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PVD coated Cermet grade for steel

MP3025




PVD coated Cermet grade for steel

MP3025

MP3025 has excellent flank wear and fracture resistance.

Due to the improved adhesion strength of the smooth substrate surface, MP3025 gives excellent surface
finishes, ideal for mass production of small parts.

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

High quality finishes at low speeds.

MP3025 produces better surface finishes at low cutting speeds than competitors PVD cermet grades.

MP3025

LP Breaker Conventional

<Cutting condition>

Work piece : S25C

Insert : CNMG120408
Revolution : n=398 min.-1

(Outer: ve=250 m/min.)
Depth of cut : ap=1.5 mm
Feed :f=0.15 mm/rev.

Wet cutting

200mm




Breaker system for steel cutting (Negative inserts)

=
S8
5 || 2| Eiesher s Cross Section
L2y and Features e —
alg Picture ry
<|F
First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel 120 Nose
alloy steel and stainless steel z,
Double sided chipbreaker. E
> Stable chip control even at small depths of cut. g! Flank
= 077010203 04 12"5';/
:;; f (mm/rev)
= )
@ First recommendation for finishing mild steel Mid Steel Nose
i= ) . 15°
[ Double sided chipbreaker. =)
Effectively controls adhesive chips. E ; Flank
Suitable for mild steel finishing. & N an
001020304 15° 0.2
f (mm/rev) D‘Fl\/—
. . . . . N
First recommendation for light cutting of carbon Carbon Steel - Alloy Steel o e
and alloy steel =3 150%
Stable chip control in the light cutting range. E»
The curved edge allows smooth chip discharge. &1 T Flank
0 01 03 05 . 0.2
£ (mmirev) 1 M
First recommendation for light cutting of mild Mild Steel Nose
Double sided chipbreaker. 3 10015’\/—
Effectively controls adhesive chips. £E2
Suitable for light cutting. S R B Flank
9 9 0 0.2
01 03 05 10°
f (mm/rev)
o . . . . .
£ First recommendation for medium cutting of carbon Carbon Steel - Alloy Steel o :‘: se
= and alloy steel =4 il 15°,§i;1¥/_/—
o Suitable for medium to light cutting. E3[] ]
g Breaker geometry suitable for copying and back turning. %f L H Flank
k<] Cutting edge geometry for an optimum balance of sharpness and 001 03 05 11° 0.2
g fracture resistance. f (mmrev) W

Breaker system for steel cutting (Positive inserts)

(0]

o

< Breaker Name Cross Section
g gnd Features Geometry
|<—_, Picture

First recommendation for finish cutting of Carbon Steel * Alloy Steel Nose
carbon and alloy steel 3 6
The protuberance at the tip of the breaker controls chips even at 2

small depths of cut.

Corner strength is maintained to prevent abnormal fracturing. l Flank
wgw 1 60
6 @ Positive Insert 077010203 04
f (mmirev)

First recommendation for light cutting of Carbon Steel » Alloy Steel Nose

carbon and alloy steel 3 18°
Excellent cutting edge sharpness due to the large rake angle. 2

Prevents chip welding of the insert to ensure good surface finishes.
Optimised breaker realises a wide range of chip control. Flank

@ e Positive Insert 001020304 8° ;Sr_/
f (mmirev)

First recommendation for medium cutting of Carbon Steel + Alloy Steel ol\%ose

carbon and alloy steel 3 ‘ l 18° [~
The flat land produces excellent wear resistance and superior fracture resistance. 5

The wide pocket reduces vibration and chip jamming and also prevents increases Flank
1 — an
1

ap (mm)

Finish Cutting | Application

ap (mm)

ap (mm)

in cutting resistance even at high depths of cut.

0
e e Positive Insert 0 01020304 18
f (mmirev)

Medium Cutting




PVD coated Cermet grade for steel

MP3025

INSERTS
@ Negative Inserts (With hole)

@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
FH CNMG120402-FH M [ 12.7 | 4.76 0.2 5.16
120404-FH M [ 12.7 | 4.76 0.4 5.16 —
- 120408-FH M [ 12.7 | 4.76 0.8 5.16 o
- i
) S1
Finish Cutting
FY CNMG120404-FY M [ 12.7 | 4.76 04 5.16
120408-FY M [ 12.7 | 4.76 0.8 5.16
Z=5
2 D@
Finish Cutting
LP CNMG120404-LP M [ 12.7 | 4.76 04 5.16
120408-LP M [ J 12.7 | 4.76 0.8 5.16 —
;v— 1 alt1-]
.V’ [}
D_d
S1
Light Cutting
SW CNMG120404-SW M (] 12.7 | 4.76 0.4 5.16
- 120408-SW M [ 12.7 | 4.76 0.8 5.16 -
=] 120412-SW M| e 127 | 476 | 12 | 5.16 ~
)
R d
Light Cutting St
(Wiper)
SY CNMG120404-SY M [ 12.7 | 4.76 04 5.16
120408-SY M [ 12.7 | 4.76 0.8 5.16
NI S
351;._1,44 a1
e c'\?"
S1
Light Cutting
MP CNMG120404-MP M [ 12.7 | 4.76 04 5.16
120408-MP M [ 12.7 | 4.76 0.8 5.16
120412-MP M [ 12.7 | 4.76 1.2 5.16 ST
S
S1
Medium Cutting
Standard CNMG120404 M [ ] 12.7 | 4.76 04 5.16
120408 M| e | 127|476 | 08 | 516 Re, P
N % I
D4
80°\‘ D1 S1
Medium Cutting
FH DNMG150402-FH M [ 12.7 | 4.76 0.2 5.16
150404-FH M [ 12.7 | 4.76 04 5.16
150408-FH M [ 12.7 | 4.76 0.8 5.16
150602-FH M [ 12.7 6.35 0.2 5.16
150604-FH M [ 12.7 6.35 0.4 5.16 1]
Finish Cutting 150608-FH M () 12.7 | 6.35 0.8 5.16

@ : Inventory maintained.




Stock

Dimensions (mm)

Shape Order Number g Geometry
O | mpP3025| D1 S1 Re D2
FY DNMG150404-FY M ° 12.7 476 | 04 | 5.16
150408-FY M ° 12.7 476 | 08 | 5.16
150604-FY M ° 12.7 635 | 04 | 5.16
150608-FY M ° 12.7 635 | 0.8 | 5.16
Finish Cutting
LP @& DNMG110404-LP M|l @ 9.525| 476 | 04 | 3.81
& 110408-LP M ° 9.525| 476 | 0.8 | 3.81
150404-LP M ° 12.7 476 | 04 | 5.16
150408-LP M ° 12.7 476 | 08 | 5.16
& 150412-LP M ° 12.7 476 | 12 | 5.16
150604-LP M ° 12.7 635 | 04 | 5.16
Light Cutting 150608-LP M (] 12.7 6.35 0.8 5.16
SW DNMX150404-SW M ° 12.7 476 | 04 | 5.16
150408-SW M| e (127 | 476 | 08 | 516 Re oo
150604-SW M ° 12.7 635 | 04 | 516 ati
150608-SW M| e [127 | 635 | 08 | 5.16 T
Light Cutting S1
(Wiper)
SY DNMG150404-SY M ° 12.7 476 | 04 | 5.16
150408-SY M ° 12.7 476 | 08 | 5.16
150604-SY M ° 12.7 635 | 04 | 5.16 —
150608-SY M ° 12.7 635 | 0.8 | 5.16
S1
DNMG150404-MP M ° 12.7 476 | 04 | 5.16
150408-MP M ° 12.7 476 | 08 | 5.16 ____Re
150412-MP M| e |127 | 476 | 12 | 516 /‘f;éé\)fff s
150604-MP M| e |127 |63 | 04 |516 | & S
150608-MP M ° 12.7 635 | 0.8 | 5.16 55° $1]
Medium Cutting 150612-MP M (] 12.7 6.35 1.2 5.16
Standard DNMG150404 M ° 12.7 476 | 04 | 5.16
150408 M| e [127 | 476 | 08 | 516 pa—
150604 M ° 12.7 635 | 04 | 5.16 Vj D/ alt
150608 M ° 12.7 6.35 | 0.8 | 5.16 b
557 D1 S1
Medium Cutting
FH SNMG120404-FH M ° 12.7 476 | 04 | 5.16
120408-FH M ° 12.7 476 | 08 | 5.16 WW?}
_ Q NM' °
.. D1 | |81]
Finish Cutting
LP SNMG120404-LP M ° 12.7 476 | 04 | 5.16
120408-LP M ° 12.7 476 | 08 | 5.16 —
g1
D__d
S1
Light Cutting




PVD coated Cermet grade for steel

MP3025

INSERTS
@ Negative Inserts (With hole)

@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | MP3025 D1 S1 Re D2
sy SNMG120408-SY M o |[127 476 | 08 | 5.16
i_f;,%.: A 3]
Light Cutting
MP SNMG120404-MP M e |[127 476 | 04 | 5.16
120408-MP M e (127 476 | 08 | 5.16
120412-MP M e |[127 476 | 12 | 5.16
Medium Cutting
Standard SNMG090304 M ° 9.525| 318 | 0.4 | 3.81
090308 M ° 9.525| 3.18 | 0.8 | 3.81 ) . Re e
— 120404 M e |[127 476 | 04 | 5.16 | s
[ O 8-
L 120408 M e (127 476 | 08 | 5.16 -
D1 S1
Medium Cutting
R/IL SNGG120404R G o |[127 476 | 04 | 5.16
120408R G| e [127 | 476 | 08 | 5.16 _ e .
Hf 120404L G e |[127 476 | 04 | 5.16 @ a4
__.h 120408L G| e [127 | 476 08 | 516 NN
61 S1
Medium Cutting
FH TNMG160402-FH M ° 9.525| 476 | 02 | 3.81
160404-FH M| @ | 9525 476 | 04 | 3.81 ¢ Re
160408-FH M ° 9.525| 4.76 | 0.8 | 3.81 s
[S)
D1
Finish Cutting
FY TNMG160404-FY M ° 9.525| 476 | 04 | 3.81
160408-FY M ° 9.525| 4.76 | 0.8 | 3.81 —
At
[S)
D ¢
S1
Finish Cutting
R/IL-F TNGG160402R-F G ° 9.525| 4.76 | 0.2 | 3.81
160404R-F G| e | 9525 476 | 04 | 381 (Re
A 160408R-F G ° 9.525| 4.76 | 0.8 | 3.81 /x «
y TSR MAN a 1
Wi 160402L-F G| e | 9525 476 | 02 | 3.81 AYN =
160404L-F G ° 9.525| 476 | 04 | 3.81 D1 sl
Finish Cutting 160408L-F G ° 9.525| 476 | 0.8 | 3.81
LP TNMG160404-LP M ° 9.525| 476 | 0.4 | 3.81
160408-LP M ° 9.525| 4.76 | 0.8 | 3.81 0
g &P 160412-LP M| e 9.525| 476 | 1.2 | 3.81 st
& GED 220408-LP M| e (127 | 476 | 08 | 5.16 S
S1
Light Cutting

@ : Inventory maintained.




@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | MP3025 D1 S1 Re D2
sw TNMX160404-SW M ° 9.525| 4.76 | 04 | 3.81
160408-SW M ° 9.525| 476 | 0.8 | 3.81 5
- i
ol —
D d
Light Cutting S1
(Wiper)
SY TNMG160404-SY M ° 9.525| 476 | 0.4 | 3.81
160408-SY M ° 9525 476 | 0.8 | 3.81 ('Re —
P, At
ﬁ?ﬁ;}&s § ab:*
‘ D1 S1
Light Cutting
R/L-K TNGG160402R-K G ° 9.525| 4.76 | 0.2 | 3.81
160404R-K G| e | 9525 476 | 04 | 3.81 o Re —
y- 160408R-K G| e | 9525 476 | 08 | 3.81 @ .
ol -4
A 160402L-K |G| e | 9525 476 | 02 | 381 a2y  cHg
160404L-K G ° 9.525| 4.76 | 04 | 3.81 D1 s1
Light Cutting 160408L-K G ° 9.525| 476 | 0.8 | 3.81
MP TNMG160404-MP M ° 9.525| 476 | 04 | 3.81
160408-MP M ° 9.525| 4.76 | 0.8 | 3.81
160412-MP M ° 9.525| 476 | 12 | 3.81 .
% 4 -
S1
Medium Cutting
Standard TNMG160404 M ) 9.525| 4.76 0.4 3.81 R
e
160408 M| @ 9.525| 476 | 0.8 | 3.81 ¢
AON  fE
D1 S1
Medium Cutting ‘
R/L TNGG160402R G ° 9.525| 4.76 | 0.2 | 3.81
160404R G ° 9.525| 476 | 04 | 3.81 o Re
( 160408R G ° 9.525| 4.76 | 0.8 | 3.81 o
4 Q1T
A__Hf§ 160402L G| e 9.525| 476 | 0.2 | 3.81 A ¢
160404L G ° 9.525| 476 | 0.4 | 3.81 D1 sl
Medium Cutting 160408L G ° 9.525| 476 | 0.8 | 3.81
FH VNMG160402-FH M ° 9.525| 4.76 | 0.2 | 3.81
160404-FH M ° 9.525| 476 | 04 | 3.81
é? 160408-FH M ° 9.525| 476 | 0.8 | 3.81
Finish Cutting
R/IL-F VNGG160402R-F G ° 9.525| 476 | 02 | 3.81
160404R-F G ° 9.525| 476 | 04 | 3.81
160402L-F G ° 9.525| 476 | 02 | 3.81
= 160404L-F G| e | 9525 476 | 04 | 381
Finish Cutting




PVD coated Cermet grade for steel

MP3025

INSERTS
@ Negative Inserts (With hole)

@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
LP VNMG160404-LP M [ 9.525| 4.76 0.4 3.81
160408-LP M () 9.525| 4.76 0.8 3.81
Light Cutting
MP VNMG160404-MP M (] 9.525| 4.76 0.4 3.81
160408-MP M [ ) 9.525| 4.76 0.8 3.81
=7
Medium Cutting
Standard VNMG160404 M (] 9.525| 4.76 0.4 3.81
160408 M () 9.525| 4.76 0.8 3.81
Medium Cutting
FH WNMG080404-FH M [ 12.7 4.76 0.4 5.16
080408-FH M () 12.7 4.76 0.8 5.16
Finish Cutting
FY WNMG080404-FY M [ 12.7 4.76 0.4 5.16
080408-FY M () 12.7 4.76 0.8 5.16
& e
Finish Cutting =
LP @& WNMGO06T304-LP M [ 9.525| 3.97 0.4 3.81
&P 06T308-LP M| o 9.525| 397 | 0.8 | 3.81
&P 060404-LP M| o 9525 476 | 0.4 | 3.81 P
& & 060408-LP |M| e | 9525 476 | 08 | 381 §+Z—
080404-LP M| e |127 | 476 | 04 | 5.16 fhd
Light Cutting 080408-LP |M| e [127 | 476 | 08 | 5.16 St
SW WNMG060404-SW M [ 9.525| 4.76 04 3.81
060408-SW M () 9.525| 4.76 0.8 3.81
080404-SW M (] 12.7 4.76 0.4 5.16
080408-SW M () 12.7 4.76 0.8 5.16 é
Light Cutting 080412-SW M (] 12.7 4.76 1.2 5.16 St
(Wiper) C
SY WNMG080404-SY M [ 12.7 4.76 04 5.16 80°
080408-SY M () 12.7 4.76 0.8 5.16
A3 s
Re
Light Cutting =

@ : Inventory maintained.




@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O | mP3025| D1 S1 Re D2
MP WNMG080404-MP M ([ ] 12.7 | 4.76 0.4 5.16
080408-MP M (] 12.7 | 4.76 0.8 5.16
080412-MP M [ ] 12.7 | 4.76 1.2 5.16
al -
Q
Medium Cutting St
Standard WNMG080404 M ([ ] 12.7 | 4.76 0.4 5.16 80°
080408 M ([ ] 12.7 | 4.76 0.8 5.16
A P
4 K“x é é 1
b D d
Re D1 S1
Medium Cutting




PVD coated Cermet grade for steel

MP3025

INSERTS
@ 5° Positive Inserts (With hole)

@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
&P FP VBMT110302-FP M (] 6.35 3.18 0.2 2.9
110304-FP M (] 6.35 3.18 0.4 29
110308-FP M (] 6.35 3.18 0.8 2.9
) 160404-FP M| @ |9525 476 | 04 | 44
160408-FP M (] 9.525 | 4.76 0.8 4.4
Finish Cutting
R/L-F VBGT110302R-F G [ ] 6.35 3.18 0.2 2.85
110302L-F G (] 6.35 3.18 0.2 2.85 _Re o
= Pz E=d
37 D1 S1 '
Finish Cutting
GV LP VBMT110304-LP M (] 6.35 3.18 0.4 2.9
110308-LP M (] 6.35 3.18 0.8 29
_ 160404-LP M [ ] 9.525 | 4.76 0.4 4.4
) 4 160408-LP M| ® |9525| 476 | 08 | 4.4
Light Cutting
&&= MP VBMT160404-MP M (] 9.525 | 4.76 0.4 4.4
160408-MP M ( J 9.525 | 4.76 0.8 4.4
=74
Medium Cutting
MV VBMT110304-MV M [ ] 6.35 3.18 0.4 2.85
110308-MV M [ ] 6.35 3.18 0.8 2.85
160404-MV M (] 9.525 | 4.76 0.4 443
= 4 160408-MV M| o |9525| 476 | 08 | 443
Medium Cutting
R/L-F WBGT020102L-F G (] 3.97 1.59 0.2 23
020104L-F G [ ] 3.97 1.59 0.4 2.3 o
Za L30202L-F G| e |476 | 238 | 02 | 23 5
' L30204L-F G (] 4.76 2.38 0.4 2.3 g
H 50
Finish Cutting 51
R/L-MV WBMTL30202L-MV M (] 4.76 2.38 0.2 2.3
L30202R-MV M (] 4.76 2.38 0.2 2.3 ~
L30204L-MV M| e |476 | 238 | 04 | 23 BE
@ L30204R-MV M (] 4.76 2.38 0.4 2.3 £~
si_ | °
Medium Cutting

@ : Inventory maintained.




@ 7° Positive Inserts (With hole)

@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
@@ FP CCMT060202-FP M| e 635 | 238 | 02 | 28
060204-FP M| e 6.35 | 238 | 04 | 2.8 _Re )
E 09T302-FP M| e 9.525| 397 | 02 | 44 i i
09T304-FP M| @ 9.525| 397 | 04 | 44 =
e 09T308-FP M| e | 9525 397 | 08 | 44 go-\./ | D1 s T
Finish Cutting
L-F CCGT03S102L-F G| e 397 | 139 | 02 | 20
03S104L-F G| e 397 | 139 | 04 | 20 Re 5
'.\ 04TO002L-F G| e 476 | 179 | 02 | 24 /\ Fﬂ
i-. 04T004L-F G| e 476 | 179 | 04 | 24 I\ | BN
so°\/ D1 s1 '
Finish Cutting
&P LP CCMT060204-LP M| ® 635 | 238 | 04 | 28
060208-LP M| e 6.35 | 238 | 0.8 | 2.8 a
- 09T304-LP M| e 9.525| 397 | 04 | 44 ]
] 09T308-LP M| @ 9.525| 397 | 08 | 44 e
i S1 f
Light Cutting
sV CCMH060202-SV M| @ 635 | 238 | 02 | 28
060204-SV M| @ 6.35 | 238 | 04 | 28 a
[S]
7
S1
CCMT060202-SW M| e 635 | 238 | 02 | 28
060204-SW M| e 635 | 238 | 04 | 28 — &
09T302-SW M|l @ 9.525| 397 | 02 | 44
09T304-SW M| @ 9.525| 397 | 04 | 44 Y70
Light Cutting s
(Wiper)
= MP CCMT060204-MP M| @ 6.35 | 238 | 04 2.8
060208-MP M| e 635 | 238 | 0.8 | 28 Re s
09T304-MP M| @ 9.525| 397 | 04 | 44 B
E ' 09T308-MP M| e | 9525 397 | 08 | 44 © **
- 120404-MP M| e (127 | 476 | 04 | 55 J ~ /}7"
80° D1 S1
120408-MP M| @ |127 | 476 | 08 | 55
Medium Cutting 120412-MP (] 12.7 4.76 1.2 5.5
Standard CCMT060202 M| e 635 | 238 | 02 | 28
060204 M| @ 635 | 238 | 04 | 28
080304 M| e | 794|318 | 04 | 34 Re e 3
=™ 09T302 M| e 9525| 397 | 02 | 44 —
LJ 097304 M ° 9.525| 397 | 04 4.4 3}70
— 097308 M| o | o525 397 | 08 | 44 s | o, s
120404 M| @ |127 | 476 | 04 | 55
Medium Cutting 120408 M [ ] 12.7 4.76 0.8 5.5




PVD coated Cermet grade for steel

MP3025

INSERTS
@ 7° Positive Inserts (With hole)

@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
MV CCMH060202-MV M| @ 635 | 238 | 02 | 28
060204-MV M| @ 635 | 238 | 04 | 2.8 o
[S]
[~ .
) St
Medium Cutting
MW CCMT060204-MW M| @ 635 | 238 | 04 | 2.8
060208-MW M| @ 635 | 238 | 0.8 | 2.8 a
/ N 09T304-MW M| e | 9525 397 | 04 | 44 =
—l 09T308-MW M| e 9525 397 | 0.8 | 44 [
Medium Cutting S1 !
(Wiper)
G Fp DCMT070202-FP M| @ 635 | 238 | 02 | 2.8
070204-FP M| @ 635 | 238 | 04 | 2.8 Re g
11T302-FP M| @ 9525 397 | 02 | 44
Ef' 11T304-FP M| e | 9525 397 | 04 | 44 ] 2}7*‘
11T308-FP M| e | 9525 397 | 08 | 44 % D1 s1l_
Finish Cutting
@@ LP DCMT070204-LP M| @ 635 | 238 | 04 | 2.8
070208-LP M| @ 635 | 238 | 0.8 | 2.8 8
‘@,. 11T304-LP M| @ 9525 397 | 04 | 44 T
V- g 11T308-LP M| @ | 9525 397 | 08 | 44 :}r
S1
Light Cutting
& MP DCMT070204-MP M| @ 635 | 238 | 04 | 2.8
070208-MP M| @ 635 | 238 | 0.8 | 2.8 _Re g
11T304-MP M| @ 9.525| 397 | 04 | 4.4
i 117308-MP M| @ | 9525 397 | 08 | 44 :}7«,
150404-MP M| e [127 | 476 | 04 | 55 5V [ o | st
Medium Cutting 150408-MP M () 12.7 4.76 0.8 5.5
Standard DCMT070202 M| @ 635 | 238 | 02 | 2.8
070204 M| @ 635 | 238 | 04 | 2.8
070208 M| @ 635 | 238 | 0.8 | 2.8 _Re s
117302 M ° 9.525| 3.97 | 0.2 4.4 42
117304 M| ® | 9525 397 | 04 | 44 “ Sy
117308 M| e 9525 397 | 08 | 44 Y | b st
150404 M| e [127 | 476 | 04 | 55
Medium Cutting 150408 M (] 12.7 4.76 0.8 5.5
MV DCMT070202-MV M| @ 635 | 238 | 02 | 2.8
070204-MV M| @ 635 | 238 | 04 | 28
070208-MV M| @ 635 | 238 | 0.8 | 2.8
11T302-MV M| @ 9525 397 | 02 | 44
11T304-MV M| @ 9525| 397 | 04 | 44
Medium Cutting 11T308-MV M| @ 9.525| 397 | 0.8 | 4.4

@ : Inventory maintained.




Stock Dimensions (mm)

(2]
Shape Order Number E Geometry
O |mP3025( D1 S1 Re D2
Standard RCMT0602MO0 M (] 6 2.38 - 2.8
0803M0 M| e 8 318 | - 3.4 — %
[
@ /\( 7°
s1 f
Medium Cutting
Standard RCMX1003MO0 M (] 10 3.18 - 3.6
1204M0 M ([ ] 12 4.76 - 4.2 m P~ o:
=/ B
D1 s1| |
Medium Cutting
&P FP SCMT09T304-FP M| e 9.525| 397 | 04 | 44

A
©
oD2

09T308-FP M ® 9.525| 3.97 0.8 4.4

D1 S1

Finish Cutting
@& LP SCMT09T304-LP M ° 9.525| 3.97 0.4 4.4
09T308-LP M ® 9.525| 3.97 0.8 4.4

/Re

oD2

)

D1 S1
Light Cutting
G MP SCMT09T304-MP M ° 9.525| 397 | 04 4.4
09T308-MP M| @ | 9525 397 | 08 | 44 __Re q
| 120404-MP M| ® |127 | 476 | 04 | 55 7@/ \gi
- 120408-MP M| e [127 | 476 | 08 | 55 N/ -
L 1 f
D1 S1
Medium Cutting
Standard SCMT09T304 M ° 9.525| 397 | 04 4.4
09T308 M| e | o525 397 | 08 | 44 Se p
120404 M o |[127 476 | 04 5.5 @EE 1
120408 M e (127 476 | 0.8 55 =2 ﬁ,,o
D1 ‘S1
Medium Cutting
& FP TCMT090202-FP M| e |556 | 238 | 02 | 25 N
090204-FP M ° 556 | 2.38 | 0.4 25 S
) 110202-FP M ° 6.35 | 2.38 | 0.2 2.8
110204-FP M ° 6.35 | 2.38 | 04 2.8 +/¥7o
16T304-FP M ° 9.525| 3.97 | 04 4.4 st !

Finish Cutting




PVD coated Cermet grade for steel

MP3025

INSERTS

@ 7° Positive Inserts (With hole)

@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | MP3025 D1 S1 Re D2
@&V LP TCMT090204-LP M| ® |[556 | 238 | 04 |25 .
090208-LP M ° 556 | 238 | 0.8 | 25 e
)& 110204-LP M| @ 6.35 | 238 | 04 | 28
Vit 4.8 110208-LP M| @ 6.35 | 238 | 0.8 | 28 7
16T304-LP M| e 9.525| 397 | 04 | 44
Light Cutting 16T308-LP M (] 9.525 | 3.97 0.8 4.4
&0 MP TCMT090204-MP M ° 556 | 238 | 04 | 25
090208-MP M| e 556 | 238 | 0.8 | 25 .
110204-MP M ° 6.35 | 238 | 04 | 28 e
P 110208-MP M| e 6.35 | 238 | 0.8 | 28
ﬁ 130304-MP M| e 794 | 318 | 04 | 34 e
16T304-MP M| @ 9525 | 397 | 04 | 4.4
16T308-MP M| @ 9.525| 397 | 0.8 | 4.4
Medium Cutting 16T312-MP M (] 9.525 | 3.97 1.2 4.4
Standard TCMTO080204 M (] 4.76 2.38 04 2.3
090204 M| e 556 | 238 | 04 | 25
110202 M| @ 6.35 | 238 | 02 | 28
110204 M| @ 6.35 | 238 | 04 | 28 a
é 110208 M| e |635 | 238 08 |28 —
130302 M| e |[794 | 318 | 02 | 34 =
130304 M| e 794 | 318 | 04 | 3.4 L
16T304 M| e 9525 | 397 | 04 | 44
Medium Cutting 16T308 M (] 9.525 | 3.97 0.8 4.4
G FP VCMT110302-FP M| @ 6.35 | 3.18 | 02 | 28
110304-FP M| @ 6.35 | 3.18 | 04 | 2.8 8
160404-FP M| @ |9525| 476 | 04 | 44 =
) 160408-FP M| @ |9525| 476 | 08 | 44 7
Finish Cutting
FV VCMT080202-FV M| @ 476 | 238 | 02 | 242
080204-FV M| e 476 | 238 | 04 | 242 Re 8
—
Finish Cutting
G LP VCMT110304-LP M| e 6.35 | 318 | 04 | 28
110308-LP M| @ 6.35 | 3.18 | 0.8 | 28
i 160404-LP M| @ 9525 | 476 | 04 | 4.4
<7 160408-LP M| e |9525| 476 | 08 | 44
Light Cutting

@ : Inventory maintained.




@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O |mP3025| D1 S1 Re D2
SV VCMT080202-SV M (] 4.76 2.38 0.2 2.42
080204-SV M (] 4.76 2.38 0.4 2.42 %
[
== =
Light Cutting
&P MP VCMT160404-MP M (] 9.525 | 4.76 0.4 4.4
160408-MP M (] 9.525 | 4.76 0.8 4.4
160412-MP M (] 9.525 | 4.76 1.2 4.4
Medium Cutting
Standard VCMT110304 M (] 6.35 3.18 0.4 2.8
160404 M (] 9.525 | 4.76 0.4 4.4
160408 M (] 9.525 | 4.76 0.8 4.4
Medium Cutting
Mv VCMT080202-MV M (] 4.76 2.38 0.2 2.42
080204-MV M (] 4.76 2.38 0.4 2.42
=2
Medium Cutting
Standard WCMT020102 M () 3.97 1.59 0.2 2.3
020104 M (] 3.97 1.59 0.4 2.3 80°
L30202 M| e |[476 | 238 | 02 | 23 )
130204 M| @ |[476 | 238 | 04 | 23 (%
040202 M| e |635 |23 | 02 |28 O i
Nl me
040204 M (] 6.35 2.38 0.4 2.8 Re | |, N [
06T304 M [ ] 9.525 | 3.97 0.4 4.4
Medium Cutting 06T308 M (] 9.525 | 3.97 0.8 4.4




PVD coated Cermet grade for steel

MP3025

INSERTS
@ 11° Positive Inserts (With hole)

@ Stock Dimensions (mm)
Shape Order Number © Geometry
O | mpP3025| D1 S1 Re D2
FV CPMH080202-FV M| @ 794 | 238 | 02 | 35
080204-FV M| @ 794 | 238 | 04 | 35 .
i}} 090302-FV M| ® | 9525318 | 02 | 45 "%
i—-" ={ 090304-FV M| @ 9.525| 3.18 | 0.4 | 45
—-— 090308-FV M| @ 9525| 318 | 0.8 | 45 312’”10
Finish Cutting
sV CPMH080202-SV M| @ 794 | 238 | 02 | 35
080204-SV M| ® 794 | 238 | 04 | 35 a
090302-SV M| e 9.525| 318 | 02 | 45 =
090304-SV M| @ 9.525| 3.18 | 0.4 | 45 11°
090308-SV M| @ 9.525| 3.18 | 0.8 | 45 s1
MV CPMH080204-MV M| @ 794 | 238 | 04 | 35
080208-MV M| ® 794 | 238 | 08 | 35 a
090304-MV V) 9525| 318 | 04 | 45 S
090308-MV M| @ 9.525| 3.18 | 0.8 | 4.5 110
E
Medium Cutting
FV TPMH080202-FV M| @ 476 | 238 | 02 | 24
080204-FV M| @ 476 | 238 | 04 | 24
090202-FV M| @ 556 | 238 | 0.2 | 29
090204-FV M| ® 556 | 238 | 04 | 29 ™~
110302-FV M| @ 635 | 318 | 02 | 34 a
110304-FV M| @ 635 | 318 | 04 | 34 LI,
110308-FV M ° 6.35 | 318 | 0.8 34 s !
160302-FV M| @ 9.525| 318 | 02 | 44
160304-FV M| @ 9525 318 | 04 | 44
Finish Cutting 160308-FV M () 9.525| 3.18 0.8 4.4
L-FS TPGH080202L-FS G| e 476 | 238 | 02 | 24
080204L-FS G| e 476 | 238 | 04 | 24 e
090202L-FS G| e 556 | 238 | 02 | 29 ¢ .
& 090204L-FS G| e |55 | 238 | 04 | 29 S\ s
& 110302L-FS G| e 635 | 318 | 02 | 34 AN U
110304L-FS G| e 635 | 3.18 | 04 | 34 o sl
160304L-FS G| e 9.525| 318 | 04 | 44
Finish Cutting 160308L-FS G (] 9.525| 3.18 0.8 4.4
sV TPMH080202-SV M| @ 476 | 238 | 02 | 24
080204-SV M| @ 476 | 238 | 04 | 24
090202-SV M| @ 556 | 238 | 02 | 29 R
090204-SV M| @ 556 | 238 | 04 | 29 X B
£ 110302-SV M| @ |635| 318 | 02 | 34 2 g
& 110304-SV M| @ 635 | 3.18 | 04 | 3.4 ’;)P1o
110308-SV M| @ 635 | 3.18 | 0.8 | 3.4 N
160302-SV M ° 9.525| 318 | 0.2 4.4 o
160304-SV M| @ 9.525| 318 | 0.4 | 44
Light Cutting 160308-SV M| @ 9.525| 318 | 0.8 | 44

@ : Inventory maintained.




Stock Dimensions (mm)

Shape Order Number g Geometry
O |mP3025| D1 S1 Re D2
MV TPMH080202-MV M (] 4.76 2.38 0.2 2.4
080204-MV M (] 4.76 2.38 0.4 2.4
090202-MV M (] 5.56 2.38 0.2 29
090204-MV M [ ] 5.56 2.38 0.4 2.9 N
090208-MV M| @ 556 | 2.38 | 08 | 29 B
é 110302-MV M [ ] 6.35 3.18 0.2 3.4 110
110304-MV M (] 6.35 3.18 0.4 3.4 s
110308-MV M (] 6.35 3.18 0.8 3.4
160304-MV M (] 9.525 | 3.18 0.4 4.4
Medium Cutting 160308-MV M () 9.525 | 3.18 0.8 4.4
Standard TPMX110304 M [ ] 6.35 3.18 0.4 3.5 Re
110308 M (]

oD2

6.35 3.18 0.8 8.5 4
VN @ )

D1 S1
Medium Cutting
MV WPMT040202-MV M| @ 635 | 238 | 02 | 28
040204-MV M| @ 635 | 238 | 04 | 28
060304-MV M| @ |9525| 318 | 04 | 4.4 M8
060308-MV  |M| e |o9525| 318 | 08 | 44 £/¥
11
s1 1
Medium Cutting
@ 11° Positive Inserts (Without hole)
@ | Stock Dimensions (mm)
Shape Order Number © Geometry
O | MP3025 D1 S1 Re D2
Standard SPMR090304 M| @ 9.525| 3.18 | 0.4 -
090308 M| e |o9525] 318 | 08 | - — =
S 120304 M| e [127 | 318 | 04 - J{RE {a
je) 120308 M| e [127 | 318 | 08 | - =4 e
Light to D1 S1
Medium Cutting
Standard TPMR090202 M| @ 556 | 2.38 | 0.2 -
090204 M| @ 556 | 2.38 | 0.4 -
090208 M| @ 556 | 2.38 | 0.8 - _Re
110302 M| @ 6.35 | 3.18 | 0.2 - /
A 110304 M| e |635|318| 04 | - AN\ .
- 110308 M| @ 6.35 | 3.18 | 0.8 - @ 2 Qf
160304 M| e | 9525 318 | 04 | - D1 S
Light o 160308 M| @ 9.525| 3.18 | 0.8 -
Medium Cutting 160312 M| @ 9.525| 3.18 | 1.2 -




PVD coated Cermet grade for steel

RECOMMENDED CUTTING CONDITIONS

Negative Inserts (External turning tools)

Work Material Hardness Cutting Mode Breaker Cutgm?msir?)eed (an?/ergv) Dep(trt;%f)Cut
i Finish Cuttin FY 275—420 0.09—0.23 0.20—0.80
ssmltl)dsat(()agl <180HB General Cutting g
( : etc.) Light Cutting sy 250—385 016—0.33 | 0.50—1.20
Finish Cutting R/IL-F 210—325 0.05—0.15 0.10—0.50
Light Cutting LP 195—295 0.10—0.40 0.30—2.00
Light Cutting SwW 195—295 0.10—0.50 0.30—2.50
Stable Cutting | Light Cutting R/L-K 195—295 0.08—0.20 0.30—1.20
Carbon Steel, Alloy Steel _ h . _ _ _
(S45C. SCM440 etc.) 180—280HB Medium Cutting MP 175—270 0.16—0.50 0.30—4.00
Medium Cutting Standard 175—270 0.25—0.60 1.50—5.00
Medium Cutting R/IL 175—270 0.15—0.32 0.40—2.00
Finish Cutting FH 210—325 0.08—0.20 0.20—1.00
General Cutting
Medium Cutting LP 195—295 0.10—0.40 0.30—2.00

° Positive Inserts (SP Holder, External turning tools)

Work Material Hardness Cutting Mode Breaker Cu?'r?]?msiﬁ)e = (mFrﬁ/egv) Dep(trr:"?]f)Cut
Finish Cutting R/IL-F 230—350 0.05—0.12 0.10—1.50
Stable Cutting — -
Light Cutting | MV, Standard 190—295 0.08—0.30 0.30—2.00
Mild Steel . ; _ _ —
(55400, S10C etc.) <180HB Finish Cutting FP, FV 230—350 0.04—0.20 0.20—0.90
General Cutting | Light Cutting LP 230—350 0.06—0.25 0.20—1.00
Medium Cutting MP 190—295 0.08—0.30 0.30—2.00
Finish Cutting R/IL-F 170—260 0.05—0.12 0.10—0.50
Light Cutting SV 170—260 0.06—0.25 0.20—1.00
Stable Cutting - -
Medium Cutting| MV, Standard 140—215 0.08—0.30 0.30—2.00
Carbon Steel, A”Oy Steel 180—280HB Medium Cuttlng Mw 140—215 0.10—0.35 0.80—2.50
(S45C, SCM440 etc.) Finish Cutting FP, FV 170—260 0.04—0.20 0.20—0.90
. Light Cutting LP 170—260 0.06—0.25 0.20—1.00
General Cutting
Light Cutting SwW 170—260 0.06—0.24 0.20—1.50
Medium Cutting MP 140—215 0.08—0.30 0.30—2.00
Cafb‘;gﬁéﬁé@g% Steel | 280—350HB | General Cutting [Medium Cutting MP 100—155 0.08—0.30 | 0.30—2.00
11° Positive Inserts (MC Holder, External turning tools)
Work Material Hardness Cutting Mode Breaker CUtgm?mSir?)eed (an?ﬁgv) Dep(trr:“%f)Cut
(S5 A'f\gitl)fjsﬁtoegletc.) <180HB | General Cutting |LightMedium Cuting| ~ Standard 190—295 0.08—0.30 | 0.30—2.00
Caron Steel moy,Steel | 180—280HB | General Cutting |LightiMedium Cuting| ~ Standard 140-215 | 0.08—030 | 0.30—2.00
5°/7° Positive Inserts (Boring bars)
Work Material Hardness Cutting Mode Breaker Cutéﬂrrrw]?msirr]))eed (ane1/ergv) Dep(trt:"?]f)Cut
Finish Cutting FP, FV 230—350 0.04—0.20 0.20—0.90
Mild Steel : ; ; _ — —
(55400, S10C etc.) <180HB General Cutting | Light Cutting LP 230—350 0.06—0.25 0.20—1.00
Medium Cutting| MP, MV, Standard 190—295 0.08—0.30 0.30—2.00
Finish Cutting FP 170—260 0.04—0.20 0.20—0.90
Carbon Steel, Alloy Steel _ ; . : _ _ _
(S45C, SOMA40 otc.) 180—280HB | General Cutting | Light Cutting LP 170—260 0.06—0.25 0.20—1.00
Medium Cutting MP 140—215 0.08—0.30 0.30—2.00
Finish Cutting FP 120—185 0.04—0.20 0.20—0.90
Carbon Steel, Alloy Steel _ : . : _ _ _
(SNCM439 etc.) 280—350HB | General Cutting | Light Cutting LP 120—185 0.06—0.25 0.20—1.00
Medium Cutting MP 100—155 0.08—0.30 0.30—2.00

*Recommended cutting conditions for 5°and 7°positive insert may vary depending on overhang.
Please refer to the recommended cutting conditions for the boring bar when boring.




Technical Data

Comparison of surface finishes

After 1st workpiece

After 125 workpieces

(Hm) (Hm)
N5 10.0 ] ] 10.0 E3 I
N 5 | mm—— 5 Rz=2.68 e 50 Rz=2.13
H % 0.0 PAMAAMAMAMMMMAAAMMNAIAAN N EEs ! AAMAAAAMAAANNANAAN
L. 50 5.0 : T
== 100 regular 100 regular
mm 1.00 2.00 Omm 1.00 2.00
f— (um) (pm) --------------------
E | sl 1 ' ' — R
O | = 50 Rz=2.58 F——— 5 () ! R2=I3 14
§ 0.0 MAMARMMAMAMAMAMAAANL E—_— e '
g Y| i in | ] e | pel .
5 100 regular 100! | irregular
omm 1.00 2.00 omm 1.00 2,00

*MP3025 maintained a high quality surface finish after 125 components.

Wear resistance comparison

0.30

0.25

Conventional A

0.20

Conventional B

0.15

MP3025

Flank wear (mm)

0.10

0.05

0.00
0

20
Cutting time (min)

Fracture resistance comparison

(

] —————————————————————
MP Breaker

Conventional A

Conventional B

0.08

0.10

0.12 0.14

Feed (mm/rev)

0.16 0.18 0.20

o] ()
e

<Cutting condition>

Work piece  :JIS-S45C
Inserts : DCMT11T304
Cutting speed : vc=150 m/min
Depth of cut :ap=1.0 mm

Feed
Wet cutting

: f=0.07 mm/rev

<Cutting condition>

Work piece  : S45C

Inserts : CNMG120408-(.
Cutting speed : vc=250 m/min
Depth of cut :ap=1.0 mm
Feed : f=0.15 mm/rev
Wet cutting

&

<Cutting condition>

Work piece  : SCM440

Inserts : CNMG120408-{_x}
Cutting speed : vc=200 m/min
Depth of cut :ap=1.0 mm

Dry cutting




Application Examples

L |
Insert WNMG080408-LP (MP3025) DNMG150404-LP (MP3025) WNMG080408-LP (MP3025)
Sprocket (JIS-SPHC) Motor parts (JIS-SCM420H) JIS-SS400
l \Y
Work piece l
® JE (S —. A
0
-t N
L= |8
—Q
£| Cutting Speed (m/min) 98 200 200
8| Feed (mm/rev) 0.2 0.12 0.2
Z| Depth of Cut (mm) 0.35 0.3 0.5
Coolant Wet cutting Wet cutting Dry cutting
Coventional mMpP3025 Coventional MP3025 Coventional MP3025
MP3025 has better wear resistance MP3025 doubled tool life and the LP MP3025 doubled tool life compared
than conventional cermet and chip breaker allowed vibration free to conventional inserts during dry
enables extended time between tool machining. cutting machining.
changes.
Insert TNGG160404L-F (MP3025)
JIS S45C
—
Work piece T
£| Cutting Speed (m/min) 250
8| Feed (mm/rev) 0.15
§ Depth of Cut (mm) 0.5
Coolant Wet cutting
Coventional MP3025
Results -
i
Compared to conventional products,
MP3025 displayed less wear,
therefore extended tool life.
For Your Safety

rotating tools, please make a trial run to check run-out, vibration and abnormal sounds etc.

@Don't handle inserts and chips without gloves. @Please machine within the recommended application range and exchange expired tools with new ones in advance of breakage. @Please use safety
covers and wear safety glasses. @When using compounded cutting oils, please take fire precautions. @When attaching inserts or spare parts, please use only the correct wrench or driver. @When using
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