 0973 A73 B
scMw 430 SCMwW 1204 217 B
32 0903 .189 C

SPGX ] SPGX
42 1203 232 C
320 0903 173 B

SPMT ; SPMT
427 1203 217 B
32 0903 181 B

SPMW ] SPMW
427 12035 224 B
1.210 0601 .091 B
TCGT 21.50: TCGT 110203 110 B
32.50; 16T3 A73 B
1.51.50: 0802 .091 B
1.81.50; 0902+ .098 B
TCMT 21.5 TCMT 11020 110 B
2.52 1303 134 B
32.50 16T3 173 B
21.50 1102 110 B
TCMW 2.52 TCMW 1303 134 B
32.50 16T3 173 B
TEGX B2 TEGX 1603 .169 D
1.51.50 0802 .094 D
1.81.50 0902 114 D

TPGH ) TPGH
220 11030 134 D
320 1603 A73 D
1.51.50 0802 .098 C
1.81.50 0902 118 C

TPGX ) TPGX
22 11030 .138 C
32 1603 .189 D




Type B Type C Type D
POSITIVE
Dimension (inch)
Insert Number (ISO) Number Hole Type
D1

1.51.5 .098 D
1.81.50 114 D

TPMH TPMH
22 134 D
32 173 B
1.81.50 .098 B
TPMT 21.5: TPMT 110 B
32.5: 173 B
1.81.50L 126 C
TPMX 221 TPMX 146 (0]
22 .138 C
VBET 22 VBET 15 B
22 115 B

VBGT } VBGT
33 178 B
22 115 B

VBMT VBMT
330 173 B
1.51.50 .097 B
22 115 B

VCGT ) VCGT
2.520: 134 B
S 173 B
1.51.50 .097 B
VCMT 22 VCMT 110 B
330 173 B
22 110 B

VCMW VCMW
33 173 B
VDGX 32 VDGX A77 D
.091 B

WBGT WBGT
.091 B
.091 B
.091 B

WCGT WCGT
110 B
173 B
.091 B
.091 B

WCMT WCMT
110 B
A73 B
WPGT WPGT 110 B
WPMT 32 WPMT 173 B
XCMT 22 XCMT 110 B

TURNING INSERTS
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TURNING INSERTS

PRECISION BREAKER STANDARD

STANDARD FOR LEFT AND RIGHT HAND INSERTS

TURNING INSERTS

@ NEGATIVE INSERTS Unit : inch
Geometry Insert Number (ISO) Number LBB | LE | GAN | B12
DNGG431R/L DNGG150404R/L 110 | 587 | 15° | —
LBB_ La\ DNGG432R/L DNGG150408R/L 110 | 563 | 15° | —
@h DNGG441R/L DNGG150604R/L 110 | 587 | 15° | —
@ DNGG442R/L DNGG150608R/L 110 | 563 | 15° | —
Right hand insert shown.
SNGG321R/L SNGG090304R/L 071 | 063 | 15° | —
LBB_ san SNGG322R/L SNGG090308R/L 071 | .063 | 15° | —
f-\_%h SNGG431R/L SNGG120404R/L 091 | 146 | 15° | —
SNGG432R/L SNGG120408R/L 091 | 146 | 15° | —
Right hand insert shown.
TNGG220.5R/L TNGG110302R/L 051 | 126 | 15° | —
TNGG221R/L TNGG110304R/L 051 | 118 | 15° | —
TNGG222R/L TNGG110308R/L 051 | 106 | 15° | —
LB AN TNGG321RI/L TNGG160304R/L 091 | 213 | 15° | —
@—' TNGG330.5R/L TNGG160402R/L 051 | 343 | 15° | —
LE TNGG331R/L TNGG160404R/L 091 | 213 | 15° | —
TNGG332RI/L TNGG160408R/L 091 | 201 | 15° | —
TNGG431R/L TNGG220404R/L 110 | 370 | 15° | —
Right hand insert shown. TNGG432R/L TNGG220408R/L 110 | .358 | 15° -
@ POSITIVE INSERTS Unit : inch
Geometry Insert Number (ISO) Number LBB | LE | GAN | B12
CCET21.5V3R/LSR CCET0602V3R/L-SR 087 | 252 | 30° | 20°
CCET21.50.2R/LSR CCET060201R/L-SR 087 | 248 | 30° | 20°
CCET21.50.5R/LSR CCET060202R/L-SR 087 | 244 | 30° | 20°
-LBB. caN 3‘%7 B12 CCET21.51R/LSR CCET060204R/L-SR .087 | 236 | 30° | 20°
i_\—%h /ég# CCET32.5V3R/LSR CCETO09T3V3R/L-SR 126 | 378 | 30° | 20°
LE CCET32.50.2R/LSR CCET09T301R/L-SR 126 | 374 | 30° | 20°
CCET32.50.5R/LSR CCET09T302R/L-SR 126 | 370 | 30° | 20°
Right hand insert shown. CCET32.51R/LSR CCETO09T304R/L-SR 126 | .362 | 30° | 20°
CCET21.5VOR/LSN CCET060200R/L-SN 039 | 252 | 20° | —
CCET21.5V3R/LSN CCET0602V3R/L-SN 039 | 252 | 20° | —
CCET21.50.2R/LSN CCET060201R/L-SN 039 | 248 | 20° | —
CCET21.50.5R/LSN CCET060202R/L-SN 039 | 244 | 20° | —
LBB. GaN CCET21.51R/LSN CCETO60204R/L-SN | .039 | 236 | 20° | —
[ H i_\—%h CCET32.5VOR/LSN CCET09T300R/L-SN 059 | 378 | 20° | —
LE CCET32.5V3R/LSN CCETO09T3V3R/L-SN 059 | 378 | 20° | —
CCET32.50.2R/LSN CCET09T301R/L-SN 059 | 374 | 20° | —
CCET32.50.5R/LSN CCET09T302R/L-SN 059 | 370 | 20° | —
Right hand insert shown. CCET32.51R/LSN CCET09T304R/L-SN .059 | .362 | 20° -

A008



@ POSITIVE INSERTS Unit : inch
Geometry Insert Number (ISO) Number LBB | LE | GAN | B12
CCET21.5V3R/LWSN CCETO0602V3R/LW-SN .039 | 252 | 20° -
Z]LBB GAN CCET32.5V3R/LWSN CCETO09T3V3R/LW-SN [ .059 | .378 | 20° | —
Right hand insert shown.
CCGH21.50.5(M)R/LF CCGH060202(M)R/L-F .047 | 142 | 15° | 20°
LBB & CCGH21.51(M)R/LF CCGH060204(M)R/L-F .055 | 173 | 15° | 20°
\/z /é
@ GAN B12
Right hand insert shown.
CCGT21.5V3RSN CCGT0602V3R-SN .039 | .118 | 20° -
CCGT21.50.2(M)R/LSN | CCGT060201(M)R/L-SN | .039 | .118 | 20° =
LBB CCGT21.50.5(M)R/LSN | CCGT060202(M)R/L-SN | .039 | .118 | 20° -
@—l CCGT32.5V3R/LSN CCGTO09T3V3R/L-SN .069 | 197 | 20° =
GAN CCGT32.50.2(M)R/LSN | CCGT09T301(M)R/L-SN | .059 | .197 | 20° -
CCGT32.50.5(M)R/LSN | CCGT09T302(M)R/L-SN | .059 | .197 | 20° =
Right hand insert shown. CCGT32.51(M)R/LSN CCGTO09T304(M)R/L-SN | .059 | .197 | 20° -
CCGT03S1V3L-F CCGT03S1V3L-F .031 | .055 | 17° | 35°
CCGT03S101(M)R/L-F CCGTO03S101(M)R/L-F .031 | .055 | 17° | 35°
CCGT03S102(M)R/L-F CCGT03S102(M)R/L-F .031 | .059 | 17° | 35°
LBB 3‘;27 CCGT03S104(M)R/L-F CCGT03S104(M)R/L-F .031 | .063 | 17° | 35°
w %—l % CCGTO04TOV3L-F CCGTO04TOV3L-F .039 | .067 | 17° | 35°
CCGT04T001(M)R/L-F CCGTO04T001(M)R/L-F .039 | .071 | 17° | 35°
CCGT04T002(M)R/L-F CCGTO04T002(M)R/L-F .039 | .071 | 17° | 35°
Left hand insert only. CCGT04T004(M)R/L-F CCGT04T004(M)R/L-F .039 | .079 | 17° | 35°
CCGT21.5V3R/LSS CCGT0602V3R/L-SS .039 | .118 | 14° =
CCGT21.50.2(M)R/LSS | CCGT060201(M)R/L-SS | .039 | .118 | 14° -
LBB CCGT21.50.5(M)R/LSS | CCGT060202(M)R/L-SS | .039 | .118 | 14° =
F;j_}—l CCGT32.5V3R/LSS CCGTO09T3V3R/L-SS .039 | 197 | 14° -
e GAN CCGT32.50.2(M)R/LSS | CCGT09T301(M)R/L-SS | .039 | .197 | 14° =
CCGT32.50.5(M)R/LSS | CCGT09T302(M)R/L-SS | .039 | .197 | 14° -
Right hand insert shown. CCGT32.51MR/L-SS CCGT09T304MR/L-SS .039 | 197 | 14° =
CPGT2.51.51R/LF CPGT080204R/L-F 071 | 217 | 15° | 20°
_LBB_ @ CPGT320.5R/LF CPGT090302R/L-F .071 | 213 | 15° | 20°
i‘\-%ﬁ 3}&# CPGT321R/LF CPGT090304R/L-F 071 | 217 | 15° | 20°
I GAN B12
Right hand insert shown.

TURNING INSERTS
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TURNING INSERTS

PRECISION BREAKER STANDARD

STANDARD FOR LEFT AND RIGHT HAND INSERTS

@ POSITIVE INSERTS Unit : inch
Geometry Insert Number (ISO) Number LBB | LE | GAN | B12
DCET21.5V3R/LSR DCET0702V3R/L-SR .098 | .303 | 30° | 20°
DCET21.50.2R/LSR DCET070201R/L-SR .098 | .299 | 30° | 20°
DCET21.50.5R/LSR DCET070202R/L-SR .098 | .291 | 30° | 20°
R B DCET21.51R/LSR DCET070204R/L-SR 098 | 280 | 30° | 20°
%—l /%j DCET32.5V3R/LSR DCET11T3V3R/L-SR 146 | 457 | 30° | 20°
LE DCET32.50.2R/LSR DCET11T301R/L-SR 146 | .449 | 30° | 20°
DCET32.50.5R/LSR DCET11T302R/L-SR 146 | 445 | 30° | 20°
Right hand insert shown. DCET32.51R/LSR DCET11T304R/L-SR 146 | 433 | 30° | 20°
DCET21.5VOR/LSN DCET070200R/L-SN .039 | .303 | 20° —
DCET21.5V3R/LSN DCET0702V3R/L-SN .039 | .303 | 20° -
DCET21.50.2R/LSN DCET070201R/L-SN .039 | 299 | 20° —
DCET21.50.5R/LSN DCET070202R/L-SN .039 | .291 | 20° =
DCET21.51R/LSN DCET070204R/L-SN .039 | .280 | 20° —
+ DCET32.5VOR/LSN DCET11T300R/L-SN .059 | 457 | 20° =
T AN DCET32.5V3R/LSN DCET11T3V3R/L-SN .059 | 457 | 20° —
DCET32.50.2R/LSN DCET11T301R/L-SN .059 | .449 | 20° =
DCET32.50.5R/LSN DCET11T302R/L-SN .059 | 445 | 20° —
Right hand insert shown. DCET32.51R/LSN DCET11T304RL-SN .059 | 433 | 20° =
DCET21.5V3R/LWSN DCET0702V3R/LW-SN .039 | .303 | 20° —
_LBB_ DCET32.5V3R/LWSN DCET11T3V3R/LW-SN .059 | 457 | 20° =
| LE
Right hand insert shown.
DCGT21.5V3RSN DCGT0702V3R-SN .039 | 138 | 20° —
DCGT21.50.2(M)R/LSN DCGT070201(M)R/L-SN | .039 | .138 | 20° —
LBB DCGT21.50.5(M)RILSN | DCGT070202(M)R/L-SN | .039 | 138 | 20° | —
y’ DCGT32.5V3R/LSN DCGT11T3V3R/L-SN .059 | .256 | 20° -
LE GAN DCGT32.50.2(M)R/LSN DCGT11T301(M)R/L-SN | .059 | .256 | 20° -
DCGT32.50.5(M)R/LSN DCGT11T302(M)R/L-SN | .059 | .256 | 20° -
Right hand insert shown. DCGT32.51(M)R/LSN DCGT11T304(M)R/L-SN | .059 | .256 | 20° -
DCGT21.50.5R/LF DCGT070202R/L-F .039 | 118 | 17° | 20°
@ DCGT21.51R/LF DCGT070204R/L-F .039 | 126 | 17° | 20°
3}&# DCGT32.50.5R/LF DCGT11T302R/L-F .039 | 118 | 14° | 20°
LE B12 DCGT32.51R/LF DCGT11T304R/L-F .039 | 126 | 14° | 20°
o Right hand insert shown.
DCGT21.5V3R/LSS DCGT0702V3R/L-SS .039 | .138 | 14° -
DCGT21.50.2R/LSS DCGT070201R/L-SS .039 | .138 | 14° =
LEB DCGT21.50.5(M)RILSS | DCGT070202(M)R/L-SS | .039 | .138 | 14° | —
%—l DCGT32.5V3RSS DCGT11T3V3R-SS .039 | .256 | 14° =
DCGT32.50.2(M)R/LSS DCGT11T301(M)R/L-SS | .039 | .256 | 14° —
Right hand insert shown. DCGT32.50.5(M)R/LSS DCGT11T302(M)R/L-SS | .039 | .256 | 14° =
DCGT32.51MR/LSS DCGT11T304MR/L-SS .039 | .256 | 14° -




@ POSITIVE INSERTS Unit : inch
Geometry Insert Number (ISO) Number LBB | LE | GAN | B12
DEGX430.5R/L DEGX150402R/L 110 | .598 | 20° -
LBB DEGX431R/L DEGX150404R/L .110 | .587 | 20° =
F;j‘h DEGX432R/L DEGX150408R/L 110 | .576 | 20° —
Right hand insert shown.
TCGT1.21V3LF TCGT0601V3L-F 039 | 114 | 14° | 20°
_LBB_ 2 TCGT1.210.2LF TCGT060101L-F .039 | 118 | 14° | 20°
\@ i'\%h 3}&# TCGT1.210.5R/LF TCGT060102R/L-F .039 | 118 | 14° | 20°
GAN B12 TCGT1.211R/LF TCGT060104R/L-F .039 | 126 | 14° | 20°
Left hand insert only.
TEGX320.5R/L TEGX160302R/L .079 | .236 | 20° —
LBB TEGX321R/L TEGX160304R/L .079 | 236 | 20° =
GAN
LE
Right hand insert shown.
TPGH1.51.50.5R/LFS TPGHO080202R/L-FS .035 | .106 | 15° | 20°
TPGH1.51.51R/LFS TPGHO080204R/L-FS .035 | 114 | 15° | 20°
TPGH1.81.50.5R/LFS TPGHO090202R/L-FS .039 | .118 | 15° | 20°
iih \Q,"z’é TPGH1.81.51R/LFS TPGHO090204R/L-FS .039 | 126 | 15° | 20°
= GAN B12 TPGH220.5R/LFS TPGH110302R/L-FS .055 | .165 | 15° | 20°
L LE | TPGH221R/LFS TPGH110304R/L-FS .055 | 173 | 15° | 20°
TPGH321R/LFS TPGH160304R/L-FS .079 | .240 | 14° | 20°
Right hand insert shown. TPGH322R/LFS TPGH160308R/L-FS .079 | 256 | 14° | 20°
TPGX1.51.50.5R/L TPGX080202R/L .051 | .154 | 10° | 20°
TPGX1.51.51R/L TPGX080204R/L .051 | .161 | 10° | 20°
TPGX1.81.50.5R/L TPGX090202R/L .063 | .189 | 10° | 20°
-8B % TPGX1.81.51R/L TPGX090204R/L 063 | 197 | 10° | 20°
i_\j—l B12 TPGX1.81.52R/L TPGX090208R/L .055 | .185 | 10° | 20°
LLE | TPGX220.5L TPGX110302L .071 | .213 | 10° | 20°
TPGX221R/L TPGX110304R/L 071 | .217 | 10° | 20°
Right hand insert shown. TPGX222R/L TPGX110308R/L .071 | .232 | 10° | 20°
VCGT1.51.50.5R/LF VCGTO080202R/L-F .031 | .098 | 13° | 20°
VCGT1.51.51R/LF VCGT080204R/L-F .031 | .102 | 13° | 20°
Right hand insert shown.

TURNING INSERTS
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TURNING INSERTS

PRECISION BREAKER STANDARD

STANDARD FOR LEFT AND RIGHT HAND INSERTS

@ POSITIVE INSERTS Unit : inch
Geometry Insert Number (1ISO) Number LBB | LE | GAN | B12
VDGX320.5R/L VDGX160302R/L .079 | .236 | 25° 20°
_LBB_ & VDGX321R/L VDGX160304R/L .079 | .240 | 25° 20°
GAN B12
Right hand insert shown.
VBGT220.5R/LF VBGT110302R/L-F .039 | 118 | 13° | 20°
LBB @ VBGT221R/LF VBGT110304R/L-F .039 | 126 | 13° | 20°
% 3}&# VBGT330.5R/LF VBGT160402R/L-F .059 | 177 | 13° | 20°
_LE | GAN B12 VBGT331R/LF VBGT160404R/L-F .059 | .185 | 13° | 20°
Right hand insert shown.
VBET22V3R/LSR VBET1103V3R/L-SR .098 | .287 | 30° | 20°
_LBB_ & VBET220.2R/LSR VBET110301R/L-SR .098 | .287 | 30° | 20°
i‘\—%ﬁ V/&# VBET220.5R/LSR VBET110302R/L-SR .098 | .291 | 30° | 20°
GAN B12 VBET221R/LSR VBET110304R/L-SR .098 | 299 | 30° | 20°
Right hand insert shown.
VBET22VOR/LSN VBET110300R/L-SN .039 | 433 | 20° —
_LBB_ VBET22V3R/LSN VBET1103V3R/L-SN .039 | 433 | 20° —
i'\—%h VBET220.2R/LSN VBET110301R/L-SN .039 | 425 | 20° -
LE GAN VBET220.5R/LSN VBET110302R/L-SN .039 | 413 | 20° —
Right hand insert shown. VBET221R/LSN VBET110304R/L-SN .039 | 433 | 20° —
VBET22V3R/LWSN VBET1103V3R/LW-SN .039 | 433 | 20° —
LLBB_
LE GAN
Right hand insert shown.
WBGT1.21V3LF WBGT0201V3L-F .039 | .079 | 13° | 30°
WBGT1.210.2LF WBGT020101L-F .039 | .079 | 13° | 30°
WBGT1.210.5LF WBGT020102L-F .039 | .083 | 13° | 30°
-LBB 3‘727 WBGT1.211LF WBGT020104L-F .039 | .087 | 13° | 30°
i_\sﬁ—l /%?L WBGT1.51.5V3LF WBGTL302V3L-F .039 | .079 | 13° | 30°
LE WBGT1.51.50.2LF WBGTL30201L-F .039 | .079 | 13° | 30°
WBGT1.51.50.5R/LF WBGTL30202R/L-F .039 | .083 | 13° | 30°
Left hand insert shown. WBGT1.51.51R/LF WBGTL30204R/L-F .039 | .087 | 13° | 30°
WCGT1.210.5R/L WCGT020102R/L .039 | .083 | 15° | 30°
WCGT1.211R/L WCGT020104R/L .039 | .087 | 15° | 30°
WCGT1.51.50.5L WCGTL30202L .039 | .083 | 15° | 30°
WCGT1.51.51L WCGTL30204L .039 | .087 | 15° | 30°

Right hand insert shown.




TOOL NAVI

l OUTLINE
TOOL NAVI supports our customers with information and supplies suitable cutting conditions for each work material by selecting optimal
indexable insert together with the optional tool.

l LABEL INDICATION

520 @ Work materials
”MLIWWM(L“LHNZ!ILHM@WWW“MM@'WWI”‘l“””l”"ml””l QU691NZ1AM3B9 §§% % P : Steel (Material reference : Carbon steel, alloy steel 180HB)
CNMGA32ZMP INEECREOT A B¢ M : Stainless steel (Material reference : Austenitic stainless steel 180HB)
|®vc 3:?)-19(:(m/minN s H—@ MADE N APAN § : K : Cast iron (Material reference : Gray cast iron, ductile cast iron 180HB)
P 016080 mirew % 5| ¢ N : Aluminum alloy, Non-ferrous metal
0.006 - 0.020 IPR . T . .
*1. The above is an example. There may be inserts recommended for multiple work materials. S Material reference : Titanium alloy 320HB, Ni, Co-based alloy 400HB
*2. Please contact us for recommended cutting conditions using coefficient values other than the above. H : Hardened steel 60HRC
@Cutting speed standards @ Feed rate
: Minimum and maximum feed rate settings are based on the chip
M\;\/tc;rrl?al Life Tod I;;T_formance Work Material Hardness control range of the chip breaker.
P 90min. 15min. Carbon steel, alloy steel| 180HB
M 90min. 15min. Stainless steel 180HB
K 90min. 15min. Cast iron 180HB
. ) Titanium alloy 320HB
S 25min. M- "\, Co-based alloy | 400HB
H 80min. 10min. Hardened steel 60HRC

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

PMKS ¢+« VB=0.3 mm

H e+ +VB=0.1 mm

l TOOL LIFE
Cutting speed has a large affect on tool life. TOOL NAVI is based on Taylor's equation (relationship vc x Tn=C between tool grade, cutting conditions,
and tool life). Therefore, performance speed and tool life is found for each work material. When the customer requires different tool life, obtain coefficient
values of the grade you use from the charts below. Multiply the coefficient values by the cutting speed to calculate the new cutting speed.

@ P Grade (Steel) cutting speed coefficient values. @ K Grade (Cast Iron) cutting speed coefficient values.
_ _
Grade—0ollife| 15min | 30min | 45min | 60min | 90min  Grage—°olfe] 15min | 30min | 45min | 60min | 90min
UE6105 1.00 0.79 0.69 0.63 0.55 MC5005 1.00 0.83 0.75 0.70 0.63

MC6015 | 100 | 082 | 072 | 067 | 059 MC5015 | 100 | 083 | 075 | 069 | 062
MC6025 | 100 | 083 | 075 | 069 | 062 (o) yodum outing of teol ]
The 1st dati : MC6025
MC6035 | 100 | 088 | 082 | 078 | 073 The Tt recommendation - MIG60: o
R ded cutti d :vc=1015SFM
MP3025 | 100 | 085 | 077 | 072 | 065 Recommended autting speed : vo
NX2525 100 | 087 | 080 | 076 | 0.70 3

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

Gra:je Toollife| 15min | 30min | 45min | 60min | 90min
MC7015 1.00 0.83 0.75 0.70 0.63
MC7025 1.00 0.90 0.84 0.80 0.75
MP7035 1.00 0.84 0.76 0.71 0.62
Us735 1.00 0.78 0.68 0.61 0.53

B HARDNESS OF WORKPIECE
Hardness of the work material also affects tool life. Mitsubishi’'s TOOL NAVI suggests cutting speed variations when hardness of the
work material differs. Obtain the suitable coefficient value for each work material from the chart below. Multiply the coefficient value by the
recommended cutting speed of the grade you use to calculate the new cutting speed.

(Hardness of work material)

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

TURNING INSERTS
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

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

Il CUTTING CONDITIONS

# Unstable

Continuous Cutting

@ sevecuing  GorsenDephoron

‘ General Cutting

Securely Clamped Component

. Heavy Interrupted Cutting
Cutting  Irregular Depth of Cut
Low Clamping Rigidity

SY

VP25N

FY

VP25N

P Mild Steel Ex. :astmAa2s83, aisi 1010)

NEGATIVE INSERTS

l CUTTING AREA

Mild Steel

Depth of Cut (inch

o o
@ 3
© ©

0

-

n

CES

004 012 020 .028
Feed (IPR)

vc : Cutting speed
f :Feed
ap : Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)
. F FY VP25N 935—1460 .004—.010 .008—.032
' Stable Cutting

L SY VP25N 850—1330 .007—.013 .020—.048
. F FY MP3025 900—1380 .004—.010 .008—.032

‘ General Cutting
L SY MP3025 820—1260 .007—.013 .020—.048
, F FP MC6025 1030—1670 .003—.010 .004—.040

# Unstable Cutting
L LP MC6025 935—1530 .004—.016 .012—.079




P Carbon Steel - Alloy Steel (180-200+8) . Stable Cutting ﬂ Finish Cutting
315 ‘

%Z? ‘é ‘ General Cutting E Light Cutting

ERCA FP )

E“’ o $ Unstable Cutting m Medium Cutting

@ 079 ¥ —
° o30S @ ﬂ Rough Cutting

L
0 004 .012 .020 .028

Feed (IPR) m Heavy Cutting

TURNING INSERTS E

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

NX2525 MC6015 MC6015 MC6015 MC6025

P Carbon Steel « Alloy Steel Ex. :aisi 1045, aisi 4140) Ve : Butling speed
NEGATIVE INSERTS ap : Depth of cut.
Cutting Area . 1st Recommendation _
Chip Breaker Grade vc (SFM) f(IPR) ap (inch)

F FP NX2525 690—985 .004—.010 .004—.040

‘ L LP MC6015 690—1180 .004—.016 .012—.079

M MP MC6015 640—1080 .007—.020 .012—.158

Stable Cutting R RP MC6015 605—1015 .010—.024 .060—.237

H HX MC6025 540—870 .020—.050 119—.434

F FP MP3025 705—1080 .004—.010 .004—.040

‘ L LP MC6015 690—1180 .004—.016 .012—.079

M MP MC6015 640—1080 .007—.020 .012—.158

General Cutting R RP MC6015 605—1015 .010—.024 .060—.237

H HX MC6025 540—870 .020—.050 119—.434

F FP MC6025 755—1230 .004—.010 .004—.040

# L LP MC6025 690—1130 .004—.016 012—.079

M MP MC6025 640—1030 .007—.020 .012—.158

Unstable Cutting R RP MC6025 605—970 .010—.024 .060—.237

H HX MC6035 460—655 .020—.050 119—.434

CLASSIFICATION > A046 A015
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

M Stainless Steel (<2001B)

315 \“‘

2 276
£ 236

187

157

118
.079 1

Depth of Cut

|
.039 T

0 004 .012 020 .028
Feed (IPR)

o =M,

24
LV

Medium Cutting

MC7015

@ stable Cutting
c General Cutting
# Unstable Cutting

Rough Cutting

MC7015

Heavy Cutting

HL

Us735

MC7025 MC7025 MC7025 US735
MP7035 MP7035 MP7035 US735
M Stainless Steel Ex. : aisi 304, aisi 306) Ve © ulling speed
NEGATIVE INSERTS ap : Depth of cut.
Cutting Area 1st Recommendation
utting Chip Breaker Grade ve (SFM) f(IPR) ap (inch)
L LM MC7015 590—935 .004—.012 .012—.079
Q M MM MC7015 525—835 .006—.018 .028—.197
510—805 .010—.022 .060—.
Stable Cutting R RM MC7015 060—.237
H HL uUs735 245—460 .016—.040 .059—.315
L LM MC7025 540—720 .004—.012 .012—.079
@ M MM MC7025 490—655 .006—.018 .028—.197
460—625 .010—.022 .060—.
General Cutting R RM MC7025 060—.237
H HL Us735 245—460 .016—.040 .059—.315
L LM MP7035 310—510 .004—.012 .012—.079
@ M MM MP7035 205—475 .006—.018 .028—.197
, R RM MP7035 280—440 .010—.022 .060—.237
Unstable Cutting
= HL Us735 245—460 .016—.040 .059—.315




IS o Cast Iron (<s501Pe) . Stable Cutting E Light Cutting
%Ziﬁ— @ General Cutting m Medium Cutting

# Unstable Cutting

004 012 020 .028
Feed (IPR)

th of Cut
Py
o
c
Q
>
O
=
=]
Q
TURNING INSERTS E

_ _ Rough Cutting Heavy Cutting
LK MK RK Flat Top

‘ MC5005 MC5005 MC5005 MC5005

K Cast Iron ¢ Ductile Cast Iron ex.: aisino 45 B) ve : Cutting speed
NEGATIVE INSERTS ap : Depth of cut.
Cutting Area 1st Recommendation

Chip Breaker Grade ve (SFM) f(IPR) ap (inch)
L LK MC5005 755—1200 .004—.016 .012—.079
‘ M MK MC5005 690—1100 .008—.022 .036—.158
. R RK MC5005 640—1030 .010—.024 .060—.237
Stable Cutting H Flat Top MC5005 640—1030 .008—.024 .099— 237
L LK MC5015 670—1100 .004—.016 .012—.079
‘ M MK MC5015 620—1000 .008—.022 .036—.158
_ R RK MC5015 590—935 .010—.024 .060—.237
General Cutting H Flat Top MC5015 590—935 .008—.024 .099— 237
L LK MC5015 670—1100 .004—.016 .012—.079
# M MK MC5015 620—1000 .008—.022 .036—.158
. R RK MC5015 590—935 .010—.024 .060—.237
Unstable Cutting H Flat Top MC5015 590—935 .008—.024 099—.237

CLASSIFICATION > A046 A017
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

.156

118 |

079

.039

Depth of Cut (inch)

I~

0

004 012
Feed (IPR)

020 028

Finish Cutting

~ vencung
LS(M) LS(M)

MT9015

MT9015

NEGATIVE INSERTS

. Titanium Alloy Ex. : Ti-6a1-4v)

. Stable Cutting

‘ General Cutting

# Unstable Cutting

Medium Cutting

MS

MT9015

Rough Cutting

RS

MT9015

vc :
: Feed
ap:

Cutting speed
Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)

F LS(M) MT9015 130—280 .004—.010 .004—.040

‘ L LS(M) MT9015 130—280 .004—.010 .008—.030

M MS MT9015 130—260 .004—.010 .020—.158

Stable Cutting R RS MT9015 115—245 .008—.013 .036—.158
F LS(M) MT9015 130—280 .004—.010 .004—.040

‘ L LS(M) MT9015 130—280 .004—.010 .008—.030

M MS MT9015 130—260 .004—.010 .020—.158

General Cutting R RS MT9015 115—245 .008—.013 .036—.158
F FJ RT9010 150—310 .003—.008 .004—.040

# L MJ(M) RT9010 130—280 .003—.010 .016—.060

M MS RT9010 130—260 .004—.010 .020—.158

Unstable Cutting = GJ RT9010 115—245 .007—.014 040—.119




(8- NiGoBesedAley | @ stable Cutting

g o | : c General Cutting

S o # Unstable Cutting

- , ~_| m Rough Cutting

004 012 020 028
Feed (IPR)

Finish Cutting Medium Cutting Rough Cutting

T
LS(M) LS(M)

MP9005

MS

MP9005

RS

MP9005 MP9015

Ni, Co-Based Alloy (EX. : Inconel718)

NEGATIVE INSERTS

TURNING INSERTS E

vc : Cutting speed
f : Feed
ap : Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)
F LS(M) MP9005 100—360 .004—.010 .008—.030
‘ L LS(M) MP9005 100—360 .004—.010 .008—.030
_ M MS MP9005 100—330 .004—.010 .020—.158
Stable Cutting R RS MP9015 65—245 008—.014 040—.158
F LS(M) MP9015 80—280 .004—.010 .008—.030
‘ L LS(M) MP9015 80—280 .004—.010 .008—.030
M MS MP9015 80—260 .004—.010 .020—.158
General Cutting R RS MP9015 65—245 .008—.014 040—.158
F FJ VP15TF 65—130 .003—.008 .004—.040
# L LS(M) MP9025 65—100 .004—.010 .008—.030
_ M MS MP9025 65—100 .004—.010 .020—.158
Unstable Cutting R RS MP9025 50—80 .008—.014 .040—.158

CLASSIFICATION > A046 A019




TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

TURNING INSERTS !

P Mild Steel Ex.: astma283, Aisi 1010)

7° POSITIVE INSERTS WITH HOLE

FP

NX2525

NX2525

Medium Cutting

MP

NX2525

. Stable Cutting
‘ General Cutting

# Unstable Cutting

o

Mild Steel

0 004 008 012 .016
Feed (IPR)

Depth of Cut (inch)

vc : Cutting speed
f : Feed
ap : Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade ve (SFM) f(IPR) ap (inch)

F FP NX2525 740—1050 .002—.008 .008—.036

‘ L LP NX2525 740—1050 .003—.010 .008—.040
Stable Cutting M MP NX2525 605—885 .004—.012 .012—.079
F FP MC6015 920—1395 .002—.008 .008—.036

‘ L LP MC6015 920—1395 .003—.010 .008—.040
General Cutting M MP MC6015 690—1165 .004—.012 .012—.079
F FP MC6025 920—1330 .002—.008 .008—.036

# L LP MC6025 920—1330 .003—.010 .008—.040
Unstable Cutting M MP MC6025 690—1115 .004—.012 .012—.079

A020



‘ General Cutting

F P LP M P # Unstable Cutting

NX2525 NX2525 NX2525

TURNING INSERTS E

P Carbon Steel * Alloy Steel (180-28018)
AST [T

1l
0 004 .008 012 .016

Depth of Cut (inch)

Feed (IPR)
P Carbon Steel  Alloy Steel Ex. : aisi 1045, aisi 4140) ve: Culling speed
7° POSITIVE INSERTS WITH HOLE ap : Depth of cut.
Cutting Area chi 1st Recommendation _
ip Breaker Grade vc (SFM) f(IPR) ap (inch)

F FP NX2525 540—785 .002—.008 .008—.036

‘ L LP NX2525 540—785 .003—.010 .008—.040
Stable Cutting M MP NX2525 460—655 .004—.012 .012—.079
F FP MC6015 605—1030 .002—.008 .008—.036

‘ L LP MC6015 605—1030 .003—.010 .008—.040
General Cutting M mMP MC6015 510—850 .004—.012 012—.079
F FP MC6025 605—985 .002—.008 .008—.036

# L LP MC6025 605—985 .003—.010 .008—.040
Unstable Cutting M MP MC6025 510—820 .004—.012 .012—.079

CLASSIFICATION > A064 A021




TURNING INSERTS

OPTINUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING
Finish Cutting _ Medium Cutting @ stable Cutting

General Cutting

F M L M M M # Unstable Cutting

VP15TF MC7025 MC7025

! L@Y E m Medium Cutting

FM LM MM

VP15TF MC7025 MC7025

Il
=)
@
=5
O
<
=
=)
Q@

TURNING INSERTS !

w @

FM LM MM

VP15TF MP7035 MP7035
M Stainless Steel (<200HB)
157
_ [ ]
E 118
g .079
£ an—
@ 039
ST HEN
0 004 008 .012 .016
Feed (IPR)
M Stainless Steel Ex. : aisi 304, aisi 306) ve: Cutting speed
7° POSITIVE INSERTS WITH HOLE ap : Depth of cut.
Cutting A 1st Recommendation
utting Area Chip Breaker Grade ve (SFM) f(IPR) ap (inch)
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MC7025 460—620 .003—.010 .008—.040
Stable Cutting M MM MC7025 395—525 .004—.012 .012—.079
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MC7025 460—620 .003—.010 .008—.040
General Cutting M MM MC7025 395—525 .004—.012 .012—.079
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MP7035 280—440 .003—.010 .008—.040
Unstable Cutting M MM MP7035 230—375 .004—.012 .012—.079
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MK ‘ General Cutting
M K M K Flat Top $ Unstable Cutting

MC5005 MC5005 MC5005

TURNING INSERTS E

K Cast Iron (£350MPa)
157
E 118
é .079
§.039
0 004 008 012 .016
Feed (IPR)
K Cast Iron * Ductile Cast Iron (x.: aisino 45 8) ve : Cutling speed
7° POSITIVE INSERTS WITH HOLE ap : Depth of cut.
. 1st Recommendation
CutingArea  cis Breaker Grade ve (SFM) £ (IPR) ap (inch)
F MK MC5005 540—870 .004—.012 .012—.079
L MK MC5005 540—870 .004—.012 .012—.079
Stable Cutting M MK, Flat Top MC5005 540—870 .004—.012 .012—.079
F MK MC5015 490—745 .004—.012 .012—.079
L MK MC5015 490—745 .004—.012 .012—.079
General Cutting M MK, Flat Top MC5015 490—745 .004—.012 .012—.079
F MK MC5015 490—745 .004—.012 .012—.079
L MK MC5015 490—745 .004—.012 .012—.079
Unstable Cutting M MK, Flat Top MC5015 490—745 .004—.012 .012—.079
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TURNING INSERTS !

A024

TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

‘ Stable Cutting

Finish Cutting

AZ

HTi10

=

HTi10

N Aluminum Alloy ex. : aeos1, A7075)
7° POSITIVE INSERTS WITH HOLE

‘ General Cutting

# Unstable Cutting

ﬂ Finish Cutting

vc : Cutting speed
f : Feed
ap : Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f (IPR) ap (inch)
@ Stable Cutting F AZ HTi10 985—2295 .004—.016 .008—.119
@ General Cutting F AZ HTi10 985—2295 .004—.016 .008—.119
# Unstable Cutting F AZ HTi10 985—2295 .004—.016 .008—.119




FS-P LS-P

MT9005 MT9005

MS

MT9005

Titanium Alloy &x. : Tiear4v)
7° POSITIVE INSERTS WITH HOLE

. Stable Cutting

General Cutting

# Unstable Cutting

118

079

Depth of Cut (inch)

.039

]

0 .004

Feed (IPR)

.008 .012 .016

vc : Cutting speed
f : Feed
ap : Depth of cut.

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)

F FS-P MT9005 130—260 .002—.005 .008—.056

L LS-P MT9005 130—260 .002—.006 .012—.119

Stable Cutting M ms MT9005 115—210 .003—.010 .012—.079
F FS-P MT9005 130—260 .002—.005 .008—.056

L LS-P MT9005 130—260 .002—.006 .012—.119

General Cutting M MSs MT9005 115—210 .003—.010 .012—.079
F FS-P MT9005 130—260 .002—.005 .008—.056

L LS-P MT9005 130—260 .002—.006 .012—.119

Unstable Cutting M mMs MT9005 115—210 .003—.010 .012—.079

TURNING INSERTS E

CLASSIFICATION > A064 A025




TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting _ Medium Cutting

MP9005

FS LS(G)

MP9005 MP9005

TURNING INSERTS !

. Nl, Co-Based Alloy (EX. : Inconel718)

7° POSITIVE INSERTS WITH HOLE

. Stable Cutting
‘ General Cutting

# Unstable Cutting

118

079

.039

Depth of Cut (inch)

—= ]

.004 .008 012 .016
Feed (IPR)

vc : Cutting speed
f : Feed
ap : Depth of cut.

Cutting Area

1st Recommendation

Chip Breaker Grade vc (SFM) f(IPR) ap (inch)

F FS MP9005 80—310 .002—.005 .008—.056

L LS(G) MP9005 80—310 .002—.006 .012—.119

Stable Cutting M MSs MP9005 65—260 .003—.010 .012—.079
F FS MP9015 65—245 .002—.005 .008—.056

L LS(G) MP9015 65—245 .002—.006 012—.119

General Cutting M MSs MP9015 65—195 .003—.010 .012—.079
F FS MP9015 65—245 .002—.005 .008—.056

L LS(G) MP9015 65—245 .002—.006 .012—.119

Unstable Cutting M MSs MP9015 65—195 .003—.010 .012—.079

A026
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‘ General Cutting

R-R/L  Standard Standard 4 Unstable Cutting
NX2525 NX2525 NX2525

TURNING INSERTS E

P Mild Steel Ex. : aisiAsTM A283, AlsI 1010) ve : Cutling speed
11° POSITIVE INSERTS WITHOUT HOLE ap : Depth of cut.
Cutting Area Chio Break Grad 1st Recommendation .
p Breaker rade vc (SFM) f(IPR) ap (inch)

F R-R/L NX2525 740—1050 .002—.005 .008—.024
‘ L Standard NX2525 605—885 .004—.012 .012—.079
Stable Cutting M Standard NX2525 605—885 .004—.012 .012—.079
F R-R/L NX2525 740—1050 .002—.005 .008—.024
‘ L Standard UE6110 690—1165 .004—.012 012—.079
General Cutting M Standard UE6110 690—1165 .004—.012 .012—.079
F R-R/L UTi20T 375—540 .002—.005 .008—.024
# L Flat Top UP20M 345—525 .004—.012 .012—.079
Unstable Cutting M Flat Top UP20M 345—525 .004—.012 .012—.079

CLASSIFICATION > A078 A027




TURNING INSERTS

OPTINUN GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING
Finish Cutting _ Medium Cutting @ stabie Cutting

‘ General Cutting

R-R/L  Standard Standard 4  Unstable Cutting
NX2525 NX2525 NX2525

TURNING INSERTS !

P Carbon Steel ¢ Alloy Steel ex : aisi 1045, aisi 4140) Ve faing speed
11° POSITIVE INSERTS WITHOUT HOLE ap : Depth of cut.
Cutting Area Chio Broak Gra 1st Recommendation .
p Breaker rade vc (SFM) f(IPR) ap (inch)

F R-R/L NX2525 540—785 .002—.005 .008—.024
‘ L Standard NX2525 460—655 .004—.012 012—.079
Stable Cutting M Standard NX2525 460—655 .004—.012 .012—.079
F R-R/L NX2525 540—785 .002—.005 .008—.024
‘ L Standard UE6110 510—850 .004—.012 .012—.079
General Cutting M Standard UE6110 510—850 .004—.012 .012—.079
F R-R/L UTi20T 280—395 .002—.005 .008—.024
# L Flat Top UP20M 260—395 .004—.012 .012—.079
Unstable Cutting M Flat Top UP20M 260—395 .004—.012 .012—.079

A028



‘ General Cutting

‘ R-R/L Flat Top Flat Top 4 Unstable Cutting

NX2525 UC5105 UC5105

TURNING INSERTS E

‘ : m Medium Cutting

=

K Cast Iron ¢ Ductile Cast Iron &x. : aisino 45 B) ve : Culting speed
11° POSITIVE INSERTS WITHOUT HOLE ap : Depth of cut.
Cutting Area Chio Break Grad 1st Recommendation ‘
p Breaker rade vc (SFM) f(IPR) ap (inch)

F R-R/L NX2525 475—655 .002—.005 .008—.024
‘ L Flat Top uUc5105 440—805 .004—.012 .012—.079
Stable Cutting M Flat Top uc5105 440—805 .004—.012 .012—.079
F R-R/L NX2525 475—655 .002—.005 .008—.024
‘ L Flat Top uc5115 425785 004—.012 012—.079
General Cutting M Flat Top ucs5115 425—785 .004—.012 .012—.079
F R-R/L UTi20T 260—375 .002—.005 .008—.024
# L Flat Top VP15TF 375—525 .004—.012 012—.079
Unstable Cutting M Flat Top VP15TF 375—525 .004—.012 .012—.079

CLASSIFICATION > A078 A029




TURNING INSERTS

A030

TURNING INSERTS

PRECISION BREAKER SYSTEM

ANGULAR AND PARALLEL CHIP BREAKERS (NEGATIVE INSERTS)

ECH

IP CONTROL RANGE

Depth of Cut (inch)

R/L
Breaker
Breaker

Breaker

FS

Breaker

BFEATURES OF CHIP BREAKER

Breaker Features DNGG Type SNGG Type TNGG Type VNGG Type
@ For precision finishing. 4
FS |® Small width lead breaker for good chip control. —_ —_ - —_
@ Sharp cutting edge gives a good surface finish. |
@ For finish cutting. A
F @ Lead breaker controls 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. —_ —_ é _
@ Parallel breaker f di tting. Sy A
RIL |® Gz?d ?:hi[r)ecaorft:oﬂorp;élémrﬁufegg rates. % Lﬁ =
ANGULAR AND PARALLEL CHIP BREAKERS (POSITIVE INSERTS)
BCHIP CONTROL RANGE
« General Steel -« Stainless Steel
E%ﬁ'k!r Standard
=
5 SR
o Breaker Breakér
k)
<
§ Breaker
a
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 automatic lathe machining.
@ The insert design for low resistance controls chip flow.

&

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

@ The parallel breaker for general purpose is suitable for
automatic lathe machining.
@ Excellent chip control for low to medium feed rates.

pr—

=2

=
=

. 4
. 4

Breaker

Features

CCGHICCGT Type | CPGT Type

DCGT Type

TPGH Type | TCGT Type

VBGTNCGT Tipe

WBGT Type

WCGT Type | WPGT Type

FS

@ For precision finishing.
@ Small width lead breaker for excellent chip control.
@ Sharp cutting edge gives a good surface finish.

(- )

@ For finish cutting.
@ Lead breaker controls chip flow.
@ Sharp cutting edge gives a good surface finish.

-
o

A

P g

8

R/IL

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

Standard

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




3D MOLDED CHIP BREAKERS (NEGATIVE INSERTS)
HECHIP CONTROL RANGE

« Difficult-to-Cut Material

* Aluminum Alloy

= =

Q Q

£ £

g Breaker g Breaker
2 FJIFJ-P j2 FJ-P

e Breaker 2 Breaker

a a

TURNING INSERTS

BFEATURES OF CHIP BREAKER
Breaker Features CNGG Type DNGG/DNGM Type VNGG/VNGM Type

@ |deal for heat-resistant alloy.
FJ @ The sharp edge produces good cutting surface. g

@ Ideal for aluminum and copper. E
FJ-P |® The sharp edge produces excellent surface finishes. M

—
==z

MJ | ® The sharp edge produces excellent surface finishes.

@ |deal for heat-resistant alloy and titanium alloy. g g

3D MOLDED CHIP BREAKERS (POSITIVE INSERTS)
BECHIP CONTROL RANGE

« General Steel
« Stainless Steel

« Difficult-to-Cut Material « Aluminum Alloy

Breaker
5 E E MJ-P
g g £ Breaker
< = MJIMJ-P s
% Breaker 96 LBsrg;%rP B‘r’c’ealz’er % BIFesa-kPer
g g FSIFJ < LS/LS-P g "
E &| | (FS-PIFJ-P ) Breaker 8 Braaker

Breaker

BFEATURES OF CHIP BREAKER
Breaker Features CCGT Type DCGT Type TCGT Type VCGT Type | WCGT/RCGT Type

@ Ideal for heat-resistant alloys, titanium alloys, and cobalt chrome

FS alloys.

@ Sharp cutting edges provide excellent surface precision and finish.

@ |deal for titanium alloys and copper alloys.
FS-P |® Sharp cutting edges provide excellent surface precision and
finish.

@ The curved cutting edges support changes in cutting depth-smooth
FJ chip discharge and disposal.
@ The large rake angle highly suitable for finishing difficult-to-cut materials.

@ |deal for aluminum and copper.
FJ-P |® The sharp edge produces excellent surface finishes.

@ I[deal for heat-resistant alloy and titanium alloy and cobalt chrome alloy.
LS @ Breaker protrusion suitable for depth of cut area achieves a
wide range of chip control.

@ |deal for aluminum and copper.
LS-P |® The polished insert face prevents built up edge.

@ The curved cutting edges support changes in cutting depth-smooth
MJ chip discharge and disposal.
@ Large rake angle highly suitable for finish- light cutting difficult-to-cut materials.

@ Ideal for aluminum and copper.
MJ-P |® The sharp edge produces excellent surface finishes.

@ For medium cutting.
SMG |® 3D molded chipbreaker provides good chip control.Breaker
geometry appropriate for copying and back turning.

Do Db D DN
UL IML R IR

@ The high rake angle and 3D curved cutting edge provides sharpness at
AZ the cutting point.
@ Additionally the 3D shape of the rake face enables excellent chip control.

)

~

b

A031



TURNING INSERTS

WIPER INSERT

What is a Wiper Insert?

- The wiper insert is designed with a wiper edge that is
situated where the straight edge meets the corner

@ Improving Surface Finish

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

radius.

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

» Machining at high feed rates
improves cutting efficiency.

/ Wiper

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

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

@ Improving Chip Control

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

TURNING INSERTS

Finished surface
Same surface
roughness

Wiper insert

+
High feed (The feed rate is doubled.)

*Please use a wiper insert at high feed rate.

16 <Cutting Condition> « Eliminating the finishing step by roughing and finishing together
s Work material : AISI 1045 (Separate roughing and finishing steps = Single-step machining)
® tandard Insert X
B ol Insert : CNMG432
£ _ Cutting Speed=655 SFM
©G Depth of Cut=.059 inch
2 -g 8 Feed rate=.008—.024 IPR
2 5 with flood coolant
o . .
S 4 * Reducing cycle times
* Increased productivity
0 T :
0 008 016 024 032 * Avoiding Line-Stoppage
Feed f (IPR)

<Ex>The surface roughness does not deteriorate
(.012"—.024")!

even if the feed rate is doubled

Standard insert

+

The conventional feed condition

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

A wiper insert + machining at conventional feed rate

<The Realization of Reduced Costs!!>

A032

M The 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. anco o ‘gjer\ Rz(W)=Finished surface roughness

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

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°

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

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

End Cutting (The CNMG * WNMG + CCMT
Aggle types are based Not
Non 5° The CNMG type can on the
tricti be used as a wiper at ISO/ANSI.) necesﬁary to
restriction the 100°corner. ad]ust

@ Not Necessary to Adjust
the Machining Program

Conventional machining
programs can be used.

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

@®Restriction for Holders

Use a holder with end cutting angle 93° for improving wiper efficiency. A holder with end
cutting angle 91° can improve wiper efficiency (see the following figure), however, there is no

wiper efficiency with other end cutting
angles (60°, 90°, 107°etc.).

o

Ex):Theoretical surface roughness of

@ Necessary to Adjust
the Machining Program

When machining errors occur, please
adjust the program.

| j@‘“

holders in using the TNMX160412-MW.

(The DNMX-TNMX types are not

S D based on the ISO/ANSI. Please
The hole geometry of the DNMX and TNMX type are Q {::) 12| & Mwen) refer to the next page.)
the same as the DNMG and TNMG types. The "X" 23 —8—— Standard nose radius Standard comer
represents the special geometry of the Corner point. ‘ S5 8 radius Wiper corner
3 f / radius
End Cutting Angle g8 4
93° gg ,
e 220 Adjustment
(Specified) =2 7 004 .008 .012 .016 .020 .024 necessary

Feed f(IPR) <Example of insert point>



BAdjustment of machining programs 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)

.0004 inch

Standard insert

DNMX, TNMX
type

Corner radius .016",.031": .0016 inch
Corner radius .047" :.0020 inch

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

TURNING INSERTS

Geometry of
adjusted program

Note1) Adjust the angle toward the normal line in the case where the
adjustment number is minus ( 8 =60°—70°) and is not machined completely.

Classification

Taper Angle 6°
Nose Radius
-25—-15 -10 -5 0 5 10 15 20—35 40 45 50 59] 60—65 70 75—85 90
.047 .0016 .0012 .0004 0 .0008 .0012 .0016 .0020 .0016 .0016 .0008 .0004 | -.0004 0 .0004 0
.031 .0012 .0008 .0004 0 .0004 .0008 .0012 .0016 .0012 .0012 .0008 0 -.0004 0 .0004 0
.016 .0008 .0004 .0004 0 .0004 .0004 .0008 .0008 .0008 .0004 .0004 0 -.0004 | -.0004 0 0

Values— + numbers:adjustment of relief angle, -numbers:adjustment of plunge in angle (inch)

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 .079" when using a corner R .047" type insert.
= Work R + the adjustment value Geometry of adjusted

*No adjusting the corner radius in this case. program

The corner radius The adjustment amount on the

of the insert workpiece radius. H

\

~=-

R.084"
=.079" +.005"

Work radius Adjusted conditions

Corner Radius .016" = Work Radius+.0020"

'
1
1
1
1
1
1
1

J

Corner Radius .031" = Work Radius+.0043"

Workpiece

Workpiece I
radius .079"

radius .079"

Corner Radius .047" = Work Radius+.0055"
The actual machining
geometry

In correcting corner radius:
It is not necessary to adjust the machining program, however, machining errors can occur within max.
The Easy-to-correct Method : 0012 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 .079" when using
= approximation an insert with a corner radius R .047".

*No adjustment required in machining program.

N

The corner radius The value of corrected
of a insert corner radius = approximation

Corner Radius .016"= R.0142"
Corner Radius .031"= R.0299"

Corner Radius .047" > R.0457"
Others) The value of correction is same for both DNMX and TNMX. Discriminate them by the size of corner radius.
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TURNING INSERTS
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TURNING APPLICATION RANGE

P STEEL M STAINLESS STEEL
Cermet and Coated Cermet &
1310 985 ﬁ
\ 2
CVD « PVD Coated Carbide ~ 6
UE6105 MC7015 r4
S 985 | |AP25N = =
b VP25N ", & x
) 8 L 655
° . MC6015 S et
] ]
o \ o
N 655 N%%ggg ‘.‘ 2 CVD « PVD Coated Carbide
2 MP3025 . MC6025 2
3 " VP45N l:"\MQ6305 Cemented Carbide 3 530
330 B V_P1 5TF 5
” ij|:|-6400 o " Cemented Carbide
0 .008 .016 .024 .032 0 .004 .008 .012 .016 .020 .024
Feed (IPR) Feed (IPR)
K CAST IRON N NON-FERROUS METAL
1520 T
' H Sintered CBN ‘
[ TN |.solidceN
. : MBS140 2625 | | MD205
1310 MB4120 : \
| MB710 : MD220
MB?30 E MC5005 MD230 Sintered Diamond
8 % ; 8
g o Cermet gnd Coated c‘ermet 8 Cemented Carbide
g ; CVD * PVD Coated Carbide 2 J/
g 655 VP25N © MC5015 g 1310 | |
g NX2525 | g \/
3 “VP1ORT 3
""" “V‘P1 5TF
330 HTiO5T s 655 L | HTi10
Cemented Carbide
HTi10
I~
0 .008 .016 .024 .032 0 .004 .008 .012 .016
Feed (IPR) Feed (IPR)
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TURNING APPLICATION RANGE

@ Recommendation of the insert grade based on cutting speed and conditions for each work material.

P STEEL (Medium-Rough Cutting)

P STEEL (Finish Cutting)

TURNING INSERTS !

A036

1310 1310
UE6105 | |
985 et 7777777777777 85 oo oo
H z
@ 2] AP25N
3 MC6015 o MP3025
S 655 MC6025 3 655
& MC6035 &
2 2
£ £ NX3035
o © NX2525
330 VP15TF 330 | |-----------------
0 l l 0 l
® ¢ ¥ ® ¢ $
Cutting Conditions Cutting Conditions
M STAINLESS STEEL K CASTIRON
985 T T 1520
‘ | 1310 MC5005 S
% 655 e E
8 MC7015 | | 3
D | | D
2 . MC7025 | 2
) | ! ) MC5015
G 30| e { MP7035 3
VP15TF 1
| 330 | NX2525 VPASTF
0 l l l l
0
@ G & ® ¢ ¥
Cutting Conditions Cutting Conditions
K CAST IRON (CBN)
4550
MB4120
MB730
S 3050
[T
2
g
&
2
£ MB710
O 1520
0

Cutting Conditions



B CUTTING CONDITIONS

‘ Stable Cutting

Continuous Cutting
Constant Depth of Cut
Pre-Machined

Securely Clamped Component

‘ General Cutting

Cutting Speed (SFM)

Cutting Speed (SFM)

Cutting Speed (SFM)

1830

1310

655

100

75

50

25

1310

985

655

330

‘N NON

-FERROUS METAL

¢ 3

Cutting Conditions

'S HEAT RESISTANT ALLOY

¢ &

Cutting Conditions

'H HARDENED MATERIALS (CBN)

BC8110

BC8105

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

Cutting Conditions

Cutting Speed (SFM)

Cutting Speed (SFM)

Heavy Interrupted Cutting

# Unstable Cuthng Irregular Depth of Cut

Low Clamping Rigidity

"N NON-FERROUS METAL (PCD)

4550
3050

1520

¢ ¥

Cutting Conditions

'S TITANIUM ALLOY

100

75

50
40 |-

25 |-

Cutting Conditions

TURNING INSERTS E
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A038

TURNING INSERTS

COATED CARBIDE (CVD)

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

B SELECTION STANDARD
@TURNING

q Cutting Recommended Cutting S
Work Material Mode Recommended Grade Speed (SFM) 1ISO Application Range
985 4 0 1)
UE6105 (655 — 1310) w012 {3
Continuous 820 | I-IDI g I
Cuttin
9 MC6015 (490 — 1310) 20 &
p Steel P| ( §
655 30
MC6025 (330 — 920) | \ = / i
Interrupted 40 8
Cuttin 490 o
¢} MC6035 (260 — 665) J S
655 ]
10
Continuous MC7015 (525 — 820) 10 /@
Cutting . ( E
20 g
Stainless Steel MC7025 490 I Q
M (390 — 655) M )
Continuous 30 B
and b s o
Interrupted 330 40 ~
Cutting Us735 (260 — 390) l \ 8
1 3
Continuous 985 N =} n
Cutting MC5005 (655 — 1310) 107\ 8 “( 5
Cast Iron = 3
K/|Ductile Cast Iron K|20 | \E
Interrupted 820
Cutting MC5015 (490 — 985) 30
Heat Resistant | _Continuous 260 3
l Alloy and (I:nl}teﬁrrrltépted US905 (165 — 330) §

High reliability for a wide range of steel machining.

MC6015

Nano-Texture Technology
The optimized crystal growth in

linear direction of Nano-texture
coating technology maintains fine
surface and provides outstanding
wear and chipping under high
speed cutting conditions.
TOUGH-Grip Technology
The interface between the layers is
controlled at the nano level, allowing
the TOUGH-grip layer extremely
high levels of adhesion to prevent
delamination.

Smooth coating surface

Prevents abnormal damage,
welding and chipping

Ultra thick layer
Nano-texture Al20s3

Delivers outstanding wear
resistance even at high
temperature

TOUGH-Grip

Prevents delamination of a
coating

Nano-texture TiCN

Provides superior wear resistance
and chipping resistance

Special carbide substrate

Prevents crack development
Stable tool life



B GRADE CHARACTERISTICS

TURNING INSERTS

Substrate Coating Layer
Work Material Grade Hardness (HRA) Composition Thickness
UE6105 90.8 Accumulated TiCN-AI203-Ti Compound Thick
MC6015 90.2 Accumulated TiCN-AI203-Ti Compound Thick
UE6110 90.3 Accumulated TiCN-AI203-Ti Compound Thick
? Steel MC6025 90.2 Accumulated TiCN-AI203-Ti Compound Thick
MC6035 89.5 Accumulated TiCN-AI203-Ti Compound Thick
UH6400 89.5 Accumulated TiCN-AI203-Ti Compound Thick
MC7015 90.7 TiCN-AI203-TiN Thin
M| Stainless Steel MC7025 89.4 TiCN-AI203-TiN Thin
USs735 89.0 Ti Compound Thin
MC5005 91.0 TiCN-AI203 Thick
K Ducﬁlzséggplron UC5105 92.2 T?CN-AI203 Th?ck
MC5015 91.0 TiCN-AI203 Thick
UC5115 91.0 TiCN-AI203 Thick
B Hoat Seeistant US905 92.2 TICN-AI203-TiN Thin

Note 1) Hardness shows representative value of the substrate.

For interrupted cutting, medium to low surface speeds

MC6035

Prevents severe damage for
increased stability

The smooth coating surface
provides excellent welding
resistance.

With the thickened TiCN,
MC6035 also achieves superior
wear resistance for increased
stability.

stress is prevented.

Impact stress when interrupted cutting
—
-~ E—

Tensile
stress

Tensile
stress

[ —
<—L—>

Conventional coating
Impact stress when interrupted cutting

Tensile
stress

Tensile
stress

MC602

MC6035 MC6035

Reducing the effect of severe fracturing

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

Conventional products
tend to result in fracturing
because impact stress

is transmitted deep into
the coating layer during
interrupted cutting.

MC6035 has succeeded in
alleviating tensile stress in
the coating layer therefore,
cracks that can develop

by impact stress can be
prevented when interrupted
cutting.
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A040

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

substrate.
B SELECTION STANDARD
@TURNING
Work Material Recommended Grade Recommenc:gcli:'\(/‘i;nting Speed ISO Application Range
390 ]
VP10RT (330 — 490) 10— /'E
390 Ay = m s
P Steel VP15TF 330 %00) Pl ] & /B ] z
i \E \ [
=]
390 40 >
UP20M (330 — 490) i
390 ]
VP10RT (330 — 490) 10 .
VP15TE 390 i / S
) (330 — 490) 20 - i =
Stainless Steel M = \n. /|- /
M UP20M 390 30 > e &
(330 — 490) ] \n_ \._ /g
390 40 > (8!
MP7035 (330 — 490) 1 \ &
390 il
VP10RT (330 — 490) 10 .
Cast Iron VP15TF 390 K|20— / g
K (330 — 490) i \E /l.._. E
VP20RT 390 30 > TS
(330 — 490) 1 \% S
195 s /3
MP9005 (100 — 300) 10—{8 {g
i o
, 160 =\2 HE
g | Heat Resistant Alloy MP9015 (80 — 260) $|20 i \E ig
80 30 [
MP9025 (65 — 100) _ \=

ISO Turning Inserts for Difficult to Cut Materials

MP9005/MP901 5/MP9025__

NEW

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

ISO Grade Grade Concept Application
S01 MP9005 Top-quality grade focusing on wear resistance Fm?:ﬁ-ﬁn%ﬂislf?nmcﬂﬁ%g
S10 MP9015 First recommendation for general applications Mggﬂriﬁgitgatéjlt%g
S30 @MP9025 Prevents severe damage for increased stability Interrugtee?jt Blieizir?ttﬁ'\r’]éﬁgl;lﬁ%utting




CERMET

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

@ NX3035 for wet cutting.
@ NX2525 for dry cutting.
ESELECTION STANDARD
»
@TURNING £
[T}
) ) 7]
Work Material C,\xct)téneg Recommended Grade Recog:)rgeegczgclj:'\%yttmg 1ISO Application Range 5
z
Z
Continuous 720 ] %
Cutting NX2525 (590 — 820) 1 =
0
P Steel P g ( S /
N 10
Interrupted 655 20 x i
Cutting NX3035 (620 — 850) | \ = 2
F 4
10
Cast Iron A 0
K| Ductile Cast Iron | Finishing NX2525 (490580690) kKl A ( o
N
20 \ §

B GRADE CHARACTERISTICS

Grade Hardness (HRA)
NX2525 92.2
NX3035 91.5

Note 1) Hardness shows representative value of the substrate.

A041



TURNING INSERTS

A042

TURNING INSERTS

COATED CERMET

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

ESELECTION STANDARD

@TURNING
q Cutting Recommended Cutting S
Work Material Mode Recommended Grade Speed (SFM) 1ISO Application Range
Continuous VP25N 785 10; = =
Cutting AP25N (620 — 950) g g
o o m
P Steel P |20 > < N
, \ s
Interrupted 755 -4
Cutting MP3025 (590 — 920) 30 \
Cast| VP25N 525 107 & &
ast Iron N i
K' Ductle Cast Iron | Finishing AP25N (360 — 755) K 2 g E

Effective for production of small parts.

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

MP3025

MP3025 provides
improved adhesion for
coating layer due to

Substrate surface provides
excellent adhesion strength for
coating layer.

the newly-developed
special substrate.
Uniform flank wear

Substrate with superior fracture
resistance and thermal shock
resistance.

allows prolonged
machining that
maintains excellent
surface finish.




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
O®TURNING

7
|—
R ded Cuttin ﬁ
Work Material Recommended Grade ecoSrr;)n;:g (SFM) 9 1ISO Application Range <£
] 2
10 z
P Steel uTi20T 330 P20 =
(195 — 425) i s [t
30 N
- =
=
10
M| Stainless Steel UTi20T 330 Ml20—
(195 — 425) ] S
30 N
J =
=
. 395 1 b
HTi0ST (260 — 490) 10 2 o
. 330 il T E ;
K Cast Iron HTi10 (165 — 490) K |20 ] T :-?.
. 330 30 =
UTi20T (165 — 490) 4 5
10— o
4 =
N | Non-Ferrous Metal HTi10 (3309_8?970) N 20 ] ':E
30
i = 10
MT9005 230 10 el (8| [el /e
. RT9005 (165 —330) i |°_’ |°_’ S S
s Heat R_Igsmtant Alloy s/20 s o B \2
i Alloy i = (-4
MT9015 195 30
RT9010 (130 — 260) i
EMAIN COMPONENT AND APPLICATION
1ISO Main Component Characteristics Work 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
N HTi0O5T 92.5
K HTi10 92.0
S MT9005/RT9005 92.2
MT9015/RT9010 92.0

Note 1) Hardness shows representative value of the substrate.
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MICRO-GRAIN CEMENTED CARBIDE

@ Compared to general cemented carbide, micro-grain alloy has higher wear resistance and higher toughness.

(7]
|—
14
w
2
5 SELECTION STANDARD
4
E Cutting Tool Recommended Grade Work Material
P
Turning Inserts
Milling Inserts TF15 c Stfle'
Carbide Drills astiron
GRADE CHARACTERISTICS
ating *
Grade Grade Characteristics 1SO Wear Fracture Corrosion
Hardness (HRA)[ T.R.S (Gpa) Resistance Resistance Resistance
TF15 91.0 4.0 K20 (¢} O ()

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

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

S| ©
S| 2| Breaker Name '
B S Cross Section
S| 0 and Features
2|3 Picture CgimEy
'ce < |+
o - For finish cutting of steel Carbon SteelAlloy Steel Corner
@ Offers good chip control in wide cutting conditions 21?; 20
- Stable chip control in wide range. é:om
g Available to both general and low carbon steel cuttings. 3 039 20° Flank
> _ A good surface finish through the 20° positive high rake angle. ’ o 0L04__|012 20 ~
g COfPR) CNMG432FP
. - Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel 1 Corner
alloy steel and stainless steel ~18 v
Double sided chipbreaker. £gore Flank
Stable chip control even at small depth of cut. Z.039 12"%M
% 0 004 .008 012 .016
] f (IPR) CNMG432FH
; - Alternative breaker for finishing mild steel Mild Steel 1go Corner
Double sided chipbreaker. %'118 B’\ﬁ
Stable chip control even at small depth of cut. £:079 Flank
Sharp edge gives best performance. 039 — 8°
0 ".004.008 012 .016
f (IPR) CNMG432FS
Recommendation for finishing mild steel Mild Steel 150 Corner
Double sided chipbreaker. %'118
Effectively controls chips. £079 Flank
Suitable for mild steel finishing. 039 [ 15° 008
0 004008 .012.016
f (IPR) CNMG432FY
= s .
£ Recommendation for finishing difficult-to-cut Difficult-to-Cut Materials 440~ COrner
£ materials _118 v
(&) Double sided chipbreaker. £079 Flank
L= Ideal for heat-resistant alloy. &.039 9°
0 The sharp edge produces good cutting surface. 0 05 008 B2 016
i.% The curved edge allows smooth chip discharge. TFUPR) CNGG431FJ
Recommendation for finishing titanium alloy Titanium alloy 1ger COmmer
Double sided chipbreaker. %'118 v
Ideal for aluminum and copper. £:079 Flank
The sharp edge produces excellent surface finishes. S .039 9°4>’\/—
The curved edge allows smooth chip discharge. 0" ohT otE 0TI 1
The polished insert face prevents built up edge. ’ f-(IPR‘) ’ CNGG431FJ-P
Alternative breaker for finishing carbon steel and Carbon Steel-Alloy Steel 5., Corner
A alloy steel _1e B'\/—/—
o Sy Double sided chipbreaker. £.079 . Flank
Ol G class insert tolerance is suitable for workpieces requiring close 039 15 W
O _ d|men3|or_1al tolerances. 0 501 058 013516
Stable chip control even at small depth of cut. f(IPR) CNGG431PK
- Precise f|n|sh|ng Carbon Steel-Alloy Steel Flank
Double sided chipbreaker. %'118
W A narrow angled chipbreaker for good control. £:079 14°
The sharp edge produces a good surface finish. 039 o
_ 0 "".004.008 012 .016
f (IPR) TNGG331RFS
- Finishing Carbon Steel-Alloy Steel Flank
Double sided chipbreaker. 2'118
4 L Angled chipbreaker controls chip flow. 2079 14°
F The sharp edge produces a good chip discharge. S .039 0 5'\/—
0004 .008 .012.016
f(IPR) TNGG331RF
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Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
ol | A ©
ko] £
DNMG_FP VNMG_FP WNMG_FP

CNMG_FP

SNMG_FP

TNMG_FP

© A104 © A112 © A120 © A134
DNMG_FH VNMG_FH

© A104 O A112 © A120 © A126 ©A134 ©A138
CNMG_FS DNMG_FS SNMG_FS TNMG_FS VNMG_FS WNMG_FS

© A104 ©A112 ©A120 ©A126 ©A134 ©A138
CNMG_FY DNMG_FY TNMG_FY

© A104 © A2 ©A126 ©A138
CNGG_FJ DNGG_FJ VNGG_FJ

@ A104 @ A112 ©A134

CNGG_FJ-P

(r—

© A104

DNGG_PK
©A113 ©A126
TNGG_R/L FS
L
é
©A126
TNGG_R/LF VNGG_RI/L-F
e o o
O A127 ©A134

TURNING INSERTS
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

f (IPR)

c| ®
2| 2| Breaker Name i
B & Cross Section
o8 and Features
g|3| Picture Geometry
<|H—
- Recommendation for light cutting of carbon steel Ca:g?” Steel-Alloy Steel _o&c-’-mer
and alloy steel =18 15°
Double sided chipbreaker. -\E/_(ng Flank
Stable chip control in light cutting range. & 039 = ” oogr lan
The curved edge allows smooth chip discharge. 0 504 o012 020
f(IPR) CNMG432LP
Recommendation for light cutting of stainless steel ~ Stainless Steel 150 Corner,
Double sided chipbreaker. 5118 S’Q'/_
Stable chip control in light cutting range. £ o079 R
Breaker with high rake angle provides excellent burr control. ©.039 \'\_J»— 20 W
0 "004 012 .020
f(IPR) CNMG432LM
Recommendation for light cutting of cast iron Cast Iron T Flank
Narrow positive land provides low cutting resistance and excellent Z 118 - 15° .006"
finish. 5_079 11
Q. — o
©.039 p— 6
0 004 .012 .020 CNMG432LK
f (IPR)
Recommendation for light cutting of Difficult-to-Cut Materials Flank
difficult-to-cut materials =118 006"
Enhanced chip disposal for depth of cut smaller than the corner R. émg 20
©.039
0 004 .012 .020 CNMGA32LS
f(IPR)
c Recommendation for light cutting of carbon steel, Ca:g;’” SteelAlloy Steel ., Corner
£(9 alloy steel and stainless steel =i v
S| © . . 5 "
O 6 Double sided chipbreaker. . £ o709 159 .008 Flank
- Can be used at low depth of cuts and high feed rates. ©.039 w
-g_, = The curved edge allows smooth chip discharge. 0 oo ova 020
5 Recommended for workpieces in the 160—250HB range. TUfePR) CNMG432SH
Alternative breaker for light cutting of carbon steel Carbon Steel-Alloy Steel (ﬁ;.r."er
and alloy steel - 25 =
Double sided chipbreaker. ;%079
i i a’ o .013"  Flank
Superior chip control at small depth of cuts. & 039 25
Covers copying and back turning with wavy edge. m— 8°
} ; 07004 012 .020
Recommended for workpieces in the 200—300HB range. ’ f(IlPR) ' CNMG432SA
Wiper insert for light cutting of carbon steel and alloy steel Ca:g;’“ Stee‘"A‘"oT Steel 18 ogg.mer
Double sided chipbreaker. 2:118 7°
The wiper allows up to two times higher feed. émg —{
Wiper design for increased productivity and improved surface finish. 2 039 18°77—008"  Flnk
0 004 012 .020 T
f(IPR) CNMG432SW
Recommendation for light cutting of mild steel Mild Steel 10°W
Double sided chipbreaker. 3:118
Effectively controls chips. §_079 008" Flank
Recommended for workpieces in the 200—300HB range. S0z 1L 10°;>F\ﬁ
0 004 .012 .020 CNMGA432SY
f(IPR)
Alternative breaker for light cutting of carbon steel Carbon Steel Alloy Steel  42- Corner
and alloy steel =118
Double sided chipbreaker. -\E,:079 Flank
Can be used at small depth of cuts. & 039 12°M
The curved edge allows smooth chip discharge. 0 m—
004 012 .020

CNMG432C




Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
0 ©
57
CNMG_LP DNMG_LP SNMG_LP TNMG_LP VNMG_LP WNMG_LP
@ A105 @ A113 @ A120 @ A127 @ A134
DNMG_LM SNMG_LM TNMG_LM VNMG_LM
@ A105 @ A113 @ A120 @ A127 @ A135 @ A138
CNMG_LK DNMG_LK SNMG_LK TNMG_LK VNMG_LK WNMG_LK
@ A105 @ A113 @ A120 @ A127 @ A135 @ A139
CNMG_LS DNMG_LS TNMG_LS VNMG_LS WNMG_LS
© A105 @ A113 © A127 © A135 © A139
CNMG_SH DNMG_SH SNMG_SH TNMG_SH VNMG_SH WNMG_SH
IS [ =
i = PN
e — ]
@ A105 @ A121 @ A127 @ A135 @ A139
CNMG_SA SNMG_SA TNMG_SA VNMG_SA WNMG_SA
. %ﬁ_n iﬁa;ﬁ"
©A105 O A4 O AI121 O A127 OA135 ©A139
DNMX_SW TNMX_SW WNMG_SW
; y -~
A~y p Ko
R Lo =
@ A105 @ A114 @ A127 @ A139
CNMG_SY DNMG_SY SNMG_SY TNMG_SY WNMG_SY
@ A106 @ A114 @ A121 @ A128 @ A139
CNMG_C DNMG_C SNMG_C TNMG_C WNMG_C
-]
m—
© A106 © A114 @ A121 © A139
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CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c | ®
S| 2| Breaker Name g
®| S Cross Section
S| 2 and Features
23| Picture (CERmaly
|¢2 << |+
e - Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel-Alloy Steel
n A and alloy steel o Flank
= o N Double sided chipbreaker. E:ow 15° 008
g O =—— Angled chipbreaker controls chip flow. & 039 7&
> = Excellent chip control at low to medium feed rates.
= 07004 012 .020
% f(IPR) SNMG432R1G
= Light cutting Carbon Steel-Alloy Steel
() . . 157 Flank
7] Double sided chipbreaker. = 118 "
© i 5 .. 010
= Parallel chipbreaker. £ o079 14
g, O Excellent chip control at low to medium feed rates. g 039 bﬁ\ﬁ
E= o 07004 012 020
= f (IPR) TNGG331RK
o — :
= Recommendation for light cutting of Difficult-to-Cut Materials  430,—_Corner
o 9 difficult-to-cut materials 87
el S8
—|®© Double sided chipbreaker. e — Flank
O Ideal for heat-resistant alloy and titanium alloy. S 030 «l 9°
= The sharp edge produces excellent surface finishes. ’
0 004 .012 .020
The curved edge allows smooth chip discharge. : f(li’R) : CNMG432MJ
Recommendation for light cutting of difficult-to-cut materials ~ Dificult-to-Cut Materials . Corner
% Double sided chipbreaker, Single sided chipbreaker. 2:118 w
© G class insert tolerance is suitable for workpieces requiring close é o079 M1
(®) dimensional tolerances. %’039 <| 9° Flank
O Ideal for heat-resistant alloy and titanium alloy. ' 0 o0a 012 D20
The sharp edge produces excellent surface finishes. : f(li?R) : CNGG432MJ
Alternative breaker for medium cutting of carbon Carbon Steel Alloy Steel oocg,r ner
steel and alloy steel =1y 15° [~
Double sided chipbreaker. £.118 [ |
Suitable for medium to light cutting. %'g;g [ H 190 /008" Flank
Breaker geometry appropriate for copying and back turning. "o 007 052 020
Good balance of sharpness and strength. f(IPR) CNMG432MP
Breaker with high rake angle reduces burr S‘azi;‘éess Steel Corner
formation = 197 1 6° —
Double sided chipbreaker. \E, 118 1 1]
Simulation analysis technology assisted in the development & 430/ 1 10° 012" Elank
of an optimized cutting edge land geometry, preventing plastic 0 007 092020 028
> deformation and extending tool life. f(PR) CNMG432MM
-E Recommendation for medium cutting of cast iron Caiyro“ Flank
o .
=] % Optimum balance between sharpness and high edge strength g57 ] 150 .010"
Ol® for general use. E.18[ ]
079
g © %.039 1 3°
5 = 0 004 012 020
b f(PR) CNMG432MK
= . . . . i
Alternative chip breaker for light to medium Stainless Steel 250 T opner
cutting of stainless steel =157 L L "
G’ - || 15
Double sided chipbreaker. é-g;g l . 020"
Alternate chip breaker to main chip breakers LM and MM. %:039 - l: 25 Flank
Excellent notch wear resistance for light to medium cutting. 0 004 012 020 15
f(IPR) CNMG432GM
Recommendation for rough cutting of cast iron Ca?;ﬁ'm” T Elank
- an
Positive land increases welding resistance and suppresses chip Z 197 ‘ 150 .010"
welding and abrasion at low speed cutting. £ e
o 18]
® 039 1
0 004 .012 020 .028
f(IPR) CNMG432GK
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Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
0 & | ©
£57
SNMG_R/L1G | TNMG_R/L 1G
m—
B A
@ A121 © A128
TNGG_R/ILK
/eé
@ A128
CNMG_MJ DNMG_MJ TNMG_MJ VNMG_MJ WNMG_MJ
© A106 @ A114 © A135 © A139
CNGG_MJ DNGM_MJ VNGM_MJ
© A106 ©A135
CNMG_MP DNMG_MP SNMG_MP TNMG_MP VNMG_MP WNMG_MP
s : i
@ A106 @ A115 @ A121 @ A128 @ A135 @ A140
CNMG_MM DNMG_MM SNMG_MM TNMG_MM VNMG_MM WNMG_MM
O A115 O A121 ©A129
CNMG_MK DNMG_MK SNMG_MK
©A107 OA122 ©A129 O A136 ©A140
CNMG_GM SNMG_GM TNMG_GM VNMG_GM WNMG_GM
F II | .
i) ] OH AN ="
-
@ A107 @ A115 @ A122 @ A129 © A136 @ A140
CNMG_GK DNMG_GK SNMG_GK TNMG_GK VNMG_GK WNMG_GK
@ A107 @ A115 @ A122 @ A129 © A136 @ A140
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

| o
2| 2| Breaker Name .
g S Cross Section
S| e and Features
5|2 Pict Geometry
2l icture
Recommendation for medium cutting of carbon Carbon Steel Alloy Steel | oomer
steel and alloy steel ey \ 2°[
First recommendation for finish to light cutting of ERtEImm 6
cast iron ég;g 1] ; 2207~008" ook
Double sided chipbreaker. " 004 012 020 6°
Positive land provides sharp cutting action. T FUPR)
(IPR) CNMG432MA
Recommendation for medium-heavy cutting of mild steel ~ Carbon Steel Alloy Steel QGorner
Alternative breaker for medium cutting of carbon steeland ~ _" ;7 \ 16
alloy steel 118 i
Double sided chipbreaker. %ggg [ ] 16° .014 Flank
Flat land offers high edge strength. o i 0‘12‘ 0‘20
A wide chip pocket prevents chip jamming at large depth of cut. f(IPR) CNMG432MH
Recommendation for medium cutting of cast iron Carbon Steel Alloy Steel 'o?g‘..'"e’
Alternative breaker for medium cutting of carbon steel _ %/ 15
and alloy steel S g
Double sided chipbreaker. %.o;g 150 010" Flank
Flat land offers high edge strength. 0 . [ []
.004 .012 .020
f(PR) CNMG432
Wiper insert for medium cutting carbon steel and Carbon Steel-Alloy Steel oc.,;g..mer
197 ] 19° [~
alloy steel 157
pea
Double sided chipbreaker. S8 012"
The wiper allows up to two times higher feed. %g;g 19° [T Flank
3 A wide chip pocket prevents chip jamming. 0 567 513 050
ol © f(PR) CNMG432MW
€|O , . , : - : ST
Els First recommendation for medium cutting of Difficult-to-Cut Materials 25 020"~ Corner
5 difficult-to-cut materials, ~1s7 15°
< Alternative chip breaker for medium cutting of E187] S~ 020"
g stainless steel. gl 25 Flank
o Alarge two-step rake corner creates chips without squeezing and entangled shapes. 0 004 .012 .020 15
g Applicable to MP9005, MP9015, MP9025, MT9015 f(PR) CNMG432MS
Alternative chipbreaker for medium cutting of stainless ~ Stainless Steel 25° [ {0200 Corner
steel, mild steel and difficult-to-cut materials = sy FHN 15
The sharp edge gives best performance. é'ﬁs ] N o 020"
Flat top breaker shape offers high edge strength. %'g;g L i: 25 : Flank
Applicable to grades other than MP9005, MP9015, MP9025, MT9015 "0 504 012 om0 15°
f(PR) CNMG432MS
Alternative chipbreaker for medium cutting of Stﬁig;ess Steel Flank
stainless steel ~ter an
Double sided chipbreaker. E118[ ] 150 —006"
Good balance of edge strength and sharpness. %g;g
Right- or left-hand breaker for unidirectional chip control. 0 | [
.004 .012 .020
f(PR) TNMG331RES
Alternative chipbreaker for medium cutting of Carbon Steel-Alloy Steel Flank
carbon steel and alloy steel ~tsr an
Double sided chipbreaker. 2118 440 008"
Parallel chipbreaker controls chip flow. %'g;g L
Good chip control for medium feed rates. S
.004 .012 .020
f(PR) TNMG331R2G
Medium cutting Carbon Steel-Alloy Steel
(7)) ) . 97 Flank
7)) Double sided chipbreaker. g87 .
8 Parallel chipbreaker. £.118 14° -010
o —— Good chip control for medium feed rate. %g;g [
O _ 0004 .012 .020
f (IPR) TNGG331R
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TURNING INSERTS

A054

TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c|
2| 2| Breaker Name '
B S Cross Section
S and Features
sl o . Geometry
2le Picture
Recommendation for rough cutting of carbon Carbon Steel Alloy Steel .Oﬁg.'."e"
and alloy steel 2 L] 3
5197 [ 1
Double sided chipbreaker. E mn * .
For interrupted cutting and cutting through scale. %‘118 e ': 013" Flank
Good balance of cutting edge strength and low cutting ‘038 [ 1]
resistance 004 012 020 .028
. f(PR) CNMG432RP
- Recommendation for rough cutting of stainless steel Stazi;‘éess Sie‘e" Sorner
Double sided chipbreaker. = 107 ] ~oH 3
/ Excellent fracture resistance during interrupted cutting due to £ 18 (] [ .
| the optimum cutting edge land angle and honing geometry. ST 7 6 012 Flank
039 i
_ 0 7004 012 020 028
f(PR) CNMG432RM
- Recommendation for rough cutting of cast iron Cag;gm“ Flank
Seating surface and wide land 3 or more times that of conventional 197 = 15° .014"
o products provides high cutting stability for interrupted machining £ 18 1]
c and scale removal. S -
= 039 11
= i 0 7004 012 .020 .028
O|® f(PR) CNMG432RK
= = Recommendation for rough cutting of Diffzi;’g“"""C“t Materials Flank
S = difficult-to-cut materials = \ 008"
197 o i
DO: " Seating surface and land width 3 or more times that of conventional £ 118 i 25(
products and provides high cutting stability for interrupted S I 10°
machining and scale removal. 038 LLT
004 .012 020 .028
f(PR) CNMG432RS
- Recommendation for rough cutting of Carbon Steel Alloy Steel Sorner
carbon steel, alloy steel and stainless steel - TH 18°
5197 ] I
&\\. Double sided chipbreaker. E 18 (] ] 013"
For interrupted cut and removing scale. S ’: 18° . Flank
- A combination of wide land and large chip pocket allows high feeds. 033 L[]
004 012 020 028
f(PR) CNMG432GH
- Recommendation for rough cutting of Difficult-to-Cut Materials Corner
difficult-to-cut materials - 18° g
5 197
| . Double sided chipbreaker. £ "
118 o 7006
3 Excellent balance of edge sharpness and strength. =3 \ 18 Flank
Edge geometry with high face wear resistance. OB LLLL
004 012 020 .028
f(PR) CNMG432GJ
- Recommendation for heavy cutting of mild steel and  Mild Steel P T
stainless steel M =
5 394
Single sided chipbreaker. £ [ I 017"
Appropriate for the lower end of the heavy cutting region. g-2% H N 22°[ ~<5  Flank
Low cutting resistance due to positive land and curved edge. 073 I 6°
Teardrop dots improve chip control without increasing cutting resistance. TURIPR)
> (IPR) CNMM644HZ
£ Recommendation for mild steel and stainless steel Mi'g1§‘ee'
it B -
5 3 Low resistance due to narrow flat land. E 236 (1] I .
O ‘6“ Achieves high chip breaking ability. £ 155 01 15° 013
> ©.079 HH
4 o |
% .004.(%15'.:9%.023 CNMMB44HL
Assist breaker for mild steel and stainless steel M”SMS‘GH
Flat land provides outstanding balance between cutting edge strength %4394 LU
and sharpness. £ ,,Q, 16° .013"
sz D]SR
079 1T
008 .024 039 .055
f(|pR) CNMM644HM
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TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITH HOLE

c| o
2| 2| Breaker Name ]
w5 Cross Section
S| S and Features
BS|o : Geometry
P 2 Picture
=
e Recommendation for heavy cutting of Carbon Steel Alloy Steel ., Corner
& carbon steel and alloy steel = FH
394 7] N
Z Single sided chipbreaker. £ \l 020"
(Y A iate for the medi f the h ti i o236 1] 21°[ =5 Flank
> ppropriate for the medium range of the heavy cutting region. 2
= The flat edge and chamfer provide a balance of sharpness and strength. -078 i 0\24\ 0\39\ o
% > Variable land and a wavy chipbreaker for good chip control. £ (IPR) CNMM644HX
= £ Assist breaker for general steel and alloy steel Carbon Steel-Alloy Steel
) . T T
‘S % High cutting 'edg'e strength. o . 2 394 0.58mm
O|l= Excellent chip discharge even with high feed and high depth of cut. £ e 20° —
> (@) o P
% s © o7 1
008024 .039 .055
:‘Il:, f(IPR) CNMM866HR
Alternative chipbreaker for heavy cutting of carbon  Carbon SteelAlloy Steel C°me527..
steel and alloy steel _ L] :
S 394
Single sided chipbreaker. £ ::7/ 20° 027"
Appropriate for the upper end of the heavy cutting region. 9236 1] ”Q
Wide land and large chamfer offer high edge strength. 073 S
A wide chipbreaker prevents chip jamming. ) f(lPk) ' CNMM644HV
Recommendation for rough cutting of cast iron Cast Iron
» 276 I
n Double sided flat insert. 407 H 0°
© Most effective in unstable machining i.e. interrupted cuts due to £ !
g O high edge strength and stable fitting on the shim. %'118 T
o= 039 [T 11171
= 0004 .012 .020 028
k7 f(PR) CNMA432
©
(& For cast iron Cazs; 6Iron
3 3 Double sided flat insert. %A197 ] 0°
| c Most effective in unstable machining i.e. interrupted cuts due to £ !
) high edge strength and stable fitting on the shim. %'118 T
Q] G class tolerance for use on workpieces requiring close tolerances. 039 [T]
0004 .012 .020 .028
f (IPR) DNGA432

A056
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TURNING INSERTS

A058

TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

(=3 )
2| 2| Breaker Name ;
®| S Cross Section
S| S and Features
2|3 Picture Geometry
<[°
- Recommendation for finishing carbon steel and Carbon Steel-Alloy Steel Corner
alloy steel 118 6°%r/
Chip breaker peninsula controls chips even at small depth of cut. Eme Flank
~ Maintains the edge strength at the corner and prevents sudden 2 039 6
- fractures. l
0 004 .008.012 016 VBMT221FP
f(IPR)
- Recommendation for finishing stainless steel Stainless Steel o Comer
% Chip breaker peninsula controls chips even at small depth of cut. 1;'118
© Maintains the edge strength at the corner and prevents sudden £-079 Flank
O \ fractures. S .039 6°
= 0 004.008 012,016
f(IPR) VBMT221FM
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel Corner
alloy steel, mild steel and stainless steel 18 18
K=
o Suitable for low depth of cut and feed rate applications. £2.079
c Sharp cutting edge and low resistance design provide excellent cutting 2 039 8 Flank
E= performance.
= 0 ""004.008.012 016
a3 f(IPR) VBMT221FV
< - Finishing difficult-to-cut materials Difficult-to-Cut Materials . Corner
c The curved cutting edges support changes in cutting depth, %'118 %\ﬁ
i smooth chip discharge and disposal. £:079 Flank
The high rake angle is highly suitable for finishing difficult-to-cut S .039 14°
materials. 0
1004008 .012.016
f(PR) VBGT330.5FJ
- Finishing titanium alloy Titanium alloy 140 Corner
()] . 118
on Ideal for aluminum and copper. g
o The sharp edge produces excellent surface finishes. £079 Flank
O The curved edge allows smooth chip discharge. S .039 14°J%/
O The polished insert face prevents built up edge. 0054 008 012 016
f(PR) VBGT330.5FJ-P
- Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank
Angled chipbreaker controls chip flow. %'1 18
Sharp cutting edge produces excellent surface finishes. £079 13°
&
0004 008 012 .016
f(IPR) VBGT221RF
Recommendation for light cutting of carbon and Carbon Steel Alloy Steel |, Corner
alloy steel o8 Jﬁ‘—/
Sharp cutting edge due to a high rake angle. émg Flank
) ﬁ ‘ Prevents chip welding on cutting edge and controls cloudiness of surface finish. S.039 8°
{ Chip breake_r peninsula matched to depth of cut capability provides 0054 008 012 016 &
_ excellent chip control. f(IPR) VBMT221LP
o . . . . i
|l - Recommendation for light cutting of stainless steel ~ Stainiess Steel g o
- 118 %/
§ 8 Sharp cutting edge due to a high rake angle. 35
O 6 Prevents chip welding on cutting edge and controls cloudiness of £070 Flank
- surface finish. o T N[ 8
-g’ = Chip breake_r peninsula matched to depth of cut capability provides 0" 004 .008 012 016
3 excellent chip control. f(IPR) VBMT221LM
Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials Corner
materials Ze 5\“’
Sharp cutting edge due to a large rake angle. _\g/.om Flank
Breaker protrusion suitable for depth of cut area achieves a wide S.039 g°
range of chip control. 0 004 008 012 016
f(IPR) VBMT221LS
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TURNING INSERTS

A060

TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

S| ©
S| 2| Breaker Name ]
®| S Cross Section
Sl S and Features
S| . Geometry
2le Picture
- Light cutting of carbon steel, alloy steel, mild steel Carbon Steel-Alloy Steel Comner
o and stainless steel e
8 The double breaker de;igr? promotes chip discharge for mild steel 2079 Flank
= / b low depth of cut a applications. S .039 [ 8° ﬁ /
"___'._.__.-_-—.-_
_ 0 004 .008 012 .016 VBMT221SV
f(IPR)
c - Light cutting of difficult-to-cut materials Difficult-to-Cut Materials , 4, Corner
s Ideal for heat-resistant alloy and titanium alloy A:z w
5.
8 The curved cutting edges support changes in cutting depth, smooth émg 1 Flank
- chip discharge and disposal. 53 039 9° w
5’ % ;I")rjiur:%r;tr:rli(:l:ngle is highly suitable for finish-light cutting difficult: 0 _004“';);)2 020 BTaIL
8 - Light cutting for titanium alloy Tit?’s‘;”m alloy 130 Corner
Ideal for aluminum and copper. 3:118
The sharp edge produces excellent surface finishes. E
S io di 079 — Flank
The curved edge allows smooth chip discharge. & 039 ~| 9°
The polished insert face prevents built up edge. 0
f(IPR) VBGT331MJ-P
- Recommendation for medium cutting of cast iron Cas‘;“’” Flank
Optimum balance between sharpness and high edge strength 3, ‘ ‘ 0.1
for general use. £ 18° I~
R
T T
0 010203 04
f (IPR) VBMT331MK
- Recommendation for light cutting of carbon and Carbon Steel-Alloy Steel 1ge 2 Corner
alloy steel o8 ‘ ‘
Small, flat, land at cutting edge provides an excellent balance of £079 004" Flank
’ wear and fracture resistance. S .039 | 18° T~
The wide chip gullet decreases cutting resistance, reduces vibration 0 504 008 012016
R | and chip jamming in elevated depth of cut applications. TFPR) VBMT331MP
- Recommendation for medium cutting of stainless steel Sta1i1”8'ess Steel 1go 204" Comer
Good balance of wear resistance and fracture resistance %' L ‘
g’ because of the flat land cutting edge. £:079 .._.004" Flank
= - . A wide chip pocket controls increasing of the cutting resistance and ~ &.039 || 18°]
g % reduces vibration and chip jamming even at large depth of cut. 0 004 008 012 016
] f(IPR) VBMT331MM
g = - Recommendation for medium cutting of Difficult-to-Cut Materials - go4~ Corner
5 difficult-to-cut materials =" 18
g A wide chip pocket controls increasing of the cutting resistance and 3_079 004" Flank
reduces vibration and chip jamming even at large depth of cut. &039 [ 18° T~ an
0 004 .008.012.016
fPR) VBMT331MS
- Medium cutting of carbon steel, alloy steel and Carbon Steel Aloy Steel orner
stainless steel o8 L ‘ 18
f" The high rake angle combined with a small flat land provide a £.079 .
: balance of strength and sharpness. 2 039 | 1ge[~2904"  Flank
0 7004 .008 012 .016
f(IPR) VBMT331
Medium cutting of carbon steel, alloy steel, Carbon Steel-Alloy Steel oormer
mild steel and stainless steel =] 18 M
A positive land and the high rake angle provides sharp cutting edge 2079 Flank
performance. & .039 . 18° 1004
The double breakers and round-shaped dots in the rake face 10°
0004008 .012.016
provide a wide range of chip control. ’ f.(IPR.) ’ VBMT331MV
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

TURNING INSERTS

A062

=8 ]
S| 2| Breaker Name ]
®| S Cross Section
S| S and Features
g(3| Picture (CTRERY
|+
- Medium cutting of carbon steel, alloy steel, Carbon Steel-Alloy Steel ogg.mer
@ _ mild steel and stainless steel =T 2°°WV_
© '-‘ A positive land and the high rake angle provides sharp cutting edge £.079
O s | performance. . 2 039 1 200 006" Flank
= The double breakers and round-shaped dots in the rake face 0" ob4 %8 012 016 8°
provide a wide range of chip control. ’ f'“PR') ’ WBMT1.51.51RMV
- Medium cutting for Swiss type lathe machining Ca:?::“ SteelAlloy Steel Flank
Features a high angled chipbreaker. g'
o Low resistance insert design controls chip flow. £07° 30°
-§ S .039
5 0004008012 .016
(&) f(IPR) VBET22V3RSR
S . .. .
5 - General purpose for Swiss type lathe machining Carbon Steel-Alloy Steel Flank
T % The parallel chipbreaker. =
o . ) S 157 o
© Excellent chip control for low to medium feed rates. £ 20
= a
O ‘ 2079 |1
L 0 004 012
| f(PR) VBET22V3RSN
- General purpose for Swiss type lathe machining Carbon SteelAlloy Steel Flank
The parallel chipbreaker. g 157 .
Excellent chip control for low to medium feed rates. £ 20
A The wiper produces good surface finishes. 079 |\
0 004 012
| f(PR) VBET22V3RWSN
s - Heavy cutting of cast iron Cast Iron
=32 118
| @ Flat top. z 0°
Iy Most effective for unstable machining due to its high edge strength. £079 !
8 ) S.039 [
== L
o 0 ""004.008 012 .016
[ f(PR) VBMW332




Rhombic 80°

Rhombic 55°

Square 90°

‘

Triangular 60°

Rhombic 35°

Trigon 80°

>

Round

WBMT_R/L MV
-
© A189
VBET_R/L SR
© A183
VBET_R/L SN

©A183

VBET_R/LW SN

O A183

VBMW

O A183

TURNING INSERTS E

A063



TURNING INSERTS

TURNING INSERTS

A064

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

S|
=l e ETEEIET NERT Cross Section
oS and Features
g % Picture (CERmaly
<|H—
- Recommendation for finishing carbon steel and Carbon SteelAlloy Steel ~ , Corner
alloy steel -8 6
5
f Chip breaker peninsula controls chips even at small depth of cut. £:079 Flank
Maintains the edge strength at the corner and prevents sudden S.039 6°
fractures. 0 004 .008 012 .016
f(IPR) CCMT32.51FP
Recommendation for finishing stainless steel Stainless Steel o Corner
118
Chip breaker peninsula controls chips even at small depth of cut. z
Maintains the edge strength at the corner and prevents sudden £079 Flank
fractures. & .039 6°
A 0004 008 012 016
© f(IPR) CCMT32.51FM
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel . Corner
= alloy steel and mild steel =18
/ ) Sharp cutting edge and low resistance design provides excellent £.079 Flank
A cutting performance. & .039 Cﬁ 8° M
- Suitable for low depth of cut and feed rate applications. 0051 008 012016
f(PR) CCMT32.51FV
- Alternative chipbreaker for light cutting of carbon Carbon Steel-Alloy Steel . Corner
steel and alloy steel =18 }%/
Chip control is improved by having a chip breaker geometry %’079 Flank
suitable for copying. .039 8° = /
0004 .008 .012.016
R | f (IPR) XCMT221SVX
o o :
£ Recommendation for finishing difficult-to-cut Difficult-to-Cut Materials | Corner
£ materials e W
(T} 1 Ideal for heat-resistant alloys, titanium alloys, and cobalt chrome alloys. & -07° Flank
] 3 Sharp cutting edges provide excellent surface precision and finish. 039 ‘| 9°M
g Highly efficient chip discharge is possible due to curved cutting edges. 0~ 054 008 072 016
= f(PR) CCGT32.50.5FS
- Recommendation for finishing titanium alloy Titanium alloy 140%%
118
Ideal for titanium alloys and copper alloys. g
‘ Sharp cutting edges provide excellent surface precision and finish. £079 Flank
! Highly efficient chip discharge is possible due to curved cutting edges. S .039 ‘| 9°
Polished (mirror-surface) finish of insert surfaces drastically 0 054 008 072 016
improves welding resistance extending tool life. TRePR) CCGT32.50.5FS-P
- Recommendation for finishing difficult-to-cut Difficult-to-Cut Materials ., Corner
) materials 18 W
ol S
o A The curved cutting edges support changes in cutting depth and £:070 Flank
O allow smooth chip discharge and disposal. S .039 ‘| 9°Jﬁ~/
O The hlgh rake angle is highly suitable for finishing difficult-to-cut 0051 008 072 016
materials. f(IPR) CCGT32.50.5FJ
- Finishing titanium alloy Titanium alloy qao i SOTOr
Ideal for aluminum and copper. ::;'118
o The sharp edge produces excellent surface finishes. £079 Flank
The curved edge allows smooth chip discharge. S.039 14°
The polished insert face prevents built up edge. 0051 008 072016
f(IPR) CCGT32.50.5FJ-P
Recommendation for aluminum alloy Aluminum Alloy
157 Flank

The high rake angle and 3D curved cutting edge provides sharpness at the
cutting point.

Additionally the 3D shape of the rake face enables excellent chip control.
The polished insert face prevents built up edge.

5.118

30°
E o791
Q
©.039 [
0

.004 ‘ .0‘12 .020
f(PR) DCGT32.50.5AZ
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

TURNING INSERTS

A066

range of chip control.

c|lo
2 [ 2| Breaker Name g
®|S Cross Section
g2 and Features
g|3| Picture Geometry
<< |+
- Chipbreaker for finishing Carbon Steel-Alloy Steel Flank
118
Lead chipbreaker controls chip flow. = 17°
o Sharp cutting edge gives a good surface finish. £079
c S .039
£|2 0~ 004 008 012 016
8 © f(PR) CCGT03S102L-F
O A
< Carbon Steel-Alloy Steel
= Angled chipbreaker. %"
™ . Excellent chip control at low feed rates. £079 15°
S.039
0 004 .008 012 .016
f(IPR) WCGT1.211R
- Recommendation for light cutting of carbon and alloy steel ~~ Carbon Steel'Alloy Steel .~ Corner
118 lﬁ. /
Sharp cutting edge due to a high rake angle. =
~ Prevents chip welding on cutting edge and controls cloudiness of ~ £-079
Flank
surface finish. S .039
Chip breaker peninsula matched to depth of cut capability provides 0 004 008 012016
excellent chip control. TFPR) CCMT32.52LP
- Recommendation for light cutting of stainless steel ~ Stainless Steel 1ger Comer
Sharp cutting edge due to a high rake angle. %'118 ‘
Prevents chip welding on cutting edge and controls cloudiness of ~ £-079 Flank
surface finish. S0 T N 8°
Chip breaker peninsula matched to depth of cut capability provides 0007 008 012016
excellent chip control. TfUPR) CCMT32.52LM
Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials 18° Corner
0 materials s 5\»/
E=
© Sharp cutting edge due to a large rake angle. 207 Flank
O : ) Breaker protrusion suitable for depth of cut area achieves 2.039 8°
> a wide range of chip control.
0 004 .008 012 .016
f(PR) CCMT32.52LS
2 - Alternative chipbreaker for light cutting of carbon steel, ~ Carbon Steel-Alloy Steel Corner
= alloy steel, mild steel and stainless steel 2»“3 %/
8 \ The double breaker design promotes chip control in mild steel and £ 07 Fl
s o o ank
E _ low depth of cut machining applications. & 039 [ 8°
te)] _ 0" 004 .008 012 .016
= f (IPR) CCMH21.518V
- Wiper insert for light cutting of carbon steel, alloy Carbon Steel-Alloy Steel Og:,,r ner
steel, mild steel and stainless steel i ZDGBE;/
/7 m The wiper allows up to two times higher feed. £.079 12
| P : Positive land improves sharpness. 2 039 16°7—905"  Flank
_ 0004 .008 .012 .016 8
f(IPR) CCMT32.51SW
Chipbreaker for light cutting of automatic lathe Carbon Steel-Alloy Steel
machining . Flank
A parallel chipbreaker. 2157 14°
; Excellent chip control at low feed rates. S.079 |\ ]
© f(PR) CCGT32.50.5RSS
O Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials , Corner
) materials ,\'157 B‘\/—
’ Ideal for heat—res_istant alloy and titanium alloy and cobalt chrome alloy. E';g Flank
The parallel cutting edge. %' \ 6°
s Breaker protrusion suitable for depth of cut area achieves a wide 039
0 004 .012 .020

CCGT32.51MLS

f(IPR)




TURNING INSERTS

Rhombic 80° | Rhombic 55°| Square 90° | Triangular 60° | Rhombic 35°| Trigon 80° |Rhombic 25° Round
CCGT_LF DCGT_RILF TCGT_R/ILF | VCGT_RILF
CCGH_RILF
© A148, A149 @ A159 @ A172 @ A184
WCGT_RIL
=
©A190
CCMT_LP DCMT_LP SCMT_LP TCMT_LP VCMT_LP
@ A149 @ A159 © A168 O A172 © A185
CCMT_LM DCMT_LM SCMT_LM TCMT_LM VCMT_LM
© A149 © A159 © A168 @ A172 © A185
CCMT_LS DCMT_LS _TCMT_LS VCMT_LS
NEW
@ A149 @ A160 O A172 @ A185
VCMT_SV
@ A149 @ A160 @ A185
CCMT_SW
‘ ‘
L !
@ A149
CCGT_R/L SS | DCGT_RI/L SS
@ A150 @ A160
CCGT_LS DCGT_LS VCGT_LS
@ A150 @ A161 © A185

A067




TURNING INSERTS

TURNING INSERTS

A068

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c|lo
2 [ 2| Breaker Name g
®|S Cross Section
REA R and Features
S| . Geometry
= E Picture
Recommendation for light cutting of titanium alloy T“E:fs‘i;'m alloy 120 Corner
Ideal for aluminum and copper. 2'118 M
The parallel cutting edge. £ o790 Flank
Breaker protrusion suitable for depth of cut area achieves a wide o '039 \ 6°
range of chip control. . o
The polished insert face prevents built up edge. -004“';’;? 020 CCGT32.51MLS-P
o . . iee . e : N
c Light cutting of difficult-to-cut materials Difficult-to-Cut Materials 13 Corner
£|2 Ideal for heat-resistant alloy and titanium alloy e
8 ®© The curved cutting edges support changes in cutting depth-smooth E';z
bl [©) chip discharge and disposal. é' — 9° Flank
c|o The high rake angle is highly suitable for finish- light cutting difficult- 039 [,—,-l
2 to-cut materials. 0 004 012 .020
| f (IPR) CCGT21.51MJ
Light cutting for titanium alloy T“a:g;um alloy 130 Corner
Ideal for aluminum and copper. =118
The sharp edge produces excellent surface finishes. £ 079
o = — 9° Flank
The curved edge allows smooth chip discharge. 2 030 «l
The polished insert face prevents built up edge. ’ 0 ou 013 020
TUfPR) CCGT21.51MJP
. . . . Corner
Recommendation for medium cutting of carbon Carbon Steel-Alloy Steel L. -004"
and alloy steel ~ne 18
The small flat land at cutting edge provides an excellent balance of émg "
. o - .004 Flank
wear and fracture resistance. &.039 18° -~
The wide chip gullet decreases cutting resistance, reduces vibration 0 004 008 012 016
and chip jamming in elevated depth of cut applications. TFPR) CCMT32.52MP
Recommendation for medium cutting of stainless Stainless Steel Corner
steel _118 L ‘ 18°
=
The small flat land at cutting edge provides an excellent balance of £ 079
; s 004"  Flank
wear and fracture resistance. &.039 | 18°
The wide chip gullet decreases cutting resistance, reduces vibration 0
and chip jamming in elevated depth of cut applications. .004f.((:0pz;.)012 018 CCMT32.52MM
First recommendation for medium cutting of Difficult-to-Cut Materials Somer
difficult-to-cut materials _18 ‘ ‘ 18°
=
o A wide chip pocket controls increasing of the cutting resistance and 207 .
£ reduces vibration and chip jamming even at large depth of cut. 2039 ] 18° -004 Flank
whd
= @ 0 004.008 012 016
Ol f(IPR) CCMT32.52MS
g O - Recommendation for medium cutting of cast iron Cast Iron
° = Optimum balance between sharpness and high edge strength for 3'118 ‘ og‘lt?,“k
(9] » general use. é.079 18° 7~
s S 030 | %r_/_
0 004008 072 016
f(IPR) CCMT32.52MK
- Recommendation for medium cutting of carbon steel, ~ Carbon Steel-Alloy Steel 1o 20" Corner
alloy steel, mild steel, stainless steel and cast iron 2-118 L ‘
! b The high rake angle combined with a small, flat land provide a  £078 004"  Flank
N balance of strength and sharpness. S .039 ’* 18° I~
0 004 .008 012 .016
f(IPR) CCMT32.52
o .008"
v&' > 15°DE\_/
RCMX1204M0




Rhombic 80° | Rhombic 55°| Square 90° | Triangular 60° | Rhombic 35°| Trigon 80° |Rhombic 25° Round
.
|—
CCGT_LS-P | DCGT_LS-P if
(2]
K | A7 = :
4
© A151 © A161 ©A185 x
CCGT_MJ DCGT_MJ TCGT_MJ WCGT_MJ =
@ A151 @ A161 @ A173 @ A190
CCGT_MJ-P | DCGT_MJ-P TCGT_MJ-P WCGT_MJ-P
2 & L L~
\—
© A151 © A161 @ A173 © A190
CCMT_MP DCMT_MP SCMT_MP TCMT_MP VCMT_MP
T y y |"' ] P
o
@ A151 © A168 @ A173 @ A185
| SCMT_MM TCMT_MM VCMT_MM
© A169 @ A173 © A185
| SCMT_MS TCMT_MS VCMT_MS
@ A151 © A169 O A173 © A186
. SCMT_MK | TCMT_MK VCMT_MK
@ A152 © A186
CCMT VCMT WCMT RCMT
o = & e
' = v
@ A152 @ A162 @ A169 @ A174 © A186 @ A190 @ A167
RCMX

O

O A167
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TURNING INSERTS

TURNING INSERTS

A070

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c|l o
2| 2| Breaker Name '
®| S Cross Section
2| & and Features
g3 Picture Cepmedy
<|F
- Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel-Alloy Steel og;’:“er
alloy steel, mild steel and stainless steel =T 20°W’_
>~ A positive land and the high rake angle provides sharp cutting edge £.079 12
performance. 2 039 — 20° 7~.-007" Flank
" _ The double breakers and round-shape in the rake face provide a 0002 058 0216 12°
E wide range of chip control. £0PR) CCMH21.51MV
. - Wiper insert for medium cutting of carbon steel, Carbon Steel-Alloy Steel Corner
= alloy steel, mild steel and stainless steel e 180@)@\—/—
4 B The wiper allows up to two times higher feed. 2079 7
. A wide chip pocket prevents chip jamming. 039 18° .008" Flank
0 004 008 012 016 [
f(IPR) CCMT32.52MW
- Medium cutting for Swiss style lathe machining Carbon Steel-Alloy Steel Flank
A wide angled chipbreaker. %'118
Low resistance insert design controls chip flow. £:079 30°
S .039
2 0004 008 .012 016
ol © f(IPR) CCET32.5V3RSR
c|O - L
= 3 - General purpose for Swiss style lathe machining Carbon Steel-Alloy Steel Flank
3 The parallel chipbreaker. z ;
£ L Excellent chip control at low to medium feed rates. £ 57 20°
2 079
5 | ® S,,
[} f(IPR) CCET32.5V3RSN
= - L
- General purpose for Swiss style lathe machining Caggg” SteelAlloy Steel Flank
% The parallel chipbreaker. z 157
T Excellent chip control for low to medium feed rates. £ 20°
O %-079 as ]ﬁ\ﬁ
f(PR) CCGT32.5V3RSN
- General purpose for Swiss style lathe machining Caggg” Steel-Alloy Steel Flank
% The parallel chipbreaker. z 157
o Excellent chip control for low to medium feed rates. £’ 20°
O The wiper produces good surface finish. 2.079 |\ ]
[}
L
0 004 012
_ f(PR) CCET31.5V3RWSN
- Medium cutting for Swiss style lathes machining Carbon Steel-Alloy Steel | |, Corner
118
a 3D molded chipbreaker provides good chip control. = M
© G class insert gives sharp cutting action, allowing E£070 Flank
O high precision machining. &.039 *_'5 9°
O Breaker geometry appropriate for copying and back turning. 0552 008 012016
M = minus radius tolerance TfeeR) CCGT32.51MSMG




Rhombic 80° | Rhombic 55° Triangular 60° | Rhombic 35° Trigon 80° Round
CCMH_MV DCMT_MV VCMT_MV

Iy

© A152

CCMT_MW
|
q

@ A152

CCET_R/L SR

© A153

DCET_R/L SR

O A163

CCET_R/L SN

DCET_R/L SN

© A153 @ A163
CCGT_RI/L SN DCGT_R/L SN
O A154 O A164
CCET_R/LW SN | DCET_R/LW SN

O A154 O A164
CCGT_SMG DCGT_SMG
O A155 O A165

TURNING INSERTS



TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

TURNING INSERTS

S| ©
S| 2| Breaker Name g
®| S Cross Section
S8 and Features
B|lo . Geometry
2l Picture
[=2) . .
£ - Heavy cutting of carbon steel and alloy steel Carbon S‘je' Alloy Steel
g % A wide groove chipbreaker prevents chips from jamming at z 315 L ~.012"
(&) T g large depths of cut. £ \ 28
;. O 3 Small dimples improve chip control at small depths of cut. o157 ] S
5= = 0008 024 039 .05
£ f(PR) RCMX2006M0-RR
For cast iron Cast Iron
% Most effective in unstable machining due to high edge strength. 2.118 0%
© Lore f
g ; 039 \
== T T
- 0 004.008.012 .016
k7 f(IPR) CCMW32.52
© . Cast |
(&] For cast iron astiron
S % Most effective in unstable machining due to high edge strength. %'118 0°,
| ® G class tolerance for use on workpieces requiring close tolerances. £.079 f
O 039
(O] 0 —
.004.008 .012 .016
f(IPR) CCGW32.5V0

-—
-—

° POSITIVE INSERTS WITH HOLE

A072

c|l
S| 2| Breaker Name ;
RS Cross Section
RN and Features
g(3| Picture Geometry
|+
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel Corner
@ alloy steel, mild steel and stainless steel _1s 18"5‘\/_
E
© /}, ~ Suitable for low depth of cut and low feed rate applications. E£.079
O -',.-A"“"-‘-m Sharp cutting edge and low resistance design achieves excellent cutting & .039 Cﬁ 8° Flank
1004 008 012 016
f (mm/rev) CPMH321FV
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel Flank
g alloy steel, stainless steel, cast iron and aluminum Ems
® alloy 2 o079 15°
O Small angled chipbreaker. S.039
() For precision finishing. o %4 308 072 016
Sharp cutting edge produces excellent surface finishes. TfPR) TPGH1.81.51RFS
o)
£ - Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank
b= ] ) ) s
S| @ Angled chipbreaker controls chip flow. g
oS Sharp cutting edge produces excellent surface finishes. £07 15°
=|© 2039
2.
AR [
= 0 ".004.008 .012.016
= f(IPR) CPMT321RF
- Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank
118
% - Angled chipbreaker controls chip flow. z
© ; ‘ Sharp cutting edge produces excellent surface finishes. £07 15°
O : S 039 ="
o 07004008012 016
f(PR) CPGT321RF
- Finishing carbon steel, alloy steel and stainless steel  Caron SteetAloy SteeSailess Stee o Corner
118
% For small depth of cut and low feed. =
T 2079
O 2039 6° Flank
= 0 ~"004 008 .012 016

f(IPR) CPMT32.518Q




Rhombic 80°

Rhombic 55°

Square 90°

Triangular 60°

Rhombic 35°

Trigon 80°

TURNING INSERTS E

cCcCMw DCMW SCMwW TCMW VCMW
©A155 ©A165 ©A169 OAIT4 © A186
TCGW
O A174
Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
CPMH_FV TPMH_FV
E 5
© A156 O A176
TPGH_R/L FS WPGT_R/L FS
O A176 ©A191
CPMH_R/LF
© A156
CPGT_R/LF

© A156

CPMT_SQ

A073



TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

| o
2| 2| Breaker Name ]
TS Cross Section
ol 2 and Features
g(3| Picture CEEMEY
|¢2 << | =
o Chipbreaker for finishing Carbon Steel-Alloy Steel Flank
18
2 Lead chipbreaker controls chip flow. z
= Good chip control for low to medium feed rates. £07° 10°
o 2039
Z
Z % 0 ""004 008 012 .016
n=: ® f(IPR) TPGX1.81.51R
. 8 Finishing aluminum alloy Aluminum Alloy Flank
118
Lead chipbreaker controls chip flow. g ‘
Good chip control for low to medium feed rates. £079 25°
S.039
0004 008 012 016
f (IPR) CPGT321
o)
.E‘ Finishing Carbon Steel-Alloy Steel Flank
2|l »n 118
":';' n Angled chipbreaker controls chip flow. z
o|s Good chip control for low to medium feed rates. £:079 10°
O &.039
= @© -
0= D
= 0 "".004.008.012 016
ic f(IPR) TPMX1.81.51L
inishi Carbon Steel-Alloy Steel
<n Finishing The Y Flank
7)) Lead chipbreaker controls chip flow. €
o Sharp cutting edge produces excellent surface finishes. E079 15°
O & 039 ay
w 0 004 .008.012 016
f(IPR) VPET1.51.50.2RSRF
Medium cutting for Swiss style lathes machining Carbon Steel-Alloy Steel ,,,, _ Cormer
18
g 3D molded chipbreaker provides good chip control. = v
© G class insert gives sharp cutting action, allowing £
Flank
O high precision machining. 0397 11°
O Breaker geometry appropriate for copying and back turning. 0 054 008 012016
M = minus radius tolerance TFPR) VPGT1.51.50.2MSMG
2 Recommendation for light cutting of carbon steel, Carbon Steel-Alloy Steel ., Corner
s g alloy steel, mild steel, stainless steel and cast iron 3-118
S o The double breaker design promotes chip discharge for mild steel £078 Flank
= O and low depth of cut machining applications. S.039 [ 3ow
K= = 077004 .008 012 .016
I f(IPR) CPMH32.518V
Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon SteelAlloy Steel ' Corner
alloy steel and stainless steel o1 L ‘ |
Standard, general purpose chipbreaker. %079 Flank
@039 ’7 10°
0 7004008 .012 016
o f (IPR) CPMX321
c . . .
= Recommendation for medium cutting of carbon steel, ~Carbon SteelAlloy Steel oco;':"er
5 @ alloy steel, mild steel, stainless steel and cast iron e T] 20°M
&
Olwm A positive land and the high rake angle provides sharp cutting edge £.079 .
€10 performance. 2 039 I 20°]~-008" Flank
= > Double breakers in the rake face achieve a wide range of chip 0 8°
5 control. 004 008 012 .016
§ fUPR) CPMH321MV
Medium cutting of carbon steel, alloy steel and Copper 20 Corn%rosu
stainless steel ~ %F</—/
Can be used under a wide range of cutting conditions. é’.079 « Flank
S.038 — 20 006" F1an
&
0 ""004 .008.012.016
f(IPR) CPMT32.51MQ
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TURNING INSERTS

Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
TPGX_RIL
z.‘.\.
@ A177
TPMX_L

@ A177

VPET_RI/L SRF

-2

©A188

VPGT_SMG

- 4

©A188

CPMH_SV

TPMH_SV

WPMT_MV

QA1
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

=| ©
5 § Break: rdName el Cross Section
=| 3 2l Geometry
= Picture
s - Heavy cutting of cast iron Caﬂs'm”
5 ? ) Flat top. = 0°,
[22] o | & Most effective for unstable machining due to high edge strength. £079 1
Z S O | [ §.039 ]
g £|= 0 004 008 012 016
Z k7 f(PR) SPMW432
x ©
2 o - For cast iron Cast Iron
'5 % Most effective in unstable machining due to high edge strength. g' 0°,
| S v G class tolerance allows use on workpieces requiring close é_o79 !
O] tolerances. &-039 ]
O] 0 o010t
.004.008 .012.016
R sPaX122
15° POSITIVE INSERTS WITH HOLE
= | @
= é Break:r:dName Features Cross Section
=1 _ Geometry
2|2 Picture
<=C>: " - For aluminum cutting Aluminum Alloy Flank
= - Angled chipbreaker. 5 or9 20°
g O s ! Sharp cutting edge produces excellent surface finishes. §.039 W
; Ol Giimi 0 004 .008 012 016 VDGX320 5R
[r h f(PR) .
20° POSITIVE INSERTS WITH HOLE
e D
% g BreakerdName S Cross Section
5| an Geometry
=2 Picture
- For aluminum cutting Aluminum Alloy Flank
=° Angled chipbreaker. S 079 20°
< Sharp cutting edge produces excellent surface finishes. a 039 w
g.
()
g %) 0 ""004.008 012 .016 DEGX431RF
cl|l® f (IPR)
S 8 For aluminum cutting Allnum A‘Hoy Flank
g Parallel chipbreaker. 518 25°
- Sharp cutting edge produces excellent surface finishes. 207917
° ©.039 ]
u- T T
0 001, Stz 020 DEGX431R

A076



TURNING INSERTS

Rhombic 80° | Rhombic 55° Squqf§‘90° Triangular 60° | Rhombic 35° Trigon 80° Round
o O\
SPMW

TPGX

©A178
Rhombic 80° | Rhombic 55° Squgrga 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
o o)

VDGX_R/L

Rhombic 80° | Rhombic 55° Squg[e 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
o o\
DEGX_R/LF
© A166
DEGX_R/L TEGX_RIL

© A166

A077



TURNING INSERTS

CLASSIFICATION

NEGATIVE INSERTS WITHOUT HOLE

TURNING INSERTS

A078

= D
gl Breaker Name Cross Section
8|s and Features Geometry
2= icture
. . teel-All teel
2, - Medium cutting of carbon steel and alloy steel Carbon Steel Alloy Stee Flank
§ % Single sided chipbreaker. @197 ] ] 120 n2
|0 Can be used for copying. < 11 ] *Jlﬁ\ﬁ
._g s An angled chipbreaker for controlling chip flow. (M1) ® 139 } } }
2 "0 004 012 020 028
= A fipRy KNUX160405RM1
. . |
@ - Heavy cutting of cast iron Cazs}sron I
% Double sided flat insert. §-197 ] oo#
c O Most effective for unstable machining due to high edge 5118 [Ty |
g = strength and stable insert clamping. © 30 -
‘,‘;,, 0 004 f0<1|2P %0 028 SNMN432
< . Cast |
Of ., - For cast iron e L T
5|8 Double sided flat insert. 5197 1] =
'R O Most effective for unstable machining due to high edge o118 [Ty |
O strength and stable insert clamping. ® 039 } } }
Use on workpieces requiring close tolerance inserts. 0 004 f012 020 .028 SNGN432
(IPR)
7° POSITIVE INSERTS WITHOUT HOLE
= [<b]
=] < Breaker Name Cross Section
|8 and Features Geometry
2L Picture
Sl o - For cast iron Cast Iron |
g ; Double sided flat insert. S o070 0°,
8 6 Most effective for unstable machining due to high edge = L ' \
3 ol ; strength and stable insert clamping. © 039 —
S _ Use on workpieces requiring close tolerance inserts. 0 .00#.8(%&;.;)12 016 TNGN332
11° POSITIVE INSERTS WITHOUT HOLE
= D
=] s Breaker Name Cross Section
S8 and Features Geometry
SHE icture
g m - Finishing Ca1rt1)§)n St‘eeI-AIon Steel Flank
5 8 5 A parallel chipbreaker. S 079 .
g O 3] Good chip control for low to medium feed rates. b 039 15 V
] @
=R _ 0004 008 012 016
ir f(PR) SPGR321R
£l o - Light to medium cutting of carbon steel, alloy steel Carbon Steel Alloy Steel - . Corner
o= @ and stainless steel % o7 L ‘
=25 =
pets] i : < Flank
.E’g ) Standard, general purpose chipbreaker. S 030 ’7 0 an
_"'3 2 et
0
(o .oo:tf,gg%)ou.me SPMR322
” - Heavy cutting of cast iron Cast Iron
8 Flat top. E 079 ‘ 0°#
c ®) | Most effective for unstable machining due to high edge a 039 ] \
2 s =il N strength and stable insert clamping. ®© —
5| %| T e SPING22
©
Ol , - For cast iron Cast lron
R Flat top. B o7 o
' 6 Most effective for unstable machining due to high edge = 039 \
o strength and stable insert clamping. © —
Use on workpieces requiring close tolerance inserts. 0 .004%.8’9’%)012 016 SPGN322




TCG

@ A195

Rhombic 80° Square 90° | Triangular 60° |Parallelogram 55°
S A
KNUX_M1
@ A143
CNMN TNMN
@ A144 @ A146
TNG
© A145 © A146
Triangular 60°
O

SPECIAL PURPOSE INSERTS

Square 90° | Triangular 60° §| 8
S| g| Tool Holder Type Inserts
N SE
TPGR_RIL _ RTG
S| & -
3lo| @LaypeD |
3o
©A193

o A197

TURNING INSERTS E

A079



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top
Work Material Hardness Cl\blj(t)tg;g Priority| Breaker Grade Cutt;régl:’\sﬂr;eed Eg?\,(j) Depﬁz C%f)CUt
P
® | F | 1 FY VP25N 935—1475 .004—.009 .008—.031
® | F |2 FY NX2525 885—1260 .004—.009 .008—.031
o ® F |3 FS NX2525 885—1260 .004—.009 .008—.028
it ® | L | 1 sy VP25N 850—1345 .006—.013 .020—.047
2 ® L | 2 sY NX2525 805—1150 .006—.013 .020—.047
2 Mild Steel <180HB € | F | 1 FY MP3025 900—1395 .004—.009 .008—.031
z (ANSIASTM A283, AISI 1010) € | F |2 FY NX3035 850—1215 .004—.009 .008—.031
=] € F | 3 FS NX2525 885—1260 .004—.009 .008—.028
€ | L | 1 sy MP3025 835—1260 .006—.013 .020—.047
e L | 2 SY NX3035 785—1115 .006—.013 .020—.047
® | F | 1 FP MC6025 935—1525 .004—.009 .008—.031
® L1 LP MC6025 850—1395 .006—.013 .020—.047
® | F | 1 FP NX2525 690—985 .003—.010 .004—.039
® F |2 FH AP25N 720—1130 .003—.008 .008—.039
® F |3 FH NX2525 690—985 .003—.008 .008—.039
® | F | 4 | RLF MP3025 705—1080 .002—.006 .004—.020
® F |5 PK NX2525 655—935 .004—.012 .008—.039
® | L | 1 LP MC6015 690—1180 .004—.016 .012—.079
® L | > LP UE6105 740—1345 .004—.016 .012—.079
® L |3 SH UE6105 740—1345 .004—.016 .012—.079
® L | 4 LP MP3025 640—985 .004—.016 .012—.079
® L |5 SH AP25N 655—1030 .004—.016 .012—.079
® L | s SH NX2525 620—900 .004—.016 .012—.079
® L |7 SA UE6105 740—1345 .004—.016 .012—.079
® L |8 SA NX2525 620—900 .004—.016 .012—.079
® L | o9 sw UE6105 740—1345 .004—.020 .012—.098
® | L | 10| sw MP3025 640—985 .004—.020 .012—.098
® | L | 1 sw NX2525 620—900 .004—.020 .012—.098
Carbon Steel « Alloy Steel 12|30 @® | L | 12 | RLK | MP3025 640—985 .003—.008 .012—.047
(AISI 1045, AISI 4140) 280HB ®@ ™M | 1 MP MC6015 640—1080 .006—.020 .012—.157
®@ ™M | 2 MP UE6105 670—1230 .006—.020 .012—.157
® ™M | 3 MP MP3025 590—900 .006—.020 .012—.157
® M | 4 MA UE6105 670—1230 .008—.020 .012—.157
® M| 5 MH UE6105 670—1230 .008—.022 .039—.157
® ™| 6 std UE6105 670—1230 .010—.024 .059—.197
® ™M | 7 Std MP3025 590—900 .010—.024 .059—.197
®@ ™M | 8 Std NX2525 575—820 .010—.024 .059—.197
®@ M| 9 Std UTi20T 295425 .010—.024 .059—.197
® M | 10| Mw UE6105 670—1230 .008—.024 .035—.157
® M | 1 RIL MP3025 590—900 .006—.013 .016—.079
® | R | 1 RP MC6015 605—1015 .010—.024 .059—.236
® R |2 RP UE6105 620—1165 .010—.024 .059—.236
® R |3 GH UE6105 620—1165 .010—.024 .059—.236
® | H | 1 HX MC6025 540—870 .020—.050 118—.433
® H |2 HX UE6110 540—920 .020—.050 118—.433
® H | 3 HV MC6025 440-720 .028—.051 A57—472

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A080



TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
® H | 4 HV UE6110 440755 .028—.051 A57—472
® H | 5 HZ MC6025 540—870 .016—.047 .079—.394
® H | 6 HZ UE6110 540—920 .016—.047 .079—.394
® H |7 HL MC6025 540—870 .016—.039 .059—.315
® H | 8 HM MC6025 540—870 .020—.043 .079—.394
€ | F | 1 FP MP3025 705—1080 .003—010 .004—.039
€ | F |2 FH MP3025 705—1080 .003—.008 .008—.039
€ F |3 FH NX3035 655—935 .003—.008 .008—.039
€ F | 4 FH UE6110 755—1295 .003—.008 .008—.039
€ | L | 1 LP MC6015 690—1180 .004—.016 .012—.079
e L | 2 SH MC6015 690—1180 .004—.016 .012—.079
€ L |3 SA MC6015 690—1180 .004—.016 .012—.079
€ L | 4 LP UE6110 690—1180 .004—016 .012—.079
€ L |5 SH UE6110 690—1180 .004—016 .012—.079
€ L | s SA UE6110 690—1180 .004—.016 .012—.079
€ L |7 LP MP3025 640—985 .004—.016 .012—.079
€ L | 8 SH NX3035 605—850 .004—.016 .012—.079
€ L | o9 SA NX3035 605—850 .004—.016 .012—.079
€ | L | 10| sw MC6015 690—1180 .004—.020 .012—.098
€ | L | 1 sw UE6110 690—1180 .004—.020 .012—.098
€ L | 12| sw NX3035 605—850 .004—.020 .012—.098
€ | M | 1 MP MC6015 640—1080 .006—.020 .012—.157

Carbon Steel + Alloy Steel 1f|30 e ™M | 2 MA MC6015 640—1080 .008—.020 .012—.157
(AISI 1045, AISI 4140) 280HB e ™M | 3 MH MC6015 640—1080 .008—.022 .039—.157
€ ™M | 4 Std MC6015 640—1080 .010—.024 .059—.197
€ Mm | 5 MP UE6110 640—1080 .006—.020 .012—.157
€ ™| 6 MA UE6110 640—1080 .008—.020 .012—.157
e ™| 7 MA NX3035 560—785 .008—.020 .012—.157
€ ™M | 8 MH UE6110 640—1080 .008—.022 .039—.157
€ ™M | 9 Std UE6110 640—1080 .010—.024 .059—.197
€ | M | 10| st NX3035 560—785 .010—.024 .059—.197
€ M | 11| Mw MC6015 640—1080 .008—.024 .035—.157
€ | M | 12| Mw UE6110 640—1080 .008—.024 .035—.157
€ | R | 1 RP MC6015 605—1015 .010—.024 .059—.236
€ R |2 RP UE6110 605—1015 .010—.024 .059—.236
€ R | 3 GH UE6110 605—1015 .010—.024 .059—.236
€ | H | 1 HX MC6025 540—870 .020—.050 118—.433
€ | H |2 HV MC6025 440-720 .028—.051 A57—472
€ H | 3 HZ MC6025 540—870 .016—.047 .079—.394
€ H | 4 HL MC6025 540—870 .016—039 .059—315
€  H | 5 HM MC6025 540—870 .020—.043 .079—.394
€ H | 6 HR MC6025 440—720 .028—.051 118—.472
€ H |7 HZ UE6110 540—920 .016—.047 .079—.394
® | F | 1 FP MC6025 755—1230 .003—.010 .004—.039
® | F |2 FP MC6015 755—1295 .003—.010 .004—.039
® | F | 3 FH UE6110 755—1295 .003—.008 .008—.039

A081



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
P
gL 1 LP MC6025 690—1130 .004—.016 .012—.079
g L |2 LP MC6035 605—850 .004—.016 .012—.079
o g L |3 SH MC6025 690—1130 .004—.016 .012—.079
it g L |4 SA MC6025 690—1130 .004—.016 .012—.079
2 g ™M |1 MP MC6025 640—1030 .006—.020 .012—.157
2 M| 2 MP MC6035 560—785 .006—.020 .012—.157
E ™M | 3 MA MC6025 640—1030 .008—.020 .012—.157
2 M| 4 MA MC6035 560—785 .008—.020 .012—.157
g M| 5 MH MC6025 640—1030 .008—.022 .039—.157
g M| 6 MH MC6035 560—785 .008—.022 .039—.157
g M| 7 Std MC6025 640—1030 .010—.024 .059—.197
Carbon Steel + Alloy Steel 1i|30 ® M| 8 Std MC6035 560—785 .010—.024 .059—.197
(AISI 1045, AISI 4140) 280HB ® | m|9 MW MC6025 640—1030 .008—.024 .035—.157
® R |1 RP MC6025 605—970 .010—.024 .059—.236
$ R | 2 RP MC6035 525—740 .010—.024 .059—.236
$ H 1 HX MC6035 460—655 .020—.050 .118—.433
$  H | 2 HX UH6400 460—640 .020—.050 118—.433
$  H | 3 HV MC6035 375—540 .028—.051 A57—472
$  H | 4 HV UH6400 375525 .028—.051 A57—.472
$  H | 5 Hz MC6035 460—655 .016—.047 .079—.394
$  H | 6 Hz UH6400 460—640 .016—.047 .079—.394
$  H | 7 HL MC6035 460—655 .016—.039 .059—.315
$  H | 8 HM MC6035 460—655 .020—.043 .079—.394
$  H |9 HR MC6035 375—540 .028—.051 118—.472

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A082



TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt

[ ] L 1 LM MC7015 590—935 .004—.012 .012—.079

[ ] L 2 SH US735 310—605 .004—.016 .012—.079

[ ] L 3 SH NX2525 210—440 .004—.016 .012—.079

[ ] M 1 MM MC7015 540—850 .006—.018 .028—.197

[ ] M 2 GM MC7015 540—850 .006—.020 .020—.157

[ ] R 1 RM MC7015 510—805 .010—.022 .059—.236

[ ] H 1 HL US735 245—460 .016—.039 .059—.315

[ ] H 2 HL US735 245—460 .016—.039 .059—.315

([ < L 1 LM MC7025 540—720 .004—.012 .012—.079

[ < L 2 SH US735 310—605 .004—.016 .012—.079

([ < M 1 MM MC7025 490—655 .006—.018 .028—.197

([ < M 2 GM MC7025 490—655 .006—.020 .020—.157

[ < M 3 MA MC7025 490—655 .008—.020 .012—.157

[ < M 4 MS US735 295560 .006—.020 .020—.157

([ < M 5 MA US735 295—-560 .008—.020 .012—.157

([ < R 1 RM MC7025 460—620 .010—.022 .059—.236

Austenitic € R |2 GH US735 280—525 .010—.024 .059—.236

Stainless Steel <200HB

(AISI 304, AISI 316) € | H | 1 HL Us735 245460 .016—.039 .059—.315
([ < H 2 HM US735 245—460 .020—.043 .079—.394

s L 1 LM MP7035 310—510 .004—.012 .012—.079

$ L 2 SH US735 310—605 .004—.016 .012—.079

£ 4 M 1 MM MP7035 295—475 .006—.018 .028—.197

2 M 2 GM MP7035 295—475 .006—.020 .020—.157

£ 4 M 3 MA MP7035 295—475 .008—.020 .012—.157

2 M 4 MS US735 295—-560 .006—.020 .020—.157

s M 5 MS VP15TF 260—440 .006—.020 .020—.157

£ 3 M 6 MS UP20M 330—490 .006—.020 .020—.157

- M 7 MS UTi20T 260—375 .006—.020 .020—.157

2 M 8 MA VP15TF 260—440 .008—.020 .012—.157

2 M 9 Std VP15TF 260—440 .010—.024 .059—.197

2 R 1 RM MP7035 280—440 .010—.022 .059—.236

2 R 2 GH US735 280—-525 .010—.024 .059—.236

s H 1 HL US735 245—460 .016—.039 .059—.315

2 H 2 HM US735 245—460 .020—.043 .079—.39%4

A083



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker : Std: Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
M
([ ) L 1 LM MC7015 490—-785 .004—.012 .012—.079
(] L 2 SH US735 260—510 .004—.016 .012—.079
fe [ ) L 3 SH NX2525 180375 .004—.016 .012—.079
5 ([ ] M 1 MM MC7015 440—-705 .006—.018 .028—.197
2 o M 2 GM MC7015 440—-705 .006—.020 .020—.157
6 [ ) R 1 RM MC7015 425—670 .010—.022 .059—.236
; ([ ] H 1 HL US735 195—-395 .016—.039 .059—.315
% () H 2 HM US735 195—-395 .020—.043 .079—.394
= ([ < L 1 LM MC7025 440-590 .004—.012 .012—.079
[ < L 2 SH US735 260—510 .004—.016 .012—.079
[ 4 M 1 MM MC7025 410—-540 .006—.018 .028—.197
([ < M 2 GM MC7025 410—-540 .006—.020 .020—.157
[ < M 3 MA MC7025 410—-540 .008—.020 .012—.157
[ 4 M 4 MS US735 245—460 .006—.020 .020—.157
([ < M 5 MA US735 245—460 .008—.020 .012—.157
[ 4 R 1 RM MC7025 375-510 .010—.022 .059—.236
Austenitic € R |2 GH US735 230—440 .010—.024 .059—.236
Stainless Steel >200HB
(AISI 304LN, AISI 316LN) [ - H 1 HL US735 195—-395 .016—.039 .059—.315
[ 4 H 2 HM US735 195—-395 .020—.043 .079—.394
- L 1 LM MP7035 260—425 .004—.012 .012—.079
£ L 2 SH US735 260—510 .004—.016 .012—.079
E M 1 MM MP7035 245—-395 .006—.018 .028—.197
- M 2 GM MP7035 245—-395 .006—.020 .020—.157
$ M 3 MA MP7035 245—-395 .008—.020 .012—.157
- M 4 MS US735 245—460 .006—.020 .020—.157
£ M 5 MS VP15TF 210—-360 .006—.020 .020—.157
s M 6 MS UP20M 260—410 .006—.020 .020—.157
- M 7 MS UTi20T 210—-310 .006—.020 .020—.157
- M 8 MA VP15TF 210—360 .008—.020 .012—.157
E M 9 Std VP15TF 210—360 .010—.024 .059—.197
- R 1 RM MP7035 230—-375 .010—.022 .059—.236
$ R 2 GH US735 230—440 .010—.024 .059—.236
- H 1 HL US735 195—-395 .016—.039 .059—.315
s H 2 HM US735 195—-395 .020—.043 .079—.394

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A084



TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
M

® L 1 LM MC7015 395—620 .004—.012 .012—.079

® L 2 SH Us735 210—410 .004—.016 .012—.079

® L 3 SH NX2525 130—295 .004—.016 .012—.079

® ™ 1 MM MC7015 360—575 .006—.018 .028—.197

® ™ 2 GM MC7015 360—575 .006—.020 .020—.157

® R 1 RM MC7015 345—540 .010—.022 .059—.236

® H 1 HL Us735 165—310 .016—.039 .059—.315

® H 2 HM Us735 165—310 .020—.043 .079—.394

¢ L 1 LM MC7025 360—475 .004—.012 .012—.079

¢ L 2 SH Us735 210—410 .004—.016 .012—.079

€e ™ 1 MM MC7025 330—440 .006—.018 .028—.197

€e ™ 2 GM MC7025 330—440 .006—.020 .020—.157

€e ™ 3 MA MC7025 330—440 .008—.020 .012—157

€e ™ 4 MS Us735 195375 .006—.020 .020—.157

€e ™ 5 MA Us735 195—-375 .008—.020 .012—.157

€ R 1 RM MC7025 310—410 .010—.022 .059—.236

Two-phase Stainless Steel <280HB € R 2 GH Us735 180—345 .010—.024 .059—.236
(AIS] 329) € H 1 HL Us735 165—310 .016—.039 .059—.315
€ H 2 HM Us735 165—310 .020—.043 .079—.394

L 1 LM MP7035 210—345 .004—.012 .012—.079

L 2 SH Us735 210—410 .004—.016 .012—.079

™ 1 MM MP7035 195—-310 .006—.018 .028—.197

™ 2 GM MP7035 195—310 .006—.020 .020—.157

™ 3 MA MP7035 195—310 .008—.020 012—.157

™ 4 MS Us735 195—-375 .006—.020 .020—.157

™ 5 MS VP15TF 165—295 .006—.020 .020—.157

g™ 6 MS UP20M 210—330 .006—.020 .020—.157

™ 7 MS UTi20T 165—245 .006—.020 .020—.157

™ 8 MA VP15TF 165—295 .008—.020 .012—.157

™ 9 Std VP15TF 165—295 .010—.024 .059—.197

® | R 1 RM MP7035 180—295 .010—.022 .059—.236

$ | R 2 GH Us735 180—345 .010—.024 .059—.236

$ | H 1 HL Us735 165—310 .016—.039 .059—.315

$ | H 2 HM Us735 165—310 .020—.043 .079—.394

A085



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
M
[ ] L 1 LM MC7015 590—935 .004—.012 .012—.079
[ ] L 2 SH US735 310—605 .004—.016 .012—.079
,‘2 [ ] L 3 SH NX2525 210—440 .004—.016 .012—.079
5 [ ] M 1 MM MC7015 540—850 .006—.018 .028—.197
2 [ ] M 2 GM MC7015 540—850 .006—.020 .020—.157
g () R 1 RM MC7015 510—805 .010—.022 .059—.236
E [ ] H 1 HL US735 245—460 .016—.039 .059—.315
E [ ] H 2 HM US735 245—460 .020—.043 .079—.394
([ < L 1 LM MC7025 540—720 .004—.012 .012—.079
[ < L 2 SH US735 310—605 .004—.016 .012—.079
([ < M 1 MM MC7025 490—655 .006—.018 .028—.197
[ < M 2 GM MC7025 490—655 .006—.020 .020—.157
([ < M 3 MA MC7025 490—655 .008—.020 .012—.157
[ < M 4 MA US735 295—560 .008—.020 .012—.157
([ < M 5 MS US735 295—-560 .006—.020 .020—.157
([ < R 1 RM MC7025 460—620 .010—.022 .059—.236
Ferritic and Martensitic € | R |2 GH Us735 280—525 .010—.024 .059—.236
Stainless Steel <200HB
(AISI 410, AISI 430) € | H | 1 HL Us735 245460 .016—.039 .059—.315
[ 4 H 2 HM US735 245—460 .020—.043 .079—.394
s L 1 LM MP7035 310—510 .004—.012 .012—.079
- L 2 SH US735 310—605 .004—.016 .012—.079
£ 4 M 1 MM MP7035 295—475 .006—.018 .028—.197
2 M 2 GM MP7035 295—475 .006—.020 .020—.157
£ 4 M 3 MA MP7035 295—475 .008—.020 .012—.157
2 M 4 MS US735 295—-560 .006—.020 .020—.157
s M 5 MS VP15TF 260—440 .006—.020 .020—.157
s M 6 MS UP20M 330—490 .006—.020 .020—.157
- M 7 MS UTi20T 260—375 .006—.020 .020—.157
2 M 8 MA VP15TF 260—440 .008—.020 .012—.157
2 M 9 Std VP15TF 260—440 .010—.024 .059—.197
2 R 1 RM MP7035 280—440 .010—.022 .059—.236
2 R 2 GH US735 280—-525 .010—.024 .059—.236
s H 1 HL US735 245—460 .016—.039 .059—.315
£ H 2 HM US735 245—460 .020—.043 .079—.394

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A086



TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
[ ] L 1 LM MC7015 490—785 .004—.012 .012—.079
[ ] L 2 SH US735 260—510 .004—.016 .012—.079
[ ] L 3 SH NX2525 180—375 .004—.016 .012—.079
[ ] M 1 MM MC7015 440—705 .006—.018 .028—.197
[ ] M 2 GM MC7015 440—705 .006—.020 .020—.157
() R 1 RM MC7015 425—670 .010—.022 .059—.236
[ ] H 1 HL US735 195—-395 .016—.039 .059—.315
[ ] H 2 HM US735 195—-395 .020—.043 .079—.394
([ < L 1 LM MC7025 440—-590 .004—.012 .012—.079
[ < L 2 SH US735 260—510 .004—.016 .012—.079
([ < M 1 MM MC7025 410—-540 .006—.018 .028—.197
[ < M 2 MA MC7025 410—-540 .008—.020 .012—.157
([ < M 3 MA US735 245—460 .008—.020 .012—.157
[ < M 4 MS US735 245—460 .006—.020 .020—.157
([ < R 1 RM MC7025 375—510 .010—.022 .059—.236
Ferritic and Martensitic ([ < R 2 GH US735 230—440 .010—.024 .059—.236
Stainless Steel >200HB [ < H 1 HL US735 195—395 .016—.039 .059—315
(AISI 431, AISI 420) €| H | 2| Hm US735 195-395 020—.043 079—.394
£ L 1 LM MP7035 260—425 .004—.012 .012—.079
s L 2 SH US735 260—510 .004—.016 .012—.079
- M 1 MM MP7035 245—395 .006—.018 .028—.197
£ 4 M 2 GM MP7035 245—-395 .006—.020 .020—.157
2 M 3 MA MP7035 245-395 .008—.020 .012—.157
£ 4 M 4 MS US735 245—460 .006—.020 .020—.157
2 M 5 MS VP15TF 210360 .006—.020 .020—.157
s M 6 MS UP20M 260—410 .006—.020 .020—.157
s M 7 MS UTi20T 210-310 .006—.020 .020—.157
- M 8 MA VP15TF 210—360 .008—.020 .012—.157
2 M 9 Std VP15TF 210360 .010—.024 .059—.197
2 R 1 RM MP7035 230375 .010—.022 .059—.236
2 R 2 GH US735 230—440 .010—.024 .059—.236
2 H 1 HL US735 195—395 .016—.039 .059—.315
2 H 2 HM US735 195—395 .020—.043 .079—.39%4

A087



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker: Std:Standard Flat: Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
M
® L | 1 LM MC7015 330525 .004—.012 .012—.079
® | L | 2 | LsSMm | MP9005 410575 .004—.010 .008—.031
i ® L | 3 SH Us735 180—330 .004—.016 .012—.079
i ® L | 4 SH NX2525 115—245 .004—.016 .012—.079
2 ® M | 1 MM MC7015 295—475 .006—.018 .028—.197
Q ®@ ™M |2 GM MC7015 295475 .006—.020 .020—.157
E ®@ ™M | 3 mMS MP9005 375525 .006—.020 .020—.157
> ® R | 1 RM MC7015 280—440 .010—.022 .059—.236
® H | 1 HL US735 130—260 .016—.039 .059—.315
® H |2 HM US735 130—260 .020—.043 .079—.394
€ L | 1 LM MC7025 295395 .004—.012 .012—.079
e L |2 SH US735 180—330 .004—.016 .012—.079
€ | L | 3 | Lsm | MP9015 395540 .004—.010 .008—.031
e ™M | 1 MM MC7025 260—360 .006—.018 .028—.197
e ™ | 2 GM MC7025 260—360 .006—.020 .020—.157
e ™M | 3 MA MC7025 260—360 .008—.020 .012—.157
e ™M | 4 mMS Us735 165—310 .006—.020 .020—.157
€ ™M | 5 MA US735 165—310 .008—.020 .012—.157
€ | ™M | s MS MP9015 360—490 .006—.020 .020—.157
€ R | 1 RM MC7025 245345 .010—.022 .059—.236
Hardened Stainless Steel € R |2 GH Us735 150—295 .010—.024 .059—.236
(AISI 630, AISI 631) <450HB € R | 3 RS MP9015 330—460 .008—.014 .039—.157
€ H | 1 HL US735 130—260 .016—.039 .059—.315
€ H |2 HM Us735 130—260 .020—.043 .079—.394
® L |1 LM MP7035 180—280 .004—.012 .012—.079
® L |2 SH Us735 180—330 .004—016 012—.079
® | L | 3 | Lsm | MmMPI025 260—310 .004—.010 .008—.031
® M| 1 MM MP7035 165—260 .006—.018 .028—.197
® M| 2 GM MP7035 165—260 .006—.020 .020—.157
® | m| 3 MA MP7035 165—260 .008—.020 .012—.157
® | M| 4 MS US735 165—310 .006—.020 .020—.157
® | M| 5 MS VP15TF 130—245 .006—.020 .020—.157
® | M| 6 mMS UP20M 180—260 .006—.020 .020—.157
® ' m |7 mMS UTi20T 130—195 .006—.020 .020—.157
® | m| 8 MA VP15TF 130—245 .008—.020 .012—.157
® | m| o9 Std VP15TF 130—245 .010—.024 .059—.197
® | m |10 mMS MP9025 245295 .006—.020 .020—.157
® R | 1 RM MP7035 150—245 .010—.022 .059—.236
® R |2 GH US735 150—295 .010—.024 .059—.236
® | R | 3 RS MP9025 230280 .008—.014 .039—.157
® | H | 1 HL US735 130—260 .016—.039 .059—.315
®  H |2 HM Us735 130—260 .020—.043 .079—.394

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A088



TURNING INSERTS

Work Material Hardness Cl\blj(t)tg;g Priority| Breaker Grade Cutt;régl:’\sﬂr;eed Eg?\,(j) Depﬁz C%f)CUt
[ ] L 1 LK MC5005 755—1200 .004—.016 .012—.079
[ ] L 2 MA MC5005 690—1100 .008—.020 .012—.157
[ ] L 3 MA uUC5105 560—1015 .008—.020 .012—.157
[ ] M 1 MK MC5005 690—1100 .008—.022 .039—.157
[ ] M 2 GK MC5005 690—1100 .010—.024 .059—.197
[ ] M 3 Std uUC5105 560—1015 .010—.024 .059—.197
[ ] M 4 Std NX2525 510—690 .010—.024 .059—.197
[ ] M 5 Mw MC5005 690—1100 .008—.024 .035—.157
[ ] R 1 RK MC5005 640—1030 .010—.024 .059—.236
[ ] R 2 Flat MC5005 640—1030 .008—.024 .098—.236
[ ] R 3 GH uUCc5105 525—950 .010—.024 .059—.236
[ ] R 4 Flat uUCc5105 525—950 .008—.024 .098—.236
[ ] R 5 Flat HTi10 310—460 .008—.024 .098—.236
[ ] R 6 Flat HTiO5T 345—605 .008—.024 .098—.236
[ } H 1 Flat MC5005 640—1030 .008—.024 .098—.236
[ ] H 2 Flat uUC5105 525—950 .008—.024 .098—.236
[ < L 1 LK MC5015 670—1100 .004—.016 .012—.079
([ < L 2 MA MC5015 620—1000 .008—.020 .012—.157
([ < L 3 MA uc5115 540—985 .008—.020 .012—.157
([ < L 4 SW MC5015 670—1100 .004—.020 .012—.098
[ < L 5 SwW UC5115 590—1080 .004—.020 .012—.098
([ < M 1 MK MC5015 620—1000 .008—.022 .039—.157
([ < M 2 GK MC5015 620—1000 .010—.024 .059—.197
([ < M 3 Std uc5115 540—985 .010—.024 .059—.197

gl""s-}’l ﬁf‘)sfl é’%’; <350MPa | € | M | 4 | std HTi10 345-490 010—.024 059—.197
([ < M 5 MH uc5115 540—985 .008—.022 .039—.157
[ 2 M 6 MP uc5115 540—985 .006—.020 .012—.157
([ < M 7 Mw MC5015 620—1000 .008—.024 .035—.157
([ < M 8 MwW uUc5115 540—985 .008—.024 .035—.157
[ < R 1 RK MC5015 590—935 .010—.024 .059—.236
[ < R 2 Flat MC5015 590—935 .008—.024 .098—.236
([ < R 3 GH uc5115 510—935 .010—.024 .059—.236
([ < R 4 Flat uc5115 510—935 .008—.024 .098—.236
[ < H 1 Flat MC5015 590—935 .008—.024 .098—.236
([ < H 2 Flat UC5115 510—935 .008—.024 .098—.236
2 L 1 LK MC5015 670—1100 .004—.016 .012—.079
2 L 2 MA MC5015 620—1000 .008—.020 .012—.157
$ L 3 MA uc5115 540—985 .008—.020 .012—.157
2 M 1 MK MC5015 620—1000 .008—.022 .039—.157
s M 2 GK MC5015 620—1000 .010—.024 .059—.197
£ 3 M 3 Std uUC5115 540—985 .010—.024 .059—.197
8 M 4 Std UTi20T 280—395 .010—.024 .059—.197
2 R 1 RK MC5015 590—935 .010—.024 .059—.236
2 R 2 Flat MC5015 590—935 .008—.024 .098—.236
2 R 3 GH uc5115 510—935 .010—.024 .059—.236
s R 4 Flat uc5115 510—935 .008—.024 .098—.236
s R 5 Flat UTi20T 260—360 .008—.024 .098—.236
- H 1 Flat MC5015 590—935 .008—.024 .098—.236
s H 2 Flat uc5115 510—935 .008—.024 .098—.236

A089



TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker: Std:Standard Flat: Flat Top
Work Material Hardness Cl\;ljétg;g Priority| Breaker Grade Cutt;ggl;:'\s/lr))eed z:lg;d) DeFﬁEC%f)CUt
K

[ ] L 1 LK MC5005 705—1150 .004—.016 .012—.079

([ ] L 2 MA MC5005 640—1030 .008—.020 .012—.157

fe ([ ] L 3 MA UC5105 525—950 .008—.020 .012—.157
5 () M 1 MK MC5005 640—1030 .008—.022 .039—.157
2 () M 2 GK MC5005 640—1030 .010—.024 .059—.197
g [ ] M 3 Std uUC5105 525—-950 .010—.024 .059—.197
E [ ) M 4 Std NX2525 475—640 .010—.024 .059—.197
E [ ] R 1 RK MC5005 605—985 .010—.024 .059—.236
([ ] R 2 Flat MC5005 605—985 .008—.024 .098—.236

([ ] R 3 GH uUC5105 490—900 .010—.024 .059—.236

(] R 4 Flat uUC5105 490—900 .008—.024 .098—.236

() R 5 Flat HTi10 295—440 .008—.024 .098—.236

[ ] R 6 Flat HTi05T 330—575 .008—.024 .098—.236

[ ] H 1 Flat MC5005 605—985 .008—.024 .098—.236

([ ] H 2 Flat uUC5105 490—900 .008—.024 .098—.236

([ < L 1 LK MC5015 640—1030 .004—.016 .012—.079

[ 4 L 2 MA MC5015 590—935 .008—.020 .012—.157

[ < L 3 MA uUC5115 510—935 .008—.020 .012—.157

[ 4 L 4 SW MC5015 640—1030 .004—.020 .012—.098

([ < L 5 SW uc5115 560—1015 .004—.020 .012—.098

[ < M 1 MK MC5015 590—935 .008—.022 .039—.157

([ < M 2 GK MC5015 590—935 .010—.024 .059—.197

Ductile Cast Iron <450MPa ([ < M 3 Std UC5115 510—935 .010—.024 .059—.197

([ < M 4 Std HTi10 310—460 .010—.024 .059—.197

[ < M 5 MP uUC5115 510—935 .006—.020 .012—.157

[ 4 R 1 RK MC5015 560—900 .010—.024 .059—.236

([ 3 R 2 Flat MC5015 560—900 .008—.024 .098—.236

([ < R 3 GH UC5115 475—885 .010—.024 .059—.236

([ < R 4 Flat UC5115 475—885 .008—.024 .098—.236

[ 4 H 1 Flat MC5015 560—900 .008—.024 .098—.236

¢ H 2 Flat uUc5115 475885 .008—.024 .098—.236

s L 1 LK MC5015 640—1030 .004—.016 .012—.079

s L 2 MA MC5015 590—935 .008—.020 .012—.157

s L 3 MA uc5115 510—935 .008—.020 .012—.157

- M 1 MK MC5015 590—935 .008—.022 .039—.157

- M 2 GK MC5015 590—935 .010—.024 .059—.197

s M 3 Std UC5115 510—935 .010—.024 .059—.197

£ M 4 Std UTi20T 260—360 .010—.024 .059—.197

s R 1 RK MC5015 560—900 .010—.024 .059—.236

s R 2 Flat MC5015 560—900 .008—.024 .098—.236

s R 3 GH UC5115 475—885 .010—.024 .059—.236

- R 4 Flat UC5115 475—885 .008—.024 .098—.236

- R 5 Flat UTi20T 245—-345 .008—.024 .098—.236

- H 1 Flat MC5015 560—900 .008—.024 .098—.236

- H 2 Flat UC5115 475—885 .008—.024 .098—.236

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

Work Material Hardness Cl\;ljétg;g Priority| Breaker Grade Cutt;ggl;:'\s/lr))eed z:IISEF;{d) DeFﬁEC%f)CUt
[ ] L 1 LK MC5005 640—1015 .004—.016 .012—.079
([ ] L 2 MA MC5005 575—920 .008—.020 .012—.157
([ ] L 3 MA UC5105 460—850 .008—.020 .012—.157
() M 1 MK MC5005 575—920 .008—.022 .039—.157
() M 2 GK MC5005 575—920 .010—.024 .059—.197
[ ] M 3 Std uUC5105 460—850 .010—.024 .059—.197
[ ) M 4 Std NX2525 425—575 .010—.024 .059—.197
[ ] R 1 RK MC5005 540—885 .010—.024 .059—.236
([ ] R 2 Flat MC5005 540—885 .008—.024 .098—.236
([ ] R 3 GH uUC5105 440—-820 .010—.024 .059—.236
(] R 4 Flat uUC5105 440—-820 .008—.024 .098—.236
() R 5 Flat HTi10 260—395 .008—.024 .098—.236
[ ] R 6 Flat HTi05T 295-510 .008—.024 .098—.236
[ ] H 1 Flat MC5005 540—885 .008—.024 .098—.236
([ ] H 2 Flat uUC5105 440—-820 .008—.024 .098—.236
([ < L 1 LK MC5015 575—935 .004—.016 .012—.079
[ 4 L 2 MA MC5015 525—835 .008—.020 .012—.157
[ < L 3 MA uUC5115 460—835 .008—.020 .012—.157
[ 4 L 4 sSwW MC5015 575—935 .004—.020 .012—.098
([ < L 5 SW uc5115 490—920 .004—.020 .012—.098
[ < M 1 MK MC5015 525—835 .008—.022 .039—.157
([ < M 2 GK MC5015 525—835 .010—.024 .059—.197

Ductile Cast Iron <800MPa [ < M 3 Std UC5115 460—835 .010—.024 .059—.197
([ < M 4 Std HTi10 280—410 .010—.024 .059—.197
[ < M 5 MP uUC5115 460—835 .006—.020 .012—.157
[ 4 R 1 RK MC5015 490—805 .010—.024 .059—.236
([ 3 R 2 Flat MC5015 490—805 .008—.024 .098—.236
([ < R 3 GH UC5115 425—785 .010—.024 .059—.236
([ < R 4 Flat UC5115 425—785 .008—.024 .098—.236
[ 4 H 1 Flat MC5015 490—-805 .008—.024 .098—.236
¢ H 2 Flat uUc5115 425—-785 .008—.024 .098—.236
s L 1 LK MC5015 575—935 .004—.016 .012—.079
$ L 2 MA MC5015 525—835 .008—.020 .012—.157
s L 3 MA uc5115 460—835 .008—.020 .012—.157
- M 1 MK MC5015 525—835 .008—.022 .039—.157
- M 2 GK MC5015 525—835 .010—.024 .059—.197
s M 3 Std UC5115 460—835 .010—.024 .059—.197
£ M 4 Std UTi20T 230—330 .010—.024 .059—.197
s R 1 RK MC5015 490—805 .010—.024 .059—.236
s R 2 Flat MC5015 490—805 .008—.024 .098—.236
s R 3 GH UC5115 425—785 .010—.024 .059—.236
- R 4 Flat UC5115 425—785 .008—.024 .098—.236
- R 5 Flat UTi20T 210-310 .008—.024 .098—.236
- H 1 Flat MC5015 490—805 .008—.024 .098—.236
- H 2 Flat UC5115 425—785 .008—.024 .098—.236
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

B NEGATIVE INSERT TYPE Breaker: Std:Standard Flat : Flat Top
Work Material Hardness Cl\leét(ijneg Priority| Breaker Grade Cuttzrégl:a;))eed gg?{d) Dep(tiz c%f)CUt
[ ] F 1 LS(M) MT9015 130—280 .004—.010 .008—.031
[ ] F 2 FJ RT9010 150—310 .003—.008 .004—.039
E [ ] L 1 LS(M) MT9015 130—280 .004—.010 .008—.031
¢|'}J, [ ] L 2 MJ(M) RT9010 130—280 .003—.010 .016—.059
E [ ] M 1 MS MT9015 130—260 .004—.010 .020—.157
% [ ] M 2 MS RT9010 130—260 .004—.010 .020—.157
% [ ] R 1 RS MT9015 115—245 .008—.014 .039—.157
= [ ] R 2 GJ RT9010 115—245 .006—.014 .039—.118
([ 4 F 1 LS(M) MT9015 130—280 .004—.010 .008—.031
[ 4 F 2 FJ RT9010 150—310 .003—.008 .004—.039
Titanium Alloy B € | L | 1 |LSM | MT9015 130—280 .004—.010 .008—.031
(Ti-6AI-4V) € | L | 2 | mym | RT9010 130—280 .003—010 .016—.059
[ 4 L 3 MJ(G) RT9010 130—280 .003—.010 .016—.059
[ 4 M 1 MS MT9015 130—260 .004—.010 .020—.157
[ < M 2 MS RT9010 130—260 .004—.010 .020—.157
[ < R 1 RS MT9015 115—245 .008—.014 .039—.157
[ < R 2 GJ RT9010 115—245 .006—.014 .039—.118
2 F 1 FJ RT9010 150—310 .003—.008 .004—.039
2 L 1 MJ(M) RT9010 130—280 .003—.010 .016—.059
2 L 2 MJ(G) RT9010 130—280 .003—.010 .016—.059
2 M 1 MS RT9010 130—260 .004—.010 .020—.157
2 R 1 GJ RT9010 115—-245 .006—.014 .039—.118

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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Work Material

Heat Resistant Alloy
(Inconel718)

Hardness

TURNING INSERTS

Cl\leét(ijneg Priority| Breaker Grade Cuttzrégl:a;))eed gg?{d) Dep(tiz c%f)CUt
[ ] F 1 LS(M) MP9005 100—360 .004—.010 .008—.031
[ ] F 2 FJ VP10RT 100—195 .003—.008 .004—.039
[ ] L 1 LS(M) MP9005 100—360 .004—.010 .008—.031
[ ] L 2 MJ(M) MP9005 100—360 .003—.010 .016—.059
[ ] L 3 MJ(M) VPO5RT 100—210 .003—.010 .016—.059
[ ] L 4 MJ(M) uUSs905 180—360 .003—.010 .016—.059
[ ] L 5 MJ(G) VP10RT 80—180 .003—.010 .016—.059
[ ] M 1 MS MP9005 100—330 .004—.010 .020—.157
[ ] M 2 MS VPO5RT 100—195 .004—.010 .020—.157
[ ] M 3 MS US905 165—330 .004—.010 .020—.157
([ ] R 1 RS MP9015 65—245 .008—.014 .039—.157
([ ] R 2 GJ VP10RT 65—150 .006—.014 .039—.118
[} R 3 GJ UsS905 150—310 .006—.014 .039—.118
[ 4 F 1 LS(M) MP9015 80—280 .004—.010 .008—.031
[ < F 2 FJ VP10RT 100—195 .003—.008 .004—.039
[ < L 1 LS(M) MP9015 80—280 .004—.010 .008—.031
[ < L 2 MJ(M) MP9015 80—280 .003—.010 .016—.059
[ < L 3 MJ(M) VP10RT 80—180 .003—.010 .016—.059
[ < M 1 MS MP9015 80—260 .004—.010 .020—.157
[ < M 2 MA MP9015 80—260 .004—.012 .020—.118
[ < M 3 MS VP10RT 80—165 .004—.010 .020—.157
[ < R 1 RS MP9015 65—245 .008—.014 .039—.157
([ < R 2 GJ VP10RT 65—150 .006—.014 .039—.118
2 F 1 FJ VP15TF 65—130 .003—.008 .004—.039
2 L 1 LS(M) MP9025 65—100 .004—.010 .008—.031
$ L 2 MJ(G) VP15TF 65—115 .003—.010 .016—.059
s M 1 MS MP9025 65—100 .004—.010 .020—.157
s M 2 MA MP9025 65—100 .004—.012 .020—.118
s M 3 MS VP15TF 65—115 .004—.010 .020—.157
£ 2 R 1 RS MP9025 50—80 .008—.014 .039—.157
2 R 2 GJ VP15TF 50—100 .006—.014 .039—.118
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker: Std : Standard Flat : Flat Top
Work Material Hardness Cl\;lj(t)t(;r;g Priority| Breaker Grade Cuttzr;g'j:l\sﬂp))eed zgeRd) Dep(tig C%f)CUt
P
® | F | 1 FP NX2525 740—1050 .002—.008 .008—.035
® F |2 FV NX2525 740—1050 .002 —.008 .008—.035
o ® | F | 3 | RL-F | MP3025 755—1165 .002 —.005 .004—.020
i ® L | 1 LP NX2525 740—1050 .002 —.010 .008—.039
2 ® L |2 Std UE6110 690—1165 .003 —.012 .012—.079
Q ® L |3 (Y MP3025 620—970 .003 —.012 .012—.079
E ® L | 4 Std MP3025 620—970 .003 —.012 .012—.079
2 ® (M | 1 MP NX2525 605—885 .003 —012 .012—.079
€ | F | 1 FP MC6015 820—1395 .002 —.008 .008—.035
€ | F |2 FP UE6110 820—1395 .002 —.008 .008—.035
€ | F | 3 FP MP3025 755—1165 .002 —.008 .008—.035
€ | F | 4 FV MP3025 755—1165 .002 —.008 .008—.035
€ F | 5 FV NX3035 720—1015 .002 —.008 .008—.035
Mild Steel € | L | 1 LP MC6015 820—1395 .002 —.010 .008—.039
(AISI ASTM A283, <180HB e L |2 LP UE6110 820—1395 .002 —.010 .008—.039
AlSI1010) € | L |3 LP MP3025 755—1165 .002 —.010 .008—.039
€ | L | 4 Std UE6110 690—1165 .003 —012 .012—.079
€ L | 5 sw MC6015 820—1395 .002 —.009 .008—.059
€ | L | 6 sw MP3025 755—1165 .002 —.009 .008—.059
€ M | 1 mMP MC6015 690—1165 .003 —.012 .012—.079
€  m | 2 MP UE6110 690—1165 .003 —.012 .012—.079
€ ™M | 3 MP MP3025 620—970 .003 —.012 .012—.079
€ M | 4 MW MC6015 690—1165 .004 —014 .031—.098
® | F | 1 FP MC6025 820—1330 .002 —.008 .008—.035
® L |1 LP MC6025 820—1330 .002 —.010 .008—.039
$ | L |2 sV MC6025 820—1330 .002 —.010 .008—.039
$ | L | 3 sw MC6025 820—1330 .002 —.009 .008—.059
| M| 1 MP MC6025 690—1115 .003 —012 .012—.079
$ | m| 2 MW MC6025 690—1115 .004 —014 .031—.098
® | F | 1 FP NX2525 540—785 .002 —.008 .008—.035
® | F |2 FV NX2525 540—785 .002 —.008 .008—.035
® | F | 3 | RL-F | MP3025 560—850 .002 —.005 .004—.020
® | L | 1 LP NX2525 540785 .002 —.010 .008—.039
® L | 2 Std UE6110 510—850 .003 —012 .012—.079
® | L |3 (Y MP3025 460—720 .003 —.012 .012—.079
® | L | 4 Std MP3025 460—720 .003 —012 .012—.079
Carbon Steel « Alloy Steel 1?0 ® L | 5 Y MP3025 560—850 .002—-.010 .008—.039
(AISI 1045, AISI 4140) 280HB ® L | b6 SwW MP3025 560—850 .002 —.009 .008—.059
® (M | 1 mMP NX2525 460—655 .003 —.012 .012—.079
® m | 2 MW MP3025 460—720 .004 —014 .031—.098
€ | F | 1 FP MC6015 605—1030 .002 —.008 .008—.035
€ | F |2 FP UE6110 605—1030 .002 —.008 .008—.035
€ | F | 3 FP MP3025 560—850 .002 —.008 .008—.035
€ | F | 4 FV MP3025 560—850 .002 —.008 .008—.035
€ F | 5 FV NX3035 525755 .002 —.008 .008—.035

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzré?:“SA;)Jeed Eg% Depﬁg C%f)CUt
€ | L | 1 LP MC6015 605—1030 .002 —.010 .008—.039
e | L | 2 LP UE6110 605—1030 .002 —.010 .008—.039
e L | 3 LP MP3025 560—850 002 —.010 .008—.039
€ | L | 4 std UE6110 510—850 003 —.012 .012—.079
€ L | 5 sw MC6015 605—1030 .002 —.009 .008—.059
€ L | s sw MP3025 560—850 .002 —.009 .008—.059
€ | M | 1 MP MC6015 510—850 .003 —.012 .012—.079
Carbon Steel - Alloy Steel 1f|30 e ™M |2 MP UE6110 510—850 .003—.012 .012—.079
(AISI 1045, AISI 4140) 280HB € m | 3 MP MP3025 460—720 .003 —.012 .012—.079
e | M | 4 MW MC6015 510—850 004 —014 .031—.098
®|F 1 FP MC6025 605—985 .002 —.008 .008—.035
® L |1 LP MC6025 605—985 .002—.010 .008—.039
8L |2 sV MC6025 605—985 .002 —.010 .008—.039
8L | 3 sw MC6025 605—985 .002 —009 .008—.059
8 m | 1 MP MC6025 510—820 .003 —.012 .012—.079
8 m| 2 Mw MC6025 510—820 .004 —014 .031—.098
® | M | 1 MP NX2525 310—460 .003 —.012 .012—.079
280 e ™M | 1 MP MC6015 360—605 .003—.012 .012—.079
Carbo”(iltgf'df})ﬁ'('f)’y Steel | € m | 2| w UE6110 360—605 003 —.012 012—.079
350HB € m | 3| w MP3025 330-510 003 —.012 012—.079
8 m |1 MP MC6025 360—575 .003 —.012 .012—.079
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker: Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
m

@ F | 1] Fm VP15TF 245-410 002—.008 008—.035
® | F| 2| st Us735 230—440 003—.012 012—.079
® @ L | 1| m MC7025 460—620 002010 008—.039
i ® | L | 2| st Us735 230—440 003—.012 012—.079
2 ®@ | M| 1| mm MC7025 395-525 003—.012 012—.079
o €| F | 1| mm VP15TF 245-410 002—.008 .008—.035
z €| F| 2| st us735 230—440 003—.012 012—.079
= Austenitic €| L | 1| m MC7025 460—620 002—.010 008—.039
Stainless Steel <200HB | € | L | 2 | st Us735 230—440 003—.012 012—.079
(AISI 304, AISI 316) e ™M | 1| mm MC7025 395-525 003—.012 012—.079
2 F | 1] mm VPA5TF 245-410 002—.008 .008—.035
2| F | 2] st Us735 230—440 003—.012 012—.079
2L 1] m MP7035 280—440 002—.010 .008—.039
2L 2] m VP15TF 245-410 002—.010 008—.039
2| L] 3] st Us735 230—440 003—.012 012079
2 M| 1] mm MP7035 230-375 003—.012 012—.079
2| v 2] mm VP15TF 195345 003—.012 012079
@ F | 1| Fm VP15TF 195345 1002—.008 1008—.035
® | F| 2| st us735 195360 003—.012 012—.079
@ L | 1| m MC7025 395-525 002—.010 008—.039
® | L | 2| st Us735 195360 003—.012 012—.079
® |  m | 1| mm MC7025 330425 003—.012 012—.079
€| F | 1| mm VP15TF 195345 002—.008 008—.035
€| F| 2| st Us735 195360 003—.012 012—.079
Austonitic €| L | 1| m MC7025 395-525 002—.010 008—.039
Stainless Steel >200HB | € | L | 2 | std Us735 195360 003—.012 012—.079
(AISI 304LN, AISI 316LN) €|/ m| 1| mm MC7025 330425 003—.012 012—.079
2 F | 1] Fmm VP15TF 195345 1002—.008 008—.035
2| F | 2| s Us735 195360 003—.012 012—.079
2L 1] m MP7035 230-375 002—010 .008—.039
2L 2] m VPA5TF 195345 002—.010 .008—.039
2| L] 3] st Us735 195360 003—.012 012—.079
2| v 1] mm MP7035 195-310 003—.012 012—.079
2| m | 2] mm | vpisTF 165—295 003—.012 012—.079
@ F | 1| Fm VP15TF 165—280 1002—.008 1008—.035
® | F| 2| s Us735 150—295 003—.012 012—.079
| L | 1| m MC7025 310425 002010 .008—.039
® | L | 2| st us735 150—295 003—.012 012—.079
® | m | 1| mm MC7025 260—345 003—.012 012—.079
€| F | 1| Fmm VP15TF 165—280 002—.008 008—.035
TWO'pha&ﬁSSItgiZ”S'SSS Steel | <ogore | € | F | 2 | std US735 150—295 003—.012 012—.079
€| L | 1| m MC7025 310425 002—.010 1008—.039
€| L | 2| s Us735 150—295 003—.012 012—.079
e ™M | 1| mm MC7025 260—345 003—.012 012—.079
2 F | 1] mm VPA5TF 165—280 .002—.008 008—.035
2| F| 2] st Us735 150—295 003—.012 012—.079
2L 1] m MP7035 180—295 002—010 .008—039

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
M
® | L 2 LM VP15TF 165—280 .002—010 .008—.039
Two-phase Stainless Steel <080HB ® | L 3 std us735 150—295 .003—012 .012—079
(AISI 329) ™ 1 MM MP7035 150—245 .003—.012 .012—.079
® | m 2 MM VP15TF 130—230 .003—012 .012—079
® | F 1 FM VP15TF 245—-410 .002—.008 .008—.035
® F 2 std us735 230—440 .003—.012 .012—.079
® | L 1 LM MC7025 460—620 .002—.010 .008—.039
® | L 2 std us735 230—440 .003—012 .012—079
@ ™ 1 MM MC7025 395525 .003—012 .012—079
€ | F 1 FM VP15TF 245—410 .002—.008 .008—.035
€ F 2 Std us735 230—440 .003—.012 .012—.079
Ferritic and Martensitic ¢ L 1 LM MC7025 460—620 .002—.010 .008—.039
Stainless Steel <200HB ¢ | L 2 Std us735 230—440 .003—.012 .012—.079
(AISI 410, AISI 430) € ™M | 1| mm MC7025 395525 003—.012 012—.079
® | F 1 FM VP15TF 245—410 .002—.008 .008—.035
® | F 2 Std Us735 230—440 .003—012 .012—079
g | L 1 LM MP7035 280—440 .002—.010 .008—.039
| L 2 LM VP15TF 245-410 .002—.010 .008—.039
® | L 3 Std us735 230—440 .003—.012 .012—.079
® ™ 1 MM MP7035 230-375 .003—.012 .012—.079
® (™ 2 MM VP15TF 195345 .003—.012 .012—.079
® | F 1 FM VP15TF 195—345 .002—.008 .008—.035
® | F 2 Std Us735 195—360 .003—012 .012—079
® | L 1 LM MC7025 395-525 .002—.010 .008—.039
® L 2 Std us735 195—360 .003—.012 .012—.079
@ ™ 1 MM MC7025 330—425 .003—.012 .012—.079
€ | F 1 FM VP15TF 195345 .002—.008 .008—.035
€ | F 2 std us735 195—360 .003—012 .012—079
Ferritic and Martensitic ¢ L 1 LM MC7025 395525 .002—010 .008—.039
Stainless Steel >200HB ([ < L 2 Std Us735 195—360 .003—.012 .012—.079
(AISI 431, AISI 420) e | Mm 1 MM MC7025 330—425 .003—.012 .012—.079
® | F 1 FM VP15TF 195—345 .002—.008 .008—.035
® | F 2 Std us735 195—360 .003—.012 .012—.079
$ | L 1 LM MP7035 230-375 .002—.010 .008—.039
® | L 2 LM VP15TF 195—345 .002—010 .008—.039
® L 3 std us735 195—360 .003—012 .012—079
g m 1 MM MP7035 195—310 .003—.012 .012—.079
| m 2 MM VP15TF 165—295 .003—012 .012—079
® | F 1 FM VP15TF 130—230 .002—.008 .008—.035
® | F 2 std us735 130—245 .003—012 .012—.079
® | L 1 LM MC7025 260—345 .002—010 .008—.039
Ha(r"i‘fgfgs%ﬂrl"sﬁsésf)ee' <450HB ® | L | 2 | Lsm | mPo015 345—460 .002—.008 .008—.039
® | L 3 Std Us735 130—245 .003—012 012—079
@ M 1 MM MC7025 210-280 .003—.012 .012—.079
® ™ 2 MS MP9015 280—395 .003—010 .012—079
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker: Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzré?:“SA;)Jeed Eg% Depﬁg C%f)CUt
M
[ 4 F 1 FM VP15TF 130—230 .002—.008 .008—.035
[ < F 2 Std Us735 130—245 .003—.012 .012—.079
,‘2 [ < L 1 LM MC7025 260—345 .002—.010 .008—.039
5 [ < L 2 LS(M) MP9015 345—460 .002—.008 .008—.039
2 ([ < L 3 Std Us735 130—245 .003—.012 .012—.079
‘2" ([ < M 1 MM MC7025 210—280 .003—.012 .012—.079
E Hardened Stainless Steel <450HB ([ < M 2 MS MP9015 280—395 .003—.010 .012—.079
E (AISI 630, AISI 631) £ F 1 FM VP15TF 130—230 .002—.008 .008—.035
® F 2 Std Us735 130—245 .003—.012 .012—.079
$ L 1 LM MP7035 150—245 .002—.010 .008—.039
E L 2 LM VP15TF 130—230 .002—.010 .008—.039
e L 3 Std Us735 130—245 .003—.012 .012—.079
2 M 1 MM MP7035 130—195 .003—.012 .012—.079
E M 2 MM VP15TF 115—195 .003—.012 .012—.079

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt

() F 1 MK MC5005 540—870 .003—.012 .012—.079

[ ] L 1 MK MC5005 540—870 .003—.012 .012—.079

() M 1 Flat MC5005 540—870 .003—.012 .012—.079

([ < F 1 MK MC5015 490—785 .003—.012 .012—.079

[ 4 F 2 Std UC5115 425—785 .003—.012 .012—.079

([ < L 1 MK MC5015 490—785 .003—.012 .012—.079

([ < L 2 Std uc5115 425—785 .003—.012 .012—.079

arl""gl ﬁ‘ﬁgg’; <350MPa | € | M | 1 | Flat | MC5015 490-785 003—.012 012—.079
([ < M 2 Flat uc5115 425—785 .003—.012 .012—.079

s F 1 MK MC5015 490—785 .003—.012 .012—.079

- F 2 Std uc5115 425—785 .003—.012 .012—.079

- L 1 MK MC5015 490—785 .003—.012 .012—.079

2 L 2 Std uUc5115 425—785 .003—.012 .012—.079

2 M 1 Flat MC5015 490—785 .003—.012 .012—.079

2 M 2 Flat uUc5115 425—785 .003—.012 .012—.079

([ ] F 1 MK MC5005 510—820 .003—.012 .012—.079

[ ] L 1 MK MC5005 510—820 .003—.012 .012—.079

([ ] M 1 Flat MC5005 510—820 .003—.012 .012—.079

([ < F 1 MK MC5015 460—755 .003—.012 .012—.079

([ < F 2 Std uUc5115 410—740 .003—.012 .012—.079

([ < L 1 MK MC5015 460—755 .003—.012 .012—.079

([ < L 2 Std uc5115 410—740 .003—.012 .012—.079

<450MPa ([ < M 1 Flat MC5015 460—755 .003—.012 .012—.079
([ < M 2 Flat uc5115 410—740 .003—.012 .012—.079

s F 1 MK MC5015 460—755 .003—.012 .012—.079

2 F 2 Std uUc5115 410—740 .003—.012 .012—.079

2 L 1 MK MC5015 460—755 .003—.012 .012—.079

2 L 2 Std uc5115 410—740 .003—.012 .012—.079

2 M 1 Flat MC5015 460—755 .003—.012 .012—.079

2 M 2 Flat uc5115 410—740 .003—.012 .012—.079

Ductile Cast Iron

[ ] F 1 MK MC5005 460—740 .003—.012 .012—.079

([ ] L 1 MK MC5005 460—740 .003—.012 .012—.079

[ ] M 1 Flat MC5005 460—740 .003—.012 .012—.079

[ < F 1 MK MC5015 410—670 .003—.012 .012—.079

([ < F 2 Std uc5115 360—655 .003—.012 .012—.079

[ < L 1 MK MC5015 410—670 .003—.012 .012—.079

([ < L 2 Std uc5115 360—655 .003—.012 .012—.079

<800MPa [ < M 1 Flat MC5015 410—670 .003—.012 .012—.079
([ < M 2 Flat uUCc5115 360—655 .003—.012 .012—.079

2 F 1 MK MC5015 410—670 .003—.012 .012—.079

2 F 2 Std uc5115 360—655 .003—.012 .012—.079

2 L 1 MK MC5015 410—670 .003—.012 .012—.079

£ L 2 Std uUc5115 360—655 .003—.012 .012—.079

s M 1 Flat MC5015 410—670 .003—.012 .012—.079

- M 2 Flat uUC5115 360—655 .003—.012 .012—.079
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker: Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljétg;g Priority| Breaker Grade Cutt;g?:’\sﬂr))eed E:IgeRd) Depﬁ::c%f)Cut
N
[ ) F 1 AZ HTi10 985—2295 .004—.016 .008—.118
Aluminum Alloy i Eo " _ _ —
” (A6061, A7075) Si<6% [ 4 F 1 AZ HTi10 985—2295 .004—.016 008—.118
E E F 1 AZ HTi10 985—2295 .004—.016 008—.118
% ([ ] F 1 AZ HTi10 985—2295 .004—.016 008—.118
Z Aluminum Alloy 07 < Qi 1000 :
® (AC4B) 5%=<Si<10% | @ F 1 AZ HTi10 985—2295 .004—.016 008—.118
; E F 1 AZ HTi10 985—2295 .004—.016 008—.118
% () F 1 AZ HTi10 985—2295 .004—.016 008—.118
= Aluminum Alloy 100 -
(ADC12, A390) Si>10% [ < F 1 AZ HTi10 985—2295 .004—.016 008—.118
E F 1 AZ HTi10 985—2295 .004—.016 008—.118

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting

A100



Work Material

Titanium Alloy
(Ti-6Al-4V)

Hardness

TURNING INSERTS

Cl\bljét(ijneg Priority| Breaker Grade Cuttzréglg:’\sﬂgeed gg%d) Dep(titr: c?]f)CUt
[ ] F 1 FS-P MT9005 130—260 .002—.005 .008—.055
[ } F 2 FJ RT9010 115—245 .002—.005 .008—.055
[} L 1 LS-P MT9005 130—260 .002—.006 .012—.118
[ } L 2 LS(M) MT9005 130—260 .002—.008 .008—.039
[ ] M 1 MS MT9005 115—-210 .003—.010 .012—.079
[ < F 1 FS-P MT9005 130—260 .002—.005 .008—.055
[ < F 2 FJ RT9010 115—245 .002—.005 .008—.055
[ < L 1 LS-P MT9005 130—260 .002—.006 .012—.118
[ < L 2 LS(M) MT9005 130—260 .002—.008 .008—.039
[ < M 1 MS MT9005 115—-210 .003—.010 .012—.079
2 F 1 FS-P MT9005 130—260 .002—.005 .008—.055
2 F 2 FJ RT9010 115245 .002—.005 .008—.055
$ L 1 LS-P MT9005 130—260 .002—.006 .012—.118
£ 3 L 2 LS(M) MT9005 130—260 .002—.008 .008—.039
2 M 1 MS MT9005 115—-210 .003—.010 .012—.079

Heat Resistant Alloy
(Inconel718)

[ ) F 1 FS MP9005 80—310 .002—.005 .008—.055
[ ) F 2 FJ VP10RT 65—150 .002—.005 .008—.055
[ ) L 1 LS(G) MP9005 80—310 .002—.006 .012—.118
( J L 2 LS(M) MP9005 80—310 .002—.008 .008—.039
[ J M 1 MS MP9005 65—260 .003—.010 .012—.079
[ < F 1 FS MP9015 65—245 .002—.005 .008—.055
[ < F 2 FJ VP10RT 65—150 .002—.005 .008—.055
[ < L 1 LS(G) MP9015 65—245 .002—.006 .012—.118
[ < L 2 LS(M) MP9015 65—245 .002—.008 .008—.039
[ 3 M 1 MS MP9015 65—195 .003—.010 .012—.079
£ F 1 FS MP9015 65—245 .002—.005 .008—.055
£ 3 F 2 FJ VP10RT 65—150 .002—.005 .008—.055
£ 3 L 1 LS(G) MP9015 65—245 .002—.006 .012—.118
£ 3 L 2 LS(M) MP9015 65—245 .002—.008 .008—.039
£ 3 M 1 MS MP9015 65—195 .003—.010 .012—.079
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

Il 11° POSITIVE INSERT TYPE Breaker: Std : Standard Flat : Flat Top
Work Material Hardness Cl\bljtt)tg;g Priority| Breaker Grade Cuttzrégl:’\SA;)Jeed Eg% Depﬁg C%f)CUt
P
[ ) F 1 R-R/L NX2525 740—1050 .002—.005 .008—.024
[ ) L 1 R-Std NX2525 605—885 .003—.012 .012—.079
E [ ) M 1 R-Std NX2525 605—885 .003—.012 .012—.079
% ([ < F 1 R-R/L NX2525 740—1050 .002—.005 .008—.024
E ([ < L 1 R-Std UE6110 690—1165 .003—.012 .012—.079
; Mild Steel ([ < L 2 R-Std MP3025 620—970 .003—.012 .012—.079
% (AISIASTM A283, <180HB [ 4 L 3 R-Std NX3035 590—835 .003—.012 .012—.079
. AISI1010) [ 4 M 1 R-Std UE6110 690—1165 .003—.012 .012—.079
[ 4 M 2 R-Std MP3025 620—970 .003—.012 .012—.079
¢ M 3 R-Std NX3035 590—835 .003—.012 .012—.079
£ F 1 R-R/L UTi20T 375—540 .002—.005 .008—.024
£ L 1 N-Flat UP20M 345—-525 .003—.012 .012—.079
s M 1 N-Flat UP20M 345—-525 .003—.012 .012—.079
() F 1 R-R/L NX2525 540—785 .002—.005 .008—.024
() L 1 R-Std NX2525 460—655 .003—.012 .012—.079
() M 1 R-Std NX2525 460—655 .003—.012 .012—.079
[ 4 F 1 R-R/L NX2525 540—785 .002—.005 .008—.024
[ 4 L 1 R-Std UE6110 510—850 .003—.012 .012—.079
180 [ 4 L 2 R-Std MP3025 460—720 .003—.012 .012—.079
Carbon Steel - Alloy Steel | €| L | 3 | Rstd | Nx3035 440620 003—012 012—079
(AISI 1045, AISI 4140) 280HB
[ 4 M 1 R-Std UE6110 510—850 .003—.012 .012—.079
([ < M 2 R-Std MP3025 460—720 .003—.012 .012—.079
([ < M 3 R-Std NX3035 440—620 .003—.012 .012—.079
- F 1 R-R/L UTi20T 280—395 .002—.005 .008—.024
- L 1 N-Flat UP20M 260—395 .003—.012 .012—.079
E M 1 N-Flat UP20M 260—395 .003—.012 .012—.079

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting ® : Unstable Cutting
CUTTING AREA : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

Work Material Hardness Cl\blj(t)tg;g Priority| Breaker Grade Cutt;régl:’\sﬂr;eed Eg?\,(j) Depﬁz C%f)CUt
[ ) F 1 R-R/L NX2525 475—655 .002—.005 .008—.024
([ ] L 1 N-Flat UC5105 440—-805 .003—.012 .012—.079
([ ] L 2 N-Flat NX2525 395—540 .003—.012 .012—.079
() L 3 R-Std NX2525 395—540 .003—.012 .012—.079
() M 1 N-Flat UC5105 440—-805 .003—.012 .012—.079
() M 2 N-Flat NX2525 395—-540 .003—.012 .012—.079
[ ] M 3 R-Std NX2525 395—540 .003—.012 .012—.079
Gray Cast Iron <350MPa € | F | 1 | RRL | NX2525 475655 .002—.005 .008—.024
(AISI No 45B) € | F | 2 | RRL HTi10 330—460 .002—.005 .008—.024
[ 4 L 1 N-Flat uUc5115 425—-785 .003—.012 .012—.079
([ < L 2 N-Flat UE6110 410—655 .003—.012 .012—.079
[ < M 1 N-Flat uUCc5115 425—785 .003—.012 .012—.079
[ 4 M 2 N-Flat UE6110 410—655 .003—.012 .012—.079
E F 1 R-R/L UTi20T 260—375 .002—.005 .008—.024
- L 1 N-Flat VP15TF 375—525 .003—.012 .012—.079
- M 1 N-Flat VP15TF 375—525 .003—.012 .012—.079
([ ] F 1 R-R/L NX2525 460—620 .002—.005 .008—.024
() L 1 N-Flat UC5105 410—-770 .003—.012 .012—.079
() L 2 N-Flat NX2525 375-510 .003—.012 .012—.079
([ ] L 3 R-Std NX2525 375—510 .003—.012 .012—.079
([ ] M 1 N-Flat UC5105 410—770 .003—.012 .012—.079
([ ] M 2 N-Flat NX2525 375—510 .003—.012 .012—.079
([ ] M 3 R-Std NX2525 375—-510 .003—.012 .012—.079
([ < F 1 R-R/L NX2525 460—620 .002—.005 .008—.024
<450MPa
[ < F 2 R-R/L HTi10 310—440 .002—.005 .008—.024
[ 4 L 1 N-Flat uUC5115 410—740 .003—.012 .012—.079
[ 4 L 2 N-Flat UE6110 395—620 .003—.012 .012—.079
([ < M 1 N-Flat UC5115 410—740 .003—.012 .012—.079
([ < M 2 N-Flat UE6110 395—620 .003—.012 .012—.079
s F 1 R-R/L UTi20T 245—345 .002—.005 .008—.024
£ L 1 N-Flat VP15TF 360—490 .003—.012 .012—.079
. s M 1 N-Flat VP15TF 360—490 .003—.012 .012—.079
Ductile Cast Iron
() F 1 R-R/L NX2525 410—-560 .002—.005 .008—.024
([ ] L 1 N-Flat uc5105 375—690 .003—.012 .012—.079
[ ) L 2 N-Flat NX2525 345—460 .003—.012 .012—.079
([ ] L 3 R-Std NX2525 345—460 .003—.012 .012—.079
([ ] M 1 N-Flat UC5105 375—690 .003—.012 .012—.079
() M 2 N-Flat NX2525 345—460 .003—.012 .012—.079
() M 3 R-Std NX2525 345—460 .003—.012 .012—.079
[ 4 F 1 R-R/L NX2525 410—-560 .002—.005 .008—.024
<800MPa 8
[ 4 F 2 R-R/L HTi10 280—395 .002—.005 .008—.024
([ < L 1 N-Flat UC5115 360—655 .003—.012 .012—.079
([ < L 2 N-Flat UE6110 345—560 .003—.012 .012—.079
¢ M 1 N-Flat uUCc5115 360—655 .003—.012 .012—.079
[ < M 2 N-Flat UE6110 345—560 .003—.012 .012—.079
$ F 1 R-R/L UTi20T 210—-310 .002—.005 .008—.024
E L 1 N-Flat VP15TF 310—440 .003—.012 .012—.079
E M 1 N-Flat VP15TF 310—440 .003—.012 .012—.079
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TURNING INSERTS [NEGATIVE]

o CN TYPE INSERTS CNMG 4 3 0.5 FP
A 80 WITH HOLE S5 WS R ChE Ty

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting - @il) Light Cutting-- @) Medium Cutting - @) Rough Cutting - @) Heavy Cutting - @D

P Mild Steel P Carbon Steel-Alloy Steel | | P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 ‘ 315 315 I 315
_ 276 . 276 ‘ . 276 _ 276 @ . .276&:
é 236 é 236 'é 236 é 236 ‘ = é 236
f’ 197 f’ 197 i’ 197 f’ 197 ‘E’ 197
(IQ é v157‘m‘ é .1576 é § 157 é 157 \ é 157
[ S a8 2 2 a8 S a8 2 .118@
w B or9 @ S om g or m B o7 1 B on9
(2] o - a a o | || a
2 .039 o N 039 = P .039 —— .039 \'—: @ .039
6 0 .0(7:'._0?2 ‘ 020 .028 0 .004_ 012 .0‘20 .028 0 .004 .012 .020 028 ‘ 0 .004 .Oj 020 .02? 0 .004 012 .020 .028
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
E P | Steel [ X X XX ) gs0ocico0
M | Stainless Steel OCHH C& O OO|%
MW°”.‘ K | castiron eceoc ez 0 | eozj0c
aterial
N Non-Ferrous Metal e o
m S | Heat-resistant Alloy, Titanium Alloy (] 0CEO0CH (AL X X3
Coated Cemet gg?é?edt Carbide o
WITH NEW % nt\z
HOLE VoWV oWWWWY LVVVVWWLWVEEL (VWYY ol =
Inc 00O 0o 00 LEan ElEiE 3
825552555895 2555553383235385Eskk|<T
FP CNMG430.5FP |CNMG120402-FP  [.008 (X J *x |® C006
-~ CNMG431FP CNMG120404-FP  |.016 (X J *x |® —009
D g CNMG432FP  [CNMG120408-FP [031) @@ x |o e
. new CNMG433FP CNMG120412-FP  |.047 ( X J *x |® H006
Finish —008
Cutting
R FH CNMG430.5FH |CNMG120402-FH |.008| @ 000 Co06
CNMG431FH CNMG120404-FH |.016| @ *x @@ —009
H CNMG432FH  [CNMG120408-FH |.031| ® x |oe e
S o CNMG433FH CNMG120412-FH  |.047 * * H006
Finish —008
Cutting
FS CNMG431FS CNMG120404-FS |.016 * ([ ] C006
T N CNMG432FS CNMG120408-FS  |.031 * [ ] —009
i {@J E021
i E024
H006
v Finish —008
Cutting
FY CNMG431FY CNMG120404-FY |.016 *x0® X C006
W CNMG432FY CNMG120408-FY |.031 *x |®@ % —009
=
E024
H006
Finish —008
Cutting
FJ CNGG43V5FJ |CNGG1204V5-FJ  [.002 ([ ] *|coo6
CNGG430.2FJ |CNGG120401-FJ .004 [ ] *[—009
@ CNGG430.5FJ |CNGG120402-FJ |.008 ° *|coot
Finish CNGG431FJ CNGG120404-FJ  |.016 ® x *|H006
Cuting | CNGG432FJ  [CNGG120408-F) | .031 o0 o008
FJ-P CNGG430.2FJ-P|CNGG120401-FJ-P |.004 ® |06
‘;ﬁ y CNGG430.5FJ-P|CNGG120402-FJ-P |.008 ® |[—009
,_j CNGGA3V5FJ-P | CNGG1204V5-FJ-P |.002 o |2
Fme——
HO006
Finish —008
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A104 <10inserts in one case>



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEREO sZ0CCO00
M | Stainless Steel oCH® C & RO O O|%
M\Qltzrrli‘al K | Castlron ecoc ez 0 | oolzoc
N | Non-Ferrous Metal e o
S | Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW| 3 © 7))
Shape | Order Number (ISO) Number | RE §§§§§§EE§§33§E§§§E§EEE§ﬁgﬁgﬁgsoggg%E E
e S 8 S 2B E haoo 00 e RaaaSersEeERRR s @
DD =E==D=E=E==DD==DD===>>>DZZ=<>DII=xc =
PK CNGG431PK [CNGG120404-PK | 016 * coos | 2
. — 4
o =
E024 =
. H006
Cintng —008
LP CNMG431LP |CNMG120404-LP [016|/e @@ @ @ ° .
S CNMG432LP |[CNMG120408-LP |031/e @@ @@ ° —009 m
CNMG433LP |CNMG120412-LP |047(0e @@ @ @ gggl
g HOOS otk
Cutting
CNMG431LM |CNMG120404-LM [.016 Y 006
CNMG432LM |CNMG120408-LM |.031 Y —009
CNMG433LM |CNMG120412-LM |.047 Y Eggl
ires QN |
CNMG431LK |CNMG120404-LK [.016 Y .
CNMG432LK |CNMG120408-LK |.031 o0 —009 R
CNMG433LK |CNMG120412-LK |.047 o0 Eggl
. HO006
i o
LS [vewCNMG321LS |CNMG090304-LS |.016 o0 006
new CNMG322LS  |CNMG090308-LS  |.031 o0 —009
g new CNMG430.5LS |CNMG120402-LS |.008 o0 )
Laht CNMG431LS |CNMG120404-LS |.016 YY) ° 5882
Cuiting CNMG432LS |CNMG120408-LS |.031 YY) °
SH CNMG32.51SH |[CNMG09T304-SH [.016] * * 006 v
P CNMG32.52SH [CNMG09T308-SH [.031] * ;82?
L:au/ CNMG431SH |CNMG120404-SH |.016|/e @ @ @ ° ° x| *x Coos
i CNMG432SH |CNMG120408-SH |031je @@ ® ° ° *0| *x Hooe W
Cuiting CNMG433SH |[CNMG120412-SH [047|/e @ @ @
CNMG431SA |[CNMG120404-SA [016|e @ @ ® ° *® 006
CNMG432SA |[CNMG120408-SA [031jle @@ ® ° *® —009
CNMG433SA |CNMG120412-SA [047|/e @@ @ ° Eggl
. H006
Cufing —008
SW [ * CNMG431SW [CNMG120404-SW [.016]@ @ @ o0 o * oo 006
(With Wiper) " cNMG432SW |CNMG120408-SW [031|@ @ @ eo o xeol® ~009
[@8] |« cNMG433SW |CNMGT20412SW [047[0 @ @ oole 021
Light Eggg
Cutting
*Please refer to page A032 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>Aa002 A105




TURNING INSERTS [NEGATIVE]

so- CN

TYPE INSERTS
WITH HOLE

CNMG 4

—

3

1 SY

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting - @il) Light Cutting-- @) Medium Cutting - @) Rough Cutting - @) Heavy Cutting - @D

P Mild Steel P Carbon Steel-Alloy Steel | | P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 ‘ 315 315 T 315
_ 276 . 276 ‘ . 276 _ 276 @ . .276&:
é 236 é 236 'é 236 é 236 ‘ = é 236
f’ 197 f’ 197 i’ 197 f’ 197 f’ 197
(IQ § v157‘m‘ é .1576 é § 157 § 157 \ é 157
[ S a8 2 2 a8 S a8 2 .118@
w B or9 @ S om g or m B o7 1 B on9
(2] o - [a} o o | || a
2 .039 o N 039 = .039 —— .039 \'—: @ .039
6 0 .0(7:'._0?2 ‘ 020 .028 0 .004_ 012 .0‘20 .028 0 .004 .012 .020 028 ‘ 0 .004 .Oj 020 .02? 0 .004 012 .020 .028
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
E P Steel [ X X 20k 2 A ) sE0cc00|8
M | Stainless Steel OCHH C & H|O O Ol%
MW°”.‘ K | castiron ecoc ez (0 | eozj0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%e(g Carbide 9
WITH NEW % nt\z
HOLE DWW o WWLLW 00 0 W W= n @
Sh Order Numb 1ISO) Numb RE (82 < Shy= 8RB L g|ow Lwo
e | Ortertunir | (Soitumeer | Rl BEE RS BBy B B R e iR ERe
inc QOO 0o 00 ogan e = <
2555255589255 525/3285 235 3Lb e skk(<T
SY CNMG431SY CNMG120404-SY |.016 *x (@ *x C006
. CNMG432SY CNMG120408-SY |.031 *x (@ *x —009
E021
D E024
HO006
Light
Culging —008
R C CNMG431C CNMG120404-C  |.016 * @ C006
=7 | CNMG432C CNMG120408-C  |.031 *x @ —009
| - E021
S -"E‘J E024
Light Eggg
Cutting
MJ CNMG431MJ CNMG120404-MJ |.016 * o0 oo ®| 005
T / CNMG432MJ  [CNMG120408-MJ |.031 * oo oo ®|-009
E CNMG433MJ  |CNMG120412-MJ [.047 * 00 xx )
] Light CNMG434MJ CNMG120416-MJ |.063 * 00 k& HO006
Cutting —008
MJ CNGG431MJ CNGG120404-MJ |.016 [ X J [ ®| 005
W / CNGG432MJ CNGG120408-MJ |.031 [ X ) (] @®|—009
/ E021
@ E024
Liaht HO06
Cut%ing —008
MP CNMG431MP CNMG120404-MP |.016|l0®@ ® ® ® [ ) o
CNMG432MP CNMG120408-MP |.031/l0e @@ ® ® [ ) o C006
1 CNMG433MP CNMG120412-MP |.047/0 @ ®@ ® ® (] [ —009
¢ | CNMG434MP  |CNMG120416-MP | 0630 @ @ @ @ ° )
CNMG542MP CNMG160608-MP |.031|0 ®@ @ () HO06
Vedium | _CNMG543MP_ |CNMG160612-MP | 0470 @ @ ° —008
Cutting CNMG544MP CNMG160616-MP |.063|l@e® @ [
® = NEW

A106

@ : USA Stock * : Stocked in Japan
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Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

P Steel QCCEEEO sZ0CCO00
o M | Stainless Steel oCH® C & RO O O|%
Material [ Cast Iron oco¢C cE |@ Y B X 3
N | Non-Ferrous Metal e o
S | Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW] = S
(o R e T W WY To N To T, [Te AT NToY wuWWkEE- [Te] M
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§§§§§§§§§Eg§§§é%
e O e N = S R
MM CNMG432MM |CNMG120408-MM |.031 YY)
CNMG433MM |CNMG120412-MM |.047 YY)
CNMG434MM |CNMG120416-MM |.063 Y 006
CNMG542MM |CNMG160608-MM |.031 YY) —009
CNMG543MM |CNMG160612-MM |.047 Y Eggl
CNMG544MM |CNMG160616-MM |.063 Y HO06
CNMG642MM |CNMG190608-MM |.031 YY) —008
Medium CNMG643MM |CNMG190612-MM |.047 YY)
Cutting CNMG644MM |CNMG190616-MM |.063 YY)
MK CNMG431MK |CNMG120404-MK |.016 o0
CNMG432MK |CNMG120408-MK |.031 o0
CNMG433MK |CNMG120412-MK |.047 o0 006
CNMG434MK |CNMG120416-MK |.063 o0 —009
. CNMG542MK |CNMG160608-MK |.031 *® Eggl
CNMG543MK  |CNMG160612-MK |.047 o0 HO06
CNMG544MK  [CNMG160616-MK |.063 o0 —oo8
Vedium CNMG643MK |CNMG190612-MK |.047 o0
Cutting CNMG644MK |CNMG190616-MK |.063 o0
GM CNMG431GM |CNMG120404-GM |.016 YY) 006
M CNMG432GM |CNMG120408-GM |.031 YY) ;82?
_/ CNMG433GM |CNMG120412-GM |.047 Y e
. H006
Coting —008
GK CNMG431GK |CNMG120404-GK |.016 o0 .
CNMG432GK |CNMG120408-GK |.031 o0 —009
. CNMG433GK |CNMG120412-GK |.047 o0 Eggl
Medium Eggg
Cutting
MA CNMG431MA [CNMG120404-MA |.016|/@ ® ® ® o000 0000 OO ) °
CNMG432MA |CNMG120408-MA |031je @@ @ @ o000 0000 00 o | o
CNMG433MA |CNMG120412-MA |047/0e @@ @ @ o000 0000 00 o | o 006
CNMG434MA |CNMG120416-MA |.063|@ ® * o o —009
CNMG542MA |CNMG160608-MA |.031|/e @@ @ @ * ° Eggl
CNMG543MA [CNMG160612-MA |.047/0e @ @ @ @ ° ° HO06
CNMG544MA [CNMG160616-MA |.063|0 @ ® ® ® ° ° —008
edium CNMG643MA |CNMG190612-MA |.047/0e 0 @ @ @ ° Y
Cutting CNMG644MA |CNMG190616-MA |.063| @ @@ ® ° °
® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

E TURNING INSERTS E

WITH
HOLE

>p002 A107




TURNING INSERTS [NEGATIVE]

o CN TYPE INSERTS CNMG 4 3 1 MH
aw 80 WITH HOLE T e oot

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting - @il) Light Cutting-- @) Medium Cutting - @) Rough Cutting - @) Heavy Cutting - @D

P Mild Steel P Carbon Steel-Alloy Steel | | P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)

E TURNING INSERTS !

315 315 315 315 I 315
_ 276 . 276 ‘ . 276 _ 276 # . .276@:
E 236 é 236 'g 236 é 236 ‘ = é 236
i e N e g R i s
P 118 P 118 P 118 P 118 P 118
E‘ 079 .—@ § 079 §- 079 m E‘ 079 I H é’l 079
039 —_b:_‘P ‘ 039 IS | 039 — ‘ 039 ¥IT:mi 039
0 .004 012 020 .028 0 .004 012 .020 .028 0 .004 .012 .020 028 0 .004 012 020 .028 0 .004 012 .020 .028
Feed (inch/rev) Feed (inchirev) Feed (inch/rev) Feed (inch/rev) Feed (inchirev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHH C & H|O O Ol%
M\;Vtc;rrli(m K| Castlron eceoc c: (0 | eoz0c
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide 9
WITH NEW % 0“3
poLE Shape | Order Number (ISO) Number |RE égggégg§§§§§§§§§§§§§EE§§§§§§§§S§§§%g
8850998880 0098 SEREEaxXE SR EEREST
MH CNMG431MH |CNMG120404-MH (.016|® ®
CNMG432MH |CNMG120408-MH (0310 @ @ ® ® (]
D CNMG433MH [(CNMG120412-MH |.047/0 @ @ ® ® ® C006
CNMG434MH |CNMG120416-MH (.063|® @ (] —009
CNMG542MH  |CNMG160608-MH |.031|@ * ° )
R CNMG543MH |CNMG160612-MH [.047/0 @ ® ® ® ) H006
CNMG544MH  [CNMG160616-MH |.063|@ * * —008
A CNMG643MH (CNMG190612-MH |.047/0 @ ® ® ® *
S Cutting CNMG644MH [CNMG190616-MH |.063|® @
Standard| CNMG322 CNMG090308 031 @
CNMG32.51 CNMGO09T304 016] * % % *
T CNMG32.52 CNMG09T308 031 K x ok *
CNMG431 CNMG120404 X X X} [ X} * ®|® e o
'] CNMG432 CNMG120408 01|eee®e® [ X ) ® [« |@® e o C006
O CNMG433 CNMG120412 0i70e0000 (X ) o |k —009
g CNMG434 CNMG120416  |063(/e @@ ® * % )
W CNMG542 CNMG160608 031|e0000@ HO06
CNMG543 CNMG160612 0i7le0000@ o0 —008
CNMG544 CNMG160616 l6l|l0e00 00 * *
CNMG642 CNMG190608 031|e0000®
- CNMG643 CNMG190612 04700000 [ X )
Cutting CNMG644 CNMG190616 l6l|le00 00 *
MW |*1 CNMG432MW |CNMG120408-MW |.031(/@ ® ® ® (XX X} €006
(With Wiper |,c1 CNMGA33MW |CNMG120412-MW [047[0 @ @ @ eoece 009
Medium Eggg
Cutting
MS CNMG321MS |CNMG090304-MS (.016 ® C006
7 CNMG322MS |CNMG090308-MS (.031| @ ° —009
Lg_lf/ CNMG32.51MS [CNMGO09T304-MS |.016 * * e
Medium CNMG32.52MS [CNMGO09T308-MS |.031| * * Eggg
Cutting CNMG431MS |[CNMG120404-MS |.016| @ [ X ) (X XN * °
*1 Please refer to page A032 before using the MW breaker (wiper insert). e = @

A108 @ :USAStock * :Stockedin Japan <10 inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

E TURNING INSERTS E

P Steel QCCEEEO sZ0CCO00
M Stainless Steel oCH® C & RO O O|%
M\Qltc;rrli(al K | Castlron eceoc ez 0 | oolzoc
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet nggqeeﬂ Carbide g
NEW/ % g
(o R e T W WY To N To T, 0 wuWWkEE- [Te] M
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§§§§§§§§§Eg§§§é%
e O e N = S R
MS CNMG432MS |CNMG120408-MS |[.031| @ (X} (X X X o x )
CNMG433MS |CNMG120412-MS |.047| @ o0 *0 0 * fggg
/6 f;‘ CNMG542MS  [CNMG160608-MS |.031 ° 021
CNMG543MS  [CNMG160612-MS |.047 ° ° Eggg
viegium | CNMGB43MS  |CNMG190612-MS |.047 ° 008
Cuttng | CNMG644MS |CNMG190616-MS |.063 °
MS [*2CNMG321MS |CNMG090304-MS |.016 o0
*2 CNMG322MS  [CNMG090308-MS |.031 o0 006
*2 CNMG431MS _|CNMG120404-MS |.016 X0 o |-o0s oM
ﬁ *2 CNMG432MS  |CNMG120408-MS |.031 Y o |
*2 CNMG433MS  [CNMG120412-MS |.047 YY) ® |Hoos
Vegium |¥2CNMG543MS  |CNMG160612-MS |.047 o0 o [008
Cutting [*2 CNMG544MS  |CNMG160616-MS |.063 o0 °
CNMP432 CNMP120408 031 ° 006 0
f‘/ﬁ, ! —009
EI E021
E024
. HO006
'\(/:Iﬁ?tliﬂg —008 R

RP CNMG432RP  [CNMG120408-RP [031/e @ @ @ ®
CNMG433RP [CNMG120412-RP |047(0 @ @ @ @ 006 s
CNMG434RP [CNMG120416-RP |.063(e @ @ @ @ —009
CNMG543RP  [CNMG160612-RP [047/0 @ @ @ ® Eggl
CNMG544RP  [CNMG160616-RP [.063/0 @ @ @ ® Ho06 T

R, CNMG643RP |CNMG190612-RP |047|/0 @ @ @ @ —008

Cutting | CNMG644RP |CNMG190616-RP |.063/0e @ @ @ @

RM CNMG432RM | CNMG120408-RM |.031 YY) L]
CNMG433RM [CNMG120412-RM |.047 Y 006
CNMG434RM |CNMG120416-RM |.063 Y —009
CNMG543RM  [CNMG160612-RM |.047 Y Egg W
CNMG544RM  [CNMG160616-RM |.063 Y H006

S—— CNMG643RM  [CNMG190612-RM |.047 YY) —008

Cutting | CNMG644RM |CNMG190616-RM |.063 Y

RK CNMG432RK [CNMG120408-RK |.031 'Y
CNMG433RK [CNMG120412-RK |.047 o0
CNMG434RK [CNMG120416-RK |.063 o0 fggg

. CNMG542RK |CNMG160608-RK |.031 xe o
CNMG543RK [CNMG160612-RK [.047 o0 Eggg
CNMG544RK [CNMG160616-RK |.063 o0 008
Rough CNMG643RK [CNMG190612-RK |.047 o0
Cutting | CNMG644RK [CNMG190616-RK |.063 o0
*2 New design MS breaker : MP9005, MP9015, MP9025, MT9015 o = @
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>A002 A109




E TURNING INSERTS !

WITH
HOLE

A110

TURNING INSERTS [NEGATIVE]

so- CN

TYPE INSERTS
WITH HOLE

CNMG

4

—

3 2 GH
-

=~
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting - @il) Light Cutting-- @) Medium Cutting - @) Rough Cutting - @) Heavy Cutting - @D

012 020 028
Feed (inch/rev)

0 = ;
.004 012 .020

Feed (inch/rev)

.028

0

.004 012 020 028

Feed (inch/rev)

Mild Steel P Carbon Steel-Alloy Steel | | P Carbon Steel-Alloy Steel (Wiper) Stainless Steel (<200HB) Cast Iron (<350MPa)
315 315 ‘ 315 ] 315
o s ! o _ ‘@ _ .zmﬁ:
5 s 5 5 5 ‘ = 5 e
= 197 = 197 = 197 = = 197
é v157m‘ é .157m é § 157 é \ é 157
S a8 2 2 a8 ° 2 .118@
§ 079 @ § 079 § 079 m § | E‘, 079
o r o o o | |- [a]
039 —_b:_‘P ‘ 039 ~ 039 —l ‘ ¥IT:mi 039

012 020 028
Feed (inch/rev)

O oos o012 020 028

Feed (inch/rev)

Cutting Conditions : @ Stable Cutting

@ General Cutting

¥ Unstable Cutting

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>

P Steel OCCETEEERO T0CCO00|E
M Stainless Steel OCH&H CH RO O O\
Mvavtcc)errli(al K | Castiron ¢z (o | oolz0c
N Non-Ferrous Metal ¢c O
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coate Cermet ggrar%e(g Carbide Q
NEW % g
Shape | Order Number (1ISO) Number |RE §§§§§§§§§§§§§§§§§§§EEE§§§§§%§§S§§§%“_g
oo T o000 et LR EaIxNa AN EEEREI<T
RS | CNMG432RS  [CNMG120408-RS [.031 o0 °
CNMG433RS  [CNMG120412-RS |.047 o0 ®  lcos
CNMG434RS  |CNMG120416-RS |.063 Y ® |[-009
g CNMG543RS  [CNMG160612-RS |.047 ° o |52
CNMG544RS  |[CNMG160616-RS |.063 ° ® [Hoos
Rough | CNMGB43RS  |CNMG190612-RS  |.047 ° e [|008
Cutting | CNMG644RS  |CNMG190616-RS |.063 ° °
GH | CNMG432GH  |CNMG120408-GH [.031|@ ® °
CNMG433GH  |CNMG120412-GH |.047|@ ® ° o006
CNMG434GH  |CNMG120416-GH |.063|® % —009
CNMG543GH  |CNMG160612-GH |.047|@ ® ° Eg;l
CNMG544GH  |CNMG160616-GH |.063|@ ® HO06
Rougn | CNMGB43GH  |CNMG190612-GH |.047|@ @ ° —008
Cutting | CNMG644GH  |CNMG190616-GH |.063|@ @ °
GJ | CNMG432GJ  [CNMG120408-GJ [.031 ° 'Y °
CNMG433GJ  [CNMG120412-GJ |.047 ° o0 ° fggg
CNMG434GJ  |CNMG120416-GJ |.063 ° * % *|£021
CNMG543GJ  |CNMG160612-GJ |.047 ° ° ° Eggg
Rough | CNMG643GJ  |CNMG190612-GJ_|.047 ° ° o 008
Cutting | CNMG644GJ  [CNMG190616-GJ |.063 ° ° °
HZ | CNMM432HZ  |CNMM120408-HZ [031] @ % x
CNMM433HZ  |CNMM120412-HZ [047| ® %% 006
CNMM434HZ  |CNMM120416-HZ |.063 * —009
CNMM543HZ  [CNMM160612-HZ |047| ® )
CNMM544HZ  |CNMM160616-HZ |.063| ® HO06
Hoavy CNMM643HZ  |CNMM190612-HZ [.047| @ * —008
Cutting | CNMM644HZ  [CNMM190616-HZ |.063| @ *
® = NEW



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEREO TETO0CICOOT
o M Stainless Steel OCG&# %% C & &0 O O
Material K | Castlron (XA X 4 cs (@ X JEC X
N Non-Ferrous Metal c o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW| = S n
100 WO WL 0w 0 0 V|- - 0 © =
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§§§§§§§§§§g§§§é% é
TEOg9T2092 080009  SEREEaENTaEEEERE ST 2
HX CNMM432HX CNMM120408-HX |.031 * % g
CNMM433HX CNMM120412-HX |.047 * * E
CNMM543HX CNMM160612-HX |.047 * * Eggg P
CNMM544HX CNMM160616-HX |.063 * * E021
CNMM643HX CNMM190612-HX |.047| @ % % % Egg‘é
CNMM644HX CNMM190616-HX |.063| @ % % % —008
Heavy CNMM646HX CNMM190624-HX |.094| @ % % % m
Cutting | CNMM866HX CNMM250924-HX |.094| @ % % %
HV | CNMM644HV  [CNMM190616-HV [063] @ % % % MoLE
= CNMM646HV CNMM190624-HV |.094| @ * % % 007
E CNMM866HV CNMM250924-HV |.094| @ % % % —009
E024
Heavy
Cutting
HL CNMM432HL CNMM120408-HL |.031 * * * D
CNMM433HL CNMM120412-HL |.047 * % *
CNMM434HL CNMM120416-HL |.063 * Eggg
J’WW CNMM543HL CNMM160612-HL |.047 * % * E021 R
CNMM544HL CNMM160616-HL |.063 * % * Eggg
CNMM643HL CNMM190612-HL |.047 * % * 008
Heavy CNMM644HL CNMM190616-HL |.063 * % * S
Cutting | CNMM646HL CNMM190624-HL |.094 * % *
HM CNMM543HM CNMM160612-HM |.047 * % *
CNMM544HM CNMM160616-HM |.063 * % * T
CNMM643HM CNMM190612-HM |.047 * % * ngg
CNMM644HM CNMM190616-HM |.063 * % * E024
Heavy CNMM646HM CNMM190624-HM |.094 * % * L
Cutting | CNMM866HM CNMM250924-HM |.094 * *
HR CNMM866HR CNMM250924-HR |.094 * % W
s _
Heavy
Cutting
Flat Top| CNMA431 CNMA120404 016 (X X X * @
CNMA432 CNMA120408 .031 (X X X )
CNMA433 CNMA120412 .047 (X X X C006
CNMA434 CNMA120416 .063 (XX X —009
. CNMA543 CNMA160612 047 XXX o
CNMA544 CNMA160616 .063 (XX X ) HO06
CNMA643 CNMA190612 047 eooo —008
CNMA644 CNMA190616 .063 (X X X
CNMAG646 CNMA190624 094 * *
o - new
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>A002 A111




TURNING INSERTS [NEGATIVE]

o DN TYPE INSERTS DNMG 4 3 0.5 FP
& 55 WITH HOLE 95 WS e GhE Ty

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Light Cutting-- @) Medium Cutting- @) Rough Cutting-- @) Heavy Cutting-- @il

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)

315 315 315‘ ‘ ‘ ‘ ‘ 315 T 315

276 276 276 216 .276&:
S 2% S 2% S 2% S 2% ‘ G 23
£ £ £ £ R £
= .197“ = .1976 = 97 = 97 \ = 97
5 5 5 5 5
O 157 O st O 57 O 157 O s
k] ‘ k] k] bS] bS]
£ 8 o 8 - o 8 £ M8 < .118@
g om0 & o7 g 079 m g o7 ] & o9
a ~ a) a a | || a

039 ‘ 039 ~ P 039 —T ‘ 039 ¥IT:m 039

—=—P — 1 L |
O o4 o012 020 028 O o004 012 020 028 %04 o012 02 o2 O o4 o012 020 028 O o004 012 020 028
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting

E TURNING INSERTS
[«
o)
o8

P Steel OCCEEEO gE0CCO00|E
M | Stainless Steel OCHSH C & H|O O Ol%
Mvavt(()ei;'li(al K Cast Iron oco¢C ey (@ [ X e X 4
N | Non-Ferrous Metal c o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoC
ed Cermet ggrar%eedt Carbide o
WITH NEW] %&B
— Shape | Order Number (ISO) Number | RE ggggééggégggéggggggggggﬂgé%%§§S£§§é_g
: e e dS g0 ado8gEEEe e RN e PErERE <2
FP DNMG430.5FP [DNMG150402-FP (.008 ([ X ) * (@
DNMG431FP  [DNMG150404-FP |.016 (X} * |@
DNMG432FP [DNMG150408-FP |.031 (X} * |@® Eglg
Ao 7 |NewDNMG433FP | DNMG150412-FP  |.047 (X} * |@ E021
DNMG440.5FP [DNMG150602-FP |(.008 (X ) * |@® Eggg
R DNMG441FP  [DNMG150604-FP |.016 (X ) * |@® —011
Finish DNMG442FP |DNMG150608FP |.031 LX) * (@
Cutting |New DNMG443FP  [DNMG150612-FP |.047 (X ) * |®
S FH DNMG430.5FH |DNMG150402-FH |.008| @ LY )0
DNMG431FH [DNMG150404-FH |.016| @ * 000 Co10
—012
’ DNMG432FH [DNMG150408-FH |.031| @ *x @@ E021
T DNMG440.5FH |DNMG150602-FH |.008| @ * % |@ Eggg
Finish DNMG441FH |DNMG150604-FH [.016] * ® —011
v Cutting DNMG442FH |DNMG150608-FH [.031] % ®
FS DNMG431FS |DNMG150404-FS |.016 * ) 010
_ DNMG432FS |DNMG150408-FS |.031 * ) Eg;12
W g E024
Finish Eg??
Cutting
FY DNMG431FY |DNMG150404-FY |[.016 * 0@ X co10
DNMG432FY |DNMG150408-FY |.031 *x @ X —012
' DNMG441FY |DNMG150604-FY 016 * )
. DNMG442FY |DNMG150608-FY |.031 * H009
Finish —011
Cutting
FJ DNGG431FJ [DNGG150404-FJ [.016 * * *|co10
DNGG432FJ |DNGG150408-FJ |.031 [ X ®(—012
== =
Finish Eg(ﬁ
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A112 <10inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

P | Steel ececiLzeo zzeccoo
Work M Stainless Steel oces® e 2lo 00|
Material K | Castlron ecoc cs (@ o030 ¢C
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J ocCTOoCyE [ 20 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW] 306_5
Shape | Order Number (ISO) Number |RE §§§§§§§§§§§§§§§§§§§EEE§§§§§%§'§2§§§%E
Sy o0 T 00088800990t L R XA R EEE(<T
PK DNGG431PK |DNGG150404-PK |.016 * 010
—012
‘-‘// E021
E024
- H009
Cintng 011
LP DNMG331LP |DNMG110404-LP [016/e @@ @ ® °
DNMG332LP |DNMG110408-LP [031/e @@ @@ °
DNMG431LP |DNMG150404-LP |016/e @ @ @ @ ° Eg}g
ﬁ/ DNMG432LP |DNMG150408-LP [.031|le @ @ ® ® ° £021
DNMG433LP |DNMG150412-LP |047|0e @@ @ @ ° E024
DNMG441LP |DNMG150604-LP |016/e@ @ @ ® o o
Light DNMG442LP |DNMG150608-LP |.031/e @ @ @ @ °
Cuiting DNMG443LP |DNMG150612-LP |.047/e @@ @ @
LM DNMG331LM |DNMG110404-LM |.016 Y
DNMG332LM |DNMG110408-LM |.031 Y
. DNMG431LM |DNMG120404-LM |.016 Y Eglg
- DNMG432LM |DNMG150408-LM |.031 Y 021
DNMG433LM |DNMG150412-LM |.047 Y Eggg
DNMG441LM |DNMG150604-LM |.016 Y o1
Light DNMG442LM |DNMG150608-LM |.031 Y
Cuiting DNMG443LM |DNMG150612-LM |.047 Y
LK DNMG332LK |DNMG110408-LK |.031 *®
DNMG431LK |DNMG150404-LK |.016 o0 o010
DNMG432LK |DNMG150408-LK |.031 o0 —012
' DNMG433LK |DNMG150412-LK |.047 o0 Eggl
DNMG441LK |DNMG150604-LK |.016 o0 H009
Lght DNMG442LK |DNMG150608-LK |.031 Y —011
Cuiting DNMG443LK |DNMG150612-LK |.047 o0
LS [vewDNMG430.5LS |[DNMG150402-LS |.008 YY) ® oo
DNMG431LS |DNMG150404-LS |.016 YY) e |02
ﬂ DNMG432LS |DNMG150408-LS |.031 YY) o |2
Lght DNMG441LS |DNMG150604-LS |.016 YY) ® |Hooo
Cutting DNMG442LS |DNMG150608-LS |.031 YY) o [0
SH DNMG331SH |DNMG110404-SH [.016|@ ® *
DNMG332SH |DNMG110408-SH |.031|@ ® °
DNMG431SH |DNMG150404-SH |.016|/e @ @ @ ° ° *® * fg}g
Am77| DNMG432SH |DNMG150408-SH |.031(@ @ @ ® ° ° *o| x E021
DNMG433SH |DNMG150412-SH |.047|/e @ @ @ ° * * | * Eggg
DNMG441SH |DNMG150604-SH |.016% * b
Lght DNMG442SH |DNMG150608-SH |.031|% * *
Cuiting DNMG443SH |DNMG150612-SH |.047|% % *
® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

E TURNING INSERTS E

WITH
HOLE

>Aa002 A113




TURNING INSERTS [NEGATIVE]

‘0550 DN TYPE INSERTS

WITH HOLE
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Light Cutting-- @) Medium Cutting- @) Rough Cutting-- @) Heavy Cutting-- @il

DNMG 4 3 1 SA

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

\

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
n 315 315 315‘ ‘ ‘ ‘ ‘ 315 I # 315
_ 276 N 276 . 276 . 276 _ .276@:
E 236 -é 236 -Fé 236 -é 236 ‘ = -é 236
o |39 3 3 3w HHD S e
i |5 €D % m £ m e |[5 . £
2 e 039 [-_E:_‘P ‘ e S | e 039 —1 w e 039 \lfsz e 039
O 0 .004 012_ .020 .028 9 o004 .012_ .020 028 0 .004 .012_ 020 .028 0 .004 012_ .020 .OK 9 o4 .012_ .020 .028
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
IE P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHH C & H|O O Ol%
M\;Vtc;rrli(m K| Castlron eceoc c: (0 | eoz0c
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
WITH NEW] %é_\)
—-L Shape | Order Number (1ISO) Number |RE ggggééggégggéggggggggggggg%%§§S£§§%g
. e e P R
SA DNMG431SA DNMG150404-SA |.016(/0 @ ® ® * @
DNMG432SA  |DNMG150408-SA |.031(@ @ ® ® ° * @ Eglg
DNMG433SA DNMG150412-SA |.047(0 @ ® ® () E021
DNMG441SA DNMG150604-SA |.016|% * * Eggg
Light DNMG442SA DNMG150608-SA |.031|% % * —011
R Cutting | DNMG443SA DNMG150612-SA |.047[* * *
SW |*DNMX331SW DNMX110404-SW |.016|®@ @
(With Wiper) [« DNMX332SW  [DNMX110408-SW [031]@ @
S *DNMX431SW DNMX150404-SW |.016|®@ ® @ * 0|0 co10
2|* DNMX432SW DNMX150408-SW |.031|0 ® ® * 0|0 E021
*DNMX433SW DNMX150412-SW |.047(®@ ® ® (X} HO09
T «DNMX441SW | DNMX150604-SW | 016[@ @ @ * %% Hom
Light *DNMX442SW DNMX150608-SW |.031(®@ ® ® * k| *
v Cutting [* DNMX443SW DNMX150612-SW |.047|® ® ® (X}
SY DNMG431SY DNMG150404-SY |.016 * 0|0 co10
DNMG432SY DNMG150408-SY |.031 *x |®@ X —012
W ' DNMG441SY  [DNMG150604-SY [.016 * )
Light DNMG442SY DNMG150608-SY |.031 * 53(1)&19
Cutting
C DNMG431C DNMG150404-C  |.016 *x @ €010
g DNMG432C DNMG150408-C  |.031 * @ Eg;f
- DNMG441C DNMG150604-C  |.016 * % £024
Light DNMG442C DNMG150608-C  |.031 * % Eg(ﬁ
Cutting
MJ DNMG431MJ DNMG150404-MJ |.016 * o0 oo (]
DNMG432MJ DNMG150408-MJ |.031 * o0 oo [
DNMG433MJ DNMG150412-MJ |.047 * 00 |k *x Eglg
ﬁ DNMG434MJ DNMG150416-MJ |.063 * 00 |k *x E021
DNMG441MJ DNMG150604-MJ |.016 * 00 |k % Eggg
DNMG442MJ DNMG150608-MJ |.031 * 00 |k % —011
Light DNMG443MJ DNMG150612-MJ |.047 * 00 |k %
Cutting | DNMG444MJ DNMG150616-MJ |.063 * 00 |k *x
*Please refer to page A032 before using the SW breaker (wiper insert). ® = NEW

A114

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>




Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEEEO sZ0CCO00
Work M Stainless Steel ocLe e 2o 00|
Material K | Castliron oco¢C cs |® oos0¢C
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ ) oCcCETOCE ccocC “
Coated _ Cermet nggqeeﬂ Carbide . %
an (2]
Shape | Order Number (ISO) Number |RE ggggg%ggggggégggéggggagﬁggﬁ%égsggg%g E
el HO00T 00800000 EEREEANXMIRPEEELEIRE 2
MJ | DNGM431MJ  [DNGM150404-MJ |.016 o x o o, 2
ﬁ DNGM432MJ  [DNGM150408-MJ |.031 o x o o Eggf z
o}
E024 =
. HO009
Cufing —ot1
MP | DNMG431MP  |DNMG150404-MP [016/0 @ @ @ ® ° °
DNMG432MP  [DNMG150408-MP [031j/e @ @ @ ® ° ° m
| DNMG433MP | DNMG150412-MP_[047/0 @ @ @ @ ° ° fglg
#R7| DNMG434MP  |DNMG150416-MP | 063/@ @ @ ® @ ° 021 po
DNMG441MP  |DNMG150604-MP |.016|% x @ ® ® * * 5833
DNMG442MP  |DNMG150608-MP |.031|x x @ ® ® * * o1
viogiur | DNMG443MP_ [DNMG150612-MP |.047|x x @ @ @ * * C
Cutng | DNMG444MP  |DNMG150616-MP |.063[x x ® ® @ *
MM | DNMG432MM  [DNMG150408-MM |.031 Y 010
| DNMG433MM  [DNMG150412-MM |.047 Y —012
W DNMG442MM  [DNMG150608-MM |.031 X0 )
, DNMG443MM  [DNMG150612-MM |.047 Y H009
Medium —011 R
Cutting
MK | DNMG332MK  |[DNMG110408-MK |.031 *®
DNMG431MK  |[DNMG150404-MK [.016 Y 010 S
DNMG432MK  [DNMG150408-MK |.031 Y —012
' DNMG433MK  [DNMG150412-MK |.047 o0 Eg;l
DNMG441MK  |[DNMG150604-MK [.016 o0 HO09 T
vegium | DNMGA442MK  |DNMG150608-MK |.031 o0 —o11
Cutting | DNMG443MK  |DNMG150612-MK |.047 Y
GK | DNMG431GK  |DNMG150404-GK |.016 o0 L]
DNMG432GK  [DNMG150408-GK |.031 o0 ggg
' DNMG433GK  |DNMG150412-GK  |.047 o0 E021
DNMG441GK  |DNMG150604-GK [.016 Y 5833 W
viegium | DNMG442GK | DNMG150608-GK |.031 o0 o1
Cutting | DNMG443GK  |DNMG150612-GK |.047 o0
GM | DNMG431GM  [DNMG150404-GM |.016 eo0
DNMG432GM  [DNMG150408-GM |.031 Y 5812
:’g/f DNMG433GM  [DNMG150412-GM |.047 YY) E021
DNMG441GM  |DNMG150604-GM [.016 eoo Eggg
viegium | DNMG442GM _[DNMG150608-GM |.031 Y o1
Cuttng | DNMG443GM  |DNMG150612-GM |.047 Y
® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>Aa002 A115




TURNING INSERTS [NEGATIVE]

‘0550 DN TYPE INSERTS

WITH HOLE
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Light Cutting-- @) Medium Cutting- @) Rough Cutting-- @) Heavy Cutting-- @il

DNMG 3 3 1 MA

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

\

E TURNING INSERTS !

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
315 315 315‘ ‘ ‘ ‘ ‘ 315 I # 315
_ 276 N 276 . 276 . 276 _ .276@:
E 236 -é 236 -Fé 236 -é 236 ‘ = -é 236
3 o O 3 - 3. ERE INIA 5.
2 a8 2 s 2 s 2 s 2 115 @)
g‘ .079 .—@ g‘ .079 §' 079 \"mm g‘ .079 I | ] g‘ .079
039 [-_b:_‘P ‘ S | 039 — ‘ 039 ¥IT:mi 039
0 .004 012 .020 .028 9 o004 012 .020 028 0 .004 012 020 .028 0 .004 012 .020 .028 9 o4 012 .020 .028
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
P Steel OCCEREO sE0CICO00 2
M | Stainless Steel OCHH C & O O Ol%
M\;Vtc;rrli(m K| Castlron eceoc c: (0 | eoz0c
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
WITH NEW] %é_\)
HOLE Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§§§§§§§EE§§§§§§§§S§§§(—g_g
i - [ — ao
: e N B P S
MA DNMG331MA |DNMG110404-MA [.016(/@ ® ® ® [
DNMG332MA |DNMG110408-MA |.031(@ ® ® ® [
DNMG333MA |DNMG110412-MA |.047(@ x ® ®
DNMG431MA |DNMG150404-MA |.016/@ @ ® ® e00 o000 ° ) Sglg
DNMG432MA |DNMG150408-MA [.031(0 @ ® ® ® 000 0000 0O (] o E021
DNMG433MA |DNMG150412-MA |047|0 @ @ @ @ o000 00 o OO o o Eggg
DNMG441MA |DNMG150604-MA [.016(* ® ® ® o0 x 00 (] * —011
DNMG442MA |DNMG150608-MA [.031([x ® ® ® ® OO0 x OO0k Xk 00 [ ] *
Medium DNMG443MA |DNMG150612-MA [.047(x ® ® ® ® OO0 x OO0k Xk 00 [ ] *
Cutting DNMG444MA |DNMG150616-MA |.063[ *
MH DNMG431MH |DNMG150404-MH (.016(|® @
DNMG432MH |[DNMG150408-MH [.031(0 ®@ ® ® ® ° 88112
!!fé)’? DNMG433MH [DNMG150412-MH |.047(0 @ ® ® ® ° E021
DNMG441MH |DNMG150604-MH |.016 [ * * Eggg
- DNMG442MH |DNMG150608-MH [.031[* * ® ® ® * —011
Cutting DNMG443MH |DNMG150612-MH [.047[* * ® ® ® *
Standard | DNMG332 DNMG110408 031 @
DNMG431 DNMG150404 016|000 @ ( X} *x @ [ ]
DNMG432 DNMG150408 01e0000 [ X} ® (%O [ ] C010
DNMG433 DNMG150412 i/ o000 0® [ X ) ® |x —012
DNMG434  |DNMG150416  [063| @@ @@ )
DNMG441 DNMG150604 016|%x x ® @ * % * HO009
DNMG442 DNMG150608  |031[x @ @ @ @ * % o [x —o11
Ve DNMG443 DNMG150612 D47k * 00 @® * % (]
Cutting DNMG444 DNMG150616 063 o000
MW (*1DNMX432MW |DNMX150408-MW (.031|®@ ® ® (XX X J
(With Wiper) {1 DNMX433MW  |DNMX150412-MW |.047|@ @ @ XXX Co10
A&7 |+1DNMX442MW [DNMX150608-MW |.031|x ® ® 00 x % o
; *1 DNMX443MW |DNMX150612-MW [.047|* ® @ [ X ) —011
Medium
Cutting
*1 Please refer to page A032 before using the MW breaker (wiper insert). ® = NEW



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel QCCEREO TT0CCO0|F
M Stainless Steel oCH® G & $|O O O|%
M\Qltc:rli(al K | Castliron eceoc ez 0 | oolzoc
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet 82?;%{ Carbide . g
NEW] 30“_’ n
DWW o WY 0w W W 0 @ =
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§E’§§§§§§§g§§§§%% g
NECSoT2208889290e s TR XXEgEEEEEREISE 2
MS [*2DNMG431MS |DNMG150404-MS |.016 YY) ° )
*2DNMG432MS  [DNMG150408-MS |.031 YY) ° 5313 z
g *2DNMG433MS  [DNMG150412-MS |.047 Y ® |eo2 =
*2DNMG441MS  [DNMG150604-MS |.016 Y ° Eggg
Vedium |*2DNMG442MS  |DNMG150608-MS |.031 YY) o | i
Cutting |*2DNMG443MS |DNMG150612-MS |.047 Y °
MS DNMG332MS [DNMG110408-MS [.031] @ * m
DNMG431MS  [DNMG150404-MS [016| @ ) Y co10
| DNMG432MS |DNMG150408-MS |031] ® oo XX o|-o12 ok
£57 | oNMGazIMS |DNMGT50412MS [047] * oo * * o
DNMG441MS  [DNMG150604-MS [.016| * * % ox * HO009
vedium | DNMG442MS | DNMG150608-MS |.031] * * % o x —on C
Cutng | DNMG443MS |DNMG150612-MS |.047| % * o x
R/L DNGG431R  [DNGG150404R  [.016 *® x| %
DNGG431L  [DNGG150404L  [.016 *® x| *x
o DNGG432R  [DNGG150408R  [.031 *® * Cglg
@7 | DNGG432L  [DNGG150408L  |.031 *® E021 h
DNGG441R  [DNGG150604R  [.016 * * E024
DNGG441L  |DNGG150604L | 016 * oo
vedium | DNGG442R  |DNGG150608R  |.031 * S
Cutng | DNGG442L  |DNGG150608L  |.031 *
RP DNMG432RP  [DNMG150408-RP [031/e @@ @ @
DNMG433RP  [DNMG150412-RP [047/0 @ @ @ ® Eg}g T
#/J| DNMG434RP |DNMG150416-RP |063/0 @ @ @ ® £021
DNMG442RP  [DNMG150608-RP [.031/0e @ @ @ ® Eggg .
S DNMG443RP  [DNMG150612-RP [047/0 @ @ @ ® ot
Cutng | DNMG444RP |DNMG150616-RP |.063(/0e @ @ @ @
RM DNMG432RM  [DNMG150408-RM |.031 YY)
DNMG433RM  [DNMG150412-RM |.047 Y 3312 W
DNMG434RM  [DNMG150416-RM |.063 Y £021
DNMG442RM  [DNMG150608-RM |.031 Y 5833
S DNMG443RM  [DNMG150612-RM |.047 Y o1
Cutng | DNMG444RM |DNMG150616-RM |.063 Y
RK DNMG432RK [DNMG150408-RK |.031 o0 o010
DNMG433RK [DNMG150412-RK |.047 o0 —012
, DNMG442RK  [DNMG150608-RK |.031 ) )
DNMG443RK [DNMG150612-RK |.047 ) H009
Rough —011
Cutting
RS DNMG432RS  [DNMG150408-RS |[.031 ) °
DNMG433RS [DNMG150412-RS |.047 ) ° fglg
g DNMG434RS |DNMG150416-RS |.063 ° ° E021
DNMG442RS  [DNMG150608-RS |.031 ) ° Eggg
F. DNMG443RS [DNMG150612-RS |.047 Y o | o
Cutting | DNMG444RS |DNMG150616-RS |.063 ° °
*2 New design MS breaker : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKER > A046 GRADES > A034 IDENTIFICATION >A002 A117




TURNING INSERTS [NEGATIVE]

‘0550 DN TYPE INSERTS

WITH HOLE
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Light Cutting-- @) Medium Cutting- @) Rough Cutting-- @) Heavy Cutting-- @il

DNMG 4 3 2 GJ
T

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

\

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | [M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
315 315 315‘ ‘ ‘ ‘ ‘ 315 T 315
276 276 276 276 @ 276 &
g 236 g 236 g 236 g 236 ‘ = g 236
= 97 = 07 = 97 = 97 = 97
|¢2 § 157“\ § .1::/m § 157 § 157 \ § 157
[ 2 1 2 a8 2 s 2 e 2 .118@
] § .079 @ é‘ .079 ?)' 079 § .079 1 ?)‘ .079
2 e 039 [-E:_‘P ‘ e 039 ~ e 039 —1 w e 039 \lfsz e 039
6 0 .04_ 012 .020 .028 b 0; 012 .0‘20 028 0 .004 012 020 .028 0 .004 012 .020 .OK 9 o4 012 .020 .028
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
E P Steel [ X X 20k 2 A ) ss0CiCO00 2
M | Stainless Steel OCHH C & H|O O Of%
Mwor'.( K | castlron ecoc €z (0 | eoz0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
= h
VoYWV o WLWWY VL WYVWYLLIEEL (VYWY wwol| 8 s
Shape | Order Number (ISO) Number |RE §§§§§§§§§§§§§§,EE§§§%§B§§§§§%§§°§8S%ﬁ
inch)fIFC OO ENC O 00 egaa SEECRR2R 22
c BES2s352s558823895553285225 385 E5kE|<T
GH DNMG432GH DNMG150408-GH |.031|®@ @ [} [ X J co10
P / DNMG433GH DNMG150412-GH |.047|®@ @ [} [ X ) —012
L5/ DNMG442GH | DNMG150608-GH | .031[x ® * * % £zt
DNMG443GH DNMG150612-GH |.047|* @ * * H009
Rough —011
Cutting
R GJ DNMG432GJ DNMG150408-GJ |.031 (] o0 o
DNMG433GJ DNMG150412-GJ |.047 (] [ X ] [ ) Eglg
/77| DNMG434GJ  |DNMG150416-GJ |.063 ° * * *| 021
S DNMG442GJ DNMG150608-GJ |.031 * * Eggg
el DNMG443GJ DNMG150612-GJ |.047 * * —011
Cutting DNMG444GJ DNMG150616-GJ |.063 * *
T HZ DNMM432HZ DNMM150408-HZ |.031| @ * % Co10
P DNMM433HZ DNMM150412-HZ 1.047| @ % % —012
v o=/ | DNMM442HZ  |DNMM150608-HZ [031] @ )
DNMM443HZ DNMM150612-HZ |.047| @ % % H009
Heavy —011
Cutting
W HL DNMM432HL DNMM150408-HL |.031 * % * co10
DNMM433HL DNMM150412-HL |.047 * % * —012
DNMM442HL | DNMM150608-HL | 031 * * * )
DNMM443HL DNMM150612-HL |.047 * % * H009
Heavy —011
Cutting
Flat Top DNMA431 DNMA150404 .016 o0 o *
DNMA432 DNMA150408 .031 o000 * * * Eglg
DNMA433 DNMA150412 .047 o000 E021
' DNMA441 DNMA150604 |01 oo F024
DNMA442 DNMA150608 .031 [ X B 'S¢ —011
DNMA443 DNMA150612 .047 [ X B 'S¢
Flat Top DNGA431 DNGA150404 .016 * 010
DNGA432 DNGA150408 .031 * —012
p E021
y E024
H009
—011
® = NEW

A118

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>




o RN TYPE INSERTS RNMG 4 3
WIT H H o L E S ThICkness*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Medium Cutting-- @D

P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200HB)
315 315 315
276 276 276
5 2% 5 2% 5 2%
< < £
< g7 < a7 < g
§ 157 ] 3 187 1 3 a7 (/2]
o ] 2 — 2 E
B o7 B e B o7 L
a [a) [a} T (2]
.039 .039 .039 ‘ ‘ ‘ ‘ Z
0 .004 012 020 028 0 .004 012 .020 .028 0 .004 012 020 028 0
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) 4
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting E
R R R R e R G e
>
P Steel [ X X 20k 2 A ) sTL0CICO00 =
Work M | Stainless Steel OCHH C & H|O O Ol%
orl
. K Cast Iron ococ¢ cE |0 00X 0C
Material
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC m
Coated ;
Coated Cemet| Sormet|  Carbide o
NEW] 28 Wi
Shape | Order Number (ISO) Number |RE(82 P A0S e e BunwocoldelrkEsRelzzLE_282 85 HOLE
000000 O0mMoRO =009 ooV VIKLIQLS S| BT
inch|@©8LLOONNENGRVLLOIDIDNO - - NNRVPNNINS TIO o g0
(WO OO ITNOLALRHOOVVLALAFTA A L|XX AL E L e 2
DD =E==D==E==DD=E=DD===>>>DZZ=S<>PDIT=xe ¢
Standard| RNMG43 RNMG120400 - o000
co13 D
® = NEW
S
T
)
W
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION > A002 A1 1 9




TURNING INSERTS [NEGATIVE]

. SN TYPE INSERTS SNMG 4 3 1 FP
o 90 WITH HOLE 9 Wiz G Rl GoEcy

CH|P CONTROL RANGE FOR WORK MATERlALS Finish Cutting-- @iil) Light Cutting - @) Medium Cutting - @) Rough Cutting - @l Heavy Cutting - @i

P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
.315 ‘ 315 ‘ 315 T 315
. 276 é = 276 ‘ . 276 *7W . 276 ﬁ*
é 1236 -Fé 236 -Fé 1236 = -Fé 1236 T
< g7 < 97 < 97 < 97
[2] 3 57 3 157m é 3 157 3 57
E E 118 E 118 E M8 E .118‘@l
L S e *Q ) i — S ore 1 )
(2] [a} o ‘1@ o | [a]
b4 .039 039 _: | .039 \4: ] .039
6 0 004L‘7‘1P2 020 028 07004 o012 o2 08 0 04 01_2r ﬂz? " oe o1z o020 02
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
E P Steel 0CCEZEEO ss0CiCO00 2
Work M | Stainless Steel OCHSH C & H|O O Ol%
or
Material K | Castiron eoceoc¢ cs |0 L X JEC X
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoC
Coated Cermet ggrar%e(g Carbide o
'::.1: h
VoYWV o WYY VL WYWVWYLLIEEL (VYWY wwol| 8 s
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§,EE§§§%§5§§§§§%§§°§85%ﬁ
(inch)FEHOCOE wlo O QO eEaa SEEEReR 22
c 825552555895 2555552383 235385 Eskk(<T
FP SNMG431FP  |SNMG120404-FP |.016 [ X J * |@
ﬁ SNMG432FP |SNMG120408-FP ].031 [ X J * |@ Cco14
D . [v=wSNMG433FP |SNMG120412-FP [047] @@ * |o o
Finish E025
Cutting
R FH SNMG321FH |SNMG090304-FH |.016 *
SNMG322FH [SNMG090308-FH |.031 * [ Co14
H SNMG431FH  [SNMG120404-FH [ 016 * x |o o
Finish SNMG432FH |[SNMG120408-FH |.031| @ Y E025
Cutting
SNMG432FS [SNMG120408-FS |.031 *
T Co14
—017
E022
] Finish E025
Cutting
LP SNMG431LP  |SNMG120404-LP (O16|/0 @ @ ® ® o
W ﬁ SNMG432LP |SNMG120408-LP [.031e @@ ® ® ® Co14
i | SNVG4IILP [SNMG1204121P |047[0 @ @@ @ oas
- E025
Cutting
LM SNMG431LM |SNMG120404-LM |.016 o000
Pr SNMG432LM [SNMG120408-LM ].031 [ X X J Cco14
- —017
E022
Light E025
Cutting
LK SNMG432LK [SNMG120408-LK ].031 [ X J
SNMG433LK |SNMG120412-LK |.047 ([ X J Cco014
—017
E022
Light £025
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A120 <10inserts in one case>



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEREO TETO0CICOOT
Work M Stainless Steel oOCH B c 2 2lo 00|
Material K | Castlron (XA X 4 cs (@ X JEC X
N Non-Ferrous Metal c o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7 “
Coated _ Cermet nggqeeﬂ Carbide . %
a0 [
Shape | Order Number (ISO) Number | RE §§§§§§§§§§§§§§§§§§§EEE§§§§§%§§2§§§%E E
reguggoTagoeaBoogge s EEELXXRSRFEEERERE 2
SH SNMG431SH SNMG120404-SH [.016 * ) g
%ﬁ;‘ SNMG432SH SNMG120408-SH |.031|@ ® ) * 881‘; E
},p-__,& SNMG433SH SNMG120412-SH [.047| * * E022 P
Light E025
Cutting
SA SNMG431SA SNMG120404-SA [.016| @ )
g SNMG432SA SNMG120408-SA |.031|@ ® ) co14 m
w SNMG433SA  [SNMG120412-SA |.047| @ ° o -
Light E025  Hote
Cutting
SY SNMG432SY SNMG120408-SY |.031
- C014
—017
E022
Light E025
Cutting
C SNMG321C SNMG090304-C  [.016 *
iﬁ"\ SNMG322C SNMG090308-C  |.031 * co14
[ ' | SNMG432C SNMG120408-C  [.031 *® o
Light SNMG434C SNMG120416-C  |.063 * E025
Cutting
R/L 1G| SNMG431R1G |SNMG120404R-1G|.016 *
‘if"’ SNMG431L1G  [SNMG120404L-1G |.016 * Egl&;
— h SNMG432R1G  [SNMG120408R-1G|.031 * 022
Light E025
Cutting
MP SNMG431MP SNMG120404-MP |.016(/0 @ ® ® ®
* { | SNMG432MP SNMG120408-MP |.031|/e @@ @ ® co14
SNMG433MP  [SNMG120412-MP |047(e @ @ @ @ o
Medium E025
Cutting
MM SNMG432MM SNMG120408-MM [.031 (X X
SNMG433MM SNMG120412-MM |.047 (X X
SNMG434MM SNMG120416-MM |.063 (X X cota
SNMG542MM SNMG150608-MM |.031 (X X —017
SNMG543MM SNMG150612-MM [.047 (X X Eggg
SNMG544MM SNMG150616-MM |.063 (X X
Vedium SNMG643MM SNMG190612-MM |.047 (X X
Cutting | SNMG644MM SNMG190616-MM |.063 (X X )

CHIP BREAKER
GRADES
IDENTIFICATION

> A046
> A034

>Aa002 A121




TURNING INSERTS [NEGATIVE]
TYPE INSERTS
ﬂ 90° SN WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel-Alloy Steel

.315 ‘ 315 ‘ 315 T 315
276 é 276 ‘ 276 ifm 276 ﬁi
@)

SNMG 4 3 2 MK
A

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

Finish Cutting-- @iil) Light Cutting - @) Medium Cutting - @) Rough Cutting - @l Heavy Cutting - @i

M Stainless Steel (<200HB) | | K

Cast Iron (<350MPa)

.236 236 .236 .236
197 197 ﬂ é 197 \ A 197
A57 157 157 57
118 118 118

079 *Q o7 079 | 079
|
.039 039 .039 — .039
S @ e

o4 o1z 020 02 %004 o012 02 o2 0 ooa o012 020 028 " oe o1z o020 02
(i

Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

418

Depth of Cut (inch)
Depth of Cut (inch)
Depth of Cut (inch)

Depth of Cut (inch

Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting

E TURNING INSERTS !

P Steel OCCETEEERO T0CCO00|E
M Stainless Steel OCH&H G & |0 O O\
M\;Vtc;rrli(al K | Castiron eceoc cz |0 | oolzoc
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
WITH NEW %é_\)
HOLE Shape | Order Number (ISO) Number |RE ggggééggggggégggggg%gggggg%%ggeggg?g;g
. S g 50 0sagod 0t iEasa I XESEErEERE|<E
MK | SNMG432MK  |SNMG120408-MK |.031 )
SNMG433MK ~ |SNMG120412-MK |.047 o0
D SNMG434MK  |SNMG120416-MK |.063 o0 co14
- SNMG543MK  |SNMG150612-MK |.047 *® o
SNMG544MK ~ |SNMG150616-MK |.063 *® E025
vedium | SNMG643MK  |SNMG190612-MK|.047 o0
Cuting | SNMG644MK  [SNMG190616-MK |.063 o0
GK | SNMG431GK  [SNMG120404-GK |.016 o0
p SNMG432GK  |SNMG120408-GK |.031 o0 co14
bl | SNMG433GK  |SNMG120412-GK |.047 o0 coa
Medium E025
Cutting
GM | SNMG431GM  |SNMG120404-GM |.016 YY)
=1 | SNMG432GM  |SNMG120408-GM |.031 Y co14
’Sl\ SNMG433GM  |SNMG120412-GM |.047 Y ESSZ
Medium E025
Cutting
MA SNMG431MA SNMG120404-MA |.016|@ ® ® ® o000 00 o O )
SNMG432MA  [SNMG120408-MA |031|/e @ @ @ @ eee 0000 o °
SNMG433MA  [SNMG120412-MA | 0470 @@ @ @ eee 0000 o °
3?@"7‘11 SNMG434MA  |SNMG120416-MA |.063 o o 381‘;
Vo= | SNMG542MA  |SNMG150608-MA [.031|@ @ * o
W | TSNMG543MA  [SNMG150612-MA |047jexe @ ® ° * E025
SNMG544MA  [SNMG150616-MA |.063| x @@ @
viegium | SNMGB43MA  |SNMG190612-MA |047|0 @ @ @ @ ° °
Cuttng | SNMG644MA  |SNMG190616-MA |.063(x @ @ @ @ *
MH | SNMG432MH  |SNMG120408-MH [031/e @@ @ ® °
s | SNMG433MH  |SNMG120412-MH |047|le @ @ @ @ ° co14
}'f“ SNMG643MH  |SNMG190612-MH |.047|* ® * coa
-A SNMG644MH  |SNMG190616-MH |.063[* ® E025
Cotting

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

E TURNING INSERTS E

P | Steel ecersz e szeclco0s
M Stainless Steel OCG&# %% G & $|O O O|%
Work 17 Cast Iron eceoc c: o | eolzoc
Material
N Non-Ferrous Metal ¢ o
S Heat-resistant Alloy, Titanium Alloy [ J ocCTOoCyE [ 20 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW] 306_5
WO WO 0 v wWWkEE- 'e) ©
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§:§§ﬁg%ﬁﬁéggggg%i%
TS e e0 08B0 8e s Eaiiaxxe s EEEEEE(<S
Standard SNMG321 SNMG090304 016|*® ®@ ® *0® Py
SNMG322 SNMG090308 031+00e * @@ @k *
SNMG431 SNMG120404 XXX ) * |@ o x
SNMG432 SNMG120408 01jeeeee * * ® |(x0|® @k *
”E SNMG433 SNMG120412 Wy X XXX * * ® o % C014
o | S\MG434 SNMG120416 063 eee® ) ° ° s
SNMG435 SNMG120420 079 [ X X ) E025
SNMG543 SNMG150612 04700000 (X )
SNMG544  [SNMG150616 (063 eee L
Medium SNMG643 SNMG190612 ni70e0000 * K [ )
Cutting SNMG644 SNMG190616 063 0000 * ()
MS * SNMG431MS  |SNMG120404-MS |.016 [ X ) () C
* SNMG432MS |SNMG120408-MS [.031 o000 () cota
a +SNMG433MS  |SNMG120412-MS | 047 Y e v
* SNMG543MS  |SNMG150612-MS  [.047 [ X ) () Eggé
Medium * SNMG544MS  |SNMG150616-MS  [.063 (X} ()
Cutting |New SNMG643MS |SNMG190612-MS (.047 ( X} R
MS SNMG321MS [SNMG090304-MS |.016 *
SNMG322MS [SNMG090308-MS |.031 *
i’é" SNMG431MS |SNMG120404-MS [.016 * ® 881‘;
J SNMG432MS |SNMG120408-MS (.031| @ o0 * % kx @ [ ) O 02
SNMG433MS |SNMG120412-MS [.047 * o0 * % K E025
Vi SNMG434MS |SNMG120416-MS [.063 * T
Cutting SNMG644MS [SNMG190616-MS |.063 *
R/L SNGG321R SNGG090304R .016 * * *|  *
SNGG321L SNGG090304L .016 * % * L
\‘____ SNGG322R SNGG090308R .031 * K cota
;Qh SNGG322L  [SNGG090308L  |.031 * * Zot7
SNGG431R  |SNGG120404R  |.016 xxlo  |x £022 w
SNGG431L SNGG120404L .016 * *|@ *
o SNGG432R SNGG120408R .031 * % |@
Cutting SNGG432L SNGG120408L .031 * *|@ *| Kk
RP SNMG432RP |SNMG120408-RP (0310 @@ ® @
SNMG433RP [SNMG120412-RP |.047|/0 @ ®@ ® ®
|i SNMG434RP [SNMG120416-RP |.063|/0 @ ® ® ® 8814;
[y SNMG543RP [SNMG150612-RP |.047|/0 @ ® ® ® E022
SNMG544RP [SNMG150616-RP |.063|0 @ ® ® ® E025
Ry SNMG643RP [SNMG190612-RP |.047|0 @ ® ® ®
Cutting SNMG644RP |SNMG190616-RP (.063(/0 ® ® ® ®
*New design MS breaker : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>A002 A123




TURNING INSERTS [NEGATIVE]

u . SN TYPE INSERTS SNMG_4 3 2 RM
o 90 WITH HOLE 9 Wiz G Rl GoEcy

CH|P CONTROL RANGE FOR WORK MATERlALS Finish Cutting-- @iil) Light Cutting - @) Medium Cutting - @) Rough Cutting - @l Heavy Cutting - @i

P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<2001B) | | K Cast Iron (<350MPa)

.315 ‘ 315 ‘ 315 T 315
276 é 276 ‘ 276 ifm 276 ﬁi
@)

236 236 236 236

E TURNING INSERTS !

S sr@ S
g 118 Q _g 118 - E M8 E 118
S o9 S o079 ] S o079 1 S o79
Q .039 e 039 N '! , e .039 L— 1 e 039
0 omﬁz 00 08 0 ,004; o2 oo o 0 o0a \01_; 7%257 " oe o1z o020 02
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
P Steel OCCEREO gE0CCO00|E
Work M | Stainless Steel OCHSH C & O O Ol%
Material K Cast Iron oco¢C ey (@ [ X e X 4
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoC
Coated Cemet| S03ted)  Carbide o
WITH NEW] %é_\)
HOE  Shape | OrderNumber | (ISO)Number |RE §§§§§§EE§§%§£§E§§§E'§E§5555,%';';,@288 S5
Gt e SN N e
¢ DOD==E=D=E=E==DD|=E=DD=E==S>>>DZ2Z=S<>D T IS
RM SNMG432RM [SNMG120408-RM |.031 (X X J
SNMG433RM |SNMG120412-RM |.047 (X X J
D SNMG434RM |SNMG120416-RM |.063 000 Cco014
SNMG543RM  [SNMG150612-RM |.047 XY o
SNMG544RM |SNMG150616-RM |.063 000 E025
R Rough SNMG643RM |SNMG190612-RM |.047 (X X}
Cutting SNMG644RM [SNMG190616-RM |.063 (X X}
RK SNMG432RK |SNMG120408-RK |.031 [ X )
SNMG433RK |SNMG120412-RK |.047 ([ X )
SNMG434RK |SNMG120416-RK |.063 [ X ) Cco14
- SNMG543RK |SNMG150612-RK [.047 *® o
T SNMG544RK |SNMG150616-RK |.063 * @ E025
Rough SNMG643RK |SNMG190612-RK |.047 ([ X )
'] Cutting SNMG644RK [SNMG190616-RK |.063 [ X )
RS SNMG432RS [SNMG120408-RS |.031 [ X} ()
SNMG433RS [SNMG120412-RS |.047 [ X} () cota
w SNMG434RS [SNMG120416-RS |.063 [ () —017
' SNMG544RS [SNMG150616-RS |.063 [ () Eggg
Rough new SNMG643RS  [SNMG190612-RS  |.047 [
Cutting SNMG644RS [SNMG190616-RS |.063 [ ()
GH SNMG432GH [SNMG120408-GH |.031|® @ * [ X )
SNMG433GH [SNMG120412-GH |.047|®@ @ * [ X )
- SNMG434GH [SNMG120416-GH |.063|®@ @ * 4
[%)| | sNMG543GH [SNMG150612-GH [047[x @ oo
SNMG544GH [SNMG150616-GH |.063| @ Eg;g
SNMG643GH [SNMG190612-GH |.047|* @ °
Rough SNMG644GH [SNMG190616-GH |.063|®@ @ °
Cutting SNMG866GH [SNMG250924-GH |.094 [
HZ SNMM432HZ |SNMM120408-HZ |.031| @ % %
| SNMM433HZ |[SNMM120412-HZ |.047| @ * % Cco14
SNMM543HZ  [SNMM150612-HZ |.047| @ oy
Heavy SNMM643HZ |[SNMM190612-HZ |.047| @ * E025
Cutting SNMM644HZ [SNMM190616-HZ |.063| ® *
® = NEW

A124 @ :USAStock * :Stockedin Japan <10 inserts in one case> e



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P | Steel ececEyzeo zzleclcoos
M Stainless Steel oCH® G & $|O O O|%
Work' st iron eceoc c: o | oolz0c
Material
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet 82?;%{ Carbide . g
NEW] 30“_’ n
VWO WD WY 0w W 7] @ =
Shape Order Number (1ISO) Number REh §§§§§§§§§§§§§§§§§§§§g§§§§§§§§§2§§§%i% é
"NECSoT2008889290e s TR XEgEEEEEREISE 2
HX SNMM432HX SNMM120408-HX |.031 * * g
SNMM433HX SNMM120412-HX |.047 * * E
SNMM543HX SNMM150612-HX |.047 * * cota E
SNMM643HX  [SNMM190612-HX |.047| @ % % % Zo17
SNMM644HX SNMM190616-HX |.063] @ % % % E022
SNMMB46HX  |SNMM190624-HX |.094] ® % * £025
Heavy SNMM856HX SNMM250724-HX 1.094] @ % % % m
Cutting | SNMM866HX SNMM250924-HX [.094] @ % % %
HV | SNMMG644HV  [SNMM190616-HV [063] @ * x % L
— SNMM646HV SNMM190624-HV [.094| @ % % % Co14
E SNMM856HV SNMM250724-HV [.094| @ % % % —017
Hoavy SNMM866HV ~ [SNMM250924-HV [.094| ® % % E025 C
Cutting
HL SNMM432HL SNMM120408-HL |.031 * * * D
SNMM433HL SNMM120412-HL |.047 * % * cot4
SNMM543HL  [SNMM150612-HL |.047 * * * Zot7
SNMM643HL SNMM190612-HL |.047 * % * Eggé R
Heavy SNMM644HL SNMM190616-HL |.063 * % *
cutting | SNMM646HL SNMM190624-HL |.094 * % *
HM SNMM543HM SNMM150612-HM |.047 * % *
SNMM643HM SNMM190612-HM |.047 * % *
SNMM644HM SNMM190616-HM |.063 * % * 031‘;
SNMM646HM SNMM190624-HM |.094 * % * E025 T
Heavy SNMM856HM SNMM250724-HM |.094 * *
Cutting | SNMM866HM SNMM250924-HM |.094 * %
SNMM856HR SNMM250724-HR |.094 * % L]
SNMM866HR SNMM250924-HR |.094 * % cota
Heavy W
Cutting
Flat Top | SNMA321 SNMA090304 016 *
SNMA322 SNMA090308 .031 (X X X} [ )
SNMA432 SNMA120408 .031 (X X X} @ % %
SNMA433 SNMA120412 .047 (XX X} * Cco14
E SNMA434 SNMA120416 063 YY) Eg;;
SNMAS543 SNMA150612 .047 *® © E025
SNMAS544 SNMA150616 .063 * @
SNMAG643 SNMA190612 .047 (XX X
SNMAG644 SNMA190616 .063 (XX X}
Flat Top | SNGA321 SNGA090304 .016 *
F SNGA431 SNGA120404 016 * Co14
(@ | SNGA432 SNGA120408  |.031 * * % R
b E025
o = WEw
CHIP BREAKER > A046

GRADES > A034 IDENTIFICATION  >A002 A425




TURNING INSERTS [NEGATIVE]

AA 60° TN

TYPE INSERTS
WITH HOLE

TNMG 3 3 0.5 FP
=

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Light Cutting - @) Medium Cutting-- @) Rough Cutting-- @) Heavy Cutting - @D

P Mild Steel P  Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315 T 315
276 276 276 276 w 276 ﬁ:
Eg\ 236 g 236 g 236 ’{E 236 . ’-g 2%
= a9 < a7 = g7 < a9 = a7
(7] 8 .157q 8 .157m 8 157 5 157 \ 8 157
E E 118 E’ 118 E’ 118 ;5 18] E .ﬁsm'
w § 079 § 079 iy — § 079 \"mm § 079 | § 079
2 O o [—E :_~P ‘ 2 s w O o3 — ‘ O o \!T: | O e
6 0 .004_ 012 .020 028 0 004 012 0‘20 .028 0 .004 012 .020 028 0 004 012 .020 .OZT 0 .004 012 .020 .028
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
E P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHH C & H|O O Of%
Work 17 Cast Iron ecoc ez (0 | eozj0c
Material
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoC
Coated Cermet ggrar%eedt Carbide o
o 28
O WWoWwWnWwLwY VLLVOVOLWLLEEFEL 'e) n ©
Shape Order Number (ISO) Number |RE 5258835528338522852%555558%52."‘,@55%2%
o) R S S 8 2B oo E b B0 0 Rt ean NNREs S EEEREE| 22
c SD5=535553535053=5355535555ZZ=<Shxrsae| T
FP TNMG330.5FP [TNMG160402-FP |.008 ([ X J * (@
\ TNMG331FP  [TNMG160404-FP |.016 ([ X J *x |® co18
] & TNMG332FP  [TNMG160408-FP [031] @@ *x |® eSS
s TNMG333FP  [TNMG160412-FP |.047 ( X J * (@ E025
Cutting
R FH TNMG221FH | TNMG110304-FH [.016 *
TNMG330.5FH [TNMG160402-FH |.008| @ o00 co18
A TNMG331FH | TNMG160404-FH |016| ® xeolee o
S . TNMG332FH [TNMG160408-FH |.031| @ L JCX ] E025
Cutting
FS TNMG331FS | TNMG160404-FS [.016 *
y TNMG332FS  [TNMG160408-FS |.031 ® co18
£§k —023
EoEa E022
v Finish E025
Cutting
FY TNMG331FY  [TNMG160404-FY |.016 * 0@ X
TNMG332FY | TNMG160408-FY |.031 *x (@ X co18
W —023
E022
- E025
Finish
Cutting
PK TNGG331PK | TNGG160404-PK [.016 *
0y TNGG332PK | TNGG160408-PK [.031 * co18
-~ —023
% E022
- E025
Finish
Cutting
R/IL FS TNGG330.5RFS [TNGG160402R-FS |.008 ( *
X TNGG330.5LFS | TNGG160402L-FS (.008 [ * ot
o TNGG331RFS |TNGG160404R-FS |.016 ° * 023
e TNGG331LFS |TNGG160404L-FS [.016 (] * Eggg
s | TNGG332RFS |TNGG160408R-FS |.031 (]
Cutting [vew TNGG332LFS |TNGG160408L-FS |.031 (]
® = NEW

A126

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

P Steel QCCEREO TT0CCO0|F
M Stainless Steel oCH® C & RO O O|%
M\Qltc:rli(al K | Castiron eceoc ez 0 | oolzoc
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J ocCTOoCyE [ 20 X 7
Coated Cermet 82?;%{ Carbide . g
NEW] = D“_’
(o R e T W WY To N To T, 0 wWWkEE- [Te] ®
Shape Order Number (1ISO) Number REh §§§§§§§§§§§§§§§§§§§§§E’§%g%ﬁﬁ%ggggg%iz%
ER S 022098 8890908 i EaxXesEEEEEEE(<T
R/ILF | TNGG330.5RF [TNGG160402R-F [.008 o [xx|®
R TNGG330.5LF [TNGG160402L-F |.008 o [xx|® core
= TNGG331RF  [TNGG160404R-F |.016 o [xx|® 023
e | TNGG33ILF |TNGG160404LF | 016 o [xxo £022
. TNGG332RF  [TNGG160408R-F |.031 o [xx|®
Cutting TNGG332LF  [TNGG160408L-F |.031 o [xx|®
LP TNMG331LP  [TNMG160404-LP |016|/e @ @@ ® °
fé}g TNMG332LP  [TNMG160408-LP 0310 @@ @ @ ° Eglﬁ
‘ TNMG333LP  [TNMG160412-LP 0470 @ @@ @ ° Eoos
-Light' TNMG432LP  [TNMG220408-LP |031/e @@ @ @ ° E025
Cuiting TNMG433LP  [TNMG220412-LP 0470 @ @ @ @
LM TNMG331LM  [TNMG160404-LM |.016 Y
TNMG332LM  [TNMG160408-LM |.031 Y co18
& TNMG333LM  [TNMG160412-LM |.047 Y JS,
Light E025
Cutting
LK TNMG331LK  [TNMG160404-LK |.016 o0
TNMG332LK  [TNMG160408-LK |.031 o0 co18
A TNMG333LK  [TNMG160412-LK |.047 Y S
Light E025
Cutting
LS [vewTNMG330.5LS |[TNMG160402-LS |.008 YY °
TNMG331LS  [TNMG160404-LS |.016 YY) ® |cois
& TNMG332LS  [TNMG160408-LS |.031 YY) o %
Light E025
Cutting
SH TNMG331SH [TNMG160404-SH |.016(/@ ® ® ® ) ) * @ *
,,r\,Q TNMG332SH [TNMG160408-SH |.031(/@ ® ® ® ° ) *® K co18
PA 2.& TNMG432SH  [TNMG220408-SH [.031|@ @ ° Eg;g
Light E025
Cutting
SA TNMG331SA  [TNMG160404-SA [o016le @ @ @ *®
TNMG332SA  [TNMG160408-SA [031|/e @ @ @ *® co18
oo | TNMG333SA |TNMG160412-SA |047/@ @ ° S,
Laht TNMG432SA  [TNMG220408-SA |.031|e@ @ E025
Cutting TNMG433SA  [TNMG220412-SA 047 @
SW | * TNMX331SW |[TNMX160404-SW [.016(@ @ @ *ol®
(With Wiper) | « TNMX332SW | TNMX160408-SW |.031(@ @ @ xol®
/L/“_ co18
\
Light
Cutting
*Please refer to page A032 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

E TURNING INSERTS E

WITH
HOLE

>p002 A127



TURNING INSERTS [NEGATIVE]

AA 60° TN

TYPE INSERTS
WITH HOLE

TNMG 3 3 1 SY
s

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Light Cutting - @) Medium Cutting-- @) Rough Cutting-- @) Heavy Cutting - @D

P Mild Steel P  Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315 T 315
276 276 276 276 w 276 ﬁ
Eg\ 236 g 236 g 236 ’{E 236 . ’-g 2%
E/ 197 \3 197 i’ 197 f 197 f 197
(7] 8 .157q 8 .157m 8 157 5 157 \ 8 157
E E 118 E’ 118 E’ 118 ;5 M8 E 115 (3
(% ;% 079 §' 079 : 1 g‘ 079 \"mm § 079 I §' 079
b4 .039 [—_E .039 "! ’ 039 — .039 \'_: 1 .039
6 0 o4 :._01 | 00 028 %004 o012 o020 028 0004 012 020 08 ‘ 0 004 .oj 00 028 004 o012 o020 028
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
E P Steel [ X X 20k 2 A ) sTL0CICO00
M | Stainless Steel OCHH C & H|O O Ol%
MW°”.‘ K | Castlron eceoc €z |0 | eojz0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
'::.1: h
VoYWV o WLWWY VL WVWVWYWLIEEL (VYWY wwol| 8 s
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§,EE§§§%§5§§§§§%§§°§85'?915
(inch)FEHO OO E WO © QO eEaa SEEEReR 22
c BES2535255588238955523285225 385 EskE|<T
SY TNMG331SY TNMG160404-SY [.016 *x0® *x
TNMG332SY TNMG160408-SY |(.031 *x (@ *x co18
—023
D A E022
Light E025
Cutting
R C TNMG331C TNMG160404-C .016 * @
TNMG332C TNMG160408-C .031 *x @ co18
A TNMGA431C  |TNMG220404-C {016 xeo| o o
S Light TNMG432C TNMG220408-C .031 [ E025
Cutting
R/L 1G| TNMG331R1G TNMG160404R-1G [.016 *
/ TNMG331L1G TNMG160404L-1G [.016 * co18
TNMG431R1G [ TNMG220404R-1G |.016 * S
] Light TNMG431L1G TNMG220404L-1G [.016 * E025
Cutting
R/L K | TNGG330.5RK |TNGG160402R-K |.008 * % |@
W TNGG330.5LK |TNGG160402L-K |.008 * % |@ cot8
Q; TNGG331RK TNGG160404R-K [.016 * % |@ —023
TNGG331LK TNGG160404L-K [.016 *|@® Eggg
Light TNGG332LK TNGG160408L-K [.031 [}
Cutting [ TNGG332RK TNGG160408R-K |[.031 L4
MJ TNMG331MJ TNMG160404-MJ [.016 * o0 oo [
TNMG332MJ TNMG160408-MJ |.031 * o0 oo @®|Co18
TNMG333MJ  [TNMG160412-MJ 047 * 00 |xx e
Light E025
Cutting
MP TNMG331MP TNMG160404-MP (016/0 @ ® ® ® [ o
A TNMG332MP TNMG160408-MP (031/0e 0@ ® @ [ o co18
4 ; —023
A-. TNMG333MP TNMG160412-MP (047/0 @ @ ® ® [ [} £022
Medium TNMG432MP TNMG220408-MP (031/e 0@ ® @ [ E025
Cutting TNMG433MP TNMG220412-MP (0470 @ ® ® ® [
® = NEW

A128

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

E TURNING INSERTS E

P Steel QCCEREO T 0CCO00F
M Stainless Steel ocLe G % 2|0 [e)o)E]
M\Qltzrrli(al K | Castlron ecec cz |0 | oolzoc
N | Non-Ferrous Metal c o
S Heat-resistant Alloy, Titanium Alloy [ J [ X 23 X 27 (20 X 3
Coated Cermet 82?;%{ Carbide . g
NEW] 30“_’
(o R e T W WY To N To T, 0 nwwwk- - n ®
e O e S e e
TNMG332MM  |[TNMG160408-MM |.031 Y
TNMG333MM [TNMG160412-MM |.047 Y Cco18
TNMG432MM  [TNMG220408-MM |.031 Y Eggg
viegium | TNMGA433MM | TNMG220412-MM |.047 YY) E025
Cutting TNMG434MM  [TNMG220416-MM |.063 Y
MK TNMG331MK  [TNMG160404-MK |.016 o0
TNMG332MK  [TNMG160408-MK |.031 Y cots
A TNMG333MK | TNMG160412-MK |.047 ) Z o3
TNMG432MK | TNMG220408-MK |.031 0 £022 L
vegium | TNMGA33MK | TNMG220412-MK |.047 o0
Cuting | TNMG434MK |TNMG220416-MK |.063 o0
GK TNMG331GK  |[TNMG160404-GK |.016 Y C
TNMG332GK |[TNMG160408-GK |.031 o0 co18
A TNMG333GK | TNMG160412-GK_|.047 Py oz P
vogium | TNMG432GK | TNMG220408-GK |.031 o0 E025
Cutting | TNMG433GK [TNMG220412-GK |.047 o0
GM TNMG331GM  [TNMG160404-GM |.016 Y .
a TNMG332GM [TNMG160408-GM |.031 Y cote
A% | TNMG333GM |TNMG160412-GM |.047 Y o
_Me sium | TNMG432GM | TNMG220408-GM |.031 Y E025 S
Cuting | TNMG433GM |TNMG220412-GM |.047 Y
MA TNMG331MA [TNMG160404-MA |.016/e @ @ @ eoee o000 00 o | o
TNMG332MA |[TNMG160408-MA |031(e @ @@ @ eoee o000 00 o | o
TNMG333MA [TNMG160412-MA |047(e @@ @ @ eee o0 o o o | o
TNMG334MA  [TNMG160416-MA |.063 °
A\ TNMG432MA [TNMG220408-MA |031(e @ @@ @ YY) ° cots v
/® . | TNMG433MA [TNMG220412-MA 0470 @@ @@ o000 00 o o ° o
S | TNMG434MA |TNMG220416-MA |.063 o o E025
TNMG542MA  [TNMG270608-MA |.031(@ @ W
TNMG543MA  [TNMG270612-MA |.047|@ @ °
Vedum M= TNMG544MA | TNMG270616-MA |.063 °
Cutting [vew TNMG666MA [TNMG270924-MA |.094 °
MH TNMG331MH  [TNMG160404-MH |.016{@ @ °
A\ TNMG332MH [TNMG160408-MH |.031(e @ @@ ® ° Co18
‘- TNMG333MH [TNMG160412-MH |047(e @ @ @ @ ° Eggg
-Me dum | TNMGA432MH | TNMG220408-MH | 0310 @ @ @ @ ° E025
Cutting | TNMG433MH [TNMG220412-MH |047/e @ @ @ @ °
Standard| TNMG221 TNMG110304 06| eee® x| *
TNMG222 TNMG110308 03| eoe®
TNMG321 TNMG160304 016| eoe® ° Cco18
/ﬁh\: TNMG322  |[TNMG160308  |031] @@ ® ° 02
TNMG331 TNMG160404 ol6leeee * % o (xole |oxe E025
vegium | TNMG332 TNMG160408 03jleeeee * % o (xole |oxe
Cutting TNMG333 TNMG160412 0d7|xe00e@ * % *
® = NEW
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TURNING INSERTS [NEGATIVE]

AA 60° TN

TYPE INSERTS
WITH HOLE

TNMG 3 3 4
— A

Size Thickness Corner Radius

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Light Cutting - @) Medium Cutting-- @) Rough Cutting-- @) Heavy Cutting - @D

P Mild Steel P  Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315 315
276 276 276 276 w 276 ﬁ
Eg\ 236 g 236 g 236 ’{E 236 . ’-g 2%
E/ 197 i/ 197 i’ 197 f_/ 197 f_/ 197
(7] 8 .157q 8 .157m 8 157 5 157 \ 8 157
E E 118 E’ 118 E’ 118 ;5 M8 E 115 (3
(% ;% 079 §' 079 : 1 g‘ 079 \"mm § 079 I §' 079
b4 .039 [—_E .039 "! ’ 039 — .039 \'_: 1 .039
6 0 o4 :._01 | 00 028 %004 o012 o020 028 0004 012 020 08 ‘ 0 004 .oj 00 028 004 o012 o020 028
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
E P Steel [ X X 20k 2 A ) sE0cc00|8
M | Stainless Steel OCHH C & H|O O Of%
MW°”.‘ K | Castlron eceoc €z |0 | eojz0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
- 3
VoWV V o WLLWYW VW WWVWLWYEEL _|vwvwv ol
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§,EE§§§%§5§§§§§%§§°§8§'?915
(inch)|Bif © © © T B0 © Q0 Y SEEEReR 22
c 2285258588225 5555528 225 %sEEEERE(<T
Standard TNMG334 TNMG160416 063 o000 O * *
TNMG431 TNMG220404 O X XXX [ (]
D TNMG432 TNMG220408 N X X X X J [ * @ (]
TNMG433 TNMG220412 0i7l0e000@0 * Co18
@\: : TNMGA434  [TNMG220416 | 063| @@ @@ S
R TNMG542 TNMG270608 031 eoe®@@® E025
TNMG543 TNMG270612 047 eo®00®@® ®
) TNMG544 TNMG270616 .063| @
Medium
S Cuting | TNMG666 TNMG330924 .094 °
MW *1 TNMX332MW | TNMX160408-MW (.031|® ® @ 00 X
(Wit Wiper |.c1 TNMX333MW | TNMX160412-MW [047(@ @ @ o0 xx
;f.\ co18
=]
Medium
] Cutting
MS [*2TNMG331MS |TNMG160404-MS |[.016 [ X J ()
*2 TNMG332MS [ TNMG160408-MS |.031 [ X X ) o co18
W A *2 TNMG333MS [ TNMG160412-MS_|.047 X0 o |
S *2 TNMG432MS [ TNMG220408-MS |.031 [ X ) ) E025
Cutting [*2 TNMG433MS | TNMG220412-MS (.047 [ X J ()
MS TNMG331MS |TNMG160404-MS |.016| @ [ X J o0 *x *
/\ TNMG332MS | TNMG160408-MS [.031| ® (X J o0 %0 o ®|Co18
£ | TNMG33IMS [TNMGI60412:MS | 047 * * % xo 0z
- TNMG432MS [TNMG220408-MS |.031| @ [ X J (X B J E025
Cutting TNMG433MS | TNMG220412-MS |.047 *
R/L ES TNMG331RES |TNMG160404R-ES |.016 *
TNMG331LES |TNMG160404L-ES |.016 * cots
/ﬁ TNMG332RES [TNMG160408R-ES |.031 * —023
I TNMG332LES [TNMG160408L-ES |.031 * Eggg
Medium TNMG432RES |[TNMG220408R-ES |.031 *
Cutting TNMG432LES |[TNMG220408L-ES |.031 *
*1 Please refer to page A032 before using the MW breaker (wiper insert). ® = NEW

*2 New design MS breaker : MP9005, MP9015, MP9025, MT9015

@ : USA Stock * : Stocked in Japan

A130

<10 inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

E TURNING INSERTS E

P Steel QCCEREO sZ0CCO00
M Stainless Steel oCH® C & RO O O|%
Work 1™ Cast iron eceoc c2 o | ooz0c
Material
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet nggqeeﬂ Carbide g
NEW % D“_’
(o R e T W WY To N To T, 0 wuWWkEE- [Te] ®
Shape Order Number (ISO) Number REh §§§§§§§§§§§§§§§§§§§§§§§ﬁg%ﬁﬁ%gg ggég
uwogezeoagaogogatagifaxxasabEEElEI<E
R/L 2G| TNMG331R2G  |TNMG160404R-2G |.016 *
a | TNMG331L2G  [TNMG160404L-2G |.016 * co18
i TNMG332R2G | TNMG160408R-2G |.031 * E8§§
vedium | TNMG332L2G | TNMG160408L-2G |.031 * E025
Cutting
R/IL | TNGG2205R  [TNGG110302R  |.008 *
TNGG220.5L  |TNGG110302L  |.008 * *
TNGG221R TNGG110304R  |.016 * *
TNGG221L TNGG110304L  |.016 * % L
TNGG222R TNGG110308R  |.031 *
TNGG222L TNGG110308L  |.031 * *
TNGG321R TNGG160304R  |.016 * % * C
'_ TNGG321L TNGG160304L  |.016 * * cots
__/.L TNGG330.5R  |[TNGG160402R  |.008 *x|®  [x| % 023 0
; TNGG330.5L  |[TNGG160402L  |.008 * x|® Eggg
TNGG331R TNGG160404R  |.016 *0l® [xxx
TNGG331L TNGG160404L  |.016 *ol® [x R
TNGG332R TNGG160408R  |.031 *0l® [xxx
TNGG332L TNGG160408L  |.031 *x0® [A|xx
TNGG431R TNGG220404R  |.016 *® * S
TNGG431L TNGG220404L  |.016 *® *
vedium | TNGG432R TNGG220408R  |.031 *® *
Cuting | TNGG432L TNGG220408L  |.031 *® *
RP | TNMG332RP  [TNMG160408-RP [031/e @@ @ @
TNMG333RP  |[TNMG160412-RP |.047/e @@ @ @
o | TWMGa2RP TWNG20406RP sije@ @ @ @ cos U
| TNMG433RP [TNMG220412-RP_|047/0 @ @ @ @ 5853
TNMG434RP  |[TNMG220416-RP |063/e @@ @ @ E025
Rougn | TNMG543RP  |TNMG270612-RP |047/e @ @ @ @ W
Cutting | TNMG544RP  [TNMG270616-RP [.063(e @ @ @ @
RM | TNMG332RM  [TNMG160408-RM |.031 Y
: TNMG333RM  |TNMG160412-RM |.047 Y co18
& TNMG432RM  |TNMG220408-RM |.031 Y E8§§
Rough |_TNMG433RM  |TNMG220412-RM | 047 Y E025
Cuttng | TNMG434RM  [TNMG220416-RM |.063 Y
RK | TNMG332RK  [TNMG160408-RK [.031 o0
TNMG333RK  |[TNMG160412-RK {.047 o0 cots
A TNMG334RK  |TNMG160416-RK |.063 Y o023
TNMG432RK  |TNMG220408-RK |.031 o0 E022
Rougn | TNMG433RK | TNMG220412-RK | 047 oo F025
Cutting | TNMG434RK  [TNMG220416-RK |.063 Y
® = NEW
CHIP BREAKER > A046
GRADES > A034
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TURNING INSERTS [NEGATIVE]

° TN TYPE INSERTS TNMG_3 3 2 RS
o 60 WITH HOLE S WS G BoE ey

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

E TURNING INSERTS !

P Mild Steel P  Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315 T 315
_ 276 . 276 . 276 _ 276 w _ .276&
'F:) 236 ‘é 236 § 236 é 236 = é 236
L L S Soom 5
2 2 2 118 o s 2 115 (3
;% 079 i §' 079 : 1 g‘ 079 \"mm § 079 I §' 079
.039 [—_b:'%: ‘ .039 w 039 — ‘ .039 \IT: 1 .039
O o4 o012 020 028 O oe o2 020 02 04 o2 o020 02 O o4 o012 o020 028 " oe o2 020 02
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
P Steel OCCEREO sE0CICO00 2
M | Stainless Steel OCHH C & O O Ol%
M\;Vtc;rrli(m K| Castlron ecoc €z (0 | eooz0c
N | Non-Ferrous Metal c o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cemet| S03ted)  Carbide o
‘mﬁ: Vo PWWVoWLWLWL lnlnmmmln':::ll—l—u. 10 00 1) %é_“
Shape || Ordertumber | (SO)Rumber (:;Eh,§§§§§§§§§§§§§§EE§§§§§5§§§§§§§§§§§§%t%’
e S 5S88252225852255222 8885235 53EEESkE<T
RS TNMG332RS TNMG160408-RS |.031 [ X} [}
TNMG333RS TNMG160412-RS [.047 [ X} () co18
] & TNMG432RS | TNMG220408-RS | .031 ° o |®
Rough TNMG433RS TNMG220412-RS  [.047 (] (] E025
Cutting
R GH | TNMG332GH  [TNMG160408-GH [.031|®@ @ ° (X
TNMG333GH TNMG160412-GH  [.047 [% [
. TNMG432GH TNMG220408-GH [.031(® ® [ ] ()
S e | TNMG433GH  |TNMG220412-GH |047[e@ @ ° oo P
W | TNMG434GH  |[TNMG220416-GH |.063|® ® F022
TNMG543GH TNMG270612-GH |.047(®@ ® [ ]
Rough TNMG544GH TNMG270616-GH |.063(® ®
Cutting [ TNMG666GH TNMG330924-GH [.094 [ ]
'] TNMM332HZ TNMM160408-HZ [.031| * K %
TNMM333HZ TNMM160412-HZ |.047 * % C018
TNMM432HZ | TNMM220408-HZ [031] ® S,
w Heavy TNMM433HZ TNMM220412-HZ |.047( @ E025
Cutting | TNMM434HZ TNMM220416-HZ |.063( ®
HL TNMM332HL TNMM160408-HL |.031 * * *
: TNMM333HL TNMM160412-HL  [.047 * * * C018
/2,\ TNMM432HL  |TNMM220408-HL |.031 * % * S
Heavy TNMM433HL TNMM220412-HL  [.047 * * * E025
Cutting | TNMM434HL TNMM220416-HL  [.063 * * *
Flat Top [ TNMA331 TNMA160404 .016 (XX X} * *
TNMA332 TNMA160408 .031 (XX X} * |k @
TNMA333 TNMA160412 .047 (XX X}
TNMA334 TNMA160416 .063 00 x co18
A TNMA335 TNMA160420  |.079 oo G
TNMA431 TNMA220404 .016 * E025
TNMA432 TNMA220408 .031 0000 * *x @
TNMA433 TNMA220412 .047 0000
TNMA434 TNMA220416 .063 o000 [}
® = NEW

@ : USA Stock * : Stocked in Japan
A132 <10inserts in one case>



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEREO sZ0CCO00
o M Stainless Steel OCG&# %% C & &0 O O
" O™ I"K | castlron eceoc €z (0 | eoolz0c
aterial
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated cemet| 034! Carbide oS
NEW| 30_ 7))
Wo VWO LIV WO WVVWVWYLLEEL ool wwo|F =
Shape | Order Number (ISO) Number | RE g;§§§$5§§832§§8:858%%55%88%%552385 =28 o
inch)fif R SO S E RO haOOOO R et anlRRea NEEE R R 22 2
DDSSS5SSESS0D==S55===5>5>5552Z=s<> xS =
Flat Top | TNGA221 TNGA110304 016 x 2
TNGA222 TNGA110308 .031 * * E
TNGA330.5 TNGA160402 .008 * * Co018 E
A | TNGA331 TNGA160404 016 |k * S,
. | TNGA332 TNGA160408 .031 * * E025
TNGA431 TNGA220404 .016 *
TNGA432 TNGA220408 .031 *
¢ =NEW
HOLE
H
D
R
S
']
W
CHIP BREAKER > A046
GRADES > A034
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TURNING INSERTS [NEGATIVE]

o \JINJ IYFE INSERTS vimc_3 3 o5 Fp
A 35 WITH HOLE T toass refor 0 pags AGZ.

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @il Light Cutting-- @) Medium Cutting - @il). Rough Cutting-- @l Heavy Cutting-- @I

P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315
276 276 276 276 ﬁ»
g 236 g 236 E 236 39: 236 —
S g7 < a7 < a7 | < g7
[2] 3 s 3 7 m o 3 17 \ 3 st
E E 18 E’ 118 :‘:3 18 \ E 115 @3
w % 079 § 079 :‘, 079 [ M 5 079
2 e 09 2 oo g mf o _ — 2 o
6 0 .004 012 .020 .028 0 .OlT 012 .0‘20 028 0 .004 012 020 .028 0 .004 012 .020 .028
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
IE P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHSH C & H|O O Ol%
MW°”.‘ K | castiron ecoc ez (0 | eozj0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoC
Coated Cermet ggrar%e(g Carbide o
'::.1: o
VoYWV o WYY VL WYWVWYLLIEEL (VYWY wwol| 8 s
Shape Order Number (ISO) Number (_F{Eh)§§§§§§§§§§§§§§§§§§§§§5§§§§§§§§S§§§'?91%
inc QOO 0o 00 LEan ElEiE =
c 825552555895 2555552383 235385 Eskk(<T
FP VNMG330.5FP [VNMG160402-FP |.008 (X J *x |®
) VNMG331FP  [VNMG160404-FP |.016 ( X} *x |® C024
D =N VNMG332FP  [VNMG160408-FP [031] e @ * |® oo
Finish New VNMG333FP  [VNMG160412-FP |.047 [ X ] * |@ E026
Cutting
R FH VNMG330.5FH [VNMG160402-FH |.008| @ 00
VNMG331FH [VNMG160404-FH |.016[ * *x (@% C024
¥ UNMG332FH |VNMG160408-FH 031 % *o|o x cozs
S - E026
Finish
Cutting
FS VNMG331FS [VNMG160404-FS |.016 * [
T » VNMG332FS |VNMG160408-FS |.031 * [ C024
_ fif’-ﬁki ’ C025
E023
E026
Finish
Cutting
FJ VNGG33V5FJ [VNGG1604V5-FJ |.002 [ ] [
W VNGG330.2FJ [VNGG160401-FJ |.004 [ ] @®|Cco024
== | VUNGG330.5FJ [VNGG160402-FJ |.008 D o[00%
- E026
Finish
Cutting
R/ILF VNGG330.5RF [VNGG160402R-F |.008 o o000
VNGG330.5LF [VNGG160402L-F |.008 o o000 C024
| UNGG331RF |VNGG160404R-F |06 o [eole oo
S VNGG331LF  |VNGG160404L-F [.016 o o000 E026
Cutting
LP VNMG331LP |VNMG160404-LP |.016|0 @ @ ® ® )
- VNMG332LP [VNMG160408-LP |.031/e @@ ® @® [ C024
i C025
= Eoos
) E026
Light
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A134 <10inserts in one case>



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P | Steel eceRLLeO szleclcoos
o M Stainless Steel oCH® G & $|O O O|%
Material | K| _Castlron eceoc €z o | oolz0c
N Non-Ferrous Metal ¢ o
S Heat-resistant Alloy, Titanium Alloy [ J ocCTOoCyE [ 20 X 7
Coated Cermet nggqeeﬂ Carbide . g
NEW] 306_5 n
h N | N wolLn¥gouwunw LLWVWYYLYEEL_own ol =
Shape | Order Number (ISO) Number (Ri)gggggggggggg§8§E§8§§g55§§§§§§EE§§§ =3 it
incl 88 S - - A — [e¥e] [72]
WS SS T 222288228922 582ay 332 3aEERERE|<T Z
LM VNMG331LM [VNMG160404-LM |.016 o000 2
. VNMG332LM [VNMG160408-LM |.031 000 C024 E
< czs 5
E023 =
, E026
Light
Cutting
LK VNMG331LK [VNMG160404-LK |.016 [ X )
VNMG332LK [VNMG160408-LK ].031 [ X ) C024 m
’ C025
E023
WITH
Light F026 o
Cutting
LS |vewVNMG330.5LS [VNMG160402-LS |.008 (X X} ()
VNMG331LS [VNMG160404-LS |.016 (X X ) () C024 c
5% | UNMG332LS |VNMG160408-LS 031 YY) o [o®
Light E026 D
Cutting
SH VNMG331SH [VNMG160404-SH |.016|®@ * ® ® *x @ *x
VNMG332SH |VNMG160408-SH [.031|®@ x ® @ * @ * C024 R
_ C025
o E023
) E026
Light
Cutting S
SA VNMG331SA [VNMG160404-SA |.016 [ X} *
VNMG332SA |VNMG160408-SA |.031 [ X} * C024
n” C025
E023 T
) E026
Light
Cutting
MJ VNMG331MJ [VNMG160404-MJ |.016 * o0 oo ()
VNMG332MJ |VNMG160408-MJ |.031 * o0 oo ®|co24
<SP | YNMG333MJ [VNMG160412-MJ |.047 * 00 |xx* oo
) E026 W
Light
Cutting
MJ VNGM331MJ [VNGM160404-MJ |.016 [ ] ()
VNGM332MJ [VNGM160408-MJ |.031 [ ) ®|co24
<=7 [ UNGM431MJ |VNGM220404-MJ |016 ° 0|02
Liaht VNGM432MJ [VNGM220408-MJ ].031 [ ®(E026
Cut%ing
MP VNMG331MP |VNMG160404-MP |.016|/0 ® ® ® ® () ()
| VNMG332MP |[VNMG160408-MP |031je @@ @ ® ° ° Co24
=57 | VNMG333MP |VNMG160412MP |0i7jeeeee ° gggg
) E026
Medium
Cutting
® = NEW
CHIP BREAKER > A046
GRADES > A034
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TURNING INSERTS [NEGATIVE]

TYPE INSERTS VNMG_3 3 2 MM
"3 5° VN WITH HOLE e temsa efor 10 page AGC2.

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @il Light Cutting-- @) Medium Cutting - @il). Rough Cutting-- @l Heavy Cutting-- @I

P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
315 315 315 315
276 276 276 276 ﬁ»
g 236 g 2% E 236 5 2% —
S g7 SAREUN FP ) < a7 | < g7
(2] § 157 § 157 o 3 17 \ 3 st
E 2 s 2 8 :‘:3 18 \ E 115 @3
1T} % 079 § 079 :‘, 079 [ v 5 079
2 e 09 2 oo g mf o _ — 2 o
6 0 .004 012 .020 .028 0 .004 012 .0‘20 028 0 .004 012 020 .028 0 .004 012 .020 .028
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
E P Steel [ X X 20k 2 A ) sEO0CCO0
Work M | Stainless Steel OCHH C & O O Ol%
orl
Material K | Castiron eoceoc¢ cs (@ L X IR0 X ¢
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%e(g Carbide Q
WITH NEW] 9®
a0
HOLE Shape | Order Number (ISO) Number  |RE ggggggggggmmgggg§g§§§tsgg”~’zzgs°:‘zggg;,—,
N b g e e Pk e e R A S e
SCEEETE R R e R PSR
(H
MM VNMG332MM VNMG160408-MM |.031 o000
= C024
0 L C025
E023
Medium E026
Cutting
R MK VNMG331MK VNMG160404-MK [.016 [ X J
VNMG332MK VNMG160408-MK |.031 [ X J C024
| INMG33INK  |VNMG160412-MK | 047 oo cozs
S Medium E026
Cutting
GK VNMG331GK VNMG160404-GK [.016 [ X )
T VNMG332GK VNMG160408-GK [.031 [ X J C024
B | \NMG333GK  |VNMGT60412-GK | 047 *® oo
Medium £026
Cutting
GM VNMG331GM VNMG160404-GM [.016 [ X X J
W | VNMG332GM VNMG160408-GM |.031 000 C024
= 025
E023
Medium E026
Cutting
MA | VNMG331MA VNMG160404-MA |.016|@ ® ® ® o060 0000 °
J— VNMG332MA VNMG160408-MA (0310 @ ®@ ® ® o000 0000 [ ) C024
éﬁ‘_‘/ C025
E023
Medium E026
Cutting
MH VNMG331MH VNMG160404-MH [.016|® @ o
J— VNMG332MH VNMG160408-MH (0310 @ ® ® ® [ C024
8 C025
E023
Medium E026
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A136 <10inserts in one case>



Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

P Steel QCCEREO sZ0CCO00
o M Stainless Steel OCG&# %% G & $|O O O|%
or
Material K | Castliron (XA X 4 cs |® oos0¢C
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet ggfrfqeeﬂ Carbide g
NEW KON
an (2]
h N | N RE|(wWolQgweny LLWVWYYLYEEL_own wwol T =
Shape Order Number (ISO) Number | h)§§8§§§82§§§§§8§§§3§§g55§§§§§§§2§§§%ﬁ ﬁ
incl 000 0o 0o oo =i = 202 (2]
22258 8528855995558 3E 55 3LEEEsREE|<T Z
Standard| VNMG331 VNMG160404 ol6leeee bk o (xole (o o g
| VNMG332 VNMG160408 RS X X XX ) * @ ® (o000 (0 © C024 E
= | VNMG333 VNMG160412 | 047|x @ @@ ® * * * coss 3
i E026
Medium
Cutting
MS |*VNMG331MS VNMG160404-MS [.016 (X X))
*VNMG332MS VNMG160408-MS [.031 (X X)) C024
g €025
E023
WITH
Medium E026  yoie
Cutting
MS VNMG331MS VNMG160404-MS [.016| @ ([ X ) 00 X
- VNMG332MS VNMG160408-MS [.031| ® [ X ) * @ ) @|C024 C
W C025
S E023
Medium E026 D
Cutting
R/L VNGG331R VNGG160404R .016 * @ *|  *
VNGG331L VNGG160404L .016 * @ * C024 R
: C025
— ooz
Medium E026
Cutting S
Flat Top [ VNMA331 VNMA160404 .016 )
VNMA332 VNMA160408 .031 * @ C024
PP | VNMA333 UNMA160412  |047 *® e |
E026
Flat Top [ VNGA331 VNGA160404 016 * @
VNGA332 VNGA160408 .031 * @ C024
J— €025
p "/ E023
E026 W
*New design MS breaker : MP9005, MP9015, MP9025, MT9015 ® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>p002 A137




TURNING INSERTS [NEGATIVE]

Hs0c WN

TYPE INSERTS
WITH HOLE

WNMG 4 3 0.5 FP
e

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting-.. @) Light Cutting... @) Medium Cutting- @ Rough Cutting. @) Heavy Cutting-- @i

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |[M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
315 315 315‘ ‘ ‘ ‘ ‘ 315 315
276 276 276 276 276 ﬁ
E 236 "g 236 :g 236 E 236 = g 236
= 97 = 97 = 197 = 197 = 97
(7] :-:_) .157q § .157‘m § 157 :-:_) 157 \ é 157
E g 118 2 1 2 18 g 118 2 115 @)
% § 079 @ §‘ 079 iy — §L 079 \"mm § 079 1 § 079
b4 039 [LE .039 _: "! ’ 039 — .039 \'_: 1 .039
6 0 .004 :401:2 ‘ .020 028 0 004 012 020 .028 0 .004 012 .020 028 ‘ 0 .004 .01_2'7 ﬂ; 0 004 012 020 .028
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
E P Steel 0CCEZEEO ss0CICO00 2
M | Stainless Steel OCHH C & H|O O Of%
MW°”.‘ K | Castlron ecec €z |0 | eojz0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH ccoeC
Coated Cermet ggrar%eedt Carbide o
WITH NEW %&B
HOLE LoV o WLWWW VW WVWWLWVEEL _(bwKWw vwwo| 8 =
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§EE§§§%g55§§§§%§§°§85 %ﬁ
(inchFEHOCOE wo O QO eEaa SEEER2R 22
¢ =252 8822895553285225 38 EskE <t
FP WNMG430.5FP [ WNMGO080402-FP |.008 [ X J * |@
WNMG431FP |WNMG080404-FP |.016 [ X J * |@ C027
D é} WNMGA32FP | WNMG080408-FP |031] @ ® x |o £o2s
Finish Nnew WNMG433FP  [WNMGO080412-FP |.047 [ X ) * |@ E027
Cutting
R FH WNMG431FH [WNMG080404-FH |.016| @ *x |@
WNMG432FH |WNMG080408-FH |.031| @ *x 0@ C027
E023
, &
Finish E027
Cutting
FS WNMG431FS [WNMGO080404-FS |.016 *
T WNMG432FS |WNMG080408-FS |.031 * C027
i E023
&
v Finish E027
Cutting
FY WNMG431FY |WNMG080404-FY |.016 * |@
WNMG432FY [WNMG080408-FY |.031 *x (@ %X Cco027
E023
Finish E027
Cutting
LP WNMG331LP |WNMG060404-LP |.016/0 @ ® ® ® o
WNMG332LP [WNMGO060408-LP |.031|0e @ ® ® ® o
WNMG32.51LP [WNMGO06T304-LP |.016|/0 ® ® ® ® [ ) C027
WNMG32.52LP | WNMGO6T308-LP [031/e @ @ @ @ ° oo
WNMG431LP |WNMG080404-LP |.016/0 ® @ ® ® [} E027
L WNMG432LP [WNMGO080408-LP |.031|0e @ ® ® ® o
i WNMG433LP [WNMGO080412-LP |.047/0 @ ®@ ® ®
WNMG331LM |WNMG060404-LM |.016 o000
WNMG332LM [WNMG060408-LM |.031 [ X X J C027
WNMG431LM | WNMG080404-LM |.016 X0 o2
i WNMG432LM [WNMG080408-LM |.031 [ X X J E027
Cu?ting
® = NEW

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>

A138



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel QCCEEEO sZ0CCO00
M Stainless Steel OCG& %% G & #|O O O
M\{avtc;':i(al K Cast Iron ocoC cE |0 [ X JEC X 7
N Non-Ferrous Metal ¢ o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOoCyE [ 20 X 3 “
Coated _ Cermet nggqeeﬂ Carbide . %
a0 2
Shape | Order Number (ISO) Number |RE ggggé%ggégggégggéggggEgﬁggﬁﬁégeggg%g E
B BoooTHooL R S0 SLR s ESNNESAEEEERESE 2
LK WNMG431LK [WNMG080404-LK |.016 o0 )
WNMG432LK [WNMG080408-LK |.031 ) cozr  Z
‘ WNMG433LK |WNMG080412-LK |.047 0 o P
Light E027
Cutting
LS [vewWNMG430.5LS [WNMG080402-LS |.008 ) °
WNMG431LS  [WNMG080404-LS |.016 XY ® |coxr m
é WNMG432LS [WNMG080408-LS |.031 YY) o |5 -
Light B027 o
Cutting
SH WNMG32.51SH|WNMG06T304-SH |.016|® ® °
WNMG32.52SH [ WNMG06T308-SH |.031|® ® °
o WNMG331SH [WNMG060404-SH |.016|@ ® ° 027
S#5 | WNMG332SH |WNMGO60408-SH |.031(e @ ° £o2s
W= | WNMG431SH |WNMG080404-SH |016/e @ @ @ ° * E027
Laht WNMG432SH [WNMG080408-SH |.031|0 @ @ ® ° *
Cutting WNMG433SH [WNMG080412-SH |.047(e @ @ @ °
SA WNMG431SA [WNMG080404-SA |016(e @ @ @ ° *®
. WNMG432SA [WNMG080408-SA |.031/e @ @ @ ° *® 027
@ WNMG433SA [WNMG080412-SA |.047|0 @ @ @ ° o2
Light E027
Cutting
SW | * WNMG331SW |WNMG060404-SW [.016|/@ @ @ * |®
(With Wiper) | « WNMG332SW |WNMG060408-SW [-031(@ @ @ *x |o co27
/@) [ * WNMG431SW |WNMG080404-SW |.016|e @ @ 0 o2
M | * WNMGA32SW | WNMGO80408-SW |.031/@ @ @ xo® E027
Cuting | * WNMG433SW |WNMG080412-SW |.047(@ @ @ oele
sy WNMG431SY  [WNMG080404-SY |.016 * |®
WNMG432SY [WNMG080408-SY |.031 xol®e x co27
L cox
Light E027
Cutting
c WNMG431C  [WNMG080404-C  |.016 *®
WNMG432C  [WNMG080408-C  |.031 ° 027
E023
E026
Light E027
Cutting
WNMG432MJ  [WNMG080408-MJ |.031 * *
WNMG433MJ  [WNMG080412-MJ |.047 * % 027
WNMG434MJ |WNMG080416-MJ |.063 * * oo
Light E027
Cutting
*Please refer to page A032 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKER > A046
GRADES > A034

IDENTIFICATION

>A002 A139




TURNING INSERTS [NEGATIVE]

Hs0c WN

TYPE INSERTS
WITH HOLE

WNMG 3 2.5 1 MP
e

— T~
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting-.. @) Light Cutting... @) Medium Cutting- @ Rough Cutting. @) Heavy Cutting-- @i

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |[M  Stainless Steel (<2001B) | | K Cast Iron (£350MPa)
n 315 315 315‘ ‘ ‘ ‘ ‘ 315 315
_ 276 _ 276 _ 276 _ 276 s 276 ﬁ
é 236 é 236 é 236 é 236 - é 236
o |39 5 o O 5w 3w \ 5
o o 2 1 2 s 2 . 2 110 @)
% § 079 .—@ §‘ 079 iy — E‘ 079 \"mm § 079 1 § 079
Z .039 [}:4 ‘ .039 _: W 039 — ‘ .039 \'T:m: .039
O 0 .004 012l .020 028 0 004 ,012. 020 .028 0 .004 012, .020 028 0 .004 .012. .020 .028 0 004 v012. 020 .028
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
IE P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHH C & O O Ol%
M\;Vtc;rrli(m K| Castlron ecoc €z (0 | eooz0c
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cemet| S03ted)  Carbide o
WITH NEW %&3
HOE  Shape | Order Number | (ISO)Number |RE ggggééggégggégggggg%gggggg%%ggeggggg
. e e e S
MP WNMG32.51MP |WNMGO06T304-MP |016|0 ® ® ® ® (]
WNMG32.52MP |WNMGO06T308-MP |.031|/0 @ @ ® ® (]
D WNMG32.53MP [WNMGO06T312-MP |.047/0 @ ® ® ® ®
WNMG331MP WNMG060404-MP |.016(0 @ ® ® ® ® 027
@ WNMG332MP WNMG060408-MP (.031(0 @ ® ® ® ® E023
R wmmew | WNMG333MP  [WNMGO60412-MP |.047(0 @ @ @ @ ° £026
WNMG431MP WNMG080404-MP (.016|/0 @ ® ® ® (] ()
WNMG432MP WNMG080408-MP (.031(0 @ ® ® ® (] ()
S Medium WNMG433MP WNMG080412-MP (0470 @ ® ® ® (] °
Cutting [ WNMG434MP WNMG080416-MP |.063(@ ® ® ® ® (]
WNMG332MM  (WNMG060408-MM |.031 (X X}
T WNMG333MM | WNMG060412-MM |.047 000 co027
WNMG432MM | WNMG080408-MM |.031 eoe oo
'] Medium WNMG433MM | WNMG080412-MM |.047 (X X J E027
Cutting
MK WNMG431MK WNMG080404-MK (.016 ([ X )
WNMG432MK WNMG080408-MK |.031 [ X ) co027
‘ WNMG433MK | WNMG080412-MK |.047 oo oo
Mediumn WNMG434MK WNMG080416-MK (.063 ( X ] E027
Cutting
WNMG331GK WNMG060404-GK (.016 ([ X )
WNMG332GK WNMG060408-GK |.031 ([ X ) co027
WNMG431GK | WNMG080404-GK |.016 oo oo
Medium WNMG432GK WNMG080408-GK |.031 ( X J E027
Cutting | WNMG433GK WNMG080412-GK [.047 ([ X )
GM WNMG331GM WNMG060404-GM (.016 (X X}
@ WNMG332GM WNMG060408-GM |.031 o000 co027
g | WNMG431GM | WNMG080404-GM |.016 X oo
Medium WNMG432GM WNMG080408-GM |.031 (X X J E027
Cutting [ WNMG433GM WNMG080412-GM |.047 (X X J
® = NEW

@ : USA Stock * : Stocked in Japan

A140

<10 inserts in one case>



Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P | Steel YYEEEX szecco0s
M Stainless Steel OCG&# %% G & $|O O O
M\Qltc:rli(al K | Castlron ecec €z |0 | eolzoc
N Non-Ferrous Metal e o
S Heat-resistant Alloy, Titanium Alloy [ J oCcCTOCyE [ 202 X 7
Coated Cermet 82?;%{ Carbide . g
NEW] 30“_’ n
DWW o WY 00 0 0 V|- - 0 © =
NS T 20988000992 SS R ERLZZTSEEEEER|SE 2
MA WNMG32.51MA|WNMG06T304-MA (.016(® @ * g
WNMG32.52MA [WNMGO06T308-MA |.031|® @ * E
WNMG32.53MA [WNMGO06T312-MA |.047|* @ * E
2 WNMG331MA [WNMG060404-MA |.016|® x ® ® ® 027
‘m. | WNMG332MA |WNMGO060408-MA |.031/@ x @ ® YY) ° £023
S WNMG333MA [WNMGO060412-MA |.047|0 ® ® ® 0 * ° Eggg
WNMG431MA [WNMG080404-MA |.016|/0 ® ® ® e o o ® [ m
WNMG432MA |WNMG080408-MA |.031(/0e @ ® ® ® 0000 O () [
Medium WNMG433MA |WNMG080412-MA [.047(e @ @ ® ® o000 © ° °
Cutting WNMG434MA [WNMGO080416-MA |.063|%* * e O
MH WNMG431MH |WNMG080404-MH (.016(® @
N WNMG432MH |WNMG080408-MH |.031(/0 ® ® ® ® () Cc027
, AN WNMG433MH | WNMG080412-MH [047|e @ @ @ @ ° £o2s
Medium B027
Cutting
Standard| WNMG431 WNMG080404 olcleeee o0 * |®
/\\\ WNMG432 WNMG080408 0l1jleeee®@e@® (X ) ® (x (@ * €027
é WNMG433  |WNMG080412  |047|e @@ @@ o0 ° * £023
e WNMG434 WNMG080416 .063 * E027
Cutting
MW [*1 WNMG332MW |WNMG060408-MW |.031|@ ® ® ® (XX X
(With Wiper) |.c1 WNMG333MW | WNMG060412-MW|.047|@ * @ @ X0 co27
£m) [¥1 WNMG432MW |WNMG080408-MW|.031(0 @ @ @ YY) Eggg
bMedium *1 WNMG433MW |WNMG080412-MW|.047|®@ ® ® @ (XX X} E027
Cutting
MS |[*2WNMG431MS |WNMG080404-MS |.016 o000 ()
*2 WNMG432MS |WNMGO080408-MS |.031 [ X X ) ° c027
é *2 WNMG433MS  |WNMG080412-MS |.047 YY) o |52
Medium E027
Cutting
MS WNMG322MS |WNMG060308-MS |.031 (]
WNMG32.51MS [WNMGO06T304-MS |.016| @ [ )
WNMG32.52MS [WNMGO06T308-MS |.031| @ [ ) 027
@ WNMG331MS |WNMG060404-MS [016| ® ° £093
WNMG332MS [WNMGO060408-MS |.031| @ [ ) E026
WNMG431MS | WNMG080404-MS |016| ® ° Y £027
T WNMG432MS [WNMGO080408-MS |.031| @ ([ X ) o0 0 ()
Cutting WNMG433MS |WNMG080412-MS (.047 * [ X ) * @
RP WNMG432RP [WNMGO080408-RP |.031|0 @ ® ® ®
@ WNMG433RP |WNMG080412-RP (0470 ® ® ® ® c027
S 075
Rough E027
Cutting
*1 Please refer to page A032 before using the MW breaker (wiper insert). ® = NEW
*2 New design MS breaker : MP9005, MP9015, MP9025, MT9015 .
CHIP BREAKER > A046 GRADES > A034 IDENTIFICATION >A002 A141




TURNING INSERTS [NEGATIVE]

A 80° WIN [ EE INSERTS

WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS

WNMG 3 3 2 RM
e

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

Finish Cutting-.. @) Light Cutting... @) Medium Cutting- @ Rough Cutting. @) Heavy Cutting-- @i

P Mild Steel P Carbon Steel-Alloy Steel P Carbon Steel-Alloy Steel (Wiper) | |[M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
315 315 315‘ ‘ ‘ ‘ ‘ 315 315
276 276 276 276 276 ﬁ
E 236 ’g 236 :g 236 E 236 = g 236
= 97 = 97 = 197 = 197 = 97
(7] § .157q § .157‘m § 157 § 157 \ é 157
E g 118 2 1 2 18 g 118 2 115 @)
L & o079 @ S om iy — 2 on \"mm g 079 1 S o
2 O o [-—E :_~P ‘ © o — W © o — ‘ O \!T: mi ©
6 0 .O(T 012 .020 028 0 004 012 0‘20 .028 0 .004 012 .020 028 0 .004 012 .020 v0287 0 004 012 020 .028
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
E P Steel [ X X 20k 2 A ) sE0cc00|8
M | Stainless Steel OCHH C & H|O O Ol%
MW°”.‘ K | Castlron eceoc €z |0 | eojz0c
aterial
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%eedt Carbide o
WITH NEW %&B
HOLE LoV o WLWWWY VWX VWLV EEL (bYW wvo| 8=
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§,EE§§§%§5§§§§§%§§°§85'?915
(inch)FEHO OO E WO © QO eEaa SEEEReR 22
c 825552555895 2555552333 235385 Eshkk(<T
WNMG332RM WNMG060408-RM |.031 o000
WNMG333RM WNMG060412-RM |.047 o000 Cc027
D WNMG432RM | WNMG080408-RM |.031 X0 £o2s
Rough WNMG433RM WNMG080412-RM |.047 000 E027
Cutting
R RK WNMG432RK WNMG080408-RK |.031 [ X )
WNMG433RK WNMG080412-RK |.047 [ X ) Cc027
‘ WNMG434RK | WNMGO080416-RK |.063 oo £o2s
S . E027
Cutting
RS WNMG432RS WNMG080408-RS |.031 [ X} ()
T WNMG433RS WNMGO080412-RS |.047 [ X} () co027
é WNMG434RS | WNMG080416-RS |.063 ° o |5=
'] Rough WNMG543RS WNMG100612-RS |.047 [} () E027
Cutting
GH WNMG432GH WNMG080408-GH [.031|® ® [ [ X )
& WNMG433GH WNMG080412-GH [.047(® ® [ ) [ X ) Cc027
- E023
— E026
— E027
Cutting
GJ WNMG432GJ WNMG080408-GJ |.031 (] [ [}
y WNMG433GJ WNMG080412-GJ |.047 (] (] @®|co27
4@__; WNMG434GJ  |WNMG080416-GJ |.063 ° ° 0|02
Rough WNMG543GJ WNMG100612-GJ |.047 [ ®|E027
Cutting
Flat Top| WNMA332 WNMA060408 .031 * @
WNMA333 WNMA060412 .047 * @ Co27
WNMA431 WNMA080404 .016 (XX X J * E023
‘ WNMA432 WNMA080408 .031 (XX X J * Eggg
WNMA433 WNMA080412 .047 0000
WNMA434 WNMAO080416 .063 00 X
® = NEW
@ : USA Stock * : Stocked in Japan
A142 <10inserts in one case> CHIP BREAKER > A046




TYPE INSERTS
x 55° KN WITHOUT HOLE

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel OCCEEEO sLT0CCO00|E
- M | Stainless Steel OCH W G & &0 O Of#%
or
. K Cast Iron ococ¢C ey |@ [ X JESIL X 4
Material
N Non-Ferrous Metal e o
S | Heat-resistant Alloy, Titanium Alloy (J ecioCsH cecoc fg
Coated f 14
Coated Cemet| Germet|  Carbide 9 w
NEW, %D(S g
Shape | Order Number ISO)Number |RE[R2L{83SLLlY S2gwgrE L Swne i |2wel 8% -
P U0 b b b e e e e ot E LT
(B E S S S 2B ooE hace88ieeRaanstancrean e 3
SD55S5555S53550S5=505555555>522=<>pxosce| T =
M1 KNUX160405RM1 [KNUX160405RM1 |.020 ® E
Rough
Cutting

® = NEW
HOLE

CHIP BREAKER > A078
GRADES > A034
IDENTIFICATION > A002 A1 43




TURNING INSERTS [NEGATIVE]

' o CN TYPE INSERTS CNMN 4 3 2
A% 80 WITHOUT HOLE = .

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Heavy Cutting-- @)

K Cast Iron (<350MPa)
315
276
236
197
157
118
.079
.039

Depth of Cut (inch)

004 012 020 028
Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
"~ - - - = = - - ]

E TURNING INSERTS
[«
o)
o8
@
o

P Steel OCCEEEO T0CCO00|E
Work M Stainless Steel OCHH C & H|O O Of%
O I"K | castiron eceoc €z |0 | eoolz0c
Material
N Non-Ferrous Metal ec o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Cemet| S3ted|  Carbide o)
WITIlI:'IIT NEW %g
HOLE DWW o WWWLW 7o 3 5] 0WwWw k= 0 ©
Shape Order Number ISO) Number |RE([®2 i Yule L g|ow Lwo
g =0 SR R e R R R e
(inchifHOCOOTmooEnhOooorrrErralR2ennicEckRR 2L
e ==55525558855585553385 23 s3S5rtshe|<T
Flat Top| CNMN432 CNMN120408 .031 * %
CNMN433 CNMN120412 .047 * %
D CNMN434  |CNMN120416  |063 * % -
R ® = NEW

@ : USA Stock * : Stocked in Japan
A144 <10inserts in one case>



‘ o s N TYPE INSERTS SNMNSiz.e;T47ick§Co%rRadius
. 9 0 WITHOUT HOLE *Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Heavy Cutting-- @)

K Cast Iron (<350MPa)
315
276
236
197
157
118
.079
.039

Depth of Cut (inch)

004 012 020 028
Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
"~ - - - = = - - - ]

P Steel OCCEEEO T0CCO00|E
Work M Stainless Steel OCHH G & |0 O Of%
O I"K | castiron eceoc €z |0 | eoolz0c
Material
N Non-Ferrous Metal ec o
S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cermet ggrar%e(g Carbide o
NEW] %nt_u
VoYWV o WLWWY VL WYVWYLLIEEL (VYWY wwol| 8 s
Shape Order Number (ISO) Number |RE §§§§§§§§§§§§§§,E§§§§%§5§§§§§%§§8§88%ﬁ
(inch) COOTMWOOQ voooacafan caREEERRR 228
L8===5255588=8555523352 3538555 skk[<T
Flat Top| SNMN432 SNMN120408 .031 ® 0 * % * *| *
SNMN433 SNMN120412 .047 (XX X} * *
n SNMN434 SNMN120416 | 063 YY) -
SNMN633 SNMN190412 .047 *
Flat Top| SNG322 SNG090308 .031 *
| SNG431 SNG120404 .016 *| K
| l SNG432 SNG120408 .031 * -
—
® = NEW
CHIP BREAKER > A078
GRADES > A034

TURNING INSERTS

WITHOUT
HOLE

IDENTIFICATION > A002 A1 45




TURNING INSERTS [NEGATIVE]

TYPE INSERTS  TNMN 3 2 2
a‘ 60° T INl WiTHoUT HoLe Seaeln o

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Heavy cutting-- @l

K Cast Iron (<350MPa)
315
276
236
197

Depth of Cut (inch)

e
g 25
° i
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
IE P Steel OCCEREO gE0CCO00|E
M | Stainless Steel OCHH C & O O Ol%
M\/a\/tc;rrli(al K| Castlron eceoc c: (0 | eoz0c
N Non-Ferrous Metal e o
m S Heat-resistant Alloy, Titanium Alloy [ J 0OCEO0CH cCcoC
Coated Cemet| S3ted|  Carbide o
WITHOUT NEW] %nt_w
W Shape | OrderNumber | (ISO)Number |RE gg%%é%é§§§§§§§§§§§§§§E§§§§§%§§°§§§gg
f O+ =
e 029088800008 S LR EaXXe B EERE <F
Flat Top| TNMN322 TNMN160308 .031 *
TNMN332 TNMN160408 .031 (X B &4 *
D TNMN333 TNMN160412 .047 ® 0% x
a TNMN334 TNMN160416 .063 ®0 % % -
TNMN335 TNMN160420 .079 *
R TNMN432 TNMN220408 .031 *
TNMN433 TNMN220412 .047 *
Flat Top| TNG221 TNGN110304 .016 *
S TNG222 TNGN110308 .031 *
:’,,' : TNG331 TNGN160404 .016 * -
= TNG332 TNGN160408 .031 *
o -
)
W

@ : USA Stock * : Stocked in Japan
A146 <10inserts in one case> CHIP BREAKER > A078




TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS

WITH HOLE

CCMT 2 1.5 0.5 FP
a

g 7 S
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

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

P Mild Steel P Carbon Steel-Alloy Steel (180-2008) | | M Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
157 ‘ ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157
/'é\ 118 /'é\ 118 ::g\ 118 ’é\ 118 /'é\ '\1846
s s s . amw» @ |- | \O
O 079 o 079 O 079 O 079 o 079
§ 039 | § 039 i g 039 i §- 039 §- 039 ]
[ i 1] A —
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 0% 0 004 008
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P Steel oCcCEEEC s0oCcco00C|
M Stainless Steel CHE® G # &0 o0 [#
Work 17 Cast Iron czoc €z (0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide . o
2 ©
S0
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %‘g
(nchlB RS S PR OE b aO000R e s alRREa NS ERELERR 22
DO ==SD=E==DD==DD=EE>>>IZZEL>>PDIIH=xe
FP CCMT21.50.5FP  |CCMT060202-FP 008 @@@ e (@ €030
f@ay | CCMT2151FP  [CCMTO060204-FP  [016| @@ @ o |o D08
E CCMT32.50.5FP  |CCMT09T302-FP 008 @e®@@® e (@ E006
crn | COMT3251FP  |CCMTO9T304-FP | 016] @ @@ o |o o
Cutting | CCMT32.52FP CCMT09T308-FP 031 e®@@® e (@ E040
FM CCMT21.50.5FM  |CCMT060202-FM .008 [ €030
CCMT21.51FM  |CCMT060204-FM  |.016 ° Do
@ CCMT32.50.5FM  |CCMT09T302-FM .008 [ E006
e, | CCMT3251FM  |CCMTOST304FM |01 ° o
Cutting | CCMT32.52FM CCMT09T308-FM .031 [ E040
CCMT21.50.5FV  |CCMT060202-FV .008 ® (X0 O *x €030
CCMT2151FV  |CCMT060204-FV  |.016 o [xo o x Do
CCMT32.50.5FV  |CCMTO09T302-FV .008 [ X ) () E006
e | CCMTS251FV  |CCMTOST304-FV 016 *0 ® x =0
Cutting | CCMT32.52FV CCMTO09T308-FV .031 *0 O *x E040
FS CCGT21.50.2MFS |CCGT060201M-FS  [.003 [ X ) €030
,. CCGT21.50.5MFS |CCGT060202M-FS |.007 oo Do
E CCGT32.50.2MFS |CCGT09T301M-FS  [.003 [ X ) E006
- | CCGT32505MFS |CCGTOST302MFS |.007 ) 4
Cutting | CCGT32.51MFS CCGT09T304M-FS  |.015 (X J E040
FS-P | CCGT21.50.2MFS-P|CCGT060201M-FS-P |.003 () €030
@y | CCCT2!.S0.5FS-P|COGTOR0202M-FS-P |.007 o | D%
g CCGT32.50.2MFS-P|CCGT09T301M-FS-P {.003 () E006
- | CCGT3250.5MFS-P|CCGTOST302M-FS-P | .007 ° s
Cutting | CCGT32.51MFS-P |CCGT09T304M-FS-P |.015 ° E040
FJ CCGT21.5V5FJ CCGT0602V5-FJ .002 ®
CCGT21.50.2FJ CCGT060201-FJ .004 (] €030
CCGT21.505F)  |CCGT060202-FJ | -008 ° Do
E CCGT32.5V5FJ CCGT09T3V5-FJ .002 () E006
CCGT3250.2F)  [CCGTO9T301-F)  [.004 ° *| B
Finish CCGT32.50.5FJ CCGT09T302-FJ .008 (] *| E040
Cutting | CCGT32.51FJ CCGT09T304-FJ .016 () *
® = NEW
CHIP BREAKER > A064 GRADES > A034 IDENTIFICATION

E TURNING INSERTS E

WITH
HOLE

w0 A147



E TURNING INSERTS !

WITH
HOLE

A148

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCGT 2 1
a

.5 V5 FJ-P

g 7 S
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

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

P Mild Steel P Carbon Steel-Alloy Steel (180-2008) | | M Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
T NN NN o 15745
g 079 g 079 g .079 g 079 -1W g 079 \
§ 039 I § 039 I I g 039 l I _ §- 039 §- 039 ],
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 _00-:3 008
Feed (inchirev) Feed (inchirev) Feed (inchirev) Feed (inchirev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P Steel oCceCEEEC seocco0CE
M | Stainless Steel CH® G & #|O0 o0 [#
Work |7 Cast iron czec c: (o | o0 [z0¢
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide )
Ol
Yol
Shape Order Number (1ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsolﬂggg %‘g
(inch) P S S P BORE B BOVOO R aan Rt nsrEErERe 22
DO ==D=E==SDD==D12==S>>>DZZ=EL>>DITH=xr
FJ-P CCGT21.5V5FJ-P [CCGT0602V5-FJ-P |.002 [ ]
CCGT21.50.2FJ-P|CCGT060201-FJ-P |.004 () €030
= CCGT21.50.5FJ-P| CCGT060202-F)-P 008 o | 0%
g CCGT32.5V5FJ-P [CCGTO9T3V5-FJ-P |.002 ° E006
CCGT32.50.2FJ-P| CCGTO9T301-FJ-P |.004 o | 20V
. CCGT32.50.5FJ-P|CCGTO9T302-FJ-P |.008 ([ ] E040
Cutting CCGT32.51FJ-P |CCGT09T304-FJ-P |.016 °
AZ CCGT21.50.5AZ | CCGT060202-AZ .008 (]
CCGT21.51AZ |CCGT060204-AZ .016 (] 030
) CCGT32.50.5AZ |CCGT09T302-AZ .008 (] D008
/@ | CCGT3251AZ |CCGTO9T304-AZ | 016 ° Dot2
— CCGT32.52AZ |CCGT09T308-AZ .031 (] E012
CCGT430.5AZ |CCGT120402-AZ .008 ° Egj‘g
MediumFinish CCGT431AZ CCGT120404-AZ .016 (]
Cutting CCGT432AZ CCGT120408-AZ .031 (]
R/L F [*1 CCGT03S1V3L-F|CCGT03S1V3L-F (0012 e (o
*1 CCGT03S101L-F|CCGT03S101L-F .004 ® (o
*1 CCGT03S102L-F|CCGT03S102L-F .008 o |x (@
*1 CCGT03S104L-F|CCGT03S104L-F .016 ® [k (@
*1 CCGT04TOV3L-F|CCGTO4TOV3L-F 0012 ® (o
*1 CCGT04T001L-F [CCGT04TO01L-F .004 ® (o
*1 CCGT04T002L-F [CCGT04T002L-F .008 ® |x (@
a *1 CCGTO4TO04L-F [CCGTO4TO04L-F  [.016 o [x |o e
New CCGT03S101MR-F|CCGT03S101MR-F |.003 [}
New CCGT03S101ML-F|CCGT03S101ML-F |.003 [}
New CCGT03S102MR-F| CCGT03S102MR-F  |.007 ()
New CCGT03S102ML-F| CCGT03S102ML-F  |.007 ()
New CCGT03S104MR-F|CCGT03S104MR-F |.015 ()
Finish New CCGT03S104ML-F(CCGT03S104ML-F |.015 ()
Cutting |NEw CCGT04T001MR-F|CCGT04T001MR-F |.003 o
* 1 Diameter of inscribed circle is special (For SCLC type). ® = NEW

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>



P Steel oCCEEEC srocco0C|E
M Stainless Steel CHE® G #H H|O 0 (¥
M\;Vt‘;rr'i(al K | Castlron czeoc cs 0 | o0 [z0c
N Non-Ferrous Metal [ 2 { ]
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cermet ggfé]egt Carbide . o
oy o
Shape Order Number (ISO) Number |RE ggggéggggggggg§EEEE§§§§%%%SB°""§§§ %g E
(inch) 2 B O S EBOR BhBOO 00k s aRRen N aFRE R 22 2
DO ==D=E==DD==DD=EE>>>IZZEL>>PDIITH=xXe =
R/L F |vew CCGTO4TO01ML-F[CCGTO4TOOTML-F  |.003 ° g
. [N=w CCGT04T002MR-F|CCGT04TO02MR-F  [.007 ° =
B new CCGT04TO02ML-F | CCGTO4TO02ML-F |.007 ° e =
Finn Y CCGTO4TOMMR-F| CCGTO4TOO4MR-F |.015 °
Cutting |New CCGTO4TO04ML-F|CCGTO4TO04ML-F  |.015 Y
RILF | CCGH21.505RF [CCGHO060202R-F  |.008 o [x | % ° C030
CCGH21.505LF |CCGH060202L-F  |.008 o [x | % ° D08 w
CCGH21.51RF  [CCGHO060204R-F  [.016 o [x | % ° E006
_ | CCGH251LF  |CCGHO60204L-F  |.016 o [« | * ° E0Z WIE
g E040
new CCGH21.50.5MRF | CCGHO60202MR-F |.007 ° 030
New CCGH21.50.5MLF | CCGHO60202ML-F 007 ° Do%s
new CCGH21.51MRF | CCGHO60204MR-F |.015 ° E006
ciio |VEWCCGH21.51MLF | CCGHOB0204ML-F |.015 ° Eg}g 0
Cutting E040
LP CCMT2151LP  [CCMT060204-LP  [.016] @ @ ® o |o C030
CCMT2152LP  [CCMT060208-LP  [031| @ @ ® o |o Do R
Q CCMT3251LP  [CCMT09T304-LP  [016]| @ @@ oo E006
Light CCMT3252LP  [CCMTO09T308-LP  |.031]| e @@ o |o Eg]g
Cutting E040 S
CCMT2151LM  [CCMT060204-LM 016 'Y ° C030
CCMT21.52LM  [CCMT060208-LM |.031 oo ° Do
CCMT3251LM  [CCMT09T304-LM  [.016 Y ° E006 I
o CCMT3252LM  [CCMTO09T308-LM  [.031 ) ° Egg
Cutting E040
CCMT21.505LS |CCMT060202-LS  |.008 'Y ° C030 v
CCMT2151LS  |CCMT060204-LS  [016 o0 o | D%
CCMT32.505L8 |[CCMT09T302-LS  |.008 o0 ° E006
Light CCMT3251LS  |CCMT09T304-LS  [016 'Y ° £ W
Cutting CCMT32.52LS  |CCMT09T308-LS  [.031 Y ° E040
sV CCMH21.5058V [CCMHO060202-SV  |.008 ° ° * |xol® x C030 X
;ﬁ[ CCMH21515V  [CCMH060204-8V  |.016 ° ° *x [xole  x Do
= .
Light E013
Cutting E040
SW [*2 CCMT21.5058W |CCMT060202-5W [.008] @ @ @ oo o 030
Wit Wier) |5 commat.stsw |cCMT060204-5W | 016| @ @ @ ° oo o Do
@ *2 CCMT32.50.58W |CCMT09T302-SW [.008| @ @ ® ° oo o E006
m *2 CCMT32.51SW  |CCMT09T304-SW  |016| @ @ ® ° o 0o o s
Cutting E040
*2 Please refer to page A032 before using the SW breaker (wiper insert). ® = NEW
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

>A002 A149




TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCGT

.

2 1.5 V3

R SS

rg T T
Size Thickness Corner Radius R/L Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

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

E TURNING INSERTS !

P Mild Steel P Carbon Steel-Alloy Steel (180-200+8) | | Ml Stainless Steel (<200HB) Cast Iron (<350MPa) S Difficult-to-Cut material
157 ‘ ‘ ‘ 157 ‘ ‘ 57 ‘ ‘ 15746
é 118 é 18 -Fé 118 é é 118
§ 0T § 0 g 039 i §- §- 039 l
| il 11 A E—+
0 .004 .008 012 016 0 .004 .008 012 .016 0 .004 008 .012 .016 004 .008 .012 0 004 .008
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P Steel oCceCEEEC sEeocco0C s
M | Stainless Steel CH& G & #|0 ®
Work |7 Cast iron czec cs |0 zoe
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () [ X 2 ¢ O00¢C
Coated (Cermet g‘e’fraeedt Carbide o
WITH % f
HOLE Shape Order Number (ISO) Number BE ggggggggggggggggggégﬁgg%%%zsomggg %g
) 8 e B G BB san SR abEEEELEED 22
DO ==D=E==SDD==D10==S>>>DZZ=EL>>DITH=xr
R/L SS CCGT21.5V3RSS |CCGT0602V3R-SS  |.0012 [}
CCGT21.5V3LSS |CCGT0602V3L-SS  [.0012 [
D CCGT21.50.2RSS [CCGT060201R-SS  |.004 [
CCGT21.50.2LSS [CCGT060201L-SS  |.004 [ 030
CCGT21.50.5RSS [CCGT060202R-SS  |.008 [ D008
R CCGT21.50.5LSS [CCGT060202L-SS  |.008 [} 28(1)(25
CCGT32.5V3RSS |CCGTO9T3V3R-SS  [.0012 [ E012
CCGT32.5V3LSS |CCGTO9T3V3L-SS  [.0012 [ ) E013
S CCGT32502RSS |CCGTO9T301R-SS |.004 ° F040
CCGT32.50.2LSS [CCGTO9T301L-SS  |.004 [ )
CCGT32.50.5RSS [CCGT09T302R-SS  |.008 [
T CCGT32.50.5L8S [CCGT09T302L-SS  |.008 [
5 CCGT21.50.2MRSS | CCGT060201MR-SS |.003 [ J
] New CCGT21.50.2MLSS | CCGT060201ML-SS  |.003 [ )
CCGT21.50.5MRSS | CCGT060202MR-SS |.007 [ ) 030
New CCGT21.50.5MLSS [ CCGT060202ML-SS |.007 [} D008
w CCGT32.50.2MRSS | CCGT09T301MR-SS |.003 [ ) [E)g:)g
NEw CCGT32.50.2MLSS [ CCGT09T301ML-SS |.003 [ ) E012
CCGT32.50.5MRSS [ CCGT09T302MR-SS |.007 [} E013
X New CCGT3250.5MLSS | CCGTO9T302ML-SS | 007 ° F040
Light CCGT32.51MRSS |CCGTO09T304MR-SS [.015 [}
Cutting |New CCGT32.51MLSS |CCGT09T304ML-SS |.015 [ J
LS CCGT21.50.2MLS |CCGT060201M-LS  |.003 €030
CCGT21.50.5MLS |CCGT060202M-LS |.007 Do
E CCGT32.50.2MLS [CCGT09T301M-LS |.003 E006
T CCGT32505MLS [CCGT09T302M-LS  |.007 s
Cutting CCGT32.5IMLS  |CCGT09T304M-LS |.015 E040
T
@ : USA Stock

A150

<10 inserts in one case>



P Steel oCCEEEC srocco0C|E
M Stainless Steel CHE® G & &0 0 (¥
Work
Material K Cast Iron cso¢C ecs |@® o0 |B0¢C
N Non-Ferrous Metal [ ([}
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cermet ggfé]egt Carbide . o
oy o
DoV oW VWY VWVWLEFELL_|nw 0 T =
Shape | Order Number (ISO) Number (:th)§§§§§§§§§§§§§§§§§§§§§§§§§§§g§2§§§ %% g
0SS 2228922952888 SRS esEEERERE| =T =
LS-P |  CCGT21.50.2MLS-P|CCGT060201M-LS-P [.003 ° ° C030 )
@7 | CCOT21.50.5MLS-P |CCGT080202M-LS-P |.007 ° o | 0% z
X2 | cceT32.50.2ML8-P|CCGTOIT301M-LS-P |.003 ° ° E006 2
= CCGT32.50.5MLS-P | CCGT09T302M-LS-P |.007 ° ° Egg
Cuting |  CCGT3251MLSP [CCGT09T304M-LS-P [.015 ° ° E040
MJ CCGT2151MJ  [CCGT060204-MJ  |.016 ° 030
. CCGT325M)  |CCGT09T308-MJ  |.031 ° D08 m
E006
oo
utting E040
MJ-P | cCGT2151MP  |CCGT060204-MJ-P [.016 ® | co
af | Ccomasme  |coGTOSTsBMIP |03t o | 0%
'_ E006
Ligh oD
Cutting E040
MP CCMT2151MP  [CCMT060204-MP |016] @@ ® o |o
CCMT2152MP  |CCMT060208-MP |.031] e e ® o |o €030 R
| comrazstwe [ceMT09T304-MP [016| @@ @ o o Do
E CCMT3252MP  |CCMT09T308-MP |.031 e @@ o |o EQ06
| CCMT43INP CCMT120404-MP |016| @@ ® o |o Egg S
viegium | CCMTA32MP CCMT120408-MP [031| @@ ® o o EQ40
Cutting |  CCMT433MP CCMT120412-MP [047] @@ @ oo
MM CCMT2151MM  [CCMT060204-MM [.016 'Y ° T
CCMT21.52MM  |CCMT060208-MM |.031 Y ° C030
| COMT3251MM  |CCMTO9T304-MM | 016 o0 ° Do .
@ CCMT3252MM  |CCMTO9T308-MM |.031 Y ° EQ06
CCMT431MM CCMT120404-MM |.016 o0 ° o
Veium | COMTA32MM CCMT120408-MM |.031 Y ° E040
Cutting |  CCMT433MM CCMT120412-MM |.047 Y ° w
MS  [vewCCMT21505MS  [CCMT060202-MS |.008 Y °
new CCMT2151MS  |CCMT060204-MS [.016 Y ° X
New CCMT2152MS  |CCMT060208-MS [.031 o0 ° C030
0 [vew COMT32.505M  [CCMT09T302-MS |.008 oo Do
@ CCMT32.51MS CCMTO09T304-MS |.016 (X ) () E006
CCMT3252MS  |CCMT09T308-MS |.031 ) ° Egg
new CCMT431MS CCMT120404-MS |[.016 Y ° EQ40
Vegium [V CCMT432MS CCMT120408-MS |.031 o0 °
Cutting [New CCMT433MS CCMT120412-MS |.047 Y °
® = NEW
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

>A002 A151




E TURNING INSERTS !

WITH
HOLE

A152

TURNING INSERTS [POSITIVE]

s CC

TYPE INSERTS
WITH HOLE

CCMT 2
A

1.5

1 MK

] 7 . S
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

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

P Mild Steel P Carbon Steel-Alloy Steel (180-2008) | | M Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
T NN NN o 15745
g 079 g 079 g .079 g 079 -tw g 079 \m
§ 039 I § 039 I I § 039 l I _ §- 039 §- 039 ],
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 06 0 _00-:3 008
Feed (inchirev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P | Steel ececzze ssecicooc(s
M Stainless Steel CH® G & #|O0 o0 [#
Work |7 Cast iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 {
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide . o
= ©
Sa
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
) 8 e B G BB R sanSRea b EEEELEED 22
DO ==D=S==SDD==D12==S>>>DZZ=EL>>DITH=xr
MK CCMT21.51MK [CCMT060204-MK |.016 ([ X )
CCMT21.52MK [CCMT060208-MK |.031 ([ X ) €030
E CCMT32.51MK _ [CCMT09T304-MK | 016 o0 Do
CCMT32.52MK [CCMT09T308-MK |.031 [ X ) E006
CCMT431MK  [CCMT120404-MK |.016 o0 s
Medium CCMT432MK CCMT120408-MK |.031 [ X ) E040
Cutting | CCMT433MK CCMT120412-MK |.047 * @
Standard| CCMT21.50.5 |CCMT060202 008 @ o Y LX) e o
CCMT21.51 CCMT060204 .016|® ® (] (] ® (ko000 e o
CCMT21.52 CCMT060208 031 @ (] (] o |x e o
CCMT2.520.5 CCMT080302 .008| * 030
CCMT2.521 CCMT080304 016] * [ * 0|00 ° D008
f.f CCMT2.522 CCMT080308 031 * [ ® Eg;g
W | CCMT32.50.5 CCMT09T302 008 @ (] * 0|00 (] E012
CCMT32.51 CCMTO09T304 016|®@ ® () () ® (xo00 o o Egj‘g
CCMT32.52 CCMTO09T308 03110 @ (] (] ® (xo00 e o
CCMT431 CCMT120404 016|® ® (] [ J ® (x000 *x ®
Medium CCMT432 CCMT120408 03110 @ (] [ ® (xoe e o
Cutting | CCMT433 CCMT120412 047 @ (] * ()
MV CCMH21.50.5MV [CCMH060202-MV |.008 [ J [ * |[*00® @ €030
o~ CCMH21.51MV_|CCMH060204-MV [016 ° e o o [xoloe o Do
E006
— E012
Medium E013
Cutting E040
MW [*CCMT21.51MW |CCMT060204-MW (.016 [ X ) o @ o
(With Wiper) | coMT21.52MW | CCMT060208-MW [031] @ @ @ oo o S0
H *CCMT32.51IMW |CCMTO09T304-MW (.016] ® ® ® *x @ @ 28(1)623
'_f *CCMT32.52MW |CCMTO09T308-MW (.031] @ ® ® o @ o E012
Mediumn *CCMT431MW CCMT120404-MW |.016|] ® ® ® (] ° ° Eglg
Cutting [*CCMT432MW CCMT120408-MW |.031] @ ® ® [ ] (] °
*Please refer to page A032 before using the MW breaker (wiper insert). ® = NEW

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>




- __________________________________________ ______ ]
Steel 0CCEHEC sdocco0C

Stainless Steel G & &0 o0
Cast Iron czo¢C ecE |0 [ X J
Non-Ferrous Metal [ 2 (]

0CE [ Z

Coated
Cermet

CHHB

¥ HE

Work
Material

nwZ X =0

Heat-resistant Alloy, Titanium Alloy

Coated

=)
a
3
I8

Order Number (ISO) Number |RE

(inch)

Shape

UE6105
UE6110
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
USs735
US905
MC5005
MC5015
uc5105
UC5115
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi0o5T
TF15
Applicable
Holder Page

R/L SR| CCET21.5V3RSR [CCET0602V3R-SR

CCET21.5V3LSR [CCET0602V3L-SR

0012
0012

)

Medium
Cutting

CCET21.50.2RSR

CCET060201R-SR

.004

CCET21.50.2LSR

CCET060201L-SR

.004

CCET21.50.5RSR

CCET060202R-SR

.008

CCET21.50.5LSR

CCET060202L-SR

.008

CCET21.51RSR

CCET060204R-SR

.016

C030
D008

E TURNING INSERTS E

CCET21.51LSR

CCET060204L-SR

.016

D012

CCET32.5V3RSR

CCET09T3V3R-SR

0012

E006 WITH
E012 HOLE

CCET32.5V3LSR

CCET09T3V3L-SR

0012

EO013

CCET32.50.2RSR

CCET09T301R-SR

.004

E040

CCET32.50.2LSR

CCET09T301L-SR

.004

CCET32.50.5RSR

CCET09T302R-SR

.008

CCET32.50.5LSR

CCET09T302L-SR

.008

CCET32.51RSR

CCET09T304R-SR

.016

CCET32.51LSR

CCET09T304L-SR

.016

R/L SN

)

Medium
Cutting

CCET21.5VORSN

CCET060200R-SN

CCET21.5VOLSN

CCET060200L-SN

CCET21.5V3RSN

CCET0602V3R-SN

0012

CCET21.5V3LSN

CCET0602V3L-SN

0012

CCET21.50.2RSN

CCET060201R-SN

.004

CCET21.50.2LSN

CCET060201L-SN

.004

CCET21.50.5RSN

CCET060202R-SN

.008

CCET21.50.5LSN

CCET060202L-SN

.008

C030

CCET21.51RSN

CCET060204R-SN

.016

D008

CCET21.51LSN

CCET060204L-SN

.016

D012 v

CCET32.5VORSN

CCETO09T300R-SN

E006
E012

CCET32.5VOLSN

CCETO09T300L-SN

E013

CCET32.5V3RSN

CCETO09T3V3R-SN

0012

E040 W

CCET32.5V3LSN

CCETO09T3V3L-SN

0012

CCET32.50.2RSN

CCETO09T301R-SN

.004

CCET32.50.2LSN

CCETO09T301L-SN

.004

CCET32.50.5RSN

CCET09T302R-SN

.008

CCET32.50.5LSN

CCET09T302L-SN

.008

CCET32.51RSN

CCET09T304R-SN

.016

CCET32.51LSN

CCETO09T304L-SN

.016

(AL MK AKX AN 2K AN BN BN BN AN AN MK AN K BN BN AN MK AK BN BK BN BN AN AN AN BN BN BN BN MK AN AN BN A\ Eyiy

X6 (6|6 6|6 6|6 |6 6| F 66 |6 6| F 6 F |6 D6 DF D6 F |6 6| D6 F |6 6| DE | |6 [ |+ [NX2525

[ AN AN AN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BE BN BN BN BN BN BN BN BN BK BN BN BK BK BN BE AN B{-hrk()

® = NEW

CHIP BREAKER

> A064

GRADES

> A034

IDENTIFICATION

>p002 A153




TURNING INSERTS [POSITIVE]

TYPE INSERTS CCGT 2 1.5 V3 R SN
a 80° CC WITH HOLE S G Erh

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Finish Cutting-- @il Light Cutting @) Medium Cutting - @il

E TURNING INSERTS !

P Mild Steel P Carbon Steel-Alloy Steel (180-2008) | | M Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
157 ‘ ‘ ‘ 157 ‘ ‘ 57 ‘ ‘ 157 157 46
/'E\ .118% /'E\ .115% ::E\ .HS% "E: 118 /'E: 118
g 079 g 079 g .079 g 079-1W g 079 \m
§ 0T § 0 g 039 i §- 039 §- 039 l
| il 1] BN —
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P | Steel eccize szjeclcoocs
M | Stainless Steel CH& G & #|0 o0 |#®
M\;Vtzrrli(m K | Castlron czeoc ez (0 | o0 (zoc
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ O00¢C
Coated Cemef| S93ted Carbide o
mﬁ: Sh Order Numb (ISO) Numb RE Lwowww by Ve & %g
ape rder Number umber wolow LYwBY L <0 w wwo| S5
(inch)gg%%%%§§§§§8§E§8§§§§§§§§§§§g§2§§§ E%
D SS85235882855355338832/5%38 5 Tkshk| <*
R/L SN CCGT21.5V3RSN |CCGT0602V3R-SN |.0012 °
CCGT21.50.2RSN [CCGT060201R-SN |.004 °
D CCGT21.50.2LSN [CCGT060201L-SN  |.004 °
CCGT21.50.5RSN [CCGT060202R-SN |.008 °
CCGT21.50.5LSN |CCGT060202L-SN |.008 [ ) €030
R CCGT325V3RSN |CCGTO9T3V3R-SN [0012 ° Do
CCGT32.5V3LSN [CCGTO9T3V3L-SN |.0012 (] E006
CCGT32.50.2RSN [CCGTO9T301R-SN |.004 ° o
S CCGT32.50.2LSN |CCGTO09T301L-SN |.004 [ E040
CCGT32.50.5RSN [CCGTO09T302R-SN |.008 [ ]
CCGT32.50.5LSN [CCGT09T302L-SN |.008 [ ]
T g CCGT32.51RSN  [CCGTO9T304R-SN |.016 (]
CCGT32.51LSN  [CCGTO09T304L-SN |.016 [
'] CCGT21.50.2MRSN|{CCGT060201MR-SN |.003 ()
New CCGT21.50.2MLSN | CCGT060201ML-SN |.003 ()
CCGT21.50.5MRSN|CCGT060202MR-SN |.007 () 030
W New CCGT21.50.5MLSN [ CCGT060202ML-SN |.007 () D008
CCGT32.50.2MRSN|{CCGT09T301MR-SN |.003 () 28(13623
NEw CCGT32.50.2MLSN [ CCGT09T301ML-SN |.003 () E012
 § CCGT32.50.5MRSN|{CCGT09T302MR-SN |.007 () E013
New CCGT32,50.5MLSN | CCGTO9T302ML-SN |07 ° F040
Medium CCGT32.51MRSN [CCGT09T304MR-SN|.015 ()
Cutting  [new CCGT32.51MLSN |CCGT09T304ML-SN |.015 ()
R/LW SN| * CCET21.5V3RWSN [ CCET0602V3RW-SN |.0012 ° €030
Wi W2 " CET21 5VaLWSN | CCETOB02VALW-SN [0012 ° Do
B‘ * CCET32.5V3RWSN [ CCET09T3V3RW-SN|.0012 ° E006
Wmm— | 5 CCET32.5V3LWSN [CCETO9T3V3LW-SN [0012 ° E012
Medium E013
Cutting E040
*Please refer to page A032 before using the R/LW SN breaker (wiper insert). ® = NEW

@ : USA Stock * : Stocked in Japan
A154 <10inserts in one case>



P Steel oceCEEEC ssecco0CE
M | Stainless Steel CHB G & #H|0 00 |¥
o K| Castiron czec c: o | o0 [zoc
aterial
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy ([ ecocs: ¢ o00C
Coated (Cermet ggfé]egt Carbide . o “
SN 2
Shape Order Number (ISO) Number .RE ggggégggggggggggEgégﬁgg%%%ssomggg %g E
(inch) |3 R S S R ACE B OO0 R rasasRensscerrcee 22 g
DO ==D=S=S=DD0=2==DD=E=>>>DZZ=d>>DIIH=xe =
SMG | CCGT21.50.2MSMG |CCGT060201M-SMG {.003 () 030 2
CCGT21.50.5MSMG |CCGT060202M-SMG |.007 () () D008 E
’ CCGT21.51MSMG  |CCGT060204M-SMG |.015 o () gg;é E
CCGT32.50.2MSMG |CCGT09T301M-SMG|[.003 () E012
) CCGT32.50.5MSMG |CCGT09T302M-SMG |.007 () E013
Medium E040
Cutting | CCGT32.51IMSMG |CCGT09T304M-SMG|.015 ()
Flat Top| CCMW21.50.5 CCMW060202 .008 * w
CCMw21.51 CCMW060204 .016 o000 *| *
CCMW21.52 CCMW060208 031 o0 coso o
CCMW32.51 CCMWO9T304  [016 ccee * Do
CCMW32.52 CCMWO09T308 .031 o000 *| *x E006
. CCMW32.53 CCMW09T312 008 o0 o
CCMwW431 CCMW120404 .016 0000 * E040
CCMw432 CCMW120408 .031 0000 * D
CCMW433 CCMW120412 .047 00 X
Flat Top| CCGW21.5V0 CCGW060200 0 °
CCGW21.5V5 CCGW0602V5 .002 ° R
CCGW21.50.5E CCGWO060202E .008 * 030
CCGW21.51E CCGWO060204E .016 * D008
. CCGW21.52E CCGWO060208E .031 * [E)g:)é S
Wy | CCGW21.50.5 CCGW060202 .008 * E012
ccGw21.51 CCGW060204 .016 * Eglg
CCGW21.52 CCGW060208 .031 * T
CCGW32.5V0 CCGWO09T300 0 ()
CCGW32.5V5 CCGW09T3V5 .002 ()
® = NEW v
W
K
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

>A002 A155




TURNING INSERTS [POSITIVE]

TYPE INSERTS CPMH 2.5 1.5 0.5 FV
a 80° CP WITH HOLE T

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @l Light Cutting- @) Medium Cutting-- (Il

é TURNING INSERTS !

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB)
157 157 157
fg 118 g 18 %:; 118
g 079 m 1 g 079 m ] g 079 m ]
20' .039 * 2% .039 * E& .039 *
0 : .0044?’ 008 o012 o6 0 : 0044?’.008 012 0t6 0 : .oorooa 012 o1
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel oCcCEEEC seocco0CE
M | Stainless Steel CH® G & #|O0 o0 [#
M\;Vt(;rrli(m K | Castlron czoc ez 0 | o0 (zoc
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cermet ggfrae& Carbide o
B 3
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
GRS e R M R
DO ==D=S==SDD==D12==S>>>DZZ=EL>>DITH=xr
CPMH2.51.50.5FV|CPMH080202-FV  |.008 ® |0X®
CPMH2.51.51FV |CPMH080204-FV |.016 ® 0x(® £006
D CPMH320.5FV  [CPMH090302-FV |.008 ® 0x(® E007
CPMH321FV  [CPMHO090304-FV |.016 o |(oxlo EO41
CPMH322FV CPMH090308-FV  |.031 ® 0x(®
R CPMH2.51.51RF |CPMH080204R-F |.016 @ |[x (]
CPMH2.51.51LF [CPMHO080204L-F |.016 @ |[x (] £006
CPMH321RF CPMHO090304R-F  |.016 @ [x (] E007
) CPMH321LF CPMH090304L-F  |.016 ® |[x | * ° E041
CPGT2.51.51RF |CPGT080204R-F |.016 *
T | CPGT2.51.51LF |CPGT080204L-F |.016 *
. ’ CPGT320.5RF CPGT090302R-F  |.008 * Eou1
] Ww | CPGT320.5LF CPGT090302L-F  |.008 *
E— CPGT321RF CPGT090304R-F  |.016 *
Cutting | CPGT321LF CPGT090304L-F |.016 *
W SQ CPMT21.50.58Q |[CPMT060202-SQ |.008 ®
| CPMT21.518Q  |CPMT060204-SQ |.016| @ (]
/@™y, | CPMT21.525Q |CPMT060208-5Q |-031 °
X === | CPMT3250.55Q |CPMT09T302-5Q |008 o Foet
. CPMT32.518SQ |CPMT09T304-SQ [.016] @ (]
Cutting | CPMT32.528Q |CPMT09T308-SQ (.031] @ (]
Standard| CPGT2.51.50.5 [CPGT080202 .008 ®
- CPGT2.51.51 CPGT080204 .016 ®
CPGT320.5 CPGT090302 .008 ® E041
CPGT321 CPGT090304 .016 [
CPMH2.51.50.5SV|CPMH080202-SV  |.008 [} (] * |*x@® ®
CPMH2.51.51SV |CPMH080204-SV |.016 ° (] * |*x@® ® £006
CPMH320.58V  [CPMH090302-SV  |.008 ° (] * |*x@® ® E007
Lght | CPMH321SV_ |CPMHO0304-8V _|.016 ° ° * [xole @ E041
Cutting | CPMH3228V CPMH090308-SV  |.031 () (] * |*x0® ®
® = NEW

@ : USA Stock * : Stocked in Japan
A156 <10inserts in one case>



P Steel oCcCEEEC seeocico0CE
Work M Stainless Steel CH® G % %10 00 (%
or
Material K | Castlron czo¢C cs (@ (X JE X 2
N Non-Ferrous Metal [ 2 {
S Heat-resistant Alloy, Titanium Alloy () oCcocC: ¢ o00C
Coated (Cermet ggﬁ;egt Carbide o
O ®
Yol 0
Shape Order Number ISO) Number |RE|[wo Qo wi0w VLRVVLWVBIEE L WYY 0 85 e
P 159) REIge o882 R 88828 Rk =08 220, 822 28 &
(inch) e R S S EROR 6 BOO GO A raaaRNloansrerr ey €2 g
DOD==D=E=E=SDD==D12==S>>>DZZ=EL>>PDITH=xr =
Standard| CPMX2.51.51 CPMX080204 016 @ * 2
m— CPMX2.51.52 CPMX080208 031 @ * E
& [ cruxat CPMX090304 _ |016] ® *|% * >
) CPMX322 CPMX090308 031 @ * *
Medium
Cutting
MV CPMH2.51.51MV [CPMHO080204-MV |.016 [} ° () ® (o000 ©
: CPMH2.51.52MV |CPMH080208-MV |.031 [} ° () ® (o000 © £006 m
@ CPMH321MV CPMHO090304-MV |.016 ° (] () ® (o000 © E007
vogium | CPMH322MV_ |CPMH090308-MV |.031 ° o | o o [xojee o Eo4 P
Cutting
MQ CPMT21.51MQ |CPMT060204-MQ (.016| @ (] ()
[ CPMT21.52MQ |CPMT060208-MQ (.031| @ (] ()
{Qﬂ CPMT32.51MQ |CPMT09T304-MQ (.016] @ (] () E041
) CPMT32.52MQ |CPMT09T308-MQ (.031| @ (] ()
Medium D
Cutting
® = NEW
R
S
T
)
W
K
CHIP BREAKER > A072
GRADES > A034

IDENTIFICATION > A002 A1 57




TURNING INSERTS [POSITIVE]

s DC

TYPE INSERTS
WITH HOLE

DCMT 2 1.5 0.5 FP
o

7 7 S
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @il Light Cutting-- @) Medium Cutting - @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (z200HB) | |K Cast Iron (<350MPa) S Difficult-to-Cut material
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157
n g 118% g .118% E 118% g 118 g 1186
(2] g 079 g 079 g 079 g 079 -1W g 079 \ m
A 2 E @ |2 N
§ §_ 039 l §_ 039 l l § 039 l . §- 039 §- 039 . -]!
6 0 o004 008 012 ot 0 o004 008 o012 016 0 004 008 012 0% 0 o4 008 012 0% 0 004 008 012 016
> Feed (inch/rev) Feed (inchirev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS,LS: G class inserts
= P | Steel eccise ssloclcooc)s
M Stainless Steel CH® G & #|O0 o0 [#
Work |7 Cast iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide o
WITH 25
HOLE Shape | Order Number (1ISO) Number BE §§§§§§§§gg§§§§§EEEE§§§§%%%55%§§§ Tg;g
(inch) P S S P BORE B BOVOO R aan Rt nsrEErERe 22
e DO ==D=S==SDD==D12==S>>>DZZ=EL>>DITH=xr
FP DCMT21.50.5FP [DCMT070202-FP |.008] ® ® ® e @ sost
DCMT21.51FP  [DCMT070204-FP |016| @ @ @ o |o gggg
g DCMT32.50.5FP [DCMT11T302-FP |.008] ® ® ® e @ D040
. DCMT32.51FP DCMT11T304-FP |.016|] ® ® ® e @ Eo1s
Cuttng | DCMT32.52FP  |DCMT11T308-FP [.031| @ @@ o |o Eo4s
R FM DCMT21.50.5FM [DCMT070202-FM |.008 (] cost
DCMT21.51FM  [DCMT070204-FM |.016 ° §§23’§
g DCMT32.50.5FM [DCMT11T302-FM |.008 (] D040
S — DCMT32.51FM  [DCMT11T304-FM |.016 [ ] S
Cuttng | DCMT32.52FM  |DCMT11T308-FM |.031 [ Eoas
FV DCMT21.50.5FV |DCMT070202-FV  [.008] * ® (xo o 88%;
T DCMT21.51FV DCMT070204-FV |.016] % ® (xo o Bg?g
/“/ DCMT21.52FV DCMT070208-FV  |.031 ® (0% 8828
] DCMT32.50.5FV [DCMT11T302-FV |.008 ® (0% Eggg
. DCMT32.51FV DCMT11T304-FV |.016[ % ® (xo o Eg)é
Cutting | DCMT32.52FV DCMT11T308-FV |.031] = ® (xo o E043
w FJ DCGT21.5V5FJ |DCGTO0702V5-FJ |.002 (] 883;
DCGT21.50.2FJ |[DCGT070201-FJ |.004 (] Bg?g
’ DCGT21.50.5FJ |[DCGT070202-FJ |.008 (] Bgig
 § DCGT32.5V5FJ [DCGT11T3V5-FJ |.002 (] Eg?g
B DCGT32.50.2FJ [DCGT11T301-FJ |.004 (] Egzg
Cutting | DCGT32.50.5FJ [DCGT11T302-FJ |.008 (] E043
FJ-P | DCGT21.5V5FJ-P |DCGT0702V5-FJ-P |.002 ® ggg;
DCGT21.50.2FJ-P|DCGT070201-FJ-P |.004 ® Bg?g
5 DCGT21.50.5FJ-P|DCGT070202-FJ-P |.008 ® Bgig
DCGT32.5V5FJ-P [DCGT11T3V5-FJ-P |.002 ® Eg%}g
o DCGT32.50.2FJ-P|DCGT11T301-FJ-P |.004 ® 5813
Cutting | DCGT32.50.5FJ-P|DCGT11T302-FJ-P |.008 ° E043
® = NEW

@ : USA Stock * : Stocked in Japan

A158

<10 inserts in one case>



P Steel oCCEEEC z80CccOoOC|E
M Stainless Steel CHE® G H H|O o0 (¥
Work Il Cast iron czoc cx o | o0 [2oc
Material
N Non-Ferrous Metal [ 2 ([}
S Heat-resistant Alloy, Titanium Alloy () oCcocC: ¢ o00C
Coated Cermet ggfé]egt Carbide . %
on 2
00 oY VWV VWVLEFELL_|n(w 0 T =
Shape | Order Number (ISO) Number (:th)§§§§§§§§§§§§§E§§§§E§§§§§§§§g§2§§§ %% g
ST 2228922952888 3RS asEEERERE| =T =
FS | DCGT21.50.2MFS [DCGT070201M-FS |.003 Y cost g
DCGT21.50.5MFS |DCGTO070202M-FS 007 oo D013 z
&Y | vcorusans [ocerimaoners | oos oo 8040 =)
- DCGT32.50.5MFS |[DCGT11T302M-FS  |.007 Y Eo13
Finish E042
Cutting E043
FS-P | DCGT21.50.2MFS-P|DCGT070201M-FS-P |.003 ° cost
__ | DCGT21.50.5MFS-P|DCGT070202M-FS-P |.007 ° D013 w
25 [ DCGT32.50.2MFS-P|DCGTHTA0INFSP | 003 ° 8040
| DCGT32.50.5MFS-P|DCGT11T302M-FS-P |.007 ° Eoi3 WM
Finish E042
Cutting E043
AZ | DCGT21.505AZ [DCGT070202-AZ  [.008 ° cos1
. DCGT21.51AZ  |DCGT070204-AZ  |.016 ° D013 ¢
#/ [ DcoTa2505AZ  |DCGTIT02AZ |08 ° §§§§
vogr s | DCGT3251AZ  |DCGTHT304AZ | 016 ° Eo13
Cung | DCGT32.52AZ  |DCGT11T308-AZ  |.031 ° E042
R/ILF | DCGT21.505RF  |DCGTO70202R-F  |.008 o |x ° 031
DCGT21.50.5LF  |DCGT070202L-F .008 ® |x ° ° gggg R
DCGT2151RF  |DCGTO70204RF | 016 o |x ° D013
, DCGT2151LF  |DCGTO70204LF | 016 o [x | o ° oo
DCGT32.50.5RF  [DCGT11T302R-F  |.008 o |x ° F008 S
DCGT3250.5LF  [DCGT11T302L-F  |.008 o [x | o ° 013
. | DCGT3251RF  [DCGTHTIORF  |0t6 o |x ° Eoa
Cutting | DCGT32.51LF DCGT1MT304L-F .016 o |x ® ° E043 1
LP | pcMT2151LP  [DCMT070204-LP  [016] @@ @ o |o cost
| pcmT21.52LP DCMT070208-LP  [.031| @@ @ o lo §§§§ .
g DCMT3251LP  [DCMT1T304LP  |016| @ @@ o |o D040
. DCMT32.52LP  [DCMT11T308-LP  [031] @ @@ o |o E013
Light E042
Cutting E043
LM | pcMT2151LM  [DCMT070204-LM  [.016 Y ° cost W
DCMT21.52LM DCMT070208-LM  |.031 ) ° §§E§
DCMT3251LM  [DCMT11T304-LM | 016 Y ° 5040 X
. DCMT32.52LM  [DCMT11T308-LM  |.031 o0 ° E013
Light E042
Cutting E043
® = NEW
CHIP BREAKER > A064
GRADES > A034
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TURNING INSERTS [POSITIVE]

s DC

TYPE INSERTS

WITH HOLE

DCMT 2 1.5 0.5 LS

7 7 S
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @il Light Cutting-- @) Medium Cutting - @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) Cast Iron (<350MPa) S Difficult-to-Cut material
n 157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 6
g 118% 5 .118% 5 118% 5 118 5 118
: 0 : [ 0 . aomw @ | | \O
|¢2 o o O o1 O o1 o om o om
|2 2 : @ |2 i
(L}’J §- 039 | §- 039 i § 039 | §- 039 §- 039 ]
Z | il | AN L.
(D 0 .004 ..008 012 016 0 .004 . 008 012 016 0 004 .,008 012 .016 0 004 .,008 012 .016 0 004 .,008 012 .016
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS,LS: G class inserts
= P | Steel ececxse s3eclcoocls
Work M Stainless Steel CH® G # &0 o0 (¥
Material K Cast Iron czTo0¢C cx |@ o0 |¥0¢C
N Non-Ferrous Metal [ J [ ]
S Heat-resistant Alloy, Titanium Alloy (] oCcCoCT ¢ 00¢C
Lis Coated Cermef ggfrae& Carbide o
v'm Sh Order Numb (ISO) Numb RE 1016 o /01y Py Pl Lol %E
ape rder Number umber LoV QW 8w 82 L (0 w|le Bwol o5
(mch)gg%%%%gggggggﬁ§8§§§§§§§§§§§g§2§§§ 23
I =355 589=3555523332 555885 EEsRE =F
LS DCMT21.50.5LS [DCMT070202-LS .008 [ X} ) Sost
DCMT21.51LS  |DCMT070204-LS  [.016 'Y ° Do%3
B | oowmnssts [oowTHTI2LS 008 oo o | 5%
Light DCMT32.51LS  [DCMT11T304-LS .016 [ X} [ Eois
Cutting DCMT32.52LS |DCMT11T308-LS .031 [ X ) () E042
R SV DCMT21.50.58V |DCMT070202-SV .008 [ ® (%O [ 88%;
- DCMT21.51SV  |DCMT070204-SV .016] * (] ® (%O (] Bg?g
‘y:‘ 4 DCMT21.528V  |DCMT070208-SV 031 * (] ® (%O () Bgig
S DCMT32.50.58V |DCMT11T302-SV .008] * ® ® (%O [ E008
o DCMT3251SV  |DCMTHT304SV  |016] * ° ° |xeo ° Egig
Cutting DCMT32.528V  |DCMT11T308-SV 031 * [ ® (%O * E043
T R/L SS DCGT21.5V3RSS [DCGT0702V3R-SS  |.0012 [ )
DCGT21.5V3LSS [DCGT0702v3L-SS 0012 ° o
'] DCGT21.50.2RSS{DCGT070201R-SS  |.004 [ D009
DCGT21.50.2LSS|DCGT070201L-SS _ |-004 ° o
DCGT21.50.5RSS|DCGT070202R-SS  |.008 [ ) D040
W DCGT21.50.5LSS|DCGT070202L-SS  |.008 ° o
DCGT32.5V3RSS |DCGT11T3V3R-SS  [.0012 [} E014
DCGT32.50.2RSS|DCGT1T301R-SS  |.004 ° Egj‘é
K DCGT32.50.5RSS|DCGT11T302R-SS  |.008 [}
! DCGT21.50.2MRSS|DCGT070201MR-SS {.003 o
NEw DCGT21.50.2MLSS [DCGT070201ML-SS |.003 [ ) 031
DCGT21.50.5MRSS|DCGT070202MR-SS  {.007 ° gggg
NEw DCGT21.50.5MLSS [DCGT070202ML-SS |.007 [ ) D013
DCGT32.50.2MRSS|DCGT11T301MR-SS |.003 [ ) Bgzg
NEw DCGT32.50.2MLSS [DCGT11T301ML-SS |.003 () E008
DCGT32.50.5MRSS|DCGT11T302MR-SS |.007 [ ) Egli
NEw DCGT32.50.5MLSS [DCGT11T302ML-SS |.007 () E042
Light DCGT32.51MRSS |DCGT11T304MR-SS |.015 [ ) E043
Cutting |NEwDCGT32.51MLSS [DCGT11T304ML-SS |.015 [ )
® = NEW

@ : USA Stock * : Stocked in Japan

A160

<10 inserts in one case>



P Steel oCCEEEC z80CccOoOC|E
M Stainless Steel CHE® G H H|O o0 (¥
Work Il Cast iron czoc cx o | o0 [2oc
Material
N Non-Ferrous Metal [ 7 ([}
S Heat-resistant Alloy, Titanium Alloy () oCcocC: ¢ o00C
Coated Cermet ggfé]egt Carbide . o
oy o
00 oY VWV VWVLEFELL_|n(w 0 T =
Shape Order Number (ISO) Number (:th)§§§§§§§§§§§§E§§§§§E§§§§§§§§g§2§§§ %% g
ST 2228922952888 3RS asEEERERE| =T =
LS | DCGT21.50.2MLS |DCGT070201M-LS  [.003 Y cost g
DCGT21.50.5MLS [DCGT070202M-LS  |.007 Y D009 z
ﬁ DCGT2151MLS  [DCGT070204M-LS  |.015 Y Dos? >
DCGT32.50.2MLS [DCGTH1T301M-LS  |.003 Y £008
Lght | DCGT3250.5MLS [DCGTHT302ULS |007 Y £ot4
cuing | DCGT32.51MLS  |DCGT1T304M-LS |[.015 Y Eoa3
LS-P | DCGT21.50.2MLS-P|DCGT070201M-LS-P [.003 ° ° cost w
DCGT21.50.5MLS-P|DCGT070202M-LS-P |.007 ° ° D009
/@87 | DCGT21.51MLS-P_|DCGTO70204M-LS-P |.015 ° ° bos? L
DCGT32.50.2MLS-P|DCGT11T301M-LS-P |.003 ° ° £008
Light | DCGT3250.5MLS-P|DCGTH1T302M-LS-P |.007 ° ° £0T3 o
Cuting | DCGT32.51MLS-P |DCGT11T304M-LS-P [.015 ° ° Eosa
MJ | DcGT2151MJ  [DCGT070204-MJ [016 ° cos1
DCGT32.51MJ  [DCGT11T304-MJ |.016 ° D013
’ DCGT3252MJ  |DCGT11T308-MJ |.031 ° §§§§
Light Eoia
Cutting Egg% B
MJ-P | DCGT21.51MJ-P  [DCGT070204-MJ-P|.016 o | <3
DCGT3251MJ-P  [DCGT11T304-MJ-P|.016 o | 3%
& | ocersmie [poeTrmsosmpos o | 58 s
Light Eo1a
Cutting ngtg
MP | DCMT2151MP  |DCMT070204-MP |016] @@ ® o |o cos1 T
DCMT21.52MP  [DCMT070208-MP 031 @@ ® o |o D00s
/987 | DCMT32.5/MP  |DCMT11T304-MP |.016| @ @ @ o o D039 .
DCMT32.52MP  [DCMT11T308-MP 031 @@ ® o |o £008
Vedium | DCMT431MP DCMT150404-MP [016| @ @ ® o |o £o14
Cutting | DCMT432MP DCMT150408-MP [031| @ @ ® o |o E043
MM | DCMT2151MM  |DCMT070204-MM |.016 Y ° cost W
| DCMT21.52MM _ |DCMT070208-MM |.031 Y ° D009
g DCMT32.51MM  [DCMT11T304-MM |.016 Y ° D033 X
DCMT32.52MM  [DCMT11T308-MM |.031 Y ° E008
Medium DCMT431MM DCMT150404-MM |.016 (X ) [ ) Eglg
Cutting | DCMT432MM DCMT150408-MM |.031 Y ° i3
® = NEW
CHIP BREAKER > A064
GRADES > A034
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TURNING INSERTS [POSITIVE]

s DC

TYPE INSERTS

WITH HOLE

DCMT 2
e

1.5

o

1 MS
s

—_—
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @il Light Cutting-- @) Medium Cutting - @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
n 157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 6
§ 118% g .118% g 118% 3§ 118 3§ 118
(2] g 079 g 079 g 079 g 079 -1W g 079 \ m
§ §_ 039 l §_ 039 l l § 039 l . §- 039 §- 039 __]!
6 0 o004 008 012 ot 0 o004 008 o012 016 0 004 008 012 0% 0 o4 008 012 0% 0 004 008 012 016
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS,LS: G class inserts
= P | Steel eccise ssloclcooc)s
M Stainless Steel CH& G & #|0 0 [#
Work |7 Cast iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide o
WITH % D“_j
HOLE Shape | Order Number (ISO) Number |RE gggggggggggggggg%EEgﬁgg%%%gso §§§ %g
e B S S 8o h 3G S8 82 B s SR Ee e EELEEE| 22
e DO ==D=E==SDD==D12==S>>>DZZ=EL>>DITH=xr
MS DCMT21.51MS  [DCMT070204-MS |.016 [ X ) () Sost
- | DCMT21.52MS _|DCMT070208-MS |.031 o0 ° gggg
g DCMT32.51MS  [DCMT11T304-MS |.016 [ X ) ) D040
VTl DCMT32.52MS  [DCMT11T308-MS |.031 [ X ) () Eo1s
Cutting |New DCMT32.53MS  [DCMT11T312-MS |.047 (X ) o E042
R MK DCMT21.51MK [DCMT070204-MK |.016 (X ) 88%;
DCMT21.52MK  [DCMT070208-MK |.031 (X ) Bg?g
ﬂ DCMT32.51MK  [DCMT11T304-MK |.016 (X ) D039
$ DCMT3252MK | DCMT11T308-MK |.031 oo B00
veqiur | DCMT431MK_ [DCMT150404-MK_|016 oo Egiz{
Cutting DCMT432MK DCMT150408-MK |.031 [ X ) E043
T Standard| DCMT21.50.5 DCMT070202 008 @ o *0|00® *
DCMT21.51 DCMT070204 016/@ ® o * ® |(xo0e0 * €031
] DCMT2152  |DCMT070208  [031] * * ° tatiod udod oo
DCMT32.50.5 DCMT11T302 008 @ o * 000 * D013
.72 DCMT32.51 DCMT11T304 016|®@ ® () () ® |(xo0e0 * © Bgzg
W DCMT32.52 DCMT11T308 031|@® () o ® (X000 * E008
DCMT32.53 DCMT11T312 047 % Eg}i
DCMT431 DCMT150404 016 @ () * * 0@ % * E042
 § Y DCMT432 DCMT150408 031 @ o * * ©|® * E043
Cutting DCMT433 DCMT150412 047 %
MV DCMT21.50.5MV [DCMT070202-MV |.008] * @ (] ® (o0 o 88%;
) DCMT21.51MV  |DCMT070204-MV [.016] * @ () ® ® (X000 X Bg?g
g DCMT21.52MV  |DCMT070208-MV [.031] x @ o o o (xo00 D39
DCMT32.50.5MV [DCMT11T302-MV |.008 * @ () ® (xoo0e0 o Eggg
i DCMT32.51MV  [DCMT11T304-MV |.016] * @ () () ® (o0 o Eg)é
Cutting DCMT32.52MV  |DCMT11T308-MV [.031] * @ (] () ® (X000 X E043
® = NEW

A162

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>



- __________________________________________________ ]
Steel 0CCEHEC sTdocco0C

CH& G & #|0 o0
Cast Iron czo¢C ey |0 ( X J
Non-Ferrous Metal [ 2 (]

0C Yy [ Z

Coated
Cermet

Stainless Steel

¥ HE

Work
Material

nwZ X =70

Heat-resistant Alloy, Titanium Alloy

Coated

=)
a
3
I8

Order Number (ISO) Number |RE

(inch)

Shape

UE6105
UE6110
MC6015
MC6025
UH6400
MS6015
MC7025
MP7035
Us735
US905
MC5005
MC5015
uc5105
UC5115
MP9005
MP9015
VPO5RT
VP10RT
UP20M
NX3035
MP3025
AP25N
VP25N
VP45N
UTi20T
HTi05T
TF15
Applicable
Holder Page

R/L SR| DCET21.5V3RSR [DCET0702V3R-SR |.0012
DCET21.5V3LSR [DCET0702V3L-SR |.0012
DCET21.50.2RSR [DCET070201R-SR |.004
DCET21.50.2LSR [DCET070201L-SR |.004
DCET21.50.5RSR [DCET070202R-SR |.008
DCET21.50.5LSR [DCET070202L-SR |.008
DCET21.51RSR [DCET070204R-SR (.016
DCET21.51LSR [DCET070204L-SR |.016
DCET32.5V3RSR [DCET11T3V3R-SR |.0012
DCET32.5V3LSR [DCET11T3V3L-SR |.0012
DCET32.50.2RSR [DCET11T301R-SR |.004
DCET32.50.2LSR [DCET11T301L-SR |.004
DCET32.50.5RSR [DCET11T302R-SR |.008
DCET32.50.5LSR [DCET11T302L-SR |.008
DCET32.51RSR (DCET11T304R-SR |.016
DCET32.51LSR [DCET11T304L-SR |.016
DCET21.5VORSN |DCET070200R-SN | 0
DCET21.5VOLSN (DCET070200L-SN | 0
DCET21.5V3RSN (DCET0702V3R-SN |.0012
DCET21.5V3LSN |DCET0702V3L-SN (0012
DCET21.50.2RSN | DCET070201R-SN |.004

031
€032
D009
D013
D039
D040 WITH
E008 HOLE

E013

E014

E042

E043 C

E TURNING INSERTS E

Medium
Cutting

R/L SN

Medium
Cutting

DCET21.50.2LSN

DCET070201L-SN

.004

DCET21.50.5RSN

DCET070202R-SN

.008

DCET21.50.5LSN

DCET070202L-SN

.008

DCET21.51RSN

DCET070204R-SN

.016

DCET21.51LSN

DCET070204L-SN

.016

DCET32.5VORSN

DCET11T300R-SN

DCET32.5VOLSN

DCET11T300L-SN

DCET32.5V3RSN

DCET11T3V3R-SN

0012

DCET32.5V3LSN

DCET11T3V3L-SN

0012

DCET32.50.2RSN

DCET11T301R-SN

.004

DCET32.50.2LSN

DCET11T301L-SN

.004

DCET32.50.5RSN

DCET11T302R-SN

.008

DCET32.50.5LSN

DCET11T302L-SN

.008

DCET32.51RSN

DCET11T304R-SN

.016

DCET32.51LSN

DCET11T304L-SN

.016

(AL K AK AN AN 2K AN BN AN AN AN AN MK AN K AN BN AN AN AK BK BK BN BN AN AN AN BN BN BN BN MK AN AN BN A\ Eyiy

X6 (6|6 6|6 6|6 |6 6| F 66 |6 6| F 6 F |66 DF D6 F |6 D6 | D6 F |6 6|6 DE | F |6 [ |+ [NX2525

C031
C032
D009
D013
D039
D040
E008
E013
EO014
E042
E043

[ AN AN AN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BN BE BN BN BEK BK BN BE AN Bl-hrk(
=

® = NEW

CHIP BREAKER
GRADES
IDENTIFICATION

> A064
> A034

>A002 A163




TURNING INSERTS [POSITIVE]

TYPE INSERTS DCGT 2 1.5 V3 R SN
‘o 55° DC WITH HOLE LA o o) T Gl

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutiing- @i Light Cutting - @il Medium Cuting - @llD

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material

157 ‘ ‘ 57 ‘ ‘ 157 ‘ ‘ 157 157
= = = = =
e 118% £ .118% 5 118% 5 118 £ 118
e b= = ; GEED O | | \ o
[SIc) O 079 [SI) [SIC] (S
2 2 2 @ |z : e
S 039 S 039 S 039 S 039 g 039 ]
fa) | a [ a) [ o] a]

| i} 11 A —
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS G dlass inserts

E TURNING INSERTS !

P | Steel ececzze s3jec/coocs
M Stainless Steel CH® G # &0 o0 (¥
Work e Cast Iron czeoc €z o | o0 |zj0c
Material
N Non-Ferrous Metal [ J [ ]
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cermef ggfrae& Carbide o
WITH % E
HOE  Shape | OrderNumber | (ISO)Number |RE 8288l 8uwnso8 8kt sR88z=2E_ 882 S
L RN e S R S
(H DD ==SD=E==DDO==DD=EE>>>IDZZEL>>PDIIH=xe
R/L SN| DCGT215V3RSN |DCGT0702V3R-SN  [0012 °
DCGT21.50.2RSN |DCGT070201R-SN  |.004 °
DCGT21.505RSN |DCGT070202R-SN  |.008 ° 031
DCGT21.505LSN |DCGT070202L-SN  |.008 ° gggg
DCGT325V3RSN |DCGT1T3V3R-SN | 0012 ° D013
R DCGT325V3LSN  |DCGT1T3V3L-SN | 0012 ° 3823
DCGT3250.2RSN |DCGT1T301R-SN  |.004 ° E008
DCGT3250.2LSN |DCGT1T301L-SN  |.004 ° E013
s DCGT32505RSN |DCGT{T302R-SN |.008 ° o
DCGT3250.5LSN |DCGT11T302L-SN  |.008 ° E043
! DCGT3251RSN  |DCGT1T304R-SN  |.016 °
T DCGT3251LSN  |DCGT1T304L-SN  |.016 °
DCGT21.50.2MRSN| DCGT070201MR-SN |.003 °
v new DCGT21.50.2MLSN | DCGT070201ML-SN |.003 ° o3t
DCGT21.50.5MRSN| DCGT070202MR-SN |.007 ° gggg
new DCGT21.50.5MLSN | DCGT070202ML-SN |.007 ° D013
W DCGT32.50.2MRSN| DCGT1T301MR-SN |.003 ° ggig
new DCGT32.50.2MLSN | DCGT1T301ML-SN |.003 ° F008
DCGT32.50.5MRSN| DCGT11T302MR-SN |.007 ° E013
X New DCGT32.50.5MLSN | DCGT11T302ML-SN_|.007 ° o
Medium | DCGT3251MRSN (DCGT11T304MR-SN |.015 ° E043
Cutting  [new DCGT3251MLSN |DCGT11T304ML-SN |.015 °
RILW SN | * DCET21.5V3RWSN |DCET0702V3RW-SN [0012 ° co31
(Wit Wiper) "~ pcET21 5v3LWSN | DCET0702v3LW-SN |0012 ° R
A5/ | * DCET325V3RWSN | DCETHTSVSRW-SN [0012 ° §§§§
Vegium | * DCET325V3LWSN [DCET11T3V3LW-SN_|0012 ° E013
Cutting Egﬁ%
*Please refer to page A032 before using the R/LW SN breaker (wiper insert). ® = NEW

@ : USA Stock * : Stocked in Japan
A164 <10 inserts in one case>



P | Steel ecezs¢e szlec/lcoocis
M | Stainless Steel CH® G & &[0 o0 |%
Work 17 Cast iron cseoc €z (o | o0 [sjoc
Material
N Non-Ferrous Metal [ 2 [
S Heat-resistant Alloy, Titanium Alloy [ J ococC: c o00C
Coated (Cermet ggﬁ;egt Carbide . o
SN »
Shape Order Number (ISO) Number [RE|[wo®l @ owiew S2¥wgEEu owwln wwol 85 E
e BB B SRR s PN SoRaaNEnSSE B &
253225 985559552338355%285EEEshy =T =
SMG DCGT21.50.2MSMG|DCGT070201M-SMG  |.003 (] ggg; 2
DCGT21.50.5MSMG|DCGT070202M-SMG  |.007 (] (] Bg?g E
’ DCGT21.51MSMG  |DCGT070204M-SMG  |.015 (] (] Bgig E
DCGT32.50.2MSMG|DCGT11T301M-SMG  |.003 (] Egﬁ)g
- DCGT32.50.5MSMG|DCGT11T302M-SMG  |.007 (] (] Egjtg
Cutting DCGT32.51MSMG |DCGT11T304M-SMG |.015 (] (] E043
Flat Top| DCMW21.51 DCMW070204 016 0 x % * gost m
DCMW32.51 DCMW11T304 016 00 x x o * §8?§
, DCMW32.52 DCMW11T308 031 T * 5840 hoit
DCMW431 DCMW150404 016 * Eois
DCMW432 DCMW150408 .031 * £l
Flat Top| DCGW21.5V0 DCGW070200 0 * cost c
DCGW21.5V5 DCGWO702V5 002 * §§§§
DCGW32.5V0 DCGW11T300 0 * D040
DCGW32.5V5 DCGW11T3V5 .002 * Eo13
Eo43
® = NEW R
S
T
)
W
K
CHIP BREAKER > A064
GRADES > A034
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TURNING INSERTS [POSITIVE]

DEGX 4 3 0.5 R F
{Ys5: DEE [\FEINSERTS  peex 43 o5 R F
‘ *Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutting-- @il Medium Cutting - @l

N Aluminum Alloy
157 ‘ ‘

/-g 118
(2] 3 079
v 5
14 £
w S 039
(2] a
=z
9 U By "
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
. _______________________________________________________ _____ __________ ______________ |
IE P Steel oCcCEEEC s0oCcco00C|
M Stainless Steel CHE® G # &0 o0 (¥
M\;Vtzrrli(m K | Castlron czoc cs 0 | o0 |zj0c
N Non-Ferrous Metal [ 7 [ J
ng‘! S Heat-resistant Alloy, Titanium Alloy (] oCcCoCT ¢ 00¢C
Coated Cemef| S93ted Carbide o
p 5
Sh Order Numb 1ISO) Numb RE |wo ©© oww VVLWVVWLLIEEL|0WYWY 0 S
ape | OrderNumber | - (SO)Number |RE |82 23828 8w n28S828 S EE sRBRz=210, 822 28
(nchlB RS S PR OE b aO000R e s alRREa NS ERELERR 22
DO ==D=S=S=SDD==DD=2=2>>>2ZZ=d<>>DIIH=xe
R/L F | DEGX430.5RF |DEGX150402R-F |.008 *
_ | DEGX430.5LF |DEGX150402L-F |.008 *
4®™ | DEGX431RF  |DEGX150404RF 016 * cost
Finish DEGX431LF DEGX150404L-F |.016 *
Cutting
R R/L DEGX430.5R DEGX150402R .008 ®
J— DEGX430.5L DEGX150402L .008 ®
£® | DEGX431R DEGX150404R  |.016 ° coa1
S Medium DEGX431L DEGX150404L .016 ®
Cutting | DEGX432R DEGX150408R .031 ®
® = NEW
T
')
W
 §

@ : USA Stock * : Stocked in Japan
A166 <10inserts in one case> CHIP BREAKER > A076




ORC

TYPE INSERTS
WITH HOLE

RCGT 08 03 MO Az
> o

— e
Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Medium Cutting- @) Heavy Cutting - @il

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB)
157 157 157
’-g, 118 /-5 118 . 35 18
;:_), .079 ;? .079 é .079
;;é; .039 ] ié;' .039 ﬁ" .039 1
[s] [=] o
I I ——
I 1 I 1 1 I
0 .004 008 012 .016 0 004 .008 012 .016 0 .004 .008 012 .016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel oCceCEEEC seocco0CE
M Stainless Steel CHE® G & #|O0 o0 [#
Work 17 Cast Iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
QL ©
Yo
Sh Order Numb ISO) Numb RE|lwo R oww VVWVWWVLIEEL oW 0 85
ape rder Number (ISO) Number ' 2253352838852“:83%%{,‘,5%88%%%55om8§§ %g
e NSNS X il o e
DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EMZ
AZ RCGT0803M0-AZ [RCGT0803M0-AZ | — (]
/'. RCGT10T3M0-AZ [RCGT10T3MO-AZ | — °
\\-_ j C033
Medium-Finish
Cutting
Standard| RCMT0602M0  |RCMT0602MO - ® * 0@ *
= | RCMTO0803M0 RCMTO0803M0 -1 ® * * @@ *
\Q’ C033
Medium
Cutting
Standard| RCMX1003M0  |RCMX1003MO - ® % * * * *|®
RCMX1204M0 RCMX1204M0 —|®o® X Ox O X * % * ®®
“@» ) | RCMX1606M0 RCMX1606M0 — [*® *x * * * * Ho12
RCMX2006M0 RCMX2006M0 —[*® *x *
VT RCMX2507M0 RCMX2507M0 — X Kk
Cutting | RCMX3209M0 RCMX3209M0 — [**x
RCMX1606M0-RR|RCMX1606MO-RR | — | * % % *
RCMX2006M0-RR|RCMX2006MO-RR | — | * * % *
RCMX2507M0-RR|RCMX2507M0-RR | — | * % % * -
RCMX3209M0-RR|RCMX3209MO0-RR | — | *
Heavy
Cutting
® = NEW
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

TURNING INSERTS

WITH
HOLE

>p002 A167



TURNING INSERTS [POSITIVE]

q o Sc TYPE INSERTS SCMT 3 2.5 1 FP
o 90 WITH HOLE 9 i Sl Gl

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Finish Cutting-- @il Light Cutting-- @) Medium Cutting- Qi)

P Mild Steel P Carbon Steel-Alloy Steel (180-20018) | | M Stainless Steel (<200HB) K Cast Iron (£350MPa)
157 ‘ ‘ ‘ 157 ‘ ‘ 57 ‘ ‘ 157
g v118% E 118% ’é .118% /{:; 118
renliFNE s .- s . o
4 s._) 079 8 .079 8 .079 S._) 079
x < < £ @ |2
% & oo | § 039 i § 039 f § 039
Z | il 1] BN
o 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
IE P Steel oCcCeCEEEC seocco0CE
M Stainless Steel CH® G & #|O0 o0 [#
o K| Castiron czec cs 0 | o0 |sjoc
aterial
N Non-Ferrous Metal [ 2 [ J
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
p i
Shape | Order Number (ISO) Number | RE gg§§§§§§mm§g§g§gEEtsﬁgﬁzzzzso S82 g'qg
) 8 e B G BB R sanSRea b EEEELEED 22
e DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EMZ
FP SCMT32.51FP SCMTO09T304-FP |.016| @ ®@ @ e |®
Yl SCMT32.52FP SCMTO09T308-FP |.031| @ ® @ e |0
Q C034
D E015
Finish
Cutting
R SCMT32.51FM  |SCMT09T304-FM |.016 [
SCMT32.52FM  |SCMT09T308-FM |.031 [
C034
E015
SCMT32.51FV SCMT09T304-FV |.016 *x® O X
T
C034
E015
')
SCMT32.51LP SCMTO09T304-LP |.016| @ ®@ @ e @
W SCMT32.52LP SCMTO09T308-LP |.031| e @@ e @
C034
E015
K
SCMT32.51LM  |SCMT09T304-LM [.016 [ X J [
SCMT32.52LM  |SCMT09T308-LM |.031 [ X J [
C034
E015
Light
Cutting
MP SCMT32.51MP  |SCMT(09T304-MP [.016| @ ® ® e |®
Tl SCMT32.52MP  |SCMT09T308-MP [.031| @ ® ® e |®
JLM | SCMT431IMP  [SCMT120404-MP [016] @@ ® o |o o
Medi SCMT432MP SCMT120408-MP |.031] e @@ e (@
edium
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A168 <10inserts in one case>



P Steel oCCEEEC s¥0CccO00C|E
M Stainless Steel CHE® G & &0 0 (¥
M\;Vt‘;rr'i(al K | Castlron czeoc cs 0 | o0 [z0c
N Non-Ferrous Metal [ 7 ([}
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cermet ggfé]egt Carbide . o
oy o
Shape Order Number (ISO) Number |RE([wo® i@ owiaw SLVVVVEEL LYWL wwol 85 K
(inch)§§8§§8§§§§§8§§§8§§§§§§gﬁﬁégggﬁégé g% g
0SS 222 89229952888 SRS assEEERERE| =T =
SCMT32.51MM |SCMT09T304-MM |[.016 o0 ° )
SCMT32.52MM |SCMT09T308-MM |.031 o0 ° z
SCMT431MM  |SCMT120404-MM |.016 0 ° o 2
viegium | SCMT432MM _|SCMT120408-MM |.031 o0 °
Cutting
SCMT32.51MK |SCMT09T304-MK |[.016 Y
SCMT32.52MK |SCMTO09T308-MK |.031 o0 w
SCMT431MK  |SCMT120404-MK |.016 Y ggfg
Viogium | SCMT432MK  |SCMT120408-MK |.031 o0 L
Cutting
~ MS SCMT32.51MS |SCMT09T304-MS |[.016 Y °
- SCMT32.52MS |SCMTO09T308-MS |.031 Y ° C
SCMT431MS  |SCMT120404-MS |.016 Y ° o
Voo | SCMT432MS  |SCMT120408-MS_|.031 'Y ° 0
Cutting | SCMT433MS  [SCMT120412-MS |.047 Y °
Standard| SCMT32.51 SCMT09T304 016[x ® ) ® *00e °
@ SCMT32.52  |SCMTO09T308 031]e® ° ° xolo® | e R
— | SCMT431 SCMT120404 016|x ® ° * *ol® o
Vodium | SCMT432 SCMT120408 031|e® ° * xoloe |
Cutting | SCMT433 SCMT120412 047] %
Flat Top| ScMw32.51  [scmMwogT304  [o16 o0 *| *
SCMW32.52  |SCMWO09T308  |[.031 00 x x
= SCMW432  [SCMW120408  |.031 00 * x oo T
— ')
® = NEW
W
 §
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION > A002 A1 69




TURNING INSERTS [POSITIVE]

q o SP TYPE INSERTS SPMT 3 2 1
o 90 WITH HOLE i .

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Medium cuting-- @l

P Mild Steel P Carbon Steel-Alloy Steel | |M Stainless Steel (<200HB)
157 157 157
/‘é\ 118 /'g 118 % 118
|(2 Ez 079 § 079 g.s_a 079
(% 2 = 2
z Il Il Il Il Il Il Il Il Il
6 0 .OLA : vo‘oa : 012 o1 0 vo‘m : vo‘os : 012 016 0 OLA : .ol)a : 012 016
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
= P | Steel ecczze ssloclcooc)s
M Stainless Steel CHE® G & #|O0 o0 [#
Work 17 Cast Iron czoc cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet g‘e’fraegt Carbide o
- 3
Shape Order Number ISO) Number |RE|wo® L owlw VVLVLVWLVEEL (VWY wwol| J5
P 159 RE 18288 R 8nn S 82800 Rt sRBR=22 . 82| 28
LN R S R St
e DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EMZ
Standard| SPMT321 SPMT090304 .016 *
SPMT322 SPMT090308 .031 *
D SPMT422 SPMT120308 .031 * * -
Medium
Cutting
R Flat Top| SPMW321 SPMW090304 016 @ *|Xx *|
SPMW322 SPMW090308 .031 * % |k *| K
Q SPMW421 SPMW120304 .016 [ X 1} ¢ e o -
- SPMW422 SPMW120308 .031 [ X 1} ¢ e o
Flat Top| SPGX321 SPGX090304 .016 * *
T SPGX322 SPGX090308 031 *
‘: n SPGX421 SPGX120304 .016 * -
'] = | SPGX422 SPGX120308 .031 *
® = NEW
W
K

@ : USA Stock * : Stocked in Japan
A170 <10inserts in one case> CHIP BREAKER > A072




TCMT 1.8 1.5 0.5 FP

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

TYPE INSERTS

.Q60° T WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutiing- @il Light Cutting - @i} Medium Cutting - @l

P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)

157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157
079
.039 I I

N

| i
004 008 012 016 004 008 012 016 0 004 008 012 016 0 004 008 012 016

Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting

>
EJ

118

D (O

079

a

.039

Depth of Cut (inch)
Depth of Cut (inch)
o
3
Depth of Cut (inch)
o
3
Depth of Cut (inch)

9
3
]
o
2
3

0

o

@ General Cutting 3 Unstable Cutting

E TURNING INSERTS E

P | Steel ececise ssleclcooc|s
M Stainless Steel CHE® G H|O o0 (¥
M\;Vtzrrli(m K | Castlron czo¢ c: (0 | o0 [zeoc
N Non-Ferrous Metal [ 7 [ ]
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cermet g‘e’fraeedt Carbide o
sl B
Shape Order Number (ISO) Number BE gggggggggggggg§EQEE§§§§%%%SE‘=’“§§§ %g
(inch) e B S S EBoR hBLLo0a T aRRea NS rREL R 22
DD ==SD=E==DDO==DD=EE>>>IZZEL>>PDIIH=xe
FP | TCMT1.81.50.5FP|TCMT090202-FP [.008) @ @ ® o |o
| TCMT1.81.51FP |TCMT090204-FP [016| @ @ ® o |o C035
& TCMT21.50.5FP |TCMT110202-FP [008| @ @ ® oo e
C . | TCMT21.51FP  |TCMT110204-FP |016| @@ ® o |o E044
Cutting | TCMT32.51FP  [TCMT16T304-FP (016 @ @ ® o |o
FM | TCMT1.81.50.5FM|TCMT090202-FM |.008 °
TCMT1.81.51FM |TCMT090204-FM |.016 ° C035
& TCMT21.50.5FM |TCMT110202-FM |.008 ° £
co . | TCMT21.51FM _ |TCMT110204-FM |.016 ° E044
Cutting | TCMT32.51FM TCMT16T304-FM [.016 °
FV | TCMT21.51FV  [TCMT110204-FV | 016 xo| ®
A TCMT32.51FV  |TCMT16T304-FV  |.016 xo| o C035
Pl N E015
m—— E016
E044
Finish
Cutting
FJ-P | TCGT21.5V5FJ-P [TCGT1102V5-FJ-P |.002 °
TCGT21.50.2FJ-P | TCGT110201-FJ-P |.004 ® |
& TCGT21.50.5FJ-P | TCGT110202-FJ-P |.008 ® | cor-
TCGT32.5V5FJ-P | TCGT16T3V5-FJ-P |.002 ° Em
Eris | TCGT32.50.2FJ-P | TCGT16T301-FJ-P 004 °
Cutting | TCGT32.50.5FJ-P | TCGT16T302-FJ-P |.008 ()
AZ | TCGT21.50.5AZ |TCGT110202-AZ |.008 °
TCGT21.51AZ  |TCGT110204-AZ  |.016 ° coss
A TCGT21.52AZ  |TCGT110208-AZ | .031 ° Eore
e | TCGT32.50.5AZ |TCGT16T302-AZ |.008 ° Egli
vegumig | TCGT32.51AZ | TCGT16T304-AZ |.016 °
cuing | TCGT32.52AZ  |TCGT16T308-AZ |.031 °
® = NEW
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

>Aa002 A171




TURNING INSERTS [POSITIVE]

o "JC TYPEINSERTS ~ TCT 12 4 VS L F
avh 60 WITH HOLE T o

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutiing- @il Light Cutting - @i} Medium Cutting - @l

P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)

E TURNING INSERTS !

157 ‘ ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157
’é\ .118% ’é\ .115% g 118 g 118
g 079 g 079 g 079 g .079 -1W
E E 2 @ |2
E 039 | E 039 i g; 039 i §- 039
| il 11 AN
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel oCceCEEEC seocco0CE
M | Stainless Steel CH® G & #|O0 o0 |®
Work |7 Cast iron czoc c: (o | o0 [z0¢
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
p i
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
R N N RRE S e
e DO ==D=S==SDD==D12==S>>>DZZ=SL>>DITH=xr
R/ILF TCGT1.21V3LF [TCGT0601V3L-F [.0012 *
TCGT1.210.2LF | TCGT060101L-F  [.004 ® |x
D TCGT1.210.5RF | TCGT060102R-F [.008 * |k * E030
TCGT1.210.5LF | TCGT060102L-F [.008 ® |x (]
TCGT1.21MRF | TCGT060104R-F [.016 * *
R A TCGT1.211LF TCGT060104L-F [.016 ® |x [ ]
new TCGT1.210.2MRF[ TCGT060101MR-F |.003 ()
iy [New TCGT1.210.2MLF | TCGT060101ML-F |.003 °
S new TCGT1.210.5MRF[ TCGT060102MR-F |.007 () £030
new TCGT1.210.5MLF [ TCGT060102ML-F |.007 [ )
new TCGT1.211MRF [TCGT060104MR-F |.015 ()
new TCGT1.211MLF [TCGT060104ML-F |.015 ()
LP TCMT1.81.51LP |TCMT090204-LP (016 @ ® ® e (@
'] TCMT1.81.52LP [TCMT090208-LP |.031 e ® ® e (@ 035
ﬁ TCMT2151LP  [TCMT110204-LP |016| @ @ ® oo F015
— TCMT21.52LP  [TCMT110208-LP |.031] @ ® ® e (@ Egli
w Light TCMT32.51LP  [TCMT16T304-LP |.016| @ ® ® e (@
Cutting TCMT32.52LP  [TCMT16T308-LP |.031 e ®@® e (@
LM TCMT1.81.51LM [TCMT090204-LM |.016 ( X ) (]
 § TCMT1.81.52LM | TCMT090208-LM |.031 [ X ) ® 035
é TCMT21.51LM  [TCMT110204-LM |.016 o0 ° E015
TCMT21.52LM | TCMT110208-LM |.031 [ X ) (] Eglg
Light TCMT32.51LM | TCMT16T304-LM [.016 [ X ) (]
Cutting TCMT32.52LM  [TCMT16T308-LM |.031 [ X ) (]
LS TCMT1.81.50.5LS[ TCMT090202-LS |.008 ( X J [
= TCMT21.50.5LS | TCMT110202-LS [.008 [ X ) () €035
& =
Light E044
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A172 <10inserts in one case>



E TURNING INSERTS E

P Steel oCCEEEC srocco0C|E
M Stainless Steel CHE® G #H H|O 0 (¥
M\;Vt‘;rr'i(al K | Castlron czeoc cs 0 | o0 [z0c
N Non-Ferrous Metal [ 2 ([}
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cermet ggfé]egt Carbide . o
2 ©
on
Shape Order Number (ISO) Number BE ggggéggggggggg§EEEE§§§§%%%SB°""§§§ %g
(inch) B S S EBoR hpLoo0aaTaaaRRea s E R 22
DO ==D=E==DD==DD=EE>>>IDZZEL>>PDIIH=xe
MJ | TCGT21.51MJ [TCGT110204-MJ |016 °
TCGT32.51MJ  |[TCGT16T304-MJ [.016 ° co35
A TCGT32.52MJ  |TCGT16T308-MJ |.031 ° o
Light E044
Cutting
MJ-P | TCGT21.51MJ-P [TCGT110204-MJ-P [.016 °
TCGT32.51MJ-P |TCGT16T304-MJ-P|.016 ® | cos
.ﬁ, TCGT32.52MJ-P |TCGT16T308-MJ-P|.031 o | 0¥
WITH
Light E044 HOLE
Cutting
MP | TCMT1.81.51MP |TCMT090204-MP [016] @ @ ® o |o
TCMT1.81.52MP |TCMT090208-MP [.031| @@ ® o o C
| TCMT21.51MP  [TCMT110204-MP | 016| @@ ® oo coss
[\ | TCMT21.52MP |TCMT110208-MP |031] @@ ® o |o E015 0
S | TCMT2.521MP  [TCMT130304-MP [016| @ @ ® o o Eote
TCMT32.51MP  |TCMT16T304-MP [016| @@ ® oo
Vedium | TCMT32.52MP  |TCMT16T308-MP |031] @@ ® oo R
Cutting | TCMT32.53MP  [TCMT16T312-MP |047| @ @ ® oo
MM | TCMT1.81.51MM [TCMT090204-MM |.016 Y °
TCMT1.81.52MM | TCMT090208-MM |.031 o0 ° S
TCMT21.51MM  |TCMT110204-MM |.016 o0 ° coss
& TCMT21.52MM  |[TCMT110208-MM |.031 oo o oos
TCMT2.521MM | TCMT130304-MM |[.016 o0 ° Eote
TCMT32.51MM | TCMT16T304-MM |.016 o0 °
viedium | _TCMT32.52MM | TCMT16T308-MM |03t o0 ° .
Cutiing | TCMT32.53MM [TCMT16T312-MM |.047 o0 °
MK | TCMT21.51MK [TCMT110204-MK |.016 o0
TCMT21.52MK | TCMT110208-MK |.031 o0 o35
A TCMT32.51MK  |[TCMT16T304-MK |.016 o0 5312 W
Vedium | TCMT32.52MK | TCMT16T308-MK 031 o0 E044
Cuting | TCMT32.53MK [TCMT16T312-MK |.047 Y X
~ MS | TCMT1.81.51MS [TCMT090204-MS |.016 'Y °
= TCMT1.81.52MS |TCMT090208-MS [.031 ) °
TCMT21.51IMS  |TCMT110204-MS |.016 Y Co35
ﬁ TCMT21.52MS  |TCMT110208-MS |.031 Y o
TCMT32.51MS  |TCMT16T304-MS |[.016 Y ° E044
vedium | _TCMT32.52MS  [TCMT16T308-MS _|.031 Y °
Cuting | TCMT32.53MS [TCMT16T312-MS |.047 Y °
® = NEW
CHIP BREAKER > A064
GRADES > A034

IDENTIFICATION

>p002 A173




TURNING INSERTS [POSITIVE]

A o I TYP E I N s E RTS Tc M.Is-ize 1T;i05kness'!)(:rg'r?a_d1i;
‘ 60 WITH HOLE *Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutiing- @il Light Cutting - @i} Medium Cutting - @l

E TURNING INSERTS !

P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | M Stainless Steel (<200HB) K Cast Iron (<350MPa)
157 ‘ ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157
g .115% g .115% Eg\ 18 %:,\ 118
= [ = [ = [ . cEE»
8 .079 8 079 8 .079 8 079
: : : @ |
S 039 | 8& 039 i § 039 i §- 039
° | il [N
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel oCcCEEEC sseocico0C s
M Stainless Steel CHES G & #|0 0 [#®
Work 17 Cast Iron czoc cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢cC o00C
Coated Cemef| S93ted Carbide o
p i
Shape Order Number (ISO) Number |RE ggggggggggggggggggégﬁggﬁﬁ%,Su,__,o §§§ %g
e B S 82 8o r B oS 882 e s RN s EELEED| 2
DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EKZ
Standard| TCMT1.51.51 TCMT080204 016 o0 *
TCMT1.81.51 TCMT090204 .016| @ * *x 0|00 *x @
D TCMT21.50.5 TCMT 110202 .008| @ [ ] o (000
TCMT21.51 TCMT110204 .016|® ® [ ] * ® X000 e o o5
& TCMT21.52 TCMT110208 03110 ® ° [ E015
R W TCMT2.520.5 TCMT130302 .008 [ X ) Eglg
TCMT2.521 TCMT130304 .016| @ ([ ] o0
TCMT32.51 TCMT16T304 .016|® ® ([ ] [ o X000 e o
S — TCMT32.52 TCMT16T308 .031|®@ ® ([ ] [ ® |[xo00 o o
Cutting | TCMT32.53 TCMT16T312 047 %
Flat Top| TCMW21.51 TCMW110204 .016 [ X B &4 *
TCMW2.521 TCMW130304 .016 * €035
A TCMW32.51 TCMW16T304  |016 XX * o
'] TCMW32.52 TCMW16T308 .031 (XX X} * E044
TCMW32.53 TCMW16T312 .047 [ X )
Flat Top| TCGW21.51 TCGW110204 .016 *
W TCGW21.51E TCGW110204E .016 * C035
/&‘\ TCGW21.52  |TCGW110208  |.031 * £
L e N
@S| TCGW21.52E |TCGW110208E  |.031 * E044
 §
® = NEW

@ : USA Stock * : Stocked in Japan
A174 <10inserts in one case> CHIP BREAKER > A064




Qs TE

TYPE INSERTS
WITH HOLE

TEGX 3 2 0.5
7

R
T TS

Size Thickness Corner Radius R/L

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Medium Cutting- (@l

N Aluminum Alloy
157 ‘ ‘
5 079 &
< o
8 039 g
Z
0
Poed (inchrey) 9
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting E
>
P | Steel oCcCeCEEEC s¥eocco0C =
M | Stainless Steel CH® G & #|O0 o0 [#
Worl.( K Cast Iron ey |0 o0 |X0¢C
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () [ X 2 ¢ O00C
e Cemef| S93ted Carbide o
28 wm
HOLE
Shape Order Number (ISO) Number |RE|wo ¥ ow W VWL WYWVWVWVEEL (KLY wwo| 8%
’ SEe8S o8 aueR oS R Bd N ZZZEh o325 a8
LN R S R St
5535555553555 S55555Z2S<55 0TS
R/L TEGX320.5R TEGX160302R .008 [ ]
_ TEGX320.5L TEGX160302L .008 [
& TEGX321R TEGX160304R |06 ° o
_ TEGX321L TEGX160304L .016 [
Medium
Cutting
® = NEW
CHIP BREAKER > A076
GRADES > A034

IDENTIFICATION

>Aa002 A175



TURNING INSERTS [POSITIVE]

A o T TYPE INSERTS TPMH 1.5 1.5 0.5 FV
a%a 60 WITH HOLE i

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutting- @il Light Cutting - @i} Medium Cutiing-- @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (z200HB)
157 157 157
5 e 5 s 5
£ £ £
s G s G s |G
O om9 ] [SIC) — O o9 ]
ks 6 k)
ES] = =
Q o o
039 039 039
a D a D a D
0 I T 0 I T 0 I T
004 008 012 016 004 008 012 016 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

é TURNING INSERTS !

P Steel oCcCEEEC seocco0CE
M Stainless Steel CHE® G & #|O0 o0 [#
M\;Vt(;rrli(m K | Castlron czeoc €z (0 | o0 |[z0c
N Non-Ferrous Metal [ 2 {
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide o
p
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
(inch) P S S P BORE B BOVOO R aan Rt nsrEErERe 22
(H DO ==D=S=S=SDD==DD=2=2>>>1ZZ=d<>>DIIH=xe
FV TPMH1.51.50.5FV | TPMH080202-FV .008 o (@x|®
TPMH1.51.51FV | TPMH080204-FV .016 o (@%@
D TPMH1.81.50.5FV | TPMH090202-FV .008 o (@x|®
TPMH1.81.51FV | TPMH090204-FV .016 o (@x|®
/&\\_ \ TPMH220.5FV TPMH110302-FV .008 o (@x|® E007
R @S5S | TPMH221FV TPMH110304-FV ~ |.016 o |ox|o E045
TPMH222FV TPMH110308-FV .031 ® (@%@
TPMH320.5FV TPMH160302-FV .008 o (@%@
S Finish TPMH321FV TPMH160304-FV .016 o (@%@
Cutting | TPMH322FV TPMH160308-FV .031 o (@%@
R/L FS| TPGH1.51.50.5RFS|TPGH080202R-FS |.008 o [k (]
TPGH1.51.50.5LFS| TPGH080202L-FS  [.008 ® [k |[@x% (]
TPGH1.51.51RFS |TPGHO080204R-FS [.016 o |[Xx (]
] TPGH1.51.51LFS |TPGH080204L-FS [.016 ® [k |@x% (]
TPGH1.81.50.5RFS| TPGH090202R-FS  [.008 ® |[Xx (]
TPGH1.81.50.5LFS| TPGH090202L-FS  |.008 ® [k |@x% (]
W TPGH1.81.51RFS |TPGH090204R-FS [.016 ® [Xx (]
A TPGH1.81.51LFS | TPGH090204L-FS [.016 ® [k |[@x% (] E007
TPGH220.5RFS | TPGH110302R-FS (.008 o [Xx (] E045
K TPGH220.5LFS  |TPGH110302L-FS  (.008 ® [k |@x% (]
TPGH221RFS TPGH110304R-FS  [.016 o [Xx (]
TPGH221LFS TPGH110304L-FS  [.016 ® [k |(@x% (]
TPGH321RFS TPGH160304R-FS  [.016 ® [Xx (]
TPGH321LFS TPGH160304L-FS  [.016 ® [« (@ (]
Finish TPGH322RFS TPGH160308R-FS  |.031 o [Xx ®
Cutting | TPGH322LFS TPGH160308L-FS  |.031 ® [« |@® (]
sSQ TPMT1.81.51SQ | TPMT090204-SQ .016 °
TPMT21.50.58Q | TPMT110202-SQ 008 @ ®
/&\ TPMT21.518Q TPMT110204-SQ 016 @ ® B
&===| TPMT21.528Q TPMT110208-SQ 031 @ ®
S TPMT32.518Q TPMT16T304-SQ  [.016 °
Cutting [ TPMT32.528Q TPMT16T308-SQ  |.031 o
® = NEW

@ : USA Stock * : Stocked in Japan
A176 <10inserts in one case>



P Steel oCcCEEEC sZ0oCcco00C|E
M Stainless Steel CH& G & #|0 o0 [#
M\;Vt‘;rr'i(al K | Castlron czoc €c: (0 | o0 (zj0c
N Non-Ferrous Metal [ 2 {
S Heat-resistant Alloy, Titanium Alloy () oCcocC: ¢ o00C
Coated (Cermet ggfé]egt Carbide . o
SN 2
Shape Order Number (ISO) Number BE ggggéggggggggg§EEEE§§§§%%%SB°""§§§ %g E
(inch)l 2RSS PR OE b aOO00R e s alRREa NS ERELERR| 22 2
DO ==D=S=S=DD==DD=E=2>>>D|ZZ=E<>>DIIH=xe =
R/IL | TPGX1.51.50.5R [TPGX080202R  |.008 * e
TPGX1.51.50.5L |TPGX080202L |.008 * * z
TPGX1.51.51R | TPGX080204R .016 * * E
TPGX1.51.51L TPGX080204L .016 * *x @
TPGX1.81.50.5R | TPGX090202R .008 *
TPGX1.81.50.5L | TPGX090202L .008 * *x @
_ TPGX1.81.51R | TPGX090204R .016 * (] M

é\-\, TPGX1.81.51L  |TPGX090204L  [.016 * x| o o
TPGX1.81.52R  |TPGX090208R  |.031 * L
TPGX1.81.52L TPGX090208L .031 * *

TPGX220.5L TPGX110302L .008 * *|  *
TPGX221R TPGX110304R .016 * * C
TPGX221L TPGX110304L .016 * *|  *

Finish TPGX222R TPGX110308R .031 * * D

Cutting TPGX222L TPGX110308L .031 * *|*x @

L TPMX1.81.51L | TPMX090204L .016 *
A TPMX221L TPMX110304L .016 * R

_ & E007

E045
Finish
Cutting S
SV TPMH1.51.50.58V| TPMH080202-SV  |.008 ([ ] [ ] *x |*x @@
TPMH1.51.51SV | TPMH080204-SV  [.016 (] () *x [xO® (]
TPMH1.81.50.5S8V| TPMH090202-SV  |.008 (] [} *x [xO@|®
TPMH1.81.51SV | TPMH090204-SV  [.016 (] ° * |* @@ ()

& TPMH220.55V | TPMH110302-SV  |.008 ° ° *x |«xole o E007
TPMH221SV TPMH110304-SV  [.016 [ ] () * |* @@ () E045 L
TPMH222SV TPMH110308-SV  |.031 ° [} * |* @@ ()

TPMH320.58V TPMH160302-SV  [.008 [ ] [} * |k %x|@® *
Lght | TPMH321SV_ |TPMH160304-SV 016 o o * [kxlo * W

Cutting | TPMH322SV TPMH160308-SV  [.031 ([ ] [} * |k %x|@® (]

o-mwm X
CHIP BREAKER > A072
GRADES > A034

IDENTIFICATION

>p002 A177




TURNING INSERTS [POSITIVE]

TPMH 1.5 1.5 0.5 MV

s r 7 7
Size Thickness Corner Radius Chip Breaker
*Please refer to page A002.

TYPE INSERTS
.A60° T WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutting- @il Light Cutting - @i} Medium Cutiing-- @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (z200HB)
157 157 157
5 e 5 s 5
£ £ £
s G s G s |G
O om9 ] [SIC) — O o9 ]
ks 6 k)
ES] = =
Q o o
039 039 039
a D a D a D
0 I T 0 I T 0 I T
004 008 012 016 004 008 012 016 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

é TURNING INSERTS !

P Steel oCcCEEEC sZ0oCcco00C|
M Stainless Steel CHE® G & #|0 0 [#
M\;Vt‘;rr'i(al K | Castlron czeoc €z (0 | 00 |zoc
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy { ocoC: ¢ O00¢C
Coated (Cermet ggfrae& Carbide o
WITH % Dﬂ_j
HOE  Shape | OrderNumber | (ISO)Number |RE 822885l 8uwnso8 8kt sR88z=21E_ 882 S
) 8 8 e o aCE g R aanSnehbsEE aRD 22
e DO ==D=S=S=SDD==DD=2=>>>DZZ=d<>>DIIH=xe
MV TPMH1.51.50.5MV| TPMH080202-MV  |.008 [ [} ® |x0®
TPMH1.51.51MV | TPMH080204-MV  |.016 ([ ] ([ ] () ® (000 O
D TPMH1.81.50.5MV| TPMH090202-MV  |.008 ([ ] [ ] ® |x0®
TPMH1.81.51MV | TPMH090204-MV  |.016 ([ ] ([ ] (] ® (000 O
& TPMH1.81.52MV | TPMH090208-MV | .031 ° ° o | oo E007
R TPMH220.5MV TPMH110302-MV  [.008 ° ® *x (xO0O® *x E045
TPMH221MV TPMH110304-MV  [.016 ) [ ] () ® (x00e0® ©
TPMH222MV TPMH110308-MV ~ [.031 [ [ ] () ® (o000 ©
S viogium | TPMH32IMV_ | TPMH160304-MV _|.016 D o o o |xxjoe x
Cutting [ TPMH322MV TPMH160308-MV  [.031 () [ ] () ® (*xx0® ©
MQ TPMT21.51MQ TPMT110204-MQ [.016| @ [ )
N TPMT21.52MQ TPMT110208-MQ [.031| @ ® ()
APS\, | TPMT3251MQ  |TPMT16T304-MQ |016] ® ° -
'] R TPMT32.52MQ TPMT16T308-MQ [.031| @ ®
Cutting
Standard| TPMX221 TPMX110304 016 * 0@
W A TPMX222 TPMX110308 .031 * 0@ 007
A E045
K Ching
Flat Top| TPGX1.51.50.5 |TPGX080202 .008 o o
TPGX1.51.51 TPGX080204 .016 * % |%k e o
TPGX1.51.52 TPGX080208 .031 * o x
TPGX1.81.50.5 |TPGX090202 .008 ()
TPGX1.81.51 TPGX090204 .016 * [ o o
TPGX1.8152  |TPGX090208 031 *|% o o o
TPGX220.5 TPGX110302 .008 [ )
TPGX221 TPGX110304 .016 * %[ %k [ )
TPGX222 TPGX110308 .031 * |k [ )
TPGX321 TPGX160304 .016 * *x @
TPGX322 TPGX160308 .031 *x @
o - wEw
@ : USA Stock * : Stocked in Japan
A178 <10inserts in one case> CHIP BREAKER > A072




o \/IB [YPE INSERTS vewr 2 2 o5 fp
A 35 WITH HOLE e e anas wofor 0 g ABGD

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @l Light Cutting - @) Medium Cutting- @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) K
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157

.039
|

079 079
| il

.004 .008 012 016 0 .004 .008 012 .016 0 .004 008 012 .016 0 .004 008 012 .016

Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting

Cast Iron (<350MPa)

Depth of Cut (inch)
. - N
3 >

Depth of Cut (inch)

9
3
3

o

a—

Depth of Cut (inch)
o
8

Depth of Cut (inch)
o
3

039
[
I AN

o

@ General Cutting 3 Unstable Cutting

ﬁ TURNING INSERTS E

P Steel oCcCEEEC seocco0CE
M Stainless Steel CHE® G & #|O0 o0 [#
Work 17 Cast Iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide Q
1
Shape Order Number ISO) Number [RE[(wo ' oww VVLWVVVYVEEL (YW 010 8%
i 159) RE 18288t 8unn S8R0 Rt sRBR=22 . 82| 28
(inch) P R SO £ RIOE wBOOCOR LR alRRLansceEr el 22
DO ==D=S=S=SDD==DD=2=2>>>1ZZ=d<>>DIIH=xe (H
FP VBMT220.5FP  (VBMT110302-FP |.008| @ ® ® e @ 8858
VBMT221FP VBMT110304-FP [.016| @ ® ® e (o Bgl?
&% | VBMT222FP  |VBMT110308-FP [031] @ e ® o |o D014 D
R VBMT331FP VBMT160404-FP (.016| @ ® ® e @ 58(1)8
Cutting | VBMT332FP VBMT160408-FP |(.031| e ® ® e (o HO013
FM VBMT220.5FM | VBMT110302-FM |.008 ® 88%8 R
VBMT221FM VBMT110304-FM [.016 ® Bg%)
VBMT222FM VBMT110308-FM |.031 ® Bg}é
VBMT331FM VBMT160404-FM [.016 ® 58(1)(9)
VBMT332FM VBMT160408-FM |.031 ® HO13
VBMT221FV VBMT110304-FV  [.016 o (0% 8858
VBMT222FV VBMT110308-FV  |.031 ® (0% Bglﬁ)
VBMT331FV VBMT160404-FV [.016 o (0% Bg]g
- VBMT332FV VBMT160408-FV |.031 o (Ox E009
Finish E010
Cutting HO013
FJ VBGT33V5FJ VBGT1604V5-FJ [.002 ()
VBGT330.2FJ VBGT160401-FJ  [.004 ® C028 W
- VBGT330.5FJ VBGT160402-FJ [.008 () €029
HO13
Finish
Clljrgtﬁg K
FJ-P | VBGT33V5FJ-P |VBGT1604V5-FJ-P |.002 ®
VBGT330.2FJ-P |VBGT160401-FJ-P |.004 ®
= 028
VBGT330.5FJ-P |VBGT160402-FJ-P |.008 [} €029
HO013
Finish
Cutting
® = NEW
CHIP BREAKER > A058
GRADES > A034

IDENTIFICATION

>p002 A179




TURNING INSERTS [POSITIVE]

4’35° VB

WITH HOLE

TYPE INSERTS VBGT 2 2 0.5 R F

Size Thickness Corner Radius R/L Chip Breaker
*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Light Cutting- @) Medium Cutting- @il

n
-
[
w
7]
Z
(Y]
=z
=
4
=]
-

WITH
HOLE

A180

P Mild Steel P Carbon Steel-Alloy Steel | |[M  Stainless Steel (<2001B) | | K Cast Iron (<350MPa)
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157
g v118% g 118% :g .118% /‘Cé\ 118
= [ s [ =[] T oy O
8 079 8 .079 8 .079 e .079
2 : : @ 3
S 039 S 039 $ 039 S 039
a | a [ a [ a
| il 1] BN
0 .004 .008 012 016 0 .004 .008 012 016 0 .004 008 012 016 0 .004 008 012 .016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P | Steel [ X X XE X - ss0ocico0C S
M Stainless Steel CH P G & HO 00 |#
Work 17| Cast Iron czeoc cs 0 | o0 [zjoc
Material
N Non-Ferrous Metal ( 2 ([
S Heat-resistant Alloy, Titanium Alloy [ ecocs: c o00C
Coated (Cermet ggfrae& Carbide o
KON
oo
Sh Order Numb 1ISO) Numb RE 0o wvwwW VBV WYWLWYEELL 0 0 S
ape rder Number (ISO) Number ' §3583388£g882285%555558%%%55om8§§ %_ﬁ
(inch) P S S P BORE b ROV OO R aanwRltnndreEr e 2
DO ==D=S==SDD==DD==>>>2ZZ=d4>>DII-=xe
R/ILF VBGT220.5RF [VBGT110302R-F |.008 ® [k |O0x% [
VBGT220.5LF [VBGT110302L-F |.008 ® [k |O0x% ([ gggg
VBGT221RF VBGT110304R-F [.016 ® [k * ([ ] D010
~ D011
i VBGT221LF VBGT110304L-F [.016 ® [k * ([ ] D014
VBGT330.5RF [VBGT160402R-F |.008 *x [k * * D015
VBGT330.5LF [VBGT160402L-F |.008 *x [k * * Eg?g
Finish VBGT331RF VBGT160404R-F [.016 *x [k * * HO13
Cutting VBGT331LF VBGT160404L-F [.016 * [k * *
LP VBMT221LP VBMT110304-LP [.016] @ ® @ e (0 8858
VBMT222LP VBMT110308-LP (.031] e ® @ o @ Bg}?
&% | VBMT33ILP  |VBMT160404-LP |016| @ @@ o |o D014
) VBMT332LP VBMT160408-LP (.031] e ®@® e o E009
Light E010
Cutting HO013
LM VBMT221LM  [VBMT110304-LM |.016 [ X} [ 8858
VBMT222LM (VBMT110308-LM |.031 [ X} [ Bg}?
@ VBMT331LM [VBMT160404-LM |.016 [ X} [ Bg}g
) VBMT332LM [VBMT160408-LM |.031 [ X J [ ] E009
Light E010
Cutting HO013
LS |vewVBMT220.5LS |VBMT110302-LS |.008 [ X ) () C028
new VBMT221LS VBMT110304-LS [.016 ([ X J o €029
<&V |\cVBMT222LS  |VBMT110308-1LS | 031 oo o |
Light VBMT331LS VBMT160404-LS |[.016 [ X ) () D010
Cutting | VBMT332LS |VBMT160408-LS |.031 o0 ° Ho13
SV VBMT221SV  [VBMT110304-SV |.016 [ [ 8858
) VBMT222SV  [VBMT110308-SV |.031 [ [ B(O)}?
- VBMT331SV  [VBMT160404-SV |.016 [ [ Bg]g
. VBMT332SV  [VBMT160408-SV |.031 [ ] [ ] E009
Light E010
Cutting HO013
® = NEW

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>



P Steel oCcCEEEC s¥0oCccO00C|E
M Stainless Steel CHE® G # &0 o0 [#®
Work 173 Cast Iron czoc €z o | o0 |sjoc
Material
N Non-Ferrous Metal [ 7 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcocC: ¢ o00C
Coated Cermef ggﬁ;egt Carbide o
L® »
an
Shape Order Number (ISO) Number |RE([wo® i@ owi0w LYWV BVVEEL (YW wwo| 35 E
P TleSs8ssagunesSogorxp=Asdzzz0b o S22 =8 O
(i) B R OO EROEmBOOCO R EaanRRLa sl 22 2
DO ==D=S==DD0==DD=E=>>>D|ZZ=E<>>DIIH=xe =
MJ VBGT331MJ  |VBGT160404-MJ |.016 ° g
VBGT332MJ |VBGT160408-MJ |.031 ° c028 E
= C029 =
HO013
Light
Cutting
MJ-P VBGT331MJ-P [VBGT160404-MJ-P|.016 °
VBGT332MJ-P |VBGT160408-MJ-P|.031 ° Co28 m
<57 C029
HO13 WITH
Light HOLE
Cutting
MP VBMT331MP  [VBMT160404-MP |.016| ® ® @ o (@
VBMT332MP  |VBMT160408-MP |[.031| @ ® ® e (@ C028 C
@ C029
HO13
Medium D
Cutting
® = NEW
R
S
T
W
 §
CHIP BREAKER > A058
GRADES > A034

IDENTIFICATION > A002 A1 81




TURNING INSERTS [POSITIVE]

4’35° VB

TYPE INSERTS VBMT 3 3 1 MM

WITH HOLE

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

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Light Cutting- @) Medium Cutting- @il

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa)
157 157 157 157
[ ] [ ] [ ]
g v118% g 118% :g .118% /{:; 118
- T s [ . aEm»
8 079 8 .079 8 .079 S._) .079
g |2 s i a - ||z
L 2 039 2 039 B o3 2 o
7] a | a [ a [ a
4 | il 1] BN
6 0 .004 .008 012 016 0 .004 .008 012 016 0 .004 008 012 .016 0 .004 008 012 016
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
= P | Steel eccise sxleclcooe)s
M | Stainless Steel CHEH G & HO 00 |&
M\;Vt‘;rr'i‘al K | castlron czoc €z 0 | o0 (zoc
N Non-Ferrous Metal ([ 2 ([
m S Heat-resistant Alloy, Titanium Alloy [ ecocs: c o0¢C
Coated Cemet| Soated Carbide o
p i
Shape | Order Number (ISO) Number | RE ggggéggggggggf‘:’gg'&'&tgﬁgg%zz'su",c §82 %E
) B S S B E G C BB R s aEsaaEEELCE 22
e ::EE:EEE::EE::EE>>>:ZZE<>>:IItEmm
MM VBMT331MM |VBMT160404-MM |.016 [ X} [ ]
VBMT332MM [VBMT160408-MM |.031 [ X} [ ] c028
D = C029
HO013
Medium
Cutting
R MS |vewVBMT330.5MS |VBMT160402-MS |.008 [ X ) ()
VBMT331MS  [VBMT160404-MS |.016 [ X ) () c028
<57 | VBMT332MS |VBMT160408-MS |.031 'Y ° C029
HO013
S Medium NewVBMT333MS  |VBMT160412-MS  |.047 ( X J o
Cutting
MK VBMT331MK  [VBMT160404-MK |.016 [ X )
T VBMT332MK |VBMT160408-MK [.031 [ X ) C028
= €029
HO13
Medium
Cutting
Standard| VBMT331 VBMT160404 016| ®
VBMT332 VBMT160408 031 @ o
i C028
W
HO13
Medi
X Cutting
MV VBMT221MV  [VBMT110304-MV |.016 [ [ ] (] o *x000 X gggg
VBMT222MV  |VBMT110308-MV [.031 [ [ ] (] o 000 X Bg}ﬁ)
VBMT331MV  |VBMT160404-MV |.016 [ J [ ] (] o 000 X 8812
Medium VBMT332MV  |VBMT160408-MV [.031 ([ [ ] (] o *x000 X E009
E010
Cutting HO13
® = NEW

A182

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>



P Steel oCceCEEEC soCcc00 (¥
M Stainless Steel CH& G & &0 OO0 |®
Work 7™ Castiron cseoc c: 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated (Cermet ggfé]egt Carbide -
SN 2
Shape Order Number (ISO) Number BE ggggéggggggggg§E§EE§§§§%%%SB°“‘§§§ %g E
(inch) P S S P BOR BBV OO aan Rt nsrEErERe 22 g
DOD==D=E=E=SDD==D2==S>>>DZZ=EL>>PDITH=xr =
R/L SR| VBET22V3RSR |VBET1103V3R-SR 0012 o |x (] 2
VBET22V3LSR  [VBET1103V3L-SR |.0012 ® [Xx ° C028 E
VBET220.2RSR  |VBET110301R-SR |.004 o |[Xx ° ggfg E
ﬁ VBET220.2LSR  |VBET110301L-SR |.004 o [Xx (] D011
VBET220.5RSR  |VBET110302R-SR |.008 o [Xx ° 881‘5‘
VBET220.5LSR  |VBET110302L-SR |.008 o |[Xx ° E009
Medium | VBET221RSR VBET110304R-SR  [.016 o |[Xx (] E010 m
Cutting | VBET221LSR VBET110304L-SR  [.016 o [Xx [
R/L SN| VBET22VORSN |VBET110300R-SN | 0 °* [x ° L
VBET22VOLSN  [VBET110300L-SN 0 o [k ()
VBET22V3RSN  (VBET1103V3R-SN |.0012 o |[Xx [ C028
VBET22V3LSN  (VBET1103V3L-SN |.0012 o [k [ ggfg C
w VBET220.2RSN  [VBET110301R-SN |.004 o [k () D011
VBET220.2LSN  [VBET110301L-SN  |.004 o [k () gglg D
VBET220.5RSN  |VBET110302R-SN |.008 o [k () E009
VBET220.5LSN  |VBET110302L-SN |.008 o |[Xx () E010
Medium | VBET221RSN VBET110304R-SN  [.016 o |[Xx () R
Cutting [ VBET221LSN VBET110304L-SN  [.016 o |x (]
R/LW SN [*VBET22V3RWSN |VBET1103V3RW-SN|.0012 ® €028
(WithWipe) | VBET22V3LWSN_[VBET1103V3LW-SN [0012 o 5040 S
& D014
Medium [E)gég
Cutting E010 T
Flat Top [ VBMW332 VBMW160408 .031 [ X )
C028
V. 4 €029
HO13
*Please refer to page A032 before using the R/LW SN breaker (wiper insert). ® = NEW W
K
CHIP BREAKER > A058
GRADES > A034

IDENTIFICATION

>A002 A183




TURNING INSERTS [POSITIVE]

TYPE INSERTS VCMT 2 2 0.5 FP
A’35° VC WITH HOLE e e e

CHIP CONTROL RANGE FOR WORK MATERIALS ~  Finish Cutting-- @il Light Cutting-- @) Medium Cuting - @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) | | K Cast Iron (£350MPa) S Difficult-to-Cut materials
157 ‘ ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157
g 118% g .118% ’é .118% E 18 E 118
- s s . emmw @ | \ &
4 8 .079 8 079 8 .079 8 079 8 079
g E E @ | -
» g 039 | g 039 i §- 039 i § 039 § 039 ]
P4 [ (il 1] A —
(D 0 .004 .008 012 016 0 .004 .008 012 016 0 .004 008 012 .016 0 004 .008 012 .016 0 004 .008 012 .016
= Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
= P | Steel ececzse sxeclcoocls
M Stainless Steel CHE® G # &0 o0 (¥
MW°”.( K | Castlron czoc €z (0 | o0 |sjoc
aterial
N Non-Ferrous Metal [ 7 [ ]
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
p i
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
E N N S e
e DO ==D=S=S=SDD==DD=2=2>>>1ZZ=d<>>DIIH=xe
FP VCMT220.5FP VCMT110302-FP |.008| @ ® ® e (o €036
VCMT221FP VCMT110304-FP [016| @ @ ® o |o o
D &7 | \CMT331FP VCMT160404-FP |016| @@ ® o o D049
» VCMT332FP VCMT160408-FP |031] e e ® o o E016
Finish E017
Cutting E046
R FM VCMT220.5FM VCMT110302-FM |.008 ) 036
) VCMT221FM VCMT110304-FM [.016 ) DO11
<& | \oMT3HFM |VCMT160404-FM [ 016 ° Do
S » VCMT332FM VCMT160408-FM |.031 ° E016
Finish E017
Cutting
FV VCMT1.51.50.5FV [VCMT080202-FV |.008 o o (@%@ C036
T po— VCMT1.51.51FV  |[VCMT080204-FV |.016 ® o (@%@ E009
<S5 | VeMT331FY VCMT160404-FV [016] * xe| o o
- VCMT332FV VCMT160408-FV [.031] * *0® @ E017
Finish E046
Cutting
AZ VCGT331AZ VCGT160404-AZ |.016 )
W ) VCGT332AZ VCGT160408-AZ |.031 ® €036
27 | veeTanaz VCGT160412-AZ |.047 ° o
E046
Finish
X Cutting
R/L F | VCGT1.51.50.5RF [VCGT080202R-F |.008 ® |x () )
VCGT1.51.50.5LF |[VCGT080202L-F |.008 ® |x ® ®
& | VCGT15151RF | VCGT080204R-F |016 o [x | o o £009
S VCGT1.51.51LF  [VCGT080204L-F |.016 o |x () )
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
A184 <10inserts in one case>



P | Steel ececsise s sjec/cooc|s
M Stainless Steel CHE® G & &0 0 (¥
MW"”.( K | Castlron czeoc €z o | o0 |zj0c
aterial
N Non-Ferrous Metal [ 7 ([}
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cermet ggf‘éﬁg Carbide . o “
oy o
Shape Order Number (ISO) Number BE ggggéggggggggg§EEEE§§§§%%%SB°""§§§ %g E
(inch) B S S EBoR hpLoo0aaTaaaRRea s E R 22 2
DO ==D=E==DD==DD=EE>>>IDZZEL>>PDIIH=xe =
LP | VCMT221LP VCMT110304-LP  |.016| @ @ @ °o |0 G036 2
VCMT222LP VCMT110308-LP  |.031| @ @@ o |0 D015 Z
<7 | vemT33ILP VCMT160404-LP | 016| @@ ® o | o 2
. VCMT332LP VCMT160408-LP  |.031| e @@ °o |0 E016
Light E017
Cutting E046
LM | VCMT221LM VCMT110304-LM  |.016 o0 ° €036
VCMT222LM VCMT110308-LM  |.031 o0 ° o m
<& | vemrs3im VCMT160404-LM  |.016 o0 ° D049
Light | VCMT332LM VCMT160408-LM  |.031 0 ° E06 WOIE
Cutting E046
LS | VCMT220.5LS VCMT110302-LS ~ |.008 Y ° €036
VCMT221LS VCMT110304-LS  [.016 oo ° o C
<& | yonmssiLs VCMT160404-LS  |.016 o0 ° D049
Lignt | VCMT332LS VCMT160408-LS  |.031 0 ° £ 0
Cutting E046
LS | VCGT2202MLS  |VCGT110301M-LS |.003 Y cos
VCGT220.5MLS  |VCGT110302M-LS  |.007 o0 DO B
@97 | VCGT221MLS VCGT110304M-LS  |.015 o0 ngg
VCGT2.520.2MLS |VCGT130301M-LS  |.003 o0 E016
Light | VCGT2520.5MLS |VCGT130302M-LS |.007 o0 Eg)ﬂ?ﬁ S
Cutting | VCGT2.521MLS  [VCGT130304M-LS |.015 o0
LS-P | VCGT220.2MLS-P |VCGT110301M-LS-P |.003 ° o6
VCGT220.5MLS-P |VCGT110302M-LS-P |.007 ° DO T
_#” | VCGT221MLS-P  |VCGT110304M-LS-P |.015 ° Bgig
VCGT2.520.2MLS-P|VCGT130301M-LS-P |.003 ° E016
Light | VCGT2:520.5MLS-P|VCGT130302M-LS-P |.007 ° Egz;
Cutting | VCGT2.521MLS-P [VCGT130304M-LS-P|.015 °
SV VCMT1.51.50.58V |VCMT080202-SV .008 (] ® (1)
| vCMT1.51.518V  [VCMT080204-SV  |.016 ° o | oo W
= co
Light X
Cutting
MP | VCMT331MP VCMT160404-MP  |.016| @ @ ® °o |0
VCMT332MP VCMT160408-MP  [.031| @ ®@ ® e (0 C036
<57 | vewT3sanp VCMT160412-MP | 047| @ @ ® o |o E0to
Medium E046
Cutting
MM | VCMT331MM VCMT160404-MM ~ |.016 'Y °
VCMT332MM VCMT160408-MM  |.031 o0 ° 036
<57 [ "yonmazamm VCMT160412-MM ~ |.047 Y ° Eg]‘;
Medium E046
Cutting
® = NEW
CHIP BREAKER > A064

GRADES > A034 IDENTIFICATION  >A002 A4185




TURNING INSERTS

WITH
HOLE

TURNING INSERTS [POSITIVE]

4’35° VC

WITH HOLE

TYPE INSERTS VCMT 2 2 0.5 MS

Size Thickness Corner Radius Chip Breaker

*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting-- @l Light Cutting- @) Medium Cutting - @il

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB) | | K Cast Iron (£350MPa) S Difficult-to-Cut material
157 157 157 157 157
111 ] ] ‘©
g v118% g .118% :é .118% :g 118 :g 118
s s s . emmw @ |- \ &
e 079 8 .079 8 .079 8 079 8 079
2 2 2 @ |2 S
S 039 S 039 S 039 S 039 S 039
a | a [ a [ll a a ]
[ il 1| BAY =
0 .004 .008 012 016 0 .004 .008 012 016 0 .004 008 012 .016 0 004 .008 012 .016 0 004 .008 012 .016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS, LS : G class inserts
P Steel oCcCEEEC seocco0CE
M Stainless Steel CHE® G # &0 o0 (¥
Work 17| Cast Iron czoc €z (0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide . %
Sa
Shape Order Number ISO) Number |RE|wo® L owlw VVLVLVWLVEEL (VWY wwol| J5
i 159 e e A e E SIS
e S 6 2 B R BB R E NS RaaNSEEELEED| £F
DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EMZ
MS  |vewVCMT220.5MS VCMT110302-MS |.008 [ X )
NewVCMT221MS  [VCMT110304-MS |-016 oo o |
y new VCMT222MS VCMT110308-MS |.031 ( X J o E016
E017
Medium VCMT331MS VCMT160404-MS |.016 [ X ) [ E046
Cutting VCMT332MS VCMT160408-MS |.031 [ X ) [
MK VCMT331MK VCMT160404-MK |.016 [ X )
VCMT332MK VCMT160408-MK |.031 [ X ) C036
” E016
E017
Medium E046
Cutting
Standard| VCMT221 VCMT110304 016| ® ° e (xo00 *|  * C036
- VCMT331 VCMT160404  |.016|@ @ D * o [xolee [0 o o
J VCMT332 VCMT160408 .031|®@ @ ([ ] [ o |[xo00 (] D049
E016
Medium VCMT333 VCMT160412 047 @ ([ ] * @ £017
Cutting E046
MV VCMT1.51.50.5MV [ VCMT080202-MV |.008 ) ° o (x000 X
VCMT1.51.51MV |VCMT080204-MV |.016 [ [ ] (] o (X000 X
E009
E010
Medium
Cutting
Flat Top VCMW221 VCMW110304 .016 * C036
VCMW331 VCMW160404 |06 00 xx * o
e 4 VCMW332 VCMW160408 .031 @0 % % * D049
E016
E017
E046
® = NEW
@ : USA Stock * : Stocked in Japan
<10 inserts in one case> CHIP BREAKER > A064

A186




o \J[) IYPE INSERTS voex 3 2 05 R
‘ 35 WITH HOLE Size Th|ckness*(;;?;naesreRf:f|:fto page/lk 002

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Medium Cuting-- @l

N Aluminum Alloy
157
5 118
8 079 (/2]
2 i
B o L
o (2]
Z
0
Foed (nchirev) 9
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting E
P Steel oCcCeCEEEC s¥eocco0C E
M Stainless Steel CH® G & #|O0 o0 [#
Work |7 Cast iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C m
Coated (Cermet ggfrtne:@t Carbide o
35 um
Shape Order Number ISO) Number |RE|wo® L owlw VWOV WVLVWBEEL (WYY wwo| 8%
P 159) 82cd8odBnns o028 anlza8Rz221010, 882 <8
) B 8 8 S h RO BB T e N aatEEELeED| 22
S55555S5555555555555Z2S<5>55TThser ¢
R/L VDGX320.5R VDGX160302R .008 [ ]
VDGX320.5L VDGX160302L .008 [
VDGX321R VDGX160304R .016 [ C043 D
: VDGX321L VDGX160304L .016 [
Medium
Cutting
e=new R
S
T
W
CHIP BREAKER > A076
GRADES > A034

IDENTIFICATION > A002 A1 87




TURNING INSERTS [POSITIVE]

TYPE INSERTS VPET 1.5 1.5 0.2 R SRF
0735 VP

WI TH H o LE Size Thickness Corner Radius R/L Chip Breaker
CHIP CONTROL RANGE FOR WORK MATERIALS

*Please refer to page A002.
Finish Cutting-- @l Medium Cutting-- @l

P Mild Steel P Carbon Steel-Alloy Steel (180-26018) | | M Stainless Steel (<200HB)
157 157 157
E 118 E 118 g 118
|¢2 5 07 5 07 5 07
14 £ £ £
% 8 03 & o3 8 o3
z (N ED | 1A ] 1A N
6 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
4 Feed (mm/rev) Feed (mm/rev) Feed (mm/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
IE P Steel oCcCeCEEEC s O0CCO0OO0C S
M Stainless Steel CH® G & #|O0 o0 [#
Work 17 Cast Iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
p 5
Sh Order Numb 1ISO) Numb RE [wo © ¥ o v/l w VWL WYWVWVWVEEL (KLY 0 S
ape | OrderNumber | - (SO)Number |RE |82 23828 8w n28S828 S EE sRBRz=210, 822 28
(inch) P S S P BORE B BOVOO R aan Rt nsrEErERe 22
(H DO ==D=S==SDD==D12==S>>>DZZ=SL>>DITH=xr
R/IL SRF | VPET1.51.50.2RSRF (VPET080201R-SRF .004 [
VPET1.51.50.2LSRF |VPET080201L-SRF .004 [
D VPET1.51.50.5RSRF | VPET080202R-SRF .008 [
VPET1.51.50.5LSRF | VPET080202L-SRF .008 [
’ VPET22V3RSRF VPET1103V3R-SRF  [.0012 [ Bg}g
R VPET22V3LSRF VPET1103V3L-SRF 0012 [ D015
VPET220.2RSRF VPET110301R-SRF .004 [
VPET220.2LSRF VPET110301L-SRF .004 [
VPET220.5RSRF VPET110302R-SRF .008 [
VPET220.5LSRF VPET110302L-SRF .008 ()
VPGT1.51.50.2MSMG| VPGT080201M-SMG  |.004 [
VPGT1.51.50.5MSMG| VPGT080202M-SMG  |.008 [ D010
VPGT220.2MSMG | VPGT110301M-SMG  {.004 [ D014
, VPGT2205MSMG  |VPGT110302M-SMG ~ |.008 ° Do
Medium
Cutting
® = NEW
W
K
@ : USA Stock * : Stocked in Japan
A188 <10inserts in one case> CHIP BREAKER > A072




. WB TYPE INSERTS  WBGT 121 V3 L F
a 80 WITH HOLE B WHS G F Gy

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutting-- @il Medium Cutting-- @l

P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB)
157 57 457

5 s 5 a8 5 18

£ — £ — £

=1 =1 5

O o791 O 09 O o9

5 bS] k]

£ £ £

S 039 S 039 S 039

a a a)

o H [ ] o H [ ] o H [ ]

004 008 012 016 004 008 012 016 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
- - - - - - ]

\
ﬁ TURNING INSERTS E

P Steel oCcCEEEC s0oCcco00C|
M Stainless Steel CHE® G # &0 o0 (¥
Work e Cast Iron czeoc €z (0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 7 [ ]
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cemef| S93ted Carbide o
1 -
Sh Order Numb 1ISO) Numb RE LW oww VVLWVVWLWLIEEL 0 0 T
e | Orderfumber | (ISOINumber |RE 1822882880 n 828283 EE=RBRz22r ., 852 28
(inch) P R S S P BICE B B0 e aanlR R e NS EPEL R 22
DD ==SD=E==DDO==DD=EE>>>IZZEL>>PDIIH=xe (H

R/L F | WBGT1.21V3LF WBGT0201V3L-F 0012 o |[Xx
WBGT1.210.2LF  |WBGT020101L-F .004 ® |x
WBGT1.210.5LF  |WBGT020102L-F .008 ® (x |@ D

. WBGT1.211LF WBGT020104L-F 016 ® (x |@

é WBGT1.51.5V3LF  |WBGTL302V3L-F 0012 o (% E009
WBGT1.51.50.2LF |WBGTL30201L-F .004 ® (% E029 R
WBGT1.51.50.5RF  |WBGTL30202R-F .008 o (%

WBGT1.51.50.5LF |WBGTL30202L-F .008 ® (x |@
— WBGT1.51.51RF | WBGTL30204R-F 016 ® |x S

Cutting | WBGT1.51.51LF  [WBGTL30204L-F 016 o [« |@

R/L MV | WBMT1.51.50.5RMV|WBMTL30202R-MV  [.008 o *x [*xO® *

pr=: WBMT1.51.50.5LMV | WBMTL30202L-MV  |.008 () *x [*xO® * T

% WBMT1.51.51RMV |WBMTL30204R-MV  |.016 ° * |xole % e

) WBMT1.51.51LMV | WBMTL30204L-MV ~ |.016 () *x [*xO® * ]
Medium
Cutting
® = NEW
 §
CHIP BREAKER > A058
GRADES > A034

IDENTIFICATION > A002 A1 89




TURNING INSERTS [POSITIVE]

WCGT 2 1.5 V5 FJ-P
=

s ) S
Size Thickness Corner Radius Chip Breaker
*Please refer to page A002.

D 8o WC iTi 5™

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Finish Cutting-- @il Medium Cutting-- @l

P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200HB)

157 157 157
g 18 g 118 '-g 118
E § 079 :g é 079 :g § 079 :Q
% z’l 039 X 2% 039 X §L 039
= =T ST ,
(D .004 l.OUS 012 016 .004 l.OOS 012 016 .004 VOOB .012 .016
4 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
IE P Steel oCcCEEEC seocco0CE
M Stainless Steel CHE® G & #|O0 o0 [#
M\;Vtzrrli(m K | Castlron cze¢ cs 0 | o0 |zj0c
N Non-Ferrous Metal [ 2 {
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrae& Carbide o
"::.1: 25
Sh Order Numb 1ISO) Numb RE W oW’ VVLWVVWLWLIEEL 0 0 S
ape rder Number (ISO) Number . §§SSS’,S38338582Ss%gggﬁgs%ﬁﬁzsomg§§ %_ﬁ
L RN e SN T R S i
e DDEEDEEEDDEEDDEE>>>DZZE<>>DII&EMZ
FJ-P | WCGT21.5V5FJ-P |WCGT0402V5-FJ-P |.002 °
- WCGT21.50.2FJ-P|WCGT040201-FJ-P |.004 ° o037
D !.g WCGT21.50.5FJ-P| WCGT040202-FJ-P |.008 ° E017
WCGT32.5V5FJ-P |WCGT06T3V5-FJ-P |.002 ° Egig
Finish WCGT32.50.2FJ-P|WCGT06T301-FJ-P |.004 °
R Cutting [ WCGT32.50.5FJ-P|WCGT06T302-FJ-P |.008 ()
R/L WCGT1.210.5R  [WCGT020102R .008 *
WCGT1.210.5L  |WCGT020102L .008 * (]
S WCGT1.211R WCGT020104R .016 * 5312(7)
WCGT1.211L WCGT020104L .016 * (] E047
Finish WCGT1.51.50.5L |WCGTL30202L .008 *
T Cutting [ WCGT1.51.51L  |WCGTL30204L .016 *
MJ WCGT21.51MJ  |WCGT040204-MJ |.016 ()
'] WCGT32.51MJ  |WCGT06T304-MJ |.016 () €037
é WCGT32.52MJ | WCGTOBT308-MJ {031 ° =
Light E047
Cutting
MJ-P | WCGT21.51MJ-P |WCGT040204-MJ-P [.016 ()
S WCGT32.51MJ-P [WCGT06T304-MJ-P |.016 () €037
 § Q WCGT32.52MJ-P |WCGT06T308-MJ-P |.031 o | BV
Light E047
Cutting
Standard| WCMT1.210.5 WCMT020102 .008| @ ° *0|00® ° °
WCMT1.211 WCMT020104 016 @ [} *00® e ® ()
WCMT1.51.50.5 [WCMTL30202 008 @ [} * 000 ® () 037
& WCMT1.51.51 WCMTL30204 016 @ [} * 000 ® ®| Eo17
@msmw | WCMT21.505  |WCMT040202  |.008| @ ° xolee |o 00
WCMT21.51 WCMT040204 016 @ [} * 000 ® (]
- WCMT32.51 WCMTO06T304 016 @ [} * 000 ®
Cutting | WCMT32.52 WCMTO06T308 031 @ ° * 000 ®
® = NEW
@ : USA Stock * : Stocked in Japan
A190 <10inserts in one case> CHIP BREAKER > A064




Hsoc WP

TYPE INSERTS
WITH HOLE

WPGT 2 1.5 1 R
S

FS

—

Size Thickness Corner Radius R/L Chip Breaker
*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l) Medium Cutting- (il

P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<200HB)
157 157 57
% 118 5 s % 118
£ £ £
=1 5 =1
O 079 — [SNVC] — O 079 ]
k] ‘s k]
£ £ £
& 039 T 039 & 039
g I\ & I\ 8 AL
- - | - |
0 004 008 012 016 0 004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev) Feed (inch/rev)

Cutting Conditions : @ Stable Cutting

@ General Cutting

& Unstable Cutting

P | Steel ececzze sseccoocs
M Stainless Steel CH® G & #|O0 o0 [#
Work 17 Cast Iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet gg?rt:ec{ Carbide . Q
= ©
aa
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
(inch) P S S P BOR B BOVOO R A aanRnen s rEELERD] 22
DO ==D=S=S=SDD==DD=2=2>>>1ZZ=d<>>DIIH=xe
R/L FS| WPGT21.51RFS |WPGT040204R-FS [.016 * |k
3 WPGT21.51LFS |WPGT040204L-FS |.016 * [
‘ WPGT321RFS |WPGT060304R-FS |.016 * [ E009
Finish WPGT321LFS  |WPGT060304L-FS |.016 *  [x
Cutting
MV WPMT21.50.5MV | WPMT040202-MV |.008 [} [ *x [xO®
WPMT21.51MV | WPMT040204-MV |.016 ° ® () *x |*xO® *
L WPMT321MV WPMT060304-MV [.016 [ ] ® () ® |x0® E009
- WPMT322MV WPMT060308-MV |.031 () ® () ® %00 *
Cutting
o - vEw
CHIP BREAKER > A072
GRADES > A034

IDENTIFICATION

TURNING INSERTS

WITH
HOLE

>A002 A191



TURNING INSERTS [POSITIVE]

T oo X(C [IFElsErs xew 2 2 05 syx
) 25 WITH HOLE e Eiemee rfor o page AQCE.

CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cutting-- @l

P Mild Steel P Carbon Steel-Alloy Steel
157 157
5 18 5 18
(2] 5 079 ;.5) 079
E G k]
w o 4
2 8 .039 8 039
6 0 i om0z ot 0 004 008 012 016
4 Feed (inch/rev) Feed (inch/rev)
E Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
=) . _______________________________________________________ _____ __________ ______________ |
= P Steel oCcCEEEC seocco0CE
M Stainless Steel CH® G & #|O0 o0 [#
Work 17 Cast Iron czec cs 0 | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
m S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated (Cermet ggfrtne:@t Carbide o
w:lm 20
HOLE 00 0 0w ol @
Shape Order Number (ISO) Number |RE gggggggggggggg§£mmt§§§§%zzzso §gg %8
) B S S o BB BE R L I REANSEEELEED 22
I SD5SS555S555S555555555Z2S<>50 TS
SVX XCMT220.5S8VX |XCMT150302-SVX |.008 [
XCMT221SVX XCMT150304-SVX [.016 °
D <=5 | XCMT222SVX  |XCMT150308-SVX [.031 ° C038
Finish
Cutting
R ® = NEW
S
T
')
W
N
@ : USA Stock

A192 <10inserts in one case> CHIP BREAKER > A064




Y RTG itioiioce

Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting

P Steel oCCETEEC sro0CccOoO0C|E
Work M Stainless Steel CH® C# L0 OO0 (%
O™ 7K | castlron czeoc ez (0 | o0 |[20c
Material
N Non-Ferrous Metal [ o
S Heat-resistant Alloy, Titanium Alloy () ococ?: ¢c oo0¢C &
Coated Ceme| Soated Carbide o o
o n
(1ISO) Numb RE W o WY o3 %) L] ol 0 8% =
Shape Order Number umber wo =} ey} L <|ww wwo| 8%
o589 888 888K LR ENaZZZ oo ,,885 52 2
o) BB S g B BB Esta s sassbcEteeD 22 2
::EE:EEE::EE::EE>>>:ZZE<>>::|::|:&En:nc [
RTGO5A RTGO5A - o o P
@, | RTGO6A RTGO06A - e o
' RTGO7A RTGO7A - ° -
RTGO0SA RTGO8A - e o
RTG10A RTG10A - e o
® = NEW
H
D
S
T
')
W
CHIP BREAKER > A079
GRADES > A034

IDENTIFICATION > A002 A1 93




TURNING INSERTS [POSITIVE]

TYPE INSERTS SPGR 3 2 1 R_
. 90° SP WITHOUT HOLE ST e R

CHIP CONTROL RANGE FOR WORK MATERIALS ~ Medium Cutting-- @l

é TURNING INSERTS !

WITHOUT
HOLE

A194

P Mild Steel P Carbon Steel-Alloy Steel (180-200HB)
157 157
’é\ 118 g 118
;{ .079 ' g 079 '
§ 039 § 039
0 o004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P Steel oCcCeCEEEC sd0CCOO0C
M | Stainless Steel CH® G & #|O0 o0 [#
M\;Vt‘;rr'i‘al K | Castlron czoc €: (o | o0 [zj0c
N Non-Ferrous Metal [ 2 (]
S Heat-resistant Alloy, Titanium Alloy () oCcoC: ¢ O00C
Coated Cermet ggfrae& Carbide . o
2 ©
S0
Shape Order Number (ISO) Number BE gggggggggggggggg%gégﬁgg%%%gsomggg %g
(neh) P R S S 2 ROE b BOOOO R rEaalRRen adrEEL e 22
DO ==D=S==SDD==D12==S>>>DZZ=SL>>DITH=xr
SPGR321R SPGR090304R .016 *
Finish
Cutting
Standard| SPMR321 SPMR090304 016| ® *x0®
SPMR322 SPMR090308 031 @ * @@
g SPMR421 SPMR120304 .016] @ * % |@ -
) ' SPMR422 SPMR120308 031 @ [ B d( J
Light to Medium
Cutting
Flat Top SPMN321 SPMN090304 .016 * *| K
SPMN322 SPMN090308 031 @ * *x @
SPMN421 SPMN120304 016 * * *|
SPMN422 SPMN120308 031 @ @ * e o
SPMN423 SPMN120312 047] K * *| *
SPMN432 SPMN120408 .031 *|
e | SPMN433 SPMN120412 .047 ° B
SPMN532 SPMN150408 .031 *
SPMN533 SPMN150412 .047 (]
SPMN631 SPMN190404 .016 [ ]
SPMN632 SPMN190408 .031 *
SPMN633 SPMN190412 .047 [ ]
Flat Top| SPG321 SPGN090304 016 * o *x
SPG322 SPGN090308 .031 *
SPG421 SPGN120304 .016 [ e o
— SPG422 SPGN120308 .031 ([ e o
SPG423 SPGN120312 .047 * -
S| sPG431 SPGN120404 016 °
SPG432 SPGN120408 .031 o x
SPG531 SPGN150404 .016 *
SPG532 SPGN150408 .031 *
® = NEW

@ : USA Stock * : Stocked in Japan
<10 inserts in one case>



Ao

TYPE INSERTS
WITHOUT HOLE

TCG 1.2 1 1

-
Size Thickness Corner Radius

*Please refer to page A002.

Cutting Conditions : @ Stable Cutting

@ General Cutting ¥ Unstable Cutting

P Steel £ .2 COoOO0CE
Work M | Stainless Steel CH® Cae o0 (¥
O™ 7K | castlron czeoc es o0 |2oc
Material
N Non-Ferrous Metal [ o
S Heat-resistant Alloy, Titanium Alloy () [ N X ¢c oo0¢C &
Coated S Carbide o o
o n
s =
Shape | Order Number (ISO) Number [RE|8oR2Qg2(88 82808l &z == 882l S o
223920 molR 29 Koo QLU BLIQAVB S S oo 28 2
rer) B S B S B e RO el easnoRoarsceEtEeD 22 =
ODOD==D===DD==DD==>>>D> E<>>:):|::|:&En:nc [
Flat Top| TCG1.211 TCGN060104 016 * E
TCG1.81.51 TCGN090204 016 *
¢ =NEW  wmhour
HOLE
H
D
R
S
']
W
CHIP BREAKER > A078
GRADES > A034

IDENTIFICATION

>A002 A195




TURNING INSERTS [POSITIVE]

A‘ 60° TP

TYPE INSERTS
WITHOUT HOLE

TPGR 2 2 1 R
"

Size Thickness Corner Radius
*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS

Finish Cutting- @l Medium Cutting- @il

P M

ild Steel

Carbon Steel-Alloy Steel

157

118

Depth of Cut (inch)

Depth of Cut (inch)

157

118

é TURNING INSERTS !

.079 g 079 g
.039 ™~ .039 \
0 o004 008 012 016 0 004 008 012 016
Feed (inch/rev) Feed (inch/rev)
Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting
P | Steel ecCcEHeC sE0€ ®
M | Stainless Steel CH O ®
Worl.( K Cast Iron ey |0 *
Material
N Non-Ferrous Metal
S Heat-resistant Alloy, Titanium Alloy (] oCE
e Cermet o}
WITHOUT % E
HOLE Shape Order Number (ISO) Number |RE ggggggggmmggggggr:'iﬁsgggzzzgso 2‘%3
L RN e SN T R S i
(H DO ==D=E==DD==DD==>>>DZZ=S<>>DI Tk
R/L TPGR221R TPGR110304R .016 * *
TPGR221L TPGR110304L .016 * *| x
D A TPGR321R TPGR160304R .016 * *| *
— TPGR321L TPGR160304L .016 * *| *x
Sk TPGR322R TPGR160308R .031 *
R Cutting TPGR322L TPGR160308L .031 * *| *
Standard| TPMR1.81.50.5 [TPMR090202 .008 o0
TPMR1.81.51 TPMR090204 .016 * 0|0
S TPMR1.81.52 TPMR090208 .031 [
7 TPMR220.5 TPMR110302 .008 *x 0|0
y \ [ TPMR221 TPMR110304 .016] @ * 0|0
= | TPMR222 TPMR110308  |031] ® xol®
TPMR321 TPMR160304 .016] @ *x 0@
] n ) TPMR322 TPMR160308 031 @ *x 0@
ight to Medium
Cutting TPMR323 TPMR160312 .047] @ o0
Flat Top| TPMN221 TPMN110304 016 @ * | % PS
W TPMN222 TPMN110308 031 @ * [ ]
TPMN321 TPMN160304 .016] @ @ * |k (]
) TPMN322 TPMN160308 031 @ @ * |k (]
 § Y. _ TPMN323 TPMN160312 047] * *
| TPMN325 TPMN160320 .079 *
TPMN431 TPMN220404 .016] @ [ ]
TPMN432 TPMN220408 031 @ @ * [ ]
TPMN433 TPMN220412 047] @ * [ ]

@ : USA Stock * : Stocked in Japan

A196

<10 inserts in one case>




P Steel oCcCEEEC s¥0CccO00C|E
M Stainless Steel CHE® G & &0 o0 [#
Work 17 Cast Iron czoc €z o | o0 |sjoc
Material
N Non-Ferrous Metal [ 2 [ J
S Heat-resistant Alloy, Titanium Alloy () ococC: ¢ o00C
Coated Cemefl S03t€d | Carbide 9
O ®
an [
Shape Order Number ISO) Number |RE|wo L owlw VVLWVVWLIEEL |0VWY wwo| 35 e
P (150) lessgesSseps oo s XXEIASINZZZER o, 2S5 58 i
(inch ) R S S 2R OR 6RO GO raaaRNleandrr ey €2 g
DO ==D=S==DD0==DD=E=2>>>D|ZZ=E<>>DIIH=xe =
Flat Top| TPG220.5 TPGN110302 |08 D g
TPG221 TPGN110304 .016 * *|* @ E
TPG222 TPGN110308 .031 ® ® E
TPG320.5 TPGN160302 .008 *
TPG321 TPGN160304 .016 % *|*x @
TPG322 TPGN160308 .031 ok [ ) -
TPG323 TPGN160312 .047 (]
TPG324 TPGN160316 .063 ®
TPG332 TPGN160408 .031 *
TPG431 TPGN220404 016 () ()
TPG432 TPGN220408 .031 () ® e
® = NEW
D
R
S
']
W
 §
CHIP BREAKER > A078
GRADES > A034

IDENTIFICATION > A002 A1 97






