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CVD Coated Grade for Steel Turning

MCO6100 series

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

For High Speed Turning For Stable Applications For General and Unstable Applications
MC6115 MC6125 MC6135

Features
"Super" Nano Texture Technology

The standard Nano Texture Technology has been improved and developed to be an industry leading
standard for crystal growth of Al2O3 coatings. This Super Nano Texture Technology increases tool life and
wear resistance due to the fine, dense crystal growth process.

mee100

Conventional A
- 10 times more than conventional inserts

Conventional B

The ratio of Al203 crystal grains with the same orientation "By Image

\\ /”' ‘l’ /'

Conventional CVD inserts Nano Texture

Crystal

Orientation

"Super" Nano Texture

Grain size and Uniformity of the grain size and Uniformity of the growth
growth direction are uneven. growth direction has improved.  direction has drastically improved.

Super TOUGH-Grip

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

the coating layers.

$ Super TOUGH-Grip

*By Image

Adhesion
strength
1.6 times

Adhesion Strength Evaluation®
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Conventional Super TOUGH-Grip
CVD inserts

*Adhesion strength measurement is obtained from a
scratch test that records the force needed to peel the
coating layers.

Protection Against Sudden Fracturing

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

inserts.

Impact Stress During Machining

Large Large
Tensile Tensile
Stress Stress

Conventional CVD inserts

Cracks are generated in the surface

of coatings during machining. They
propagate through the coating into the
substrate due to the large tensile stress in
the coating structure. This creates one of
the main causes of sudden insert breakage.

Relaxing of the

Tensile Stress

Impact Stress During Machining

Reduced Reduced
Tensile Tensile
Stress Stress

MC6100 Series

MC6100 series has a much lower level
of stress than conventional CVD coatings
due to the surface treatment. This divides
the force of impacts during machining and
protects from sudden fracturing.



CVD Coated Grade for Steel Turning CVD Coated Grade for Steel Turning

MC6115 MC6125

MC6115 improves high speed machining and Achieves reliability, long tool life and improved
process efficiency with a dramatic increase in efficiency in stable machining applications.
resistance to wear and heat.

Outer Layer Better identification of corner use. Better identification of corner use.
Achieves excellent wear resistance.
"Super" Nano Texture Outstanding wear resistance Outstanding wear resistance
Al203 Layer especially at high temperatures. especially at high temperatures.

Strong adhesion between the

Strong adhesion between the tough coating layers.

Super TOUGH-Gri :
uper P tough coating layers.

Fine Granular

TiCN Layer Coating for high wear resistance. Coating for high wear resistance.
Improved Outer Coating (Layer) Special Smooth Surface Treatment
The outer layer of MC6115 restricts chip welding thereby improving the dimensional accuracy and MC6125 uses a new surface treatment on the cutting edge for increased stability. Additionally, the seating
surface roughness of components. This also enables easy recognition of whether the corner can continue faces have a special smooth surface treatment that provides improved clamping stability, enhancing
machining. clamping rigidity. This helps achieve long tool life and high efficiency, enabling stable cutting applications.
Example when machining 5120H Machining 1045: Comparison of Wear Resistance
When comparing the high edge strength chipbreaker MH with a conventional low resistance chipbreaker, The surface treatment has improved stability and provided longer tool life.

it shows that MC6115 accomplishes both high welding and wear resistance.

After 2 Minutes Machining .012
.010
— 008 Conventional CVD Insert
C
5 MC6125
) " .006
<Cutt|_ng Condltlt.)ns> E <Cutting Conditions>
:\/Iaterrtlal : /élr\?:w 5(31 f?());_.jz‘OHB & .004 Material - AISI 1045
nserts : D ™ Inserts : CNMG432MA
Cutting Speed Sve= 655 SFM 002 Cutting Speed : vc = 655 SFM
Feed per Rev. : f=.012 IPR : Feed per Rev. : f=.012 IPR
Depth of Cut :ap =.059" 0 Depth of Cut : ap =.059"
Cutting Mode  : Dry Cutting 10 20 30 40 0 60 70 80 Cutting Mode  : Wet Cutting
MC6115 MH Conventional CVD Insert S

Cutting Time (min)
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CVD Coated Grade for Steel Turning

MC6135

ISO cvD
f 0
Optimal versatility for machining continuous 04— L
n - - - — 20 s
through to intermittent applications. L \§ /@
©
40 \E
Outer Layer Better identification of corner use. |
"Super” Nano Texture Outstanding wear resistance Selection Criteria
Al20s Layer especially at high temperatures.
Super TOUGH-Grip Strong adhesion between the Material Cutting Mode Grade
Fine Granular tough Coatlng Iayers. Continuous Cutting High speed MC6115
TiCN Layer Stable
Coating for high wear resistance. P Steel Soneral MC6125
Interrupted Cutting Unstable MC6135

Thinner Coatings Optimized for General Purpose Machining

Industry-leading crystal orientation control technology enables thinner but still impact-resistant coatings
provide improved chipping and wear resistance which is optimal for general-purpose use. (50% thinner
compared to our conventional coating).

Machining 4140: Comparison of Toughness During Interrupted Cutting

MC6135 shows high stability even during interrupted cutting and can be used over a wide area of
applications.

Number of impacts comparison chart (%)

Average

100%

80%

0,
60% <Cutting Conditions>

Material 1 AISI 4140
Inserts : CNMG432{ %
40% Cutting Speed : vc=655 SFM
Average Feed per Rev. : f=.014 IPR
Average Depth of Cut : ap=.098"

Average : . -
20% I 9 Cutting Mode : Wet Cutting

I Pre-set tool life limit or until damage
deteriorates the performance.

MC6135 Conventional A Conventional B Conventional C
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For Low Depth of Cut and High Feed Finishing

FPH cChipbreaker

The combination of a positive land cutting edge
shape and a two-stage protrusion optimizes
chip generation at low depths of cut, high feed
conditions, thereby reducing machining times.

Main Convex

Provides consistent chip curling effect even for
the thicker chips produced at high feed rates.

Positive Land

Optimum balance of sharpness and fracture
resistance.

Sub Convex

Enables good chip breaking when copy turning
with varying depths of cut.

157

Corner
.004"
118 ZM
' Q \80
5
3
© .079 P P -
= ~
§ :: LP S o Flank
] Se .004
1
.039 Fd === S 2&&
1 Yo - 1 ] g
1 1 ]
PPl FPH
.004 .008 .012 .016 .020
Feed per Rev. (IPR) CNMG120408-FPH
HOW TO USE

1.When using the FPH chipbreaker, keep the depth of cut to .039" or less and the feed rate per
revolution to .008 IPR or more.

2.If the depth of cut is .039" or more, we recommend using an LP chipbreaker.

3.If the feed rate per revolution is less than .008 IPR, we recommend an FP chipbreaker.
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Cutting Performance

4140: Comparison of Chips and Finished Surface

The FPH chipbreaker has excellent chip breaking properties. Therefore a good component surface finish
can always be expected.

MC6125+FPH

Chip Comparison

Conventional

<Cutting Conditions>

Material
Inserts
Cutting Speed :
Depth of Cut
Feed per Rev.

Cutting Mode

1 AISI 4140

: CNMG432-3 MC6125

vc=655 SFM

1 ap=.008"
: f=The fluctuation values are shown

in the image.

: Wet Cutting

FPH

Conventional finish cutting
chipbreaker

Conventional light cutting
chipbreaker

Broken into pieces of ideal
length

Excessive chip breaking can be
prone to leaving scratches on
the component surface.

Long chips are being generated.
There is a high risk of it wrapping
around the workpiece and
interrupting the machining
process

<Cutting Conditions>

Material
Inserts

:AlISI1 4140

Cutting Speed : 655 SFM

Feed per Rev.
Depth of Cut
Cutting Mode
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:f=.012 IPR
1 ap=.008"
: Dry Cutting



CVD Coated Grade for Steel Turning

Chipbreaker System for Steel Turning

Negative Inserts

Alternative chipbreaker for light cutting of carbon steel

Carbon Steel « Alloy Steel

[ @
S 18| Chipbreaker .
= | c
8 g Name and Features Crgsezri:?tlon
S|s Picture Y
< |+
. . s . . Corner
- First recommendation for finishing carbon steel and Ca:‘;’" Steel - Alloy Steel -
alloy steel e
Controls chip clogging during high-feed cutting and prevents chips f_:wg
of soft workpiece materials from scratching the component surface. ® 039 20° Flank
Large rake angle suppress chatter vibration and deformation when 0 oL_Jo4 013 620
machining low rigidity workpieces. ) f(|pr\;) ) CNMG432FP
- Alternative chipbreaker for finishing carbon steel Carbon Steel - Alloy Steel 2004 Comer
and alloy steel Ef; H@\ﬁpﬁ
The combination of a positive land cutting edge shape and a two- 3'079 004"
. s . . : R Flank
stage protrusion optimizes chip generation at low depths of cut (less © 039 26\”\
than .039"), high feed conditions, thereby reducing machining times. 0' o0a 073 020 t—ge
f (IPR) CNMG432FPH
. . . . . Corner
= - Alternative chipbreaker for finishing carbon steel Carbon Steel - Alloy Steel
s and alloy steel 18
= z
oM Stable chip control even at small depths of cut. =079
< % 039 Flank
: 12°
2
= 0004008 012 016
[ f(PR) CNMG432FS
. . . . . i Corner
- Alternative chipbreaker for finishing mild steel Mild Steel 16°
18
Stable chip control even at small depths of cut. =
Sharp edge gives best performance. 3_079 Flank
© 039 [ —] 8°
0 004 .008 012 .016
f(PR) CNMG432FY
. . AP . i Corner
- First recommendation for finishing mild steel Mild Steel 150
118
Effectively controls adhesive chips. =
Suitable for mild steel finishing. 079 Flank
©.039 [ 1507—-008
0 004 .008 012 .016
f(PR) CNMG432LP
. . . . . « Corner
- First recommendation for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 004
and alloy steel 15;
. e . =M
Stable chip control within light cuttujg grea. 2 079 Flank
The curved edge allows smooth chip discharge. ® 939 — .008"
: 11°
0 004 012 .020
fapR) CNMG432SH
. . . . . o Corner
- Alternative chipbreaker for light cutting of carbon steel ~ Carbon Steel - Alloy Steel 15 v
and alloy steel A7
= .118
M Ideal for low depths of cut and high feed rates. '\2_079 008" Flank
e curved edge allows smooth chip discharge. «© 15°
Th d edge all th chip discharg 030 : an
Recommended for workpieces in the 160—250 HB range. 0 im—
.0(f)4IPR.012 1020
(PR CNMG432SA

and alloy steel

Superior chip control at small depth of cut.

Ideal for copying and back turning with wavy edge.
Recommended for workpieces in the 200—300 HB range.

157
2.118
o079
® 039

T T
07004 012 020
f(IPR)

250 012" Corner
[%F\/_/_
250 .013" Flank
8

CNMG432SW
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Application

Medium Cutting

[}
2 | Chipbreaker )
=
g Name and Features Crgzsoriifgon
S Picture
'_
. . . . . " C
- Wiper insert for light cutting of carbon steel, alloy steel, Carbon Steel - Alloy Steel g 006 orner
stainless steel and cast iron 87 [ 1] 7
= .18
In comparison to conventional chipbreakers, the surface finish is S o070 4‘ .+ Flank
maintained even if the feed per revolution is doubled. © '039 - 18° -006
Wiper design for increased productivity and improved surface finish. ’ 0 7
004 012 .020
f (IPR)
M
. . . . . i Corner
- First recommendation for light cutting of mild steel ~ Mid Steel 10°M
57
Effectively controls adhesive chips. = 118
Suitable for light cutting of mild steel. 3'079 Flank
’ L1 .008"
039 [’_’: 10°
0 004 .012 .020
f(PR) CNMG432SY
. . . . . n Corner
- First recommendation for medium cutting of carbon steel 2720 Steel - Alloy Steel 5, . 006
and alloy steel dEEE
Suitable for medium to light cutting. i-HS (] ]
Chipbreaker geometry appropriate for copying and back turning. @079 ] 1 .008" Flank
Cutting edge geometry for an optimum balance of sharpness and '°3g N W
fracture resistance. 004 .012 .020
f(PR) CNMG432MP
- Alternative chipbreaker for medium cutting of stainless oo Steel - Alloy Steel 501 _g20  Corner
and mild steel, and difficult-to-cut materials R JduENEN 15°
=.
The sharp edge gives best performance. o118 | .
Flat top chipbreaker shape offers high edge strength. ®© 'ggg [ E 25° 020", Flank
Applicable to grades other than MV9005, MP9005, MP9015, MP9025, 0 0T 05 050 15°
MT9015 f(PR) CNMG432MS
. " Corner
- Multi-Assist chipbreaker for medium cutting Ca:l;‘;” Steel + Alloy Steel - 3507008
Ideal for general cutting applications. = 157 | 6
Positive land provides sharp cutting action. I "
i provi p culling act &.079 ] 22°7~008"  Flank
039 [ I 8°
0 004 .012 .020
f(PR) CNMG432MA
- Alternative chipbreaker for medium cutting of carbon steel ~ C2™on Steel - Alloy Steel 010" Corner
and alloy steel o [
Flat land offers high edge strength. ﬁ’_.HS ] "
M Good chip control enabled by a suitable chip pocket. © -g;g — 16°—014"  Flank
0 004 .012 .020
f(PR) CNMG432MH
- Alternative chipbreaker for medium cutting of carbon steel ~ Carbon Steel - Alloy Steel 450, .010” Corner
and alloy steel -
~.
Flat land offers high edge strength. o118 "
Flat top chipbreaker shape offers high edge strength. © -8;3 = 150 010 Flank
0 004 .012 .020
f(IPR) CNMG432
. . . . . ° " c
- Wiper insert for medium cutting of carbon steel, Carbon Steel - Alloy Steel  4g- 010 orner
alloy steel, stainless steel and cast iron o []
The wiper allows up to two times higher feed. o118 ] 5 012 Flank
A wide chip pocket prevents chip jamming. ® 'ggg ‘ 19
0 004 .012 .020
fapr) CNMG432MW
- Alternative chipbreaker for medium cutting Carbon Steel + Alloy Steel Flank
197
Good balance of edge strength and sharpness. =157 "
Right- or left-hand chipbreaker for unidirectional chip control. S8 15° 006
Sor9 T
039 [T
0004 012 .020
f(PR) TNMG321RES
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CVD Coated Grade for Steel Turning

Chipbreaker System for Steel Turning

Negative Inserts

Positive Inserts

Alternative chipbreaker for heavy cutting of carbon steel
and alloy steel and stainless steel

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

Carbon Steel « Alloy Steel

.551 i I i

2.394 T L1 n
© ] [
.079 [T1

0 008 024 039 .055
f (IPR)

= (0]
2| 2| Chipbreaker .
= | €
S €| Nameand Features Crgsé%riz?tlon
Sls Picture Y
< |R
- First recommendation for rough cutting of carbon stee| ~Carbon Steel - Alloy Steel - 013" Corner
and alloy steel AT
197 [ -
For interrupted cuts and removing scale. £ 1] — "
. ) ) 2 118 t 013 Flank
o Good balance of cutting edge strength and low cutting resistance 43 B S5
c H o
= because of suitable rake angle. 0 504 912 030 026
S f (IPR) CNMG432RP
© 1M
< . . . . " Corner
o - Alternative chipbreaker for rough cutting of carbon Ca;t;‘)” Steel « Alloy Steel g0 013
8 steel, alloy steel and cast iron 276 [TTTT]
=197 [ |
For interrupted cuts and removing scale. i 118 1 ] . 013" Flank
A combination of a wide land and a large chip pocket allows high feed © T E 18
rates. '038
004 012 .020 .028
f (IPR) CNMG432GH
- First recommendation for heavy cutting of carbon steel Carbon Steel « Alloy Steel 230 o17» Corner
and alloy steel 551 ]
Covers the medium range of the heavy cutting region. 894 L 020"
Owing to the straight edge and chamfer, 9236 [ ] 21° Sttt Flank
it gives a balance of sharpness and strength. 079 T
A variable land and a wavy chipbreaker for good chip control. 0 008 024 039 055
f(PR) CNMM644HX
- First recommendation for heavy cutting of stainless steel ~ Carbon Steel - Alloy Steel
Alternative chipbreaker for heavy cutting of carbon steel 315 4 H
and alloy steel =.236 [1 .
o157 [T1] 15° .013
Low resistance due to a narrow flat land. ® 79 } } }
Achieves high chip breaking ability. ’ 11
9 P g y 0 004 012.020.028
f(PR) CNMM644HL
- Alternative chipbreaker for heavy cutting of carbon Carbon Steel » Alloy Steel
steel and alloy steel 551 T
High cutting edge strength. 3% -023"
Excellent chip discharge even with high feed and high depth of cut. :%'_.236 B 20°
=D 079 T
E 0 008024 039 055
5 f(IPR) CNMM866HR
(i M " c
5 - Alternative chipbreaker for heavy cutting of carbon stee] ~ Carbon Steel - Alloy Steel - 20 027" Corner
o and alloy steel 551 [T
£.394
Covers the upper end of the heavy cutting range. i ::*/ . 027" Flank
Wide land and large chamfer offer high edge strength. o286 L1 20 | :
- ; e ; 079
A wide chipbreaker prevents chip jamming. 0 308 024 039 055
f(IPR) SNMM644HV
- Alternative chipbreaker for heavy cutting of carbon steel ~ Carbon Steel - Alloy Steel 22° [/ Q17" Corner
and alloy steel SSETH 6
. <.394 ] N
Covers the Iowgr end of the heavy .cuttlng range. 036 H N 220 017" Flank
Low cutting resistance due to positive land and curved edge. © 7 E %Fv_\
i i i i i i i 079 [] o
Teardrop dots improve chip control without increasing cutting resistance. 0 30800 039 055
f (IPR) CNMM644HZ

hE T el

CNMM644HM

= Q
2| 2| Chipbreaker '
= C
8 €| Nameand Features Crgz%riz(t:tlon
S5 Picture ry
< |+
- First recommendation for finishing carbon steel, Carbon Steel - Alloy Steel Corner
alloy steel and mild steel 118 6
Chipbreaker protrusion at the corner tip controls chips even at < 079 Flank
small depths of cut. & o039 6°
E’ Maintains the edge strength at the corner and prevents sudden !
= fractures 0 7004 .008 012 .016
£ . f(PR) CCMT32.51FP
© 1M
< . . . . . Corner
] - Alternative chipbreaker for finishing carbon steel, Carbon Steel « Alloy Steel g0
i.% alloy steel, mild steel and stainless steel 118
Suitable for low depths of cut and low feed rates. i 079
Sharp cutting edge and low resistance design achieve excellent cutting @ 039 g M
performange. 0 004 008 012 016
FPR) CCMT32.51FV
- First recommendation for light cutting of carbon Carbon Steel « Alloy Steel 4go,_COrner
steel, alloy steel and mild steel 118
Sharp cutting edge due to a large rake angle. € 079 Flank
Prevents welding of the insert and controls white turbidity of the surface finish. & (39 8°
g’ Chipbreaker protrusion suitable for depth of cut area achieves a wide 0 0 58 51T
'.;; range of chip control. foer) CCMT32.52LP
o |M
£ - Wiper insert for light cutting of carbon steel, Carbon Steel + Alloy Steel 290 ;;~ 905" Corner
i alloy steel, mild steel and stainless steel 118 12°
In comparison to conventional chipbreakers, the surface finish is £ 079 . Flank
maintained even if the feed per revolution is doubled. «© .039 16"%"?5;/_
Positive land improves sharpness. 0004 008 012 016
f(PR) CCMT32.51SW
First recommendation for medium cutting of carbon Carbon Steel » Alloy Steel 18° .004"  Corner
steel, alloy steel and mild steel 118
Good balance of wear resistance and fracture resistance because E ore 004" Flank
of the flat land cutting edge. & 030 — 18° L
A wide chip pocket controls increases of the cutting resistance and 0 0o e 0T D16
reduces vibration and chip jamming even at large depths of cut. ettt
pjamming ge dep (IPR) CCMT32.52MP
P P i P Carbon Steel « Alloy Steel 007" Corner
- Alternative chipbreaker for medium cutting of carbon steel, ¥ 20°
alloy steel, mild steel and stainless steel 118 L ‘ 12°
A positive insert and the large rake angle achieve sharp cutting edge < 079
a || o 007" Flank
performance. © 039 20
The double chipbreakers and round shape in the rake face achieve 0 12°
ide range of effective chip discharge 004 008 012 .016
awi : f(PR) CCMH21.51MV
. . . . . .- .008" Corner
2 - Wiper insert for medium cutting of carbon steel, Carbon Steel - Alloy Steel  4ge ;308
g alloy steel, mild steel and stainless steel 118 7
o M The wiper allows up to two times higher feed. E 079 Flank
;E; A wide chip pocket prevents chip jamming. @ 039 18° 7—-008" an
] 0 004 008 012 016 ”
= f(PR) CCMT32.52MW
. . . . Corner
- Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel - Alloy Steel ;.
alloy steel and stainless steel 118 L ‘
Standard, general purpose chipbreaker. i -079 Flank
© 039 ’7 10°
077004 .008 .012.016
f(IPR) CPMX090304
- Alternative chipbreaker for medium cutting of carbon steel, ~ Caroon Steel - Alloy Steel oog  Flank
alloy steel, mild steel, stainless steel and cast iron ey L } 150
Balance of edge strength and sharpness due to a combination of a f_ -3;2 HIRN
flat land and large rake angle. © ‘039 H ‘ ‘\‘\57
0°004.008.012.016
f(PR) RCMX1204M0
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CVD Coated Grade for Steel Turning

Chipbreaker System for Steel Turning MCG6100 Series

Positive Inserts . . Finish Finish Finish Finish Finish Light
— Negative Inserts (With Hole) = == = = = =
25| Nmomne: - Cross Secton M Class
§ é Picture v
@ - Chipbreaker for heavy cutting of carbon steel and Ca_'z‘;” Steel - Alloy Steel CNMG _RE - : : : : : :
= alloy steel R 7L o1z r\T e Light Light Light Light Medium Medium
3 A wide groove chipbreaker prevents chips i'aﬁ, \ ZSODE\/_/ QJ SH SA SW SY MP MS
; from jamming at large depths of cut. @ 157 7]
g Small dimples improve chip control at small depths of cut. 0 508 ‘_02‘4 ‘_03‘9 ‘_055 E&SR\/ Ic IS
T f(PR) RCMX2006M0-RR
u:'; - Chipbreaker for rough cutting Carbon Steel + Alloy Steel (Wiper)
= Flat top. e 0, (in)
'g M Most effective for unstable machining due to its high edge strength. £ 079 i \ - ©
o S 039 o o
g 0004 008 072 06 orderNumber | 2| 2[&[8| ¢ | s | re | D1 orderNumber | 2| 2[&[8| ¢ | s | re | D1
a fOPR) SPMW120308 Elo|o|o Elo|o|o
— Slo|o|o Slo|o|o
- Alternative chipbreaker for copying of carbon steel and  Carbon Steel - Alloy Steel g, Corner C|=|=|= SIS
> alloy steel e ™ CNMG431FPH |F|e|®|®| .500 |.187 | .016 | .203 CNMG431MP M|e|e|®]| 500 .187 |.016 | .203
é Chipcontrolisimprovedbyhavingachipbreakergeometry img Flank CNMG432FPH Fle|le|e®| 500 | .187 | .031| 203 CNMG432MP Mlele|e®!| 500 |.187|.031 | .203
3 sueble or copying. m.032 M I & CNMG433FPH | F |e|®|@ | .500 |.187 | .047 | .203 CNMG433MP M|e|e®|e®| 500 .187|.047 | .203
CfePR) XCMT221SVX CNMG430.5FP Fle|l®|®]| .500 |.187 |.008 | .203 CNMG434MP Me|®|®| .500 |.187 |.063 | .203
CNMG431FP Fle|®|x]| .500 |.187 |.016|.203 CNMG542MP Me|l®|®| .625 | .250|.031 | .250
CNMG432FP Fle|l®|®| .500 |.187 |.031|.203 CNMG543MP Me|®|®| .625 | .250 |.047 | .250
CNMG433FP Flx|[*x]|%]| .500 |.187 |.047 | .203 CNMG544MP Mie|®]| x| .625 | .250 |.063 | .250
CNMG430.5FH Fle|le|®]| .500 |.187 |.008 | .203 CNMG322MS Mioe|® 375 | .125|.031 | .150
CNMG431FH Fle|®|x]| .500 |.187 |.016|.203 CNMG32.52MS M| % | % 375 | 156 | .031 | .150
CNMG432FH Fle|® .500 | .187 | .031 | .203 CNMG431MS M|(@®|*|*| .500 |.187 |.016 | .203
CNMG431FS F * | x| .500 |.187|.016 | .203 CNMG432MS M(e|®]| x| .500 |.187|.031 |.203
CNMG431FY Fl@®|x|x| .500 |.187 |.016 | .203 CNMG433MS Mioe|® .500 |.187 |.047 | .203
CNMG432FY Fle|x|®]| .500 |.187 |.031|.203
CNMG431LP Lle|l®|®| .500 |.187 |.016 | .203
CNMG432LP Lle|l®|® .500 |.187|.031|.203
CNMG433LP Lle|®|x]| .500 |.187 |.047 | .203
CNMG32.51SH L|*x|%x .375 | .156 | .016 | .150
CNMG32.52SH L|x|* 375 | .156 | .031 | .150
CNMG431SH Lle|®|x]| .500 |.187|.016 | .203
CNMG432SH Lle|le|®]| .500 |.187|.031 |.203
CNMG433SH Lle|®|x]| .500 |.187|.047 | .203
CNMG431SA Lle|l®|®| .500 |.187 | .016 | .203
CNMG432SA Lle|l®|®| .500 |.187 |.031|.203
CNMG433SA Lle|l®|®| .500 |.187 |.047 | .203
CNMG431SW Lle|l® .500 | .187 | .016 | .203
CNMG432SW Lle|l® .500 | .187 | .031 | .203
CNMG433SW Lle|l® .500 |.187 |.047 | .203
CNMG431SY L|®@|x|[x]| .500 |.187 |.016 |.203
CNMG432SY L% ]|*]|*| .500 |.187|.031|.203

@ : USA Stock * : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MCG6100 Series

. . Medium Medium Medium Medium Rough Rough
Negative Inserts (With Hole) o o sogoa W - o
M Class
CNMG RE_ (Wiper)
[=]
ool
(in)
3 8
<|lw|w|w <|lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1
<|8|5|5 HEHEE
ol=|=|= ol=|=|=
CNMG431MA M(fe|®|®]| .500 |.187 | .016 | .203 CNMG432RP R(e|(e®|®| .500 |.187|.031|.203
CNMG432MA M e|®|®( .500 |.187 | .031 | .203 CNMG433RP R(e|(®|®| .500 |.187 |.047 | .203
CNMG433MA M(e|®|®]| .500 |.187 |.047 | .203 CNMG434RP R|le|e®|®| .500 |.187|.063 | .203
CNMG434MA M|®|®|*| .500 |.187 |.063 | .203 CNMG543RP R(e|(®|®| .625 |.250|.047 | .250
CNMG542MA M e|®|®| .625 |.250 | .031 | .250 CNMG544RP R(fe|(e®|®| .625 |.250|.063 | .250
CNMG543MA MM e|®|®| .625 |.250 | .047 | .250 CNMG643RP R(e|(®|®| .750 |.250|.047 | .312
CNMG544MA M e|®|®| .625 |.250 | .063 | .250 CNMG644RP Rle|e®|®| .750 |.250|.063 | .312
CNMG643MA M @®|®|®| .750 |.250 |.047 | .312 CNMM646RP* Rle|e® .750 | .250 | .094 | .312
CNMG644MA M e|®|®| .750 |.250 | .063 | .312 CNMG432GH R(e|(e®|®| .500 |.187|.031|.203
CNMG431MH M e®|®|®| .500 |.187 | .016 | .203 CNMG433GH R(e|(®|®| .500 |.187 |.047 | .203
CNMG432MH M e®|®|®| .500 |.187 |.031|.203 CNMG434GH Rle|le® .500 |.187 | .063 | .203
CNMG433MH M| ®|®|®| .500 |.187 |.047 | .203 CNMG543GH R(fe|(®|®| .625 |.250|.047 | .250
CNMG434MH M|®|®]|*| .500 |.187 |.063 | .203 CNMG544GH Rife|l® .625 | .250 | .063 | .250
CNMG542MH M @o®|® .625 | .250 | .031 | .250 CNMG643GH R(e|(®|®| .750 |.250 | .047 | .312
CNMG543MH M e®|®|®| .625 |.250 | .047 | .250 CNMG644GH Rle|e®|®| .750 |.250|.063 | .312
CNMG544MH M eo|® .625 | .250 | .063 | .250 % This RP chipbreaker is single-sided.
CNMG643MH M oe|®|®]| .750 | .250 |.047 | .312
CNMG644MH M| e|(®|®| .750 |.250 | .063 | .312
CNMG322 M| % | % 375 | .125].031 | .150
CNMG32.51 M| % |*%x|*x| .375 |.156 | .016 | .150
CNMG32.52 M|*|*x|*x]| .375 | .156 | .031 | .150
CNMG431 M e®|®|®| .500 |.187 |.016 | .203
CNMG432 M e®|®|®| .500 |.187 |.031|.203
CNMG433 M| ®|®|®| .500 |.187 |.047 | .203
CNMG434 M| ®|®|x| .500 |.187 |.063 | .203
CNMG542 M| ®|®|*| .625 |.250 | .031 | .250
CNMG543 M e®|®|®| .625 |.250 | .047 | .250
CNMG544 M e®|®|®| .625 |.250 | .063 | .250
CNMG642 M e|®|®| .750 | .250|.031|.312
CNMG643 M e|®|®]| .750 | .250 | .047 | .312
CNMG644 M| ®|®|x| .750 | .250 | .063 | .312
CNMG432MW M| e|®|®| .500 |.187 |.031|.203
CNMG433MW M| o®|®|®| .500 |.187 | .047 | .203
o - nem

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

n S« MITSUBISHI MATERIALS

Heavy Heavy Heavy Heavy Heavy Heavy
HX HL HR HV HZ HM
CNMM _RE _
=]
N
Q/
ool
(in)
8
L<lw|w|w
Order Number foull Il O BOCH (R (o S RE | D1
£(8(8|8
o|l=|=|=
CNMM432HX H ®|®| .500|.187|.031|.203
CNMM433HX H ® | x| .500|.187 |.047 | .203
CNMM543HX H ® | x| .625|.250|.047 | .250
CNMM544HX H @ | x| .625|.250 |.063 | .250
CNMM643HX Hlx|[*x || .750|.250|.047 | .312
CNMM644HX H|l®|x|*x| .750|.250 | .063 | .312
CNMM646HX H|l®|x|*x| .750|.250 |.094 | .312
CNMM866HX H|®| % || 1.000|.375|.094 | .359
CNMM432HL H * | ®| .500|.187 |.031|.203
CNMM433HL H * | % | .500|.187 | .047 | .203
CNMM434HL H ®| .500].187|.063 | .203
CNMM543HL H ® (x| .625|.250 |.047 | .250
CNMM544HL H @ | x| .625|.250|.063 | .250
CNMM643HL H|®| x| x| .750|.250 | .047 | .312
CNMM644HL Hle|®|x| .750|.250 | .063 | .312
CNMM646HL Hle®|®| x| .750|.250 | .094 | .312
CNMM866HR H|x|*|®]|1.000|.375|.094 | .359
CNMM644HV Hle|®|x| .750|.250 | .063 | .312
CNMM646HV H|x|*x|*]| .750|.250 |.094 | .312
CNMM866HV H|lx|®|®]| 1.000|.375|.094 | .359
CNMM432HZ Hle|l®|®| .500|.187|.031|.203
CNMM433Hz H|x|*x|*| .500|.187 |.047 | .203
CNMM434HZ H * | .500|.187 | .063 | .203
CNMM543HZ Hie|®|x| .625|.250|.047 | .250
CNMM544HZ Hle|®|x| .625|.250|.063 | .250
CNMM643HZ H|lx|*x|®]| .750|.250 | .047 | .312
CNMM644HZ Hilx|®|®]| .750|.250 | .063 | .312
CNMM543HM H * | % | .625|.250 | .047 | .250
CNMM544HM H @ | x| .625|.250|.063 | .250
CNMM643HM H|®|x|*x| .750|.250 | .047 | .312
CNMM644HM Hle®e|®|x| .750|.250 | .063 | .312
CNMM646HM Hle|®|x| .750|.250 | .094 | .312
CNMM866HM H|®|x|®]|1.000|.375|.094 | .359
o = New

S« MITSUBISHI MATERIALS



CVD Coated Grade for Steel Turning

MCG6100 Series

. . Finish Finish Finish Finish Finish Light Medium Medium Medium Medium Rough
Negatlve Inserts (Wlth HOIe) FPH FP FH FS FY LP MA MH Standard MW RP
M Class DNMG RE  _
a
DNMM C\ \; T
VAN j
B“m;ﬁ RE  _ EPOSR\/ 1 : (Wiper)
C\g ; e Light Light Light Light Medium Medium % Rough Heavy Heavy Medium
VAN SH SA sw sy MP MS RNMG —= GH HL HZ Standard
E;,SR\ Ic s _j
IC S
(Wiper)
(in) (in)
S S 3 3
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
S5/0|]0]0O S5/0|]0]0O 510100 5]1010]|0O
o|l=|=|= o|l=|=|= ol=l=|= ol=[=|=
DNMG431FPH Fle|e|e] 500 [.187].016 | .203 DNMG431SA Lle|e|e®| 500 [.187].016 | .203 DNMG331MA M|le|®|x| .375 | 187 ].016] .150 DNMM432HL H * | x| .500 |.187 |.031] .203
DNMG432FPH Fle|®e|®]| .500 |.187 |.031 |.203 DNMGA432SA Lle|l®|®| .500 |.187|.031 | .203 DNMG332MA M el ®e@|®| .375 | .187 | .031 | .150 DNMM433HL H *x | x| .500 | .187 | .047 | .203
DNMG433FPH F|e|®|®| 500 .187 |.047|.203 DNMG433SA L|®[®]x|.500 | .187 .047|.203 DNMG333MA M| |*|*|.375 | .187 | .047 | .150 DNMM442HL H * | % | .500 |.250 | .031 | .203
DNMG441FPH  |F |® @ | ® | .500 |.250|.016 | .203 DNMG441SA L|{®]|®fx*].500.250).016 203 DNMG431MA M|e®|®|®]| 500 |.187|.016 | .203 DNMM443HL H| ||| .500 |.250|.047|.203
DNMG442FPH Fle|®|®| .500 | .250|.031].203 DNMG442SA L|e|®]|%| .500 |.250 .031].203 DNMG432MA vielele!| 500! 187 | 031! 203 DNMM432HZ H % % x| 500 | 187 | .031] 203
DNMG443FPH | Fle @ |® | 500 | .250 .047.203 DNMG443SA Liele®}x]| .500 |.250/.047.203 DNMG433MA M|le|®|®| 500 | .187|.047 | 203 DNMM433HZ H| ||| 500 |.187|.047 | 203
DNMG430.5FP Fle|®|®| 500 |.187|.008 | .203 DNMX331SW Lle|x 375 | .187 | .016 | .150 DNMG441MA vlelelx! 500 250 016! 203 DNMMA42HZ il w s U | 500 | 250 | 031! 203
DNMG431FP Fle|®|x| .500 |.187|.016|.203 DNMX332SW Lle|e® 375 | .187 | .031 | .150 BRI vlelelx! 500 | 250! 031! 203 DNMMA443HZ il el el | 500 | 250 | 0a7| 203
DNMG432FP Fle|e®|®| 500 |.187|.031.203 DNMX431SW Lle|e® 500 | .187 | .016 | .203 DNMG443MA " 500 | 250 | 047 | 203 : : : :
DNMG433FP Fle|x|x| 500 |.187 | .047 | 203 DNMX432SW Lle|e 500 | .187 | .031 | .203 MRS 490|087
DNMG440.5FP | F | % | % | % | .500 | .250 | .008 | .203 DNMX433SW Lle|x 500 | .187 | .047 | 203 g:mgi‘;‘:m m * | % -ggg ?:(7’ -8?2 -282
[ AN BN NI . . .
DNMG441FP Flx|*|*| .500 |.250|.016|.203 DNMX441SW L[ 500 | .250 | .016 | .203 3
DNMG442FP Flx|*|*]|.500 |.250.031].203 DNMX442SW L% 500 | .250 | .031 | .203 DNMG432MH M|e|®|®| 500 | .187|.031.203 <lo|ig|s
DNMG443FP F | ||| .500 | .250].047 | 203 DNMX443SW L[| * 500 | .250 | .047 | 203 DNMG433MH Mie /e ®| 500 .187|.047 203 = = =1 =T = (B T
DNMG430.5FH | F (@ | @ |x | .500 | .187|.008 | .203 DNMG431SY L [*[*|*] 500 |.187 | .016 | .203 DNMG441MH Mie|e® 500 |.250 | .016 | .203 HEHEE
DNMG431FH Flo|e® 500 |.187 | .016 | .203 DNMG432SY L|x|~|®]| .500 |.187 | .031|.203 DNMG442MH M|®|®]|%| .500 | .250 | .031.203
DNMG432FH Flo|e® 500 |.187|.031|.203 DNMG442SY Llxlalw!l 500 | 2501 031! 203 DNMG443MH M|e|®|®| 500 | .250|.047 | 203 RNMG43 Mj@|@ || 472 | 187] - |.203
DNMG440.5FH Flx]|*x|*x]| .500 |.250 | .008 | .203 DNMG431MP Mle|®|®]| .500 | .187 | .016 | .203 DNMG332 M| % | % 375 | .187 | .031 | .150
DNMG441FH Fl*[*]|*| 500 .250.016 | .203 DNMG432MP M|le|®|®| 500 |.187|.031 203 DNMG431 M|®|®]x| 500 .187.016.203
DNMG442FH F|%x|*x[*x| .500 |.250]|.031 |.203 DNMG432 Ml e|le|e®| 500 |.1871.031 | .203
DNMG433MP M|e|®|®]| .500 |.187|.047 | 203
DNMG432FS F x| % | 500 |.187|.031|.203
DNMG433 M|e®|®| x| .500 |.187 | .047 | 203
: : : : DNMG434 M|e®|®| x| .500 |.187 | .063 | .203
DNMG432FY Flx|@®|®]| 500 |.187 | .031 | 203 DNMG441MP M| ®|®|%x| .500 |.250|.016 | .203 DNMG441 vlelelx!| 500|250 016! 203
DNMG442FY Flx|x|*| .500 | .250|.031].203 DNMG442MP M|®|®|x]| .500 |.250|.031 | .203 DNMGA442 vlelelx! 500 | 250 031! 203
DNMG331LP Lle|®|x]| .375 |.187|.016|.150 DNMG443MP M| e|®|®| .500 |.250 |.047 | .203 DNMG443 mlelelx '500 '250 '047 '203
DNMG332LP L|le|e|®]| 375 |.187|.031|.150 DNMG444MP Mle|®| x| .500 | .250|.063 | .203 DNMG444 M '500 '250 .063 '203
DNMGA31LP L|®|® e 500 .187].016].203 " pNmG332ms M|e|e| |.375.187.031].150 el Taa0 TaarToarl”
DNMG432LP L|le|e|®]| 500 |.187| 031 .203 DNMGA31MS wlxlelsl 500 | 187 016 | 203 DNMX432MW Mliefe 500 |'.187/|.031 .203
DNMG433LP L|e|e|®]| 500 |.187|.047 | 203 DONMGA32MS v 200 | 187 | 031 | 203 DNMX433MW Mo e 500 |.187 1.047|.203
DNMG441LP L|e|e®|x]| 500 | .250|.016 | 203 oo : 4801031 DNMX442MW Mie|e 500 | .250 | .031 | .203
DNMG442LP L|e|®|x]| .500|.250|.031 | .203 DNMG433MS M| * | * 500 | .187 | .047 | 203 DNMX443MW Mie|e® 500 | .250 | .047 | 203
DNMG443LP L le|e®|x| .500 | 250|.047 | 203 DNMG441MS M| % | % .500 | .250 | .016 | .203 DNMG432RP Rle|e|®| .500 | .187 |.031 | .203
DNMG331SH Lle|e 375 | .187 | .016 | .150 DNMG442MS M| x| % 500 | .250 |.031|.203 DNMG433RP R|e|e®|®]| .500 |.187|.047 | 203
DNMG332SH Lle|e® 375 |.187 |.031].150 DNMG443MS M| x| % 500 | .250 | .047 | .203 DNMG434RP R|e|e®|®]| .500 |.187|.063 | .203
DNMG431SH L|le|®]|%| .500 |.187 | .016|.203 DNMG442RP R|e®|®|x]| .500 |.250].031 | .203
DNMG432SH L|le|e®|%| .500 |.187 | .031|.203 DNMG443RP R|e|e®|®]| .500 | .250].047 | 203
DNMG433SH L|®|® x| .500  .187.047|.203 DNMG444RP R|e|®| x| .500 |.250.063 | .203
DNMG441SH Lle|l® 500 | .250|.016 | .203 DNMG432GH Rle|le|x| 500 .1871.031] 203
DNMGA42SH Liej®| | .5001.2501.0311.203  g:ysastock * :Stocked in Japan DNMG433GH R|e®|®|x]| .500 |.187 | .047 | .203
DNMG443SH Lle|l® .500 | .250 | .047 | .203 10 inserts in one case. DNMG442GH Rle|le|e!| 500 | 250 .031 203
Rle|le|®

DNMG443GH 500 | 250 | .047 | .203
n S MITSUBISHI MATERIALS 2 MITSUBISHI MATERIALS n



CVD Coated Grade for Steel Turning

MCG6100 Series

. = Finish Finish Light Light Light Light Rough Rough
Negative Inserts (With Hole) = — TR TR P R
M Class
SNMG RE SNMG RE
f\\ e Medium Medium Medium Medium Medium SNMM f\\ e Heavy Heavy Heavy Heavy Heavy Heavy
N MP MS MA MH Standard N HX HL HR HV HZ HM
Epgs:s\ Ic |s| EPSR Ic ls|
(in) (in)
3 3 3 3
<|lw|w|w L<|lw|w|w L<lw|w|w L<lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
<|8|5|8 <|8|5|8 <|8|8|8 <|8|8|8
ol=|=|= ol=|=|= O|l=2|=2|= Oo|l=2|=2|=
SNMG431FP F|x|%|[%x]| .500 |.187 |.016 | .203 SNMG321 M| |[%x|%|.375 |.125|.016 | .150 SNMG432RP R|e|®| x| .500|.187|.031|.203 SNMM644HV H|lx|x|®| .750|.250|.063 | .312
SNMG432FP F|lx|*|x]| .500 |.187 |.031|.203 SNMG322 M e@|®|x| .375 | .125| .031 | .150 SNMG433RP Rle|le|®| .500|.187 |.047 | .203 SNMM646HV H|*|*x|*| .750|.250 |.094 | .312
SNMG433FP F|l@®|x|x]| .500 |.187 |.047 | .203 SNMG431 M| @|®]| x| .500 |.187 | .016 | .203 SNMG434RP Rle|le|®| .500|.187|.063|.203 SNMM856HV H|*|*|%]|1.000.313|.094 | .359
SNMG431FH Flx|x .500 |.187 | .016 | .203 SNMG432 M e|®|®( .500 |.187 | .031 |.203 SNMG543RP Rle|®|®| .625|.250|.047 | .250 SNMM866HV H|lx|®|®|1.000| .375|.094 | .359
SNMG432FH Flx|x .500 |.187 |.031|.203 SNMG433 M| @®|®]| x| .500 |.187 | .047 | .203 SNMG544RP Rle|le|®| .625|.250|.063 | .250 SNMM432HZ H|*x|%x|*| .500|.187 |.031|.203
SNMG431LP L(e|®|x| .500 |.187|.016 | .203 SNMG434 M|@®|x|*|[ .500 |.187 | .063 | .203 SNMG643RP Rle|le|®| .750|.250|.047 | .312 SNMM433HZ H|lx|x|®| .500|.187 |.047 | .203
SNMG432LP Lle|®|®]| .500 |.187|.031|.203 SNMG435 M| % [%|*| .500 |.187 | .079 | .203 SNMG644RP Rle|le|®| .750|.250|.063 | .312 SNMM543HZ H|x|*x|*x| .625|.250|.047 | .250
SNMG433LP L(@|®|x| .500 |.187|.047 | .203 SNMG543 MM e|®|®| .625 |.250 | .047 | .250 SNMMG646RP* Rle|le® .750 | .250 | .094 | .312 SNMM643HZ H|*|*x|*| .750|.250 |.047 | .312
SNMG431SH L[x]|x* .500 |.187 | .016 | .203 SNMG544 M|%x|®|®]| .625 |.250 | .063 | .250 SNMG432GH Rle|®|x| .500|.187|.031|.203 SNMM644HZ H|lx|x|®| .750|.250|.063 | .312
SNMG432SH Lle|®|®]| .500 |.187|.031 |.203 SNMG643 M e|®|®]| .750 | .250 | .047 | .312 SNMG433GH Rle|®| x| .500|.187 |.047 | .203 SNMM543HM H * [ % | .625|.250 | .047 | .250
SNMG433SH L% |*|*] .500 |.187|.047 | .203 SNMG644 MM e|®|®| .750 |.250 | .063 |.312 SNMG434GH Rle|le® 500 .187 | .063 | .203 SNMM643HM Hle|®| x| .750|.250|.047 | .312
SNMG431SA L[x]|x* .500 |.187 | .016 | .203 SNMG543GH Rle|le® 625 .250 | .047 | .250 SNMM644HM Hle|x|®| .750|.250 | .063 | .312
SNMG432SA L(e|®|x| .500 |.187|.031|.203 SNMG544GH R|x|[*% 625 .250 | .063 | .250 SNMM646HM H|l®|x|*x| .750|.250|.094 | .312
SNMG433SA L{%x|*x|®]| .500 |.187|.047 | .203 SNMG643GH Rle|l® .750| .250 | .047 | .312 SNMM856HM H|x|®]|%|1.000| .313|.094 | .359
SNMG432SY L% ]|*|[*] .500 |.187|.031|.203 SNMG644GH Rle|le® .750| .250 | .063 | .312 SNMMB858HM H ® 1.000|.313 | .126 | .359
SNMG431MP M| @|®]| x| .500 |.187 | .016 | .203 SNMM432HX H * [ x| .500|.187 | .031 | .203 SNMM866HM H|x|*x|®]|1.000|.375|.094 | .359
SNMG432MP M| @®|®|x| .500 |.187 |.031]|.203 SNMM433HX H * [ % | .500]|.187 | .047 | .203
SNMG433MP M| e|®|®| .500 |.187 |.047 | .203 SNMM543HX H * [ x| .625|.250 | .047 | .250
SNMG431MS M| % [ % .500 |.187 | .016 | .203 SNMM643HX Hle|®|x| .750|.250|.047 | .312
SNMG432MS M| % |*|%x]| .500 |.187 |.031|.203 SNMM644HX Hix|®|®| .750|.250|.063 | .312
SNMG433MS M| % [ % .500 |.187 | .047 | .203 SNMM646HX H|x|[* || .750|.250|.094 | .312
SNMG431MA M| @®|®|x| .500 |.187 |.016 | .203 SNMM856HX H|x|®]|x|1.000|.313|.094 | .359
SNMG432MA M| e|®|®]| .500 |.187 |.031|.203 SNMM858HX H () 1.000|.313 | .126 | .359
SNMG433MA M| e|®|®| .500 |.187 |.047 | .203 SNMM866HX H|x|[*|%|1.000|.375|.094 | .359
SNMG542MA M e@|®]| x| .625 |.250|.031 |.250 SNMM432HL H * [ x| .500|.187 |.031|.203
SNMG543MA M| e|®|®| .625 | .250 | .047 | .250 SNMM433HL H *x (@] .500|.187 | .047 | .203
SNMG544MA M e|®| x| .625 |.250|.063 | .250 SNMMS543HL H * [ x| .625|.250 | .047 | .250
SNMG643MA M e|(®|®]| .750 |.250 | .047 | .312 SNMM643HL H|l@®|x|x]| .750|.250|.047 | .312
SNMG644MA M e|®|®| .750 |.250|.063 | .312 SNMM644HL Hle|x|®| .750|.250|.063 | .312
SNMG432MH MM e|(®|®( .500 |.187 | .031 | .203 SNMM646HL H|l@®|x|x| .750|.250|.094 | .312
SNMG433MH M e|®|®( .500 |.187 | .047 | .203 SNMM856HR H|lx|®|®|1.000|.313|.094 | .359
SNMG643MH M e|®|®( .750 |.250 | .047 | .312 SNMM858HR H ) 1.000| .313 | .126 | .359
SNMG644MH M e|®|®| .750 |.250|.063 | .312 SNMM866HR H| % |*|%|1.000|.375|.094 | .359
® = NEW

@ : USA Stock  : Stocked in Japan ==
10 inserts in one case. I P % This RP chipbreaker is single-sided.
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CVD Coated Grade for Steel Turning

MCG6100 Series

. . Finish Finish Finish Finish Finish Light Medium Medium Medium Medium Medium
Negatlve Inserts (Wlth HOIe) FPH FP FH FS FY LP MA MH Standard MW ES
M Class
TNMG RE TNMG RE (Wiper)
TNMX //\ b Light Light Light Light Medium Medium ¥Hm),\j| /\ 5 Rough Rough Heavy Heavy
/ S \ SH SA SW SY MP MS / ) \ RP GH HL HZ
EPSR\/ IC Is| EPSR\/ IC 18|
60° 60°
(Wiper)
(in) (in)
8 8 o o
L<|lw|w|w <l w|w|w < w|w|w L<lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
/8|88 /8|88 £|8|8|8 £|8|8|8
oO|=|=|= oO|=|=|= o|l=|=|= o|l=|=|=
TNMG331FPH Fle|le|®]| .375 | .187 | .016 | .150 TNMG331MP M(fe|®| x| .375 | .187 | .016 | .150 TNMG331MA M el ®|®| .375 | .187 | .016 | .150 TNMG332RP R(e|(®| x| .375 |.187|.031|.150
TNMG332FPH Flele|le®| 375 | .187|.031 |.150 TNMG332MP Ml @®|®|x | .375 |.187 | .031 | .150 TNMG332MA M el ®|®| .375 | .187 | .031 | .150 TNMG333RP R(e®|(®| x| .375 |.187 | .047 | .150
TNMG333FPH Fle|l®e|®| .375 | .187 | .047 | .150 TNMG333MP M|e|®|x| .375 | .187 | .047 | .150 TNMG333MA Ml ®|®]| x| .375 | .187 | .047 | .150 TNMG432RP Rle|e|®| .500 |.187 |.031|.203
TNMG330.5FP Flx|*|x]| .375 | .187 | .008 | .150 TNMG432MP M e|(®|®( .500 |.187 |.031 |.203 TNMG432MA M e|®|®| .500 |.187 | .031 | .203 TNMG433RP R(fe|(®|®| .500 |.187 |.047 | .203
TNMG331FP Fle|®]|x| .375 |.187|.016 | .150 TNMG433MP Mie|®|®]| .500 |.187|.047 | .203 TNMG433MA Mfe|®|®| .500 |.187 |.047 | .203 TNMG434RP Rle|le|®| .500 |.187 |.063 | .203
TNMG332FP Fle|x|x]| .375 |.187|.031 | .150 TNMG331MS M@ | x .375 | .187 | .016 | .150 TNMG542MA M e|le®|®]| .625 | .250 |.031 | .250 TNMG543RP Rle|le|®| .625 | .250 | .047 | .250
TNMG333FP Flx|[x]|*x]| .375 |.187 | .047 | .150 TNMG332MS M|@®| % |%x]| .375 | .187 | .031 | .150 TNMG543MA M e|®|®]| .625 | .250 |.047 | .250 TNMG544RP Rle|le|®| .625 |.250|.063 | .250
TNMG330.5FH Flx|[x]|%x]| .375 |.187 | .008 | .150 TNMG333MS M| x| *x 375 | .187 | .047 | .150 TNMG331MH Ml ®|®| x| .375 | .187 | .016 | .150 TNMG332GH Rle|®|x| .375 | .187 | .031 | .150
TNMG331FH Flx|x* 375 |.187 | .016 | .150 TNMG432MS M|l@®|*x .500 |.187|.031|.203 TNMG332MH M e|le|®]| .375 | .187 | .031 | .150 TNMG333GH Rife|e® 375 | .187 | .047 | .150
TNMG332FH Flx|[x]|%x]| .375 |.187 | .031 | .150 TNMG333MH M| @®@|®|x| .375 | .187 | .047 | .150 TNMG432GH R|l®e@|®|x| .500 |.187 | .031|.203
TNMG331FS F * | % | .375 | .187 | .016 | .150 TNMG432MH Mfe|®|®| .500 |.187|.031 |.203 TNMG433GH R|®|®|x| .500 |.187 | .047 | .203
TNMG332FS F * | % | .375 | .187 | .031|.150 TNMG433MH M e|®|®| .500 |.187 |.047 | .203 TNMG434GH Rfe|e® .500 |.187 | .063 | .203
TNMG331FY Flx|[x]|%x]| .375 |.187|.016 | .150 TNMG221 M| % [*|%] .250 |.125|.016 | .089 TNMG543GH Rle|e|®| .625 | .250 | .047 | .250
TNMG332FY Flx|*x|x[.375 | .187 | .031 | .150 TNMG222 Ml @®|®|x]| .250 |.125|.031 | .089 TNMG544GH Rle|le® .625 | .250 | .063 | .250
TNMG331LP Lle|le|®| .375 |.187|.016 | .150 TNMG321 M e|le|®]| .375 | .125|.016 | .150 TNMM332HL H ®| x| .375 | .187|.031 | .150
TNMG332LP Lle|le|(®| .375 |.187|.031|.150 TNMG322 Me|le|®| .375 | .125|.031 | .150 TNMM333HL H * | % | .375 |.187 | .047 | .150
TNMG333LP Lle|®|x| .375 |.187|.047 |.150 TNMG331 M @®|®|x]| .375 | .187 | .016 | .150 TNMM432HL H * | [ .500 | .187|.031 | .203
TNMG432LP L|le|®|x| .500 |.187|.031 |.203 TNMG332 M e|le|®]| 375 |.187 |.031|.150 TNMM433HL H * | x [ .500 | .187 | .047 | .203
TNMG433LP Lle|®|x]| .500 |.187 |.047 |.203 TNMG333 M| @®|®|x]| .375 | .187 | .047 | .150 TNMM434HL H * | x [ .500 | .187 | .063 | .203
TNMG331SH Ll@e|®|x]| .375 |.187|.016 | .150 TNMG334 M|(@®| x| x| .375 | .187 | .063 | .150 TNMM332HZ H|*x|*x|x| .375 | .187 | .031 | .150
TNMG332SH Ll®e|®|x| .375 |.187|.031|.150 TNMG431 M e|le®|®]| .500 |.187 |.016 | .203 TNMM333HZ H * | % .375 | .187 | .047 | .150
TNMG432SH Lle|l® .500 |.187 | .031 | .203 TNMG432 M e|l®|®| .500 |.187 |.031 |.203 TNMM432HZ H|*|*|*| .500 |.187 |.031 | .203
TNMG331SA Lle|®|x| .375|.187|.016 |.150 TNMG433 M e®|®|®| .500 |.187 |.047 | .203 TNMM433HZ Hfx|[x]|*x]| .500 |.187 |.047 | .203
TNMG332SA Ll e|le|®]| .375 |.187|.031 | .150 TNMG434 M e|(e®|®]| .500 |.187 |.063 | .203 TNMM434HZ H|%|*x|%x| .500 |.187 | .063 | .203
TNMG333SA Ll®@|®|x]| .375 |.187 | .047 | .150 TNMG542 M|@®|x|®] .625 |.250 |.031 |.250
TNMG432SA L e|le|(®]| .500 |.187|.031 |.203 TNMG543 M|x|®|®] .625 | .250 |.047 | .250
TNMG433SA LIe|® 500 |.187 |.047 | .203 TNMG544 M| @®|®|x]| .625 |.250 | .063 | .250
TNMX331SW Lie®|x 375 |.187 | .016 | .150 TNMX332MW M e@e®|® 375 | .187 | .031 | .150
TNMX332SW Lle|® 375 |.187 | .031 | .150 TNMX333MW Mo|® 375 | .187 | .047 | .150
TNMG331SY L% |x|[x] .375 |.187 | .016 | .150 TNMG331RES M| % | * 375 | .187 | .016 | .150
TNMG332SY L% |%x|[x] .375 |.187|.031|.150 TNMG331LES M| % | % 375 | .187 |.016 | .150
TNMG332RES M| % | % 375 | .187 | .031 | .150
TNMG332LES M[x|® 375 | .187 | .031 | .150
@ : USAStock  : Stocked in Japan TNMG432RES M| * | % .500 |.187 |.031 |.203
10 inserts in one case. TNMG432LES M| % | * .500 |.187 |.031|.203
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CVD Coated Grade for Steel Turning

MCG6100 Series

. . Finish Finish Finish Finish Light Light Finish Finish Finish Finish Finish Light
Negatlve Inserts (Wlth HOIe) FPH FP FH FS LP SH : FPH FP FH FS FY LP °
M Class
VNMG _RE = WNMG E's:g'R
/Ov Light Medium Medium Medium Medium Medium 7 RE _ Light Light Light Light
EP335R°‘{/ Icﬂ SA MP MS MA MH Standard % SH SA SW SY
Ic
(Wiper)
(in) (in)
8 8 o o
<|lw|w|w <l w|w|w < w|w|w L<lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
<|8|8|8 <|8|8|8 =|8|8|8 <|8|8|8
oO|=|=|= oO|=|=|= o|l=|=|= o|l=|=|=
VNMG331FPH Fle|le®|®]| .375 | .187 | .016 | .150 VNMG331MP M e|le|®| .375 |.187 | .016 | .150 WNMG431FPH Fle|®|®]| .500 |.187 | .016 | .203 WNMG431SA L|le|®]| x| .500 |.187|.016 |.203
VNMG332FPH Fle|e®|®]| .375 | .187 | .031 | .150 VNMG332MP M e|®|®| .375 | .187 | .031 | .150 WNMG432FPH Fle|®|®]| .500 |.187 | .031|.203 WNMG432SA Lle|®|®]| .500 |.187 |.031|.203
VNMG333FPH Fle|®|®]| .375 | .187 | .047 | .150 VNMG333MP M oe|®|®| .375 | .187 | .047 | .150 WNMG433FPH Fle|®|®]| .500 |.187 | .047 | .203 WNMG433SA L|l@e|®]| x| .500 |.187|.047 |.203
VNMG330.5FP Fle|®|®]| .375 | .187 | .008 | .150 VNMG331MS M o|® .375 | .187 | .016 | .150 WNMG430.5FP F|le®|x|®]| .500 |.187 | .008 | .203 WNMG331SW Li®]|x .375 | .187 | .016 | .150
VNMG331FP Fle|®|x| .375 | .187 | .016 | .150 VNMG332MS M eoe|® .375 | .187 | .031 | .150 WNMG431FP F|x]|*|x]| .500 |.187 |.016 | .203 WNMG332SW Lle|l® .375 | .187 |.031 | .150
VNMG332FP Fle|e®|®]| .375 | .187 | .031 | .150 VNMG331MA M e|®|®| .375 | .187 | .016 | .150 WNMG432FP Fl®|%|x]| .500 |.187 |.031 | .203 WNMG431SW Lie|® .500 | .187 | .016 | .203
VNMG333FP Fle|®|®]| .375 | .187 | .047 | .150 VNMG332MA M e|®|e®| .375 | .187 | .031 | .150 WNMG433FP Flx|®|*| .500 |.187 |.047 | .203 WNMG432SW Lle|l® .500 |.187|.031|.203
VNMG330.5FH Fle|®|®]| .375 | .187 | .008 | .150 VNMG331MH M e|®|®| .375 | .187 | .016 | .150 WNMG431FH Flx|® .500 |.187 | .016 | .203 WNMG433SW Lie|® .500 | .187 | .047 | .203
VNMG331FH Fle|®|x]| .375 | .187 | .016 | .150 VNMG332MH M e|®|e®| .375 | .187 | .031 | .150 WNMG432FH Flx|x .500 |.187|.031|.203 WNMG432SY L|*|*|%| .500 |.187 |.031|.203
VNMG332FH Fle|®|x| .375 | .187 | .031 | .150 VNMG331 M e@|®|x| .375 |.187 | .016 | .150 WNMG431FS F * | % | .500 |.187 |.016 | .203
VNMG331FS F * [ x| .375 | .187 | .016 | .150 VNMG332 M e|®|e®| .375 | .187 | .031 | .150 WNMG432FS F ®|e®| .500 |.187 |.031]|.203
VNMG332FS F ®|®| .375 | .187 | .031 | .150 VNMG333 M| @|®| x| .375 |.187 | .047 | .150 WNMG432FY F|x|*|x]| .500 |.187 |.031 | .203
VNMG331LP L|le|le®|®| .375 | .187 |.016 | .150 WNMG32.51LP L|*|x]|*|.375 |.156|.016 | .150
VNMG332LP Lle|®|®| .375 |.187|.031 | .150 WNMG32.52LP L|*|x]|*[|.375 |.156 | .031 | .150
VNMG331SH Lile|®|x]| .375 |.187|.016 | .150 WNMG331LP L|le|®| x| .375 |.187|.016 | .150
VNMG332SH Lle|®|®]| .375 |.187|.031 | .150 WNMG332LP Lle|®| x| .375 |.187|.031|.150
VNMG331SA Lile|®|x| .375 |.187|.016 | .150 WNMG431LP L|le|®|®| .500 |.187|.016 |.203
VNMG332SA Lle|®|®| .375 |.187|.031 | .150 WNMG432LP L|/le|®|®]| .500 |.187 |.031|.203
WNMG433LP Lle|e®|®| .500 |.187|.047 |.203
WNMG32.51SH L|*|x*x .375 | .156 | .016 | .150
WNMG32.52SH Ll®|x .375 | .156 | .031 | .150
WNMG331SH L|l@®|x .375 | .187 | .016 | .150
WNMG332SH L|*x|% .375 | .187 | .031 | .150
WNMG431SH L|le|®| x| .500 |.187|.016 | .203
WNMG432SH L|le|e®|®| .500 |.187|.031|.203
WNMG433SH L|l@e|®]| x| .500 |.187|.047 | .203

@ : USA Stock * : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MCG6100 Series

. . Medium Medium Medium Medium Medium Medium agn . Finish Finish Light Medium Medium
Negative Inserts (With Hole) _ — — — R 5° Positive Inserts (With Hole) = = 1w v
M Class M Class VBMT
RE
e €) E% AN
WNMG  EPSR (Wiper) TBMT JRE EPgslgk IC S%s"
%;E . Rough Rough /f\\ % Finish Medium
(© % RP GH . AON E/}g\y . EPSR FV MV
Ic 60° Ic S a
p an
) RE |__IC [s] -
8 8 o o
<|lw|w|w L<|lw|w|w L<lw|w|w L<lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
<|8|5|8 <|8|5|8 <|8|8|8 <|8|8|8
oO|=|=|= oO|=|=|= o|l=|=|= o|l=|=|=
WNMG32.51MP M|x|®|®| .375 | .156 | .016 | .150 WNMG332MW M(ie|®| x| .375 | .187 | .031 | .150 TBMT1.210.5FV Fle ® | .156 | .063 | .008 | .091 WBMT1.51.50.5RMV | M * | % | .187 |.094 | .008 | .091
WNMG32.52MP M|x|®|®| .375 |.156 | .031 | .150 WNMG333MW M|[x|*|*%]| .375 | .187 | .047 | .150 TBMT1.211FV Fle ® | .156 | .063 |.016 | .091 WBMT1.51.50.5LMV | M * | % | .187 |.094 | .008 | .091
WNMG32.53MP M| % |*%x|*x| .375 |.156 | .047 | .150 WNMG432MW MM e|®|®( .500 |.187 |.031 |.203 VBMT220.5FP Fle|®|®| .250 | .125|.008 | .114 WBMT1.51.51RMV | M * | % | .187 |.094 | .016 | .091
WNMG331MP M|x|®]|x| .375 |.187 | .016 | .150 WNMG433MW M| ®|®| x| .500 |.187 | .047 | .203 VBMT221FP Fle|le|®| .250 | .125|.016 | .114 WBMT1.51.51LMV | M * | % | .187 |.094 | .016 | .091
WNMG332MP M e|l®|®| .375 | .187 | .031 | .150 WNMG432RP R(fe|(e®|®| .500 |.187|.031|.203 VBMT222FP Fle|x|®| .250 |.125|.031 | .114
WNMG333MP M|x|®|®| .375 |.187 | .047 | .150 WNMG433RP R(fe|(®|®| .500 |.187 |.047 | .203 VBMT331FP Flele|l®| . 375 | .187 |.016 | .173
WNMG431MP M e|®|®| .500 |.187 |.016 | .203 WNMG434RP R |x*x .500 |.187 | .063 | .203 VBMT332FP Fle|®|x| .375 |.187 |.031 | .173
WNMG432MP M e®|®|®| .500 .187 |.031 | .203 WNMG432GH R(e|(®| | .500 |.187 |.031|.203 VBMT333FP Fle|®|®| .375 | .187 | .047 | .173
WNMG433MP M e®|®|®| .500 |.187 |.047 | .203 WNMG433GH R(e|(®|®| .500 |.187|.047 | .203 VBMT221FV Fle|®|x| .250 |.125|.016 | .114
WNMG434MP M e®|®|®| .500 |.187 |.063 | .203 VBMT222FV F ® | x| .250 |.125|.031 | .114
WNMG32.51MS M| % | % .375 | .156 | .016 | .150 VBMT331FV Fle|®|x| .375 |.187 |.016 | .173
WNMG32.52MS M| % | % .375 | .156 | .031 | .150 VBMT332FV Fle|®|x| .375 |.187 |.031 | .173
WNMG331MS M| % | % .375 | .187 | .016 | .150 VBMT221LP Lie|®|x]| .250 |.125|.016| .114
WNMG332MS M| % | % .375 | .187 | .031 | .150 VBMT222LP Lle|®|®| .250 |.125|.031 | .114
WNMG431MS M| % |*%|%| .500 |.187 |.016 | .203 VBMT331LP Lle|®|®]| .375 |.187|.016|.173
WNMG432MS M| |*|%| .500 |.187 |.031|.203 VBMT332LP Lle|®|®| .375 | .187|.031|.173
WNMG433MS M| % | % .500 |.187 | .047 | .203 VBMT333LP Lle|®|®]| .375 |.187|.047 | .173
WNMG32.51MA M| % | % .375 | .156 | .016 | .150 VBMT331MP M e | e®|®| .375 | .187 | .016 | .173
WNMG32.52MA M| % | % .375 |.156 | .031 | .150 VBMT332MP Me|le|®| .375 | .187 |.031 | .173
WNMG32.53MA M| % | % .375 | .156 | .047 | .150 VBMT221MV M ®|®| 250 |.125|.016 | .114
WNMG331MA M e| ®|®| .375 |.187 | .016 | .150 VBMT222MV M ®|®| 250 |.125|.031 | .114
WNMG332MA M e|®|®| .375 |.187 | .031 | .150 VBMT331MV M * | ®| .375 |.187 | .016 | .173
WNMG333MA M|®|*x|*| .375 |.187 | .047 | .150 VBMT332MV M ®|®| 375 | .187 | .031 | .173
WNMG431MA M(fe|®|®| .500 |.187 | .016 | .203
WNMG432MA M e®|®|®| .500 |.187 |.031|.203
WNMG433MA M(e|®|®]| .500 |.187 |.047 | .203
WNMG434MA Me|e® .500 |.187 | .063 | .203
WNMG543MA M ®|®| .625 | .250 | .047 | .250
WNMG431MH M e|®|®| .500 |.187 |.016 | .203
WNMG432MH M(fe|®|®| .500 |.187 | .031|.203
WNMG433MH Mie|®|®]| .500 |.187 |.047 | .203
WNMG431 M(fe|®|®| .500 |.187 | .016 | .203
WNMG432 M(fe|®|®]| .500 |.187|.031|.203
WNMG433 M(e®|®| x| .500 |.187 |.047 | .203

@ : USA Stock % : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MC6100 Series

agn . Finish Finish Light Light Finish Finish Light Light
7° Positive Inserts (With Hole) = = = S = =y = s
M Class
CCMT _RE b Wiper DCMT - Wiper
CCMH Fff“\\ % Medium Medium Medium - DCMX ffwBE ° Medium Medium —
\J o MP MV MW 7/ EC}A"N MP MV
Epgog\/ Ic s| 17 EpsRY [ i sl 17
(Wiper)
(in) (in)
8 8 o o
<|lw|w|w L<|lw|w|w L<lw|w|w L<lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
£18|8|8 £18|8|8 £18(8|3 £18(8|3
ol=|=|= ol=|=|= O|l=2|=2|= Oo|l=2|=2|=
CCMT21.50.5FP Fle|®|®]| .250 |.094 |.008 | .110 CCMT21.50.5MP |M|e®|®|® | .250 |.094 | .008 | .110 DCMT21.50.5FP F|l@®|*|x]| .250 |.094 |.008 | .110 DCMT21.50.5MP (M| x (@ | x| .250 |.094 | .008 | .110
CCMT21.51FP Fle|le|®| .250 |.094 |.016 | .110 CCMT21.51MP M(e|®|®]| .250 | .094 | .016 | .110 DCMT21.51FP Fle|®|®| .250 |.094 |.016 | .110 DCMT21.51MP M(e|®|®]| .250 |.094 | .016 | .110
CCMT32.50.5FP Fle|le|®| .375 | .156 | .008 | .173 CCMT21.52MP M e|®|®| .250 |.094 |.031|.110 DCMT32.50.5FP Fle|®|®| .375 | .156 | .008 | .173 DCMT21.52MP M|x|®|®]| .250 |.094|.031 | .110
CCMT32.51FP Fle|l®|®]| .375 | .156 | .016 | .173 CCMT2.520.5MP |M|x |® .313 | .125|.008 | .134 DCMT32.51FP Fle|®|®]| .375 | .156 | .016 | .173 DCMT32.50.5MP (M|®|® | x| .375 |.156|.008 | .173
CCMT32.52FP Fle|®|®]| .375 | .156 | .031 | .173 CCMT2.521MP M|@®| % .313 | .125|.016 | .134 DCMT32.52FP Fle|®|x]| .375 | .156 | .031 | .173 DCMT32.51MP M el e®|®| .375 | .156 | .016 | .173
CCMT21.50.5FV F ® | ®| .250 |.094 | .008 | .110 CCMT2.522MP M|@®|x .313 | .125|.031 | .134 DCMT21.50.5FV Fx|*|[*]| .250 |.094 |.008 | .110 DCMT32.52MP Me|le®|®| .375 | .156 | .031 | .173
CCMT21.51FV F ®|®| .250 |.094 | .016 | .110 CCMT32.50.5MP |M|e|®|®| .375 |.156|.008 | .173 DCMT21.51FV Flx|®|®| .250 |.094 |.016 | .110 DCMT32.53MP M|x|® 375 | .156 | .047 | 173
CCMT32.50.5FV F ® | x| .375 | .156 | .008 | .173 CCMT32.51MP M e|(e|®| .375 |.156 | .016 | .173 DCMT21.52FV F ® (x| .250 |.094 | .031]|.110 DCMT431MP M| @|®|x| .500 |.187 | .016 | .217
CCMT32.51FV F ®|®| .375 | .156 | .016 | .173 CCMT32.52MP Me|®|®]| .375 | .156 | .031 | .173 DCMT32.50.5FV F ® (x| .375 | .156 | .008 | .173 DCMT432MP M e|®|®| .500 |.187 |.031]|.217
CCMT32.52FV F ®|®| .375 | .156 | .031 | .173 CCMT431MP M e|®|®( .500 |.187 | .016 | .217 DCMT32.51FV Fle|®|®| .375 | .156 | .016 | .173 DCMT433MP M| % | % .500 | .187 | .047 | .217
CCMT21.50.5LP L({®@]|*|%]| .250 |.094|.008 | .110 CCMT432MP MM e|®|®| .500 |.187|.031|.217 DCMT32.52FV Fle|®|®| .375 | .156 | .031 | .173 DCMT21.50.5MV (M| x (@ | % | .250 |.094 |.008 | .110
CCMT21.51LP Lie|®|®]| .250 |.094|.016 | .110 CCMT433MP M| |[*|%| .500 |.187 |.047 | .217 DCMT21.50.5LP L|®@|x|%| .250 |.094 | .008 | .110 DCMT21.51MV M e|®|®| .250 |.094 | .016 | .110
CCMT21.52LP Li®e|®|x]| .250 |.094|.031]|.110 CCMH21.50.5MV | M * | x| .250 |.094 |.008 | .110 DCMT21.51LP Lle|l®|®| .250 |.094|.016 | .110 DCMT21.52MV M e|®|®| .250 |.094 | .031|.110
CCMT32.50.5LP Lle|®|®]| .375 | .156 | .008 | .173 CCMH21.51MV M ®|®| .250 | .094 | .016 | .110 DCMT21.52LP Lle|l®|®| .250 |.094|.031|.110 DCMT32.50.5MV (M| x|(®|®| .375 |.156 |.008 | .173
CCMT32.51LP Lle|®|®]| .375 |.156|.016 | .173 CCMT21.51MW M|@®|x|®| .250 |.094|.016 | .110 DCMT32.50.5LP Lie|®| x| .375 |.156|.008 | .173 DCMT32.51MV Me|le|®]| .375 | .156 | .016 | .173
CCMT32.52LP Lle|®|®]| .375 |.156|.031 | .173 CCMT21.52MW M|@®|®]| x| .250 |.094 |.031|.110 DCMT32.51LP Lle|l®|®]| .375 | .156 | .016 | .173 DCMT32.52MV M e | ®|®| .375 | .156 | .031 | .173
CCMT21.50.5SW |L|®|®| x| .250 |.094|.008 | .110 CCMT32.51MW M e|le|®| .375 |.156 | .016 | .173 DCMT32.52LP Lle|le|®| .375 |.156|.031|.173
CCMT21.51SW L(®@]|x|*x]| .250 |.094|.016 | .110 CCMT32.52MW Mfe|®|®| .375 | .156 | .031 | .173 DCMX21.50.5SW (L |e|(®|® | .250 |.094 | .008 | .110
CCMT21.528W Lle|®|®]| .250 |.094|.031|.110 CCMT431MW M| @|x|®| .500 |.187 | .016 | .217 DCMX21.51SW Lle|l®|®| .250 |.094|.016 | .110
CCMT32.50.5SW |L|e|®|®| .375 |.156|.008 | .173 CCMT432MW M|x|®]| %[ .500 |.187 | .031 | .217 DCMX21.52SW Lle|l®|®| .250 |.094|.031|.110
CCMT32.51SW Lle|e®e|®]| .375 | .156|.016 | .173 DCMX32.50.5SW (L|e|(®|® | .375 |.156|.008 | .173
CCMT32.52SW L le|le|®| .375 |.156 | .031 |.173 DCMX32.51SW Lle|®|®| .375 | .156|.016 | .173
DCMX32.52SW Lle|®|®]| .375 | .156|.031|.173

@ : USA Stock * : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MC6100 Series

o agn . Medium Rough Finish Finish Light Light Medium
7° Positive Inserts (With Hole) T —— = = T W P
M Class
RCMT TCMT (RE a
RCMX TCMX /\
/s T
c VAN ijc“," (Wiper)
Finish Finish Light Medium EPSR\\/ Ic s ! Finish Finish Light Medium Medium
FP FV LP MP . FP FV LP MP MV
RE =
SCMT o VCMT
7/%\? ’fﬁ RE’\%
\V/ Aﬁ"N EPSR{L‘ +EAAN
EpsR-__IC s 350 ic N
90° (in) (in)
© © (4] ®©
o o o o
<|lw|w|w <|lw|w|w <|lw|w|w <|lw|w|w
Order Number elz|d| 2| 1Ic S | RE | D1 Order Number joull Il OB B (R o S | RE | D1 Order Number foull Il O BOCH (R (o S | RE | D1 Order Number foull Il O BOCH (R (o S | RE | D1
S510[(0]|0Q 5100 ]|0O 51010 ©Q 51010 |©Q
oO|=|=|= oO|=|=|= o|l=|=|= o|l=|=|=
RCMT0602M0 Mie|® 236(.094| - |.110 SCMT32.51FP Flx|*x|x| .375 | .156 | .016 | .173 TCMT1.81.50.5FP | F | % | % | % | .219 |.094 | .008 | .098 VCMT1.51.50.5FP |F (@ |® [ ® | .187 | .094 | .008 | .094
RCMTO0803MO0 Me|e® 315 .125| - |.134 SCMT32.52FP Flx|*|x]| .375 | .156 | .031 | .173 TCMT1.81.51FP Fl@®|x|[x]| .219 |.094 |.016 | .098 VCMT1.51.51FP Fle|®|®| .187 |.094 | .016 | .094
RCMX1003M0 M| % |%x|*x| .394|.125| - |.142 SCMT32.51FV F * | % | .375 | .156 | .016 | .173 TCMT21.50.5FP Fl@®|x|[x]| .250 |.094 |.008 | .110 VCMT220.5FP Fle|®|x| .250 |.125|.008 | .110
RCMX1204M0 Mfe|l®|®| .472|.187| - |.165 SCMT32.51LP L{x|®|x]| .375 |.156|.016 | .173 TCMT21.51FP Fle|le|®| .250 |.094 | .016 | .110 VCMT221FP Fle|®|®| .250 |.125|.016 | .110
RCMX1606M0 M| ®@|x|®| .630(.250| - |.205 SCMT32.52LP L{x|®|x]| .375 |.156|.031 | .173 TCMT32.51FP Fl@®|x|[x]| .375 |.156 | .016 | .173 VCMT331FP Fle|®|x| .375 | .187 | .016 | .173
RCMX2006M0 M| @®@|®|x| .787|.250| - |.256 SCMT32.51MP M|x|®|®| .375 |.156 | .016 | .173 TCMT21.51FV F ®|®| 250 |.094 | .016 | .110 VCMT332FP F|lx|®|x]| .375 | .187 | .031| .173
RCMX2507M0 M|@®| x| x| .984|.313| - |.283 SCMT32.52MP M e|e®|®| .375 | .156 | .031 | .173 TCMT32.51FV F * [ x| .375 | .156 | .016 | .173 VCMT1.51.50.5FV | F ®(e®| .187 | .094 |.008 | .094
RCMX3209M0 M|*x|*|%x]|1260|.375| - |.374 SCMT431MP M|x|®|x| .500 |.187 |.016 | .217 TCMT1.81.51LP L{x|®|%x]| .219 |.094|.016|.098 VCMT1.51.51FV F * (@] .187 | .094 | .016 | .094
RCMX1606M0-RR ([R|®e|(®|®| .630|.250| - |.205 SCMT432MP M e|®|e®]| .500 |.187|.031]|.217 TCMT1.81.52LP L |4 |[x]|*[.219 |.094|.031|.098 VCMT331FV Flx|®|®| .375 | .187 | .016 | .173
RCMX2006MO-RR ([R|®|(® | x| .787|.250| - |.256 SCMT433MP M|®| % .500 | .187 | .047 | .217 TCMT21.50.5LP Lle|®|®| .250 |.094 |.008 | .110 VCMT332FV Flx|®|®| .375 | .187 | .031 | .173
RCMX2507MO0-RR [R | x [ % | x| .984|.313| - |.283 TCMT21.51LP Lle|l®|®| .250 |.094 | .016|.110 VCMT1.51.50.5LP |L (@ | ® | x| .187 | .094 | .008 | .094
RCMX3209MO0-RR [R | x [ % | « [ 1.260| .375| - |.374 TCMT21.52LP L|x|®]|%|.250 |.094 | .031|.110 VCMT1.51.51LP Ll@e|®|x| .187 |.094 |.016 |.094
TCMT32.51LP Lle|l®e|®| .375 | .156|.016 | .173 VCMT221LP Lle|®]| | .250 |.125|.016|.110
TCMT32.52LP Lle|®|®| .375 | .156 |.031|.173 VCMT222LP Lle|®|x| .250 |.125|.031|.110
TCMX1.81.51SW |L|(e|®|®| .219 | .094 | .016|.098 VCMT331LP Lie|®| x| .375 |.187|.016|.173
TCMX21.51SW L le|le|[®| .250 |.094 |.016 | .110 VCMT332LP Lle|®|x| .375 |.187 |.031|.173
TCMT1.81.51IMP |M| @ | x| x| .219 |.094 | .016 | .098 VCMT221MP M e|le|®| .250 |.125|.016 | .110
TCMT1.81.52MP |M|e@®|® | x| .219 | .094 | .031 | .098 VCMT331MP Me|e®e|®| .375 | .187 | .016 | .173
TCMT21.50.5MP |M| x| @® | % [ .250 |.094 |.008 | .110 VCMT332MP Me|e|®| .375 | .187 | .031| .173
TCMT21.51MP Me|le®|[®| .250 |.094 |.016 | .110 VCMT333MP M| % |*|x| .375 | .187 | .047 | .173
TCMT21.52MP M(e|®|®]| .250 | .094 |.031 ]| .110 VCMT1.51.50.5MV | M ® (x| .187 |.094 | .008 | .094
TCMT2.521MP Me|®|®]| .313 | .125|.016 | .134 VCMT1.51.51MV | M * | ®@| .187 |.094 | .016 | .094
TCMT32.51MP Me|®|®]| .375 | .156 | .016 | .173
TCMT32.52MP Me|e®|®| .375 | .156 | .031 | .173
TCMT32.53MP M|@|*x|[x| .375 | .156 | .047 | .173

@ : USA Stock * : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MCG6100 Series

7° Positive Inserts (With Hole) _fh | een 11° Positive Inserts (With Hole) e e
M Class M Class
WCMT <
CPMH RE -
Finish AN }\__% Medium Medium Medium
SVX . [ vaN MP MV Standard
XCMT epsr\/|_1c s|
25°
(in) (in)
3 3 3 3
<|lw|w|w <|lw|w|w <|lw|w|w <|w|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
<|8|5|8 <|8|5|8 <|8|8|8 <|8|8|8
ol=|=|= ol=|=|= O|l=2|=2|= Oo|l=2|=2|=
WCMT1.210.5FV F [ ) .156 |.063 |.008 | .091 XCMT221SVX F ® x| .250 |.125|.016| .112 CPMH2.51.50.5FP | F ®|®| .313 | .094 | .008 | .138 CPMH2.51.51MP |M|e|(®|®| .313 |.094 |.016 | .138
WCMT1.211FV F () .156 | .063 | .016 | .091 XCMT222SVX F ®|®| 250 |.125|.031 | .112 CPMH2.51.51FP F ®|(®| 313 | .094 | .016 | .138 CPMH2.51.52MP |M|(e|® | ®| .313 |.094 | .031|.138
WCMT1.51.50.5FV | F [ .187 | .094 | .008 | .091 CPMH320.5FP F ®|®| .375 | .125|.008 | .177 CPMH321MP Me|l@®|®| .375 | .125|.016 | .177
WCMT1.51.51FV F () 187 |.094 | .016 | .091 CPMH321FP F ®@|®| 375 | .125|.016 | .177 CPMH322MP Me|l®|®| .375 | .125|.031 | 177
WCMT21.50.5FV F () .250 |.094 | .008 | .110 CPMH322FP F ®|®| 375 | .125|.031 | .177 CPMH2.51.51MV | M ®o|(®| 313 | .094 | .016 | .138
WCMT21.51FV F () .250 | .094 | .016 | .110 CPMH2.51.50.5FV | F * [ x| .313 | .094 | .008 | .138 CPMH2.51.52MV | M ®|(®| 313 | .094 | .031|.138
WCMT32.50.5FV F () .375 | .156 | .008 | .173 CPMH2.51.51FV F * | %[ .313 | .094 | .016 | .138 CPMH321MV M e|®| 375 | .125|.016 | .177
WCMT32.51FV F () .375 | .156 | .016 | .173 CPMH320.5FV F * | % .375 | .125|.008 | .177 CPMH322MV M ®|®| 375 | .125|.031 | .177
WCMT1.210.5MP (M|e|® | ® | .156 |.063 | .008 | .091 CPMH321FV F ® | x| .375 | .125|.016 | .177 CPMH2.51.51 M e|le® 313 | .094 | .016 | .138
WCMT1.211MP M e|(®|®]| .156 | .063 | .016 | .091 CPMH322FV F ® x| .375 | .125|.031 | 177 CPMH2.51.52 Mo®|® .313 | .094 | .031 | .138
WCMT1.51.50.5MP|M (@ | ® 187 |1.094 | .008 | .091 CPMH2.51.50.5LP | L * | %[ .313 | .094 | .008 | .138 CPMH321 Moe|® 375 | .125|.016 | 177
WCMT1.51.51MP (M| @ | % 187 |.094 | .016 | .091 CPMH2.51.51LP L|®@|*|x| .313 |.094|.016|.138 CPMH322 Ml @®|®|x]| .375 | .125|.031 | .177
WCMT21.50.5MP |[M|e|®|® | .250 |.094|.008 | .110 CPMH2.51.52LP Lle|le|®]| .313 |.094|.031|.138
WCMT21.51MP M e|l®|®]| .250 |.094 | .016 | .110 CPMH320.5LP L * [ % | .375 | .125|.008 | .177
WCMT21.52MP M ®|®| .250 |.094|.031 | .110 CPMH321LP Ll@|x|[%x]| .375 |.125|.016 | .177
WCMT32.51MP M e|@®|®| .375 | .156 | .016 | .173 CPMH322LP Ll@|x|x| .375 |.125|.031 | .177
WCMT32.52MP Me|®|®| .375 | .156 | .031 | .173

@ : USA Stock % : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MC6100 Series

ugsn . Finish Finish Light Light Medium
11° Positive Inserts (With Hole) = = = S w
M Class
$Em; %/\RE : (Wiper) EPSR
RN Medium WPMT s
AON W ?
Epguno\/ Ic | 7E7){AN
RE IC S f11°
(in) (in)
3 3
0 <|lw|w|w L<lw|w|w
Order Number = IC S RE | D1 Order Number joull Il OB B (R o S RE | D1 Order Number foull Il O BOCH (R (o S RE | D1
8 HEHE <|8|3|5
= oO|=|=|= o|l=|=|=
TPMH1.81.50.5FP () .219 |.094 | .008 | .114 TPMH1.51.50.5MV | M * [ x| .187 |.094 | .008 | .094 WPMT21.50.5MV | M @ (x| .250 |.094 | .008 | .110
TPMH1.81.51FP () 219 | .094 | .016 | .114 TPMH1.51.51MV | M ® | x| .187 |.094 | .016 | .094 WPMT21.51MV M ®|®| 250 (.094 | .016 | .110
TPMH220.5FP ® 250 |.125(.008 | .134 TPMH1.81.50.5MV | M * [ %] .219 | .094 | .008 | .114 WPMT321MV M ®| x| .375 | .125|.016 | .173
TPMH221FP ® .250 | .125|.016 | .134 TPMH1.81.51MV | M ®| x| .219 |.094 | .016 | .114 WPMT322MV M * | x| .375 |.125|.031 | .173
TPMH222FP ® 250 |.125(.031|.134 TPMH1.81.52MV | M ®|®| 219 | .094 | .031 | .114
TPMH1.51.50.5FV .187 | .094 | .008 | .094 TPMH220.5MV M * | % | .250 |.125|.008 | .134
TPMH1.51.51FV 187 |.094 | .016 | .094 TPMH221MV M * | x| .250 |.125|.016 | .134
TPMH1.81.50.5FV 219 |.094 | .008 | .114 TPMH222MV M ® | x| .250 | .125|.031|.134
TPMH1.81.51FV 219 |.094 | .016 | .114 TPMH321MV M e |®| .375 | .125|.016 | .173
TPMH220.5FV .250 | .125|.008 | .134 TPMH322MV M ®|®| .375 | .125|.031|.173
TPMH221FV () 250 |.125|.016|.134
TPMH222FV .250 | .125|.031 | .134
TPMH320.5FV .375 | .125].008 | .173
TPMH321FV .375 | .125|.016 | .173
TPMH322FV .375 | .125].031 | .173

TPMH1.51.50.5LP
TPMH1.51.51LP

.187 | .094 | .008 | .094
.187 |.094 | .016 | .094

rrrrr-rrC-rClrCcC-c-Cc - - - - rC|mTA T T T T T om o om|m o mon | Cutting Area
[ ]

[}
® ® ©® 0 0 0 0 Xt X Xt X X% @ O 0 © 0 000 0 0 - O X O® 0 06 0 0 MC6125
® ® 0 O O O 0 O X X X % % % % X[ % X % % X % @ % % 0 0 @ @ | MC6135

TPMH1.81.50.5LP ° .219 | .094 | .008 | .114
TPMH1.81.51LP [ 219 1.094 | .016 | .114
TPMH220.5LP ° .250 | .125|.008 | .134
TPMH221LP ° 250 | .125|.016 | .134
TPMH222LP () .250 | .125|.031 | .134
TPMH320.5LP ° 375 | .125|.008 | .173
TPMH321LP ° 375 | .125|.016 | .173
TPMH322LP ® 375 | .125].031 | 173
TPMX1.81.50.5SW ® .219 |.094 | .008 | .114
TPMX1.81.51SW ® 219 1.094 | .016 | .114
TPMX1.81.52SW ® 219 |.094 | .031 | .114
TPMX220.5SW ° .250 | .125|.008 | .134
TPMX221SW ) .250 | .125|.016 | .134
TPMX222SW [ .250 | .125].031 | .134

@ : USA Stock % : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

MC6100 Series

o agn . Light to Medium| Strong Edge
11° Positive Inserts (Without Hole) Sndard | Flat Top
M Class
SPMR
SPMN _RE
N [
K/ AN
111° Finish Light Light to Medium|Light to Medium| Strong Edge
e s FV LP MP Standard | Flat Top
/RE
TPMR ~
TPMN %\
VAN R P
IC S
(in)
© ©
o o
<|lw|w|w <|lw|w|w
Order Number elz|d| 2| 1Ic S RE | D1 Order Number joull Il OB B (R o S RE | D1
s |© || o s ||| o
Elo|lo|o Elo|lo|o
ol=|=|= ol=|=|=
SPMR321 M| @|®|x| .375 | .125| .016 | - TPMR321FV F ®e|®| 375 |.125|.016 | -
SPMR322 Ml e|®|x| .375 | .125| .031 - TPMR221LP L ®|®| 250 |.125|.016 | -
SPMR421 Mle|®|®]| 500 |.125|.016| - TPMR222LP L ®|®| .250 | .125|.031 -
SPMR422 M e|®|®]| .500 |.125|.031 - TPMR321LP L|le|le|®| .375 |.125| .016 | -
SPMN322 -1 @ 375 | .125] .031 - TPMR322LP Lle|l®|®| .375 | .125| .031 -
SPMN421 -|l® .500 | .125|.016 | - TPMR221MP M e|l@®|®| 250 | .125|.016 | -
SPMN422 () .500 |.125|.031 - TPMR222MP Me|®|®| .250 |.125|.031 -
SPMN423 -1 @ * | .500 |.125|.047 | - TPMR321MP Ml e|e®|®| .375 | .125| .016 | -
TPMR322MP Me|®|®| .375 | .125| .031 -
TPMR221 Me|®|®| 250 |.125|.016 | -
TPMR222 M| @®|®]| x| .250 |.125|.031 -
TPMR321 Me|®|®| .375 | .125|.016 | -
TPMR322 Me|®|®| .375 | .125| .031 -
TPMR323 Moe|® 375 | 125 | .047 -
TPMN221 -|l@® 250 |.125|.016| -
TPMN222 -|® .250 | .125 | .031 -
TPMN321 -|l@ 375 | 1251 .016 | -
TPMN322 -|l@® 375 | 125 .031 -
TPMN323 -1 @ 375 | 125 | .047 -
TPMN431 -|l® .500 | .187 | .016 | -
TPMN432 -|l@® * | .500 |.187 | .031 -
TPMN433 -|l® .500 | .187 | .047 | -

@ : USA Stock * : Stocked in Japan
10 inserts in one case.
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CVD Coated Grade for Steel Turning

Recommended Cutting Conditions

Negative Inserts (For External Turning) i) (n)
Material Properties Cutting Range Priority Grade [Chipbreaker Cti;rt(i:n(gSIS:RAe)ed flzlelglg) Deptggf Cut Material Properties Cutting Range Priority Grade [Chipbreaker| Clﬂn(%lszwla)ed f'zﬁf,’g) Deptgsf Cut
P ([ < R 1 MC6135 RP 620—950 .010—.024 | .059—.236
¥ F 1 MC6125 FY 1260—1985 | .004—.009 | .008—.031 ([ R 2 MC6125 RP 770—1215 | .010—.024 | .059—.236
Hardness £ 3 F 2 MC6135 FY 1030—1575 | .004—.009 | .008—.031 ¢ R 3 MC6135 GH 620—950 | .010—.024 | .059—.236
Mild Steel <180HB 2 L 1 MC6125 sy 1150—1805 | .006—.013 | .020—.047 [ < R 4 MC6125 GH 770—1215 | .010—.024 | .059—.236
£ L 2 MC6135 sY 950—1425 | .006—.013 | .020—.047 [ 4 H 1 MC6135 HX 560—850 .020—.050 | .118—.433
[ ] F 1 MC6115 FPH 900—1720 | .008—.020 | .004—.039 ([ < H 2 MC6125 HX 690—1080 | .020—.050 | .118—.433
( ] F 1 MC6115 FP 820—1575 | .003—.010 | .004—.039 ([ < H 3 MC6135 HV 460—705 .023—.050 | .157—.472
[ ] F 2 MC6125 FP 900—1395 | .003—.010 | .004—.039 ([ < H 4 MC6125 HV 575—885 .023—.050 | .157—.472
o L 1 MC6115 LP 820—1575 | .004—.016 | .012—.079 £ F 1 MC6135 FP 805—1215 .003—.010 | .004—.039
[ ) L 2 MC6125 LP 900—1395 | .004—.016 | .012—.079 ¥ F 2 MC6125 FP 985—1525 .003—.010 | .004—.039
o L 3 MC6115 SH 820—1575 | .004—.016 | .012—.079 ¥ F 3 MC6135 FPH 805—1215 | .008—.020 | .004—.039
o L 4 MC6125 SH 900—1395 | .004—.016 | .012—.079 £ L 1 MC6135 LP 740—1115 | .004—.016 | .012—.079
o L 5 MC6115 SA 820—1575 | .004—.016 | .012—.079 £ L 2 MC6125 LP 900—1395 .004—.016 | .012—.079
o L 6 MC6125 SA 900—1395 | .004—.016 | .012—.079 $ L 3 MC6135 SH 740—1115 .004—.016 | .012—.079
[ ) L 7 MC6115 sw 820—1575 | .004—.020 | .012—.098 ¥ L 4 MC6125 SH 900—1395 .004—.016 | .012—.079
o L 8 MC6125 sw 900—1395 | .004—.020 | .012—.098 Carbon Steel Hardness 2 L 5 MC6135 SA 740—1115 | .004—016 | .012—.079
o M 1 MC6115 MP 755—1445 | .006—.020 | .012—.157 Alloy Steel 180—280HB £ L 6 MC6125 SA 900—1395 | .004—.016 | .012—.079
[ ] M 2 MC6125 MP 820—1280 | .006—.020 | .012—.157 £ M 1 MC6135 MP 670—1015 .006—.020 | .012—.157
o M 3 MC6115 MA 755—1445 | .008—.020 | .012—.157 $ M 2 MC6125 MP 820—1280 .006—.020 | .012—.157
o M 4 MC6125 MA 820—1280 | .008—.020 | .012—.157 ¥ M 3 MC6135 MA 670—1015 .008—.020 | .012—.157
o M 5 MC6115 Std 755—1445 | .010—.024 | .059—.197 g M 4 MC6125 MA 820—1280 | .008—.020 | .012—.157
o M 6 MC6125 Std 820—1280 | .010—.024 | .059—.197 £ M 5 MC6135 MH 670—1015 | .008—.022 | .039—.157
o M 7 MC6115 Mw 755—1445 | .008—.024 | .035—.157 £ M 6 MC6125 MH 820—1280 .008—.022 | .039—.157
o M 8 MC6125 Mw 820—1280 | .008—.024 | .035—.157 £ 3 M 7 MC6135 Std 670—1015 .010—.024 | .059—.197
o R 1 MC6115 RP 705—1360 | .010—.024 | .059—.236 ¥ M 8 MC6125 Std 820—1280 .010—.024 | .059—.197
o R 2 MC6125 RP 770—1215 | .010—.024 | .059—.236 s M 9 MC6135 Mw 670—1015 | .008—.024 | .035—.157
o R 3 MC6115 GH 705—1360 | .010—.024 | .059—.236 £ 3 M 10 MC6125 Mw 820—1280 | .008—.024 | .035—.157
o R 4 MC6125 GH 770—1215 | .010—.024 | .059—.236 £ R 1 MC6135 RP 620—950 .010—.024 | .059—.236
Carbon Steel Hardness o H 1 MC6125 HX 690—1080 | .020—.050 | .118—.433 $ R 2 MC6125 RP 770—1215 | .010—.024 | .059—.236
Alloy Steel 180—280HB [ ) H 2 MC6135 HX 560—850 | .020—.050 | .118—.433 ¥ R 3 MC6135 GH 620—950 | .010—.024 | .059—.236
o H 3 MC6125 HV 575—885 .023—.050 | .157—.472 s R 4 MC6125 GH 770—1215 | .010—.024 | .059—.236
o H 4 MC6135 HV 460—705 .023—.050 | .157—.472 £ H 1 MC6135 HX 560—850 .020—.050 | .118—.433
[ 4 F 1 MC6125 FPH 985—1525 | .008—.020 | .004—.039 ¥ H 2 MC6125 HX 690—1080 .020—.050 | .118—.433
€ F 1 MC6115 FP 820—1575 | .003—.010 | .004—.039 Note 1) Recommended cutting conditions for 5°/7°/11° positive inserts are provided as a guideline only.
([ < F 2 MC6125 FP 900—1395 | .003—.010 | .004—.039 Verify the recommended conditions for each boring bar as cutting conditions for internal machining will vary depending on the length of overhang.
[ 4 L 1 MC6115 LP 820—1575 | .004—.016 | .012—.079
[ S L 2 MC6125 LP 900—1395 | .004—.016 | .012—.079
[ 4 L 3 MC6115 SH 820—1575 | .004—.016 | .012—.079
([ 4 L 4 MC6125 SH 900—1395 | .004—.016 | .012—.079
[ 4 L 5 MC6115 SA 820—1575 | .004—.016 | .012—.079
[ 4 L 6 MC6125 SA 900—1395 | .004—.016 | .012—.079
[ S L 7 MC6115 sSw 820—1575 | .004—.020 | .012—.098
¢ L 8 MC6125 sSw 900—1395 | .004—.020 | .012—.098
([ 4 M 1 MC6125 MP 820—1280 | .006—.020 | .012—.157
([ 4 M 2 MC6135 MP 670—1015 | .006—.020 | .012—.157
([ 4 M 3 MC6125 MA 820—1280 | .008—.020 | .012—.157
[ 5 M 4 MC6135 MA 670—1015 | .008—.020 | .012—.157
[ 4 M 5 MC6125 MH 820—1280 | .008—.022 | .039—.157
([ < M 6 MC6135 MH 670—1015 | .008—.022 | .039—.157
([ 4 M 7 MC6125 Std 820—1280 | .010—.024 | .059—.197
2 M 8 MC6135 Std 670-1015 | .010-.024 | .059-197 Cutting Conditions : @ : Stable Cutting ® : General Cutting ¥ : Unstable Cutting
€ M 9 MC6125 mMw 820—1280 | .008—.024 | .035—.157 Cutting Area : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
([ 4 M 10 MC6135 Mw 670—1015 | .008—.024 | .035—.157

Note 1) Recommended cutting conditions for 5°/7°/11° positive inserts are provided as a guideline only.
Verify the recommended conditions for each boring bar as cutting conditions for internal machining will vary depending on the length of overhang.

“ s« MITSUBISHI MATERIALS s« MITSUBISHI MATERIALS “



CVD Coated Grade for Steel Turning

Recommended Cutting Conditions

5° 7° Positive Inserts (For External Turning) ) 11° Positive Inserts (For External Turning) in)
Material Properties Cutting Range Priority [ Grade [Chipbreaker, Cl"'rgn(gsﬁﬁﬂe)ed fiﬁfg) Deptgngut Material Properties Cutting Range Priority [ Grade [Chipbreaker| CLst(i:n(gS|S:pl\>;la)ed flzle};alg) Deptgngut
P P
[ - F 1 MC6115 FP 970—1870 | .002—.008 | .008—.035 [ 5 F 1 MC6125 FP 1050—1655 | .002—.008 | .008—.035
¢ F 2 MC6115 FV 970—1870 | .002—.008 | .008—.035 ([ 2 F 2 MC6125 FV 1050—1655 | .002—.008 | .008—.035
¢ L 1 MC6115 LP 970—1870 | .002—.010 | .008—.039 ([ - L 1 MC6125 LP 1050—1655 | .002—.010 | .008—.039
[ - L 2 MC6115 sw 970—1870 | .002—.009 | .008—.059 [ - L 2 MC6115 R-Std 805—1560 | .003—.012 | .012—.079
¢ M 1 MC6115 MP 805—1560 | .003—.012 [ .012—.079 ¢ M 1 MC6125 MP 885—1380 | .003—.012 | .012—.079
¢ M 2 MC6115 MV 805—1560 | .003—.012 [ .012—.079 ¢ M 2 MC6115 MP 805—1560 |[.003—.012 | .012—.079
¢ M 3 MC6115 MW 805—1560 | .004—.014 | .031—.098 Mild Steel Hardness € M 3 MC6125 [\ 885—1380 | .003—.012 | .012—.079
) Hardness s F 1 MC6125 FP 1050—1655 | .002—.008 | .008—.035 <180HB ¢ M 4 MC6115 MV 805—1560 | .003—.012 | .012—.079
Mild Steel <180HB ¥ F 2 MC6135 FP 870—1310 | .002—.008 | .008—.035 2 L 1 MC6125 LP 1050—1655 | .002—.010 | .008—.039
¥ L 1 MC6125 LP 1050—1655 | .002—.010 | .008—.039 2 L 2 MC6135 LP 870—1310 |[.002—.010 | .008—.039
¥ L 2 MC6135 LP 870—1310 | .002—.010 | .008—.039 2 M 1 MC6125 MP 885—1380 |.003—.012 | .012—.079
s L 3 MC6125 sw 1050—1655 | .002—.009 | .008—.059 2 M 2 MC6135 MP 720—1080 | .003—.012 [ .012—.079
2 M 1 MC6125 MP 885—1380 | .003—.012 [ .012—.079 2 M 3 MC6125 mMv 885—1380 | .003—.012 | .012—.079
s M 2 MC6135 MP 720—1080 | .003—.012 [ .012—.079 2 M 4 MC6135 MV 720—1080 | .003—.012 | .012—.079
s M 3 MC6125 MV 885—1380 | .003—.012 [ .012—.079 ([ - F 1 MC6125 FP 785—1215 | .002—.008 | .008—.035
8 M 4 MC6125 MW 885—1380 | .004—.014 [ .031—.098 ¢ F 2 MC6125 FV 785—1215 | .002—.008 | .008—.035
¢ F 1 MC6115 FP 720—1380 | .002—.008 | .008—.035 ¢ L 1 MC6125 LP 785—1215 | .002—.010 | .008—.039
¢ F 2 MC6125 FP 785—1215 | .002—.008 | .008—.035 ([ - L 2 MC6115 LP 720—1380 | .002—.010 | .008—.039
[ 4 F 3 MC6115 FV 720—1380 | .002—.008 | .008—.035 [ - M 1 MC6125 MP 655—1015 [ .003—.012 | .012—.079
[ - L 1 MC6115 LP 720—1380 | .002—.010 | .008—.039 ¢ M 2 MC6125 MV 655—1015 | .003—.012 | .012—.079
¢ L 2 MC6125 LP 785—1215 | .002—.010 | .008—039 Carbon Steel Hardness 3 M 3 mMC6115 | R-Std | 590—1150 |.003—012 | .012—.079
¢ M 1 MC6125 MP 655—1015 | .003—012 | .012—.079 Alloy Steel 180—280HB [ M 4 MC6125 R-Std 655—1015 [ .003—012 | .012—.079
¢ M 2 MC6115 MP 590—1150 | .003—.012 | .012—.079 2 L 1 MC6125 LP 785—1215 | .002—.010 | .008—.039
[ 4 M 3 MC6125 MV 655—1015 | .003—.012 [ .012—.079 ¥ L 2 MC6135 LP 640—970 | .002—.010 | .008—.039
[ 4 M 4 MC6115 MV 590—1150 | .003—.012 [ .012—.079 2 M 1 MC6125 MP 655—1015 | .003—.012 | .012—.079
Czﬁginsfgzle' argness 3 M 5 | MC6t5 | MW | 5901150 |.004—014 | .031—098 E™ M 2 | mMce13s | P 525-805 | .003—012 | .012—.079
s F 1 MC6125 FP 785—1215 | .002—.008 | .008—.035 2 M 3 MC6125 MV 655—1015 | .003—.012 | .012—.079
s F 2 MC6135 FP 640—970 | .002—.008 | .008—.035 2 M 4 MC6135 MV 525-805 | .003—.012 | .012—.079
5. F 3 MC6125 FV 785—1215 | .002—.008 | .008—.035 Note 1) Recommended cutting conditions for 5°/7°/11° positive inserts are provided as a guideline only.
2 L 1 MC6125 LP 785—1215 | .002—.010 | .008—.039 Verify the recommended conditions for each boring bar as cutting conditions for internal machining will vary depending on the length of
£ L 2 MC6135 LP 640-970 | .002—010 | .008—039 overhang.
s L 3 MC6125 sw 785—1215 | .002—.009 | .008—.059
8 M 1 MC6125 MP 655—1015 | .003—.012 [ .012—.079
£ 3 M 2 MC6135 MP 525-805 | .003—012 | .012—.079
8 M 3 MC6125 MV 655—1015 | .003—.012 [ .012—.079
¢ F 1 MC6115 FP 510-970 | .002—008 | .008—.035
¢ F 2 MC6115 FV 510—-970 | .002—.008 | .008—.035
([ < L 1 MC6115 LP 510—970 | .002—.010 | .008—.039
¢ M 1 MC6115 MP 425-805 | .003—.012 | .012—.079
¢ M 2 MC6115 MV 425-805 | .003—.012 | .012—.079
Carbon Steel Hardness s F 1 MC6125 FP 560—870 | .002—.008 | .008—.035
Alloy Steel 280—350HB * F 2 MC6135 FP 440—690 | .002—.008 | .008—.035
s L 1 MC6125 LP 560—870 | .002—010 | .008—.039
s L 2 MC6135 LP 440—690 | .002—.010 | .008—.039
s M 1 MC6125 MP 460—720 | .003—.012 | .012—.079
£ 3 M 2 MC6135 MP 375-575 | .003—012 | .012—.079
s M 3 MC6125 MV 460—720 | .003—.012 | .012—.079

Note 1) Recommended cutting conditions for 5°/7°/11° positive inserts are provided as a guideline only.
Verify the recommended conditions for each boring bar as cutting conditions for internal machining will vary depending on the length of
overhang.

Note 2) Please scan the QR code for a leaflet of the recommended conditions for the XCMT profile holder insert. Cutting Conditions : @ : Stable Cutting € : General Cutting ¥ : Unstable Cutting

Cutting Area : F : Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting
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CVD Coated Grade for Steel Turning

Cutting Performance

Machining 5120H: Comparison of Wear Resistance During Continuous Wet Cutting

The thick coating exclusively for MC6125 effectively suppresses early wear.

.018
.016
.014
.012
.010
.008
.006

Flank Wear (in)

.004
.002
0

Comparison of Toughness During Interrupted Cutting

Conventional A

Conventional B , /

Conventional C 4

y i

/

/1461 25

IMIA chipbreaker

10

MC6125

46 min.

20 30
Cutting Time (min)

40

Conventional A 46 min.

50 60

<Cutting Conditions>

Material
Inserts :
Cutting Speed :
Feed per Rev.
Depth of Cut

Cutting Mode

:ANSI 5120H

vc=985 SFM

:f=.012 IPR
:ap=.059"
: Wet Cutting

Provides stable cutting under severe cutting conditions that are likely to cause sudden fracturing.

Impacts

Average

Average

Average

MC6125
MA chipbreaker

Conventional A

n s« MITSUBISHI MATERIALS

Conventional B

<Cutting Conditions>

Material
Inserts
Cutting Speed :
Feed per Rev.
Depth of Cut
Cutting Mode

:AISI 4140
: CNMG432{73

vc=655 SFM

:f=.010 IPR
:ap=.059"
: Wet Cutting

Machining 1045: Comparison of Wear Resistance During Continuous Dry Cutting

The "Super" Nano Texture Technology increases tool life even when dry cutting by suppressing crater wear.

Flank Wear (in)

.014
Conventional A
.012
Conventional B S, /
.010
MC6115

.008 MA chipbreaker

.006

.004

.002

0
2 4 6 8 10 12 14 16
Cutting Time (min)
<Cutting Conditions>
Material 1 AISI 1045
Inserts : CNMG432{ 3
Cutting Speed : vc=985 SFM
Feed per Rev. : f=.012 IPR
Depth of Cut :ap=.059"
Cutting Mode : Dry Cutting
MC6115 10 min.  Conventional A 10 min. Conventional B 8 min.

Machining 52100: Comparison of Wear Resistance During Continuous Wet Cutting

The thick coating provides high flank wear resistance.

Flank Wear (in)

.014

,°
P
.010 /k -

Conventional C Conventional B Conventional A

MC6115

chipbreaker

.008

.006

.004

.002

0
2 4 6 8 10 12 14 16 18 20 22 24 26 28 30 32
Cutting Time (min)
<Cutting Conditions>
Material - AlSI 52100
Inserts : CNMG432{ ¥
Cutting Speed : vc=985 SFM
Feed per Rev. : f=.012 IPR
Depth of Cut : ap=.059"
Cutting Mode : Wet Cutting
MC6115 12 min.

Conventional A 12 min.  Conventional B 12 min.
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CVD Coated Grade for Steel Turning

Cutting Performance

Machining 4140: Comparison of Wear Resistance During Continuous Wet Cutting

MC6115 with high edge strength chipbreaker can also enable excellent wear resistance during high speed turning.

.020
Conventional B Conventional A
016 / /

| MC6115
Conventional G _ MH chipbreaker
o012 - /

Flank Wear (in)

4""
"”4' /
.008 o
.004 -
0
2 4 6 8 10 12 14

Cutting Time (min)

<Cutting Conditions>

Material
Inserts

Feed per Rev.
Depth of Cut
Cutting Mode

MCG6115 10min.  Conventional A 10 min.

Conventional B 8 min.

1 AISI 4140
: CNMG432
Cutting Speed :
:f=.012 IPR
:ap=.059"

: Wet Cutting

ve=1150 SFM

Examples of Usage

Insert CNMG432MA WNMG432MP
AISI 1045 Carbon Steel
Workpiece
Component Hex Bar Parts Automotive Parts
Application Interrupted Finish Turning External Turning and Facing
£ | Cutting Speed vc (SFM) 490 260
‘2 Feed per Rev. f (IPR) .008 .004 - .020
= | Depth of Cut ap (in) .079, .063 .020
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
‘ 500 1000 500 1000 1500 2000 2500
MC6125 MC6125
Results
Conventional Conventional
Conventional products fractured after chipping but MC6125 MC6125 achieved more than 1.3 times longer tool life due to
formed good chip shapes and achieved a longer tool life. its high wear resistance.
Insert DNMG433S CNMG432MH
AISI 1053 General Structural Steel
Workpiece H]
Component - Hun Parts
Application Interrupted Finish Turning Face Turning
£ | Cutting Speed vc (SFM) 655 655—785
8 | Feed per Rev. f (IPR) 012 010
= | Depth of Cut ap (in) .047 .079
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
50 100 150 50 100 150 200
MC6125 MC6125
Results
Conventional Conventional
MC6125 provided a stable cutting action and achieved 1.5 MC6125 improved efficiency and tool life by increasing the
times more tool life than conventional products. cutting speed.
Insert CNMG433RP

AISI 5135

Workpiece :|

Component Flange Parts
Application External Turning and Facing
£ | Cutting Speed vc (SFM) 655
& [ Feed per Rev. f (IPR) 010
= | Depth of Cut ap (i) .059
Cutting Mode Wet Cutting
Number of Workpieces
| 50 100
MC6125
Results
Conventional

Conventional products machined an inconsistent number of
components. MC6125 was more consistent and improved tool life.

The application examples are from customers workpieces and can therefore differ
from the recommended cutting conditions.
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CVD Coated Grade for Steel Turning

Examples of Usage

Results

Number of Workpieces
1 2 3 4

MC6115

Conventional

MC6115 gave 1.5 x longer tool life even when machining
heat treated materials.

Insert CNMG432MA WNMG432MA
AISI 4140 AISI 5140
Workpiece
Component Heavy Machinery Parts Automotive Parts
Application Internal Turning External Face Turning
£ | Cutting Speed vc (SFM) 490 950
§ Feed per Rev. f (IPR) .012 .010
S | Depth of Cut ap (in) .059 .039
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
1 2 3 ‘ 20 40 60
MC6115 MC6115
Results
Conventional Conventional
Tool life increased x 1.5 on a large workpiece The excellent wear resistance of MC6115 helped achieve
(inner diameter 16.929 inches) double tool life.
Insert WNMG432MA WNMG433MP
AISI 52100 AISI 5120H
Workpiece
Component Bearing Parts Machine Parts
Application External Face Turning Face Turning
£ | Cutting Speed vc (SFM) 650-910 770
§ Feed per Rev. f (IPR) .008-.012 .014
S | Depth of Cut ap (in) .039 .039
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
100 200 300 ‘ 100 200 300
MC6115 MC6115
Results
Conventional Conventional
The excellent wear resistance of MC6115 helped achieve MC6115 achieved longer tool life compared to a conventional
double tool life. product.
Insert WNMG432MP WNMG434MA
AISI 5140 AISI 1049
Workpiece
Component Hub Joint Parts
Application External Turning and Facing Internal Turning and Facing
£ | Cutting Speed vc (SFM) 985 705
é Feed per Rev. f (IPR) .010-.014 .010-.011
;% Depth of Cut ap (in) .039-.098 124
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
100 200 300 50 150 250 350
MC6115 MC6115
Results
Conventional Conventional

Superior wear resistance compared to conventional products
meant tool life was extended.

Excellent wear resistance during rough machining of forged
product applications helped achieve 150% tool life.

The application examples are from customers workpieces and can therefore differ from the recommended cutting conditions.
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Insert DNMG443SA CNMG432MP
Bearing Steel AISI 5140
Workpiece
Component Bearing Parts Shaft Parts
Application External Turning and Facing Internal Turning
£ | Cutting Speed vc (SFM) 850 920
‘i Feed per Rev. f (IPR) .012-.014 .01
= | Depth of Cut ap (in) .020 .098
Cutting Mode Wet Cutting Wet Cutting
Number of Workpieces Number of Workpieces
50 100 150 200 250 50 150 250 350
MC6115 MC6115
Results .
Conventional Conventional
Extreme resistance to chipping achieved 150% tool life and Number of components machined increased by 50% due to
enabled easy identification of wear. improved wear resistance.
Insert WNMG432MP
Heated Tool Steel
Workpiece
Component Die Casting Parts
Application Internal Turning
£ | Cutting Speed vc (SFM) 525
8 | Feed per Rev. f (IPR) .010
= | Depth of Cut ap (in) .079
Cutting Mode Wet Cutting

The application examples are from customers workpieces and can therefore differ from the recommended cutting conditions.
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#= MITSUBISHI MATERIALS US.A

MITSUBISHI MATERIALS U.S.A. CORPORATION

California Office
(Headquarters)

3535 Hyland Avenue, Suite 200
Costa Mesa, CA 92626
Customer Service: 800.523.0800
Technical Service: 800.486.2341

Chicago Office
(Engineering)

300 N. Martingale Road, Suite 500
Schaumburg, IL 60173

Main: 847.252.6300

Fax: 847.519.1732

MMC Metal de Mexico, S.A. DE C.V.

Av. La Canada No.16,

Parque Industrial Bernardo
Quintana, El Marques,
Queretaro C.P. 76246 MEXICO
Main: +52.442.221.61.36

Fax: +52.442.221.61.34

www.mmc-carbide.com/us

Tools specifications subject to change without notice.

North Carolina-MTEC
(Marketing & Technical Center)

105 Corporate Center Drive, Suite A
Mooresville, NC 28117

Main: 980.312.3100

Fax: 704.746.9292

Toronto Office
(Canada Branch)

600 Matheson Blvd. Unit 5 (Office)
Mississauga, ON L5R 4C1

Main: 905.814.0240

Fax: 905.814.0245

Detroit Office
(Moldino CS)

2001 Orndorf Drive
Brighton, M| 48116
Main: 248.308.2620
Fax: 248.308.2627

FOR YOUR SAFETY

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

B266A-US-2026.4




