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Your manufacturing
SuUCCess IS our success.

It's simple. We want to provide high-quality cutting tool products that deliver unparalleled
performance and control to help you to manufacture precisely perfect products every day.

Our long heritage of building partnerships through providing cutting tool solutions for metal
manufacturers has given Mitsubishi Materials U.S.A. a reputation as an industry leader.

We understand the importance of getting it right the first time by delivering high-quality cutting
tool product brands to help overcome machining challenges and improve machining processes.

Your success is our success, and is the driving force behind our innovative products. Our product
brand, DIAEDGE, is trusted globally in the metal manufacturing industries for delivering expertly
designed tools of the trade for highly specialized industries like yours. Our traditional Mitsubishi
Materials U.S.A. cutting tool product line is now sold under the DIAEDGE product brand name.
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HOW TO READ THE STANDARD
OF TURNING INSERTS

TURNING TOOLS

INSERT STANDARDS

@®How this section page is organized - @Graph of chip control by work material
@®Organized according to turning insert shape. Shows recommended chip breakers and chip control range
(Refer to the index on the next page.) according to work material and cutting application. I N S E R I G RA D E S
@Inserts are arranged in order of : Graphs are colored according to cutting applications
« Negative inserts (with hole=without hole) (Finish=Light=>Medium—=Rough—Heavy)
- Positive inserts (with hole=without hole) and contain recommended breakers for each application.
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CUTTING APPLICATION ‘GRADES
is shown in order of: Finish=Light "TECHNICAL DATA
-Medium=Rough—-Heavy. indicates reference pages, on the right hand page of
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PHOTO OF INSERT

INDICATION OF CHIPBREAKER
indicates the designation
for a chipbreaker.

@To Order : Please specify insert number and grade.

b APPLICABLE HOLDER PAGE
indicates reference pages for details of applicable holders.
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TURNING INSERTS

IDENTIFICATION

E| ; §
b £

Symbol Insert Shape
Triangular insert with a facet
S1
L Hexagonal O 90{ 201 [51] (Secondary Cutting Edge)
(0] Octagonal O
@ Symbol for Tolerance Class
(@ Pentagonal O .
Tolerance of Tolerance of | Tolerance of | Detail of M Class Insert Tolerance
S Square |:| Symbol | Nose Height Inscribed Circle Thickness @Tolerance of Nose Height m (mm)
. m (mm) D1 (mm) S1 (mm) : Rhombic[Rhombic[Rhombic
T Triangular D.I.C. [Triangular| Square o o .| Round
9 A A +0.005 +0.025 +0.025 Sl €0 55 S5
@ Rhombic 80° [T F 10,005 +0.013 $0.025 6.35 |+0.08|+0.08|%0.08|+0.11|+0.16| —
D | Rhombic 55° Y4 c +0.013 +0.025 40025 | 925 | +0.08|£008]+0.08|+0.11|+016| —
12.70 | +0.13 | %0.13 | £0.13 | £0.15 - -
E | Rhombic 75° /7 H +0.013 +0.013 +0.025
E +0.025 +0.025 +0.025 |15875|+015|+0.15|+0.15|+0.18| - —
F | Rhombic 50° s = +0.025 +0.025 0013 | 1905 |+0.15|+0.15|+0.15|+018| — | —
M | Rhombic 86° 0 3 40005 | +005—+0.15| 0025 | 2540 | — [*018] — | - | - | =
V | Rhombic 35° L7 K 40013 | #005—+015| #0025 |SL75| — |+020] — - - | =
@Tolerance of Inscribed Circle (mm)
! * + + —+ +
W Trigon A = £0.025 £0.05 — £0.15 £0.025 - Rhombic|Rhombic|Rhombic gl
| — M* |+0.08 —+0.18| £0.05 —+0.15 | +0.013 | DI'C. |TrangularjSquare ™o )" 55e | 35e | Roun
L Rectangular
9 N* | +0.08 — *+0.18| +0.05 — +0.15 +0.025 6.35 |+0.005|%0.005(%£0.005/+0.005|+0.005| -—
A | Parallelogram 85° — U* |40.13 —40.38| £0.08 —+0.25 | +0.013 | 9.525 |+0.005|%0.005|+0.005|%0.005|+0.005| +0.05
B Parallelogram 82° _ The surface of insert with * mark is sintered. 1270 | +0.08|+0.08 |+0.08|+0.08| — |+0.08
K Parallelogram 55° /7 15.875 | £0.10 | £0.10 | +0.10 | £0.10 — +0.10
19.05 | #0.10 | £0.10 | £0.10 | £0.10 - +0.10
RNl Round ©) 2540 | — [x013] — | — [ — [+oa1s
X Special Design = 31.75 — |*015| -— — — |*0.15
@ Symbol for Insert Shape @ Symbol for Tolerance Class

| @

Syl Diameter of
Inscribed Circle

@ & & H B AT
02 04 03 03 06 3.97

L3 08 05 04 04 08 4.76

03 09 06 05 05 09 5.56

06 6.00
04 11 07 06 06 11 6.35

05 13 09 08 07 13 7.94

08 8.00
09 06 16 11 09 09 16 9.525
10 10.00
12 12.00
12 08 22 15 12 12 22 12.70
15 10 19 16 15 27 15.875
16 16.00
19 13 23 19 19 33 19.05
20 20.00
27 22 22 38 22.225

25 25.00
25 31 25 25 44 25.40
31 38 32 31 54 31.75
32 32.00

® Symbol for Insert Size

*Thickness is from the bottom of the insert
to the top of the cutting edge.
Symbol Thickness (mm)
S1 1.39
01 1.59
TO 1.79
02 2.38
T2 2.78
03 3.18
T3 3.97
04 4.76
06 6.35
07 7.94
09 9.52
® Symbol for Insert Thickness

®

[ e

C |C

M

06

02

02

(N)-

FP

@

(E)

®

@ Symbol for Chip Breaker

FP LP MP

)

FM

(@ Symbol for Cutting Direction

AZ

| @ ®
I
( Symbol for Normal Clearance @ Symbol for Fixing and/or for Chip Breaker
Symbol|  Normal Clearance Metric
A 3 \—E spiise]] IS 2 Conﬁ%?]lfation Br((:er;ilfer el sl R Confl"l-lgtzjlfation Br((:er:IEer TR
B 5° \V W |With Hole CyIinerc-aI Hole No m m A [With Hole | Cylindrical Hole No D]] m
c 70 \V T |With Hole Ona%o—ugg)sink S(i)dn:d E W M [With Hole | Cylindrical Hole SOmT :d mj m
D 15° \V Q |With Hole CyIindri::-aI Hole No [E] G [With Hole | Cylindrical Hole %?ssée EDZ
E 20° \V U |with Hole Dou?fo(:_osugts)rsink E)s?sg:je I:Ej N Wl_iitgltéut _ No I:l D
Fl s N B |with Hole| VMM o | TP NI | R | VDo) e s A
o | o N | | oo o IERW | ¢ | V| - | e O
N 0° \L,_ C [With Hole CyIindrilc_aI Hole No [E:l X — — - Special Design
P | 10 N 3 |With Hole D°”E"7eoc_°9“gtf)r5i”k DS‘?&‘:LE =N
O | Other Normal Clearance
Major Normal Clearance

@ Symbol for Insert Corner Configuration (® Symbol for Cutting Edge Condition
Symbol Corner Radius (mm) Figure | Cutting Edge [symbol
00 Sharp Nose
Sharp
V3 0.03 i 4 Cutting Edges F
V5 0.05
01 0.1 j Round £
02 0.2 Cutting Edges
04 0.4
08 0.8 j Ch'amfered T
Cutting Edges
12 1.2
16 1.6 Chamfered
D and Rounded | S
20 2.0 Cutting Edges
24 2.4
28 2.8 Mitsubishi Materials omit
32 32 the honing symbol.
00 : Inch
MO : Metric Round Insert

Figure

Hand |Symbol

>

FJ

Left | L

(Refer to JIS=B4120-1998)



TURNING INSERTS [POSITIVE]

a80° CC TYPE INSERTS

WITH HOLE

CCMT 2 15 0.5 FP

v
Size Thickﬁess Corner/Radius Chip Ereaker
*Please refer to page A002.

"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutting - @) Medium Cutting- @l
777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 P Mild Steel P Carbon Steel-Alloy Steel (180-2008) | | M] ~ Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material
157 ‘ ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” g .118% g .113% g .118% %E; 118 %E; 118é o A
g 079 g 079 g 079 g 079 -W g 079 \ 9]
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” e B @ N N )|
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 g— 039 | §- 039 i § 039 i § 039 § 039 ] %
[ il [N L z
07 004 008 012 016 0 004 008 012 016 07 o4 008 012 016 07 o4 008 012 016 O os 008 o
77777777777777777777777777777777777777777777777777777777777777777777777777777777777 Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting FS,LS: G class inserts E
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” P | Steel [ X A 2K ) g0CCO00C|E E
M | Stainless Steel CHECH @ % %0 00 |
"""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" Work I Cast iron czeoc €z (0 | o0 [zoc
Material
N | Non-Ferrous Metal
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” S | Heat-resistant Alloy, Titanium Alloy [ J occcoc:
Coated Cemey S0ated
777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 RELnOLOLDoanLom OO O |0 WO (= = L [TolTe)i'e] W Wwo m[l?
fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff A Il B O - R Rl e PRt SEEM
LSS58 552885555555222852255885 5500
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 EP CCMT21.50.5FP  |CCMT060202-FP 008 @e®@® e (o
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 i ~d CCMT21.51FP CCMT060204-FP .016| e@@® o |0
Q CCMT32.50.5FP  |CCMT09T302-FP 008 @e@@® e |® D
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— — CCMT32.51FP CCMTO09T304-FP .016| e@@® o |0
Cutting CCMT32.52FP CCMT09T308-FP 03l eee® o |0
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” EFM CCMT21.50.5FM CCMT060202-FM .008 [ ) R
CCMT21.51FM CCMT060204-FM .016 [ J
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" @ CCMT32505FM  |CCMTO9T302-FM  [.008 °
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, ey | CCMT3251FM  |CCMTO9T304-FM |01 ° S
Cutting CCMT32.52FM CCMT09T308-FM .031 [ J
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— FV CCMT21.50.5FV CCMT060202-FV .008 ® (O O *%
f = | CCMT21.51FV CCMT060204-FV .016 ® |0 O x T
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” g CCMT32.50.5FV  |CCMT09T302-FV .008 LX) °
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 Einich CCMT32.51FV CCMTO09T304-FV .016 *® O X v
Cutting | CCMT3252FV  |CCMT09T308-FV  |.031 xo © x
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 FS CCGT21.50.2MFS [CCGT060201M-FS  [.003 (X X}
CCGT21.50.5MFS  |CCGT060202M-FS  [.007 o000 W
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 E CCGT32.50.2MFS  |CCGTO9T301M-FS  [.003 (X X}
Einich CCGT32.50.5MFS  |CCGT09T302M-FS  [.007 (X X}
************************************************************************************************************************************************* Cutting | CCGT325IMFS  |CCGTO9T304M-FS 015 X0 X
FS-p | CCGT21.50.2MFS-P|CCGT060201M-FS-P |.003 () () [ J
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 CCGT21.50.5MFS-P|CCGT060202M-FS-P [.007 o o o
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 E CCGT32.50.2MFS-P|CCGT09T301M-FS-P (.003 [ ] o o
- CCGT32.50.5MFS-P|CCGT09T302M-FS-P |.007 [ ] [ ) ([ ]
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, Cutting | CCGT325IMFS-P |CCGT09T304M-FS-P [.015 ° ° °
FJ CCGT21.5V5F) CCGT0602V5-FJ .002 [ J
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” CCGT21.50.2FJ CCGT060201-FJ .004 [ ]
CCGT21.50.5FJ CCGT060202-FJ .008 [ J
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 E CCGT32.5V5F] CCGT09T3V5-FJ .002 [ ]
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 CCGT32.50.2FJ CCGT09T301-FJ .004 [ ] *
e CCGT32.50.5F] CCGT09T302-FJ .008 [ J *
Cutting CCGT32.51FJ CCGT09T304-FJ .016 o *
® = NEW




TURNING INSERTS [POSITIVE]

q ° CC TYPE INSERTS ~ CCGT 2 15 V5 RJP
aw S0 WITH HOLE b g e B

P | Steel ececzzeo ssleclcoocl
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutting - @) Medium Cutting - @l —_— M | Stainless Steel CHECcH C & 3|0 00 |#
or
P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | M~ Stainless Steel (<200HB) | | K. Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron cxo¢C cE (@ o0 kocC
157 [T 157 [T 157 ] 157 157 N | Non-Ferrous Metal [ o
A - _ _ . _ 6 S | Heat-resistant Alloy, Titanium Alloy ° eclccoe s ¢ ococ| N
5 118 5 118 5 118 5 118 5 118 Coated .
E 7% £ 7% g 7% g £ o Coated Cemell  Sermet Carbide
0 § 079 § 079 § 079 § 079 - D § 079 \ RE @ i (]
ko2 s 2o R R e Shape | OrderNumber | (SO)Number | 892883888, 388 83 AREESRBRz=z25L, B8 &
|(-})J §.039 i § 0| T E—.oag i §-.039 §-.039 \ 0mh)§§88§8BE%Q%BS@%EE&%SSﬂ8£82£&gqgﬂﬂ§§88 %
4 i i /A — 52535555588 555555555585225258bEEE55kRe| 2
o 07 o4 008 012 016 07 o4 008 012 016 07004 008 012 016 0 004 008 012 016 0 004 008 10
z Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (mch/r?v) R/L F CCGTOATOOIML-FICCGTO04TO0IML-F 003 Y Z
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting FS, LS : G class inserts " CCGTO04T002MR-F|CCGT04T002MR-F  |.007 ° %
E P | Steel [ X A 2 3E X ) Tecco0C s e CCGT04T002ML-F|CCGT04T0O02ML-F |.007 [ ] |:_)
N M | Stainless Steel ceEecs® C#B|O 00 |® Finish CCGTO04T004MR-F| CCGTO4TO04MR-F |.015 ()
Matorial |_K_| Castiron czec €z (o | o0 |zec Cutting |  CCGTOATOD4ML-F|CCGTO4TO04ML-F | 015 °
8l Non-Ferrous Metal € ° R/ILE | CCGH21505RF |CCGHO60202R-F  |.008 ® |x | x °
PO?L!’ S | Heat-resistant Alloy, Titanium Alloy ® oCCCOCH ol ¢ O0¢coO0¢C CCGH21.505LF | CCGHO060202L-E 008 ® |x * ° ;’98|
Coated Ceme| Gommet | Carbide CCGH2L5IRF  |CCGHOB0204R-F  |-016 o x | x 5
WITH WITH
HOLE Shape e N e - RE gongBoLe  lenwwnbnioll - lewle || B0wo _ CCGH2151LF  |CCGH060204L-F  |.016 @ [x * () HOLE
G et e S e bl S e e e S S I S :
e e N N S P S S CCGH2L505MRF | CCGHOB0202MR-F_|.007 °
EJ-P CCGT21.5V5F)-P |CCGT0602V5-FJ-P  [.002 Py CCGH21.50.5MLF | CCGHO060202ML-F  |.007 ()
CCGT21.50.2FJ-P|CCGT060201-FJ-P  |.004 P CCGH2L5IMRF  |CCGHO060204MR-F |.015 °
D “ CCGT21.50.5FJ-P|CCGT060202-FJ-P  |.008 ° Finish CCGH2L5IMLF  |CCGHO060204ML-F |.015 ° D
g CCGT32.5V5F)-P |CCGTO9T3V5-FJ-P [.002 PS Cutting
CCGT32.50.2FJ-P|CCGTO9T301-FJ-P |.004 Y LP CCMT2L51LP  [CCMT060204-LP  [.016| @ ® ® o @
R Einich CCGT32.50.5FJ-P|CCGT09T302-FJ-P |.008 ° CCMT21.52LP  |CCMTO060208-LP |03l @@ ® o @ R
Cuting | CCGT3251F)-P |CCGTO9T304-FI-P |.016 ° CCMT3251LP  |CCMTO9T304P | 016 @@ ® ° |o
AZ CCGT21.50.5AZ [CCGT060202-AZ  |.008 ° Light CCMT32.52LP  |CCMTO09T308-LP  |.031| @@ ® C0)
S CCGT2151AZ |CCGT060204-AZ  [.016 ° Cutting S
CCGT32.50.5AZ |CCGT09T302-AZ  |.008 ° CCMT21.51LM  |CCMT060204-LM  [.016 (X ) o
' .3 CCGT32.51AZ |CCGT09T304-AZ  |.016 N CCMT21.52LM  |CCMT060208-LM  |.031 (X ) (]
T B CCGT3252A2 |cCaTo9T308AZ |03t ° CCMT3251LM  [CCMTO09T304-LM  |.016 (X ) (] T
CCGT430.5AZ |CCGT120402-AZ  |.008 ° Light CCMT32.52LM  [CCMTO09T308-LM  |.031 (X ) (]
'} Medium-Finsh CCGT431AZ CCGT120404-Az  |.016 M) Cutting ;
Cutting CCGT432AZ CCGT120408-AZ |.031 M) CCMT21.505LS |CCMT060202-LS  |.008 (Y X)) Y
R/L E |*1 CCGT03S1V3L-F|CCGT03S1V3L-F  |.0012 o |® CCMT2151LS  |CCMT060204-LS  |.016 (X X ) ()
W *1 CCGT03S101L-F|CCGT03S101L-F .004 o (o CCMT32.505LS |CCMTO09T302-LS  |.008 (X X ) () w
*1 CCGT03S102L-F|CCGT03S102L-F .008 o |[x (@ Light CCMT3251LS  [CCMTO09T304-LS  [.016 'YX ) PS
*1 CCGT03S104L-F|CCGT03S104L-F .016 ® |[x (@ Cutting CCMT32.52LS  |CCMTO09T308-LS  |.031 (X X °
K *1 CCGT04TOV3L-F|CCGTO4TOV3L-F  |.0012 e |® SV CCMH21.50.58V  |CCMH060202-SV  |.008 ) () * |[*xO® * X
*1 CCOTOATO0IL-E | CCOTOATOOLLE 004 ® o Q .[( CCMH2151SV ~ [CCMHO060204-SV  |.016 ® () * |[*x 0@ *
*1 CCGT04T002L-F|CCGT04TO002L-F .008 ® (x (@ e
E *1 CCGTO04T004L-F|CCGTO04TO04L-F .016 ® (x (@ Light
CCGT03S101IMR-F{CCGT03S101IMR-F |.003 ® Cutting
CCGT03S10IML-F|CCGT03S10IML-F |.003 ® SW [*2 CCMT21.50.55W |CCMT060202-SW  |.008)] @ @ @ e o o
CCOTO3S10MR FlCoaToS10oMRE | 007 ~ (With Wiper) [.c2 CCMT2151SW |CCMT060204-SW  |.016] @ @ ® ° o (0o o
CCGTO3SI02MLFlCCaT03S102ML-E |07 ° >f PP, [*2 CCMT32.50.55W |CCMTO09T302-SW  |.008| @ @ @ ° o @ o
CCGTO3S10AMRE| CCOT03S104MRE |05 ° ot *2 CCMT3251SW  [CCMTO09T304-SW |.016| @ ® ® ° o @ o
. CCGT03S104ML-F|CCGT03S104ML-F |.015 ® Cutting
Cutting CCGTO04T00IMR-F|CCGT04T00IMR-F |.003 ® ® = NEW

* 1 Diameter of inscribed circle is special (For SCLC type).

@ : USA Stock * : Stocked in Japan
10 <10 inserts in one case> 11



TURNING INSERTS [POSITIVE]

o CC IYPEINSERTS  ©06T 2 15 ¥8 £ &
awy 30 WITH HOLE ST

P | Steel [ X X 2 ] g0CccCO00C|E
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish cutting-- @ Light Cutting - @) Medium Cutting- @l M | Stainless Steel e ¥ C & O 00 (¥
Work
P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | M~ Stainless Steel (<200HB) | | K. Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron cxo¢C ey (@ o0 kocC
457 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 N | Non-Ferrous Metal ¢ o
A - % - % _ % _ N 6 S | Heat-resistant Alloy, Titanium Alloy ) eoccecoez ¢ lococ BN
5 118 5 118 5 118 5 118 5 118 Coated .
2 2 2 2 2 Coated Cermet Carbide
s O : O T O U = o Gormet
& s ™ s s ™ @D s \W s \ REmommommmm 00 10 10| WV = = L _ |b (v 0o E
oo g £ £ £ Shape | - Order Number | (SO} Number |, 83588288 dsngsgaeddiaapsdsdzzz0o 82983 &
) F o F e Forl) e et ol b e e ettt
z i i IR — 555555555535 555555555585852 25258t EtsskE| 2
o 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 o
z Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (|nch/r?v) LS_P CCGT21.50.2MLS-P | cCGT060201M-LS-P |.003 PY P ° ° Z
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting FS, LS : G class inserts I~ CCGT21.50.5MLS-P | CCGT060202M-LS-P |.007 [ ) [ [ ] [ ] %
= P | Steel ecczzeo zx0c/co0Cs X/ | CCGT32502MLS-P |CCGTO9T30IM-LS-P [-003 o o ° ° =
_— M | Stainless Steel c® @ C £ 2|0 Q0 |% Light CCGT32.50.5MLS-P |CCGT09T302M-LS-P |.007 ) [} ® ()
Matc;:'ial K | CastlIron cs0¢C cs @ o0 |B0¢C Cutting CCGT32.5IMLS-P  |CCGT09T304M-LS-P {.015 () () ® Y
g Mon-Ferrous Metal € ° MJ CCGT2L5IMI  |CCGTO60204MJ  |.016 °
PO% S | Heat-resistant Alloy, Titanium Alloy [ ] ocececocs: € ococC CCGT32.52MJ CCGT09T308-MJ 031 ° 598'
Coated Cemef| Soated Carbide :
v =
0O W0LW oW LW L0 O O 10 10| WO (WO|= = L _ |10 1o |0 W0 o Light
Shape Order Number (ISO) Number (inch)ggé.%%é§§§§§§§,§§§§§§%§E§§§§§§§§§3£§§§§ Culging
e e e e N NS N S S MJ-P | CCGT2L5IMIP |CCGT060204-MJP |06 °
R/L CCGT21.5V3RSS [CCGT0602V3R-SS  |.0012 P . 7 CCGT32.52MJ-P |CCGT09T308-MJ-P  |.031 Py
SS CCGT21.5V3LSS |CCGT0602V3L-SS  [.0012 Y —
D CCGT21.50.2RSS |CCGT060201R-SS  |.004 ° Light D
CCGT21.50.2LSS  [CCGT060201L-SS  |.004 ° Cutting
CCGT21.50.5RSS |CCGT060202R-SS  |.008 ® MP CCMT21.51MP CCMT060204-MP |.016| @ ® ® e (o
R CCGT21.50.5LSS  |CCGT060202L-SS  |.008 Y CCMT2L.52MP CCMT060208-MP |.031| e ®® o |® R
CCGT32.5V3RSS  |CCGTO9T3V3R-SS  [.0012 Y . CCMT32.51MP CCMTO09T304-MP |.016| @ ® ® o |®
CCGT32.5V3LSS  |CCGTO9T3V3L-SS  [.0012 P E CCMT32.52MP CCMTO09T308-MP |.031| e e® @ o |®
S CCGT3250.2RSS  [CCGTO9T301R-SS  |.004 P -— CCMT431MP CCMT120404-MP |.016| @ ® ® o |® S
CCGT3250.2LSS [CCGTO9T301L-SS  |.004 P - CCMT432MP CCMT120408-MP |.031| e ® ® o |®
CCGT3250.5RSS  [CCGT09T302R-SS  |.008 P Cutting CCMT433MP CCMT120412-MP |.047| @ ® ® o |®
T CCGT32.50.5LSS  |CCGT09T302L-SS  |.008 ° MM CCMT21.51MM CCMT060204-MM |.016 [ X ) () T
CCGT21.50.2MRSS|CCGT060201MR-SS |.003 ® CCMT21.52MM CCMT060208-MM |.031 (X ) ()
] CCGT21.50.2MLSS [CCGT060201ML-SS |.003 ) o CCMT32.51MM CCMT09T304-MM |.016 [ X ) () "
CCGT21.50.5MRSS [CCGT060202MR-SS |.007 ® CCMT32.52MM CCMT09T308-MM |.031 (X} )
CCGT21.50.5MLSS [CCGT060202ML-SS |.007 ) CCMT431MM CCMT120404-MM |.016 o0 ()
W CCGT32.50.2MRSS [CCGT0O9T301MR-SS |.003 ° e CCMT432MM CCMT120408-MM |.031 [ X ) () W
CCGT32.50.2MLSS [CCGT0O9T301ML-SS |.003 ® Cutting CCMT433MM CCMT120412-MM |.047 o0 o
CCGT32.50.5MRSS [CCGT09T302MR-SS |.007 ® MS CCMT21505MS  |CCMT060202-MS |.008 o0 0 °
X CCGT32.50.5MLSS [CCGT09T302ML-SS |.007 ® CCMT21.5IMS CCMT060204-MS |.016 00 ® X
T CCGT32.5IMRSS |CCGT09T304MR-SS [.015 ® CCMT21.52MS CCMT060208-MS |.031 00 ®
Cuging CCGT325IMLSS  [CCGT09T304ML-SS |.015 ° CCMT32505MS  |CCMTO09T302-MS |.008 (X X} ®
LS CCGT21.50.2MLS  |CCGT060201M-LS  {.003 o000 CCMT32.51IMS CCMTO09T304-MS |.016 o000 ®
: CCGT21.50.5MLS |CCGT060202M-LS  |.007 o000 CCMT32.52MS CCMTO09T308-MS |.031 o000 ®
u CCGT32.50.2MLS  |CCGT09T301M-LS  |.003 o000 CCMT431MS CCMT120404-MS |.016 Y Y ) PS
Light CCGT32.50.5MLS |CCGT09T302M-LS  |.007 o000 Medium CCMT432MS CCMT120408-MS |.031 o000 °
Cutting | CCGT3251MLS |CCGTOST304M-LS 015 X Cuting | COMT43MS  |CCMTI20412-MS | 047 hdl] hd
® = NEW ® = NEW
@ : USA Stock

12 <10 inserts in one case> 13



TURNING INSERTS [POSITIVE]

TYPE INSERTS
a 80° CC WITH HOLE

cCCMT 2 15 1 MK

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

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

P | Steel 0oCCEEO sso0cco0CE
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @l Light Cutting - @) Medium Cutting - @l M | Stainless Steel GCH & C & 3|0 00 |#
Work ¢
P Mild Steel P Carbon Steel-Alloy Steel (180-20018) | | Ml ~ Stainless Steel (200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron (X N J ey (@ o0 |80
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 N | Non-Ferrous Metal [ Y
A 6 S | Heat-resistant Alloy, Titanium Alloy [ eccecoc: c eococ N
g m% g % g % S g o Coated Cemeff Soated Carbide
- S O S o pamp < erme
& § 079 § 079 G om 3 om W 3 o \ RE ~B-E.B. " 0 wholol - o N E
o s s 0 = N S o T d T e s Shape | Order Number (1ISO) Number | [89 od 8 2888 wwSa § g Sol8x L |00 Qzzzlcl- . 89 wo| E
I('jl')J S o3 I S o | S 039 i S 039 S o3 \ (InCh)E'g@‘Dg@"l\"mgLﬂmmmmmmmgaﬂgﬁgm&&@ggjﬂmmgg %
= 0 L. = ) e L0905 008 28 0000ELEdnaanXE e SaREERERRE| £
5 0 004 008 012 016 0 o004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 5
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (mch/r?v) R/L CCET21.5V3RSR | CCET0602V3R-SR [.0012 ® |x ° S
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting FS, LS : G class inserts SR CCET21.5V3LSR |CCET0602V3L-SR |.0012 ® |x ° %
= P | Steel ecczzeo T Y CCET21.50.2RSR| CCET060201R-SR |.004 ° |x ° >
M | Stainless Steel CHCH C#B|O 00 |® CCET21.50.2LSR [CCET060201L-SR |.004 o [x [}
ok K| Gastron croc ¢z 0 | o0 |20 CCET21.50.5RSR|CCET060202R-SR |.008 2 5
| Mon-Ferrous Metal ¢ ° CCET21.50.5LSR |CCET060202L-SR |.008 ® |« °
PO% S | Heat-resistant Alloy, Titanium Alloy ([ ] oc¢cecoc: ¢c eoecoc¢C | CCET2151RSR |CCET060204R-SR |.016 s = 5
Coated Come| Commet | Carbide ; CCET21.51LSR |CCET060204L-SR | 016 o |x °
RE CCET32.5V3RSR |CCET09T3V3R-SR |.0012 ® [k [}
No WL oWWLWLW [ToNToRToNTo o NTo) Tol Tl il N TR L0 O[O W0 o
Shepe | Orderfumber |- (SOYNumber G288 88888 nega o e EaoEE SHE 220 R o, 358 CCET32.5V3LSR | CCETO9T3VALSR 0012 s = %
[ g k]
b SR o S S A e Y S S o CCET32.50.2RSR|CCET09T301R-SR |.004 ° |« °
MK CCMT21.51IMK |CCMT060204-MK |.016 o0 CCET32.50.2LSR[CCET09T301L-SR |.004 ® |x PY
CCMT21.52MK  |CCMT060208-MK |.031 o0 CCET32.50.5RSR[CCET09T302R-SR |.008 ® |x PY
CCMT32.51IMK  |CCMT09T304-MK |.016 o0 CCET32.50.5LSR [CCET09T302L-SR |.008 ® |x PS
a CCMT32.52MK  |CCMT09T308-MK |.031 (Y ) Medium CCET32.51RSR [CCET09T304R-SR |.016 ® |x PS
CCMT431MK CCMT120404-MK |.016 o0 Cutting | CCET32.51LSR |CCETO09T304L-SR |.016 ® |x PY
CCMT432MK CCMT120408-MK |.031 (Y ) R/L CCET21.5VORSN |CCET060200R-SN | 0 ® |x P
Medi ’
Cittlilrng] CCMT433MK CCMT120412-MK |.047 * @ SN CCET21.5VOLSN [CCET060200L-SN | 0 ® |x o
Standard | CCMT21.50.5 CCMT060202 008 @ ® *x0ol®oe® e o CCET21.5V3RSN [CCET0602V3R-SN [.0012 ® |x PS
CCMT21.51 CCMT060204 0l6le @ P P ® xolee o o CCET21.5V3LSN [CCET0602V3L-SN [.0012 ® |x PS
CCMT21.52 CCMT060208 03l e P PS ® |x °o o CCET21.50.2RSN|CCET060201R-SN |.004 ® |x PS
CCMT2.520.5 CCMT080302 008 % CCET21.50.2LSN|CCET060201L-SN |.004 ® |x PS
CCMT2.521 CCMT080304 016 % P S PY CCET21.50.5RSN|CCET060202R-SN |.008 ® |x PY
[.; CCMT2.522 CCMT080308 031 % ° ° CCET21.50.5LSN|CCET060202L-SN |.008 ® |x °
- | CCMT32.50.5 CCMT09T302 008 @ (] * 000 ) CCET21.51RSN [CCET060204R-SN |.016 ® |x [}
CCMT32.51 CCMT09T304 0l6|®@ @ ® P o xoleoe o o E CCET21.51LSN [CCET060204L-SN |.016 o |x PY
CCMT32.52 CCMT09T308 03lle ® ® ® ® |(x000 e o S | CCET32.5VORSN|CCET09T300R-SN | 0 ® |x [}
CCMT431 CCMT120404 0l6|@ @ ® P ® xoloe % @ CCET32.5VOLSN |CCET09T300L-SN | 0 ® |x PY
CCMT432 CCMT120408 03lle ® ® P o |xol® o o CCET32.5V3RSN |CCET09T3V3R-SN |.0012 ® |x PY
‘Citing | COMT433 CCMT120412 | 047 @ ° * o CCET32.5V3LSN |CCETO9T3V3L-SN |0012 ° Ix P
MV CCMH21.50.5MV |CCMH060202-MV |.008 () [ J * (x0/0®@ © CCET32.50.2RSN|CCET09T301R-SN |.004 ® [x [}
CCMH21.51MV  |CCMH060204-MV |.016 () (] (] ® (xeoo00e o CCET32.50.2LSN|CCET09T301L-SN |.004 ® [k [}
@ CCET32.50.5RSN|CCET09T302R-SN |.008 ® |x PY
CCET32.50.5LSN|CCET09T302L-SN |.008 ® |x PY
Cating: . | CCET3251RSN |CCET09T304R-5N | 016 o I P
MW [*CCMT21.51MW |CCMT060204-MW |.016 (X} e o o cutting | CCET32.51LSN [CCET09T304L-SN |.016 o |x PS
(With Wiper) |xCcCMT21.52MW  [CCMT060208-MW |.031] @ @ ® o o o
ﬁ *CCMT32.5IMW |CCMT09T304-MW (.016| @ ®@ ® * @ @
_ *CCMT32.52MW |CCMT09T308-MW (.031| @ @ ® o @ o
- *CCMT431MW CCMT120404-MW |.016| @ ® ® (] () ()
Cutting  |%* CCMT432MW CCMT120408-MW |.031| e @ ® (] () ()




TURNING INSERTS [POSITIVE]

o CC IYPEINSERTS  coeT 2 15 8 & SN
awy 30 WITH HOLE ST

P | Steel oCCER gL 0oCccCO00CE
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish Cuting- @ Lt Cuting- @ Medium Cuing - @D e AR MMM
Work
P Mild Steel P Carbon Steel-Alloy Steel (180-20018) | | [M] ~ Stainless Steel (200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron cs0C cE |® o0 |Bo¢C
157 [ 157 [ 157 ] 157 _1576 N Non-Ferr.ous Metal - ¢ Y
A = % = % - % - - S | Heat-resistant Alloy, Titanium Alloy [ ] eccecocs €C eococC A
g g g g g Coated Comef| Soated Carbide
& § 079 § 079 é o079 § o -W § oo \ @ nE n N N N Cermet g
o s T s T I e ninammn . o= e n i g A T Shape | Order Number (1SO) Number | |83 8 g 8 § § 0108 3 e § g § § FEEsSKS § zzzlEl-_ (8982 &
|(-})J g o I g o | 5 o i g o g o \ (InCh)8$88$©BI\I\28mmSSomamgaﬂgggmgﬁgggjﬂgggg %
£ L L L5 — R o e e g g S T S o
o 07 o4 008 012 016 07 o4 008 012 016 07004 008 012 016 0 004 008 012 016 0 004 008 10
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (|nch/r?v) SMG CCGT21.50.2MSMG |CCGT060201M-SMG |.003 ) z
E Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting FS, LS : G class inserts CCGT21.50.5MSMG |CCGT060202M-SMG |.007 ) PY %
E P | Steel Y X XEX) 2 z20oc/lco @ elr CCGT21.5IMSMG  [CCGT060204M-SMG |.015 [ ) () ,3_)
R M | Stainless Steel e® % C £ %0 00 |® : CCGT32.50.2MSMG [CCGT09T301M-SMG |.003 ®
Material | | Castlron (XX X ey |@ o0 |2eo¢C Vedium CCGT32.50.5MSMG |CCGT09T302M-SMG |.007 ®
N_| Non-Ferrous Metal € ° Cutiing | CCGT325IMSMG |CCGTO09T304M-SMG |.015 °
S | Heat-resistant Alloy, Titanium Alloy (] oceCccCcocC: € ocCcoc¢ Flat Top CCMW21.50.5 CCMWO060202 008 * 5‘98'
e Coated Ceme] Eomer | Carbide CCMW2L51 CCMW0S0204 | 016 Y x| * -
e RE o ™. 6 0ol - - CCMW21.52 CCMW060208 .031 (X ) HOLE
Shape | OrderNumber | (1SO)Number | é % 28 % 258888254 g g s5g5ss g 2 §§ 8773 e p é g §§ CCMW32.51 CCMW09T304 016 YY) *
B SS5232 2885355535284 3 2 LB EESSRY . CCMW32.52 CCMW09T308  |.031 xxxx * *
R/L CCGT215V3RSN  [CCGTO602V3R-SN {0012 ° CCMW32.53 CCMWO9T312 .008 o0
SN CCGT2L50.2RSN [CCGTO60201R-SN  |.004 ° CCMw431 CCMW120404 016 (XXX *
D CCGT2150.2LSN  [CCGT060201L-SN  |.004 ° CCMW432 CCMW120408 031 (XX X * 0
CCGT2L505RSN [CCGT060202R-SN  |.008 ° CCMW433 CCMW120412 047 o0 *
CCGT21.505LSN  [CCGT060202L-SN  |.008 P Flat Top| CCGW21.5V0 CCGWO060200 0 )
R CCGT32.5V3RSN  |CCGTO9T3V3R-SN  {.0012 Y CCGW21.5V5 CCGWO0602V5 .002 () R
CCGT325V3LSN  [CCGTO9T3V3L-SN  [o0012 ° CCGW21.50.5E  |CCGWO060202E .008 *
CCGT32.50.2RSN  [CCGTO9T301R-SN |.004 P ) CCGW2L.51E CCGW060204E 016 *
S CCGT32.50.2LSN  [CCGT09T301L-SN  |.004 ® . /| CCew21.52E CCGWO060208E .031 * S
CCGT32505RSN  [CCGT09T302R-SN |.008 ° Wy | CCGW2150.5 CCGW060202 008 *
CCGT32.505LSN  [CCGT09T302L-SN  |.008 P CCGW21.51 CCGWO060204 .016 *
T CCGT3251RSN  [CCGTO9T304R-SN [.016 ° ceew21 52 CCGW060208 031 * T
g CCGT3251LSN  [CCGT09T304L-SN |.016 PS CCGW32.5V0 CCGWO09T300 0 )
v CCGT21.50.2MRSN|CCGT060201MR-SN |.003 o o ° CCOWS2.5V5 CCGWOIT3VS 002 ° -
CCGT21.50.2MLSN [CCGT060201ML-SN |.003 ()
CCGT21.50.5MRSN{CCGT060202MR-SN |.007 ® ® ()
W CCGT21.50.5MLSN [CCGT060202ML-SN |.007 () W
CCGT32.50.2MRSN{CCGT09T301MR-SN |.003 ® ® ()
CCGT32.50.2MLSN [CCGT09T301ML-SN |.003 ()
K CCGT32.50.5MRSN|CCGT09T302MR-SN |.007 [ ] [} o X
CCGT32.50.5MLSN |CCGT09T302ML-SN |.007 [ ]
Medium CCGT32.5IMRSN |CCGTO09T304MR-SN [.015 [ [ ) ®
Cutting CCGT32.5IMLSN  |CCGT09T304ML-SN {.015 [ )
RILW SN | * CCET21.5V3RWSN [CCET0602V3RW-SN |.0012 °
(With Wiper) [ % CCET21.5V3LWSN |CCET0602V3LW-SN |0012 °
E * CCET32.5V3RWSN | CCET09T3V3RW-SN|.0012 [
SR | % CCET325V3LWSN [CCET09T3V3LW-SN |.0012 [
Cutting

@ : USA Stock * : Stocked in Japan
16 <10 inserts in one case> 17



TURNING INSERTS [POSITIVE]

TYPE INSERTS
.080° CP WITH HOLE

CPMH 2.5 1.5 0.5 FV

— 7
Si’zﬁhickness Corner Radius Chip §eaker
*Please refer to page A002.

P | Steel ecczzeo szeccoocls
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @il Light Cutting- @) Medium Cutting - (@lD M | Stainless Steel CHECcH C & B0 00 (&
P Mild Steel P Carbon Steel-Alloy Steel ||M Stainless Steel (<200HB) M\;Vtc:rli(al K | Castlron czo¢C ey |® o0 ZeocC
157 157 157 N | Non-Ferrous Metal [ o
A _ _ _ S | Heat-resistant Alloy, Titanium Alloy [ ocececoc ¢ ocCcoc¢c A
g g g Coated Comef Soated Carbide
& g-onm | g mm N 5'079m ] RE 00 o W W0 OO 10 10| W= W anermet ToqTs) g
2 [ = T Ee= RS N ES35235 8855555552858 85555885 EE5RE| =
o 0 .004 5 008 012 016 0 004 ».005 012 016 0 .004 _.OOB 012 016 o
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Standard CPMX2.51.51 CPMX080204 016 Y * >
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting CPMX2.51.52 CPMX080208 031l @ * g
E P | Steel YY) 2 z2loc/lco @ elr CPMX321 CPMX090304 016 @ *| %k * ,:_)
- M | Stainless Steel cCec® C & 2|0 00 |% CPMX322 CPMX090308 03l @ *
Material K | CastIron (2N X J ey |0 o0 |X0¢
NI Non-Ferrous Metal € o CPMH2.51.51MV |CPMH080204-MV |.016 ° e | o ® (xoee o
S | Heatresistant Alloy, Titanium Alloy hd ececcocs € ecoc CPMH2.51.52MV [CPMH080208-MV |.031 ° o | o o (xojee o
= Coated Cemel Crmat Carbide CPMH32IMV  |CPMH090304-MV |.016 ° o | o o [xooe o -
HE gnape | ordernumber | (so)Number | N |2o@Rgmage  [2epesnaettu sl  [osg edium | CPUHSZAUY(EPURDSOSOY (B0 @ *-° 1REE -
() S S8 I BRRR OB RRHRIRRBIRRSBRRLRES 53] cung
S 5858 2885855555288 SE2E 5L E T EE5ER MQ | CPMT215IMQ [CPMT060204-MQ [016] @ ° o
CPMH2.51.50.5FV |CPMHO080202-FV  [.008 o (oo oy CPMT21.52MQ  [CPMT060208-MQ |.031] @ ° °
CPMH251.51FV |CPMH080204-EV |.016 ® |oxle e CPMT32.51MQ [CPMT09T304-MQ |.016| @ () (]
CPMH3205FV  |CPMHO90302-FV |08 o |oxle Medium | -CPMT32.52MQ  |CPMTO9T308-MQ |.031) @ L d
CPMH321FV  |CPMH090304-FV |.016 o (ox]o Cutting
Cutting CPMH322FV CPMH090308-FV  ].031 ® |0x(0®
R/L E | CPMH25151RF |CPMHOB0204R-F | 016 e |~ °
— | CPMH2.51.51LF [CPMH080204L-F |.016 ® |x [ ]
g CPMH321RF CPMH090304R-F |.016 ® |x [ ]
CPMH321LF CPMH090304L-F |.016 ® [k * [
Cutting
R/L FE | CPGT2.51.51RF |CPGT080204R-F |.016 *
CPGT2.51.51LF [CPGT080204L-F .016 *
[ ) | CPGT3205RF  |CPGT090302R-F  |.008 *
SSw | CPGT3205LF CPGT090302L-F  |.008 *
CPGT321RF CPGT090304R-F |.016 *
Cutting CPGT321LF CPGT090304L-F .016 *
CPMT21.50.5SQ [CPMT060202-SQ |.008 ()
CPMT21.51SQ CPMT060204-SQ |.016| @ ()
J@Wy; | CPMT21525Q |CPMT060208-SQ |-031 °
K g CPMT32.50.5SQ [CPMT09T302-SQ |.008 [ X
Finish CPMT32.51SQ CPMT09T304-SQ |.016| @ [
Cutting CPMT32.52SQ CPMTO09T308-SQ |.031| @ ()
Standard| CPGT2.51.50.5 [CPGT080202 .008 °
I < | CPGT2.51.51 CPGT080204 .016 ()
i\. | CPGT320.5 CPGT090302 .008 ()
—_— CPGT321 CPGT090304 .016 ()
Cutting
SV | CPMH25150.55V|CPMH080202-SV | -008 ° ° * |xole o
, | CPMH2.51.51SV [CPMH080204-SV |.016 () () * [(xO® [ ]
@ CPMH320.55V CPMH090302-SV  |.008 () () * [(*xO® [ ]
Light CPMH321SV CPMH090304-SV  |.016 (] () *x [k 00 [ ]
Cutting CPMH322SV CPMH090308-SV  |.031 () [ *x |* 0@ [ ]

@ : USA Stock % : Stocked in Japan
18 <10 inserts in one case> 19



TURNING INSERTS [POSITIVE]

L5 DC Ui ASE™

DCMT 2 1.5 0.5 FP

7 e < >
Size Thickness Corner Radius Chip Breaker
*Please refer to page A002.

@ : USA Stock % : Stocked in Japan
20 <10 inserts in one case>

P | Steel ececzzeo zzleclcooc|s
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting - @) Light Cutting - @) Medium Cutiing - @I Work M | Stainless Steel CRECH ceslo 00 (&
P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<200HB) || K Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron (X N J ey (@ o0 |Bo¢C
T T CInn 157 _1576 N Non-Ferr.ous Metal - [ 3 [}
e § @ R e e e |
S - s s S omm» @ | o oate Cermef| Soated Carbide
& 5.)2 079 *U; 079 g 079 g 079 IS g 079 7777177777 - Sl N (1S0) Numb RE 66100 o Wb W0 019 10 100 v olwvlE - 1 o wo i I ﬂ
% gkm ) %"m | sg_-’x.m 1 42%.039 ,2%.039 ——] ape rder Number umber (inch)%%§§%§§§§§§§§§E§§§§%§E§§§§§§§§ggﬂ§§§§ %
= o o ML= . =P LSS5 2SS 288585555282 sSE2E3SSb T EESEE| 2
O] Foed (inchirev) Foed (nchirey) Feed (nohvrew) Foed (inchrew) Foed (inchrew) DCGT21.502MES [DCGT070201M-ES  |.003 ®o0 O]
= FS g
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting FS, LS * G class inserts DCGT21.50.5MFS [DCGT070202M-FS  |.007 (Y ) g
= P | Steel eccizeo zzloclcoocs ’ DCGT32.50.2MFS  |DCGTL1T30IM-FS  |.003 o0 2
T M | Stainless Steel GCeEce® G & %0 00 |& Finish DCGT32.50.5MFS [DCGT11T302M-FS  |.007 [ X )
Material K | CastIron cz0¢C cs (@ o0 (2e0cC Cutting
| Mon-Ferrous Metal € ° FS-P | DCGT2150.2MFS-P|DCGT07020IM-FS-P |.003 ° ° -
S | Heat-resistant Alloy, Titanium Alloy ([ J oceccCcoc? ¢ O0coOC | DCGT21.50.5MFS-P|DCGT070202M-FS-P |.007 P PS ° $QS|
o Coated Cemel Cefmer | Carbide £ | DCGT32502MFS-P|DCGTIT0IMFS P [003 o o .
HOE  Spae | Order Number | (1SO)Number |- [2928S1210188 . [8280g w00 w_olaglo ok |guuo L | DCGT32505MFSP|DCGTIIT302MFSP |.007 ° ° ° o
(N BT BRI 3 A ARlRSwowawlRuivbRES1ISLS o Cutting
HHOOZR0LnnRC000R RN axXRatscEEr e
C DD=33532=10D=3D10532E>>>552Z2=F<>>PTIF=Sxx AZ DCGT21.50.5AZ  |DCGT070202-AZ .008 ® e
FP | DCMT21.505FP [DCMT070202-FP [.008] @ @ ® o |0 ~/ DCGT2151AZ  [DCGTO070204-AZ  |.016 °
DCMT21.51FP  |DCMT070204-FP |016| @ @ ® o |0 e DCGT32.50.5AZ  |DCGTL1T302-AZ  |.008 °
g DCMT32.50.5FP [DCMT11T302-FP |.008| @ @ @ o |o vedumfinisn | DCCTS251AZ  |DCGTIIT304-AZ 016 °
N DCMT32.51FP  |DCMTI11T304-FP |.016| @@ ® e o Cuting | DCGT32.52AZ DCGTI1T308-AZ  |.031 °
Ctr | DCMT3252FP  |DCMT11T308-FP | 031] @@ ® S 6 R/IL F | DCGT2L505RF  |DCGTO70202RF  |.008 W o
FM | DCMT21.50.5FM [DCMT070202-FM |.008 ° DCGT21.50.5LF  |DCGT070202L-F  |.008 o (x | o °
| DCMT2151FM  |DCMTO070204-FM |.016 P DCGT21.51RF DCGT070204R-F .016 ® |x PY
g DCMT32.50.5FM |DCMT11T302-FM {.008 ° ’ DCGT2L51LF DCGT070204L-F  |.016 o (x | o °
N DCMT32.51FM  |DCMT11T304-FM |.016 ° DCGT32.50.5RF  |DCGT11T302R-F  |.008 ® |x °
it | DCMT3252FM  |DCMTILT308-FM |.031 ° DCGT32505LF  [DCGTLLT302L-F 008 o (x| o °
FV | DCMT21.50.5FV [DCMT070202-Fv [.008| % ® xo o _ . | DCGT325IRF DCGTI1T304R-F  |.016 o |x °
DCMT21.51FV  |DCMT070204-FV |.016| ® (xo| o Cuttng | DCGT3251LF DCGTILT304L-F  |.016 e |x | o PY
g DCMT21.52FV  |DCMT070208-FV |.031 ® |ox LP | DCMT2151LP DCMT070204-LP  [.016] @ @ ® ° |0
DCMT32.50.5FV |DCMT11T302-FV |.008 ® |ox _| pcmT2152LP DCMT070208-.P  |.031] @@ ® oo
» DCMT32.51FV  |DCMT11T304-FV |.016| » ® |xo o g DCMT32.51LP DCMTL1T304-.P  |.016| @@ ® o o
ity | DCMT3252FvV  |DCMTLLT308-FV [ 031] % ® [xo o L | 2CMTR252LP [oCuTuTase |01l e @@ o |o
FJ DCGT21.5V5F)  |DCGT0702V5-F)  |.002 ° Cutting
DCGT21.50.2F) |DCGT070201-F)  |.004 ° LM | pcmraisitm  [pemTo70204-M |06 o0 °
’ DCGT21.50.5F) |DCGT070202-FJ  |.008 ° DCMT2L52LM  |DCMT070208-LM  |.031 o0 °
DCGT32.5V5F) |DCGTL1T3V5-F)  |.002 ° @? DCMT3251LM  |DCMT11T304-LM  |.016 o0 °
coi | DCGT3250.2F) |DCGTLIT30L-F)  |.004 ° Lgh DCMT3252LM  |DCMT11T308-LM  |.031 Y °
cutng | DCGT3250.5F) [DCGT11T302-F) |.008 ° Cutting
FJ-P | DCGT21.5V5FJ-P|DCGT0702V5-FJ-P |.002 Py
DCGT21.50.2FJ-P|DCGT070201-FJ-P |.004 °
5 DCGT21.50.5FJ-P|DCGT070202-FJ-P |.008 °
DCGT32.5V5FJ-P |DCGT11T3V5-FJ-P |.002 °
coiap | DCGT32.50.2F)-P|DCGTLIT30L-FJ-P |.004 °
Cuting | DCGT32.50.5FJ-P|DCGT11T302-FJ-P |.008 °
® = NEW




TURNING INSERTS [POSITIVE]

L5 DC Ui ASE™

DCMT 2 1.5 0.5 LS

v < A S
Size Thickness Corner Radius Chip Breaker
*Please refer to page A002.

P | Steel ecczzeo szeccoocls
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish cutting-- @i Light Cutting - @) Medium Cutting- @l M | Stainless Steel eses c#%0 | 00 |®
Work
P Mild Steel P Carbon Steel-Alloy Steel | | Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material Material | | Castlron cxo¢C cs (@ o0 |Heo¢
457 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 N | Non-Ferrous Metal [ 3 o
A 6 S | Heat-resistant Alloy, Titanium Alloy [ ocececocs: ¢ ocCcoc¢c A
g .118% g ,118% g ,118% -’EC: 18 1[:: 18 o Soacd cama] Coated E—
= | = FEER S D pet Cermet
& ‘La’ o ‘La’ e % e % e f,,ff\?: % 'mf,,,liiiii Shape Order Number (ISO) Number RE o QLI BV WY WLLWLIEE L _ 0w | LWL o E
% %039 g 039 g 039 g 039 g 039 H P (|nch)828§38§88£8883ﬂ88%8%%;%%88%%%833,@8888 &
) 8 L 8 ] 8 Ll 8" 8" | R CCEBoanLR00BBRARBR NSRS S T EEERRRRR| ©
Z (1 L 1] A i W w I 00N 00 donolXXRaoagalEEEL EEl 2
= — DD=2=2DZ2===ZDD2=2DID=2Z22E>>>D1ZZIZ<>>SP I IS <
D) 0 004 008 012 016 07 o4 008 012 016 O o4 008 o120t O oo o008 o012 016 07 o4 o008 o012 016 0)
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (|nch/re_§v) LS DCGT21.50.2MLS [DCGT070201M-LS 003 o0 z
E Cutting Conditions : @ Stable Cutting @ General Cutting 4§ Unstable Cutting FS, LS G class inserts DCGT21.505MLS |DCGT070202M-LS  |.007 Y §
P P | Steel ecczzo zxleoclcooc|s g DCGT215IMLS  |DCGT070204M-LS  |.015 o0 2
M | Stainless Steel CHECH® C % %[O o0 [ DCGT32.50.2MLS  [DCGT11T301M-LS  |.003 o0
M\;Vgr'i(al K | CastIron czeoc¢ cz 0 | o0 [2oc Lght | DCGT32505MLS |DCGTIAT30ZMLS | 007 Y
N _| Non-Ferrous Metal ¢ ° Cuting | DCGT325IMLS ~ [DCGTILT304M-LS |[.015 o0
PO% S | Heat-resistant Alloy, Titanium Alloy ® oceCccCocC: c ocCoc¢ LS-P | DCGT2150.2MLS-P|DCGT07020IM-LS-P | .003 PY Py Py ° 598'
Coated Comel Sofmest | Carbide DCGT21.50.5MLS-P|DCGT070202M-LS-P |.007 o o ° .
WITH WITH
RE #§77 | DCGT21.5IMLS-P [DCGT070204M-LS-P |.015 () ® () ()
HOLE NOo WO LWYLW WO WOWLLWLIEEL_|nwnlon WY o e HOLE
Shape | Orderfiumber -\ - (1SO) Numoer 1, l8 888 28888 sas s o g saK s p SRS 2200 o 08588 DCGT32,50.2MLS-P|DCGTLIT301MLS P |.003 o o o °
(OXO)] O (ONO] ===
DS S252352883255555258858225%88bt-55kk ight | DCGT3250 5MLS-P[DCGTLLT302NHSP [ 007 o o o o .
¢ LS DCMT21.505LS  [DCMT070202-LS 008 Py P Cutting DCGT32.5IMLS-P [DCGT11T304M-LS-P [.015 o o [} )
DCMT21.51LS DCMT070204-LS 016 o000 ) MJ DCGT21.51MJ DCGT070204-MJ |.016 (]
@ DCMT32.50.5LS  [DCMT11T302-LS .008 000 ) ’ DCGT32.51MJ DCGT11T304-MJ |.016 ®
e DCMT32.51LS DCMT11T304-LS 016 YY) PS DCGT32.52MJ DCGT11T308-MJ |.031 ®
Cutgting DCMT32.52LS DCMT11T308-LS 031 'YX PS Light
DCMT2150.58V ~ [DCMT070202-SV  |.008 ° o |xe ° Cutting
DCMT21.51SV DCMT070204-SV 016 % Y ® %@ PS MJ-P | DCGT215IMJ-P  |DCGT070204-MJ-P|.016
DCMT21.52SV DCMT070208-SV 031 % (] ® (xo@ ® g DCGT32.5IMJ-P  [DCGT11T304-MJ-P|.016
DCMT32.50.58V  [DCMT11T302-SV 008 * (] ® (o ® DCGT32.52MJ-P  [DCGT11T308-MJ-P|.031
DCMT32.51SV DCMT11T304-SV 016 % ® ® (%o () Light
DCMT3252SV ~ |DCMTI1T308-SV  |.031| % ° ® [xo * Cutting
DCGT21.5V3RSS [DCGT0702V3R-SS  |.0012 Y MP DCMT21.51MP DCMT070204-MP |.016| e @ ® Y]
DCGT21.5V3LSS [DCGT0702V3L-SS  |.0012 ® DCMT21.52MP DCMTO070208-MP |.031| e @@ o @
DCGT2L.50.2RSS |DCGTO70201R-SS  |.004 ° /O | DCMT3251MP  |DCMTI11T304-MP |.016| @@ ® o o
DCGT21.50.2LSS [DCGT070201L-SS  |.004 ° DCMT32.52MP DCMT11T308-MP |.031| e @@ Y0
DCGT21.50.5RSS [DCGT070202R-SS  |.008 ° Medium | PCMT431MP DCMT150404-MP |.016| @ ® ® Y0
DCGT21.50.5LSS [DCGT070202L-SS  |.008 ° Cutting [ DCMT432MP DCMT150408-MP |.031| e e e® Y0
DCGT32.5V3RSS |DCGT11T3V3R-SS  [.0012 ® MM DCMT21.51MM DCMT070204-MM |.016 [ X ) ()
DCGT32.50.2RSS [DCGT11T301R-SS  |.004 ® _ DCMT21.52MM DCMT070208-MM |.031 (X ) [
DCGT32.50.5RSS [DCGT11T302R-SS  |.008 ° Q DCMT32.51MM DCMT11T304-MM |.016 [ X ) ()
g DCGT21.50.2MRSS [DCGT070201MR-SS |.003 ® DCMT32.52MM DCMT11T308-MM |.031 (X ) ()
DCGT21.50.2MLSS  [DCGT070201ML-SS |.003 ° Medium | PCMT431IMM DCMT150404-MM |.016 [ X ) ()
DCGT21.50.5MRSS [DCGT070202MR-SS |.007 ° Cutting [ DCMT432MM DCMT150408-MM |.031 [ X ) ()
DCGT21.50.5MLSS [DCGT070202ML-SS |.007 ® MR DCGT32.50.2MR-SFR|DCGT11T301MR-SRF|.003 () ()
DCGT32.50.2MRSS [DCGT11T301MR-SS |.003 ® DCGT32.50.5MR-SRF [ DCGT11T302MR-SRF|.007 ® ()
DCGT32.50.2MLSS [DCGT11T301ML-SS |.003 ® vyl DCGT32.5IMR-SRF  |DCGT11T304MR-SRF|.015 [ ()
DCGT32.50.5MRSS [DCGT11T302MR-SS |.007 ® Cutting
DCGT32.50.5MLSS [DCGT11T302ML-SS |.007 (] ol - [ER
Light DCGT325IMRSS  [DCGT11T304MR-SS |.015 (]
Cutting DCGT325IMLSS  [DCGT11T304ML-SS |.015 (]

® = NEW

@ : USA Stock > : Stocked in Japan
22 <10 inserts in one case> 23



TURNING INSERTS [POSITIVE]

‘0550 DC TYPE INSERTS

WITH HOLE

DCMT 2 15 1 MS

7 e SO TTe—,
Size Thickness Corner Radius Chip Breaker
*Please refer to page A002.

P | Steel eceLzo zxjec/cooc|z
CHIP CONTROL RANGE FOR WORK MATERIALS  Finish cutting-- @i Light Cutting - @) Medium Cutting- @l Work M| Stainless steel eses c#%0 | 00 |®
or
P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200+8) | |[KK  Cast Iron (<350MPa) S Difficult-to-Cut material Material K | Castlron cso0¢C cs (@ o0 |z0¢
W T ] 457 457 N | Non-Ferrous Metal ¢ ®
A ~ % _ % _ % 6 S | Heat-resistant Alloy, Titanium Alloy ) ececcoc s ¢ eococ A
5 1 5 s 5 s 5 s 5 s Soare _
2 5 2 2 2 Coated Cermet Carbide
S - S S M S o @ | o© Cermet
& %) 079 55) 079 % 079 o om y S \ REmoLDLDoLnLDLOLn 1010 16 wlo Vb W o wle NN E
ﬁ g £ £ £ H L Shape Order Number (1SO) Number (inch)S::S%‘S’rSSSS%BSSSL‘8888%%;%%88%%%550m8883 &
2 £ e ] e S e ettt R 3 R SR et
= oLt o AL — 5533555550333 5355555550225<>5P LIRS Z
o 004 _v008 012 .016 .004 _.OOB 012 016 .004 _.008 012 .016 0 .004 i.OOS 012 .016 0 .004 >.008 012 .016 (D
P Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (|nch/re_:v) R/L DCET21.5V3RSR DCET0702V3R-SR |.0012 ® |x ° S
5 Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting FS,LS: G class inserts SR DCET21.5V3LSR |DCET0702V3L-SR [.0012 ® |x PS %
= P | Steel ecczzeo T Y DCET2150.2RSR | DCET070201R-SR |.004 ° |x ° >
. M | Stainless Steel CHCH G & %|0 00 |% DCET21.50.2LSR |DCET070201L-SR |.004 ® |x [ ]
o K| Cast ron croc ¢z 0 | o0 |zoc DCET2L505RSR | DCET070202R-SR |-008 2 5
A Non-Ferrous Metal ¢ ° DCET21505LSR |DCET070202L-SR |.008 o |x °
PO% S | Heat-resistant Alloy, Titanium Alloy [ ] ocececoc e ococ¢ DCET2151RSR DCET070204R-SR |o16 o ° ;,CQSI
Coated Cemel| Gormet | Carbide #87 | DCETSILSR  |DCET070204LSR |ots ° |x -
WITH : WITH
RE DCET32.5V3RSR  [DCET11T3V3R-SR |.0012 @ |x [
HOLE [ToNTe] [Toll|ToRToNTe) [ToRTe] [ToNTolTolToll ol gl LO HOLE
h N | N n o o To)iTs} L —[ow WO
Shepe | Orderfumber | (SOYNumber G228 88888 sega o e EdaEE BHE 220 R o, 35588 DCET325V3LSR | DCETLLT3VAL-SR [0012 2 = o
QOT®l 00 EiE
e B ss52552885558S55 2588522558 LbrEE5EE DCET3250.2RSR |DCET11T301R-SR |.004 o |» ° .
MS | DCMT215IMS  |DCMT070204-MS |.016 eo® - DCET3250.2LSR |DCET11T301L-SR |.004 o |x °
| DCMT2152MS  |DCMT070208-MS |.031 eo® ° DCET32505RSR |DCET11T302R-SR |.008 ® |x °
Q DCMT325IMS  |DCMTL1T304-MS |-016 eoe 5 DCET32505LSR |DCET11T302L-SR |.008 o |x °
, DCMT3252MS | DCMTI1T308-MS |.031 eoe 5 vedium | DCETS251RSR  [DCET11T304R-SR |.016 o |x °
Ciitng | DCMT3253MS  |DOMTILT312-MS |.047 X0 ° Cuting | DCET3251LSR  |DCETLLT304L-SR |016 ° |« °
R MK DCMT21.51IMK DCMT070204-MK [.016 o0 R/L DCET21.5VORSN |DCET070200R-SN | 0 ® |x PY R
DCMT2152MK  [DCMT070208-MK |.031 PYS SN DCET215VOLSN  [DCET070200L-SN | 0 ® |x °
g DCMT325IMK  |DCMT11T304-MK |.016 o0 DCET215V3RSN | DCET0702V3R-SN [ 0012 ® Ix o
S DCMT32.52MK DCMT11T308-MK |.031 ([ X ] DCET21.5V3LSN |DCET0702V3L-SN |.0012 ® (% [ J S
DCMT431MK DCMT150404-MK |.016 [ X ] DCET21.50.2RSN  |DCET070201R-SN |(.004 o |x Y
Medi :
CﬁttliLrg DCMT432MK DCMT150408-MK |.031 [ X ) DCET21.50.2LSN  |DCET070201L-SN  |.004 o |x PS
T Standard| DCMT21.50.5 DCMT070202 o8| @ ° PP * DCET21.505RSN  |DCET070202R-SN  |.008 ® |x ° T
DCMT21.51 DCMT070204 ol6le ® ° * ® xeloe |x DCET21.505LSN  |DCET070202L-SN  |.008 o |x °
DCMT21.52 DCMT070208 031 % * P P PP DCET21.51RSN DCET070204R-SN  |.016 o |x Y -
! DCMT32.50.5 DCMT11T302 008 ® ° xo0® |x g DCET2L51LSN  |DCET070204L-SN  [.016 o |« °
ﬂ/ DCMT32.51 DCMT11T304 Ol6l®e ® () [ J ® (000 *x @ DCET32.5VORSN  |DCET11T300R-SN 0 ® |x ([ ]
DCMT32.52 DCMT11T308 03llee® () ([ ® (ko000 * DCET32.5VOLSN  |DCET11T300L-SN 0 ® |x ([ ] W
W DCMT32.53 DCMT11T312 047 % DCET32.5V3RSN  [DCET11T3V3R-SN  |.0012 ® |x PS
DCMT431 DCMT150404 016| @ Y * * 0@ % * DCET32.5V3LSN  |DCETI11T3V3L-SN  |.0012 ® |x ®
X DCMT432 DCMT150408 03l e ° x <ol * DCET32.50.2RSN  |DCET11T301R-SN  [.004 o [x ° X
Citng. | DOMT433 DCMT150412 | .047| * DCET32502LSN |DCETIIT301L-SN |04 B °
MV DCMT21.50.5MV  |DCMT070202-MV (.008] * @ (] ® (o000 o DCET32.50.5RSN  |DCET11T302R-SN  {.008 ® |x [
DCMT21.51MV DCMTO070204-MV [.016] * @ (] [ ® (X000 % DCET32.50.5LSN  |DCET11T302L-SN  |.008 ® |x [
g DCMT2152MV  [DCMT070208-MV [.031| % @ e | o ® (xo00® x viedium | DCET325IRSN  |DCETIIT304R-SN  |.016 o |x °
DCMT32505MV  |DCMT11T302-MV [.008] %« @ PS ® |xoee o Cutting DCET32.51LSN ~ |DCETI11T304L-SN  |.016 o |x P
vedium | DCMT325IMV — [DCMTIIT304-MV [016] % @ o | o o [xojee o ® - NEW
Cuting | DCMT3252MV  [DCMT11T308-MV [031] * @ o | o ® (xo0e x
@® = NEW
@ : USA Stock % : Stocked in Japan
24 <10 inserts in one case> 25




TURNING INSERTS [POSITIVE]

LFs5° DC wirsitoie

DCGT 2 1.5 V3 R SN

— m—— ——
Size Thickness Corner Radius R;L Chip Breaker
*Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS s cuting- @ Lish Cuting - @ Vediu Cuting-- @D e ‘B E N MM
P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material M\{a\lltc:;'li(al K | Castlron cz0¢ cs | o0 Beo¢
T T CInn 157 _1576 N Non-Ferr_ous Metal - [ )
A : m% : m% - .115% - = o S | Heat-resistant Alloy, Titanium Alloy ([ - ocececoc: L ¢ ocCcocC A
£ £ - £ £ oo Coate Cemell Sarmet Carbide
E g - g - g . g NIV 2 '0797:2177777 Shape | Order Number (ISO) Number REloo S N I = ] e e = ] - 8989 e
g & g o= &= § o HE | (mCh)§§§§§§§§§§§§§§§§§§§%§E§ggﬁg%?éégﬁgggg %
E 0 . 004 08 012 016 0 : 004 008 012 016 0 : 004 008 012 016 0 004 008 012 016 0 _00-:: o8 012 06 PREEPEER=RBORERCREEEE> B S <A BT E FEsre £
P Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) SMG DCGT21.50.2MSMG |DCGT070201M-SMG  1.003 Y g
5 Cutting Conditions : @ Stable Cutting @ General Cutting ¥ Unstable Cutting FS,LS: G class inserts DCGT21.50.5MSMG |DCGT070202M-SMG  {.007 () ) g
2 P | Steel YIXYEY) 2 zloc/lco0c|s ’ DCGT21.5IMSMG  [DCGT070204M-SMG  .015 (] () 2
R M | Stainless Steel CHCH (XK@ 00 |® DCGT32.50.2MSMG | DCGT11T301M-SMG  {.003 (]
Material K | CastlIron cso¢C cs (@ o0 (Zec Medium DCGT32.50.5MSMG | DCGT11T302M-SMG  |.007 (] ()
N | Non-Ferrous Metal € L Cutting DCGT32.51MSMG  [DCGT11T304M-SMG |.015 ® ()
S | Heat-resistant Alloy, Titanium Alloy ([ ] occCcCcCocCE L ([ 2 . [ X X4 Flat Top DCMW21.51 DCMW070204 016 00 X % * 5‘98'
HOLE ho Lo woww 01010 10w wWWIE 1w o ww 0w , : 031 ® @ * x * HOLE
Shape Order Number (1ISO) Number inch) % % g % % % % % % E § % % % E % g % % % § E % %% % § E é é g S o § § §§ DML DCMWI50404 016 -
¢ L8 S352355288555853528285225%8Sb 55k DCMW432 DCMW150408 031 * e
R/L | DCGT2L5V3RSN  [DCGT0702V3R-SN | 0012 ° Flat Top | DCGW215V0 DCGW070200 0 *
SN | DCGT2L502RSN  [DCGTO70201R-SN |.004 ° | DCGW2L5Ys | DCGWOT02VS 002 *
DCGT2L505RSN  |DCGT070202R-SN  |.008 ° o J| DCoW325v0 DCGWILT300 0 *
DCGT21505LSN  |DCGT070202L-SN | -008 ° DCGWa25V5  |DCGWIIT3VS 002 *
DCGT32.5V3RSN  |DCGT11T3V3R-SN |.0012 (]
R DCGT32.5V3LSN  |DCGT11T3V3L-SN  |.0012 (] ® = NEW R
DCGT32.50.2RSN  |DCGT11T301R-SN  [.004 (]
DCGT32.50.2LSN  |DCGT11T301L-SN  [.004 (]
S DCGT32505RSN  |DCGT11T302R-SN  {.008 [ S
DCGT32.50.5LSN  [DCGT11T302L-SN  |.008 (]
g DCGT32.51RSN DCGT11T304R-SN |.016 °
T DCGT32.51LSN DCGT11T304L-SN  |.016 ® T
DCGT21.50.2MRSN  [DCGT070201MR-SN |.003 (]
DCGT21.50.2MLSN  [DCGT070201ML-SN |.003 (]
DCGT21.50.5MRSN  [DCGT070202MR-SN |.007 (]
DCGT21.50.5MLSN  [DCGT070202ML-SN |.007 (]
DCGT32.50.2MRSN  [DCGT11T301IMR-SN |.003 [
DCGT32.50.2MLSN  [DCGT11T301ML-SN |.003 (
DCGT32.50.5MRSN  [DCGT11T302MR-SN |.007 [
DCGT32.50.5MLSN  [DCGT11T302ML-SN |.007 (]
DCGT32.5IMRSN  [DCGT11T304MR-SN |.015 [
DCGT32.5IMLSN DCGT11T304ML-SN |.015 [
* DCET2L.5V3RWSN [DCET0702V3RW-SN |.0012 (]
* DCET21.5V3LWSN |DCET0702V3LW-SN |.0012 °
* DCET32.5V3RWSN |DCET11T3V3RW-SN |.0012 °
* DCET32.5V3LWSN |DCET11T3V3LW-SN |.0012 °
Cutting

® = NEW

@ : USA Stock % : Stocked in Japan
26 <10 inserts in one case> 27



TURNING INSERTS [POSITIVE]

TYPE INSERTS  DEGX 4 3 05 R F
a 55° DE With Rote e Memo

CHlP CONTROL RANGE FOR WORK MATER'ALS Finish Cutting---- Medium Cu[ting---- fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff
N Aluminum Alloy
157 ‘ ‘ ‘ 77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777
A BB R
g e -
n g 079
E S I DL
x £
L S 03
0 )
D TSI | e
Q Feed(nobied) |
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
= P | Steel ecczze B OO E B
N M | Stainless Steel CHCH C& SO OO0 |%
Matorial |_K_| Castlron czeoc €8 (0 | 0@ [BO€ | |
N | Non-Ferrous Metal [ 2 ()
ngcl - Heat-resistant Alloy, Titanium Alloy ([ ] ocececocs: € (@€ O T
Coated Cemef| Soated Cabide |
ot Shape | Order Number (ISO) Number REmOﬂﬁoﬂﬁmﬁ 8L8uBuRREE LSRR | BVWo
i) S 885808888838 060 00 EE L83 R8RHIR89wOSSE|
SEC8RooEnhaLL8ReR P e R YRy Y ERErRERR
¢ DD=2=2D2===ZDD2=ZDD2Z2Z>>>D1ZZ2<>>PITIH=2=2xx
R/L F | DEGX430.5RF [DEGX150402R-F |.008 *x ||
JE— DEGX430.5LF DEGX150402L-F |.008 e
- DEGX431RF DEGX150404R-F [.016 *
. DEGX431LF DEGX150404L-F [.016 * |
Cutting
R R/L DEGX430.5R DEGX150402R .008 L
_ DEGX430.5L DEGX150402L .008 ()
A% | DEGX431R DEGX150404R  |.016 S
S Viedi DEGX431L DEGX150404L .016 ® | |
Cuting | DEGX432R  |DEGX150408R |01 -
T B e
T
LR
]
x ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,

@ : USA Stock * : Stocked in Japan
28 <10 inserts in one case> CHIP BREAKER > A076




TURNING INSERTS [POSITIVE]

Qoo> SC WHHGE™

SCMT 3 25 1 FP

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

@ : USA Stock * : Stocked in Japan

<10 inserts in one case>

P | Steel oCCEEO gE0CCO00C|E
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @l Light Cutting - @) Medium Cutting- @l Work M | Stainless Steel CHCH C & 3|0 00 |#
P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | [M] ~ Stainless Steel (<200mB) | | K Cast Iron (<350MPa) Material | K | Castlron czo¢ cs (@ o0 reoe¢
57 157 P 57 N | Non-Ferrous Metal [ 7 ([ ]
A L L ] S | Heat-resistant Alloy, Titanium Alloy [ J occecoc ¢c oecoc¢ A
E by E b E e E e EEREG Coated Cemeff Soated Carbide
P2 52 o 52 e 2 o D — g o N Shape | Order Number (ISO) Number REls o L8888 R SL8uBLRREFLsBR > i Qo b
[ £ £ £ = (inch)aﬂoogooooggooaﬂoooo%ggoggom%%omomgsgg &
N R Ee el R N kel it b e e St
z L L IS 555555555 8855555555588522s25ShEEE5RE| 2
D) 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 o012 016 )
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) SCMT3251MM SCMT09T304_MM 016 o0 () >
E Cutting Conditions : @ Stable Cutting @ General Cutting 4§ Unstable Cutting SCMT32.52MM |SCMTO09T308-MM [.031 [ X} [ %
2 P | Steel eceCizoO 2 zloc/lco 0|z SCMT431IMM  |SCMT120404-MM (.016 [ X ) ® 2
. M | Stainless Steel cee® C#$|0 00 |% SCMT432MM  [SCMT120408-MM ].031 o0 ()
M‘g’tc;ial K | Castlron czo¢ €z 0 | o0 [zoc
N | Non-Ferrous Metal L L SCMT32.51MK [SCMT09T304-MK |.016 (X )
PO% S | Heat-resistant Alloy, Titanium Alloy ° ececcoce e ocCcoc¢ SCMT32.52MK | SCMT09T308-MK _|.031 P 5‘98'
Coated Cemel| GOt | Carbide SCMT43IMK  |SCMT120404-MK |.016 oo
WITH WITH
RE ] SCMT432MK  |SCMT120408-MK [.031 (X )
HOLE Shape | Order Number (1so)Number | [8988SBKRBL HhwuB28Y8YRREEESRYRz=z2-- 8983 Medium HOLE
(neh) e S8 83 2R RS RAR RS PRBSLILGPLRLRE28388 SR
LWOOIN0aNnROO00atenErrax=EafiEEELEr R -
c 5533535530353 53555555555Z25<>>5pTTrsSxx SCMT32.51IMS |SCMTO9T304-MS |.016 Lddld d e
FP SCMT32.51FP  |SCMT09T304-FP |.016| @ ® ® PSS SCMT32.52MS |SCMT09T308-MS |.031 000 °
> SCMT32.52FP  |SCMT09T308-FP (.031| @ ® ® P SCMT431IMS  |SCMT120404-MS |[.016 000 °
D E Medium SCMT432MS  |SCMT120408-MS |[.031 000 (] D
Cutting SCMT433MS  |SCMT120412-MS |.047 000 (]
C':I'th‘t'ﬁ% Standard| SCMT32.51 SCMT09T304 .016[* @ () [ * 000 ()
R EM SCMT3251FM_ |SCMTO9T304-FM |.016 ° Iﬂ SCMT32.52 SCMT09T308 03lle® () () * 00 e * R
= | SCMT3252FM |SCMT09T308-FM |31 ° — SCMT431 SCMT120404 .016[* @ ® * * @
(el ) SCMT432 SCMT120408 03ljle ® ® * * 00 e *
| - Medium
Cutting SCMT433 SCMT120412 047 %
Flat Top| SCMW3251 SCMWO09T304 .016 00 *x *| K
SCMT3251FV _ |SCMTO9T304-FV | 016 xo| ® x SCMW32.52  |SCMWO9T308  |.031 had
T H SCMW432 SCMW120408  [.031 00 x * T
) v
® = NEW
SCMT32.51LP  |SCMT09T304-LP (.016| @ ® ® ®
SCMT32.52LP  |SCMT09T308-LP |.031| e ® ® ()
SCMT32.51LM  |SCMT09T304-LM |.016 ()
SCMT32.52LM  |SCMT09T308-LM |.031 ()
SCMT32.51MP  |SCMT09T304-MP (.016| @ ® ® e |®
=0 | SCMT3252MP [SCMTO09T308-MP |03l @ ®® ®o @
W | scmTasivp SCMT120404-MP |.016| e ® ® e @
Medi SCMT432MP SCMT120408-MP |.031| e @ ® e @
edium
Cutting



TURNING INSERTS [POSITIVE]

TYPE INSERTS SPMT 3 2 1
n 90° S P WITH HOLE S s Com

CHIP CONTROL RANGE FOR WORK MATERIALS

TCMT 1.8 1.5 0.5 FP

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

TYPE INSERTS

.Q60° T WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS

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

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

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

Mild Steel P Carbon Steel-Alloy Steel (180-200H8) | | [M] ~ Stainless Steel (<200HB) K Cast Iron (<350MPa)
157 157 157 157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157
A g 118 § 18 'Cé 118 g 118 g 18 %‘C: 118 ’-g 118 A
0 g 079 g 079 g 079 g 079 g 079 g 079 g 079 - D 0
E : : s HHH = "HHHHH = e BTN "
S)J § 039 1 g‘ 039 1 g‘ 039 || ;% .039 | é" .039 | | g‘ .039 | | §L .039 %
z 1 T T ' U L z
D) O o 08 o2 0t6 07 o4 o8 012 016 0 004 008 012 016 07004 008 012 016 0 004 008 012 016 07 o4 008 012 016 O o o080z 016 10
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting g
E P | Steel [ X A N ) TEo0occCO00C S P | Steel 0CCEEO se0CcCCO00C S |:_)
Work M | Stainless Steel CHECH C& SO OO0 |% Work M | Stainless Steel CHECH G & B0 00O (&
Material K | CastIron (2N X J ey |0 o0 |X0¢ Material K | CastIron [ 2 X 7 cE |0 o0 |¥o¢C
N | Non-Ferrous Metal [ 2 [ N | Non-Ferrous Metal
S | Heat-resistant Alloy, Titanium Alloy { ] occecoc: €C ococC S | Heat-resistant Alloy, Titanium Alloy [ J occecoce
11 Coated Cemef| Soated Carbide Coated Cemey S0ated
\;\-IIEJTEI RE OO O O[O 0 O L0 0 10 10 |0 OO | = 1L [Te) 0 1 RE oY Te NN TN ToRTo WTo) L0 0 10 10 |0 WO OO |- = 1L o) 10 \lfl\gzg
Shape | Order Number (ISO) Number | |88 ddSddmapywoeddlodddreFsSRalaz===- 34839 Shape | Order Number (ISO)Number | 8BS daSddmapywoddlodadryFSQalaz=z=z=~ 24838
()l 2 2 BT BR R R SRR R e a8 S 9 88RI82REESS55 ()l B B8 R RS SRR RRS SR8 SRRKgRIR2R8293853
e LSS58 852885555555 228882255 8eETEEEsRE S5 S5 2885555855222 8522558SEEEEESRE e
Standard| SPMT321 SPMT090304 .016 * FP TCMT1.81.50.5FP [TCMT090202-FP  |.008| ® ® ® e o
SPMT322 SPMT090308 .031 * A TCMT1.81.51FP |TCMT090204-FP |.016| @ ®@ ® e o
SPMT422 SPMT120308 .031 * * & TCMT21.50.5FP |TCMT110202-FP |.008| @ ® ® e o
Medium Finish TCMT21.51FP TCMT110204-FP (.016|] e ®@ ® e |0
Cutting Cutting | TCMT32.51FP TCMT16T304-FP (.016|] @@ ® e o
Flat Top SPMW321 SPMW090304 .016 ® x|k *| Kk EFM TCMT1.81.50.5FM| TCMT090202-FM  |.008 [
SPMW322 SPMW090308 .031 * % |k *| X TCMT1.81.51FM |TCMT090204-FM [.016 [
gy | sPuwazy SPMW120304  |016 X ° o & TCMT21.505FM | TCMT110202-FM |08 o
e | SPMW422 SPMW120308 .031 [ X b ¢ e O Finish TCMT21.51FM TCMT110204-FM  |.016 [
cutting | TCMT32.51FM TCMT16T304-FM [.016 [
Flat Top SPGX321 SPGX090304 .016 * * TCMT21.51FV TCMT110204-FV  |.016 *0® O %
SPGX322 SPGX090308 .031 * TCMT32.51FV TCMT16T304-FV  |.016 *x® O
I i_ SPGX421 SPGX120304 .016 *
| SPGX422 SPGX120308 .031 * Finish
Cutting
FJ-P TCGT21.5V5FJ-P [TCGT1102V5-FJ-P |.002 [
TCGT21.50.2FJ-P|TCGT110201-FJ-P (.004 )
& TCGT21.50.5FJ-P | TCGT110202-FJ-P |.008 )
TCGT32.5V5FJ)-P | TCGT16T3V5-FJ-P [.002 [
Finish TCGT32.50.2FJ-P|TCGT16T301-FJ-P (.004 [
Cutting | TCGT32.50.5FJ-P|TCGT16T302-FJ-P |.008 [ J
AZ TCGT21.50.5AZ |TCGT110202-AZ  |.008 [ J
TCGT21.51AZ TCGT110204-AZ  |.016 [}
/A\ TCGT21.52AZ TCGT110208-AZ  |.031 [}
e ( TCGT32.50.5AZ |[TCGT16T302-AZ |.008 [
Medium-Firish TCGT32.51AZ TCGT16T304-AZ |.016 [}
Cutting TCGT32.52AZ TCGT16T308-AZ |.031 [}




TURNING INSERTS [POSITIVE]

LHoeoc TC IFEEE™

TCGT 1.2 1 V3 L F

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

P | Steel oCCEEO gE0CCO00C|E
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @) Light Cutting- @) Medium Cutting-- @l work M | Stainiess Steel el <H.B of B
or
P Mild Steel P Carbon Steel-Alloy Steel (180-20018) | [\ ~ Stainless Steel (<200rB) | | K Cast Iron (<350MPa) Material K | Castlron cxo¢C cE (@ o0 kocC
157 157 157 157 N | Non-Ferrous Metal ¢ Y
A ~ [ ] R [] R ] N S | Heat-resistant Alloy, Titanium Alloy [ occecocs € ococ A
5 118 5 18 5 118 S 118 Coated :
2 2 2 g Coated Cermet Carbide
.; L] 7::7 L] T;' L] =  FlatTop Cermet
& 8 o 8 e 8 " 8 e W RE [ToRTe] [Tol{YoNToNTe} 0 O [ToNTolliToliToll ol Lo E
14 s T s T < NG S I Shape Order Number (ISO) Number | [89 oy 8 SN8dwng o § g SN L=y Sz=z=zlsk o § g wol £
LUI')J g‘.oag i § 039 | 8‘1.039 i 8‘1.039 (InCh)Eéggégbagg%gggggg&%gaﬂgﬁgggﬁgﬁgﬂﬂgggg %
z i i Y B8=5525528853555552838823s388pEEE5kE 2
0) 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 004 008 012 016 0)
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) M\] TCGT21.51MJ TCGT110204-MJ 016 PY 9
g Cutting Conditions : @ Stable Cutting @ General Cutting 4§ Unstable Cutting TCGT32.51MJ TCGT16T304-MJ |.016 (] g
E P | Steel [ X A 2 3E X ) sL0CcCOOC|E A TCGT32.52MJ TCGT16T308-MJ |.031 [} |:_>
M | Stainless Steel CHCH C® 8O o0 (& Lis
Work gl
Material |t Castiron czeoc €z 0 | o0 |30€C Cutting
N _| Non-Ferrous Metal ¢ ° MJ-P | TCGT21.51MJ-P [TCGT110204-MJ-P |.016 °
PO% S | Heat-resistant Alloy, Titanium Alloy [ ] ocececoc: ul c oco¢C TCGT3251MI-P |TCGT16T304-MI-P|.016 ° $CQS|
Coated Cemel Gormet | Carbide ,ﬁ, TCGT32.52MI-P |TCGTL6T308-MJ-P|.031 o
WITH WITH
RE .
HOLE [TonTe] [Tol{ToRToNTe} [ToNTe] O (WO (O (= = [Te] HOLE
h N | N 0o o [ToliTe) [ W (T N To} W0 o Light
Shape | Order Number (1ISO) Number (|nch)§§§§§§§§§§§§§§§§§§§§§E§§§§§§§§§3£§§§§ Cutting
LSS58 852885555555 228882255 8eETEEEsRE MP | TCMT18151MP |[TCMT090204-MP [016] @@ @ ° |o
R/L E | TCGT121v3LF  [TCGTO0601V3L-F [0012 * TCMT1.81.52MP |TCMT090208-MP |[.031| @ ® ® e (o
TCGT12102LF |TCGT060101L-F |.004 ® |x N TCMT21.51MP  |TCMT110204-MP |.016| @ ®@ ® e |®
TCGT1.2105RF  [TCGT060102R-F |.008 *  |%x * ﬁ TCMT21.52MP  |TCMT110208-MP (.031| e ®@ ® o (@
TCGT1.2105LF |[TCGT060102L-F |.008 ® |x () e | TCMT2.52IMP |TCMT130304-MP [.016| @ ® ® o @
TCGT1.211RF TCGTO060104R-F |.016 * o TCMT32.51MP  |TCMT16T304-MP (.016| e ® @ o @
A TCGTL20ILF  |TCGTO60104L-F | 016 ° I« ° vedium | _TCMT32.52MP | TCMT16T308-MP 031 @ @ @ ° |o
TCGT1.210.2MRF [TCGT060101MR-F |.003 () Cutting | TCMT32.53MP |TCMT16T312-MP |.047| e ® ® e |®
Cineh | TCGT1.210.2MLF [TCGT06010IML-F |.003 ° MM | TCMTL8151MM |TCMT090204-MM |.016 o0 °
® [ TCGTL2105MRF [TCGTOB0102MRF | 007 ° TCMT1.81.52MM | TCMT090208-MM |.031 o0 °
TCGT1.2105MLF |[TCGT060102ML-F [.007 ° TCMT21.51MM | TCMT110204-MM |.016 et °
TCGT1.21IMRF | TCGTO060104MR-F |.015 ° ﬁ TCMT21.52MM  [TCMT110208-MM [.031 o0 °
TCGT1.211IMLF TCGT060104ML-F |.015 [} TCMT2.521MM  [TCMT130304-MM [.016 [ X ) (]
LP | TCMTL8151LP |TCMT090204-LP |016| e e ® o |o TCMT32.51IMM | TCMT16T304-MM |.016 dd o
TCMTL.81.52LP |TCMT090208-LP |.031| e @ ® ® |o Medium TCMT32.52MM  [TCMT16T308-MM |.031 [ X ) ()
ﬁ TCMT2L51LP TCMT110204-LP |016| e @ @ e |o Cutting [ TCMT32.53MM |TCMT16T312-MM |.047 (X} )
S | TCMT21.52LP  |TCMT110208-LP [.031| e @ @ o |o MK | TCMT21.51IMK  [TCMT110204-MK |.016 (X
Lght | TCMT325ILP  |TCTI6T304-LP |016] @@ e o o TCMT21.52MK | TCMT110208-MK  |.031 o0
Cuting | TCMT3252LP  [TCMT16T308-LP [031] e e ® o o A TCMT32.51MK | TCMT16T304-MK |.016 oo
LM | TCMTLS8LSILM |TCMT090204-LM |.016 oo o Medium | JCMTS2.52MK | TCMTL6T308-MK _|.031 oo
x TCMTL8152LM | TCMT090208-LM |.031 Y P Cutting TCMT32.53MK  [TCMT16T312-MK |.047 o0 x
TCMT21.51LM TCMT110204-LM |.016 [ X} () MS TCMT1.81.51IMS [TCMT090204-MS |.016 [ X )} [
é TCMT2L52LM  |TCMT110208-LM 031 Y ° TCMT1.81.52MS | TCMT090208-MS |.031 dodld L
TCMT32.51LM TCMT16T304-LM |.016 [ X} ® TCMT21.51MS [TCMT110204-MS [.016 [ X )}
Light : :
Cul?ting TCMT32.52LM TCMT16T308-LM |.031 [ X} () TCMT21.52MS  |[TCMT110208-MS |.031 [ X )}
LS | TCMTLBL505LS |[TCMT090202-LS |.008 oo ° TCMT32.51MS | TCMT16T304-MS |.016 edld o
TCMT21505LS  |TCMT110202-LS  |.008 ooe ° vedium | _TCMT3252MS | TCMT16T308-MS _|.031 eole °
A Cutting | TCMT32.53MS |TCMT16T312-MS |.047 [ X )} [
® = NEW
Light —_—
Cutting

® = NEW

@ : USA Stock % : Stocked in Japan
34 <10 inserts in one case> 35



TURNING INSERTS [POSITIVE]

TYPE INSERTS e A TYPE INSERTS TEGX 3 2 05 R
.A 60° TC WITH HOLE I AL 60° TE WITH HOLE s Tt Comeads R

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting @l Light Cutting - @) Medium Cutting - @l CHIP CONTROL RANGE FOR WORK MATERIALS Medium Cutting ™ (@l
P Mild Steel P Carbon Steel-Alloy Steel (180-20048) | | [M] ~ Stainless Steel (<200HB) K Cast Iron (<350MPa) N Aluminum Alloy
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 ‘ ‘
A %‘C: 18 %‘L; 118 :—g 118 E,E: 18 EE\ 118 @ A
& § 079 § 079 § 079 § 079 -W § 079 n
A i : P E N : b
|(-})J § o3 § Sl 8‘1 o9/ 7 § 039 g‘- 039 %
=z 1 1 1] AN z
o 0 004 008 012 016 0 004 008 012 016 0 004 008 o012 016 0 004 008 012 016 0 004 008 012 016 D)
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inchirev) >
E Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting g
E P | Steel [ X ¥ XE X ) T8 e0occo0CE P | Steel 0CCEEO se0CcCCO00C S |:_)
M | Stainless Steel CHECH G & SO OO0 |& M | Stainless Steel CHECH G & B0 00O (&
WorI.( K | CastIron (X X 4 cs |@ o0 |Xo¢C Worl.< K | Castlron cz0¢C cs |® [ X JEl X 2
Material Material
N | Non-Ferrous Metal [ 2 ([ N | Non-Ferrous Metal
S | Heat-resistant Alloy, Titanium Alloy { ] occCcecoc: € ocCoc¢ S | Heat-resistant Alloy, Titanium Alloy [ J occecoce
! Coated Cemef| Soated Carbide Coated Cemey S0ated
ot Shape | Order Number (ISO) Number RElpommgmlawn SL8uBVRRELL s |~ LYW o Shape | Order Number (ISO) Number REls o gmiown SL8uBLRRELLsnR == BVWo Hoie
P SRR R e b b A il S M - E P G =R St et be S S e e S S SR = fe o
LSS58 352885555555 228882255 8eETEESEsRE S5 S5 2885555855222 8522558SEEEEESRE e
Standard| TCMT1.51.51 TCMT080204 .016 [0 * R/L TEGX320.5R TEGX160302R .008 [
TCMT1.81.51 TCMT090204 016| @ * e L X ) *x @ TEGX320.5L TEGX160302L .008 [
D TCMT21.50.5 TCMT110202 008 @ [ ® (000 & TEGX321R TEGX160304R .016 [ D
TCMT21.51 TCMT110204 0l6|®@ ® * ® k000 e o ‘ TEGX321L TEGX160304L .016 [
/@, | ToWT2152  |TCMTI0208  |o3ile o o 'Cutting
R | TCMT2.520.5 TCMT130302 .008 ( X ) R
TCMT2.521 TCMT130304 016|] @ [ [ J( J
TCMT32.51 TCMT16T304 0l6|®@ ® [ [ ® (x000 e O
S Vedium |_TCMT32.52 TCMT16T308 03lje® ° ° o (xeee (0 o S
Cutting | TCMT32.53 TCMT16T312 0471 %
Flat Top| TCMW21.51 TCMW110204 .016 @0 x & *
TCMW2.521 TCMW130304 .016 *
A TCMW32.51 TCMW16T304 .016 (X X X} *
v TCMW32.52 TCMW16T308 .031 (X X X} * v
TCMW32.53 TCMW16T312 .047 ( X )
Flat Top| TCGW21.51 TCGW110204 .016 *
w TCGW21.51E TCGW110204E .016 * W
TCGW21.52 TCGW110208 .031 *
TCGW21.52E TCGW110208E .031 *
X |

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

A 60° TP TYPE INSERTS
a

WITH HOLE

TPMH 15 1.5 0.5 FV

| < < 4
Size  Thickness Corner Radius Chip Breaker
*Please refer to page A002.

P | Steel oCcCCEEO g0oCccCO00C|E
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting ™ @l Light Cutting - @l Medium Cutting~ (D . M | Stainless Steel CHCH CHH|O 0O |%
P Mild Steel P Carbon Steel-Alloy Steel | [M  Stainless Steel (<200H8) Mat?arrial K | Castlron cxo¢C cs (@ o0 ZocC
157 157 157 N | Non-Ferrous Metal ¢ )
A . = = S | Heat-resistant Alloy, Titanium Alloy [ ocececoc ¢ oo0CC A
g g g Coated Comef Soated Carbide
n g 079 m — g 079 m — g 079 m — RE [ n
2 : o T B D g [ Shape | Order Number (ISO) Number | hgggggggggggggggggggggEgﬁgg%%%gso gggg >
H et § oo e n M e St et te e i S b b e Sl
z == = L= DO3335353=0D2303535 55550 22E<>SphjlzTRExsx| 2
o 0 .004 008 .012 .016 004 008 012 016 0 .004 008 012 .016 (D
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) R/L TPGX1.51.50.5R |TPGX080202R .008 * >
g Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting TPGX1.51.50.5L |TPGX080202L .008 * *x @ g
E P | Steel Y XXX ) 2 z20oc/lco @ eln TPGX1.51.51R TPGX080204R .016 * * |:_>
M | Stainless Steel CHCH C#B|O 00 |% TPGX1.51.51L TPGX080204L .016 *| % *x @
ok K| Gastron czoc cz o | o0 |2 TPGXLBL50.5R |TPGX090202R | .008 *
il Non-Ferrous Metal TPGX1.81.50.5L [TPGX090202L  [.008 * °
S | Heat-resistant Alloy, Titanium Alloy o (X X3 4 TPGX1.81.51R TPGX090204R 016 * °
= Coated Cemel Crmat g\\, TPGXLBL5IL  |TPGX090204L 016 x| °
il RE|  wwowhombn 16w ook A TPGXL.8152R |TPGX090208R | -031 x
Shape | Order Number (1SO) Number - é % é. % % B § A E § § § g g § 2 § § % g % % §§ % § E é é | TPGXLBLEL  1TPGX090208L L . .
GBSz 80s0030080EddReeaaRTEtRar TPGX2205L  |TPGXLI002L |o0g x x
¢ TPMHL51.50.5FV |TPMH080202-FV | -008 ° [oxlo TPGX221R TPGX110304R  |.016 *|x *
TPMHL5L51FV  |TPMHO80204-FV | .016 ° [oxlo TPGX221L TPGX110304L  ].016 *|x *
D TPMH18L505FV |TPMHO090202-FV  |.008 o [oxlo Finish | P OX222R TPGX110308R 1081 * *
TPMHL1.81.51FV TPMH090204-FV 016 ®o |oxle Cutting TPGX222L TPGX110308L .031 * |k * @
4 | TPMH2205FV  |TPMH110302-FV  |.008 o (ox|o L TPMX1.8151L  |TPMX090204L  |.016 *
R &5 | TPMH221FV |TPMHLI0304FV | 016 o (oo g [ [PMx22ll TPMX110304L | 016 *
TPMH222FV TPMH110308-FV .031 ® (@x%x|® &
TPMH320.5FV TPMH160302-FV .008 ® (@x%x|® Finish
S L | TPMH32LFY TPMH160304-FV  |.016 o (oxlo Cutting S
Cutting | TPMH322FV TPMH160308-FV  |.031 o oxl® SV TPMH1.51.50.5SV| TPMH080202-SV  (.008 ° () * (% 0@
R/L | TPGHL51505RFS|TPGH080202R-FS |.008 °* [x ° TPMH1.51.51SV | TPMH080204-SV  ].016 o ° *x (xe® o
FS TPGH1.51.50.5LFS|TPGH080202L-FS  |.008 ® [k |@x% () TPMH1.81.50.5SV|TPMH090202-SV  (.008 [ (] *x |[*x 0@
TPGH1.51.51RFS |TPGH080204R-FS |.016 ® |x Py A TPMH1.81.51SV |TPMH090204-SV |.016 [ ] [ ] * | OO { ]
v PO LSS o e (o efxox |le T T e ek - v
TPGHL81.50.5RFS| TPGH090202R-FS ~ |-008 o |x ° :
TPGH1.81.50.5LFS| TPGH090202L-FS  |.008 ® |x |l@x ° TPMH2225V TPMH110308-SV  |.031 [ ] o *x (*0® [}
W PO LIRS [Tron s (o Ol . TPy [Ty fo e | e AENE W
TPGHLBL5ILFS |TPGHO90204L-FS |.016 o [x [ox ° Light :
A TPGH220.5RFS  |TPGH110302R-FS |.008 ® |x () Cutting | TPMH322SV TPMH160308-SV  |.031 [ (] *x [k %x|® ([ ]
| TPGH2205LFS  |TPGH110302L-FS |.008 o [x |ox ° |
TPGH221RFS TPGH110304R-FS |.016 o |x ()
TPGH221LFS TPGH110304L-FS |.016 ® [k |@x% [ ]
TPGH321RFS TPGH160304R-FS |.016 ® |x ()
TPGH321LFS TPGH160304L-FS |.016 ® (x |® [ ]
Einich TPGH322RFS TPGH160308R-FS |.031 ® |x ()
cuting | TPGH322LFS TPGH160308L-FS  |.031 o |« |® PY
SQ TPMT1.81.51SQ | TPMT090204-SQ .016 [
TPMT21.50.5SQ |TPMT110202-SQ .008| @ [
A TPMT2151SQ  |TPMT110204-5Q  |016| @ °
G=== | TPMT21.52SQ TPMT110208-SQ 031 @ [
Finish TPMT32.51SQ TPMT16T304-SQ .016 [
Cutting | TPMT32.52SQ TPMT16T308-SQ .031 [

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

Ao TP NFEIE™

CHIP CONTROL RANGE FOR WORK MATERIALS

TTPMH 1.5 1.5 0.5 MV

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

TYPE INSERTS VBMT 2 2 05 FP
"35° VB WITH HOLE

CHIP CONTROL RANGE FOR WORK MATERIALS

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

P Mild Steel P Carbon Steel-Alloy Steel | |[M  Stainless Steel (<200HB) P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (200HB) K Cast Iron (<350MPa)
157 157 157 157 ‘ ‘ 157 ‘ ‘ 57 ‘ ‘ 57
A = 2 = = % = % = = A
E 118 E 118 E 118 E .1187 E .1167 E .1157 E 118
m s G ERIEEL - RIEEL H 1 1 = ; G O |
O o O o9 O om S om G o G om O om (%))
e 2 1 e~ B HE : : : @ |z e
|(-})J § 039 AV § 039 AV § 039 AV § 039 | § 039 i g- 039 i § 039 %
z == == == | [ Il A zZ
6 0 .004 008 .012 .016 004 008 012 .016 0 .004 008 012 .016 0 .004 _.008 012 016 0 .004 _.008 012 .016 0 .004 _008 .012 .016 .004 008 .012 .016 5
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
5 Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting %
E P | Steel [ X A 2 3E X ) sZ0occo0C|® P | Steel oCcCCEEO g0CCO00C|E |:_)
" M | Stainless Steel CHCH C 88O o0 [ K M | Stainless Steel CHCH @ % %0 00 |
Work I Cast iron cteoc €% (0 | 00 [zoc Work I Cast iron czo¢ €z (0 | o0 [zoc
Material Material
N | Non-Ferrous Metal [ 2 ([ N | Non-Ferrous Metal
POSL!’ S | Heat-resistant Alloy, Titanium Alloy { ] occecoc: ¢ oCoc¢c S | Heat-resistant Alloy, Titanium Alloy [ J occCccocCc:
11 Coated Cemef| Soated Carbide Coated Cemey S0ated
\;\-IIEJTL'-EI RE TolTe) Te) ToyTe} == RE 0 10 T} 0 10 = \'fl\g'l_ré-l
h N | N 0o oo W LW 0 0|0 O O[O L < [ow|0 W0 o h N I N 0o oW LW 10 10 [0 O |0[W0 I ToRTeY [To) DWW o
[OXS) [©)] (ONO} === [OXS) O (ONS) ===
e B E255255285555555528885E25584b T E55kk L8355255288555555522885225584b 5k e
MV TPMH1.51.50.5MV | TPMH080202-MV  {.008 ® ® ® X060 FP VBMT220.5FP VBMT110302-FP (.008| e ® @ o |0
TPMH1.51.51IMV | TPMH080204-MV  [.016 ® ® L] & xo00 o VBMT221FP VBMT110304-FP (.016] @ ® ® o (o
D TPMH1.81.50.5MV | TPMH090202-MV ~ |.008 ° ° o (xeol® LBZ7 | BMT222FP VBMT110308-FP (031 e @@ 0 D
TPMH1.81.51IMV | TPMH090204-MV  |.016 ® ® L] e xo00 O . VBMT331FP VBMT160404-FP (.016|] @ ® ® o (o
TPMH1.81.52MV | TPMH090208-MV  [.031 ® L] L] o0 Cutting VBMT332FP VBMT160408-FP (.031| e ®@ @ o |0
TPMH220.5MV TPMH110302-MV  |.008 ® ® * | k@ * FM VBMT220.5FM VBMT110302-FM |.008 [ J
TPMH221MV TPMH110304-MV  |.016 ® ® ® ® x0 ® N VBMT221FM VBMT110304-FM |.016 [
TPMH222MV | TPMHLL0308-MV | -031 ° o o ® (xeo ° <& | \BMT222FM |VBMTLL0308-FM | 031 o
Medium TPMH321MV TPMH160304-MV  |.016 ® ® ® ® kX * . VBMT331FM VBMT160404-FM |.016 [
ni
Cutting | TPMH322MV TPMH160308-MV  |.031 ® L] ® ® kk ® Cutting VBMT332FM VBMT160408-FM |[.031 [
MQ TPMT21.51MQ TPMT110204-MQ |.016 ® ® FV VBMT221FV VBMT110304-FV [.016 o 0%
A TPMT21.52MQ TPMT110208-MQ |.031 ® L] _ VBMT222FV VBMT110308-FV  |[.031 o 0%
_@._ TPMT32.51MQ TPMT16T304-MQ |.016 ® ® - VBMT331FV VBMT160404-FV |.016 o 0%
. TPMT32.52MQ TPMT16T308-MQ |.031 ® ® . VBMT332FV VBMT160408-FV [.031 o 0%
Medium Finish
Cutting Cutting
Standard| TPMX221 TPMX110304 .016 * 0@ FJ VBGT33V5F] VBGT1604V5-FJ |[.002 [
TPMX222 TPMX110308 .031 * 0|0 VBGT330.2FJ VBGT160401-FJ .004 [ J
WA W
V = <P | \BGT330.5F)  |VBGTL60402-F) |[.008 °
Medium Finish
x Cutting C::tlﬁwg l(
Flat Top TPGX1.51.50.5 TPGX080202 .008 LI FJ-P VBGT33V5FJ-P  |VBGT1604V5-FJ-P (.002 [
TPGX1.51.51 TPGX080204 .016 * % |k e o VBGT330.2FJ-P |VBGT160401-FJ-P |.004 [
TPGX1.51.52 TPGX080208 .031 * ® *x W VBGT330.5FJ-P |VBGT160402-FJ-P |.008 [ )
TPGX1.81.50.5 TPGX090202 .008 ® -
Finish
p TPGX1.81.51 TPGX090204 .016 * [ e o Cutting
@™ | TPGX18152  |TPGX090208 031 *|x o o
TPGX220.5 TPGX110302 .008 ®
TPGX221 TPGX110304 .016 * K|k o %0
TPGX222 TPGX110308 .031 * [k o %0
TPGX321 TPGX160304 .016 * *x @
TPGX322 TPGX160308 .031 * @

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

TYPE INSERTS VBCT 2 2 05 R F
0 35° VB Wiriio: s o e o o

P | Steel ececzzeo zzleclcoocis
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @l Light Cutting- @) Medium Cutting-- @l M | Stainless Steel CHCH G & B0 00O (&
P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<20048) | | K Cast Iron (<350MPa) M\;\./tc;rrli(al K | Castlron creoc €z |® oo ¢
o o Ean 157 N Non-Ferr.ous Metal - (4 (J
A _ _ _ _ S | Heat-resistant Alloy, Titanium Alloy [ occecocs Cc oecocC A
2 m% g % g g Coated Comef SOated Carbide
s s s : GEm» L
2 s " s " s " a NI IENNEEN Shape | Order Number (ISO) Number REloo SRS BRBR LR 8Bk EEEsSREIRz=z2- . 8883 E
N . £ ol £ R el o S e SIEE R
2 5 s R : 00T 800l eS0iitna ek LS SCEEERECER) 2
D) 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 o012 016 )
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) MJ VBGT331MJ VBGT160404-MJ 016 [ >
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting VBGT332MJ VBGT160408-MJ |.031 ® %
E P | Steel oCcCCETO s0CccCO00C|E ’ I:—)
M | Stainless Steel CHCH C& B0 00 (& .
Work Light
Material K | CastIron (X X 4 cE |@ o0 (X¥0¢C Cutting
N | Non-Ferrous Metal L L MJ-P VBGT331MJ-P |VBGT160404-MJ-P (.016 (]
S | Heat-resistant Alloy, Titanium Alloy [ occecoc c oecocec VBGT332MI-P |VBGT160208-M3-P |.031 o
Coated Cemey S0ated Carbide <87
\;\-II&E RE 10O O O[O ) 1O L0 0 10 10| V|V = = L _ [0 (v 10 1O i \lfl\glg
Shape | Order Number (1SO) Number (inch)§§§§§§§§§£8§§§§§§§§%%B§$8§%%%§Eam§§§g C'-ngmg
RILE | VBGT2205RF |VBGTLL0302R-F 008 ® |x |ox ° g VBMT332MP  |VBMT160408-MP [.031| @ ® @ e (o
VBGT220.5LF |VBGT110302L-F |.008 ® [k |@x% [}
VBGT221RF VBGT110304R-F [.016 ® [ * () Medium
a# | VBGT221LF  |VBGTL10304LF |016 ® [x | x ° e
VBGT330.5RF |VBGT160402R-F |.008 * [ * *
VBGT330.5LF |VBGT160402L-F [.008 * [ * *
Finish VBGT331RF VBGT160404R-F [.016 * |*x * *
Cutting VBGT331LF VBGT160404L-F [.016 * [ * *
S LP VBMT221LP VBMT110304-LP |.016| @ ® ® o (@ S
VBMT222LP VBMT110308-LP |(.031| e @ ® o (@
@ VBMT331LP VBMT160404-LP |[.016| @ ® ® o (@
T Light VBMT332LP VBMT160408-LP |(.031| e ® ® o (@ T
Cutting
LM VBMT221LM VBMT110304-LM [.016 [ X ) ()
VBMT222LM VBMT110308-LM [.031 [ X ) ()
@ VBMT331LM VBMT160404-LM [.016 [ X ) ()
W Light VBMT332LM VBMT160408-LM [.031 [ X ) () W
Cutting
LS VBMT220.5LS |VBMT110302-LS |.008 (XX} [}
X VBMT221LS  |VBMT110304-LS |016 eole ° |
@ VBMT222LS VBMT110308-LS [.031 (X I (]
Light VBMT331LS VBMT160404-LS |.016 (XX} [}
Cutting VBMT332LS VBMT160408-LS [.031 (X X} °
SV VBMT221SV VBMT110304-SV  [.016 () °
) VBMT222SV VBMT110308-SV  [.031 () ®
= VBMT331SV VBMT160404-SV [.016 () ®
Light VBMT332SV VBMT160408-SV [.031 () ®
Cutting
o - W

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

TYPE INSERTS VBMT 3 3 1 MM
A’35° VB WITH HOLE

P | Steel [ X X 2 ] g0CCO00 (¥
CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Light Cutting- @) Medium Cutting- @D Work M | Stainless Steel cecs C&8(0 00 (&
or|
P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<20048) | | K Cast Iron (350MPa) Material | | Castlron czxoc ¢z (@ oo reoc
pr= 157 = = N | Non-Ferrous Metal [ 2 o
A [ [ [] S | Heat-resistant Alloy, Titanium Alloy [ J ocececocs: € oecocC A
5 a1 5 1. 5 s 5 1. Coated Cermet Coated Carbid
.:% |1 \E/ | % [ ] % - m oate erme Cermet arpiae
2 52 e 52 i 2 o Ly g EIIENNE NN Shape | Order Number (ISO) Number REle o 2888888 e e = e == sono| £
% 2 o 2 o g o g o P (|nch)828§38288£8882ﬂ88%8%%;%%8%%%%888,“8888 &
0 g i 2 | g i 3 owoowgoagwmoommggggoﬁﬁmNMENNQ-._._._HP_?E@@ n
2 [l [l N L L I nn 00 annalXXtaagalEEERL Ee| 2
= DD=2=2DZ2===ZDD2=2DID=2ZZ2E>>>DZZIZ<>>SPI IS <
D) 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 o012 016 )
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) R/L VBET22V3RSR VBET1103V3R-SR 1.0012 ® [x () z
5 Cutting Conditions : @ Stable Cutting @ General Cutting 4§ Unstable Cutting SR VBET22V3LSR VBET1103V3L-SR |.0012) ® |k [ ) %
E P | Steel ececz=zo 2 zloc/lco 0 elr VBET220.2RSR  [VBET110301R-SR |.004 ® |x ([ ] |:_)
N M | Stainless Steel CHceH G 4 %(0 00 (% ﬁ VBET220.2LSR  |VBET110301L-SR |.004 ® |x [
Matorial |_K_| Castiron czoc c: 0 | o0 [zoc VBET2205RSR |VBETL10302R-SR | -008 B 5
N | Non-Ferrous Metal L2 ® VBET220.5LSR  |VBET110302L-SR |.008 ® [ °
Pogg S | Heat-resistant Alloy, Titanium Alloy [ ) occecoc: ¢c o0co¢C S VBET221RSR VBET110304R-SR |.016 ® |x ®
Coated Cemel| G93Te0 Carbide Cutting | VBET221LSR VBET110304L-SR  |.016 o |x °
WITH WITH
RE VBET22VORSN  |VBET110300R-SN | 0 ® |[x ()
HOLE woWvWLowwww 019 10 16| VLW - L o w|w Lo R/L HOLE
Shape | Order Number | (ISO) Number | SHB8530858838 98500 FERENSI0EEE e S3 SN | VBET22VOLSN  |VBET110300L-SN | 0 o |x o
0O (8) 00O e
e L s5525528855555552888325538¢btEEESER VBET22V3RSN _ |VBET1103V3R-SN | 0012 o |x o e
MM VBMT331MM VBMT160404-MM |.016 Y P VBET22V3LSN VBET1103V3L-SN  [.0012 ® |k [ )
VBMT332MM VBMT160408-MM |.031 Py P ﬁ VBET220.2RSN  |VBET110301R-SN |.004 ® |k [}
D y VBET220.2LSN  |VBET110301L-SN |.004 o |[Xx () D
VBET220.5RSN  |VBET110302R-SN [.008 o |[Xx ()
'\éﬁ(tjtliw; VBET220.5LSN  |VBET110302L-SN  (.008 ® [ ®
R MS | VBMT3305MS |VBMT160402-MS |08 X0 o Medium | VBET2ZIRSN  |VBET1I0304R-SN _).016 ® o R
VBMT331MS VBMT160404-MS |.016 eoe ° Cutting | VBET221LSN VBET110304L-SN  [.016 ® [ °
S VBMT333MS VBMT160412-MS _|.047 PP ° SN |%VBET22V3LWSN |VBET1103V3LW-SN |.0012 ® S
l\éedi.um : (With Wiper)
utting w
MK VBMT331MK VBMT160404-MK |.016 (X} Medium
T VBMT332MK  [VBMT160408-MK [.031 o0 Cutting T
y .4 Flat Top | VBMW332 VBMW160408 .031 (X
Medi
cittlilérg;] ’
Standard| vBMT331 VBMT160404 016| @
W VBMT332 VBMT160408 03l @ ® w
Medi
X (:?mlilrjmlrgn K
MV VBMT221MV VBMT110304-MV |.016 ® ® ® ® (X000 %
VBMT222MV VBMT110308-MV |.031 ) ® ® ® (%000 X
& | VBMT33IMV  |VBMTL60404-MV | 016 ° o | o o [xoloe x
e VBMT332MV VBMT160408-MV |.031 ) ® ® ® (%000 X
Cutting
® = NEW

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

TYPE INSERTS VCEMT 2 2 05 FP
20 35° \/C limifoie

P | Steel eccszeo s slec/lcoocis
CHlP CONTROL RANGE FOR WORK MATERIALS Finish Cumng...- Light Cutting---- Medium Cutting---- Work M | Stainless Steel cLee e 2 2lo 00 E
or
P Mild Steel P Carbon Steel-Alloy Steel | |M  Stainless Steel (<200hB) | |[K  Cast Iron (<350MPa) S Difficult-to-Cut materials Material K | Castliron croc cx @ o0 kec
157 ‘ ‘ 157 ‘ ‘ 157 ‘ ‘ 157 157 N Non-Ferrous MEtaI c .
A . % . % . % = . é S | Heat-resistant Alloy, Titanium Alloy [ ] occecoc ¢ oecoc¢c A
5 18 5 18 5 118 5 118 5 118 Coated :
2 2 2 2 2 Coated Cermet Carbide
S S M S M S pate < o Cermet
& 5; 079 5; 079 % 079 N % 079 \w % 079 \ REmommommmm L0 OO 0D DIV = = L 10 0|0 Lo E
% 2 H H (MM ] s I 2 == Shape Order Number (1ISO) Number (,nch)S;'S%'%SgSS%BSSSS8888%%5%%88%%%550 Sdg3 &
z R o = , L= 5555555555555 3555535585223SSbEEtsskE| 2
o .004 _008 012 .016 004 _.008 012 .016 .004 _.008 012 016 .004 _.008 012 .016 .004 _.008 012 .016 (D
P Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) D.:eed (|nchlr§v) LP VCMT221LP VCMT110304-LP 06| e@®@@ o o P
z Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting > LS G class inserts VCMT222LP VCMT110308-LP  |.031] e @ @ PSS z
2 P | Steel YY) 2z2loclco0e/® @ VCMT331LP VCMT160404-LP 016 e®® o @ 2
N M | Stainless Steel ceCce® C & L0 00 |% Light VCMT332LP VCMT160408-LP 03l eee® e @
Matc;ial K | Castlron czoc €z 0 | o0 |z0c Cutting
N | Non-Ferrous Metal L2 ® LM VCMT221LM VCMT110304-LM .016 [ X} [
PO% S | Heat-resistant Alloy, Titanium Alloy ([ J occcoc: L L ¢c ococ¢C VCMT222LM VCMT110308-LM 031 o0 ®
Coated Cemel| Coemet Carbide <7 | veMT33ILM VCMT160404-LM  |.016 'Y °
WITH WITH
RE ) VCMT332LM VCMT160408-LM .031 [ X} [
WO Shape | OrderNumber | (1ISO)Number | [8S0KRSOKRBR, 028988 RKERESRBRzz2-_ 82383 Lizini HOLE
(nch)l= S B BR P SRR R RS SSSBShIRSSRELRES1SESS cuting
e e e N N S P S S LS | VCMT2205LS  |VCMT110302-LS  |.008 L odlod ° e
FP | VCMT2205FP  |VCMT110302-FP |008| @@ ® ° |o Bl veMT22LlS VCMT1103041S  |016 Ad S
VONTILED VOMTL10304.FP 1016l e e® o o <& [yowmasiLs VCMT160404-1S  |.016 Y °
D <87 | VCwT3siFP VCMT160404-FP |016| @@ ® o jo Light | VCMT332LS VCMT160408LS |03 Ad d D
[ vewTsszFe VCMT160408-FP |031] e e ® o |o Cutting
gﬂ;ﬂé LS VCGT220.2MLS VCGT110301M-LS |.003 000
R EM VCMT220.5EM VCMT110302-FM |.008 P VCGT220.5MLS VCGT110302M-LS |.007 o0 0 R
VCMT221FM VCMT110304-FM |.016 ° ﬂ VCGT221IMLS VCGT110304M-LS |.015 o0 0
@' VCMT331FM VCMT160404-FM |.016 ° VCGT2.520.2MLS [VCGT130301M-LS |.003 o000
S - VCMT332FM VCMT160408-FM |.031 ° Light VCGT2.520.5MLS [VCGT130302M-LS |.007 L X0 S
Cutting Cutting VCGT2.521IMLS VCGT130304M-LS [.015 000
Fv | VCMTL5L505FV |VCMTO080202-FV |.008 ° o [oxo LS-p | VCGT220.2MLS-P |VCGTIL0301M-LS-P | 003 d d
T | VCMTL5L5IFV  |[VCMT080204-FV | 016 ° o (ox]o VCGT220.5MLS-P |VCGTI10302M-LS-P 1.007 L ° T
@.T.-n/ VCMT331FV VCMT160404-FV |.016] *xo © _# | VCGT22IMLS-P VCGT110304M-LS-P |.015 [} o
VCMT332FV VCMT160408-FV |.031] = ~o o VCGT2.520.2MLS-P|VCGT130301M-LS-P |.003 [ ) ®
g&q{% Light | VCGT25205MLS-P|VCGT130302M-LS-P|.007 ° °
A7 VCGT331AZ VCGT160404-AZ |.016 ° Cutting VCGT2.52IMLS-P |VCGT130304M-LS-P |.015 [ ] ®
) VCMT1.51.51SV VCMT080204-SV .016 o [ o0
-—/ VCGT333AZ VCGT160412-AZ |.047 () o
Finish
)( ClIth]II;g Light l(
R/IL F | VCGTL5L505RF |[VCGTO80202R-F |008 e x | o ° S
VCGTL5L505LF |VCGT080202L-F |.008 o |x | o ° MP | VCMTS3IMP VCMT160404-MP _ |.016| @@ @ o
<5 | CGTL5L51RF |VCGT080204R-F |016 o [x | o ° VCMT332MP VCMT160408-MP  |.031) @@ ® ® |0
VCGTLELEIE  IVeeT080204LF 1ot o x o o <7 | \cutasvP |VCMT160412MP | 047 e e ® o |o
Finish o i
C:th]’:;g Medium
Cutting
MM | VCMT33IMM VCMT160404MM 016 oo °
VCMT332MM VCMT160408-MM  [.031 [ X} [
<7 [ CuT3MM |VCMTL60412-MM  |.047 Py o
Medium
Cutting
@® = NEW

@ : USA Stock % : Stocked in Japan
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TURNING INSERTS [POSITIVE]
0.5

"350 VC TYPE INSERTS VEMT 2 2 05 MS

WI T H H O L E Sizé  Thickness Corner Radius Chip greaker
CHIP CONTROL RANGE FOR WORK MATERIALS

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

TYPE INSERTS VPGX
WITH HOLE o

Medium Cuning----

P A
Thickness Corner Radius R/L
*Please refer to page A002.

Yoo

4’35° VD

CHIP CONTROL RANGE FOR WORK MATERIALS

P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<200HB) | | K Cast Iron (<350MPa) S Difficult-to-Cut material N Aluminum Alloy
57 157 157 157 157 157
. IR " == i o _ A
é .118% é ﬂa% E 118 é 118 é 118 -‘E:’ 118
0 8 079 8 079 8 079 8 079 -w 8 079 \ S 079 n
R : : SN B e : b
L ;’,— 039 § 039 :'; 039 % 039 % 039 E 039 LU
s £ Sl S\ : Er : .
o 0 .004 5 008 012 .016 0 004 _.008 012 .016 0 .004 _.008 012 016 0 004 _.008 012 .016 0 .004 _.008 012 .016 0 .004 008 012 016 o
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
5 Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting FS, LS : G class inserts Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting 5
E P | Steel OCECEEO sZocco0C|® P | Steel 0OCCETEO sE0CCO00C|E |:_)
. M | Stainless Steel CECH C & O OO0 |% -y M | Stainless Steel ceECH C& B0 00 |¥
O™ K | Cast Iron czoc €% (0 | o0 [zoc O™ 'K | castiron czeoc €s |0 | o0 BocC
Material Material
N | Non-Ferrous Metal [ 2 ([ N | Non-Ferrous Metal
PO% S | Heat-resistant Alloy, Titanium Alloy ® eccecoc: € oecocC S | Heat-resistant Alloy, Titanium Alloy ([ ] eccecocs
Coated Cemef| Soated Carbide Coated Cemey S0ated
%TLFE‘ Shape Order Number (1SO) Number REmoﬁﬁoﬁﬁgﬁ 8888 ulkEEL LYK > = 8L wQo Shape | Order Number (ISO) Number RE'—"OQ("QOQ"N’QQ 888 RlEE LSRR = i 888, ng
GRS e b SR SRR S BB G ki S e e SR SRR BB
0O0OTMOA M (ONO] [alya R [a {7)] o _'_'_HI—I— 0O0OTMOA 0N (O] [aBya Ry [a {7)] o '_'_'_HI—I—
c g%ﬁE%EEEE%%2288EEEE%%%%E?E%%%SEE&EEEE LID“%EE%EEEE%%EE%%EEEE%%%%EEE%%%SEE&EEEE C
MS VCMT220.5MS VCMT110302-MS |.008 [ X I} R/L VDGX320.5R VDGX160302R .008 [ ]
VCMT221MS VCMT110304-MS |.016 [ X[ J [ VDGX320.5L VDGX160302L .008 [}
D y VCMT222MS VCMT110308-MS |.031 [ X J( ] [ VDGX321R VDGX160304R .016 [} D
Medium VCMT331MS VCMT160404-MS |.016 [ X[ J [ Medium VDGX321L VDGX160304L .016 [}
Cutting VCMT332MS VCMT160408-MS |.031 [ X J [ J Cutting
R MK VCMT331MK VCMT160404-MK |.016 ( X ] R
VCMT332MK VCMT160408-MK |.031 ( X J
S Medium S
Cutting
Standard| vCMT221 VCMT110304 016| @ ° o o000 *| %
T VCMT331 VCMT160404 .0l16|®@ ® [ J * ® (%000 o o T
VCMT332 VCMT160408 0O3lle® [ J [ J ® (%000 [ J
Medium VCMT333 VCMT160412 0471 @ [ ] *x @
Cutting
VCMT1.51.50.5MV (VCMT080202-MV |.008 [ [} ® *x000 X
w VCMT1.51.51MV  [VCMTO080204-MV |.016 () [} [ J ® *x000 X W
Medium
x Cutting x
Flat TOp VCMW221 VCMW110304 .016 *
VCMW331 VCMW160404 .016 0k % *
’ VCMW332 VCMW160408 .031 ® 0% % *
® = NEW
@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

TYPE |NSERTS VPET 1.51.50.2 R SRF WB TYPE |NSERTS WBGT 1.2 1 V3 L F
(o] = = N (o) — m— -
"35 VP WITH HOLE s s Coma Fas . chi e 8 80 WITH HOLE st s ConeFas AL Chp s

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Medium Cutting-- @I CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting-- @) Medium Cutting-- QD
P Mild Steel P Carbon Steel-Alloy Steel (180-28018) | | Ml Stainless Steel (<200HB) P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<200HB)
157 157 157 157 57 157
A g 118 g 118 E 118 "':;_:? 118 "g 118 fcé 118 A
;s €D s €D s €D N g s [ g = ] g
n = 079 o 079 = 079 O o079 ] O o079 ] O o797 ] (%)
= = = : 5 5 5 =
0 8 03 | ] 8 039 I ] & 03 I ] S 039 S 039 T 039 ]
Z N o Ny o N €GB | T B T IDE S =
D) 0 004 008 012 016 0 004 008 012 0% 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 012 0% )
> Feed (mm/rev) Feed (mm/rev) Feed (mm/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
5 Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting 5
E P | Steel [ X A 2 3E X ) sZocco0C|® P | Steel oCcCCEEO g0CCO00C|E |:_)
" M | Stainless Steel CHCH C® 8O o0 (& " M | Stainless Steel CHECH @ % %0 00 |
Work I Cast iron czoc €% (0 | o0 [zoc Work I Cast iron czeoc €z (0 | o0 [zoc
Material Material
N | Non-Ferrous Metal [ 2 ([ N | Non-Ferrous Metal
PCj)L%“!' S | Heat-resistant Alloy, Titanium Alloy { ] occecoc: ¢ oCoc¢c S | Heat-resistant Alloy, Titanium Alloy [ J ocececocC:
Coated Cemef| Soated Carbide Coated Cemey S0ated
\;\-l/&: RE TolTe) Te) ToyTe} == RE 0 10 T} 0 10 = \pﬁgIEH
0o OO W W L0 L0 |0 O |LO LD L < |0 w0 LW o 0o (YTl [TeNTouTe] 10 10 [0 O |0[W0 [N [ToNToY Yo} OLWWwo
Shape Order Number (1ISO) Number (inCh)ggé.%%é‘§§§‘£§§§§§§§§§§§E§§§§§§§§§8m§§§§ Shape Order Number (ISO) Number (inch)gg§§§§§§§§§§§§§§§§§§§E§§§§§§§§ES”’§§§§
OQOI®NO 0O CEE T OO I 0o 00O e
e B E255255285555555528885E25%84b T E55kk 555255288 5555555288852 553 8SbEEESER e
RIL VPET1.51.50.2RSRF |VPET080201R-SRF .004 () R/L E | WBGTL21V3LF WBGT0201V3L-F .0012) ® |x
SRF VPET1.51.50.2LSRF |VPET080201L-SRF .004 ® WBGTL1.210.2LF WBGT020101L-F .004 ® |x
D VPET1.51.50.5RSRF |VPET080202R-SRF .008 ® WBGTL.210.5LF WBGT020102L-F .008 ® |x |® D
VPET1.51.50.5LSRF |VPET080202L-SRF .008 ® ” WBGTL.211LF WBGT020104L-F .016 ® |x |®
’ VPET22V3RSRF VPET1103V3R-SRF  [.0012 () é WBGTL1.51.5V3LF  |WBGTL302V3L-F .0012) ® (X
R VPET22V3LSRF VPET1103V3L-SRF .0012 () WBGTL1.51.50.2LF |WBGTL30201L-F .004 @ |x R
VPET220.2RSRF VPET110301R-SRF .004 ® WBGTL1.51.50.5RF |WBGTL30202R-F .008 @ |x
VPET220.2LSRF VPET110301L-SRF .004 ® WBGTL1.51.50.5LF |WBGTL30202L-F .008 ® % |®
S » VPET220.5RSRF VPET110302R-SRF .008 [ o WBGTL1.51.51RF WBGTL30204R-F .016 ® |k S
Finish Finish
cutting | VPET220.5LSRF VPET110302L-SRF .008 () Cutting | WBGTL1.51.51LF WBGTL30204L-F .016 ® |x |®
SMG | VPGT15150.2MSMG|VPGT080201M-SMG  {.004 () R/IL WBMT1.51.50.5RMV|WBMTL30202R-MV  {.008 [ *x |[*x 0@ *
T VPGT1.51.50.5MSMG | VPGT080202M-SMG  {.008 () MV WBMT1.51.50.5LMV |WBMTL30202L-MV  {.008 [ *x |[*x0|® * T
’ VPGT220.2MSMG ~ |VPGT110301M-SMG  [.004 () . | WBMTL51.51RMV [WBMTL30204R-MV  |.016 () *x [*x0|® *
) VPGT220.5MSMG  |VPGT110302M-SMG  {.008 () — WBMT1.51.51LMV  |WBMTL30204L-MV  [.016 [ *x |[*xO|® * v
Medium Medium
Cutting Cutting
]
| |

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

C WCGT 2 1.5 V5 FJ-P WPGT 2 1.5 1 R FS
8 O o W TY P E I N S E RTS Siﬁickngs Corner Raaius Chi Ereaker 8 O o W P TY P E I N S E RTS Size Thickness Corner'@?u: Rmip reaker
. W I T H H O L E *Please refer to pgge A002. . W I T H H O L E *Please refer to page A002.

CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting.- @) Medium Cutting- @D CHIP CONTROL RANGE FOR WORK MATERIALS Finish Cutting- @) Medium Cutting- @D
P Mild Steel P Carbon Steel-Alloy Steel M Stainless Steel (<200HB) P Mild Steel P Carbon Steel-Alloy Steel M  Stainless Steel (<200HB)
57 157 157 157 157 157
A g 118 g 118 g 118 g 118 g 118 Eg\ 118 A
E E 079 :% E 079 :% % 079 ! % 079 1 “E 079 1 E 079 : E
|(-})J g- 039 [ E— 039 [ ;% 039 g% o] é‘- o] E’L o] %
Z T Aamm m m = Z
D) 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 0 004 008 012 016 )
> Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) Feed (inch/rev) >
E Cutting Conditions : @ Stable Cutting @ General Cutting 4 Unstable Cutting Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting g
E P | Steel 0CCEZO Tecco0C s P | Steel 0CCEEO sse0cco0CcE |:_)
M | Stainless Steel CHECH C& SO OO0 |% M | Stainless Steel CHECH G & B0 00O (&
Worl_< K | CastIron (2N X J ey |0 o0 |X0¢ Worl.( K | CastIron [ 2 X 7 cE |0 o0 |¥o¢C
Material Material
N | Non-Ferrous Metal [ 2 ([ N | Non-Ferrous Metal
S | Heat-resistant Alloy, Titanium Alloy { ] occecoc: ¢ ocoC S | Heat-resistant Alloy, Titanium Alloy [ J occCccocCc:
! Coated Cemef| Soated Carbide Coated Cemey S0ated
ot Shape | Order Number (ISO) Number RElpommgmlawn S48V VRRELL s |~ BVWo Shape | Order Number (ISO) Number REls o gmiown SL8uBLRRELLsnR == BVWo Hoie
LwoOoOITnonnnLooooNanaalXXEaaalEEELEREERR LuoOoOInoonpnnLooaLaLNiaoaalXXagalFEFELEERE
C DD=2=2DZS=2==ZDD=2Z=2DDZZZZ2>>>DZZZE<>>SPITIH==xne DD=ZZ=ZD=2=Z==ZDD=2Z=ZDD=Z=ZZ2Z>>>DZ2ZZ<>>P|ITIF==xx C
WCGT21.5V5F]-P |WCGT0402V5-FJ-P (.002 () R/L WPGT21.51RFS |WPGT040204R-FS |.016 * |k
WCGT21.50.2FJ-P|WCGT040201-FJ-P (.004 () ; WPGT21.51LFS |WPGT040204L-FS |.016 *x |k
D WCGT21.50.5FJ-P|WCGT040202-FJ-P (.008 [ ° WPGT321RFS WPGTO060304R-FS [.016 *x |k D
WCGT32.5V5F]-P |WCGT06T3V5-FJ-P (.002 () . WPGT321LFS WPGTO060304L-FS (.016 *x |k
WCGT32.50.2FJ-P|WCGT06T301-FJ-P |.004 [ J Cutting
R WCGT32.50.5FJ-P|WCGT06T302-FJ-P (.008 ([ WPMT21.50.5MV |WPMT040202-MV (.008 [} [ *x kOO R
WCGT1.210.5R  |WCGT020102R .008 * WPMT21.51IMV  |WPMT040204-MV |.016 [} [ [ *x [k 0@ *
WCGT1.210.5L WCGT020102L .008 * [ WPMT321MV WPMT060304-MV |.016 [ J [ [ ® (%00
S WCGTL.211R  [WCGT020104R  |.016 * Ve | WPMT322MV. |WPMT060308-MV' |.081 ° e | o o |xo® S
WCGT1.211L WCGT020104L .016 * [ Cutting
Finish WCGT1.51.50.5L |WCGTL30202L .008 *
T Cutting WCGT1.51.51L WCGTL30204L .016 * T
MJ WCGT21.51MJ WCGT040204-MJ  [.016 [
v WCGT32.51MJ  [WCGT06T304-MJ  |.016 [ v
é WCGT32.52MJ  [WCGT06T308-MJ  |.031 ()
Light
Cutting
MJ-P | WCGT21.51IMJ-P |WCGT040204-MJ-P (.016 ([ J
P WCGT32.51MJ-P |WCGT06T304-MJ-P [.016 [ J
X @ WCGT32.52MJ-P |WCGTO06T308-MJ-P |.031 ° |
Light
Cutting
Standard| WCMT1.210.5 WCMT020102 008 @ ° *x 000 ) [
WCMTL1.211 WCMT020104 016| @ [ J *x0 00 [ J [
WCMT1.51.50.5 |WCMTL30202 008 @ [ J *x 000 [ J [
AN WCMT1.51.51 WCMTL30204 016| @ [ J *x0 00 [ J [
é WCMT21.50.5 WCMT040202 008 @ [ J *x0 00 [ J
WCMT21.51 WCMT040204 016| @ [} *x 0|00 [ J [
Medium WCMT32.51 WCMT06T304 016| @ [} *x 0|00 [}
Cutting | WCMT32.52 WCMTO06T308 03l @ o * 000 o

@ : USA Stock * : Stocked in Japan
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TURNING INSERTS [POSITIVE]

TYPE INSERTS XCMT 2 2 0.5 SVX
4’250 XC WITH HOLE e e Memo

CHIPCONTROL RANGE FORWORK MATERIALS  Fnsncumno-q@y
P Mild Steel P Carbon Steel-Alloy Steel
157 157
A m= = L L |
g 118 g 118
& 5 079 § £ e s s e
o £ £
bl)J é‘ 039 § 039
2 i annunns i T R RREr
D) 0 004 008 012 016 0 004 008 012 016
> Feed (inch/rev) Feed(inchirev) |
é Cutting Conditions : @ Stable Cutting @ General Cutting 3 Unstable Cutting
|:—) P | Steel [ XX EEN ) £ 2530 X 200 0 I 1F - e I e R R
. M | Stainless Steel CHECH C® 8O o0 (&
O™ 'K | castiron czeoc €8 (0 | @0 [R[O€ | |
Material
N | Non-Ferrous Metal [ 2 ()
PO% Heat-resistant Alloy, Titanium Alloy ([ J ocececoc?y € (@€ O € T TTTToroToonooonooooooooes
Coated Cemef| Soated Carbide
WITH o R U A U R R U
HOLE N o WVW oW LWLW Lo NToRTORTSY ToRTeY oY oY [T N NI (ToRToY (To) DWW o
Shape | OrderNumber | (ISO)Number | = SSs8cd8@sengagagaNenpsaedzzzolbe 8288
et Rl b atedets S ESRR S A SR Sl
c DD=2=2D2===ZDD2=ZDD2Z2Z>>>D1ZZ2<>>PITIH=2=2xx
SVX XCMT220.55VX [XCMT150302-SVX |.008 e | | |
XCMT221SVX XCMT150304-SVX |.016 ® | |
D <=8 | XCMT222SVX  [XCMT150308-SVX |.031 °
Fimish | 01
Cutting
Ny e PRI
S
T
U
W

@ : USA Stock
54 <10 inserts in one case>



Memo TOO I_ NAV I

[l OUTLINE

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

Il LABEL INDICATION

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 520 @ Work materials A
|\\IHCIIW\W;NWHZIWMMM@\IMIH(LM@I(\\!IJ@l\\I\\III\\IHI\HIHIIIHIHI\I QU691INZ1AM3B9 ﬁé% ¥ P : Steel (Material reference : Carbon steel, alloy steel 180HB)
= =
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, CNMGA3ZVIP W — "= | M : Stainless steel (Material reference : Austenitic stainless steel 180HB) 2
@W ) MADE IN JAPAN S ; K : Cast iron (Material reference : Gray cast iron, ductile cast iron 180HB) i
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” P :%:% = : N : Aluminum alloy, Non-ferrous metal 2
L0007 PR ; , S : Material reference : Titanium alloy 320HB, Ni, Co-based alloy 400HB o
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, *1. The above is an example. There may be inserts recommended for multiple work materials. ) z
*2. Please contact us for recommended cutting conditions using coefficient values other than the above. H : Hardened steel 60HRC §
”””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” @Cutting speed standards ®Feed rate =
— T TS Minimum and maximum feed rate settings are based on the chip
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” Material lite e Work Material Hardness control range of the chip breaker.
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 B 90min. 15min. Carbon steel, alloy steel| 180HB
M 90min. 15min. Stainless steel 180HB
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, K 90min. 15min. Castiron 180HB
) ) Titanium alloy 320HB
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, 25min. M i, Co-based alloy | 400HB
H 80min. 10min. Hardened steel 60HRC
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— *3. N : Life based on each grade. For stable conditions choose the performance cutting speed and for unstable choose the tool life feed rate.

*4. The tool life is based on the following (VB wear). Some materials include elements other than this.
PMKS ¢ ¢+ VB=0.3 mm
H e+ VVB=0.1 mm

fffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffffff W TOOL LIFE
Cutting speed has a large affect on tool life. TOOL NAVI is based on Taylor's equation (relationship vc x Tn=C between tool grade, cutting conditions,
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 and tool life). Therefore, performance speed and tool life is found for each work material. When the customer requires different tool life, obtain coefficient
values of the grade you use from the charts below. Multiply the coefficient values by the cutting speed to calculate the new cutting speed.

@ P Grade (Steel) cutting speed coefficient values. @ K Grade (Cast Iron) cutting speed coefficient values.

————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— Grage—ollife| "15min | 30min | 45min | 60min | 90min  Grage——0 €| 15min | 30min | 45min | 60min | 90min
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 UEG6105 1.00 0.79 0.69 0.63 0.55 MC5005 1.00 0.83 0.75 0.70 0.63
MC6015 1.00 0.82 0.72 0.67 0.59 MC5015 1.00 0.83 0.75 0.69 0.62
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" MC6025 1.00 0.83 0.75 0.69 0.62 (ex.) Medium cutting of steel
The 1st recommendation : MC6025
MC6035 1.00 0.88 0.82 0.78 0.73 Indexable inserts : CNMG432MA
””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” Recommended cutting speed :vc = 1015 SFM
MP3025 1.00 0.85 0.77 0.72 0.65 (Tool life : 15min.)
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 NX2525 1.00 0.87 0.80 0.76 0.70
@ M Grade (Stainless Steel) cutting speed coefficient values. 1015+0.85 840 SFM e o™

Grage—Toollife| 15min | 30min | 45min | 60min | 90min
MC7015 1.00 | 083 | 075 | 070 | 063
MC7025 1.00 | 090 | 084 | 080 | 075

MP7035 1.00 0.84 0.76 0.71 0.62
77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 US735 1.00 0.78 0.68 0.61 0.53
————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————————— B HARDNESS OF WORKPIECE

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

77777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777777 . (Hardness of work material)
Work Material

””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””””” 120HB | 140HB | 160HB | 180HB | 200HB | 220HB | 240HB | 260HB | 280HB | 300HB | 320HB | 340HB
P 1.34 1.19 1.08 1.00 0.92 0.85 0.80 0.75 0.71 0.68 0.64 0.61
1.41 1.23 1.10 1.00 0.91 0.85 0.78 0.72 0.68 0.64 0.61 0.58
K 1.27 1.19 1.09 1.00 0.97 0.91 0.88 0.85 0.81 0.78 0.75 0.72 57
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

FP

NX2525

LP

NX2525

P Mild Steel ex. : astvazss, aisi 1010)

MP

NX2525

. Stable Cutting
‘ General Cutting

# Unstable Cutting

F Finish Cutting

|_ Light Cutting

o

Mild Steel

i
o
9

[N
B
©

Depth of Cut (inch)
o o i
@ NI
© ©o

o

.0 .008 .012 .016

04
Feed (IPR)

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

Finish Cutting

FP

NX2525

¢

NX2525

MP

NX2525

P Carbon Steel ¢ AIon Steel (EX. : AISI 1045, AISI 4140)

. Stable Cutting
‘ General Cutting

Unstable Cutting

P Carbon Steel « Alloy Steel (150-280+g)
157 ‘ ‘

[N
B
©

Depth of Cut (inch)
o o i
@ NI
© ©

o

.0 .008 .012 .016

04
Feed (IPR)

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

TURNING INSERTS i

7° POSITIVE INSERTS WITH HOLE 7° POSITIVE INSERTS WITH HOLE

1st Recommendation 1st Recommendation

Cutting Area Cutting Area

58

Chip Breaker Grade vc (SFM) f(IPR) ap (inch) Chip Breaker Grade vc (SFM) f (IPR) ap (inch)
F FP NX2525 740—1050 .002—.008 .008—.036 F FP NX2525 540—785 .002—.008 .008—.036
‘ L LP NX2525 740—1050 .003—.010 .008—.040 . L LP NX2525 540—785 .003—.010 .008—.040
Stable Cutting M MP NX2525 605—885 .004—.012 .012—.079 Stable Cutting M MP NX2525 460—655 .004—.012 .012—.079
F FP MC6015 920—1395 .002—.008 .008—.036 F FP MC6015 605—1030 .002—.008 .008—.036
‘ L LP MC6015 920—1395 .003—.010 .008—.040 ‘ L LP MC6015 605—1030 .003—.010 .008—.040
General Cutting M MP MC6015 690—1165 .004—.012 .012—.079 General Cutting M MP MC6015 510—850 .004—.012 .012—.079
F FP MC6025 920—1330 .002—.008 .008—.036 F FP MC6025 605—985 .002—.008 .008—.036
# L LP MC6025 920—1330 .003—.010 .008—.040 # L LP MC6025 605—985 .003—.010 .008—.040
Unstable Cutting M MP MC6025 690—1115 .004—.012 .012—.079 Unstable Cutting M MP MC6025 510—820 .004—.012 .012—.079

59
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

Finish Cutting

FM

VP15TF

FM

VP15TF

w @ O

FM

LM

MC7025

LM

MC7025

LM

Medium Cutting

MM

MC7025

I'\;I@

MC7025

MM

. Stable Cutting
‘ General Cutting

# Unstable Cutting

VP15TF MP7035 MP7035
M  Stainless Steel (<200+B)
157
_ [ ]
g 118 %
2 .079
p= @
§.039 i
1] BN
0 004 008 .012 .016
Feed (IPR)
M Stainless Steel ex. : aisi 304, aisi 306) ve : Cutiing speed
7° POSITIVE INSERTS WITH HOLE ap : Depth of cut.
Cutting A 1st Recommendation
utting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MC7025 460—620 .003—.010 .008—.040
Stable Cutting M MM MC7025 395—525 .004—.012 .012—.079
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MC7025 460—620 .003—.010 .008—.040
General Cutting M MM MC7025 395—525 .004—.012 .012—.079
F FM VP15TF 245—410 .002—.008 .008—.036
L LM MP7035 280—440 .003—.010 .008—.040
Unstable Cutting M MM MP7035 230—375 .004—.012 .012—.079

Finish Cutting

MK

MC5005

MK

MC5005

MK

Medium Cutting

Flat Top
MC5005

K Cast Iron ¢ Ductile Cast Iron ex. : aisino 45 B)

7° POSITIVE INSERTS WITH HOLE

‘ Stable Cutting
‘ General Cutting

Unstable Cutting

~

Cast Iron (£350MPa)

i
ol
9

[N
B
=

Depth of Cut (inch)
o o P
w ~
© ©

(=}
=)

04 .008 .012 .016
Feed (IPR)

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

Cutting Area

1st Recommendation

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

F MK MC5005 540—870 .004—.012 .012—.079

’ L MK MC5005 540—870 .004—.012 .012—.079
Stable Cutting M MK, Flat Top MC5005 540—870 .004—.012 .012—.079
F MK MC5015 490—745 .004—.012 .012—.079

‘ L MK MC5015 490—745 .004—.012 .012—.079
General Cutting M MK, Flat Top MC5015 490—745 .004—.012 .012—.079
F MK MC5015 490—745 .004—.012 .012—.079

# L MK MC5015 490—745 .004—.012 .012—.079
Unstable Cutting M MK, Flat Top MC5015 490—745 .004—.012 .012—.079

TURNING INSERTS i
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING
T

‘ HTil0

AZ

v

Aluminum Alloy &x. : asos1, A7075)
7° POSITIVE INSERTS WITH HOLE

. Stable Cutting

‘ General Cutting

# Unstable Cutting

Finish Cutting

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

Cutting Area

1st Recommendation

Chip Breaker Grade vc (SFM) f (IPR) ap (inch)
@ Stable Cutting F AZ HTil10 985—2295 .004—.016 .008—.119
@ General Cutting F AZ HTi10 985—2295 .004—.016 .008—.119
& Unstable Cutting F AZ HTi10 985—2295 .004—.016 .008—.119

LS-P

MT9005

FS-P

MT9005

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

MS

MT9005

‘ Stable Cutting

‘ General Cutting

# Unstable Cutting

= Finish Cutting

I Light Cutting

\V/H Medium Cutting

157

118

079

Depth of Cut (inch)

.039

AY
—T

0

004 008 .0
Feed (IPR)

12 016

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

1st Recommendation

Cutting Area Chip Breaker Grade vc (SFM) f(IPR) ap (inch)
F FS-P MT9005 130—260 .002—.005 .008—.056
‘ L LS-P MT9005 130—260 .002—.006 .012—.119
Stable Cutting M MS MT9005 115—210 .003—.010 .012—.079
F FS-P MT9005 130—260 .002—.005 .008—.056
L LS-P MT9005 130—260 .002—.006 .012—.119
General Cutting M MS MT9005 115—210 .003—.010 .012—.079
F FS-P MT9005 130—260 .002—.005 .008—.056
L LS-P MT9005 130—260 .002—.006 .012—.119
Unstable Cutting M MS MT9005 115—210 .003—.010 .012—.079

TURNING INSERTS i
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TURNING INSERTS

OPTIMUM GRADES AND CHIP BREAKERS FOR EXTERNAL TURNING

| Gecug | Medum Cuting
LS(G)

MP9005

Finish Cutting

FS

MP9005

MS

MP9005

. Stable Cutting

General Cutting

# Unstable Cutting

= Finish Cutting

M Light Cutting

\V/B Medium Cutting

,157‘%
’-E: 18
g .079
E,L .039 ( ‘
0 _OO:I : .0(‘)8 012 016
Feed (IPR)
Ni, Co-Based A||0y (EX. : Inconel718) v '(::euégng speed
7° POSITIVE INSERTS WITH HOLE ap : Depth of cut.
Cutting Area _ 1st Recommendation _
Chip Breaker Grade vc (SFM) f(IPR) ap (inch)
F FS MP9005 80—310 .002—.005 .008—.056
‘ L LS(G) MP9005 80—310 .002—.006 .012—.119
Stable Cutting M MS MP9005 65—260 .003—.010 .012—.079
F FS MP9015 65—245 .002—.005 .008—.056
L LS(G) MP9015 65—245 .002—.006 012—.119
General Cutting M MS MP9015 65—195 .003—.010 .012—.079
F FS MP9015 65—245 .002—.005 .008—.056
# L LS(G) MP9015 65—245 .002—.006 .012—.119
Unstable Cutting M MS MP9015 65—195 .003—.010 .012—.079
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TURNING INSERTS

GRADES FOR TURNING

@INDEXABLE INSERT GRADES FOR TURNING

Coated Carbide

Coated Cemented Coated PCD
=0 cVD PVD Cermet|  Cermet Carbide CBN Gt (Sintered Diamond)
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TURNING APPLICATION RANGE

Cutting Speed (SFM)

Cutting Speed (SFM)

1310

985

655

330

1520

1310

985

655

330

STEEL

Cermet and Coated Cermet

AP25N
VP25N ",

NX2525
NX3035

MP3025 -
. VP45N

-

UE6105 \

A

CVvD-PVDC

oated Carbide

. MC6015

[y

~

" MC6025
3

N
DR

: "MC6305

-~
-~

Cemented Carbide

.008 .016 .024 .032
Feed (IPR)

K CAST IRON

E : Sintered CBN

: ! Solid CBN

. ' MBS140 | T
MB4120 .

H MB710

MB730 | MC5005

Cermet and Coated Cermet

AP25N",
VP25N

.....

« PVD Coated Carbide

CVD
MC5015
“*VP10RT
“WP15TF

Cemented Carbide

HTi10

.008

.016 .024 .032

Feed (IPR)

Cutting Speed (SFM)

Cutting Speed (SFM)

985

655

330

2625 | |

1970

1310

655

M STAINLESS STEEL

CVD ¢ PVD Coated Carbide

MP7035

.

’_Cemented Carbide

.004 .008 .012 .016 .020 .024

Feed (IPR)

N NON-FERROUS METAL

MD205

MD220
MD230
MD2030

Sintered Diamond

Cemented Carbide

/

I

HTi10

.004 .008 .012 .016

Feed (IPR)

>
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TURNING INSERTS

TURNING APPLICATION RANGE A

. Stable Cutting Sorsiant Depth of Cut # Unstable Cutting irregular Depth of Cut

Securely Clamped Component Low Clamping Rigidity

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

P STEEL (Medium-Rough Cutting) P STEEL (Finish Cutting) N NON-FERROUS METAL N NON-FERROUS METAL (PCD)
A 1310 : 1310 T 1830 . ; 4550 ; ; A
" UE6105 5 | : 3 : 3 o
[ag | I | | i | [ad
L ! ! ! ‘ ‘ ‘ L
(2} 985 frrrrel - - - e 085 lamnua e e 0 : ! ! %)
z ' _ . : _ : : z
10) = ' = S Blofe R P Z 8050 S I 0]
z ) o) AP25N MP3025 e . HTi10 e . MD220 =
& 7 MC6015 | Mmce025 3 3 | | [ : | &
IZ—) e essgp g T - MC6035 - & S f—— ——————————— i E 3 (i 3 3 |:_)
£ £ NX3035 E Z | £ | |
3 3 NX2525 o 65sf Fooseessesess niabuiniaitataiint o 1’20 poSmoesssess T
330 " VPISTE BOPF
0 : : 0 : 0 : : o : :
Cutting Conditions Cutting Conditions Cutting Conditions Cutting Conditions
M STAINLESS STEEL K CAST IRON . HEAT RESISTANT ALLOY . TITANIUM ALLOY
985 ,‘ ; 1520 100 ; 100 ;
1BLOf - MC5005  j----------- : 80 { MT9005
: ! e »| rRTOOOS |
= 655 e 1o = s MP9005 s MT9015
) MC7015 | 1 &L 985 a o RT9010
= : | 3 3 MP9015 E :
g . MC7025 | g g sof o MESRES G ] & 50 -
o : 1 % MC5015 o A T ] :
£ S 655 £ £ ! !
3 330 [ O ——— :- MP7035 3 3 3 ! !
VP15TFE 25 | - MP9025 25 ]
‘ | 330 | NX2525 VP15TF ; ; | 3
e e @ "® e @ e e % e e %
Cutting Conditions Cutting Conditions Cutting Conditions Cutting Conditions
K CAST IRON (CBN) H HARDENED MATERIALS (CBN)
4550 ; ; 1310 T T
- MB4120
. MB730 | 985 e
S 3050 : - _
& s 1 g ‘
= :
3 ! 3 BC8110
& 3 g | Bcgios | |
g MB710 g BC8120
3 1520 ; 3
330 BC8130
o : = : 1 1

Cutting Conditions Cutting Conditions
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TURNING INSERTS

COATED CARBIDE (CVD)

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

B SELECTION STANDARD

@ TURNING
] Cutting Recommended Cutting —
Work Material Mode Recommended Grade Speed (SFM) ISO Application Range
985 i To) [To)
UE6105 (655 — 1310) 10 S /3
) © ©
Continuous 820 | L5J (2) I
Cuttin
9 MC6015 (490 — 1310) 20 &
p Steel Pl A ( @
655 30 Q
MC6025 (330 — 920) | \2 /£
Interrupted 40 @]
cuttin 490 3
9 MC6035 (260~ 665) ) \(2)
655 h
Continuous MC7015 (525 — 820) 10 luﬁ)
Cutting i ( 2
20 g
Stainless Steel MC7025 490 B \ ﬂ
M (390 — 655) M )
Continuous 30 B
and 7 = / &
Interrupted 330 40 N
Cutting US735 (260 — 390) l \g
- /8
Continuous 985 N o 0
Cutting MC5005 (655 — 1310) 1y 0 *(g
Cast Iron | = 8
K|Ductile Cast Iron K|20 \2
Interrupted 820
Cutting MC5015 (490 — 985) 30
Heat Resistant | Gontinuous 260 8
I Alloy and (I:nlﬁgirrr]tépted US905 (165 — 330) §

High reliability for a wide range of steel machining.

MC6015

Nano-Texture Technology

The optimized crystal growth in
linear direction of Nano-texture
coating technology maintains fine
surface and provides outstanding
wear and chipping under high
speed cutting conditions.

TOUGH-Grip Technology

The interface between the layers is
controlled at the nano level, allowing
the TOUGH-grip layer extremely
high levels of adhesion to prevent
delamination.

Smooth coating surface

Prevents abnormal damage,
welding and chipping

Ultra thick layer
Nano-texture Al203

Delivers outstanding wear
resistance even at high
temperature

TOUGH-Grip

Prevents delamination of a
coating

Nano-texture TiCN

Provides superior wear resistance
and chipping resistance

Special carbide substrate

Prevents crack development
Stable tool life

B GRADE CHARACTERISTICS

Substrate Coating Layer
Work Material Grade Hardness (HRA) Composition Thickness
UE6105 90.8 Accumulated TiCN-AI203-Ti Compound Thick
MC6015 90.2 Accumulated TiCN-AI203-Ti Compound Thick
UE6110 90.3 Accumulated TiCN-AI203-Ti Compound Thick
: Steel MC6025 90.2 Accumulated TiCN-AI203-Ti Compound Thick
MC6035 89.5 Accumulated TiCN-AI203-Ti Compound Thick
UH6400 89.5 Accumulated TiCN-AI203-Ti Compound Thick
MC7015 90.7 TICN-AI203-TiN Thin
M| Stainless Steel MC7025 89.4 TICN-AI203-TiN Thin
US735 89.0 Ti Compound Thin
MC5005 91.0 TICN-AI203 Thick
% Ducglzstclargplron UC5105 92.2 TTCN-AI203 Th?ck
MC5015 91.0 TICN-AI203 Thick
UC5115 91.0 TICN-AI203 Thick
I oAt Ry US905 92.2 TICN-AI203-TiN Thin

Note 1) Hardness shows representative value of the substrate.

For interrupted cutting, medium to low surface speeds

MC6035

Prevents severe damage for
increased stability

The smooth coating surface
provides excellent welding
resistance.

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

< V4% S
MC6035 MC6025

Reducing the effect of severe fracturing

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

stress is prevented.

Impact stress when interrupted cutting

— o
-~—— E—
-—— —
. e .
Tensile - i Tensile

stress e L - stress

Conventional coating
Impact stress when.interrupted cutting

t
|

t
|

\/f\/\/
il
b
{
VAVAVAN

NANANS
NN\

Tensile
stress

Tensile
stress

t
|

MC6035

Conventional products
tend to result in fracturing
because impact stress

is transmitted deep into
the coating layer during
interrupted cutting.

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

by impact stress can be
prevented when interrupted
cutting.

>
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TURNING INSERTS

COATED CARBIDE (PVD) CERMET

@ Coating of tools with sharp edges is possible without softening or changing the edge quality of the @1t covers a wide application range and reduces the number of tools required.
substrate. @®NX3035 for wet cutting.
A @ NX2525 for dry cutting. a
B SELECTION STANDARD BSELECTION STANDARD
n n
e @ TURNING @ TURNING e
L ]
0 . . i %)
b 3 Recommended Cutting Speed S g Cutting Recommended Cutting S zZ
5 Work Material Recommended Grade (SFM) I1ISO Application Range Work Material Mode Recommended Grade Speed (SFM) ISO Application Range 5
Z P
Z 390 7 Z
% VP10RT (330 — 490) 10 = Continuous NX2525 720 7 %
P g / o Cutting (590 — 820) =
390 20 = y = 10 -
P Steel VP15TF (330 — 490) Plso] \% / 5 / S} P Steel pl N
\& \E R [
i a
390 40 > =) Interrupted 655 20 S 8
UP20M (330 — 490) i Cutting NX3035 (620 — 850) i \Z \Q
z
390 B
VP10RT (330 — 490) 10 _
390 7 / x 7
_ VPISTF (330 — 490) 20 S =
M Stainless Steel 390 M 20 . \% /}5 = Cast| 10
ast Iron s o}
UP20M (330 — 490) i \E % /% K| Ductile Cast Iron Finishing NX2525 (490530690) K i S
390 40 > <3 &
MP7035 (330 — 490) i \% 20 \é
390 _ il
VP10RT (330 — 490) 10 -
Cast Iron VP15TF 390 20— / S
K (330 — 490) K227 \E’ /& E
> 0
VP20RT 390 30 . § B GRADE CHARACTERISTICS
(330 — 490) i > \>
195 S Grade Hardness (HRA)
MP9005 (100 — 300) S g
a
: 160 2 o NX2525 92.2
Heat Resistant Alloy MP9015 (80 — 260) - \% (Ig
P 2 NX3035 91.5
MP9025 (65 — 100) \= .
Note 1) Hardness shows representative value of the substrate.

ISO Turning Inserts for Difficult to Cut Materials

MP9005/MP9015/MP9025 _

o High Al-(ALTi)N single layer coating

ISO Grade Grade Concept Application

Heat Resistant Alloy
Finish-Medium Cutting

Heat Resistant Alloy
Medium-Rough Cutting

Heat Resistant Alloy
Interrupted ¢ Light-Rough Cutting

72 &

S01 MP9005 Top-quality grade focusing on wear resistance

S10 MP9015 First recommendation for general applications

S30 MP9025 Prevents severe damage for increased stability




TURNING INSERTS

COATED CERMET

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

CEMENTED CARBIDE

@ UTi grades are available for steel and cast iron. HTi grades are available for non-ferrous and

stable cutting performance. non-metal materials and are also suitable for cast iron.

29 BESELECTION STANDARD BSELECTION STANDARD A
7 @TURNING @ TURNING "
= =
o . . . [0 d
L : Cutting Recommended Cutting S q Recommended Cutting - L
% Work Material Mode Recommended Grade Speed (SFM) ISO Application Range Work Material Recommended Grade Speed (SFM) 1ISO Application Range %
2 ] g
E Continuous VP25N 785 10 /Z IZ 10 1 E
x Cutting AP25N (620 — 950) 1 ) 0 p Steel UTi20T 330 p |20 S
et o A (195 — 425) | 5 [t
P Steel P |20 \> < *( N 30 (IE ’>
o |
_ ® 2
Interrupted 755 o
Cutting MP3025 (590 — 920) 30 = 1
| 10
. ) 330 |
1 M| Stainless Steel UTi20T (195 — 425) M (20 ] 1'5
30 (S
10— Z Z
Cast Iron Finishin VP25N 525 | 7o} i 1 ('5
Ductile Cast Iron 9 AP25N (360 — 755) K Y o ) 395 | =
20— HTiO5T 10
> < (260 — 490) 10 E <3 ‘
7 ' 330 i T = L
K Cast Iron HTi1l0 (165 — 490) K |20 i T /é
) 330 30 Er—
UTi20T (165 — 490) ] \§
1 o
985 g ( E l
. . N | Non-Ferrous Metal HTi10 (330 — 1970) N [20 \'f i
Effective for production of small parts. 30
Ti-compound PVD coating i & 0
M P3025 provides excellent wear and MT9005 (165230330) 10— s § g =
welding resistance. Heat Resistant Alloy RT9005 i £ E S 3
MP3025 provides S Ti Alloy 520 1 = o \E E
improved adhesion for Substrate surface provides MT9015 195 30
coating layer due to excellent adhesion strength for RT9010 (130 —260) ]
coating layer.
the newly-developed g8y
special substrate. Substrate with superior fracture
Uniform flank wear resistance and thermal shock EMAIN COMPONENT AND APPLICATION
allows prolonged resistance. _ - _
machining that ISO Main Component Characteristics Work Material
maintains excellent p M WC-TiC-TaC-Co Heat / deformation resistance. Carbon steel, alloy steel, stainless steel and cast iron
surface finish. N - . .
K WC-Co High rigidity and wear resistance. Cast iron, non-ferrous metals, and non-metal
S WC-Co High heat resistance and wear resistance. [Heat resistant alloy, Ti alloy

74

BGRADE CHARACTERISTICS

1ISO Grade Hardness (HRA)
P M UTi20T 90.5
N HTiOST 925
K HTi10 92.0
< MT9005/RT9005 92.2
MT9015/RT9010 92.0

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

MICRO-GRAIN CEMENTED CARBIDE

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

SELECTION STANDARD

Cutting Tool

Recommended Grade

Work Material

Turning Inserts

A Steel
Milling Inserts TF15
Carbide Drills Castlron
GRADE CHARACTERISTICS
Grade Characteristics * Wear Fracture Corrosion
Grade 1SO . : .
Hardness (HRA)| T.R.S (Gpa) Resistance | Resistance | Resistance
TF15 91.0 4.0 K20 o @) (©)

* After HIP

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

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

c H o i o o 1 o : o T [
& | ¢ | Breaker Name . _ Rhombic 80° | Rhombic 55 Square 90° | Triangular 60° | Rhombic 35 Trigon 80 Round
2 c ross Section
o|g and Features
=g Picture Geometry
28 A5
Recommendation for finishing carbon steel and Carbon Steel-Alloy Steel Corner VBMT_FP
- alloy steel 118 6°
Chip breaker peninsula controls chips even at small depth of cut. é 079 Flank
‘ Maintains the edge strength at the corner and prevents sudden = 039 6 ﬁ
fractures. o |
0
R R VBMT221FP ©A179
- Recommendation for finishing stainless steel Stainless Steel Corner VBMT_FM
6°
(7] Chip breaker peninsula controls chips even at small depth of cut. = 18
% Maintains the edge strength at the corner and prevents sudden £.079 Flank
@) ‘ fractures. S 039 6 ﬁ
= 0004 008 012 016
f(PR) VBMT221FM O A179
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel ~~ Corner VBMT_FV
alloy steel, mild steel and stainless steel 118 18 M
Suitable for low depth of cut and feed rate applications. g 079
g’ Sharp cutting edge and low resistance design provide excellent cutting S 039 g° Flank
= performance. ]
= 0 004 .008 012 .016
8 f(IPR) VBMT221FV O AL79
= - Finishing difficult-to-cut materials Difficult-to-Cut Materials Corner VBGT_FJ
[%)
= The curved cutting edges support changes in cutting depth, = 18
i smooth chip discharge and disposal. g 079 Flank
The high rake angle is highly suitable for finishing difficult-to-cut 2 039 14°
materials. o
,004.008 .012.016
f (IPR) VBGT330.5FJ ©A179
- Finishing titanium alloy Titanium alloy 140 Corner VBGT_FJ-P
& Ideal for aluminum and copper. = 18
© The sharp edge produces excellent surface finishes. é 079 Flank -
©) The curved edge allows smooth chip discharge. S 039 ~| 14°
(O] The polished insert face prevents built up edge.
0 004 .008 012 .016
f(PR) VBGT330.5FJ-P ©AL79
- Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank VBGT_RI/LF WBGT_R/ILF
Angled chipbreaker controls chip flow. = 18 -
Sharp cutting edge produces excellent surface finishes. é 079 13°
0 "".004.008.012 016
f(IPR) VBGT221RF © A180 © A189
Recommendation for light cutting of carbon and Carbon Steel-Alloy Steel Corner VBMT_LP
alloy steel 118 B‘_/
Sharp cutting edge due to a high rake angle. £ 079 Flank
) ‘ Prevents chip welding on cutting edge and controls cloudiness of surface finish. 2 039 g°
4 Chip breaker peninsula matched to depth of cut capability provides
_ excellent chip control 0004 008 012016
P . f(IPR) VBMT221LP © A180
o . . . . i
c Recommendation for light cutting of stainless steel ~ Stainless Steel . Comer VBMT_LM
=3 ) ) . 118 18
=|un Sharp cutting edge due to a high rake angle. z _
8 © . Prevents chip welding on cutting edge and controls cloudiness of £ 079
O -4 i = || Flank
et e surface finish. <039 g
< |= ) Chip breaker peninsula matched to depth of cut capability provides
=) excellent chip control 0" 004 008 012 016
3 p : f(PR) VBMT221LM © A180
Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials 180 Corner VBMT_LS
materials 18 Jﬁ»/
. Sharp cutting edge due to a large rake angle. g0 Flank
s Breaker protrusion suitable for depth of cut area achieves a wide S .039 g°
: range of chip control. 0
004 .008 .012.016
f (IPR) VBMT221LS © A180
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CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

1 o 1 o o 1 o 1 o 1 o
5| ¢ | Breaker Name i Rhombic 80 Rhombic 55 Square 90 Triangular 60° | Rhombic 35 Trigon 80 Round
A 5|c Cross Section A
&g and Features
23| Picture Geometry
o 2[e AA ?
@ - Light cutting of carbon steel, alloy steel, mild steel Carbon Steel-Alloy Steel 15 Corner VBMT_SV r
%) g and stainless steel 18 B‘_/ )
Z < The double breaker design promotes chip discharge for mild steel £ 079 Flank e Z
Y] ®) /j \ low depth of cut a applications. 2 039 8° == O]
Z 0 ""004.008 012 .016 Z
% _ f (IPR) VBMT221SV ©A180 %
= =4 - Light cutting of difficult-to-cut materials Difficult-to-Cut Materials _ ., Corner VBGT_MJ =
E Ideal for heat-resistant alloy and titanium alloy e w
S 118
8 The curved cutting edges support changes in cutting depth, g 079 Flank
- smooth chip discharge and disposal. = '039 <| R 9° an
= o The high rake angle is highly suitable for finish-light cutting ' o
o e f 004 012 .020
5 ((@ difficult-to-cut materials. f0PR) VBGT331MJ ©A181
o - Light cutting for titanium alloy Titanium alloy 13— O VBGT_MJ-P
157
Q) Ideal for aluminum and copper. o w
The sharp edge produces excellent surface finishes. g '079 Flank W
4 The curved edge allows smooth chip discharge. g '039 <| o 9° an .
The polished insert face prevents built up edge. ’
_ 0 004 .012 .020
f(PR) VBGT331MJ-P ©A181
- Recommendation for medium cutting of cast iron Cas‘;“’” Flank VBMT_MK
Optimum balance between sharpness and high edge strength = ‘ ‘ 01
for general use. E 2 18° s
& N
001020304
f (IPR) VBMT331MK ©A182
Recommendation for light cutting of carbon and Carbon SteelAlloy Steel 004" Corner VBMT_MP
alloy steel =TT ] 18 W
Small, flat, land at cutting edge provides an excellent balance of £.079 004" Flank
’ wear and fracture resistance. =039 ] 18°
The wide chip gullet decreases cutting resistance, reduces vibration 0567 008 013 16
W | and chip jamming in elevated depth of cut applications. TUFUPR) VBMT331MP ©A181
- Recommendation for medium cutting of stainless steel ~ Stainless Steel 18° 004" Corner VBMT_MM
Good balance of wear resistance and fracture resistance z 118 L ‘
o because of the flat land cutting edge. £ 079 004" Flank
£ ’ A wide chip pocket controls increasing of the cutting resistance and & .039 | 18°
= ) reduces vibration and chip jamming even at large depth of cut. 0
=y 004 .008 .012.016
O|m f(IPR) VBMT331MM ©A182
g o Recommendation for medium cutting of Difficult-to-Cut Materials 004" Corner VBMT_MS
5 = difficult-to-cut materials 28T ] 18°J>EL/
% A wide chip pocket controls increasing of the cutting resistance and é 079 004" Flank
reduces vibration and chip jamming even at large depth of cut. <039 1 18° T~ an
0 004.008 .012.016 M
fPR) VBMT331MS ©A182
- Medium cutting of carbon steel, alloy steel and Carbon Steel-Alloy Steel ooorner VBMT
stainless steel 18 T 18° [ o
,/v The high rake angle combined with a small flat land provide a £ 079
’/A balance of strength and sharpness. S 039 1 180/ ~2004" Flank
_ 0004 .008 .012.016
f(PR) VBMT331 ©A182
- Medium cutting of carbon steel, alloy steel, Carbon Steel-Alloy Steel oormer VBMT_MV
mild steel and stainless steel _ 18 L ‘ 18° 15;
A positive land and the high rake angle provides sharp cutting edge £.079 Flank
performance. 2 039 ] 1g° 004"
The double breakers and round-shaped dots in the rake face o 10°
provide a wide range of chip control. 004 '(?g?q')m 016 VBMT331MV
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TURNING INSERTS

CLASSIFICATION

5° POSITIVE INSERTS WITH HOLE

§ | 3 | Breaker Name i Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
gl and B Cross Section —
o| @ |
g|e icture 2 A
- Medium cutting of carbon steel, alloy steel, Carbon Steel-Alloy Steel Ogs.mer WBMT_R/L MV
D mild steel and stainless steel 118 L ‘ ZOOW\/— ~
8 4 l‘ A positive land and the high rake angle provides sharp cutting edge £.079 8 Flank Vi
s | PErfOrmance. 2 039 , ~.006" Flan -
= The double breakers and round-shaped dots in the rake face N o [ ] 20 8° —
provide a wide range of chip control. -00‘% -(‘I]g%-)m 016 WBMTL.51.51RMV ©A189
- Medium cutting for Swiss type lathe machining Carbon Steel-Alloy Steel Flank VBET_R/L SR
Features a high angled chipbreaker. = 18
o Low resistance insert design controls chip flow. 2079 30°
15 S .039
=
=) “ 0004 .008 .012.016
(@) f(PR) VBET22V3RSR ©A183
£ - General purpose for Swiss type lathe machining Carbon Steel-Alloy Steel Flank VBET_R/L SN
S % The parallel chipbreaker. = ' N
Q @ Excellent chip control for low to medium feed rates. g 87 . 20° )
L 0 004 012
| f0PR) VBET22V3RSN oA183
- General purpose for Swiss type lathe machining Ca;gg” Steel-Alloy Steel Flank VBET_R/LW SN
The parallel chipbreaker. = ]
Excellent chip control for low to medium feed rates. R I 20° )
‘ The wiper produces good surface finishes. g.079 I ~
0 004 012
| F(PR) VBET22V3RWSN ©A183
5 - Heavy cutting of cast iron Cast Iron VBMW
= | 118
: 7] Flat top. = 0°
0 |8 Most effective for unstable machining due to its high edge strength. £ 079 1
o O S .039 [
©) @
= |= 0004 008 072 016
g TterR) VBMW332 ©A183
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CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c 1 o 1 o o 1 o] 1 o 1 o 1 o
2 | & | Breaker Name _ Rhombic 80° | Rhombic 55°| Square 90° [Triangular 60° Rhombic 35°| Trigon 80° | Rhombic 25 Round
=l = Cross Section =g
ofg and Features ‘ !
5|3| Picture Geometry O]
HE i
Recommendation for finishing carbon steel and Carbon Steel-Alloy Steel Corner CCMT_FP DCMT_FP SCMT_FP
- alloy steel 18 w%\._/k -
e Chip breaker peninsula controls chips even at small depth of cut. £ 079 Flank
Maintains the edge strength at the corner and prevents sudden £ 039 6°
fractures. o |
.004 .008 .012.016
f (IPR) CCMT32.51FP @ Al47 © A158 © Al168 @ AL171 @ Al184
- Recommendation for finishing stainless steel Stainless Steel Corner CCMT_FM DCMT_FM SCMT_FM TCMT_FM VCMT_FM
Chip breaker peninsula controls chips even at small depth of cut. = e 6 %\_/7
.Y Maintains the edge strength at the corner and prevents sudden § 079 Flank _
fractures. 2 .039 6° w
" &0 T
@ 0 004 .008 012016
@ fPR) CCMT32.51FM ©A147 ©A158 ©A168 ©A171 ©A184
o - Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel . Corner DCMT_FV SCMT_FV TCMT_FV VCMT_FV
= alloy steel and mild steel 118 _
- Sharp cutting edge and low resistance design provides excellent £ 079 Flank /‘T@
/"“ cutting performance. S .039 Cj 8° M
Suitable for low depth of cut and feed rate applications. 0057 008 013 016
TUROPR) CCMT32.51FV ©A147 ©A184
- Alternative chipbreaker for light cutting of carbon Carbon Steel-Alloy Steel  Corner XCMT_SVX
steel and alloy steel 18 18 %_/
Chip control is improved by having a chip breaker geometry %-079 Flank y
suitable for copying. 039 8°
__/___"’/’\ R N
0004 .008 .012 .016
e t(IPR) XCMT221SVX ©A192
g Recommendation for finishing difficult-to-cut Difficult-to-Cut Materials #° Corner CCGT_FS DCGT_FS
= - materials 118 W
8 | Ideal for heat-resistant alloys, titanium alloys, and cobalt chrome alloys. E 079 Flank
- Sharp cutting edges provide excellent surface precision and finish. 2039 9°
(7] Highly efficient chip discharge is possible due to curved cutting edges. 0
= .004 .008 012016
= f(PR) CCGT32.50.5FS ©A147 ©A159
LL . .
- Recommendation for finishing titanium alloy Titanium alloy qaei 0T CCGT_FS-P | DCGT_FS-P
Ideal for titanium alloys and copper alloys. = 118 = §
b 2 Sharp cutting edges provide excellent surface precision and finish. £.079 Elank “
L Highly efficient chip discharge is possible due to curved cutting edges. < .039 o
Polished (mirror-surface) finish of insert surfaces drastically o
improves welding resistance extending tool life. '004f '82%012 016 CCGT32.50.5FS-P © A147 © A159
- Recommendation for finishing difficult-to-cut Difficult-to-Cut Materials  Corner CCGT_FJ DCGT_FJ
A materials _ 18 -
K The curved cutt_ing_edges support changes in cutting depth and £.079 Flank
(@) allow smooth chip discharge and disposal. 2 .039 ~| 9°
(O] The high rake angle is highly suitable for finishing difficult-to-cut o
terials. .004..008 .012.016
ma f(IPR) CCGT32.50.5FJ © A147
- Finishing titanium alloy Titanium alloy " Corner CCGT_FJ-P TCGT_FJ-P WCGT_FJ-P
Ideal for aluminum and copper. = s ﬁ\f 2 .
‘ The sharp edge produces excellent surface finishes. £.079 Elank “ “
- The curved edge allows smooth chip discharge. 039 14° \
The polished insert face prevents built up edge. o
004 .008 012016
f(PR) CCGT32.50.5FJ-P ©AL47 ©ALT71 © A190
- Recommendation for aluminum alloy Aluminum Alloy Flank CCGT_AZ TCGT_AZ VCGT_AZ RCGT-AZ
) ) ) 57
Thel high rake angle and 3D curved cutting edge provides sharpness at the 2 118 . f 3 sty
2 cutting point. & o791 30 { G ; g .//. | ‘
B Additionally the 3D shape of the rake face enables excellent chip control. < '039 L a - = \g/
e The polished insert face prevents built up edge. ’ — —
_ 07004 012 .020
f(PR) DCGT32.50.5AZ ©A147 ©A159 ©AL171 ©A184 ©A167
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CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

§ | 9 | Breaker Name _ Rhombic 80°| Rhombic 55°| Square 90° | Triangular 60° | Rhombic 35°| Trigon 80° |Rhombic 25°| Round
2| c Cross Section =5
s|¢e and Features ‘ ‘
5|s| Picture Geometry |
HE
Chipbreaker for finishing Carbon Steel-Alloy Steel CCGT_LF DCGT_R/IL F TCGT_R/ILF | VCGT_RILF
. . 118 Flank CCGH_RILF
Lead chipbreaker controls chip flow. = 17°
= Sharp cutting edge gives a good surface finish. £.079 ’
c S .039
= 3 0 %4 .008.012.016
o lm f(IPR) CCGTO03S102L-F ©A148,A149 ©A159 OA172 ©A184
o O Finishing Carbon Steel-Alloy Steel WCGT R/L
n (O 118 Flank -
= Angled chipbreaker. =
[ Excellent chip control at low feed rates. £.079 15°
039
0
008 (ogy2 0 WCGT1.211R
- Recommendation for light cutting of carbon and alloy steel ~ Carbon Steel-Alloy Steel Corner CCMT_LP DCMT_LP SCMT_LP TCMT_LP VCMT_LP
18°
Sharp cutting edge due to a high rake angle. = 118 “—‘ y
- Prevents chip welding on cutting edge and controls cloudiness of £.079 Flank -
surface finish. S .039 g° { X @
Chip breaker peninsula matched to depth of cut capability provides o —
excellent chip control. 004008 012.016
f(IPR) CCMT32.52LP @ Al149 © A159 @ Al168 @ AL72 @ A185
Recommendation for light cutting of stainless steel Stainless Steel . Corner CCMT_LM DCMT_LM SCMT_LM TCMT_LM VCMT_LM
Sharp cutting edge due to a high rake angle. = 8 —
Prevents chip welding on cutting edge and controls cloudiness of é 079 Flank ?— 'ir
surface finish. S 03T — 8 Y ﬁ
Chip breaker peninsula matched to depth of cut capability provides 0
excellent chip control. 004.008 012.016 MT32.52LM
f (IPR) CcC 32.5 @ Al149 © Al168 @ A172 @ A185
Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials Corner CCMT_LS DCMT_LS TCMT_LS VCMT_LS
@ materials 18 18 S\, e =T
© Sharp cutting edge due to a large rake angle. E 079 Flank
O Breaker protrusion suitable for depth of cut area achieves S .039 g°
> a wide range of chip control.
0 ""004.008 012 .016
f(IPR) CCMT32.52LS © A149 © A160 O AL72 ©A185
=X - Alternative chipbreaker for light cutting of carbon steel, Carbon Steel-Alloy Steel  Corner CCMH_SV DCMT_SV VCMT_SV
= alloy steel, mild steel and stainless steel a8 18 5‘&/ R
= The double breaker design promotes chip control in mild steel and E’ 079 -
8 & low depth of cut machining applications. 2 039 [ g Flank g
< !
[o)) _ 0 004 .008.012.016
5 f(PR) CCMH21.518V © A149 © A160 ©A185
- Wiper insert for light cutting of carbon steel, alloy Carbon Steel-Alloy Steel Corner CCMT_SW
steel, mild steel and stainless steel =] 20° =005 R
}‘ The wiper allows up to two times higher feed. é 079 12
4 Positive land improves sharpness. 2 039 160 T~-905" Flank
_ 0 004 .008 .012 016 8’
f (IPR) CCMT32.51SW © A149
Chipbreaker for light cutting of automatic lathe Carbon Steel-Alloy Steel CCGT_R/L SS | DCGT_RI/L SS
@SS | nachining
A parallel chipbreaker. g% 14¢
‘ Excellent chip control at low feed rates. 079 4
) 0 002 012 ’
@ - f(PR) CCGT32.50.5RSS ©A150 © A160
o Recommendation for light cutting of difficult-to-cut Difficult-to-Cut Materials Corner CCGT_LS DCGT_ LS VCGT LS
o | QRESED | materiais ] B
Ideal for heat-resistant alloy and titanium alloy and cobalt chrome alloy. é 18 Flank
The parallel cutting edge. g 079 \ 6 ’
Breaker protrusion suitable for depth of cut area achieves a wide © 039
) i 0 004 .012 .020
range of chip control. f(PR) CCGT32.51MLS ©A150 ©Al61 ©A185
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CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

- : . - " - -
_§ § Breaker Name Cross Sectian Rhombic 80° | Rhombic 55°| Square 90° | Triangular 60°| Rhombic 35°| Trigon 80° |Rhombic 25° Round
A g|¢ and Features Geometry 0 A
” ;:: o Picture | "
E —— =
o Recommendation for light cutting of titanium alloy Titanium alloy 120 Corner CCGT_LS-P | DCGT_LS-P x
) Ideal for aluminum and copper. ~ A7 J B]\/— n
z The parallel cutting edge. é 118 Flank //ﬁf Z
O] Breaker protrusion suitable for depth of cut area achieves a wide = 079 \ 60 ﬁ f v O]
% range of chip control. © 039 %
i i i 0 004 .012 .020
% The polished insert face prevents built up edge. f R CCGT32.51MLS-P ©Al51 ©AlL61 %
= 2 Light cutting of difficult-to-cut materials Difficult-to-Cut Materials 1304 Corner CCGT_MJ WCGT_MJ =
E|(2 Ideal for heat-resistant alloy and titanium alloy e
S | © The curved cutting edges support changes in cutting depth-smooth é 18
O10 chip discharge and disposal. 5070 9° Flank
= 0) The high rake angle is highly suitable for finish- light cutting difficult- © 039 {,—,J
= to-cut materials. 0 004 .012 .020
3 oret matenas f(PR) CCGT21.51MJ ©A151 ©A1l61 ©ALT3 ©A190
Light cutting for titanium alloy Titanium alloy 13° Corner CCGT_MJ-P | DCGT_MJ-P TCGT_MJ-P WCGT_MJ-P
Ideal for aluminum and copper. = 1?; ) "
The sharp edge produces excellent surface finishes. £ '079 Flank . “
The curved edge allows smooth chip discharge. S 030 |:— 9° an
The polished insert face prevents built up edge. ’ o —
004 012 .020
f (IPR) CCGT21.51MJP © A151 © A161 ©A173 © A190
Recommendation for medium cutting of carbon Carbon Steel-Alloy Steel ogmer CCMT_MP DCMT_MP SCMT_MP TCMT_MP VCMT_MP
and alloy steel o1e ‘ 18° ) i
The small flat land at cutting edge provides an excellent balance of 2079 004"  Flank | ‘@' | ] A
wear and fracture resistance. S .039 ] 18° T~ an y- i | .-’j \ ﬂ
The wide chip gullet decreases cutting resistance, reduces vibration 0 004 008 012 016 T u —
and chip jamming in elevated depth of cut applications. TfeR) CCMT32.52MP ©A151 ©A161 ©A168 ©A173 ©A185
Recommendation for medium cutting of stainless Stainless Steel oSorer CCMT_MM DCMT_MM SCMT_MM TCMT_MM VCMT_MM
steel 18 ‘ ‘ 18°
The small flat land at cutting edge provides an excellent balance of g 079 .
wear and fracture resistance. 2 038 ] 180 20 Flank 4
The wide chip gullet decreases cutting resistance, reduces vibration 0
and chip jamming in elevated depth of cut applications. 004 .(tigsR.)mz 016 CCMT32.52MM o A151 o AL61 o AL60 OALT3 O AL85
First recommendation for medium cutting of Difficult-to-Cut Materials §Skner CCMT_MS DCMT_MS SCMT_MS TCMT_MS VCMT_MS
difficult-to-cut materials B ‘ 18° NEW
A wide chip pocket controls increasing of the cutting resistance and é 079 .
reduces vibration and chip jamming even at large depth of cut. gz 039 — 18° 004 Flank o

0 ""004.008.012.016
f(IPR) CCMT32.52MS ©A151 © Al62 ©AL69 O AL73 O A186

Recommendation for medium cutting of cast iron Cast Iron CCMT_MK DCMT_MK SCMT_MK TCMT_MK VCMT_MK

Optimum balance between sharpness and high edge strength for = Og‘ll‘?,‘”k

=
[=}

general use. £079 18° P~
S 039 | 1

I
0
O 12 016 CCMT32.52MK OA152 OAl62

Recommendation for medium cutting of carbon steel, ~ Carbon Steel-Alloy Steel o4 Corner CCMT DCMT

alloy steel, mild steel, stainless steel and cast iron 18] 13°V

Medium Cutting
M Class

X

3
&

©A186
VCMT WCMT RCMT

o
N
©

The high rake angle combined with a small, flat land provide a 004" Elank
balance of strength and sharpness. ’7 18° T~

0 7004008 012 .016
f (IPR)

ap (inch)

o
@
©

Is
L

CCMT32.52 © A152 © Al162 © A186 © A190
.008"
lSODF\_/
RCMX1204M0
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

= 1 o 1 o o 1 o 1 o H o
§ | ¢ | Breaker Name ) Rhombic 80 Rhombic 55 Square 90 Triangular 60° | Rhombic 35 Trigon 80 Round
%< Cross Section =5
8 & o)
| g |
S|g| Picture E
- Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel-Alloy Steel Cour”e' CCMH_MV DCMT_MV VCMT_MV
alloy steel, mild steel and stainless steel 118 L ‘ 20° [=907
>~ A positive land and the high rake angle provides sharp cutting edge g 079 120
& performance. S 039 — 20° 7~007" Flank
The double breakers and round-shape in the rake face provide a 12° RN—
? _ wide range of chip control 0004008 012016
S : f(PR) CCMH21.51MV ©A152
O - Wiper insert for medium cutting of carbon steel, Carbon Steel-Alloy Steel Coume’ CCMT_MW
= alloy steel, mild steel and stainless steel 18 180#;.0%8‘\—/_ R
)/ The wiper allows up to two times higher feed. £.079 s
A A wide chip pocket prevents chip jamming. 2 039 18°] 008" Flank
0004 008 012 016 s
f(PR) CCMT32.52MW ©A152
- Medium cutting for Swiss style lathe machining Carbon Steel-Alloy Steel Flank CCET_R/ILSR | DCET_RI/L SR
A wide angled chipbreaker. = 18 2
Low resistance insert design controls chip flow. £.079 30°
< 039 J>\\_ﬁ
@ 0 I:oo 008 012 016
1004 008 012 .
o| 8 f(IPR) CCET32.5V3RSR ©A153 ©A163
= ﬁ - General purpose for Swiss style lathe machining Ca;ggn Steel-Alloy Steel Flank CCET_R/ILSN | DCET_R/LSN
= .
=] The parallel chipbreaker. = I
O Excellent chip control at low to medium feed rates. g5 20° N v
S 2079 | ]
=) A— 0 []
= 004 012
8 _ f (IPR) CCET32.5V3RSN ©A153 ©A163
= - General purpose for Swiss style lathe machining Ca;gg” Steel-Alloy Steel Flank CCGT_R/LSN | DCGT_R/L SN
8 The parallel chipbreaker. = ]
< Excellent chip control for low to medium feed rates. R I 20° 4
O S .079 |\ V 4
f(IPR) CCGT32.5V3RSN ©Al154 ©Al64
- General purpose for Swiss style lathe machining Ca;gg” Steel-Alloy Steel Flank CCET_R/LW SN | DCET_R/LW SN
8 The parallel chipbreaker. = N
@ Excellent chip control for low to medium feed rates. g 157 ] 20°
O The wiper produces good surface finish. g .079 I
W 5 0 004 012 =
) o CCET31.5V3RWSN o AL54 o AL64
- Medium cutting for Swiss style lathes machining Carbon Steel-Alloy Steel | || Corner CCGT_SMG DCGT_SMG
% 3D molded chipbreaker provides good chip control. = 8 M
© G class insert gives sharp cutting action, allowing £.079 Flank
O high precision machining. S 039 9
(O] Breaker geometry appropriate for copying and back turning. 0= T
M = minus radius tolerance TreR) CCGT32.51MSMG ©A155 ©A165
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TURNING INSERTS

CLASSIFICATION

7° POSITIVE INSERTS WITH HOLE

c A o A o o g o R o g o
g | & | Breaker Name _ Rhombic 80° | Rhombic 55 Square 90° | Triangular 60° | Rhombic 35 Trigon 80 Round
2| < Cross Section —_—
o - H |
gle Picture ¥
o Heavy cutting of carbon steel and alloy steel Cazs;m Steel-Alloy Steel RCMX_RR
g 3’, A wide groove chipbreaker prevents chips from jamming at = ' Cl - 012" S,
3= large depths of cut. £-3511 28° :
;\ O Small dimples improve chip control at small depths of cut. S 57 ]
= 0 [T
T R 1 RCMX2006MO-RR
For cast iron CastIron ccmw DCMW SCMW TCMW vCMW
& Most effective in unstable machining due to high edge strength. = 118 0
< 2078 f
g O 039 [ | \
= > 0 —
- 004 fg 12 016 CCMW32.52 ©A165 OAL69 O ALT4 ©AL86
8 For cast iron Cast Iron DCGW TCow
B 5’, Most effective in unstable machining due to high edge strength. = 18 0%
L (© G class tolerance for use on workpieces requiring close tolerances. £ 079 i
O g 039 | \
(O] 0 —
004 .838R.)o1z 016 CCGW32.5V0 © A165 O ALl74
11° POSITIVE INSERTS WITH HOLE
1 o 1 o o 1 o 1 o 1 o
§ | ¢ | Breaker Name i Rhombic 80 Rhombic 55 Square 90 Triangular 60° | Rhombic 35 Trigon 80 Round
s |c Cross Section
oY )
5 | 2 .
Ele Picture (O
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel Corner CPMH_FV TPMH_FV
A alloy steel, mild steel and stainless steel _ 118 18"M
© [ P Suitable for low depth of cut and low feed rate applications. E 079
O /’D\ Sharp cutting edge and low resistance design achieves excellent cutting S 039 8° Flank
> performance. Cj
0 004 .008 012 .016
f (mmirev) CPMH321FV ©AL76
- Recommendation for finishing carbon steel, Carbon Steel-Alloy Steel Flank TPGH_R/LFS WPGT_R/LFS
9 alloy steel, stainless steel, cast iron and aluminum _ 118
®© a”Oy E 079 150
O Small angled chipbreaker. 2 039
) For precision finishing. o
Sharp cutting edge produces excellent surface finishes. '00‘} '(?3%')012 016 TPGH1.81.51RFS ©A176 ©A191
c - Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank CPMH_R/LF
g % Angled chipbreaker controls chip flow. = 18
O © Sharp cutting edge produces excellent surface finishes. £.079 15°
o O & .039 ]ﬁ\ﬁ
nls || 0
= 0 "".004 008 .012 .016
L% f(IPR) CPMT321RF © A156
- Finishing carbon steel and alloy steel Carbon Steel-Alloy Steel Flank CPGT_R/LF
% Angled chipbreaker controls chip flow. = 18
© ‘ Sharp cutting edge produces excellent surface finishes. £ 079 15°
O &5 o V
S .039
© § 0 "".004 008 .012 .016
f(PR) CPGT321RF © A156
- Finishing carbon steel, alloy steel and stainless steel ~ CanonStelAloy Steel Stanless Stee . Corner CPMT_SQ TPMT_SQ
& For small depth of cut and low feed. -8 ‘>\\/ P —]
@ £.079
O S 039 6 Flank
*| — °
1004008 .012.016
f(IPR) CPMT32.51SQ © A156
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

= A o A o o A o A o A o
5| 8 | Breaker Name _ Rhombic 80° | Rhombic 55 Square 90° | Triangular 60° | Rhombic 35 Trigon 80 Round
g5 — Features Cross Section ——
o = |
§|g| P ceomety ‘ @
aQ
< =
- Chipbreaker for finishing Carbon Steel-Alloy Steel Flank TPGX_R/L
Lead chipbreaker controls chip flow. = 8
Good chip control for low to medium feed rates. £ 079 10°
S 039 J>\\ﬁ
A 0 "004 008 012 016
1] f(PR) TPGX1.81.51R
8 - Finishing aluminum alloy Aluminum Alloy Flank
Lead chipbreaker controls chip flow. = e
% A 2 Good chip control for low to medium feed rates. 2.079 25°
X 2039 ]ﬁ\ﬁ
: 0004 008 012 016
f (IPR) CPGT321 © A156
2 - Finishing Carbon Steel-Alloy Steel .
g % Angled chipbreaker controls chip flow. = e
@) © ‘ Good chip control for low to medium feed rates. £.079 10°
- O S 039 =
%)
< = ’ iRy TPMX1.81.51L
= IPR .81.
LL
- Finishing Carbon Steel-Alloy Steel Flank VPET_R/L SRF
% Lead chipbreaker controls chip flow. £ 118
@ Sharp cutting edge produces excellent surface finishes. E.079 15°
5 = 030 V
L 0 "".004.008.012 .016
f(PR) VPET1.51.50.2RSRF ©A188
- Medium cutting for Swiss style lathes machining Carbon Steel-Alloy Steel . Corner VPGT_SMG
&) 3D molded chipbreaker provides good chip control. = 18 v
© G class insert gives sharp cutting action, allowing E£079 Flank ’
O high precision machining. S .039 *_A 11°
() Breaker geometry appropriate for copying and back turning.
o : 0004 .008.012 .016
M = minus radius tolerance f(IPR) VPGT1.51.50.2MSMG ©A188
=] - Recommendation for light cutting of carbon steel, Carbon Steel-Alloy Steel . Corner CPMH_SV TPMH_SV
=L alloy steel, mild steel, stainless steel and cast iron 118
S (< The double breaker design promotes chip discharge for mild steel £ 079 lank
10 and low depth of hini licati =S Flan
et 2 pth of cut machining applications. & 039 8
= |
5|2 _ 0 004008 012 016
3 f(PR) CPMH32.518V
- Alternative chipbreaker for medium cutting of carbon steel, ~ Carbon Steel-Alloy Steel 100 Corner SPMT
alloy steel and stainless steel _-18 L ‘
‘ Standard, general purpose chipbreaker. £079 Flank
- & 039 1 10°
_ 0 004 .008 .012 .016
> f (IPR) CPMX321 © A170 ©A178
= - Recommendation for medium cutting of carbon steel, ~Carbon Steel-Alloy Steel ocog,f“er TPMH_MV WPMT_MV
= @ alloy steel, mild steel, stainless steel and cast iron 18 ‘ ‘ 20°[—~
O ®© A positive land and the high rake angle provides sharp cutting edge £.079 8
€10 performance. 2 039 ] 20°7~-008" Flank
3= Double breakers in the rake face achieve a wide range of chip 0 8°
3 control. Phier CPMH321MV ©A157 ©AL78
= Medium cutting of carbon steel, alloy steel and Copper - comer CPMT_MQ TPMT_MQ
stainless steel 18 L ‘ &
Can be used under a wide range of cutting conditions. g7 Flank
S 039 20 006"
0 004 .008 012 .016
f(IPR) CPMT32.51MQ
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TURNING INSERTS

CLASSIFICATION

11° POSITIVE INSERTS WITH HOLE

Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
: ol | A | :
O A @

0 - Heavy cutting of cast iron Cast Iron SPMW @
xr 18 [0 d
] ) Flat top. < 0°, w
@] [ Most effective for unstable machining due to high edge strength. £ 079 f ]
z c [ 2 039 \ =
O] o e o T o
Z = - - 1004 .008 012 016 =z
= 7 f(IPR) SPMW432 >
o © _ 2
2 O - For cast iron Cast Iron TPGX z
B Most effective in unstable machining due to high edge strength. z e 0°,
LL b 4 G class tolerance allows use on workpieces requiring close £ f
tolerances. S .039
0007 008 012 016
_ f(PR) SPGX432 ©AL78
15° POSITIVE INSERTS WITH HOLE
Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
o o\
2 For aluminum cuttin Aluminum Alloy VDGX_R/L
E Angled chipbreaker. é 079 20°
£ . Sharp cutting edge produces excellent surface finishes. = W
E ot ! 2 039
< p -
= 0 004 b0g 012 016 VDGX320.5R ©A187
20° POSITIVE INSERTS WITH HOLE
Rhombic 80° | Rhombic 55° Square 90° | Triangular 60° | Rhombic 35° Trigon 80° Round
o O\ ©
o e
: ; Aluminum Alloy
- - For aluminum cutting The Flank DEGX_R/LF
o Angled chipbreaker. 5 o079 20°
e Sh tti d d llent surf: finishes. =
<E( N, arp cutting edge produces excellent surface finishes S 030 w
S| | ~— T DEGX431RF o AL60
= - For aluminum cutting Aluminum A‘”"y Flank DEGX_RIL TEGX_RIL
=) Parallel chipbreaker. g 118 25° \
< Sharp cutting edge produces excellent surface finishes. o791 p
o — T .039 ] Wi
LL T T
0 001, D12 020 DEGX431R ©AL75
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS
W 7° POSITIVE INSERT TYPE

Breaker :

Std : Standard Flat : Flat Top

Work Material Hardness | SGind  |proriy| Breaker | Grade | CUad Pbee e Do
P
e | L | 1 LP MC6015 605—1030 .002—.010 .008—.039
e | L 2 LP UE6110 605—1030 .002—.010 .008—.039
e | L | 3 LP MP3025 560—850 .002—.010 .008—.039
e | L | 4 std UE6110 510—850 .003—.012 .012—.079
e | L | s sw MC6015 605—1030 .002 —.009 .008—.059
e | L | s sw MP3025 560—850 .002 —.009 .008—.059
e | v |1 MP MC6015 510—850 .003—.012 .012—.079
Carbon Steel « Alloy Steel 15|50 e M| 2 MP UE6110 510—850 .003 —.012 .012—.079
(AISI 1045, AISI 4140) 280HB e | ™M | 3 MP MP3025 460—720 .003—.012 .012—.079
€ | M| 4| mw MC6015 510—850 .004 —014 .031—.098
| F |1 FP MC6025 605—985 .002 —.008 .008—.035
£ L |1 LP MC6025 605—985 .002—.010 .008—.039
® L |2 sv MC6025 605—985 .002—.010 .008—.039
£ L |3 sw MC6025 605—985 .002 —.009 .008—.059
£ M1 MP MC6025 510—820 .003—.012 .012—.079
£ M| 2| mw MC6025 510—820 .004 —014 .031—.098
® M | 1 MP NX2525 310—460 .003—.012 .012—.079
280 e ™| 1 MP MC6015 360—605 .003—012 .012—.079
Ca'bon(i’ltglehgﬁgf)’y Steel | € v | 2| wm UE6110 360—605 003 —012 012—079
350HB € ™| 3| wm MP3025 330-510 003 —012 012—079
£ M| 1 MP MC6025 360—575 .003—012 .012—.079

Work Material Hardness | G0 |proiy| Breaker|  Grade | U2 beed e S
P
A ®  F |1 FP NX2525 740—1050 .002—.008 .008—.035
® F | 2 FV NX2525 740—1050 .002 —.008 .008—.035
0 ® | F | 3 | RL-F | MP3025 755—1165 .002 —.005 .004—.020
& ® | L | 1 LP NX2525 740—1050 .002—.010 .008—.039
2 ® | L | > Std UE6110 690—1165 .003—.012 .012—.079
) ® | L | 3 MV MP3025 620—970 .003 —012 .012—.079
g ® | L | 4 Std MP3025 620—970 .003—.012 .012—.079
= ® ™M | 1 MP NX2525 605—885 .003—.012 .012—.079
e  F | 1 FP MC6015 820—1395 .002 —.008 .008—.035
e | F |2 FP UE6110 820—1395 .002 —008 .008—.035
e | F |3 FP MP3025 755—1165 .002 —008 .008—.035
e | F | 4 FV MP3025 755—1165 .002 —.008 .008—.035
€ | F | s FV NX3035 720—1015 .002 —.008 .008—.035
Mild Steel e | L |1 LP MC6015 820—1395 .002—.010 .008—.039
(AISI ASTM A283, <i180HB | € | L | 2 LP UE6110 820—1395 .002—.010 .008—.039
AISI 1010) € | L | 3| p MP3025 7561165 002 —010 1008—039
e | L | 4 Std UE6110 690—1165 .003—.012 .012—.079
e | L | s sw MC6015 820—1395 .002 —.009 .008—.059
e | L | s sw MP3025 755—1165 .002 —.009 .008—.059
e | ™| 1 MP MC6015 690—1165 .003—.012 .012—079
e ™M | 2 MP UE6110 690—1165 .003 —.012 .012—.079
e ™M | 3 MP MP3025 620—970 .003 —012 .012—.079
e | M| 4| mw MC6015 690—1165 .004 —014 .031—.098
® | F |1 FP MC6025 820—1330 .002 —.008 .008—.035
® L1 LP MC6025 820—1330 .002—.010 .008—.039
® L |2 sv MC6025 820—1330 .002—.010 .008—.039
£ L |3 sw MC6025 820—1330 .002 —.009 .008—.059
£ M1 MP MC6025 690—1115 .003—.012 .012—.079
£ M| 2| mw MC6025 690—1115 .004 —014 .031—.098
®  F | 1 FP NX2525 540—785 .002 —.008 .008—.035
® F |2 FV NX2525 540—785 .002 —.008 .008—.035
® | F | 3 | RL-F | MP3025 560—850 .002 —.005 .004—.020
® | L | LP NX2525 540—785 .002—.010 .008—.039
® L | 2 std UE6110 510—850 .003—.012 .012—.079
® L | 3 MV MP3025 460720 .003 —012 .012—.079
® L | 4 Std MP3025 460720 .003—.012 .012—.079
Carbon Steel » Alloy Steel 1f|30 ® L |5 sv MP3025 560—850 .002—010 .008—.039
(AISI 1045, AIS| 4140) 280HB ® L 6 Sw MP3025 560—850 .002 —.009 .008—.059
® ™M |1 MP NX2525 460—655 .003—.012 .012—.079
® | v | 2 | mw MP3025 460—720 .004—014 .031—.098
e  F 1 FP MC6015 605—1030 .002 —.008 .008—.035
e  F | 2 FP UE6110 605—1030 .002 —.008 .008—.035
e | F |3 FP MP3025 560—850 .002 —008 .008—.035
€ | F | 4 FV MP3025 560—850 .002 —008 .008—.035
€  F | s FV NX3035 525—755 .002 —.008 .008—.035

CUTTING CONDITIONS : @: Stable Cutting @ : General Cutting #® : Unstable Cutting

CUTTING AREA : F: Finish Cutting L : Light Cutting M : Medium Cutting R : Rough Cutting H : Heavy Cutting
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TURNING INSERTS

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top
Work Material Hardness C,\;‘(t)t(ijlg Priority| Breaker Grade Cutti(ré?:l\s/geed ggeRc; Dep(EE C?{)CUt Work Material Hardness C’\;IJ(t)t(ijr;g Priority| Breaker Grade Cuttzrég'):hslgeed E:IgeR(; Dep(tig COJ)CUt
M M
N @ F | 1| Fm VP15TF 245410 1002—.008 .008—.035 2 L 2] v VP15TF 165—280 002—010 1008—039 N
® | F | 2| s US735 230—440 003—012 012—079 Two-phase Stainless Steel | o | ® | L | 3 | su US735 150—295 003—012 012—079
0 o | L 1 LM MC7025 460—620 .002—.010 .008—.039 (AISI 329) - ® | ™M 1 MM MP7035 150—245 .003—.012 .012—.079 0
@ ® | L | 2| sud US735 230—440 003—012 012—079 2 M| 2| vMm VP15TF 130—230 003—012 012—079 @
2 ® | M| 1| wm MC7025 395-525 003—012 012—079 ®@ Fr | 1| Fm VP15TF 245410 1002—008 1008—035 2
© € F | 1| ™ VP15TF 245410 .002—.008 .008—.035 ®@ F | 2| su US735 230—440 003—012 012—079 ©
z € | F | 2 | sud US735 230—440 .003—012 012—.079 @ L | 1| v MC7025 460—620 .002—010 .008—039 z
> Austenitic € | L | 1| m MC7025 460—620 002—010 .008—.039 ® L | 2| s US735 230—440 003—012 012—079 =
Stainless Steel <200HB | @€ | L | 2 | su US735 230—440 003—012 012—079 ®@ M| 1| wmMm MC7025 395-525 003—012 012—079
(AISI 304, AISI 316) € | v | 1| wm MC7025 395525 1003—012 012—079 € | F | 1| mm VP15TF 245410 1002—008 1008—035
2 F | 1] mm VP15TF 245410 1002—008 1008—035 €  f | 2 | sud US735 230—440 003—012 012—079
2 | F | 2| sud US735 230—440 003—012 012—079 Forritic and Martensitic € | L | 1] v MC7025 460—620 .002—010 .008—039
2 L 1] m MP7035 280—440 .002—010 .008—.039 Stainless Steel <200HB | @ | L | 2 | su US735 230—440 003—012 012—.079
£ L] 2] m VP15TF 245-410 .002—.010 .008—.039 (AISI 410, AISI 430) €| v | 1| mm MC7025 395525 .003—.012 012—.079
2| L | 3] sud US735 230—440 003—012 012—.079 2 F | 1] Fm VP15TF 245—410 .002—.008 .008—035
2| v 1] wm MP7035 230-375 003—012 012—079 2 F | 2| sud US735 230—440 003—012 012—079
2| M| 2| wm VP15TF 195345 003—012 012—079 2 L | 1] v MP7035 280—440 1002—010 1008—039
® | F | L | FMm VP15TF 195345 1002—.008 1008—.035 2 L | 2| v VP15TF 245—410 1002—010 1008—039
® | F | 2| su US735 195—360 .003—012 012—.079 £ L | 3| s UST735 230—440 003—012 012—079
® | L | 1| v MC7025 395-525 .002—010 .008—.039 £ M| 1] mm MP7035 230—375 003—012 012—079
® | L | 2| sud US735 195-360 003—012 012—.079 £ M| 2| mm VP15TF 195345 003—.012 012—079
@ | M| 1| wm MC7025 330—425 003—012 012—079 ® * | 1| Fm VP15TF 195345 1002—008 1008—035
€ | 1| mm VP15TF 195345 1002—008 .008—035 ® r | 2 | sud US735 195360 003—012 012—079
€  F | 2 | sud US735 195-360 003—012 012—079 ® L | 1| m MC7025 395-525 002—010 1008—039
Austenitic € L | 1| m MC7025 395-525 002—010 1008—.039 ® L. | 2 | sud US735 195360 003—012 012—079
Stainless Steel >200HB | € | L | 2 | std US735 195—360 .003—012 012—.079 ®@ M| 1| wmm MC7025 330—425 003—012 012—079
(AISI 304LN, AISI 316LN) € || VM | 1| wm MC7025 330—425 003—012 012—079 € | F | 1| mm VP15TF 195—345 1002—.008 .008—.035
2 F 1] mm VP15TF 195345 .002—.008 .008—.035 € | F | 2| sud US735 195360 003—012 012—079
2| F | 2| sud US735 195-360 003—012 012—079 Forritic and Martensitic € | L | 1] v MC7025 395-525 .002—010 .008—039
2 L1 v MP7035 230-375 002—010 1008—.039 Stainless Steel >200HB | € | L | 2 | sd US735 195360 003—012 012—079
2| L | 2| v VP15TE 195—345 1002—010 1008—039 (AISI 431, AISI 420) € | v | 1| mm MC7025 330425 003—012 012—079
£ | L | 3| sud US735 195-360 003—012 012—079 £ F | 1] Fm VP15TF 195345 .002—.008 .008—035
£ M| 1| Mm MP7035 195-310 .003—012 012—.079 £ F | 2| sud US735 195—360 003—012 012—079
2 M| 2| mm VP15TF 165—295 003—012 012—079 £ L 1] v MP7035 230-375 .002—010 .008—039
® | F | 1| Fm VP15TF 165—280 1002—008 1008—035 £ L 2] v VP15TF 195345 .002—010 .008—039
® | r | 2| su US735 150—295 003—012 012—079 £ L | 3| sud US735 195360 003—012 012—079
® | L | 1| v MC7025 310425 002—010 1008—.039 2 M| 1] mm MP7035 195-310 003—012 012—079
® | L | 2| sud US735 150—295 003—012 012—079 2 M| 2| mm VP15TF 165—295 003—012 012—079
® | M| 1| wm MC7025 260—345 .003—012 012—.079 ®@ * | 1| Fm VP15TF 130—230 1002—008 1008—035
€ F | 1| mm VP15TF 165—280 .002—.008 .008—.035 ®@ F | 2 | su US735 130—245 003—012 012—079
TWO'ph""(iel Sﬁtgg‘é‘iss Steel | <ogon | € | F | 2 | std US735 150—295 .003—.012 .012—.079 e L | 1 LM MC7025 260—345 .002—.010 .008—.039
€ | L | 1| v MC7025 310—425 002—010 1008—.039 Ha(r/‘ifsnfggﬂ?'selsgsslt)ee' <450HB | @ | L | 2 | Ls(m) | mpoois 345460 1002—.008 1008—.039
€ L | 2 | sud US735 150—295 003—012 012—079 ® L | 3| sud US735 130—245 003—012 012—079
€ VM| 1| mm MC7025 260—345 003—012 012—079 ®@ M| 1| mm MC7025 210—280 003—012 012—079
2 F | 1| mm VP15TF 165—280 1002—.008 1008—035 ®@ M | 2 | Mms MP9015 280—395 003—010 012—079
£ F | 2| sud US735 150—295 .003—012 012—.079
2 L | 1] m MP7035 180—295 002—010 1008—.039

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

RECOMMENDED CUTTING CONDITIONS

W 7° POSITIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top
Work Material Hardness C,\;‘(t)t(ijlg Priority| Breaker Grade Cutti(ré?:l\sﬂgeed gg% Dep(EE C?{)CUt Work Material Hardness C’\;IJ(t)t[ijr;g Priority| Breaker Grade Cunzg?:a';%d E:IgeR(; Dep(tig COJ)CUt
M K

A ¢ F 1 FM VP15TF 130—230 .002—.008 .008—.035 [ ) F 1 MK MC5005 540—870 .003—.012 .012—.079 A

[ S F 2 Std uUs735 130—245 .003—.012 .012—.079 [ ) L 1 MK MC5005 540—870 .003—.012 .012—.079
& ¢ L 1 LM MC7025 260—345 .002—.010 .008—.039 [ ) M 1 Flat MC5005 540—870 .003—.012 .012—.079 g
i € | L | 2 | tsmy | wmPoois 345460 .002—.008 .008—039 e F |1 MK MC5015 490—785 .003—012 .012—.079 &
2 ¢ L 3 Std US735 130—245 .003—.012 .012—.079 [ - F 2 Std UC5115 425—785 .003—.012 .012—.079 2
% ¢ M 1 MM MC7025 210—280 .003—.012 .012—.079 [ - L 1 MK MC5015 490—785 .003—.012 .012—.079 g
= Hardened Stainless Steel € | M| 2] Ms | wmPoois 280395 003—010 012—.079 € L | 2| sd UC5115 425-785 003—012 012—.079 =
lné (AISI 630, AISI 631) <40HB - T E T L | Fm VP15TF 130—230 002—.008 008—.035 gl"‘gl ﬁ?)sflg%r)‘ <350MPa | € | M | 1 | Flat | Mcs015 490785 003—012 012—079 ?_%

E - F 2 Std USs735 130—245 .003—.012 .012—.079 [ - M 2 Flat UC5115 425—785 .003—.012 .012—.079

E - L 1 LM MP7035 150—245 .002—.010 .008—.039 e F 1 MK MC5015 490—785 .003—.012 .012—.079

g L 2 LM VP15TF 130—230 .002—.010 .008—.039 e F 2 Std UC5115 425—785 .003—.012 .012—.079

g L 3 Std US735 130—245 .003—.012 .012—.079 E L 1 MK MC5015 490—785 .003—.012 .012—.079

g M 1 MM MP7035 130—195 .003—.012 .012—.079 g L 2 Std UC5115 425—785 .003—.012 .012—.079

g M 2 MM VP15TF 115—195 .003—.012 .012—.079 g M 1 Flat MC5015 490—785 .003—.012 .012—.079

g M 2 Flat UC5115 425—785 .003—.012 .012—.079

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

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

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

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

[ - F 2 Std UC5115 410—740 .003—.012 .012—.079

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

[ - L 2 Std UC5115 410—740 .003—.012 .012—.079

<450MPa [ 5 M 1 Flat MC5015 460—755 .003—.012 .012—.079

[ - M 2 Flat UC5115 410—740 .003—.012 .012—.079

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

k5 F 2 Std UC5115 410—740 .003—.012 .012—.079

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

g L 2 Std UC5115 410—740 .003—.012 .012—.079

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

. k- M 2 Flat UC5115 410—740 .003—.012 .012—.079

Ductile Cast Iron

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

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

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

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

[ - F 2 Std UC5115 360—655 .003—.012 .012—.079

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

[ 5 L 2 Std UC5115 360—655 .003—.012 .012—.079

<800MPa [ - M 1 Flat MC5015 410—670 .003—.012 .012—.079

[ - M 2 Flat UC5115 360—655 .003—.012 .012—.079

k5 F 1 MK MC5015 410—670 .003—.012 .012—.079

g F 2 Std UC5115 360—655 .003—.012 .012—.079

k- L 1 MK MC5015 410—670 .003—.012 .012—.079

k- L 2 Std UC5115 360—655 .003—.012 .012—.079

k- M 1 Flat MC5015 410—670 .003—.012 .012—.079

k- M 2 Flat UC5115 360—655 .003—.012 .012—.079

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

RECOMMENDED CUTTING CONDITIONS

[l 7° POSITIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top

Work Material Hardness Ch;‘gér;g Priority| Breaker Grade Cutti(r;?:l\sngeed Eg% Dep(mcc'):)Cut Work Material Hardness C,\%(t)tg;g Priority| Breaker Grade Cuttzgglj:hslgeed EgeRc; Dep(mcohf)Cut
A @ | 1| Az HTi10 985—2295 004—.016 .008—.118 ® | 1| FsP | wmTo005 130—260 002—.005 008—.055 A
. dlér&isql,l%%"% Si<5% e | | 1| Az HTI10 985—2295 004— 016 008—.118 e r | 2| m RT9010 115—245 002—.005 008—.055 .
e 2 F | 1| Az HTI10 985—2295 004—.016 008—.118 ® L | 1| Lsp | wmrooos 130260 002—.006 012—.118 E
w @ | 1| Az HTi10 985—2295 004—.016 008—.118 ® | L | 2 | Lsm | wmToo0s 130—260 .002—.008 008—.039 uj
% A'“r?iA”(‘:Jan?"OV 506<Si<10% | € | F | 1 | Az HTI10 985—2295 004—.016 008—.118 ®@ ™M | 1| wms MT9005 115210 003—010 012—079 i
= 2 F | 1| Az HTI10 985—2295 004—.016 008—.118 €| F | 1| FsPp | wmTo00s 130—260 002—.005 008—.055 =
x @ | 1| Az HTi10 985—2295 004—.016 008—.118 e F | 2] m RT9010 115—245 .002—.005 008—.055 x
. '(A,LI\anggg,mAég%))l Si>10% | @ | F | 1 | Az HTI10 985—2295 004—.016 008—.118 Tig?{_‘g“'&?_f\'/'?y - € | L | 1| tsp | mro00s 130—260 .002—.006 012—.118 .

2 F | 1| Az HTI10 985—2295 004—.016 008—.118 €| L | 2 |ism | wmrooos 130260 .002—.008 008—.039

€ M| 1] ws MT9005 115—210 003—.010 012—.079

£ F | 1] FsPp | wmrTo00s 130260 002—.005 008—.055

2 F | 2] m RT9010 115—245 .002—.005 008—.055

£ L | 1] tsp | wmrooos 130260 002—.006 012—118

£ L | 2 | tsm | wmrooos 130260 002—.008 008—.039

£ M| 1] ws MT9005 115—210 003—.010 012—.079

s

® | 1| Fs MP9005 80—310 002—.005 .008—.055

® | 2| m VP1ORT 65—150 002—.005 008—.055

® L | 1| Lis©G | wmpooos 80—310 002—.006 012—.118

® L | 2 | iswm | wmpooos 80—310 .002—.008 008—.039

® | v | 1| wms MP9005 65—260 003—010 012—079

€ | 1| Fs MPQ015 65—245 002—.005 008—.055

e 2| m VP1ORT 65—150 .002—.005 008—.055

Hea(tl rl?ceosrilsetle;?.tS ?Iloy - ¢ L 1 | LS(G) MP9015 65—245 .002—.006 .012—.118

€| L | 2 |ism | wmpoois 65—245 .002—.008 008—.039

€ v | 1] ws MP9015 65—195 003—.010 012—.079

2 F | 1] Fs MP9015 65—245 002—.005 008—.055

2 F | 2] m VP1ORT 65—150 .002—.005 008—.055

£ L 1] is@ | mpoois 65—245 002—.006 012—118

£ L | 2| ism | wmpoois 65—245 .002—.008 .008—.039

£ m | 1] wms MP9015 65—195 003—.010 012—.079

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

104 105



TURNING INSERTS TURNING INSERTS

Type A Type B
RECOMMENDED CUTTING CONDITIONS HOLE G EOM E I RY <
o o N T N
Il 11° POSITIVE INSERT TYPE Breaker : Std : Standard Flat : Flat Top S q e Fis
- Cutting o Cutting Speed Feed Depth of Cut
Work Material Hardness Mode |Friority| Breaker | Grade (SFM) (PR) (inch)
P
POSITIVE
A ®  r 1 | RRL NX2525 740—1050 .002—.005 .008—.024
Dimensions (mm Dimensions (mm
" [ ] L 1 R-Std NX2525 605—885 -003—.012 012—.079 Insert Number (mm) Hole Type Insert Number (mm) Hole Type
b ® | M| 1 | RsStd| Nxes25 605—885 .003—.012 012—.079 D: | Ds | BO) D- | Ds | BO)
0 € F | 1 |RRL| NXxes25 740—1050 .002—.005 .008—.024 CCET 0602:.+. 28 | 38 | R B 0802¢.x.: 25 | 38 | 8%
p °
o e L 1 | R-Std UE6110 690—1165 .003—.012 .012—079 093010 44 | 60 | R B TPexX 0902 30 | 43 | 88
% Mild Steel e L 2 | R-std MP3025 620—970 .003—.012 .012—.079 CCMH 0602 28 | 39 | R B 35 | 48 | 88 c
% (AISI ASTM A283, <180HB ¢ L 3 | R-Std NX3035 590—835 .003—.012 .012—.079 03S1: 20 | 29 | R B
[ AIS| 1010 - .
) e ™ 1 | R-Std UE6110 690—1165 .003—.012 .012—.079 0470 24 135 | R B TPMX 32 | 43 | 88 C
e W™ 2 | R-Std MP3025 620—970 .003—.012 .012—.079 ccaT 0602 28 | 38 | R B 37 | 48 | 88° C
(3 M 3 R-Std NX3035 590—835 .003—.012 .012—.079 44 | 6.0 R B 24 | 40 | 78° D
_ TPGH o
8| F 1 | RRL UTi20T 375540 .002—.005 .008—.024 55 | 75 | R B T 29 | 43 | 78 D
2L 1 | N-Flat UP20M 345525 .003—.012 .012—.079 28 | 38 | R B 34 | 48 | 78° D
® | M | 1 | NFat UP20M 345525 .003—.012 .012—.079 34 | 45 | R B 29 | 38 | R B
cemT VBET
®  r 1 | RRL NX2525 540—785 .002—.005 .008—.024 44 | 60 | R B VBGT 44 | 60 | R B
VBMT
® | L 1 | R-Std NX2525 460—655 .003—.012 .012—.079 55 | 75 | R B
® | M | 1 | Rsu NX2525 460—655 .003—.012 .012—.079 20 | 29 | R B 08020 24 | 32 | R B
VCGT
e r 1 | RRIL NX2525 540—785 .002—.005 .008—.024 24 | 35 | R B VCMT 110303 28 | 38 | R B
VCMW
€ | L | 1 [ Rswd]| uEsio 510—850 .003—.012 .012—.079 ggﬁ‘x 28 | 38 | R B 44 | 60 | R B
180 e L 2 | R-Std MP3025 460—720 .003—.012 .012—.079 44 | 60 | R B VEET 24 | 32 | R B
C‘Z&?gl” l%tfse'AlAS':oglige)e' | € | L | 3 | Rstd]| Nx3035 440—620 .003—.012 012—.079 55 | 75 | R B VPGT 29 | 38 | R B
: 280HB
([ 4 M 1 R-Std UE6110 510—850 .003—.012 .012—.079 34 | 45 R B WBGT 23 | 32 R B
CPGT
€ M | 2 | RSt MP3025 460—720 .003—.012 .012—.079 44 | 60 | R B WBMT 23 | 32 | R B
€ M | 3 | RSt NX3035 440—620 .003—.012 .012—.079 35 | 53 | 78° D 23 | 30 | R B
| F| 1| RrRRL| uTi2oT 280395 002—.005 008—.024 CPMH a5 | o3 | 78° 5 wear >3 | 30 | r 5
® L 1 | N-Flat UP20M 260—395 .003—.012 .012—.079 35 | 55 | 78 B WCMT T B
® | M| 1 | NFat | up2om 260395 003—012 012—079 CPMX 26 | 66 | s0° 5 22 | 60 | R 5
DCET 2.8 3.8 R B WPGT 2.8 3.8 R B
bcet 44 | 60 | R B WPMT 44 | 60 | R B
eow 28 | 38 | R B XCMT 28 | 38 | R B
DCMW 117300 44 | 60 | R B
DCMT
R B
SCMT 09T3( 4 44 | 60 | R B
S 120475 55 | 75 | R B
0601 2.3 3.2 R B
08020 23 | 30 | R B
TCGT 090277 25 | 33 | R B
TCMT
TCMW 11027 2.8 3.8 R B
13037 34 | 45 | R B
16T3 4.4 6.0 R B

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

STANDARD OF INSERTS WITH HAND OF TOOL

@ POSITIVE INSERTS

Geometry Insert Number L3 La Geometry Insert Number L3 La
CCET0602V3R/L-SR | 2.2 | — CPMH 080204R/L-F 10| —
060201R/L-SR 22| — L3 o 090304R/L-F 14 | —

060202R/L-SR | 2.2 | — gg F\—-aLh \}Z&#

Ls . 060204R/IL-SR | 2.2 | — 15° 20°

gg ;%LI \'ZZ&# 09T3V3RIL-SR | 32 | — Right hand insert shown.

30° 20° 09T301RIL-SR | 32 | — DCET0702V3RIL-SR | 2.5 | —
09T302R/L-SR | 32 | — 070201R/L-SR 25 | —
Right hand insert shown. 09T304R/L-SR 32 | — 070202R/L-SR 25| —

CCET 060200R/L-SN 10| — @y ?Lih o 070204R/L-SR 25 | =
0602V3R/L-SN | 1.0 | — L/ &# 11T3V3R/L-SR 37| —
060201R/IL-SN | 1.0 | — % 20° 11T301R/IL-SR | 3.7 | —
060202R/L-SN 10 | — 11T302R/L-SR 37| —

L3 060204R/L-SN 1.0 | — Right hand insert shown. 11T304R/L-SR 37 | —
gg ;2}2100 09T300R/L-SN 15 || — DCET 070200R/L-SN 10 | —
09T3V3R/L-SN | 1.5 | — 0702V3R/L-SN 10 | —
09T301R/L-SN 15 | — 070201R/L-SN 10 | —
09T302R/L-SN 15| — 070202R/L-SN 10 | —
Right hand insert shown. 09T304R/L-SN 15 | — Ls 070204R/L-SN 1.0 | —
CCET0602V3R/LW-SN | 1.0 | — @y Q—\j_gc 11T300R/L-SN 15 | =
L 09T3V3R/LW-SN | 1.5 | — 11T3V3R/L-SN 15| —
gg Flh 11T301R/L-SN 15 | —
20° 11T302R/L-SN 15 | —
Right hand insert shown. Right hand insert shown. 11T304R/L-SN 15 | —
CCGH 060202R/L-F 12| — DCET 0702V3R/LW-SN | 1.0 | —
@ L3 ‘ 060204R/L-F 14 | — La 11T3V3R/LW-SN | 1.5 | —
15° %0° @y 20°
Right hand insert shown. Right hand insert shown.

CCGT03S1V3L-F 08| — DCGT 070202R/L-F 10 | —
03S101L-F 08 | — 070204R/L-F 1.0 | —
03S102L-F 08| — 11T302R/L-F 10 | —

L3 K 03S104L-F 08 | — 11T304R/L-F 10 | —
E} E;j_ﬂ X&?SL . 04TOV3L-F 10 | — : :
04TOO1L-F 1.0 | — Right hand insert shown.
04T002L-F 10 | — DCGT 0702V3R/L-SS 1.0 | 35
Right hand insert shown. 04TO0AL-F 10 | — s 070201R/L-SS 1.0 | 35
CCGT 0602V3R/L-SS 1.0 | 3.0 F—H'I 070202R/L-SS 1.0 | 35
Ls 060201R/L-SS 1.0 | 3.0 = 14° 11T3V3R-SS 1.0 | 6.5
T K%Ll 060202R/L-SS | 1.0 | 3.0 11T301R-SS 10 | 65
= g 14° 09T3V3R/L-SS 1.0 | 5.0 Right hand insert shown. 11T302R-SS 1.0 | 65
09T301R/L-SS 1.0 | 50 DCGT 0702V3R-SN 1.0 | 35
Right hand insert shown. 09T302R/L-SS 1.0 | 5.0 070201R-SN 1.0 | 35
CCGT 0602V3R-SN 1.0 | 3.0 N 070202R/L-SN 1.0 | 35
060201R/L-SN 1.0 | 3.0 k\-%l'l 11T3V3R/L-SN 15 | 6.5
L3 060202R/L-SN 1.0 | 3.0 L4 207 11T301R/L-SN 15| 6.5
§ @}'I 09T3V3R/L-SN | 15 | 5.0 11T302R/L-SN 15 | 65
L4 2 09T301R/L-SN 1.5 | 5.0 Right hand insert shown. 11T304R/L-SN 15 | 6.5
09T302R/L-SN 15 | 5.0
Right hand insert shown. 09T304R/L-SN 15|50

CPGT 080204R/L-F 06 | —
090302R/L-F 08| —
090304R/L-F 08 | —

Right hand insert shown.

PRECISION BREAKER SYSTEM

STANDARD OF INSERTS WITH HAND OF TOOL

@ POSITIVE INSERTS

Geometry Insert Number L3 La Geometry Insert Number L3 La
TCGT 0601V3L-F 1.0 | — WBGT 0201V3L-F 1.0 | —
% L3 . 060101L-F 10 | — 020101L-F 10 | —
L Q—\i}h \72&# 060102R/L-F 10 | — 020102L-F 1.0 | —
14° So0 060104R/L-F 10 | — LQZLI \7% 020104L-F 10 | —
Left hand insert shown. 30 7 L302V3L-F 10 | —
TPGH 080202R/L-FS 09 | — L30201L-F 1.0 | —
080204R/L-FS 09 | — L30202R/L-F 10 | —
090202R/L-FS 10 | — Left hand insert shown. L30204R/L-F 10 | —
090204R/L-FS 10 | — WCGT 020102R/L 10 | —
110302R/L-FS 14 | — L3 - 020104R/L 10 | —
110304R/L-FS 14 | — ‘g—\j-h \'/Z&# L30202L 1.0 | —
157 30° 1.30204L 10 | —
Right hand insert shown. Right hand insert shown. 1.0
TPGX 080202R/L 13| — WPGT 040204L-FS 1.0 | —
080204R/L 13 | — L3 o 060304R/L-FS 10 | —
090202R/L 16 | — k\-%h \}&#
% Ls - 090204R/L 16 | — 157 20°
“ ‘{;j‘h \}Z&# 090208L 1.4 — Right hand insert shown.
107 20° 110302R/L 18 | —
110304R/L 1.8 | —
Right hand insert shown. 110308R/L 18 | —
VBGT 110302R/L-F 10 | —
L3 110304R/L-F 1.0 | —
ﬁy @h %# 160402R/L-F 15| —
13° 20° 160404R/L-F 15 | —
Right hand insert shown.
VBET 1103V3R/L-SR 25| —
L3 - 110301R/L-SR 25| —
ﬁy @h 7&# 110302R/L-SR 25| —
30° 20° 110304R/L-SR 25 | —
Right hand insert shown.
VBET 110300R/L-SN 10 | —
L3 1103V3R/L-SN 10 | —
ﬁy g—\j'l'l 110301R/L-SN 10 | —
20° 110302R/L-SN 10 | —
Right hand insert shown. 110304R/L-SN 1.0 | —
VBET 1103V3R/LW-SN 10 | —
@ L3
20°
Right hand insert shown.
VCGT 080202R/L-F 08 | —
La . 080204R/L-F 08 | —
13° 500
Right hand insert shown.
VPET 080201R/L-SRF 08 | —
La 080202R/L-SRF 08 | —
ﬁy @1 %# 1103V3R/L-SRF 1.0 | —
13° 20° 110301R/L-SRF 10 | —
Right hand insert shown. 110302R/L-SRF 1.0 | —
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HOW TO READ THE STANDARD TURNING
OF SMALL TOOLS S MA L L OUTLINE OF SMALL TOOLS ........o...o..... 112

@ How this section page is organized CLASSIFICATION....cco i 114
®Organized according to the cutting mode of small tools. I O O L S STANDARD
(Refer to the inside title on the next page.)

@Shown as Turning — External Grooving — External Cutting Off — Threading — Boring. GANG TYPE TOOL POSTS

FRONT TURNING TOOLS INCH METRIC
e FIGURE SHOWING THE TOOLING APPLICATION SCAC-SM ...t 118 122
uses illustrations and arrows to depict the SCLC-SM....iiiiiiiiieeeeiee e 118 122
available machining applications such as SDIC-SM. ..o 119 123
TYPE OF TOOL HOLDER extern._';ll turning, copying, facing, chamferl_ng, SDNC-SM 119 123
indicates the first four letters of the order number threading, and grooving together with cutting PR
as well as cutting applications. ’ edge lead angles. SVLP-SM...coiiiiiiiiiiiiiiiiiiieiii 120 124
GEOMETRY SV\]B'SM ...................................... 120 124
s A PP ICATION — CHIP BREAKER BY 2&;]3?3'2?/'/' ...................................... 121 132
CUTTING APPLICATION SOM -
PRODUCT SECTION SVVB-SMereeeeeeerereeceeerenne 121 125
L@smaLL TooLs BACK TURNING TOOLS
_.FRONT TURNING TOOLS (_Ilz_ggl?égsGT‘gYPE BTAH ............................................ 126 129
oH STANDARD el sanoarn )\ CTBH .ot 127 130
I o BTVH .o 128 131
a & GROOVING TOOLS
- o GTAH/GTBH/ GTCH......ccceunuee. 132 134
£ ) CUTTING OFF TOOLS
o e - R CTAH / CTAH-S .ooooooc e 136 138
§ Socmoson o 5| o | o | =Y P coscnvacssw [l B | oo || [ssc| oo 70| 50| 0 [ o | B CTBH ..o 140 141
I oo o =2 o e sovomnsnson _lolo] boow | s | | oo |som| - | = |uws| o | 10 |mn 3 CTCH ..o 142 -
) e CTDH .ot 143 -
ﬂ o (0 1 = = T 144 -
e ﬁ THREADING TOOLS
. )] [ =~ TTAH. .o 145 146
™ e (& ‘/~ o }Q Ya MMTE ... 148 -
e IR EEEEREE el [ el o e i e OPPOSITE TOOL POSTS
e R s i s el = L= Ll e e DIMPLE SLEEVE HOLDER
e T ] 149 150
Fie utog s - s = CCRTE
Ml st e B K ) R ] RADIAL TYPE TOOL POSTS
1 Yttt et o o e I Tt - rsrs =0 - Gt o < CSVH ..o, 151 154
D S e — = 015V 1 = 151 154
* — (015 VA 1 (S 151 154
L OISV A [T 152 155
LEGEND FOR STOCK REFERENCE PAGE FOR PAGE REFERENCE CSVTB..oiieeeeeiee e 152 155
STATUS MARK APPLICABLE INSERTS -SPARE PARTS
is shown on the left hand page indicates reference pages - TECHNICAL DATA ggxigXL """""""""""""""""""" igg 122
of each double-page spread.  giving details of inserts that indicates reference pages, | el T
are applicable to the product. including the above, on the CSVTT o 153 156
right hand page of each BORING TOOLS
PRODUCT STANDARDS double-page spread. SBAH oo - 157
indicates order numbers,
stock status (per right/left hand), RECOMMENDED CUTTING CONDITIONS

applicable inserts, dimensions, for each work material classification,

and spare parts. indicates recommended cutting conditions
according to the ISO categories
for cutting grades, P, M and N.

@ To Order : Please specify order number and hand of tool (right/left).




SMALL TOOLS
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SMALL TOOLS

OUTLINE OF SMALL TOOLS

TOOLS FOR GANG TYPE AUTOMATIC LATHES (FOR EXTERNAL TURNING AND BORING)

Wikl o

VL

PVD Coated Cemented Carbide Grade for Carbon Steel Ti-C-N Multilayer Coating

MS6015 Conventional —__- - s . .
M 860 15 NEW - - uperior wear and weldlvng
Coating TiCN multilayer TIAIN .. resistance and demonstrating
the best possible results for
) ) ) Hardness (HV) 3,000 2,800 carbon steel.
Skilled at pure iron, carbon steel and free cutting _ _
steel turning and achieving implemented stable _Wear Coefficient (Carbon Steel) Low High :welr:g:sagn|u"ilr|l1&\]f§\;:
finished surfaces and excellent dimensional Base Material Hardness (HRA) 92.0 92.0 ; &'_ &'l welding. yome
AT
T.R.S (GPa) 2.0 2.0 X .
@ Molded breaker insert A combination of a SMG FS Fs.p @ Tolerance Corner R
curved cutting edge 2 -
and the protrusion type
i ; ; breaker promotes y b 2
Nose radii designed with efficient chip breaking. | 4 | /?\
minus tolerance | '/ RE
e Suitable for small parts applications that often ; The letter “M” insert
require minus tolerance dimensions. LS LS-P Oe € .er nser
o The order number is shown with the letter “M” RE "oz inch
that indicates minus tolerance. ex) DCGT32.50.2MFS Curved cutting edge ,: ~ Conventional G-class insert
e The radius value is printed on the side of _ RE + 004 inch
the insert label for easy recognition. Sharp cutting edge
@ Cutting Off @Back Turning @ Threading
Cutting edge width € € [Inserts for = Can machine to the
.028 — 118 inch (0.7 — 3.0 mm) € ) € Molded Back Turning € shoulder
- o .138 inch 0 o
© ) )
— S @5mm c S M B Breaker e
3

NEW

Over hang —.295 inch
Step difference .256 inch

Max. Cutting Off
diameter $1.378 inch
(¢35 mm)

Effective cutting edge length —.236 inch

@Back Clamping

@ Grooving
Mechanism

e3-cornered

oGroove width .012- 118 inch
(0.3-3.0 mm)

., elraversing possible

@ Front Turning
oSO E class accuracy inserts
eAwide variety of small comer R inserts
eRake angle 30°

Screw designed for front
and back clamping.

Tools for a very wide range of
small parts machining

Tools for front turning, back turning,
grooving, threading, and cutting off

Tools for boring, internal grooving and
internal threading

Internal Turning

Drills

End Milling End Mills

Tools for front turning, back turning, grooving,
threading, and cutting off

Gang type, Turret type
Radial type

Square holder : .375—.625 inch (8 — 16 mm)

Tool Si
ool size Round holder : < @1 inch (#25.4 mm)

Indexable inserts developed under the concept of
"high quality, high efficiency and long tool life."

E class tolerance, sharp cutting edge, high
accuracy small corner R, smooth surface finish

PVD coating
MS6015/VP15TF/ MP9005/ MP9015

Long Tool Life

Regrinding not necessary due to the employment of .
indexable inserts. A wide variety of top cutting edge geometries

INTERNAL TURNING TOOLS
Solid type MICRO-MINI TWIN
Boring Bars

Minimum cutting

Boring
Grooving
Threading

Round Shank

Square Shank

MICRO-DEX Boring Bars

Minimum cutting diameter
5.0 mm-—

Minimum cutting diameter
¢ .39 inch—

DIMPLE BAR

diameter ¢ 2.2 mm-

TOOLS FOR CAM TYPE AUTOMATIC LATHES

@ The most suitable for the use with cam type automatic
lathes (radial pattern tool posts)

@ The most suitable for machining of small parts with work
diameter 5mm or smaller

@ Single holder for front turning, back turning, grooving,
threading and cutting off operations

(Front Turning  Back Turning Grooving  Threading  Cutting Off
DRILLING TOOLS

Solid Carbide Drill Solid Carbide Flat Bottom Drills
MVS/MVE MFE &

Solid Carbide Drills for
Centering and Chamfering

DLE wew
e |
-
t ‘ |
g\l
Micro Solid Carbide Center Drills Solid Gun Drill
Micro Solid Carbide Gun Drill
MSP wiltchr?hrgdgh g(r)olla?n huor}esrI
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END MILLING TOOLS

Vibration Control End Mills for

Solid Carbide End Mill
MSTAR End Mill Series

Machining Difficult-to-Cut Materials

%
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SMART MIRACLE End Mill Series
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SMALL TOOLS

CLASSIFICATION (EXTERNAL TURNING)

GANG TYPE TOOL POSTS
@ FRONT TURNING

Name of
Tool Holder

Tool Size (H x B x LF)

Inch

Metric

SCAC-SM

Inch @ D008
Metric © D012

375 x.375 x 4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

8x 8x125
10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SCLC-SM

Inch @ D008
Metric @ D012

375 x.375 x 4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

8x 8x125
10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SDJC-SM

Inch @ D009
Metric © D013

375 x .375x4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

8x 8x125
10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SDNC-SM

Inch @ D009
Metric © D013

375 x .375x4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

8x 8x125
10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SVLP-SM

Inch @ D010
Metric @ D014

.375 x .375 x 5.000
.500 x .500 x 6.000
.625 x .625 x 6.000

10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SVJIB-SM

Inch @ D010
Metric @ D014

375 x .375 x 4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SVJC-SM

Inch @ DO11
Metric @ D015

.375 x .375 x 4.500
.500 x .500 x 4.500
625 x .625 x 4.500

10x10x120
12x12x120
16x16x120

SVPP-SM

Metric © D015

10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

SVVB-SM

Inch @ DO11
Metric @ D015

375 x.375 x 4.921
.500 x .500 x 5.906
.625 x .625 x 5.906

10 x 10 x 125
12 x 12 x 150
16 x 16 x 150

Geometry

@BACK TURNING

Name of
Tool Holder

Tool Size (H x B x LF)

Inch

Metric

BTAH

(Edge Length)
110, .138, .197 inch
2.8,3.5,5.0mm
Inch @ D016
Metric @ D019

375 x .375x 4.724
.500 x .500 x 4.724
.625 x .625 x 4.724

8x10x 120
10 x 10 x 120
12 x 12 x 120
16 x 16 x 120

CTBH

(Edge Length)
177, .236 inch
4.5, 6.0 mm
Inch @ D017
Metric @ D020

375 x .375 x 4.724
.500 x .500 x 4.724
.625 x .625 x 4.724

10 x 10 x 120
12 x 12 x 120
16 x 16 x 120

BTVH

(Edge Length)
.295 inch
7.5 mm
Inch @ D018
Metric @ D021

375 x .375 x 4.724
.500 x .500 x 4.724
.625 x .625 x 4.724

10 x 10 x 120
12 x 12 x 120
16 x 16 x 120

Geometry

@ THREADING

Name of
Tool Holder

Tool Size (H x B x LF)

Inch

Metric

TTAH

Inch @ D035
Metric @ D036

375 x .375 x 4.724

.500 x .500 x 4.724
.625 x .625 x 4.724

8x10x 120
10x 10 x 120
12 x 12 x 120
16 x 16 x 120

MMTE

Inch @ D038

.375x .375x 4.724
.500 x .500 x 4.724

Geometry

@ GROOVIN

G

Name of
Tool Holder

Tool Size (H x B x LF)

Inch

Metric

GTAH

(Grooving Width)
.012-.055 inch

0.3-3.0 mm |’

Inch @ D022
Metric @ D024

.375 x .375 x 3.150
.500 x .500 x 3.150
.500 x .500 x 4.724

625 x .625 x 4.724

8x 8x 80
8x 8x120
10x10x 80
10 x 10 x 120
12x12x 80
12 x 12 x 120
16 x 16 x 120

GTBH
(Grooving Width)
.057-.089 inch
1.45-3.0 mm
Inch @ D022
Metric @ D024

.375 x .375 x 3.150
375 x .375x 4.724
.500 x .500 x 4.724
.625 x .625 x 4.724

10x10x 80
10x 10 x 120
12 x12x 120
16 x 16 x 120

GTCH
(Grooving Width)
.098-.118 inch
2.5-3.0 mm

Inch @ D022
Metric @ D024

.375 x .375 x 3.150
375 x .375 x 4.724

10x10x 80
10 x 10 x 120

Geometry

Note 1) For GY

@ CUTTING OFF
Name of Tool Size (H x B x LF)
Tool Holder Inch Metric
CTAH 375 x .375 x 4.724| 8 x 10 x 120
(Max.Cut Of Diameter) |-500 X 500 x 4.724/10 x 10 x 120
472 inch | -625 X .625 x 4.724/12 x 12 x 120
12 mm 16 x 16 x 120
Inch @ D026
Metric @ D028
CTAH-S 375 x .375 x 3.150[10 x 10 x 80
(Max.Cut Off Diameter) [ -500 x .500 x 3.150
472 inch
12 mm
Inch @ D026
Metric @ D028
CTBH 375 X .375 x 4.724[10 x 10 x 120
Max Cut Off Diameter) | -500 X .500 x 4.72412 x 12 x 120
(MGt O D) | e X [625 x 4.724/16 X 16 x 120
16 mm
Inch @ D030
Metric © D031
CTCH 10 x 10 x 120
(Max.Cut Off Diameter) 12 x 12 x 120
.787 inch _
20 mm
Metric @ D032
CTDH 16 x 16 x 120
(Max.Cut Off Diameter) 16 x 16 x 125
.906-1.378 inch _
23-35 mm
Metric @ D033
CTEH 16 x 16 x 120
(Max.Cut Off Diameter) 16 x 16 x 125
.906-1.378 inch _
23-35 mm

Metric @ D034

style lathes please refer page F018 or F042.

Geometry

OPPOSITE TOOL POSTS
@DIMPLE SLEEVE HOLDER

Name of Shank Size (DCON x LF)
Tool Holder Inch Metric
SH 625 x 3.937 |$15.875 x 100
750 x 4921 1619.05 x 125
787 x 4.921 |20 X 125
.866 x 4.921 |22 X 125
Inch © D039 1.000 x 5.906 |p254 x 150

Metric @ D040

Geometry

KAPR

TURRET TYPE TOOL POSTS

@ FRONT TURNING

Name of Shank Size (inch)
Tool Holder (H x B x LF)
SCLC .375x .375x 2.500
.500x .500x 3.500
625x .625x 4.000

Inch @ C030

SDJC .375x .375x 2.500
500 .500x 3.500
625x .625x 4.000

Inch @ CO031

SDNC .375x .375x 2.500
500 .500x 3.500
625x .625x 4.000

Inch @ CO031

SSSC 500 .500x 3.500
625x .625x 4.000

Inch @ C034

STGC 375X .375x 2.500
500 .500x 3.500
.625x .625x 4.000

Inch @ CO035

STFC .375x .375x 2.500
.500x .500x 3.500
625X .625x 4.000

Inch @ CO035

SvJcC .375x .375x 2.500
.500x .500x 3.500
625x .625x 4.000

Inch @ CO036

SVPC 500 .500x 3.500
625X .625x 4.000

Inch @ CO036

SVJB 375X .375x 2.500
.500x .500x 3.500
.625x .625x 4.000

Inch @ C028

Geometry

Name of Shank Size (inch)
Tool Holder (HxB xLF) SEUE

SVVB .375x .375x% 2.500

500 .500x 3.000

625X .625x 4.000 </

KAPR
@ A~

Inch @ C028 M
SVHB .375x .375x 2.500 1 @

.500x .500x 3.500

625X .625x 4.000

KAPR

Inch @ C029

RADIAL TYPE TOOL POSTS

Name of Tool Size (H x B x LF)
Tool Holder Inch Metric Geometry
CSVH 375x.375x 5512 | 7 x 7 x140
; 500 x.500 x 5512 | 8 x 8 x140
(Front Turning) 9.5% 95140
10 x10 x140
Inch 9 D041 12 x12 x140
Metric © D044
CSVH 375x.375 x 5512 | 7 x 7 x140
(Front 500 x.500 X 5512 | 8 x 8 x140
: . 9.5x 9.5x140
Turning Copying) 10 x10 X 140
Inch 9 D041 12 x12 x140
Metric © D044
CSVH 375x.375x 5512| 7 x 7 x140
i 500 x.500 x 5.512| 8 x 8 x140
(e S 9.5x 9.5x140
10 x10 x140
Inch ~ © D042 12 x12 x140
Metric @ D045
CSVH 375x.375x 5512 | 7 x 7 x140
f .500 x.500 x 5512 | 8 x 8 x140
(EEES Tugg"%n ) 9.5x 9.5%140
pying 10 x10 x 140
Inch Q D042 12 x12 x140
Metric © D045
CSVH 375 x.375x 5512 | 7 x 7 x140
: 500 x.500 x 5512 | 8 x 8 x140
(Cutting Off) 9.5x 9.5x140
10 x10 x140
Inch @ D042 12 x12 x140
Metric @ D045
CSVH 375 x.375 x 5512 | 7 x 7 x140
: 500 x.500 x 5512 | 8 x 8 x140
(Grooving) 9.5x 9.5x140
10 x10 x140
Inch @ D043 12 x12 x140
Metric @ D046
CSVH 375 x.375 x 5512 | 7 x 7 x140
. 500 x.500 X 5512 | 8 x 8 x140
UIEEEEE) 9.5x 9.5x140
10 x10 x140
Inch  © D043 12 x1z x140

Metric @ D046
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SMALL TOOLS

CLASSIFICATION (INTERNAL TURNING)

KAPR = 75° KAPR = 93° KAPR = 95° KAPR =107.5°-117.5° | KAPR=142°| Grooving | Threading Selection Standard
Min. KAPR KAPR KAPR KAPR — |28 _8 2| % |2
Cutting Name of Tool Holder Features fr KAPR ‘ / M J - £ | E § 88| &£ ;E; g
Dia. - — { | Sond = |02|5%| B | § |Sg
- + - . §138|8¢ 8| 838
For Gang Type Tool Posts | ® e minimum cutting '
diameter is 3 mm
$3.0mm| SBAH (118 inch). < o O
¢.118 ) @ Tools for Gang type
( inch 3 Swiss type lathes. SBAH
{ @ D047
®2.2 mm _ @ The minimum cutting diameter
i MIC.RO MINI' TWIN is 2.2 mm (.087 inch). i1 $ = P =
é7.2mm| Borin g Bars @ Two cutting edges type. | L\ . VWA
¢.(|)87 (Solid Carbide) =59 @ Continuous cutting from boring p | @ © © ©
= to facing. o -
¢'i%§ﬁ . @ With or without a chip breaker. CBéuE%ggB) CR.C.) v IE%—%(-B) CGé F'?:SZ-M, B)|CT 62%!&(8)
<l53.2I mm MIC, RO-MINI :g;; F’QHZE’[:’T” C(;gé? rgici%Teter is \ |
$5.2 mm | Boring Bars ® 15 imes the dameter. = .
(0} .]I_26 (Solid Carbide) ® Cuttin _ed?etﬁan bel_shatped @ © @
according to the application.
¢.205 ’ Thus, i{ c%vers a yv? elcut{ing range. C % FR-BLS
inch (threading, grooving, copying, etc.) ® E031
é5.0mm| MICRO-DEX ® The minimum cutting diameter
1 g is from 5 mm (.197 inch). ~ .
¢8.0mm | Boring Bars ® Z'posive nsert = © olo o
¢.197 @ Carbide shank type. ) -
@ Easy-to-use tool geometries.
( ¢__:I31? ) :ﬁéji_tats)k;._ for stmhalld\_/vork;t)iece. SWUB SCLC
inc is 5 times the diameter. © E029 © E029
®.390 | SCREWCLAMP DIMPLE BAR . |®The minimum cutting i
inch | (Heavy Metal Shank)/ .gLanfel;OIZitdij\ls?r?s:;h. l_i;_ﬂ 7 4 ’_‘ M_\ﬂ
| (Steel Shank) @ Excellent vibration resistance - 2 F—~— ‘ - - ‘ @ @ @
®.977 ,// due to light dimple head. M/S-FSTUP - M/S-FSCLC/P |
inch Py @ Coolant thru type M-FSDUC | M © E007 |M-FSVUB/C |M-FSWUB/P M @ E006 M-FSDQC | M-FSVPB/C| M-FSVJC
L ) © E008 | S @ E007 | © E009 @ E009 S @ E006 © E008 @ EO010 @ EO010
® Two wall pocket. 4—‘
¢ir21§ﬁ Screw Clamp Type ® 7° positive insert, D) | 1’]‘ [ ) D M C
Boring Bars low cutting force. ° > (0] | 2
| (Steel Shank) :gcre\llvri:lamp type.I . - - pras pra (O] - - @ O O
¢-.93; e eay mee and | s-ssKC | S-sbuC | S-STUC S-SwucC S-SCLC S-SDQC | S-SVQC
Inc ice shanks ©E015 | ©E014 | ©E015 © E019 © E012 © E013 © E016
available in various
¢.,208 Screw Clamp Type diameters. ‘[';
Inch 1 Boring Bars (o] T@
| (Heavy Metal Shank) o] prasy OO
“ineh T | ek
¢.228 | Screw Clamp Type - _ .
inch | Boring Bars 91” : “Pu A | ﬂﬂ,'
| (Carbide Shank) pram 51' pras - O @
¢i?§ﬁ Cc-STUC CSCLC | CSWLO | C-SbOC
@ E016 @ E013 @ EO019 @ EO014
H @ Multi-functional bar
¢I?‘|gg SL5 Type BO“ ng BarS for threading, grooving l E q: »
and boring. R =
| @ Minimum bore @.390 inch. — VWA O O O
()] ,_798 A @ Rigid insert retention. S-SL5N S-SL5N
e © F239 © G032
10 mm ; @ The minimum cutting diameter
o I F Type Bo”ng Bars is 10 mm (.394 inch). l —~
$20 mm (FSL51,52) @ Single holder can be -
(0} .Z|394 equipped with grooving F VAAMAAMAA O O O
¢.787 ¢ noers and treadng FSL5L, FSL52 | FSL5L, FSL52
inch : © F238 © G031

Note 1) Products with blue color symbol have carbide shank.

Note 2) O: 1st recommendation. O: 2nd recommendation.
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SMALL TOOLS

FRONT TURNING TOOLS (¢

INCH STANDARD

OR GANG TYPE
OOL POSTS

Finish Finish Light
SMGIFS RIL-F R/L-SS LS
2 ) (2,3) (2,3)
Medium Medium [For ponferrous) | jght
R/L-SN R/L-SR . AZ LS-P
/ N 3
. [2) ~ s
T ight hand tool | e
t holder shown. (2,3) (2,3) (2,3) (2,3)
*
Stock Dimensions (inch) @ f
Order Number Insert Number
R|L H B LF LH | HBKW | HF | WF2 |Clamp Screw, Wrench
SCACR/L-062SM o0 . 21.50 375 | .375 |4.921| -— - .375 0 TS254 | TKY08R
B
SCACR/L-063SM 0 coy 32.50; .375 | .375 |4.921| .630 | .156 | .375 0 TS43 TKY15R
SCACR/L-083SM ee| CCLT 32.50 .500 | .500 | 5.906 | .504 | .031 | .500 | © TS43 TKY15R
SCACR/L-103SM oo cew 32.5(; .625 | .625 |5.906| — - .625 0 TS43 TKY15R

* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31

Finish
Without off set SMG/FS RIL-F R/L-SS LS
—
7777777 LH E E
o
T
o 2 (2) (2,3) (2,3)
Medium Medium |For nonferrous Light
/KAPR . R/L-SN R/L-SR AZ Ls-;
AN &
t z| Righthand tool | ‘e a L’ &G‘JJ
1 holder shown. 2,3) 2,3) 2,3) 2,3)
*
Stock Dimensions (inch) @ f
Order Number Insert Number
R|L H B LF LH |HBKW | HF | WF2 |Clamp Screw| Wrench
SCLCR/L-062SM [ ) J 21.5 375 | .375 |4.921 — — 375 0 TS254 TKYO08R
CCB
SCLCR/L-063SM [ N J CCH 32.50: 375 | .375 |4.921| .807 | .176 | .375 0 TS43 TKY15R
SCLCR/L-083SM oo CCLT 32.50 500 | .500 [5.906| .685 | .051 | .500 | O TS43 TKY15R
SCLCR/L-103SM (I ) cew 32.5 .625 | .625 | 5.906 — - .625 0 TS43 TKY15R

% Clamp Torque (Ibf-in) : TS254=8.9, TS43=31

Note 1) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle.
Note 2) Dimensions shown for insert corner RE .008 inch.

@ : USA Stock

INCH STANDARD

Finish Finish
Without off set SMGIFS RIL-F R/L-SS LS
********* S O & &L
| <
jas)
T
o (2,3) 2,3 2,3 2,3
Medium Medium |For nonferrous| | jght
_karr RIL-SN RIL-SR AZ Lsp
= )
u T Right hand tool = J g
! holder shown. (2,3) 2,3) 2,3) (2,3)
% *
Stock Dimensions (inch)
Order Number Insert Number \
R|L H B LF LH | HBKW | HF | WF2 [Clamp Screw| Wrench
SDJCR/L-062SM [ 2 J DCMT 21.50: 375 | .375 |4.921 — — 375 0 TS254 | TKYO8R
SDJCRI/L-063SM 0 BS“E”¥V 3257 | 375 | 375 |4.921| .965 | .176 | 375 | 0 | Ts43 | TKY15R
SDJCR/L-083SM [ I ] DCGT 325 500 | .500 |5.906 | .843 | .051 | .500 0 TS43 TKY15R
SDJCR/L-103SM oo DCGW 32.50 .625 | .625 [5.906 | — — | 625| 0 TS43 | TKY15R

* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31

Neutral edge with handed holder Finish Light Light
Without off set SMGIFS R/L-F R/L-SS LS
********* : V-4P-4V-4V-4
LH <
[as]
T
o (2,3) (2,3) (2,3) (2,3)
Medium Medium |For nonferrous Light
KAPR RIL-SN RIL-SR AZ LS-P
LF
- | Right hand tool g
holder shown. 2,3) 2,3) 2,3) 2,3)
*
Stock Dimensions (inch) @
Order Number Insert Number &
R|L H B LF LH | HBKW | HF | WF2 [Clamp Screw| Wrench
SDNCR/L-062SM ® ® DCMT 21.50: 375 | .375 14921 -— — 375 | .118 TS254 | TKYO8R
SDNCR/L-063SM  |e|® DSMW 3250 | 375 | 375 |4.921| .965 | .097 | 375 | 197 | Ts43 | TKY15R
DCET
SDNCR/L-083SM [ 2 J DCGT 32.50: .500 | .500 |5.906 — — .500 | .197 TS43 TKY15R
SDNCR/L-103SM e/e| DCGW 32.50: 625 | .625 |5.906| — — | 625 | .197 | TS43 | TKY15R
+* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P | Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006
MS6015 100—590 .0004 —.006
Free Cutting Steel -
NX2525 165—820 .0004 —.006
M Stainless Steel <200HB VP15TF/ MP9005/ MP9015 165—390 .0008 —.004
N| Non-Ferrous Metal - HTi10/MT9005 230—755 .0012 —.006
Titanium Alloy - MT9005 130—260 .0016 —.005
Heat Resistant Alloy - MP9015 65—245 .0016 —.005
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SMALL TOOLS

FRONT TURNING TOOLS (533.56585F

INCH STANDARD

Finish

Without off set R/L-SRF
m V- 4
) L (5,2)
‘/KAPR LF Finish
SMG

. <7

Right hand tool holder shown. (1.5, 2)
*
Stock Dimensions (inch) @ f
Order Number Insert Number &
RIL H B LF HF WF2 [Clamp Screw| Wrench
SVLPR-061.5SM ® 1.51.50: 375 375 5.000 375 0 TS202 TKYO06R
SVLPR-081.55SM [ J 1.51.5: .500 .500 6.000 .500 0 TS202 TKYO06R
SVLPRIL-062SM  |e|®|  VBGT 22 375 | 375 | 5000 | 375 | 0 | Ts2s5 | TKYO8R
SVLPR/L-082SM [ ) 22 .500 .500 6.000 .500 0 TS255 TKYO8R
SVLPR/L-102SM o0 22 .625 .625 6.000 .625 0 TS255 TKYO08R

% Clamp Torque (Ibf-in) : TS202=5.3, TS255=8.9

Finish Medium
Without off set RIL-F R/L-SN
p -
A (2) (2)
J(APR LF Medium
R/L-SR
T =7
) Right hand tool holder shown. @)
Stock Dimensions (inch) @ f
Order Number Insert Number &
R|L H B LF HF WF2 [Clamp Screw| Wrench
SVJBR/L-062SM e \vBMT 22" 375 | 375 | 4.921 | .375 0 TS255 | TKYOSR
SVIBRIL-082SM  |e|®| Vool 22 500 | 500 | 5.906 | .500 TS255 | TKYOSR
SVJBR/L-102SM (10 VBGW 220 625 | .625 | 5.906 | .625 0 TS255 | TKYO8R

(o]

+* Clamp Torque (Ibf-in) : TS255=8.

Note 1) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle.
Note 2) Dimensions shown for insert corner RE .008 inch.

@ : USA Stock

INCH STANDARD

Without off set

=

Finish Finish
FP FM LS LS-P
2 (2) (2) (2)
Light Light Light
LP LM LS

T [ Right hand tool
holder shown. @)
*

Order Number Stock Insert Number Dimensions (inch) §% f

R|L H B LF HBKW HF WF2  [Clamp Screw| Wrench

SVJCR/L-062B-SM o0 220 .375 .375 4.500 - .375 0 TS255 | TKYO08R
SVJCR/L-062.5B-SM |@|® 2.520; .375 .375 4.500 .079 535! 0 TS32 | TKYO8R
SVJCR/L-082B-SM |e|® xgmy 220 500 500 | 4.500 - 500 0 TS255 | TKYO8R
SVJCR/L-082.5B-SM (@ |®| vcaT 2.520: .500 .500 4.500 = .500 0 TS32 | TKYO8R
SVJCR/L-102B-SM o0 220 .625 .625 4.500 - .625 0 TS255 | TKYO08R
SVJCR/L-102.5B-SM |(e|® 2.520; .625 .625 4.500 = .625 0 TS32 | TKYO8R

+* Clamp Torque (Ibf-in) : TS255=8.9, TS32=8.9

Neutral edge with handed holder R/LI-:II:nISh R/L-SN
*********** — L
ﬁ @ @
Medium
R/L-SR
- .4
- Right hand tool holder shown. @
*
Order Number Stock Insert Number PISETEIS () §% f
R|L H B LF HF WF2 |Clamp Screw| Wrench
SVVBR/L-062SM e ®| \VBET 220 375 | 375 | 4921 | 375 | .118 | TS255 | TKYOSR
SVVBR/L-082SM  |e|e| /BST Boe 500 | 500 | 5.906 | 500 | .118 | TS255 | TKY08R
SVVBR/L-102SM ee| VBGW 220 625 | 625 | 5906 | .625 | .118 | TS255 | TKYOSR
* Clamp Torque (Ibf-in) : TS255=8.9
RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P | Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006
Free Cutting Steel B MS6015 100—590 .0004 —.006
NX2525 165—820 .0004 —.006
M Stainless Steel <200HB VP15TF/MP9005/MP9015 165—390 .0008 —.004
N| Non-Ferrous Metal - HTi10/MT9005 230—755 .0012 —.006
Titanium Alloy - MT9005 130—260 .0016 —.005
Heat Resistant Alloy - MP9015 65—245 .0016 —.005
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SMALL TOOLS

FRONT TURNING TOOLS

METRIC STANDARD

FOR GANG TYPE
TOOL POSTS

METRIC STANDARD

CAC- g 'SDJC-SM
S A S M : Finish Without off set SMGIFS  |RIL-F RIL-SS LS
Without off set SMGIFS RIL-F R/L-SS LS
: -T- S V- 4V-4V-4
fffffffffff . -] :
T T
(2,3) (2,3) (2,3) (2,3)
g 1 @ @ @ 2.3) 2.3) ® Medium Medium |For ponferrous) | jght
Medium Medium |For nonferrous Light ‘/‘KAPR RIL-SN RIL-SR A7 LSP
/K APR R/L-SN R/L-SR AZ LS-P LF : i y’ Y Y
LF — J % fw ‘ y e )
‘ . . L M " ’—’ - Right hand tool /
< - Right hand tool | ey | holder shown.
‘ (2,3) (2,3) (2,3) (2,3)
| holder shown. (2,3) (2,3) (2,3) (2.,3) c
) ) % * Stock Dimensions (mm) @ f
Order Numb Stock Insert Numb Dimensions (mm) §\ Order Number Insert Number &
raer Number nsert Numoer S R[L H B | LF | LH |HBKW| HF | WF2 |Clamp Screwl Wrench
R|L H B LF LH | HBKW | HF | WF2 [Clamp Screw| Wrench
SDJCR/L0808K07-SM (@@ 21.50 8 8 125 15 2 8 0 TS254 | TKYO8R
) SCACR/L0808K06-SM |e|® 21.5: 8 8 125 11 1.6 8 0 TS254 TKYO8R DCMT %)
3 : SDJCR/L1010K07-SM |e|® 21.50 10 10 125 — — 10 0 TS254 | TKYO8R =
8 SCACR/L1010K06-SM |e|e®| cciB 21.50; 10 | 10 | 125 | — — | 10 0 TS254 | TKYO8R DCMW ° 8
[ CCH SDJCR/L1010K11-SM |(e|®| DCET 32.5; 10 10 125 | 24 4 10 0 TS43 TKY15R [
— SCACR/L1010K09-SM |e|@ 32.50: 10 10 125 16 35 10 0 TS43 TKY15R DCGT —
3 ccoT ) SDJCR/L1212M11-SM |e|e 3257 | 12 |12 | 150 | 22 | 2 |12 | O | TS43 | TKYI5R 2
s SCACR/L1212M09-SM |e@|®| cciw 32.50: 12 12 150 14 15 | 12 0 TS43 TKY15R DCGW s
" B SDJCR/L1616M11-SM |e@|® 325 16 16 150 - - 16 0 TS43 TKY15R n
SCACR/L1616M09-SM |e|@ 32,50 16 16 150 — — 16 0 TS43 TKY15R
- * Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
— — Neutral edge with handed holder Finish Finish
Finish Finish Without off set SMGIFS  |RILF RIL-SS Ls
Without off set SMGIFS RIL-F R/L-SS LS S
fffffff : o V-V-4V-4V-4
T B 5 -
T
(2,3) (2,3) (2,3) (2,3)
' o @) ) (2.3) 2.3) ° Medium Medium |For aenfgrous) | jght
Medium Medium |Fer ponferrous Light metas g
EEE 9 ‘/KIAPR R/L-SN R/L-SR AZ LS-P
‘JKAPR R/L-SN R/L-SR AZ LS-P LF _ y’
- ~N A & N7 Ay T
‘ ) s P e/ n ’_ll I Right hand tool
| x| Righthand tool | (g == - i holder shown. 2,3) (2,3) 2,3) 2,3)
| holder shown. 2.3) 2.3) 2.3) 2.3) ‘ , , , ,
) . % w3 Stock Dimensions (mm) @ f
Stock Dimensions (mm) & Order Number Insert Number &
Order Number Insert Number & = H B F L0 Tmekw | HE T wez la s - h
R[L H B LF LH | HBKW | HF | WF2 [Clamp Screw| Wrench DS Ll
SDNCR/L0808K07-SM 50 8 8 125 - - 8 TS254 | TKYO8R
SCLCR/L0808KO06-SM |e|® 215 125 | 11 |21 | 8 | 0 | Ts2s4 | TKYOSR °°® oour | P ®
. SDNCR/L1010K07-SM 50 10 10 125 — — 10 3 TS254 | TKYO8R
SCLCR/L1010K06-SM |e|e| cc B 215° |10 |10 | 125 — | — | 10 | o | Ts254 | Tkvosr ®® peww | 215
SDNCR/L1010K11-SM DCET 50 10 10 125 24 2 10 5 TS43 TKY15R
SCLCR/L1010K09-SM |e@/® gg;‘ 3257 | 10 | 10 | 125 | 20 |4 | 10 | 0 | TS43 | TKYISR *° peer | %0
SDNCR/L1212M11-SM 12 12 150 = = 12 5 TS43 TKY15R
SCLCR/L1212M09-SM |@|®| ccw 32,50 12 | 12 | 150 | 18 12 0 TS43 | TKY15R ®® pcow 325
SDNCR/L - 16 16 150 - — 16 5 TS43 TKY15R
SCLCR/L1616M09-SM (@ |® 3257 16 16 150 — - 16 0 TS43 TKY15R 1616M11-SM |e e 325
- * Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P | Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006
F ) | MS6015 100—590 .0004 —.006
ree Cutting Stee NX2525 165—820 10004 —006
M Stainless Steel <200HB VP15TF/MP9005/MP9015 165—390 .0008 —.004
N Non-Ferrous Metal - HTi10/MT9005 230—755 .0012 —.006
Note 1) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle. Titanium Alloy — MT9005 130260 0016 005
Note 2) Dimensions shown for insert corner RE .008 inch. Heat Resistant Alloy - MP9015 65—245 -0016 —.005
@ : USA Stock
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SMALL TOOLS

FRONT TURNING TOOLS (7858.568r5""*

METRIC STANDARD METRIC STANDARD

e Finish Finish
IS Without off set
Without off set R/L-SRF FP _
© @ (2)
) (1.5.2) Light
KAPR LE Finish LP
SMG , : .
, T holder shown. 2
Right hand tool holder shown. (15,2)
* Stock Dimensions (mm)
. . % Order Number Insert Number
Stock Dimensions (mm) %\\
Order Number Insert Number & R|L H B LF HBKW HF WEF2  [Clamp Screw| Wrench
R|L H B LF HF WEF2 [Clamp Screw| Wrench SVJCR/L1010JX11-SM |e |@ 22 10 10 120 - 10 0 TS255 | TKYO8R
SVJCR/L1010JX13-SM (@ |® 2.520 10 10 120 2 10 0 TS32 | TKYO8R
SVLPR/L1010K08-SM |e|@ 5150 10 10 125 10 0 TS202 | TKYO6R
Z Lo15 SVICRIL1212)x11-SM e le| VEUW | 25 | 12 12 120 - 12 0 | TS |TKYOR 3
S SVLPR/L1212M08-SM (@ @ 1.51.50 12 12 150 12 0 TS202 | TKYO6R SVJCR/L1212JX13-SM|(@|@| |/ cop | 2520 12 12 120 = 12 0 TS32 | TKYOSR O
O SVLPRIL1010K11-SM |e/e|  /PET 22 10 | 10 | 125 | 10 0 | Ts2s5 | TKY08R SVJCR/L1616JX11-SM @@ 220 | 16 16 120 N 16 0 | Ts2s5 |Tkvosr
2 SVJCR/L1616JX13-SM|e|@ 2.520 16 16 120 - 16 0 TS32 | TKYO8R 3
s SVLPR/L1212M11-SM |@ @ 220 12 12 150 12 0 TS255 | TKYO8R - s
%) * Clamp Torque (Ibf-in) : TS255=8.9, TS32=8.9 %)
SVLPR/L1616M11-SM (@ |® 22 16 16 150 16 0 TS255 TKYO08R

Finish

* Clamp Torque (Ibf-in) : TS202=5.3, TS255=8.9 SV P P - S I\/I L s |
R/L-SRF

Medium ’
Without off set R/L-F R/L-SN n / (2)
© Er—
''''''''' — 87 e
SMG
() @ LH
(2) 2  SVPPRIL1616M11-SM
./KAF’R LE Medium l
R/L-SR Right hand tool holder shown. @
*
Stock [ 2
T ] ) ’ Order Number o Insert Number imensions (mm) § f
Right hand tool holder shown. ) RIL H B LF LH | HBKW | HF | WF2 |Clamp Screw| Wrench
Stock Dimensions (mm) D * SVPPR/LI0I10K11-SM |e[e[ " 220 10 | 10 | 125 | 20 | 8 | 10 | O | TS255 | TKYOSR
Order Number Insert Number § SVPPR/L1212M11-SM (e |@ VPGT 22 12 12 | 150 20 6 12 0 TS255 | TKYO8R
RIL H B LE HE WF2 |Clamp Screw| Wrench SVPPR/L1616M11-SM |(e|® 220 16 16 150 17 - 16 0 TS255 TKYO8R
SVJBR/L1010K11-SM |e|®| yguT 220 10 10 125 10 0 TS255 | TKYOSR * Clamp Torque (Ibf-in) : TS255=8.9
SVJBR/L1212M11-SM |e|e| VBET 220 12 12 | 150 12 0 TS255 | TKYO8R Finish | Medium
VBGT RIL-F RIL-SN
SVJBR/L1616M11-SM |e|®@ VBGW 22 16 16 150 16 0 TS255 | TKYO8R
% Clamp Torque (Ibf-in) : TS255=8.9 B &
(2) (2)
RECOMMENDED CUTTING CONDITIONS ——
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR) RIL-SR
P | Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006 ’
_ MS6015 100—590 .0004 —.006 B Right hand tool holder shown. @)
Free Cutting Steel -
NX2525 165—820 .0004 —.006 D *
Stock Dimensions (mm) & ﬁ
M Stainless Steel <200HB VP15TF/MP9005/ MP9015 165—390 .0008 —.004 Order Number Insert Number &
N| Non-Ferrous Metal - HTi10/MT9005 230—755 .0012 —.006 RIL H B LF HF | WF2 |Clamp Screw| Wrench
SVVBR/L1010K11-SM |e|® VBET 22 10 10 125 10 3 TS255 | TKYO8R
itani - MT9005 130—260 .0016 —.
Titanium Alloy 0016 —005 SVVBR/L1212M11-SM |e|e| VECT 227 12 | 12 | 150 | 12 3 | Ts2s5 | TkYOER
Heat Resistant Alloy - MP9015 65—245 0016 —.005 SVVBR/L1616M11-SM |e|e| vBGwW 200 16 16 | 150 16 3 TS255 | TKYO8R
Note 1) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle. % Clamp Torque (Ibf-in) : TS255=8.9
Note 2) Dimensions shown for insert corner RE .008 inch.
@ : USA Stock
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SMALL TOOLS

BACK TURNING TOOLS (585585557

INCH STANDARD INCH STANDARD

3
ﬁ h -~ ‘L - S| \
KAPR | 2 KAPR L == .
—kaPR L KAPR 1°]
e o0 | g
z HBL T iHBL
T LH Right hand tool holder shown. £ LH Right hand tool holder shown.
* *
Stock Dimensions (inch) §.§ Stock Dimensions (inch) @5%
Order Number Insert Number S Order Number ] Insert Number &
7 R|L H | B | LF | LH | HF |WF2/HBH|HBL |CDX|Clamp Screw| Wrench RIL H | B | LF | LH | HF |WF2|HBH|HBL |CDX|Clamp Screw | Wrench 0
g‘ BTAHR/L-062 o0 .375|.375(4.724/.591|.375|.138|.125|.374|.217 | NS402W | NKY15S CTBHR/L-062 [ ) 60450°5RIL-B  |-375|-375/4.724).768|.375|.133|.125|.472|.295| NS402W | NKY15S g‘
': BTAHR/L-082 () BTAT ggggOORF;/LB .500|.500(4.724|.591|.500|.138| — [.374|.217| NS403W | NKY15S CTBHR/L-082 o0 BTBT 606000R/L .500(.5004.724/.768|.500|.133| — |.472|.295| NS403W | NKY15S ':
?g' BTAHR/L-102 ° 7235 R-SMB|.625|.625|4.724(.591 | .625|.138| — |.374|.217| NS403W | NKY15S CTBHR/L-102 L) 7055C3IR-SMB| 625/.625 |4.724(.768|.625|.133| — |.472|.295| NS403W | NKY15S g‘
n * Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 * Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 2
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder. Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE). Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).
INSERTS INSERTS
Coated Dimensions(inch) LE* Coated Dimensions(inch) *
Order Number Hand ) Geometry Order Number Hand LE Geometry
VP15TF|&5015PSRRIY REL | CF | L | w1 | cw | s [(inch) VP15TF|&5015PSRRI REL | CF | L | w1 | Cw | S |CDX
new BTAT7235V5R-SMB | R | @ 72° | .002 | .012 | .787 | .315 | .055 | .098 | .138 |With Breaker new BTBT7055V5R-SMB | R | @ 70° |.002|.012 |.984|.370|.053|.138|.256 | .217 | With Breaker
new BTAT723501MR-SMB| R () 72° | .003 | .012 | .787 | .315 | .055 | .098 | .138 D = new BTBT705501MR-SMB| R () 70° |.003|.012|.984 |.370|.053|.138|.256 |.217 LE L I
LE w 3
new BTAT723502MR-SMB| R () 72° | .007 | .012 | .787 | .315 | .055 | .098 | .138 L new BTBT705502MR-SMB| R () 70° |.007|.012|.984|.370|.053|.138|.256 | .217 2
k——
BTAT552800R-B R () () 55° | .000 | .000 | .787 | .315 | .020 | .098 | .110 %% B BTBT604500R-B R () ® | 60° |.000|.008|.984|.370|.028|.138|.217|.177 N\ Jepsrase
H =
BTAT552800L-B L| e 55° | .000 | .000 | .787 | 315 | .020 | .098 | .110 . BTBT604500L-B L| e 60° |.000 |.008 |.984 | .370|.028 | .138 | .217 | 177 | SM® TVPe (Pressed Type) B Tipe GroundType
EPSR 50° 3 REL G| cpx
BTAT552801R-B R () () 55° | .004 | .000 | .787 | .315 | .020 | .098 | .110 new BTBT604501MR-B R ® | 60° |.003|.012|.984|.370|.028|.138|.217|.177 ;Eﬁ 34 Y ]
@] ¥
BTAT552801L-B L ° 55° | .004 | .000 | .787 | .315 | .020 | .098 | .110 | SMB Type B Type BTBT604501R-B R ° ® | 60° |.004|.012|.984|.370(.028|.138|.217|.177 |
(Pressed Type) (Ground Type) 12° PSIRR PSIRR
BTAT603500R-B R () () 60° | .000 | .000 | .787 | .315 | .020 | .098 | .138 W@ REL BTBT604501L-B L () 60° |.004 |.012|.984 |.370|.028|.138|.217|.177 Right hand insert shown.
[IR -
BTAT603500L-B L ° 60° | .000 | .000 | .787 | .315 | .020 | .098 | .138 gif 3 BTBT606000R R (] 60° | .000 |.008 | .984 | .370|.028 |.138 | .276 | .236 | Without Breaker N
I ! RELO
new BTAT603501MR-B R ® | 60° | .003 | .000|.787 | 315 | .020 | .098 | 138 | 167" ;2 — 15° ES,RR BTBT606000L L| e 60° |.000 | .008 | .984 | 370 | 028 | 138 |.276 | .236 | 2 2 = b
L of
BTAT603501R-B R ° ® 60° | .004 | .000 | .787 | .315 | .020 | .098 | .138 @
< PSIRR
BTAT603501L-B L () 60° | .004 | .000 | .787 | .315 | .020 | .098 | .138 Right hand insert shown. \U_ \i
n EPSR 45°
BTAT605000RX R| e 60° | .000 | .000 | .787 | .315 | .049 | .008 | .197 |Without Breaker Right hand insert shown.
Eﬁf@t 2 +* Numeric value set insert on holder. ® = NEW
L © Note 1) REL, PSIRR dimensions for Right Hand Tool and RER, PSIRL dimensions for Left Hand Tool.
A - PSIRR RECOMMENDED CUTTING CONDITIONS
N =
\/EPSR 50° Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
% Numeric value set insert on holder. 3l - FEE P |Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004—.006
Note 1) REL, PSIRR dimensions for Right Hand Tool and RER, Free Cutting Steel = MS6015 100—590 .0004—.006
PSIRL dimensions for Left Hand Tool. M Stainless Steel <200HB VP15TE 165—395 0008—.004
N Non-Ferrous Metal - MS6015 230—755 .0012—.006

@ : USA Stock
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SMALL TOOLS

BACK TURNING TOOLS (58558555

INCH STANDARD METRIC STANDARD

a : 5 o
KAPR | 2 =
~KAPR
« N@ | =
L% |
e HBL .
Right hand tool holder only. T LH Right hand tool holder shown.

5 o D o X *
Order Number = Insert Number Dimensions (inch) &%\ ﬁ o Stock e N e Dimensions (mm) & //6

; H B LF HF WE2 S10 C|amp Screw| Wrench R|L H B LF | LH | HF |WF2|HBH|HBL |[CDX CIamp Screw | Wrench
» BTVHR-062 ° 375 | 375 | 4.724| 375 | 295 | .335 | NS251 | NKY15R BTAHR/L0810-50  |@ @ 5528 3CR/L-B | 81011201 151 835 4 | 95|55 | NS402W |NKY15S T 0
3 BTAHR/L1010- HOR/L- 10 | 10 {120| 15 | 10 | 3.5| 2 | 9.5 | 5.5 | NS402W | NKY15S !
9 BTVHR-082 e| BTVT | 5375 RB | .500 | .500 | 4.724| .500 | .295 | .335 | NS251 | NKY15R /L1010-50 |e|®) ... |60350CRIB S
= BTAHR/L1212-50 o0 605000RX 12 | 12 |120| 15 | 12 | 35| — | 9.5 | 5.5 | NS403W | NKY15S =
_ BTVHR-102 [ ] 625 | 625 | 4.724 | .625 | .295 | .335 NS251 | NKY15R § —
- - BTAHR/L1616-50 [} AR 16 | 16 [120| 15 | 16 | 3.5| — | 9.5 | 5.5 | NS403W | NKY15S -
‘2’: * Clamp Torque (Ibf-in) : NS251=6.2 | T = - <§(
" Note 1) Set the maximum depth of cut at under 30% of the effective cutting edge length (LE). * Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 0

Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE).

INSERTS INSERTS
| Coated Dimensions (inch) g ¥ Order Number Hand Coate;iw Dimensions (mm) LE Geometry
Order Number S[vpsel e S reL | ow ) Geometry VPI5TF|\S6015PSRRLM RERIL| CF | L | w1 [ cw | s [(mm)
BTVT5375V5RB e 220 e 002 020 205 | With Breaker NEw BTAT7235V5R-SMB | R | @ 72° 1005 | 03 | 20 | 8 |14 | 25 | 3.5 |With Breaker
BTVT537501R.B N 250 125 004 020 205 cEL NEw BTAT723501IMR-SMB| R | @ 72° 1008 | 03| 20 | 8 |14 | 25| 35 D —
= | b, git New BTAT723502MR-SMB| R | ® 72° (018 | 03 | 20 | 8 |14 | 25|35 S
P AN © BTAT552800R-B R| @ ® (55 |0 0 20 | 8 |05 | 25| 28
T /‘ 7
-
Ic s LE BTAT552800L-B L| @ 55° | 0 0 20 | 8 |05 | 25| 28 1{% e
BTAT552801R-B R| @ | @ [55°]01 |0 20 | 8 |05 | 25 | 28 \Jepsr so°
* Numeric value set insert on holder. BTAT552801L-B L| @ 55° |01 | O 20 | 8 |05 | 25 | 2.8 | SMBType B Type
(Pressed Type) (Ground Type)
BTAT603500R-B R| @ | @ | 60° |0 0 20 | 8 |05 | 25|35 | | me REL
BTAT603500L-B L] e 60° |0 0 20 | 8 |05 | 25|35 ;"E\* =1
NEw BTAT603501MR-B R ® | 60° |008| 0 20 | 8 |05 | 25|35 |° &
16°
BTAT603501R-B R| e | @ [60° 01 |0 20 | 8 |05 | 25| 35 PSIRR PSIRR
BTAT603501L-B L (] 60° | 0.1 0 20 8 105 25 | 35 Right hand insert shown.
BTAT605000RX R| @ 60° | O 0 20 8 |125| 25 | 50 |WithoutBreaker , REL
S 3
(®)
L
PSIRR
/&) o
£\ s
\/EPSR 50°
+* Numeric value set insert on holder. ® = NEW
RECOMMENDED CUTTING CONDITIONS Note 1) REL, PSIRR dimensions for Right Hand Tool and RER, PSIRL dimensions for Left Hand Tool. I
: _ RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P| Carbon Steel - Alloy Steel 180HB—280HB VPISTF 165—490 0004 —.006 TS [NERSTE] EVEITEES CIEED ity Sz (7 = (AR
Free Cutting Steel _ VP15TE 100—590 0004 —.006 P | Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006
M| Stainless Steel <200HB VP15TF 165—395 0008 —.004 Free Cutting Steel - MS6015 100—590 :0004 —.006
N/  Non-Ferrous Metal - VP15TF 230—755 0012 —.006 M| Stainless Steel <200HB VP1STF 165—395 0008 —.004
® : USA Stock N Non-Ferrous Metal - MS6015 230—755 .0012 —.006
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SMALL TOOLS

BACK TURNING TOOLS (58558555

METRIC STANDARD METRIC STANDARD

HF
H

o
@@ / d Right hand tool
HBL holder only.

I
m
T LH Right hand tool holder shown. ) *
35 Stock Dimensions (mm) \\@\
Stock Dimensions (mm) \\\{\% Order Number Insert Number S
Order Number Insert Number \S R H B LF HF | WF2 | S10 (Clamp Screw| Wrench
9 R|L H B | LF | LH | HF |WF2|HBH|HBL |CDX|Clamp Screw| Wrench BTVHR1010-75 ° 10 10 120 10 75| 85 NS251 | NKY15S 9
8 CTBHR/L1010-160 L) 60450 3R/L-B | 10 | 10 |120|19.5| 10 | 3.4 | 2 | 12 | 7.5 | NS402W | NKY15S BTVHR1212-75 ° 12 12 120 12 75| 85 NS251 | NKY15S 8
= . — =
5 CTBHR/L1212-160 (0 ) BTBT 606000R/L 12 | 12 |120|19.5| 12 | 3.4 12 | 7.5 | NS403W | NKY15S BTVHR1616-75 ° T 16 16 120 16 75 | 85 NS251 | NKY15S 5
- 7055 3R-SMB -
<§( CTBHR/L1616-160 o0 16 | 16 [120|19.5| 16 | 3.4 12 | 7.5 | NS403W | NKY15S BTVHR1010-75F ° 10 10 120 10 100 | 85 NS251 | NKY15S <§(
n +* Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 2
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder. BTVHR1212-75F ® 12 12 120 12 100 | 85 NS251 | NKY15S
Note 2) Set the maximum depth of cut at under 60% of the effective cutting edge length (LE). BTVHR1616-75F ) 16 16 120 16 10.0 | 8.5 NS251 | NKY15S
INSERTS * Clamp Torque (Ibf-in) : NS251=6.2
Note 1) Set the maximum depth of cut at under 30% of the effective cutting edge length (LE).
Coated Dimensions (mm) * Note 2) For high load machining, F type is recommended.
Order Number Hand NEw LE Geometry
VP15TF|yS6015IPSRRIMRERIL| CF | L | wi | cw | s |cpx|(mm) INSERTS
New BTBT7055V5R-SMB | R | @ 70° |0.05| 0.3 | 25 | 9.4 |1.35| 3.5 | 6.5 | 5.5 |With Breaker —
@t Coated Dimensions (mm) LE *
New BTBT705501MR-SMB| R ° 70° 10.08| 03 | 25 | 94 |135| 35 |65 [ 5.5 LS Order Number Hand Geometry
— L VPISTF| IC s REL | cw | (mm)
NEW - ° o -
BTBT705502MR-SMB| R | ® 70°/0.18 | 0.3 | 25 | 9.4 |1.35| 35 | 6.5 | 55 @\ < BTVT5375VERE =1 e | 635 | 318 | 0os | o5 | 75 |Wih Breaker
BTBT604500R-B R () ® |60°|0 02| 25 |94 |07 |35 |55 |45 N T\Q{EES‘F AQSO(GroundT : BTVT537501R-B R = 6.35 318 01 05 75 REL
BTBT604500L-B L| e 60° |0 | 02| 25|94 (07 |35|55]|45 w ey =P » ; ] z
65| REE RELO| cpx & AN O
o ﬁ 70
New BTBT604501MR-B R ® |60°|0.08| 03| 25 |94 |07 |35]|55]|45 ;# =4y ] ]
Oy o1 IC S
BTBT604501R-B R| e |  [60°]01 | 03| 25|94 |07 |35 55|45 .@ =
: 12 PSIRR SIRR
BTBT604501L-B L [ ] 60° | 0.1 0.3 | 25 | 94 (0.7 35|55 |45 Right hand insert shown. % Numeric value set insert on holder.
BTBT606000R R| @ 60° |0 02| 25|94|07 |35 |7 |6.0 |WithoutBreaker .
' RELC
BTBT606000L L] e 60°(0 | 02|25 |9407 |35|7 |60|NEETZ % = pi—>
L of
‘<——
g SIRR
\/EPSR 45°
Right hand insert shown.
* Numeric value set insert on holder. ® - NEW
Note 1) REL, PSIRR dimensions for Right Hand Tool and RER,PSIRL dimensions for Left Hand Tool. —
RECOMMENDED CUTTING CONDITIONS RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR) Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0004 —.006 P | Carbon Steel - Alloy Steel 180HB—280HB VP15TF 165—490 .0004 —.006
Free Cutting Steel - MS6015 100—590 .0004 —.006 Free Cutting Steel - VP15TF 100—590 .0004 —.006
M Stainless Steel <200HB VP15TF 165—395 .0008 —.004 M Stainless Steel <200HB VP15TF 165—395 .0008 —.004
N| Non-Ferrous Metal - MS6015 230—755 .0012 —.006 N| Non-Ferrous Metal - VP15TF 230—755 .0012 —.006

@ : USA Stock
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SMALL TOOLS

GROOVING TOOLS (538585517 I
oate Imensions (InC

Order Number Hand VP15TF |VP15KZ| CW | CDX |RER/L IC S Geometry
INCH STANDARD
GTATO03306V3R-E 013 | 024 | .001| 375 | 125 | E Type Breaker (Grooving)
GTAT03306V3L-E .013 .024 .001 | .375 125 | For precision cutting

A = GTATO04312V3R-E 017 | .047 | .001| .375 | .125

GTAT04312V3L-E .017 | .047 | .001| .375 | .125

N I _ I N _ - ebx LF GTATO05312V5R-E .021 | .047 | .002| .375 | .125

s GTATO05312V5L-E 021 | .047 | .002| .375 | .125

0 o GTAT07520V5R-E .030 | .079 | .002| .375 | .125

, ° e GTATO07520V5L-E 030 | .079 | .002| .375 | .125

U Type VT Type ) ' GTAT09520V5R-E .037 | .079 | .002| .375 | .125

E Type - KO | GTAT09520V5L-E .037 | .079 | .002| .375 | .125

1 = 1 - - Y | GTAT10020V5R-E .039 | .079 | .002| .375 | .125

| GHBL _ GTAT10020V5L-E .039 | .079 | .002| .375 | .125

£ LH Right hand tool holder shown. GTAT1002001R-E .039 | .079 | .004| .375 | .125

Stock . Cutting & *2 ﬁ GTAT1002001L-E .039 | .079 | .004| .375 | .125

. & GTAT12020V5R-E 047 | .079 | .002| .375 | .125 AN 20°
Order Number Insert Number - g | GTAT12020V5L-E 047 | 079 | .002| 375 | 125 CINE oo
R|L H B HF LF |CDX LH | HBH | HBL Clamp Screw| Wrench GTAT1202001R-E 047 | 079 004 | 375 | 125 RER RELO

0 t| GTBHR/L-063 |®@ ®| GTAT .375 | .375 | .375 |4.724| .118 | .591 | .156 | .528 | .057—.118 | NS404W | NKY158 gﬁ%ﬁggggﬁgi ggg .g;g .88421 g;g igg . 0
| = ) _ - . . . . . | -
8 g GTBHR/L-083 |@|/@| GTBT 500 | .500 | .500 |4.724| .118 | .591 | .020 | .528 [.057—.118 | NS404W | NKY158 R e el e ) 8
= S| GTBHR/L-103 |e|e@| GTCT | < | 625 .625 | .625 |4.724| .118 | 591 | — | .528 |.057—.118 | NS404W | NKY158 GTBT15030V5R-E 059 | 118 | 002| 375 | 125 Z =
o *1 It is not possible to machine depths over CDX dimensions(Max. Groove Depth). GTBT15030V5L-E .059 | .118 .002 | .375 | .125 Ic s -
< 2 Clamp Torque (Ibf-in) : NS404W=6.2 GTBT1503001R-E 059 | .118 | .004 | .375 | .125 ‘ g
n Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder. GTBT1503001L-E .059 | .118 | .004 | .375 | .125 n

GTBT18030V5R-E
GTBT18030V5L-E
GTBT20030V5R-E
INSERTS GTBT20030V5L-E

.071 | .118 | .002 | .375 | .125
.071 | .118 | .002 | .375 | .125
.079 | .118 | .002 | .375 | .125
.079 | .118 | .002 | .375 | .125

VDXV VOVOVOVDVDOVOVOODVDONOODIr O O - - V- O V- O D O O O O Or Or 0 00 X0

e Dimensions (inch) GTBT2003001R-E 079 | .118 | .004| .375 | .125
Order Number Hand *1 Geometry GTBT2003001L-E .079 118 .004 | .375 125
VP1STF| CW | CDX"'| RER/L | IC S GTBT22530V5R-E .089 | .118 | .002| .375 | .125
GTATO03006V3R-U R ° 012 | 024 | 001 | 375 | .125 - GTBT22530V5L-E .089 | .118 | .002| .375 | .125
GTAT03006V3L-U L| e 012 | 024 | .001 | .375 | .125 goTrygpeenErrgf lee o) GTCT25030V5R-E 098 | 118 | .002| .375 | .125
GTAT05012V5R-U R ° 020 | .047 | .002 | .375 | .125 GTCT25030V5L-E .098 | .118 | .002| .375 | .125
GTAT05012V5L-U L ° 020 | .047 | 002 | 375 | .125 GTCT27530V5R-E 108 | .118 | .002| .375 | .125
GTAT07520V5R-U R ° 030 | .079 | .002 | .375 | .125 GTCT27530V5L-E 108 | .118 | .002| .375 | .125
GTAT07520V5L-U L ° 030 | 079 | .002 | .375 | .125 GTCT30030V5R-E 118 | .118 | .002| .375 | .125 _ _
GTAT09520V5R-U R ° 037 | 079 | .002 | .375 | .125 GTCT30030V5L-E 118 | .118 | .002| .375 | .125 Right hand insert shown.
GTAT09520V5L-U L ° 037 | 079 | 002 | .375 | .125 GAN 20° GTATO0330600R-VT ® | 013 .024 |0 375 | 125 010 /T Type Breaker (Grooving, Profiling)
GTAT10020V5R-U R ° 039 | .079 | .002 | .375 | .125 - W x GTAT0431200R-VT ° .017 | .047 |0 375 | 125 .035
GTAT10020V5L-U L ° 039 | 079 | .002 | .375 | .125 %@ RELO GTAT0532000R-VT e |.021|.079 |0 375 | .125 | |.063
GTAT10320V5R-U R ° 041 | 079 | .002 | .375 | .125 § GTAT0652000R-VT ® | .026 | .079 |0 375 | .125 | £|.063
GTAT12520V5R-U R ° 049 | 079 | .002 | .375 | .125 1 GTATO0752000R-VT ® | .030  .079 |0 375 | .125 | £].063 GAN 14 cyyrgor
GTAT12520V5L-U L ° 049 | 079 | 002 | 375 | .125 N4 GTAT0802000R-VT @ | .031|.079 |0 375 | .125 | 5|.063 REE{T&ELQ
GTBT14530V5R-U R ° 057 | .118 | .002 | .375 | .125 ¢ GTAT0852000R-VT ® | .033.079 |0 375 | .125 [O].063 i
GTBT14530V5L-U L ° 057 | 118 | .002 | 375 | .125 |c < GTAT0952000R-VT ® | .037 | .079 |0 375 | .125 | ©].063 < »
GTBT15030V5R-U R ° 059 | .118 | .002 | .375 | .125 ‘ GTAT1002000R-VT e | .039|.079 |0 375 | 125 |E[.063 —
GTBT15030V5L-U L ° 059 | .118 | .002 | .375 | .125 GTAT1102000R-VT ® | .043 | .079 |0 375 | .125 |&].063 ; E
GTBT17530V5R-U R ° 069 | .118 | .002 | .375 | .125 GTAT1202000R-VT ® | .047 | 079 |0 375 | 125 | %|.063
GTBT17530V5L-U L ° 069 | .118 | .002 | .375 | .125 GTAT1302000R-VT @ | .051| .079 |0 375 | 125 |=|.063 Ic S
GTBT20030V5R-U R ° 079 | .118 | .002 | .375 | .125 GTAT1402000R-VT ® | .055 | .079 |0 375 | 125 .063
GTBT20030V5L-U L ° 079 | .118 | .002 | .375 | .125 GTBT1503000R-VT ® | .059 | .118 |0 375 | 125 .106
GTCT25030V5R-U R ° 098 | .118 | .002 | .375 | .125 GTBT2003000R-VT e | .079  .118 |0 .375 | 125 .106
- Right hand insert shown.
GTCT25030V5L-U L ° 098 | .118 | .002 | .375 | .125 g RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P Carbon Steel - Alloy Steel 180HB—280HB VP15TF/VP15KZ 165—490 .0004—.0035
Free Cutting Steel - VP15TF/VP15KZ 100—590 .0004—.0035
Stainless Steel <200HB VP15TF/VP15KZ 165—395 .0008—.002
N Non-Ferrous Metal - VP15TF/VP15KZ 230—755 .0012—.004

@ : USA Stock
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SMALL TOOLS

GROOVING TOOLS (7835655r5""F) INSERTS

Sl N - Coated Dimensions (mm) G .
raer Numper an eometr
METRIC STANDARD VP15TF |VP15KZ| CW | CDX |RER/L| IC S Y
GTAT03306V3R-E R ° 033 ] 0.6 [ 0.03 19.525] 3.18 [& 1ype Breaker (Grooving)
/\ ™ GTAT03306V3L-E L ° 033 | 0.6 | 0.03 |9.525| 3.18 |Fo precision cutting
» GTAT04312V3R-E R ° 043 | 1.2 | 0.03 |9.525| 3.18
LF GTAT04312V3L-E L ° 0.43 | 1.2 | 0.03 |9.525| 3.18
— — — T 1T — [reox GTAT05312V5R-E R ° 0.53 | 1.2 | 0.05 |9.525| 3.18
A GTAT05312V5L-E L ° 053 | 1.2 | 0.05 |9.525| 3.18
ol L\ @ GTAT07520V5R-E R ° 0.75 | 2.0 | 0.05 |9.525| 3.18
U Type VT Tvoo ¥ ‘ ¥ GTATO07520V5L-E L ° 0.75 | 2.0 | 0.05 |9.525| 3.18
E Tope P - e ‘ GTAT09520V5R-E | R | ® 095 | 2.0 | 005 |9.525| 3.18
] I T GTAT09520V5L-E L ° 0.95 | 2.0 | 0.05 |9.525| 3.18
1 117 — GTATIO020V5RE | R | ® 10 | 20 | 0.05 |9525 318
I & : GTAT10020V5L-E L [ 1.0 2.0 | 0.05 |9.525| 3.18
@ Right h I holder shown.
| LtH 'ght hand too 1gers own GTAT1002001RE | R | e 10 | 20 | 0.1 9525 3.18
5 Sl Dimensions (mm) Cuting @@ GTAT1002001L-E L| e 1.0 | 20 | 01 |9525| 3.18
rder Number Insert Number Width & GTAT12020V5R-E R [ 1.2 2.0 | 0.05 |9.525| 3.18 GAN 20°
N
R[L H [ B | HF [ LF [cox* LH [HBH[HBL| (mm) |Clamp Screw| Wrench g&%ggggg’fé'g FLQ : ig 2-8 8-(1)5 gggg g-ig e 8
” § GTAHR/L0808-20S % |* GTAT - 8 8 8| 80| 2 | 15| 5 |12.9(03-3.0] NS404W | NKY15S GTAT1202001L-E L ° 12 20 | 01 |9525| 3.18 - [ ”
a 5| GTAHR/L1010-20S |*|* GTBT*1 10 | 10 | 10 | 80| 2 | 15 | 3 |12.9]03-3.0| NS404W | NKY15S GTAT14020V5R-E R ™ 1.4 2.0 | 0.05 | 9.525| 3.18 B 3
e B| GTAHRIL1212-20S | |* GTCT 12|12 | 12 | 80| 2 | 15 | 1 [12.9/03-30| NS404W | NKY15S GTAT14020V5L-E L| e 14 | 20 | 005 [9.525] 3.18 4 g O
L 2| GTBHRIL1010-30S | |*|GTBT. GTCT 10|10 | 10| 80| 3 | 15 | 3 |13.4[145-30] NS404W | NKY15S gg%ggggggi‘g i - 12 |30 | o005 | 9525 318 5
< & GTCHR/L1010-30S | x| GTCT 10 | 10 | 10 | 80| 3 | 15 | 3 |13.4|25-30| NS404W | NKY15S GTBT1503001R-E Rl e 15 | 30 | 01 |9525| 318 'C & <
n GTAHR/L0808-20 [%|* 8 8 8 1120 2 | 15 | 5 |12.9(0.3-3.0] NS404W | NKY15S GTBT1503001L-E L [ 1.5 30 | 01 |9525]| 3.18 2
GTAHRIL101020 |&/ x| CTAT 4 10 | 10 | 10 120 2 | 15 | 3 |12.9]03-30| NS404W | NKY15S gg%ggggggsg R S 18 | 30 1005 9525 3.8
N 1 _ - : : : : :
§ GTAHR/L1212-20 [*|*x| g1oT* 12 | 12 | 12 [120| 2 | 15 | 1 |12.9]0.3-30| NS404W | NKY15S GTBT20030V5R-E R ° 50 | 30 | 0.05 |9525| 318
5 GTAHR/L1616-20 |*|% 16 | 16 | 16 [120| 2 | 15 | — [12.9(0.3-3.0 NS404W | NKY15S GTBT20030V5L-E L Y 2.0 3.0 | 0.05 |9.525| 3.18
| GTBHR/L1010-30 |@|® 10 | 10 | 10 |120| 3 | 15 | 3 |13.4[1.45—-30] NS404W | NKY15S GTBT2003001R-E R ° 2.0 3.0 | 0.1 |9.525| 3.18
S| GTBHRIL1212-30 |e|e|GTBT. GTCT 1212 |12 [120| 3 | 15| 1 |13.4|145-30 NS40AW | NKY15S AL v el s | SO0 | ooe) 38
GTBHR/L1616-30 |e@|® 16 | 16 | 16 [120| 3 15 | — |13.4[1.45—-3.00 NS404W | NKY15S GTBT22530V5L-E L PY 2:25 3:0 0:05 9:525 3:18
GTCHR/L1010-30 | |x| GTCT { 3 | 10 | 10 | 10 |120| 3 | 15 | 3 |13.4|25-30[ NS404W | NKY15S GTCT25030V5R-E R ° 25 | 3.0 | 005 |9.525| 3.18
*1 Itis not possible to machine depths over CDX dimensions(Max. Groove Depth). GTCT25030V5L-E L ® 2.5 3.0 | 0.059.525] 3.18
%2 Clamp Torque (Ibf-in) : NS404W=6.2 GTCT27530V5R-E R| e 2.75 | 3.0 | 0.05 |9.525| 3.18
Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder. GTCT27530V5L-E L ® 2.75 3.0 0.05 | 9.525 | 3.18
GTCT30030V5R-E R ° 3.0 | 3.0 | 0.05 9.525]| 3.18 _ _
INSERTS GTCT30030V5L-E L ° 3.0 | 3.0 | 0.05 | 9.525| 3.18 Right hand insert shown.
GTATO0330600R-VT R e [033] 06 |0 9.525] 3.18 0.25[\/T Type Breaker (Grooving, Profiling)
Coated Shrzsens (i GTAT0431200R-VT R e |[043] 12 |0 9.525 | 3.18 0.9
Order Number Hand *T Geometry GTATO0532000R-VT R (] 053] 20 | O 9.525| 3.18 1.6
VRS 7 || CDSTIIRSNG ] S = GTATO0652000R-VT | R e [065] 20 |0 |9525| 318 [g[L6
GTATO03006V3R-U R [ 0.3 0.6 0.03 | 9.525 | 3.18 |y Type Breaker (Grooving) GTAT0752000R-VT R ® 075 | 20 | 0O 9.525| 3.18 |E[1.6 GAN 14° o\ 10 025
GTATO3006V3L-U L] e 0.3 0.6 | 003 | 9525 | 3.18 [Forgeneral use GTATO0802000R-VT | R e |08 | 20 |0 |9525] 318 5|16 REFTTEELE
GTATO05012V5R-U R ° 0.5 1.2 0.05 | 9.525 | 3.18 GTAT0852000R-VT R ° 085 | 20 |0 9.525| 3.18 |2[1.6 "
GTAT05012V5L-U L ° 0.5 1.2 0.05 | 9.525 | 3.18 GTAT0952000R-VT R e |095| 20 |0 9.525| 3.18 | °1.6 -
GTATO07520V5R-U R (] 0.75 2.0 0.05 9.525 3.18 GTAT1002000R-VT R [ ) 1.0 20 | O 9.525| 3.18 %1.6 1
GTAT07520V5L-U L ° 0.75 2.0 0.05 | 9.525 | 3.18 GTAT1102000R-VT R ° 1.1 20 |0 9.525| 3.18 |a|1.6
GTAT09520V5R-U R ° 0.95 2.0 0.05 | 9.525 | 3.18 GTAT1202000R-VT R ° 1.2 20 | 0 9.525 | 3.18 | %|1.6
GTAT09520V5L-U L () 0.95 2.0 0.05 9.525 3.18 GAN 20° cwea0s GTAT1302000R-VT R ) 1.3 20 | 0 9.525| 3.18 |=[1.6 S
GTAT10020V5R-U R ° 1.0 2.0 0.05 | 9.525 | 3.18 RER-TRELD GTAT1402000R-VT R ° 14 | 20 |0 9.525| 3.18 1.6
GTAT10020V5L-U L ® 1.0 2.0 0.05 | 9.525 | 3.18 e\ P et GTBT1503000R-VT R ) 15 30 | O 9.525 | 3.18 2.7
GTAT10320V5R-U R ° 1.03 2.0 0.05 9.525 3.18 - GTBT2003000R-VT R () 2.0 30 | O 9.525| 3.18 2.7
GTAT12520V5R-U R ° 1.25 2.0 0.05 | 9.525 | 3.18 }
GTAT12520V5L-U L ° 125 | 20 | 005 | 9525 | 3.18 N RECOMMENDED CUTTING CONDITIONS
GTBT14530V5R-U R () 1.45 3.0 0.05 9.525 3.18 -
GTBT14530V5L-U L ® 1.45 3.0 0.05 | 9.525 | 3.18 c S Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
GTBT15030V5R-U R () 1.5 3.0 0.05 9.525 3.18 ‘ P
GTBTL5030V5L -U L ° G 3.0 005 9525 | 318 Carbon Steel - Alloy Steel 180HB—280HB VP15TFIVP15KZ 165—490 .0004—.0035
g¥g%;gggngg 'E : 1;2 g-g 8-82 gggg g-ig Free Cutting Steel - VP15TF/VP15KZ 100—590 .0004—.0035
GTBT20030V5R-U | R| e | 20 | 30 | 005 | 9525 | 3.18 M| Stainless Steel <200HB VP15TEVP15KZ 165—395 0008—.002
GTBT20030V5L-U L o 2.0 30 005 | 9525 | 3.18 N Non-Ferrous Metal - VP15TF/VP15KZ 230—755 .0012—.004
GTCT25030V5R-U R ° 25 3.0 0.05 | 9.525 | 3.18 _ .
GTCT25030V5L-U L ° 2.5 3.0 0.05 | 9.525 | 3.18 Right hand insert shown.

@ : USA Stock o : Stocked in Japan
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SMALL TOOLS

CUTTING OFF TOOLS (85560

CTAT2012000RR .079/.264/.000.787|.315/.098).138(.472

Py
([

m
T
%)
b
wu
<
CW +.002

INCH STANDARD INSERTS
3 ) 9 Coated Dimensions (inch) CUTDIA
S | Setting Geometry | © Geometry Insert Geometry Order Number Hand NEW inch
= s vpisTF | 4605 | cw] cox[Reri] L wa| s [Les|inch)
cDx LF ReL  cox  [CTATO7080V5RRB [ R | @ 028].177].002].787,.315].098].059] 315
sl i - ml § N __'_ CTAT10120V5RR-B R ® ® |.039].264|.002|.787.315|.098/.059(.472
CUTD?A* TR | g CTAT15120V5RR-B R ® ® |.059|.264(.002(.787.315|.098/.059(.472
\/ ) "'T 16° ORER CTAT20120V5RR-B R ® ® |.079].264|.002|.787.315|.098/.059(.472
TP IJ ‘ CTAT15120V5RR-BX| R [ ] .059.264(.002|.787.315|.098/.059| .472
1 - HBL ‘ § CTAT20120V5RR-BX| R () .079].264(.002|.787|.315|.098/.059| .472
£ CH | Right hand tool holder shown. 2
*2 16° O
Stock Dimensions (inch) \\\\ o s R
Order Number Insert Number CUTDIA| 0 & CTAT10120V5RN-B | N | @ [ @ [039].264.002]787315]098] 059 .472
=N IEREEE I R e e mamk 8 CTAT15120V5RN-B | N | @ | @ |059)264].002|787,315 098] 059| 472
3 @ 4 CTAT20120V5RN-B | N | @ | @ |.079].264].002|787.315/.098|.059| 472
9 CTAHR/L-062 o0 .375|.375|.375(4.724/.591|.217|.125|.374|.866 NS402W | NKY15S = § ERER 9
o) 472 g o)
= LB
- CTAHR/L-102 o0 .625(.625|.625(4.724/.591|.217| — |.374|.866 NS403W | NKY15S DE:” § = CTAT20120V5RN-BX| N () .079].264(.002|.787.315|.098/.059| .472 -
g *1 When the width of cutting off (CW) is .028 inch. g <§(
2 %2 Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 0° © RER/ syrong Edge Type n
16° REL CDX CTAT10110V5RL-B L| e .039/.264|.002|.787|.315|.098|.059 .433
'E T g, | |cTATi5110v5RLB | L | @ 059.264|.002|,787].315/.098| .059| .433
— 7 o g r CTAT20110V5RL-B L () .079.264(.002|.787.315|.098/.059 .433
N ORER/| |LBB
| © Q@ s/ [ rec cox _[CTAT1012000RR R | @ | @ [039]264].000[ 787315/ 098] 138].472
[
i g Z | \/ CTAT1512000RR R () ® |[.059].264/.000(.787|.315|.098|.138].472
@ 5
.‘;:

20°

\
10
iy

0

T
o)}
°
Y
m
-

CTATO7080V5LL-B

S\ CTAT10120V5LL-B

CTAT15120V5LL-B
CTAT20120V5LL-B

.028].177|.002|.787/.315/.098|.059| .315
.039/.264/.002|.787|.315|.098.059( .472
.059/.264/.002|.787|.315/.098|.059(.472
.079|.264|.002|.787|.315|.098|.059( .472

1 CUTD

Right hand tool holder only.

HBH |>HF
)y
-
II%E
=2
A
|
CW = .002
Y
m
X
¥
lo
Ol
%
Z2 Z2 Zlrr
® ®© 06/0 06 00

*2
Order Number stock| Dimensions (inch) CUTDIA \\@\\% f 5 REL CTAT10120V5LN-B ® |039].264].002[ 787315/.098].059[ 472
A N
- T Tre [ T ih lcoxrenloallsio s (inch) T — v— 8 S CTAT15120V5LN-B ® |059|.264|.002|.787|.315.098|.059| 472
aMp oufew) Trene 3 @ 2 5| CTAT20120V5LN-B ® |079].264|.002|787315(.098| 059 472
CTAHR-062S o e .375|.375|.375|3.150|.591|.217|.125|.374|.630|.217( 472 NS401 | NKY25R gl o § O RER Chx
S
CTAHR-082S ° .500|.500{.500(3.150{.591|.217| — |.374|.630/|.217 (315)x1 NS401 | NKY25R aI: REL BB CTAT10110V5LR-B R [ ] ® [.039].264|.002.787.315/.098.059) .433
N >
*1 When the width of cutting off (CW) is .028 inch. 9 ‘ 8 CTAT15110V5LR-B R | @ | @ [059.264/.002|.787/.315.098/.059] 433
*2 Clamp Torque (Ibf-in) : NS401=31 Toe g ; CTAT20110V5LR-B R | ® | @ |.079.264|.002(787|.315/.098(.059(.433
O RER/|_ CDX T
20° ’% NRE'- CTAT1012000LL L| e .039].264/.000|.787|.315|.098|.138| .472
'E:Di g 3| N CTAT1512000LL L () .059|.264(.000/.787|.315|.098|.138] .472
| 3 Right hand |2 ee=| CTAT2012000L L L| e 079.264|.000|.787,.315/.098|.138| .472
| £ ; ORER
RECOMMENDED CUTTING CONDITIONS 3 insert shown. o
® = NEW
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0008—.0035
Free Cutting Steel - MS6015 100—590 .0004—.0035
M Stainless Steel <200HB VP15TF 165—395 .0008—.0019
N Non-Ferrous Metal - MS6015 230—755 .0012—.0043
@ : USA Stock
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SMALL TOOLS

CUTTING OFF TOOLS (583°565557%)

METRIC STANDARD INSERTS
] 9 Coated Di i
A % Setting Geometry é Geometry Insert Geometry Order Number Hand azEW imensions (mm) CUTDIA
2 2 vpisTF | et | cw] coxreri| L [wa] s [Les|mm)
cox LF ReL DX |CTATO7080V5RR-B [ R | @ 0.7]45/0.05/20] 8 [25[15] 8
il S S o 8y X _i_ CTAT10120V5RR-B | R | @ | @ [1.0]6.7(0.05/20| 8 |25|15( 12
cummﬁ = % z CTAT15120V5RR-B | R | @ | @ |1.5(6.7(0.0520| 8 |2.5|15( 12
- 4
S 16° ORER CTAT20120V5RR-B | R | @ | @ |2.0(6.7(0.0520| 8 |2.5|15( 12
1 o NN G Ij ! CTAT15120V5RR-BX| R | @ 1.5(6.7|0.05/20| 8 |25|15] 12
- HBL : S CTAT20120V5RR-BX| R | @ 2.0(6.7(0.05/20| 8 |25|15( 12
£ CH | Right hand tool holder shown. z
_ _ *2 16° ©
Order Number Stock Insert Number Dimensions (mm) C(Lrjnr%;\ & ﬁ 0° % CTAT10120V5RN-B | N | @ | @ [1.0/6.7/0.0520| 8 |2.5|1.5] 12
RIL H | B | HF | LF | LH |CDX|HBH|HBL|S10 Clamp Screw| Wrench _ - g g CTAT15120VSRN-B | N | @ | @ 115/6.70.0520 8 |25/15| 12
[vd F _
7 CTAHR/L0810-120 |e|® 8|10 | 8120|1555 4 |95/ 22 NS402W | NKY15S = £ z CTAT20120VSRN-B | N | @ | @ |20/6.7/0.0520)8 |25/15|12 0
o -
0 i < 0
S CTAHR/L1010-120 |e|® CTAT 10 | 10 | 10 [120| 15 [55| 2 |9.5| 22 121 NS402W | NKY15S ; ReL_cox | CTATISI20VERNBX| N | 151671005201 8 125150 12 S
- CTAHR/L1212-120 |e|® 12 |12 | 12 [120| 15 | 55| — | 9.5 | 22 | @®*! | Nsaoaw | NKY15S = 8 ‘%_ CTAT20120V5RN-BX| N | ® 2.0/6.7/0.05/20 | 8 |2.5|15( 12 -
< CTAHR/L1616-120 |e|® 16 | 16 | 16 [120| 15 [55| — | 9.5 22 NS403W | NKY15S g g
n *1 When the width of cutting off (CW) is 0.7 mm. o RER strong Edge Type »
*2 Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 16 REL CDX CTAT10110V5RL-B L| ® 1.0/6.7/0.0520| 8 |2.5(1.5| 11
AE; T 8y N J: CTAT15110V5RL-B | L | ® 1.5/6.7(0.0520| 8 |25/15| 11
e e e e g f CTAT20110V5RL-B | L | @ 2.0(6.7(0.05 20| 8 |25|15( 11
N ORER/| |LBB
A | E R’ @ g/ | reL oox_ . [CTAT1012000RR R|e | ®[10/67)0 [20]8|25/35]12
[
LF - |E = <8 CTAT1512000RR R|e® | e[15670 |208|25/35]|12
I | — A cox «ﬂgéf’ F EPSR 50°| 3 CTAT2012000RR R ® |20[67/0 |20| 8 |25|35]12
OT | 4{ 0 20° ‘;: O @/
s ot 16° REL CTATO7080V5LL-B | L | @ 0.7]4.5/0.05/20| 8 [25|15| 8
wf /R @M Il Sy 0\ CTAT10120V5LL-B | L | @ 1.0/6.700 |20| 8 |25|15]12
f CUTDIA! : B CTAT15120V5LL-B | L | @ 15/6.700 |20| 8 |25|15]12
z KB _ ORER Zc_Dﬂ: CTAT20120V5LL-B | L | ® 2.0/6.70 |20 8 |25|15( 12
I LH Right hand tool holder only. =
7 g REL CTAT10120V5LN-B | N | @ | @ [1.0(6.7(0.05/20| 8 |2.5|15[ 12
Stock Dimensions (mm) CUTDIA §.§ / ! g § CTAT15120V5LN-B N () ® [15/6.7/0.0520| 8 |25|1.5| 12
Order Number Insert Number (mm) | S - 2 z F—=—| CTAT20120V5LN-B | N | ® | ® |20|6.7/0.05/20 8 |25/15] 12
R H | B |HF | LF | LH |[CDX|HBH/HBL|S10 | S11 Clamp Screw | Wrench o| o § O RER )4
=
©
CTAHR1010-120S | @ | CTAT 10| 10| 80 |15 | 16 | 2 | 95|16 |55 |gjZ, | NS401 | NKY25R = L FEL  1ps |CTATIOLIOVOLR-B | R | @ | @ 106700520 825/15) 11
3 ‘ S ) CTAT15110V5LR-B | R | @ | @ |1.5(6.7(0.0520| 8 |2.5|15( 11
*1 When the width of cutting off (CW) is 0.7 mm. T6° § . CTAT20110V5LR-B R| e® | ® [20/6.7/0.0520| 8 |25|15| 11
*2 Clamp Torque (Ibf-in) : NS401=31 © RER/|_ CDX T
20° _n:; REL CTAT1012000LL L [ ] 1.0(6.7/0 |20| 8 |25[35] 12
’E:D— g 2y 0\ CTAT1512000L L L| e 15/6.700 |20| 8 |25|35] 12
| - +l
| g  Right hand |31 [=es- | CTAT2012000LL L| e 20(670 |20| 8 |25/35| 12
RECOMMENDED CUTTING CONDITIONS ‘ 3 insert shown. o
@ = NEW
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P! carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0008 —.0035
Free Cutting Steel - MS6015 100—590 .0004 —.0035
M Stainless Steel <200HB VP15TF 165—395 .0008 —.0019
N Non-Ferrous Metal - MS6015 230—755 .0012 —.0043

@ : USA Stock
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SMALL TOOLS

CUTTING OFF TOOLS (583°565557%)

INCH STANDARD METRIC STANDARD
] | J
» »
cox | - cox LF
T ] T
——————— e i I @ [T e | o
oy ﬁl_/\ l oy ﬁ \ l
t S10 ° S10 B
cutoiA - T =/ cutDia - T -/
\
i t i7
| /' Na | O
|| ||
=_ - B = T HBL
2 LH Right hand tool holder shown. a CH Right hand tool holder shown.
* é *
Stock Dimensions (inch \% i i %
Order Number Insert Number (ineh) (CllrJ]TCDrI]/; \\\\&& Order Number Stock Insert Number Dimensions (mm) %g%\ §
R[L H B HF | LF | LH |CDX |HBH|HBL | S10 Clamp Screw | Wrench R(L H B HF | LF | LH |CDX|HBH|HBL | S10 Clamp Screw| Wrench
%) CTBHR/L-062 o0 +1.375(.375|.375 |4.724] .768 | .295 | .125 | .374 |.984 | .630 | NS402W | NKY15S CTBHR/L1010-160 [} 10 | 10 [ 120 |195| 7.5 2 9.5 | 25 | 16 | NS402W | NKY15S I
- -
9 CTBHR/L-082 e /e CTBT 1| .500| 500 | 500 4.724| .768| 295 | — |.374|.984|.630 | NS403W | NKY15S CTBHR/L.1212-160 | o (RN 12112 1120 195) 75 | — | 95 ] 25 ) 16 | NS40W | NKY1SS g
= CTBHR/L1616-160 o0 16 | 16 | 120 (195| 75| — | 95| 25 | 16 | NS403W | NKY15S =
_ CTBHR/L-102 o0 31.6251].625|.625 |4.724| .768 | .295| — |.374|.984|.630| NS403W | NKY15S .
- _i . - = -
<§( +* Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 * Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 <§(
) INSERTS @
g Setting G . % G . nsert G . Order Numb Hend Coated Dimensions (mm) CUTDIA
S| Setting Geome eome nsert Geometr rder Number an
INSERTS 2 g Y £ Y Y VPI5TF |\i$g015| CW |CDXRERIL| L [w1| s |(mm)
Coated Dimensions (inch) CUTDIA REL  CDX CTBT15160V5RR-B | R () ® [(1.5/9.20.05 25|9.4/35]|16

@
2| Setting Geometry
T

Breake

CTBT20160V5RR-B| R | ® ® |(2.0/9.2(0.05 25 (9.4|3.5(16

Geometry Insert Geometry Order Number Hand NEW ; :
VP15TF \fe5015| CW|CDXRERIL| L |wa1| s | (inch)
EL  cDX CTBT15160V5RR-B | R | @ ® [.059].362|.002|.984/.370(.138] .630

CTBT20160V5RR-B [ R | @ ® [.079].362|.002|.984/.370(.138] .630
: 3
E

16°

Y

E
REL  _CDX_ | CTBT20160V5RN-B| N | @ | @ [2.0/9.20.05 25 9.4|3.5|16

Right Hand (R)
&

} CW £0.05
py)
%

oCW £.002
Py
|
CW 103

I
m
Py

REL _ CDX_ CTBT20160V5RN-B | N | @ ® [.079].362|.002|.984/|.370(.138] .630 w i

py)
m
L

0° CTBT20160V5LL-B | L | @ 2.0/9.2/0.05/ 25 |9.4|3.5|16

=

Right Hand (R)

CW + (j
With Breaker
ZCW £0.05

m

Y

o)

P

RER D

EPSR 45°

) REL CTBT20160V5LN-B [ N | @ | @ (2.0/9.2/0.05 25 |9.4|3.5|16
16° o REL CTBT20160V5LL-B L [ ] .079].362|.002|.984|.370/.138( .630 = 12 \
O v s e o L Y = S
R ==l 57 a7
I o @)
£ O\ = =
2 2 |\ > | RER REL CTBT20145V5LR-B | R | @ | @ [2.0/9.2]0.05/ 25 [9.4|3.5[14.5
EPSR\{5° Bl
— REL CTBT20160V5LN-B | N | @ | @ [.079[.362(.002/.984|.370|.138|.630 ; E| 31
= 8\ “ Right hand %
2 H S 16 insert shown. |~ RER /[ CDX
[0 1 +
T ;I ® = NEW
g Rer /| cox RECOMMENDED CUTTING CONDITIONS
e CTBT20145V5LRB | R | e ® |.079362]002] 984] 370/ 138| 571 Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
§ N P! carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 .0008 —.0035
»E: QJ Free Cutting Steel - MS6015 100—590 .0004 —.0035
16 Right hand ORER /|_CDX )
insert shown. M Stainless Steel <200HB VP15TF 165—395 .0008 —.0019
® = NEW N| Non-Ferrous Metal - MS6015 230—755 .0012 —.0043

@ : USA Stock
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SMALL TOOLS

CUTTING OFF TOOLS (765 r0sTs™ )

METRIC STANDARD

METRIC STANDARD

Right hand tool holder shown. Right hand tool holder shown.

* *
Stock Dimensions (mm & / Stock Dimensions (mm & f
Order Number Insert Number (mm) C(lrJTTr?II)A \\\\\\& Order Number Insert Number (mm) ((:rlﬂ% §
R|L H B HF LI= CDX | S10 Clamp Screw| Wrench R|L H B HF | LF | LH |[CDX| S10 | S11 Clamp Screw | Wrench
2 CTCHR/L1010-200 L) j—— 10 10 10 120 11 0.5 20 NS501W |HKY25RS CTDHR/L1616-230 [ ) 16 | 16 | 16 | 125 | 24 |12.2| 0.5 | 0.5 | 23 |HBH06020 | HKY40R I
-
8 CTCHR/L1212-200 () 12 12 12 120 11 0.5 20 NS501W |HKY25RS CTDHR/L1616-280 [ CTDT 16 | 16 | 16 | 120 | 25 |15 0.5 | 0.5 | 28 |NS502W | HKY25R 8
[ = -
5 * Clamp Torque (Ibf-in) : NS501W=19 CTDHR/L1616-350 |@|® 16 | 16 | 16 |125| 32 [18.5| 0.5 | 0.5 | 35 |HBH06020 | HKY40R 'j
-
<§( +* Clamp Torque (Ibf-in) : HBH06020=62, NS502W=19 <§(
n n
INSERTS INSERTS
0 Coated Di i g Coated Di i
'5:\} Order Number Hand imensions (mm) C(UTDI)A Geometry 5 Order Number Hand imensions (mm) CIDl Geometry
5 VPI5TF| CW |PSIRRIL|RER/L | L S 1L & VP15TF| CW PSIRR| RE | L s | (mm
CTCT22200V5N-B N ® 2.2 0° 0.05 10 4.0 20 CTDT2535002N-B N ® 25 0° 0.2 | 12 | 6.39 | 23—35 S, 9 RE L
CTCT2220001N-B N () 2.2 0° 0.1 10 4.0 20 % CTDT25350V5R-B R () 2.5 8° |<0.05| 12 | 6.39 | 23—35 90°®@ 2 |
RE
CTCT25200V5N-B N [ ) 2.5 0° 0.05 10 4.0 20 REL L ,% CTDT25350V5R-BS R ® 25 | 17° |<0.05| 12 | 6.39 | 23—35 © PSIRR
CTCT2520001N-B N () 2.5 0° 0.1 10 4.0 20 s g CTDT2535002R-B R () 2.5 8° 0.2 | 12 | 6.39 | 23—35 @
o - O - T P— -—
3 CTCT22200V5R-B | R ° 22 | 17° | 0.05 | 10 4.0 20 | % < I Neutral (N) Right Hand (R)
8| CTCT2220001R-B R () 2.2 17° 0.1 10 4.0 20
s}
= CTCT25200V5R-B R ® 2.5 17 0.05 10 4.0 20 CW £0.05 CW £0.05
=| cTCT2520001R-B | R ° 25 | 17° | 041 10 | 40 | 20 @\ REL RER
CTCT22200V5L-B L ® 2.2 17° 0.05 10 4.0 20 . . ESIRL
CTCT2220001L-B L () 2.2 17° 0.1 10 4.0 20
CTCT25200V5L-B | L | @ | 25 | 17° | 005 | 10 | 40 | 20 [Neutral(N) RightHand (R) Left Hand (L)
CTCT2520001L-B L () 2.5 17° 0.1 10 4.0 20
RECOMMENDED CUTTING CONDITIONS
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)
P! carbon Steel - Alloy Steel 180HB—280HB VP15TF 165—490 .0008—.0035
Free Cutting Steel - VP15TF 100—590 .0004—.0035
M Stainless Steel <200HB VP15TF 165—395 .0008—.0019
N Non-Ferrous Metal - VP15TF 230—755 .0012—.0043
@ : USA Stock
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SMALL TOOLS

CUTTING OFF TOOLS (7835655r5""F) THREADING TOOLS (escrosts’ )

METRIC STANDARD INCH STANDARD

LF

DX
. s10
)

© X

.
X
t | ] °, i -
1 O\V“ | =
" 00‘( e T L] .
. B | Right hand tool holder shown. q LH Right hand tool holder shown.
* *
Order Number Stock Insert Number Dimensions (mm) ((:rlg%\ § f Order Number Stock Insert Number R ene) @‘*‘
R|IL H B HF | LF | LH |CDX| S10 | S11 Clamp Screw | Wrench R|L H B HF LF LH | HBH | HBL | CDX | S10 [Clamp Screw| Wrench
TTAHR/L-062 (2 J 375 | .375 | .375 |4.724| 591 | .125 | .374 | .276 | .256 [ NS402W | NKY15S
% CTEHR/L1616-230 ) 30350 | 16 | 16 | 16 | 125| 24 |12.2| 0.5 | 0.5 | 23 |HBH06020 | HKY40R TTAHR/L-082 |®| ®|TTAT AR RN AN NN RS 0
8 CTEHR/L1616-280 [ CTET 30350% | 16 | 16 | 16 | 120 | 25 |15 0.5 | 0.5 | 28 |NS502W | HKY25R TTAHR/L-102 (I .625 | .625 | .625 |4.724| 591 | — | .374 | .276 | .256 [ NS402W | NKY15S 8
[ in) : = =
- CTEHR/L1616-350 o0 3035¢x | 16 | 16 | 16 | 125| 32 |185| 0.5 | 0.5 [ 35 |HBH06020 | HKY40R * Clamp Torque (Ibf-in) : NS402W=6.2 5
<§( * Clamp Torque (Ibf-in) : HBH06020=62, NS502W=19 INSERTS <§(
7 - = . . : : n
[0} g Dimensions (inch Pitch of Thread
INSERTS "—g Setting Geometry § Geometry Insert Geometry Order Number Hand suacd : sions (inch) (inch)
© B - T & VPISTF|PDX|RE | L |WL1| S | (threadlinch)
E: Order Number Hand Coated Dimensions (mm) CUTDIA Geometry General Purpose .002 .008—.030
2 VPISTF| CW |PSIRRIL| RERLL | L s | (mm) (60°) <7 | TTATE0075FSRR-B R | @ |.016/F,|.787].315.098| (g0—36)
x Zo
REL L —
CTET30350V5R-B R ) 3 8° <0.05 12 6.39 [23—35 8 = g RE acl TTAT60125V5RR-B | R ® |.031].002.787|.315|.098 ?jg_fg)g
R == €
3 CTET30350V5R-BS | R ) 3 17° | <0.05| 12 6.39 |23—35 SIRER 7 '(% Xt TTAT60075F5RL-B | L| e o016 .002 87| 315 008 .008—.030
5 CW £0.05 CW £0.05 A | | D_Jrﬁxz‘é Flat (80—36)
2 ° — “T T REL RER = _
@ |CTET3035002N-B | N | @ 3 0 02 | 12 | 639 123735 N =, RE™—— | TTAT60125V5RL-B | L | @ |.031[.002/.787|315|.098 '?ig_fgf
= @
= [CTET3035002R-B R ) 8 8° 0.2 12 6.39 |23—35 |||| PSIRR |I o PSIRL —_— 039— 059
<ITT>S 9] é 3 TTAT6015001RN-B | N | @ 1.049.004/.787315.098| (,, 1 o)
CTET3035002L-B L [ ] 3 8 0.2 12 6.39 |23—35 Neutral (N) Right Hand (R) Left Hand (L) L [RE
.002 .008—.030
K@ g 5 < TTAT60075F5LR-B [R | @ [.016|,;|.787|.315|.098 (80—36)
. | = = B
_ 2 EPSRS| - a¥Re TTAT60125V5LR-B |[R| @ |.031.002/.787|.315|.098 '?jg_fgf
- (&)
2 pe 002 :008—.030
§ T‘ g §§2§¢ TTAT60075F5LL-B [L| @ [.016 Flat|-787|-315].098| (g4 _3g)
© —
5 RE ~L— | TTAT60125V5LL-B |L| @ |031.002.787|.315|.008| 29049
- (40—16)
X g TTAT6015001LN-B |N| @ |.049].004|.787|315|.008 '((’2’3:'10;)9
Right hand insert shown. & [RE
= RE
= oyl Purpose s Eh TTATS5158V5RR-B[R | @ |.031].002/.787|.315/.098| (40—16)
: <£ [ =
= <[TTS 0] 8 5
£ ] E—@E@ TTAT55158V5RL-B | L | @ |.031[.002/.787|.315|.098| (40—16)
S \ = (40—16)
g s X1 8 TTAT55158V5LR-B | R ® (.031].002|.787|.315/.098( (40—16
RECOMMENDED CUTTING CONDITIONS E ﬂﬁ‘ @ = g =
I EPSR50 [ X -
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR) E Right hand insert shown.| ! TR§E$ TTATS5158V5LL-B | L | e |.031/.002.787|.315/.098| (40—16)
P! carbon Steel - Alloy Steel 180HB—280HB VP15TF 165—490 .0008—.0035 Refer to page D037 for the thread diameter range.
Free Cutting Steel - VP15TF 100—590 .0004—.0035 RECOMMENDED CUTTING CONDITIONS
L. T ————————————
M Stainless Steel <200HB VP15TF 165—395 .0008—.0019 Work Material Hardness Cutting Speed (SFM) Work Material Hardness Cutting Speed (SFM)
p Carbon Steel - Alloy Steel 180HB—280HB 165—490 M Stainless Steel <200HB 165—395
N| Non-Ferrous Metal - VP15TF 230—755 -0012—.0043 Free Cutting Steel — 100—590 N| Non-Ferrous Metal — 230—755
@ : USA Stock @ : USA Stock
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SMALL TOOLS

THREADING TOOLS (583°565557F)

METRIC STANDARD

HOLDER APPLICATION

Right Hand Holder + Right Hand Insert Left Hand Holder + Left Hand Insert
] ]
B
g W
o o
s -
= ~ '
< 1 .
HBL
é CH Right hand tool holder shown.
* ] _
Order Nurmb Stock | - Dimensions (mm) \&% ﬁ -
rder Number nsert Number S 5
R|L H B HF | LF | LH |HBH|HBL | CDX| S10 [Clamp Screw| Wrench g iﬁm;'\
(4] Y
TTAHR/L0810 (0 ) 8 | 10 8 | 120 | 15 4 | 95| 7 | 6.5 | NS402W | NKY15S = !
- TTAHR/L1010 o0 . 10 | 10 | 10 [120| 15 | 2 | 95| 7 | 6.5 | NS402W | NKY15S ',5 - 0
8 TTAHR/L1212 (I ] 12 | 12 | 12 | 120 | 15 — 195 7 6.5 | NS403W | NKY15S 8
= TTAHR/L1616 [ JJ 16 | 16 | 120 | 15 — | 95 7 6.5 | NS403W | NKY15S =
2‘ * Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2 * Above 4 combinations enable machining at the areas shown by <. 2’
% INSERTS THREAD DIAMETER RANGE | | Application Range 5
@ [ o< |Coated| Dimensions (mm) Pitch of Pitch Thread Diameter (mm) Number of
2 | Setting Geometry | S Geometry Insert Geometry Order Number ] Thread (mm) (mm) >¢1.0 | =2¢1.2 | 2616 | 2¢2.0 | =¢25 | 2¢3.0 | 2¢64.0 | =2¢5.0 | =¢6.0 | =267.0 Passes
T & T|VPISTF|IPDX|RE| L |[W1| S (thread/inch) 0.2 2—4
— 0.25
oy Purpose — |TTAT60075FSRR-BR| @ o4 [2%200/80] 25 (T 0.3 s
<o 0.35
sH<E8 05-1.25 o
ST(RE TTAT60125V5RR-B|R| @ |08 00520080 |25 | i 045 4—6
3 0.5
E v | TTAT60075F5RL-B|L| @ |04 [2%1200 8025|2200 0.6
S . fa) < Flat (80—36) 0.7 Lo 5—7
T TGS 05125 0.75 Machining
£ ~ | TTAT60125VSRL-B|L| ® (08 005200/80 25| i 98 Impossible
@
1.25
6—8
— 1.5
S i ) X 3 TTAT6015001RN-B|N| @ [1.250.1 [200/80 25 (12'2_1'5 *Metric Thread (60°)
o . ________________________________________________________________________________________________|]
ﬁ RE Pitch(threadlinch) Thread Diameter Number of
o = Inch >¢0.060 | >¢0.073|>$0.086 | >$0.099 |>$0.112 | >$0.164 | >$0.190 | >60.250 | >¢0.313 | '"2MDEr O
g _ 0.05 0.2—0.75 Passes
(©) e {f-_ TTAT60075F5LR-B(R| @ (0.4 \pjny 200180125 gn o mm > 41.524|>01.854|>62.184|>$2.515 | >$2.845 | >$4.166 | > $4.826 | >$6.350 | > $7.938
5 PSR 50 X1 Z3 0.5—1.25 80 3—5
] o F[RE TTAT60125V5LR-B(R| @ (0.8 |0.05(20.0/8.0 |25 (40—16) Zﬁ
(5]
— = 4—6
3 < 0.05 0.2-0.75 56
g ﬁ £ b _az—r— | TTAT60075F5SLL-B|L| ® (04 |Fiz200/80 | 25| 0 oo 8
o Zz
o e 05-1.25 40
< TTAT60125V5LL-B|(L| @ (0.8 |0.05/20.0/80 25 (40-16) 32 5—7
28 -
_ 26 Machining
% 5 10-15 24 Impossible
x 5 TTAT6015001LN-B [N| @ 12501 |20.0/80 25 5\~ o = P
Right hand insert shown. &Y RE o 18 6—8
= —— 16
RE
% geé‘rg;srw Purpose x =3 TTAT55158V5RR-B|R| @ 0.8 [0.05/20.0/8.0 | 2.5 | (40—16) *American UN,Whitworth Thread
I o
b <£IZIT_ i X1
= <[1TT> o 3
= 2 BrS % TTAT55158V5RL-B|L| @ |08 |0.05(20.0| 80|25 | (40—16)
[ L
= RE RECOMMENDED CUTTING CONDITIONS
= O\ s x 4% TTAT55158V5LR-B|R| @ (08 |0.05/20.0/ 8.0 |25 | (40-16) _ ; : :
= <ﬁ [ Work Material Hardness Cutting Speed (SFM) Work Material Hardness Cutting Speed (SFM)
T EPSRS0° 5 Carbon Steel - Alloy Steel 180HB—280HB 165—490 M|  Stainless Steel <200HB 165—395
= ; ; g i TTAT55158V5LL-B | L 0.8 10.05/20.0| 8.0 | 2.5 | (40—16 P y —
g Right hand insert shown. &ﬁﬁ S5158V5 ¢ ( ) Free Cutting Steel - 100—590 N| Non-Ferrous Metal - 230—755
Refer to page D037 for the thread diameter range.
@ : USA Stock
146 <5inserts in one case> 147




SMALL TOOLS

THREADING TOOLS (F835658r57F) DIMPLE SLEEVE HOLDER (73357687

INCH STANDARD INCH STANDARD

Finish Finish Light
SMGIFS  |R-F R-SS Ls
******** o V- 4V-AV-4V-/
x| | & o
|] m] GAMP 5 |= O% (2,3 (2,3) (2,3) (2.3)
LF uli%@ © f_ = = ' Il Medium Medium | Non-Ferrous Metal Light
T \ \. _ ' : R-SN R-SR AZ Ls-P
0° T ) e <
B - % ’ it -4V -4V 4F -4
- MMTER-063SM
Left hand tool holder only. (2, 3) (2,3) (2,3) 2,3)
Stock Dimensions (inch) % i@ (E E) * N % % S D *
S - . n
Order Number Insert Number “‘\\\\\\\\\\ @ Order Number % Insert Number Dimensions (inch) g\,\\“\\‘ f
R H | B | LF | LH [HBH| HF | HBKW | WF [Clamp Bridge|Clamp Screw|Stop Ring|Shim Screw| Shim |Wrench | DCON| LE LH H | wr | wr2 | cDx |clamp Screw| Wrench
n MMTER-063SM | @ 375|375 |4.724| 875 | 118|375 | 250 | 625 | SETKs1 | SETS51| CR4 |HrCosoos|creszreis| DTV SH16H-FSDUCLO07 e| DCMT 625/3.937] 787 | 551 | 305 | 030 165! Ts254 | TkyOSR "
- TTAT | MMT16ER @HKY20R DCMW 3
2 MMTER-083SM| S | 1500|500 4724 875 | — |.500| 125 |.625| SETK5L | SETS5L| CR4  |HFCO3008|CTERIPLS g'}g;’; e e I Bch;; 215 | 750)4.921) 787 .669 | .364].030 | .165) TS254 | TKYOSR (O
- -
g % Clamp Torque (bf-in) - SETS51=31, HFC03008=18 SH25M-FSDUCLO7 | ®| piaw 1.000 | 5.906 | .787 | .906 | .482 | .030 | .165 | TS254 | TKYO8R g
2 SH16H-FSDUCL11 | Bgm\TN 625(3.937 | 787 | 551 | .305 | .030 | .252 | TS43 | TKY15R 7
SH19K-FSDUCL11 [ ) DCET 32.50:0 .75014.921 | .787 | .669 | .364 | .030 | .252 | TS43 TKY15R
DCGT
SH25M-FSDUCL 11 o DCGW 1.000 | 5.906 | .787 | .906 | .482 | .030 | .252 | TS43 TKY15R

* Clamp Torque (Ibf-in) : TS254=8.9, TS43=31
Note 1) When using insert with right and left hand chip breaker, please use right hand insert.
Note 2) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle.

@ : USA Stock
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SMALL TOOLS

DIMPLE SLEEVE HOLDER (538567 FOR RADIAL TYPE TOOL POSTS

METRIC STANDARD INCH STANDARD

Finish Finish Light
SMGI/FS R-F R-SS LS
=
******** o &L :
|| o 3{ )
o |2 Q 2, 3) @ 3) @ 3) @, 3) + > % @]
";"t NI f = = 'I] Medium Medium | Non-Ferous Metal|  Light LH B
\. . . R-SN R-SR AZ Ls-P L
LF H o= /4 7/
¢ Qf Ple §
& ) =i Right hand tool holder shown.
Left hand tool holder only. (2,3) (2,3) (2, 3) T % %7
= Stock| Dimensions (inch) S ﬁ
Order Numb § | - Dimensions (mm) W Order Number Insert Number ﬁrﬁ’% §
S
raer Rumber 9] nsert fumber = RIL H | B [HF] LF |Hekw| LH |s10 Clamp Screw| Wrench
L DCON | LF LH H WF | WF2 | CDX |Clamp Screw| Wrench
DCMT CSVHR/L-062 ([} T .375(.375|.375/5.512| 0 |.787|.004(.118| NS251 | NKY15S
N - . . . TS254 TKYO8R 0
a SH20K-FSbUCLO7 ° Dot o 20 11251 20 | 18 | 975075 ) 4.2 | TS25 08 CSVHRI/L-082 ° .500|.500(.500|5.512| 0 |.787|.004.118| NS251 | NKY15S 3
= SH22K-FSDUCLO07 e| DCGT 22 | 125 | 20 | 20 |10.75/0.75| 4.2 | TS254 | TKYO8R *1 APMX : Max. Depth of Cut o
- DCGW %2 Clamp Torque (Ibf-in) : NS251=6.2 -
P SH20K-FSDUCL 11 ° DCMT 20 | 125 | 20 | 18 | 975/ 075 | 64 | Tsa3 TKY15R Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder. <
% BgI\E/I_}_N ' ' ' Note 2) Each insert has own depth of cut. =
32500 n
SH22K-FSDUCL11 ° ng\/ 22 | 125 | 20 | 20 |10.75/0.75| 6.4 | TS43 | TKY15R
% Clamp Torque (Ibf-in) : TS254=8.9, TS43=31 INSERTS
Note 1) When using insert with right and left hand chip breaker, please use right hand insert.
Note 2) Insert photo is an example. Letters show chip breaker style, figures show inscribed circle. Front turning
Coated Dimensions (inch) APMX*
Order Number Hand el Geometry
VP15KZ | IC S | RER/L | cF | (inch)
CSVTF30AR R [} .250 .094 0 .012 .118 | Without Breaker RER
(T8
CSVTF30AL L ® .250 .094 0 .012 118 ™~
CSVTF30BR R [ .250 .094 0 .012 .118 E AN
i
CSVTF30CR R () .250 .094 0 .006 .118 i S PSIRL 00
CSVTF30DR R ) .250 .094 0 .006 118 Right hand insert shown.
CSVTF30AR-B R ° 250 | .094 0 .012 .118 | With Breaker reR
TR
CSVTF30AL-B L () .250 .094 0 .012 118 ™~ -
CSVTF30BR-B R () .250 .094 0 .012 118 / u E)‘AN
CSVTF30CR-B R () .250 .094 0 .006 .118 |£: s 1
| SIRL 30°
CSVTF30DR-B R () .250 .094 0 .006 118 Right hand inspertlzhown

* APMX : Max. Depth of Cut

RECOMMENDED CUTTING CONDITIONS m— :
Front turning, Copying
Work Material Hardness Grade Cutting Speed (SFM) Feed (IPR)

Coated Dimensions (inch) APMX*
P/ Carbon Steel - Alloy Steel 180HB—280HB MS6015/VP15TF 165—490 0004 —.006 Order Number Handroskz | 1c s cep | (inch) Geometry
MS6015 100—590 .0004 —.006 CSVTFXL L ) 250 094 .028 118 | Without Breaker
Free Cutting Steel - ‘ ~ %AOB
NX2525 165—820 .0004 —.006 N E o
B L
E@§ . )YAON )
M Stainless Steel <200HB VP15TF/ MP9005/ MP9015 165—395 .0008 —.004 T f7 — _ [
IC S d
N|  Non-Ferrous Metal - HTi10/MT9005 230—755 .0012 —.006 %
S Titanium Alloy - MT9005 130—260 .0016 —.005 % APMX : Max. Depth of Cut
Heat Resistant Alloy - MP9015 65—245 .0016 —.005
@® : USA Stock @ : USA Stock
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SMALL TOOLS

FOR RADIAL TYPE TOOL POSTS

INSERTS INSERTS
Iﬁlii_ Cutting off |E!ii_ Grooving
Coated Dimensions (inch) * ; ; ; *
Order Number Hand A.PNr']x Geometry Order Number Hand Coated Pl () R Geometry
VP15KZ IC S RER/L| CDX | CW (inch) VP15KZ IC s RER/L| CDX | CW (inch)
ggﬁgggggg R] e |.2501.094 | 0 |.079 | .024 | .059 |without Breaker CSVTG02505R R| @ |.250].004] o |.020] .010| .006 |WithoutBreaker
R| e | .250| .094| o | .008 | .028 | .079
CeVTe0750L Ll e | 220 | 094 | o | 098 | 028 | 079 CSVTGO03005R R| e |.250|.004| o |.020]|.012]| .006
CSVTCO0850L L| e |.250| 094 o |.098 | .031| .079 ™ 5. A CSVTG04005R R| e |.250|.004| o |.020 ]| .016| .006
CSVTC0950R R| e |.250| 00| o |.098 .03 .079 = %ANJﬁ; CSVTG04510R | R | e | 250 | 094 | o | 039 | 018 | .018
ggﬁgigggs T o 228 'ggj 8 'EZ 'ggg '832 N N ?i ) CSVTG05010R R| e |.250|.004| o |.039|.020]| .018
o |. . . . . |
CoVTO1360R Rl e | 220 004! o | 118 | os1| oo8 CSVTGO05510R R| e |.250|.004| o |.03 |.022]| .018
CSVTC1360L L PY 250 | .094 0 118 | 051 098 CSVTGO06010R R [ ] 250 | .094 0 .039 | .024 .018
" CSVTC1560R R| e | .250|.004| 0 |.118] .059 | .098 CSVTGO06510R R| e |.250|.004| o |.039 |.026| .018 %
9 CSVTC1560L L ° 250 | .094 | 0 | .118 | .059 | .098 Right hand insert shown. CSVTGO07010R R ° 250 | .094 | 0 | .039 | .028 | .018 8
I: CSVTCO0640R-B R (] .250 | .094 0 .079 | .024 .059 | with Breaker CSVTGO07520R R ® 250 | .094 0 .079 | .030 .055 g ':
- CSVTCO750R-B R| e | .250|.004| 0 |.098] .028]| .079 PSIRR ReR . ) -
< CSVTCOBR0R.B Rl e | 280 09| o | 098 | 031l o079 E 25 e CSVTG07520L L| e |.250| .094| o |.079|.030| .055 - RER 3 <
(n CSVTCOgsOR_B R . .250 .094 0 .098 .035 .035 %AN 7+| CSVTGOSOZOR R . .250 .094 0 .079 .031 .055 é(’}l U)
CSVTC1060R-B R| e | .250|.004| 0 |.118]| .039 | .098 £ X CSVTGO08520R R| e | .250|.004| 0 | .079|.033]| .055 i ! REL
CSVTC1360R-B R () .250 | .094 0 118 | .051 .098 1€ S 1CDX | \REL CSVTG09020R R ® 250 | .094 0 079 | .035 .055 DX
CSVTC1560R-B R| ® |.250.094] 0 | 118 | 059 | .098 Right hand insert shown. CSVTG09520R R| e | .250|.004a| o0 |.079]| 037 | .055
APMX : Max. Depth of Cut
* ax. Depth ot tu CSVTG09520L L| e |.250| 004 o |.079]| 037 | .055
. CSVTG10020R R| e | .250|.004| 0 | .079|.039| .055
Back turning
CSVTG11030R R| e |.250|.004| o |.118|.043]| .102
Coated Dimensions (inch) e . . . . .
order Number — |Hand ?_th>§ Geometry CSVTG12030R R| e 250 | 094 | 0 | .118 | .047 | .102
vpiskz| Ic | s [ReL/L[cox| cw | cF [pswesLf(inc CSVTG12030L L| e |.250|.004| o |.118|.047| .102
CSVTB10AR R [ .250|.094| 0 |.098|.039|.012 | 5° |.079 | Without Breaker o CSVTG13030R R Y 250 | .094 0 118 | .051 102
o o o
CSVTB10AL L] e |[.250).094) 0 ).098).039).012) 5° |.079 — 45 osimR S CSVTG14030R R| e |.250|.004| 0 | .118|.055| .102
CSVTB10BR R| e |.250|.004| 0 |.008|.039|.012| 2° |.079 = T“ : CSVTG15030R 5 250 | 0oa | o | 18 | ose | 100 it hand | .
CSVTB10CR R| e |.250/.004| 0 |.098|.039|.006| 2° |.079 [\ o © ° I : 18 |- : Right hand insert shown.
CSVTB10DR R| e |.250/.004| 0 |.008]|.039|.006| 5° |.079 7 -~ * APMX: Max. Depth of Cut
CSVTB12AR R| e |.250|.004| 0 |.098].047|.012| 5° |.079 Ic S REL
CSVTB14AR R| e |.250|/.004/ 0 |.008|.055|.012| 5° |.079 Right hand insert shown. Threading
CSVIBIOARB | R | @ |.250].094| 0 |.098|.039|.012| 5° |.079|with Breaker P ——
CSVTBI0BR-B | R | e |.250|.094| 0 |.098|.039|.012| 2° |.079 - PSR o — vangl S04 Pitch Dimensions (inch) Co——
CSVTBIOCR-B | R | @ |[.250|.094| 0 |.008 .030|.006| 2° |.079 I w3 vpiskz | (nch) | ic | s | RE |cpx|cw | CF
CSVTBIODRB | R | e |.250|.004| 0 |.008|.039|.006| 5° |.079 )v/;oN CSVTT60050RR R| e [008-020].250].004.001.118 |.039 | .014 | Without Breaker
CSVTB12AR-B | R | @ |.250(.094| 0 |.098|.047|.012| 5° |.079 ic s| oo \ReL CSVTT60050RL R| e |008-020| 250 .094| 001|118 | 039 | 014 | General Purpose (60°)
CSVTB14AR-B R [} 250 .094| 0 |.098|.055|.012| 5° |.079 Right hand insert shown.

% APMX : Max. Depth of Cut

AN
|E!ii}:a- Back turning, Copying 17
IC S

*

7]

St N Ts . Coated Dimensions (inch) APMX G .
rder Number an : eometr
VP15KZ IC S RER/L| CW CF (inch) y RR § RL &
N o
CSVTBXL L ® .250 | .094 0 .028 |.0014 | .118 | Without Breaker PAR H = “
30° 3]s PAR ols

[l
PAL
3 PAL
30 cox }‘E 30°
SECLN cpx | RE

Right hand insert shown.

% APMX : Max. Depth of Cut
152 @ : USA Stock <5 inserts in one case> 153



SMALL TOOLS

154

SMALL TOOLS

FOR RADIAL TYPE TOOL POSTS

METRIC STANDARD

g
2
S’.l L
"y 1y o]
N af
LF
¢ ) <! Right hand tool holder shown.
*7] % %7
Stock Dimensions (mm) $ b
Order Number Insert Number '?rzm;( §
R|L H B HF LF |HBKW| LH | S10 Clamp Screw| Wrench
CSVHR/L0707 o0 7 7 7 140 | 0.5 20 0.1 | 3.0 NS251 | NKY15S
CSVHR/L0808 o0 8 8 8 140 | O 20 0.1 | 3.0 NS251 | NKY15S
CSVHR/L0909 [ CSVT 95| 95| 95| 140 | O 20 0.1 | 3.0 NS251 | NKY15S
CSVHR/L1010 o0 10 10 10 140 | O 20 0.1 | 3.0 NS251 | NKY15S
CSVHR/L1212 [ 12 12 12 140 | O 20 0.1 | 3.0 NS251 | NKY15S

%1 APMX : Max. Depth of Cut

*2 Clamp Torque (Ibf-in) : NS251=6.2

Note 1) Please use right hand insert for right hand holder and left hand insert for left hand holder.
Note 2) Each insert has own depth of cut.

INSERTS

|E!i i - Front turning

Coated Dimensions (mm) APMX B
Order Number Hand Geometry

VP15KZ| IC S |RERL | CF (mm)
CSVTF30AR R ® 6.35 2.38 0 0.3 3.0 Without Breaker RER W
CSVTF30AL L ° 6.35 | 2.38 0 0.3 3.0 [
CSVTF30BR R ° 6.35 | 2.38 0 0.3 3.0 E AN
CSVTF30CR R [ 6.35 2.38 0 0.15 3.0 Ic s PSIRL 30°
CSVTF30DR R (] 6.35 2.38 0 0.15 3.0 Right hand insert shown.
CSVTF30AR-B R ° 6.35 2.38 0 0.3 3.0 With Breaker RER L
CSVTF30AL-B L ° 6.35 | 2.38 0 0.3 3.0 z [ 2
CSVIF30BRB [R| e [ 635 | 238 | 0 | 03 I\ = [\ an
CSVTF30CR-B R| e 6.35 | 2.38 0 0.15 3.0 c s| ! .
CSVTF30DR-B R (] 6.35 2.38 0 0.15 3.0 Right hand insert shown.

% APMX : Max. Depth of Cut

|E!i i E:a - Front turning, Copying

*

Coated Dimensions (mm) APMX
Order Number Hand Geometry
VP15KZ IC S CFD (mm)
CSVTFXL L o 6.35 2.38 0.7 3.0 Without Breaker

CFD

~ PAR
80°
E)YAN
7 _

! i
Ic s 4

% APMX : Max. Depth of Cut

@® : USA Stock
<5inserts in one case>

INSERTS

IE!T i_ Cutting off

Order Number Hand Coated Dimensions (mm) APM)Z{ Geometry

vP15KkZ| IC s [RERL]| cbox | cw | (mm)
CSVTCO0640R R () 6.35 2.38 0 2.0 0.6 1.5 | Without Breaker
CSVTCO0750R R ° 6.35 | 2.38 0 25 0.7 2.0
CSVTC0750L L ° 6.35 | 2.38 0 2.5 0.7 2.0
CSVTCO0850R R ° 6.35 | 2.38 0 25 0.8 2.0
CSVTC0850L L ° 6.35 | 2.38 0 25 | 08 | 20 ™~ Poe RER
CSVTC0950R R ° 6.35 | 2.38 0 25 0.9 2.0 E /;
CSVTC1060R R| e 6.35 | 238 | 0O 30 | 10 | 25 AN 2
CSVTC1060L L ° 6.35 | 2.38 0 3.0 1.0 2.5 Ic s| ! CDXE
CSVTC1360R R ° 6.35 | 2.38 0 3.0 1.3 2.5 ‘
CSVTC1360L L ° 6.35 | 2.38 0 3.0 1.3 2.5
CSVTC1560R R ° 6.35 | 2.38 0 3.0 1.5 25
CSVTC1560L L () 6.35 | 2.38 0 3.0 1.5 2.5 Right hand insert shown.
CSVTCO0640R-B R ° 6.35 | 2.38 0 2.0 0.6 1.5 |with Breaker
CSVTCO0750R-B R ° 6.35 | 2.38 0 25 0.7 2.0 _ PSIRR ReR
CSVTCO0850R-B R ° 6.35 | 2.38 0 25 0.8 2.0 E /g‘
CSVTC0950R-B R ° 6.35 | 2.38 0 25 0.9 2.0 (@): v AN ’?#
CSVTC1060R-B R| e 635 | 238 | 0O 30 | 10 | 25 1 ‘E
CSVTC1360RB | R | e | 635|238 | 0 30 | 13 | 25 ic s DX | \REL
CSVTC1560R-B R ® 6.35 | 2.38 0 3.0 15 2.5 Right hand insert shown.

% APMX : Max. Depth of Cut

Iﬁlii_ Back turning

Coated Dimensions (mm) *
Order Number Hand APMX Geometry

VP15KZ| IC S |RER/L| CDX | CW | CF [PSIRRIL|(mm)
CSVTB10AR R [ 6.35/238| O 25 |1 0.3 5° 2.0 | without Breaker o
CSVTB10AL L [ 6.35/238| 0 25 | 1 0.3 5 2.0 - 45° Pst%
CSVTB10BR R [ 6.35/238| 0 25 |1 0.3 2° 2.0 ™~ '\‘u_ 2
CSVTB10CR R @ (635|238 0 |25 |1 |015| 2° |20 E <@>; E)VAN o ©
CSVTB10DR R [ 6.35/238| O 25 |1 0.15| 5° 2.0 7
CSVTB12AR R ® (635/238| 0 | 25|12 |03 | 5° |20 Ic S /@ REL
CSVTB14AR R (] 6.35(238| O 25| 14 /03 5° | 2.0 Right hand insert shown.
CSVTB10AR-B R ® 6.35/238| 0 25 | 1 0.3 5° | 2.0 | with Breaker 450 3
CSVTB10BR-B R [ 6.35/238| 0 25 |1 0.3 2° 2.0 M~ — PSRRF
CSVTB10CR-B R [ 6.35/238| O 25 | 1 0.15 | 2° 2.0 }: .ﬂtg %
CSVTBIODR-B |R| @ |635/238| 0 | 25|1 |015 5 |20 AN
CSVTB12AR-B R ® 6.35/238| O 25 | 1.2 (03 5° | 2.0 Ic s * cDX| \REL
CSVTB14AR-B R (] 6.35(238| O 25| 14 /03 5° | 2.0 Right hand insert shown.

% APMX : Max. Depth of Cut

IE!i i x - Back turning, Copying

. . *]
Coated Dimensions (mm
Order Number | Hand (mm) A(PM;< Geometry
VP15KZ| IC S RER/L | CW CF AL
CSVTBXL L ) 6.35 2.38 0 0.7 0.035 3.0 [ Without Breaker

1/
=

c

% APMX : Max. Depth of Cut

SMALL TOOLS
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SMALL TOOLS

FOR RADIAL TYPE TOOL POSTS

INSERTS
IE!ii_ Grooving
Coated Dimensions (mm) APMX*
Order Number Hand ol 5 ol ook o (mm) Geometry
CSVTGO02505R R [ 6.35 | 2.38 0 0.5 | 0.25 0.15 | Without Breaker
CSVTGO03005R R () 6.35 | 2.38 0 0.5 | 0.3 0.15
CSVTGO03505R R ) 6.35 | 2.38 0 0.5 | 0.35 0.15
CSVTGO04005R R () 6.35 | 2.38 0 05 | 04 0.15
CSVTGO04510R R [ ) 6.35 | 2.38 0 1.0 | 045 0.45
CSVTGO05010R R o 6.35 | 2.38 0 10 | 05 0.45
CSVTGO05510R R [ 6.35 | 2.38 0 1.0 | 055 0.45
CSVTGO06010R R () 6.35 | 2.38 0 10 | 0.6 0.45
CSVTGO06510R R ) 6.35 | 2.38 0 1.0 | 0.65 0.45
CSVTGO07010R R o 6.35 | 2.38 0 1.0 | 0.7 0.45
CSVTGO07520R R ® 6.35 | 2.38 0 2.0 | 0.75 1.4 3
CSVTGO07520L L () 6.35 | 2.38 0 2.0 | 0.75 1.4 ] RER %D
CSVTGO08020R R (] 6.35 | 2.38 0 2.0 | 0.8 1.4 @ E)";L\‘
CSVTGO08520R R ° 6.35 | 2.38 0 2.0 | 0.85 1.4 c S / C;<EL
CSVTG09020R R [ 6.35 | 2.38 0 2.0 | 0.9 14 A
CSVTGO09520R R o 6.35 | 2.38 0 2.0 | 0.95 1.4
CSVTG09520L L [ 6.35 | 2.38 0 2.0 | 0.95 1.4
CSVTG10020R R () 6.35 | 2.38 0 20 | 1.0 1.4
CSVTG11030R R ) 6.35 | 2.38 0 3.0 | 11 2.6
CSVTG12030R R o 6.35 | 2.38 0 3.0 | 12 2.6
CSVTG12030L L [ ) 6.35 | 2.38 0 3.0 | 12 2.6
CSVTG13030R R o 6.35 | 2.38 0 3.0 | 1.3 2.6
CSVTG14030R R [ 6.35 | 2.38 0 30 | 14 2.6
CSVTG15030R R ([ ] 6.35 | 2.38 0 30 | 15 2.6 Right hand insert shown.

% APMX : Max. Depth of Cut

|E!i i _ Threading

Coated

Dimensions (mm)

<5inserts in one case>

Order Number Hand e Geometry
vpiskz [ (mm) | ¢ | s | RE |cDX| cw | CF
CSVTT60050RR R [ ) 0.2—0.5(6.35/2.38|0.03| 3.0 | 1.0 | 0.35 | Without Breaker
CSVTT60050RL R| e |02-05|6.35]238|003| 3.0 | 1.0 |0.35 | General Purpose (60°)
E)YAN
5
IC s
RR 2 RL 9
: :
PAR
30° 56 PAR we
PAL
ol PAL
§ CDX }?E 3% RE
Right hand insert shown.
@® : USA Stock

BORING TOOLS (783°565815""F)

METRIC STANDARD

Without off set

LF

S10

- of V[ LH
:: il ) =!
Right hand tool holder only.
*1 *2
Stock Dimensions (mm) cbx | DMIN %\@% ﬁ
Order Number Insert Number mm) | (mm) S

R H B LF HF LH S10 Clamp Screw| Wrench
SBAHR1022 ([ ] S 3080x3L/L-B| 10 21.5 | 120 10 17.5 15 NS402W |[NKY15S
SBAHR1222 [ 3080 L/L-B| 12 21.5 | 120 12 17.5 15 NS403W [NKY15S

%1 DMIN : Min. Cutting Diameter
%2 Clamp Torque (Ibf-in) : NS402W=6.2, NS403W=6.2

T e S

With off set

LF

LH

o]

WF2

|

=)

SMALL TOOLS

Right hand tool holder only.

*1 *2
Stock Dimensions (mm) CDX |DMIN [ (& ﬁ
Order Number Insert Number mm) | (mm) S
R H B LF HF WF2 LH Clamp Screw | Wrench
SBAHR1010 () SBAT 3080{xL/L-B| 10 10 120 10 10 15 8 3 |NS402W |NKY15S

%1 DMIN : Min. Cutting Diameter
*2 Clamp Torque (Ibf-in) : NS402W=0.7
INSERTS

g Coated Dimensions (mm)

@ Order Number o] Geometry

%’ VP15KZ [PSIRL| RER | CDX L w1 S CW | S10 (mm)

£| SBAT308000L ® 5° |0 8.0 | 185|120 |250| 125 | 9.0 3 PSIRL L

[

0 P

M [ IX

5 S o

2 RER — —

fg‘ SBAT3080V5L () 5° |0.05| 80 |185|12.0|250| 125 9.0 8

S10

_q:) SBAT308000L-B ® 5° |0 8.0 | 185|120 |250|125| 9.0 3 CDX

I 2 )

Q@ O \

m 1 iy |

E |

= | SBAT3080V5L-B () 5° |0.05| 80 |185|120|250| 125 9.0 8

% DMIN : Min. Cutting Diameter
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HOW TO READ THE STANDARD
OF BORING BARS

@®How this section page is organized TU RNlNG

®Organized by product series.

(Refer to the index on the next page.) B O R I N G B A R S

e FIGURE SHOWING THE TOOLING APPLICATION
uses illustrations and arrows to depict available
TYPE OF BORING BAR machining applications along with cutting edge

indicates the initial letters for the order number, lead angles. STANDARD BORING BARS
as well as applicable insert types. GEOMETRY SCREW CLAMP DIMPLE BAR -+ reteeetreririiiiiiiiiiniiieiinnsinnienineenneanennnnn 160
—— TITLE OF PRODUCT SERIES CHIP BREAKER BY SCREW CLAMP TYPE BORING BARS :+::ereeeeerrrrrinnnniniiiiiiiisinnineeenne: 166
r PRODUCT SECTION PRODUCT FE'IATURES CUTTING APPLICATION MICRO-DEX BORING BARS «+++teeerrrtmniimmiiiiiiiniriiii i sesannans 175
T— MICRO-MINI BORING BARS :+t o eerrrrrrrriineriiiiieriiinnesiiinnessinnessnnneesnnns 177

e DIMPLE BAR = MICRO-MINI TWIN BORING BARS - seerrrrmmmmmmmiiiiiiiiiiineeeeeeennn: 178

chip evacuation.
d

@Ud is 3 10 6 times the diameter.

== 2R T RBH TYPE HOLDER (FOR MICRO-MINI AND MICRO-MINI TWIN)............... 180
coolantthrough  CPC:Cinserts [ & cooldt through v Y
| AAS COOLANT THROUGH CARBIDE BORING BARS -++-vseevvseresnrieneennnse 184
[k @ | @asy | @ | @asa) 05182 | 05162
P (ol @ o T veoum | wedum [csirco > iedum | 56>
A T S— i v e e g v L
M FSOLCRL o2 Gt D] o4 = A A
a5y | @ | sy el Rreres
E Dimensions (inch) ] Dimensions (inch)
Order Number nsert Number Order Number Insert Number
- ocon| LF |LoRed| wr | H | cAMF|oMIN ocon| LF |LoRed| we | H | cAwF|oMN
R[C [panp e Wrench [Carp scen] Wrench
B M-FSTUPRIL-051.5-C 1515 313 | 5.000[ 703| .196 | 281 | 10° | 390 | Ts2D |TKvOeF
mFscLorL-0s2C  [ofo| SSH | 215 | 313 | s000| 703 | 196 | 281 | 120 | 300 | Ts253 | Tkvoer TPMB
& M-FSTUPRIL-061.8-C TPMH (1815 | 375 | 6.000| 844 227 | 336 | & | 450 | Ts25D |TKvORF
MFSCLPRIL0625.C [ole| CPME 2515|975 | coool sea | 227 | 336 | s+ |40 [7s0 |Tkvior M-FSTUPR/L-081.8-C TPMX%2| 1815 | 500 | 8.000| 1125| 290 | 461 | 7 | 580 | TS25D |TRvORF
M-FSCLPRIL-0825C (8|®| cpyTaz| 2515 | 500 | 8000[ 1125 | 200 | a6t | 4 | 580 [ Ts30 [Tkva0R MFSTUPRIL-102C  [ele| TPGH |22 625 |10.000| 1.406 | 352 | 586 | 4° | 700 | Ts31D |TKYI0F
m MFSCLPRIL103C  [ofo] CPUXRZ| 5 625 (10,000 1.406 | 352 | 586 | 35° | 700 | TsaD |TKVISF MFSTUPRIL-122-C |ofo] TPEXH2] 55 750 |10.000| 1688 | 414 | 711 | 0 | 25 | Tsaip [rkvior S
g M-FSCLPR/IL-123-C__ |®|®| cpgT#2| 32 750 |10.000| 1688 | 414 | 711 | 2° | 825 | TS4D | TKYISF 1 Clamp Torque (Ibf-in) : TS2D=5.3, TS250=8.9, TS31D=22 g
3 i 3
T Clamp Torue (orim) 5253280, T53D-22, 151D 2 By changing the clamp screw, t s possible 1o use the iffrent insert. Please refer o page EO11 2
£ %2Bychanging the clamp screw, itis possible to use the different insert. Please refer to page EO11 H
] ]
2 2

Steel shank

Finsh | Finish | _Light | Finis.
coolant through & RLF [V

CPOOinserts [Standara

Steel shank . (I T
coolant through TPOCinserts = AiFs v

N 888 & A A
e 253) (253) 253) (253) (182) (1.82) (182)
L Medium | CBN/PCD s Medum | _PCD cBN
vy W = e g T 3

“i

A
puny| A

Right nand ool hower shown | (25.3) | (253)

Q82 | Ge2) | Gs2)
Dimensions (inch) 1 o Dimensions (inch) 7
Order Number Ol Number Insert Number
we | H|camE| o - ocon| LF [LoreD| wE | H | cAMF| DMiN
Joanp e Wrench e e R]L [oano e wrench
- —— = ——— 450 | TS3D | TKY10F SFSTUPRIL-061.8-C |e|e| . |18L5 375 | 6.000 .844| 227 | 336 | & 450 | TS25D | TKYO8F
PY SFSCLPRIL-0825C [e]® 200 | 61 | 4 | 580 | Tsap |rivior S-FSTUPRIL-0818-C e8| TPMH |1815 | 500| 8000|1125 | 290 | 461 | 7° | 580 | Ts25D | TKvOBF
S-FSCLPRIL-103-C 352 | 586 | 357 | 700 | Tsap |TKVISF SFSTUPRIL-102.C  [efe] TEM2 2 625 [10.000] 1406 | 352 | 586 | 4= | .700 | TS31D | TKY10F
SFSCLPRIL-123-C 14| m | 22 | 25| Tse | Trvas SESTUPRIL-122C  [e|e| TPGH |22 750 |10.000[ 1.688 | 414 | 711 | 0 | 825 | Ts3i0 | TRvIOR
SFSCLPRIL-163-C 08 | 937 | 0 | 1200 | TsaD |TkvisF sesTupRIL162.C_ |ejo| TPOX*2[5p 1000 12.000| 2.250 | 638 | 937 | 0 |1.280 | Ts310 | TRY10F
1 Clamp Torque (bfn) : TS3D=22, TS4D=31 L Clamp Torque (bfin) - TS250=6.9, T5310=22
2 By changing the clamp scrow., i 5 possible {0 use the diferant insert. Please rofer o page E011 2 By changing the clamp scrow., it s possible {0 use the difernt insert. Please rofer o page E011

Note 1) o chip
Note 2) When using insert with right and left hand chip breaker, please use left hand insert
for right hand holder and right hand inser for left hand holder

E006

circle,

" peinserts > ALT-ALSS
TP ypeinserts > Als AlsT
CBN & PCD inserls > 5044-B07. 5063

‘CUTTING CONDITIONS > Eor
TP peinserts > ALTe ALTT SPARE PARTS
CBN & PCD inserts _> B05t, 8052, 5066, 5067) \ TECHNICAL DATA__> poot. JEQQ7

L LEGEND FOR STOCK REFERENCE PAGE PAGE REFERENCE s
STATUS MARK FOR APPLICABLE INSERTS  -SPARE PARTS
is shown on the left hand page indicates reference pages for ~ -TECHNICAL DATA
of each double-page spread. details of inserts that are indicates reference pages, including
applicable to the title product. the above, on the right hand page of
——— PRODUCT STANDARDS PP P each double-page s%read. Ped
indicates order numbers,

stock status (per right/left hand),
applicable inserts, dimensions,
minimum cutting diameters,
standard corner radius,
recommended I/d ratios,

and spare parts.

. VIIN. CUTTING DIAMETER

is colour-coded to let you find, at a
glance, the maximum / minimum cutting
diameters for internal machining.

>
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2
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@ To Order : Please specify order number and hand of tool (right/left).




BORING BARS

@Excellent vibration resistance due to light dimple head.
SC R EW @ Chip disposal is improved by having two channels for
C LAM P chip evacuation.

@l/d is 3 to 6 times the diameter.

Heavy metal shank CC¢
coolant through CP

nserts,| Finish Finish Finish
inserts|FP Fv FM sv

(2,2.5,3)

KAPR ' : g
@) (2,2.5,3)
M Light Medium Medium | CBN/PCD
DMIN| GAMP LF pcon| |LP MV MP
5 = : p—
M-FSCLCR/L-052-C=1° E
— -

Heavy metal shank
coolant through

Finish Finish Light
FV RILFS sV

oA &

(1.51.8,2) | (1.51.8,2) | (1.51.8,2)
Medium PCD CBN
RILF

TP inserts

B

LDRED H
LF

w%
b

Right hand tool holder shown. 2) (2,2.5,3) (2) (2,2.5,3) Right hand tool holder shown. | (1.5,1.8,2) | (1.5,1.8,2) | (1.5,1.8,2)
Dimensions (inch) *1 4 Dimensions (inch - 6.
Stock @/ Stock ) § @/
Order Number Insert Number / Order Number Insert Number § /
DCON LF |LDRED| WF H GAMF | DMIN DCON LF |LDRED| WF H GAMF | DMIN
R|L Clamp Screw| Wrench R|L Clamp Screw| Wrench
- M-FSTUPR/L-051.5-C |e|® .313 | 5.000| .703 | .196 | .281 10° .390 | TS2D | TKYO6F
M-FSCLCR/L-052-C o0 21.50: .313 | 5.000| .703| .196 | .281 | 12° .390 | TS253 | TKYO8F TPMB
M-FSTUPR/L-061.8-C |@®|® TPMH .375 | 6.000| .844 | .227 | .336 8° 450 | TS25D | TKYO8F
2
M-FSCLPR/L-062.5-C |e®|® 2515 | .375 | 6.000| .844 | .227 | .336 5 450 | TS3D | TKY10F M-FSTUPR/L-081.8-C |@|® LEZ'I)B(* .500 | 8.000| 1.125 | .290 | .461 7° .580 | TS25D | TKYO8F
= M-FSCLPR/L-082.5-C |e®|® 2515 | .500 | 8.000| 1.125| .290 | .461 4° .580 | TS3D | TKY10F M-FSTUPR/L-102-C () TPGH 22 .625 |10.000| 1.406 | .352 | .586 4° .700 | TS31D | TKY10F =
*2
M-FSCLPR/L-103-C o0 32 .625 |10.000| 1.406 | .352 | .586 3.5° | .700 | TS4D | TKY15F M-FSTUPR/L-122-C o0 TPGeX 220 .750 |10.000| 1.688 | .414 | 711 0° .825 | TS31D | TKY10F
M-FSCLPR/L-123-C 0 320 750 |10.000| 1.688 | .414 | .711 | 2° | .825 | TS4D |TKY15F *1 Clamp Torque (lbf-in) : TS2D=5.3, TS25D=8.9, TS31D=22
%1 Clamp Torque (Ibf-in) : TS253=8.9, TS3D=22, TS4D=31

%)
[id
<
[as]
o)
z
x
o
[an}

BORING BARS

Steel shank
coolant through

Finish Finish Light Finish
FV RILF SV Standard

Steel shank
coolant through

I KAPR ==
w _‘_Tf = (2.5,3) (2.5,3) (2.5,3) (2.5,3) p \ /’ (1.8.2) (1.8,2)
= N — = i : w e | e
GAVF e Medium | CBN/PCD KAPR W = PCD CBN

CIPEE

R/ILFS SV

.
b)

BiN| GAMP LF ocon| MV GAMF LDRED RILF
5 |2C0N] K S LF /&\
T= L e
Right hand tool holder shown. (2.5,3) (2.5,3) Right hand tool holder shown. (1.8,2) (1.8,2) (1.8,2)
Dimensions (inch) = 4 Dimensions (inch) 4
Stock § @/ Stock §° @
Order Number Insert Number & / Order Number Insert Number § /
DCON LF |LDRED| WF H GAMF | DMIN DCON LF |LDRED| WF H GAMF | DMIN
R|L Clamp Screw| Wrench R|L Clamp Screw| Wrench
S-FSCLPR/L-062.5-C |e|e| CPMB 25157 | .375| 6.000| .844 | .227 | .336 | 5° 450 | TS3D | TKY10F S-FSTUPR/L-061.8-C |ele| TPMB |1g157:| .375| 6.000| .844 | .227 | .336 | 8&° 450 | TS25D | TKYO08F
CPMH TPMH
S-FSCLPR/L-082.5-C |®|®| cpmT*2| 251.50 .500 | 8.000| 1.125 | .290 | .461 | 4° 580 | TS3D | TKY10F S-FSTUPR/L-081.8-C |®|®| TpnMx#2|1.81.50:: | .500| 8.000| 1.125 | .290 | .461 7° 580 [ TS25D | TKYO8F
S-FSCLPR/L-103-C 0 gggé*z 320 .625 |10.000| 1.406 | .352 | .586 | 3.5° | .700 | TS4D |TKY15F S-FSTUPR/L-102-C  |e|® Lﬁgﬁ 207 .625 |10.000| 1.406 | .352 | .586 | 4° | .700 | TS31D | TKY10F
S-FSCLPR/L-123-C [ J CPGT*2| 320 .750 |{10.000| 1.688 | .414 711 2° .825 | TS4D | TKY15F S-FSTUPR/L-122-C ([ J TPGX*%2 | 220> .750 |10.000| 1.688 | .414 711 0° .825 | TS31D | TKY10F
%1 Clamp Torque (Ibf-in) : TS3D=22, TS4D=31 %1 Clamp Torque (Ibf-in) : TS25D=8.9, TS31D=22

Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle.
Note 2) When using insert with right and left hand chip breaker, please use left hand insert
for right hand holder and right hand insert for left hand holder.

@ : USA Stock
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BORING BARS

@ Excellent vibration resistance due to light dimple head.
SCR EW @ Chip disposal is improved by having two channels for
C LAM P chip evacuation.

@®I/d is 3 to 6 times the diameter.

Finish
FP FM

Finish

Heavy metal shank .. M F SWU B / Heavy metal shank s o Finish
M = F S D U C coolant through DCLA = coolant through Lilinserts, WP RILF-FS

KAPR
(2,3) (2,3) (1.5,2,3)
Y Medium Medium Medium
ocon P GAMF H Mv PR
/ DMIN| GAMP w DCON q&
- i = ==
Right hand tool holder shown. | (2.3) 2.3) 2.3) The ¢.313 and ¢.375 shanks are 0°. Right hand tool holder shown. |  (1.5,2,3)
Dimensions (inch) E Dimensions (inch) *
Stock §‘> ) Stock §° N
Order Number Insert Number § / Order Number Insert Number & /
DCON| LF |LDRED| WF | WF2 H |GAMF|DMIN DCON LF LDRED| WF H GAMF | DMIN
R|L Clamp Screw| Wrench R|L Clamp Screw| Wrench
M-FSDUCR/L-062-C ® ® DCMT 21.50: .375 | 6.000| .675 | .317 | .130 | .336 | 7.5° | .525| TS25 |TKYO8F M-FSWUBR/L-051.5-C |®|®| wamMmT | 1.51.50: .313 5.000| .703 | .196 .281 14° 391 | TS2 TKYO6F
M-FSDUCR/L-082-C (X} Bgl\GA.Y.V 21.50; .500 | 8.000{ .833 | .380 | .130 | .461 | 6° .667| TS25 | TKYO8F M-FSWUBR/L-061.5-C |e|e®| WBGT 1.51.5 375 6.000| .844 | .227 .336 11° 450 | TS2 TKYO6F
M-FSDUCR/L-102-C e ®of DCGW 21.50: .625 |10.000| .781 | .442 | .130 | .586 | 5° .781| TS25 |TKYO8F M-FSWUPR/L-082-C ([} 21.50: .500 8.000| 1.125 | .289 461 4° 583 | TS253 | TKYO08F
E * Clamp Torque (Ibf-in) : TS25=8.9, TS43=31 M-FSWUPR/L-102-C  |@|® \x';gl 21.50 .625 |10.000| 1.406 | .352 | .586 1° | .703 | TS253 | TKYO8F E
P M-FSWUPR/L-123-C [ X J 320 .750 |10.000| 1.688 | .414 711 2° 825 | Ts4 TKY15F "
EE * Clamp Torque (Ibf-in) : TS2=5.3, TS253=8.9, TS4=31 %
m m
9] 0]
z z
4 @
2 Healvy {nttraltal shhank DGO FPFinish FMFinish - - Q
coofant throug M I: SV ' B / Heavy metal shank \/C{ 303 | Finish | Finish | Finish
coolant through VB Xinserts |FV FP FM sv
(1.5) (2) (2) (1.5,2)
Light Light Medium CBN
H| [P LM MV
DCON . N
Right hand tool holder shown. 2,3) T ﬁ @ J:j_:/ ’
Stock Dimensions (inch) Right hand tool holder shown. 2 2 (1.5,2) )
Order Number Insert Number i i i *
DCON| LF |LDRED| WF | WF2 Stock CHErEoe () § @/
RIL Clamp Screw| Wrench Order Number Insert Number § /
- DCON| LF |LDRED| WF | WF2 H GAMF | DMIN
M-FSDQCR/L-062-C (0 ) . 21.50 .375 | 6.000| .769 | .290 | .102 | .336 | 8° | .488 | TS25 | TKYO8F R|L Clamp Screw| Wrench
DCMT
M-FSDQCR/L-082-C |®/®| pomw | 2157 |.500 | 8.000| .938 | .352 | .102 | .461 | 6° | .667 | TS25 |TKYOSF M-FSVUCR/L-0815-C |@|@| VEGT | 15157 | 500 | 8.000/1.042| 447 | 197 | 461 | 8° | .667 | TS202 | TKYO6F
M-FSDQCR/L-102-C  |e|® gggv 215 | .625(10.000| .879 | .415 | .102 | .586 | 5° |.781 | TS25 |TKYOSF M-FSVUBR/L-102-C  |e@|® ¥E|\G/|¥ 22 625 |10.000| 1.269 | .608 | .295 | .586 | 8° | .781 | TS255 | TKYOSF
M-FSDQCR/L-123-C (X ) 32.5; .750 |10.000| .975 | .521 | .146 | .711 | 7° | .938 | TS43 |TKY15F M-FSVUBR/L-122-C ®®| VBGW | 22 .750 |10.000|{1.519| .670 | .295 | .711 7° 938 | TS255 | TKYO8F
* Clamp Torque (Ibf-in) : TS25=8.9, TS43=31 * Clamp Torque (Ibf-in) : TS202=5.3, TS255=8.9

Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle.
Note 2) When using insert with right and left hand chip breaker, please use left hand
insert for right hand holder and right hand insert for left hand holder.

@ : USA Stock
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BORING BARS

SCREW D I I\/I P L E B R :Eﬁ?ﬁ 'é?gégégﬁé}g‘?ﬂﬁiivséﬁnﬁye et ot o
CLAMP A ol 3 e b s the diameter. RECOMMENDED CUTTING CONDITIONS

I\/I _ F E ; P B/ Heavy metal shank \/Cs Finish Finish Finish Light Steel Shank I/d <3 3<l/d<5
coglanfnrongh VB OCINsents| ™ P A A Heavy Metal Shank Vd <3 3<ld<6
= 2
J g W y Work Material Cutting Breaker Recom- Grade Cutting Speed Feed D.O.C. Feed D.O.C.
15) @ @ 152 Mode mendation (SFM™) (IPR) (inch) (IPR) (inch)
- Light - Light M\'\/"Ed'“m CBN P Finish FP ® | Nx2525 | 555 (395—720) | .004 (002—.006) | —.020 | .004 (.002—.006) | —.020
DCHON _ e L ® | MP3025 | 490 (330—655) | .008 (.004—.010) | —.040 | .006 (.002—.008) | —.040
| T = AT - : ight LP
@ @ i ’ Ms"fggtHe;' g @ | Nx2s25 | 525 (360—690) | .008 (.004—.010) | —.040 | .006 (.002—.008) | —.040
Right hand tool holder shown. (2) (2) (1.5,2) (2) Medi @) MP3025 | 460 (295—620) .010 (.006—.014) [ —.080 .008 (.006—.010) —.060
- - - x 7 edium MP
—_— Dimensions (inch) \% / ® NX2525 | 490 (330—655) .010 (.006—.014) | —.080 .008 (.006—.010) —.060
Order Number Insert Number § / ® | MC6015 | 460 (295—620) | .004 (.002—.006) | —.020 | .004 (.002—.006) | —.020
=N DCON| LF |LDRED| WF | WF2 | H |GAMF|DMIN T Eyv— Finish Ep
B Sy WAETE @ | Nx2525 | 425 (260—590) | .004 (.002—.006) | —.020 | .004 (.002—.006) | —.020
M-FSVPCR/L-061.5-C |®|®| VeSSt | 1515 | .375 | 6.000/ .938| .306 | .118 | .336 | 8° | .600| TS202 | TKYO6F Carbon Steel e ® | mceozs | 460 (295-620) | .008 (004—.010) | —.040 | .006 (002—.008) | —.040
Alloy Steel ight LP
M-FSVPBR/L-082-C ee \\jgs} 227 .500 | 8.000(1.167 | .407 | .157 | .461 | 8° .833| TS255 | TKYO8F 1803/350HB g @ | MP3025 | 360 (195—525) | .008 (.004—.010) | —.040 | .006 (.002—.008) | —.040
M-FSVPBR/L-102-C ®|®| VBGW | 22 .625 |10.000| 1.367 | .490 | .177 | .586 | 5° 977 | TS255 | TKYO8F Ve - ® | MC6025 | 425 (260—590) | .010 (.006—.014) | —.080 | .008 (.006—.010) | —.060
edium
= * Clamp Torque (Ibf-in) : TS202=5.3, TS255=8.9 @ | MP3025 | 330(195—490) | .010(.006—.014) | —.080 | .008 (.006—.010) | —.060 =
M Finish FM ® | VP15TF | 490 (360—620) [ .004 (.002—.006) | —.020 | .004 (.002—.006) | —.020
g L ® | MC7025 | 410 (280—540) | .008 (.004—.010) | —.040 | .006 (.002—.008) | —.040 é
; ight LM
@ Stainless Steel g ® | vPisTE | 425 (205—555) | .008 (004—.010) | —.040 | .006 (002—.008) | —.040 o
0} =200HB 0]
z Ve ® | MC7025 | 345 (230—440) | .008 (.006—.010) | —.080 | .008 (.006—.010) | —.040 Z
14 edium MM x
@) — — @ | VP15TF | 390 (260—525) | .008 (.006—.010) | —.080 | .008 (.006—.010) | —.040 @)
oM Heavy metal shank \/ Finish Finish 0
coolant through VB FP FM LP LM K TGeLas)i/I élgfrtelrr]%rt\h Finish F.FS ©) HTi10 | 425(295—525) | .006 (.004—.008) | —.020 | .006 (.004—.008) | —.020
g w @ @ <350MPa Medium MK 0] MC5015 | 295 (195—390) .008 (.006—.010) | —.080 .008 (.006—.010) —.060
@ KAPR : N Aluminum Al Finish FFS () HTi10 | 985 (655—1310) | .004 (.002—.006) | —.020 | .004 (.002—.006) | —.020
uminum [6) Inis
KAPR 31 Me(j_) = &) @ @ Y FlatTop | @® | MD220 | 655(490—820) | .004 (.002—.006) | —.080 | .004 (.002—.006) | —.040
AMF u
v LDRED L/ rvv; H| Hardened Steel 35-65HRC |  Finish Flat Top ® | MB8120 | 330 (260—655) | .004 (.002—.006) | —.006 | .004 (.002—.006) | —.004
LF DCON
t " GAMPL_= LT _ When vibrations occur, reduce cutting speed to 70% of the above.
5 i o The depth of cut needs to be less than the corner diameter when using the FSVJ type.
Right hand tool holder shown. (1.5,2)

Dimensions (inch)

Ul

2]

o

2
@

Order Number Insert Number bcon| LE |iprep!| wr H GAMF | DMIN /
o | Clamp Screw] Wrench B CCG/MT, CPGT, CPMX, TPGD/P, TPGA/M, TPMX inserts

M-FSVJCR/L-081.5-C |el® veeT | 15157 | 500 | 8.000] 1.083 | 093 | .461 5 867 | TS202 | TKYOSE ® By changing the insert screw, it is possible to use the inserts listed on the left hand side.
M-FSVJCR/L-101.5-C |e|e®| YEMT | 1515 | 625 |10.000| 1.406 | .076 | 586 | 5° | .781 | TS202 | TKYO6F Order Number Insert Screw Remark
VBET CCG/MT21.53 Can be used as it is.
M-FSVIBR/L-122-C  |e@|®| Vot | 22 750 |10.000| 1.406 | .060 | 711 | 5° | .938 | TS255 | TKYOSF CPGT2.51.50; Change to TS3.
VBGW CPGT32:: Change to TS4.
% Clamp Torque (Ibf-in) : TS202=5.3, TS255=8.9 CPMX2.5150 Canbe used as TS,
CPMX32:: Can be used as it is. )
TPGD/P1.81.5: Change to CS250T.
TPGAIM22: Change to CS300890T.
TPMX1.51.5{ Change to CS200T.
TPMX1.81.5( Change to CS250T.
TPMX22: Change to CS300890T.

Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle.
Note 2) When using insert with right and left hand chip breaker, please use left hand insert
for right hand holder and right hand insert for left hand holder.

@ : USA Stock
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BORING BARS

@ Two wall pocket.

@ 7° positive insert, low cutting force.

@ Screw-on type.

@ Steel and carbide shanks are stocked in various diameters.

Finish Finish Finish Finish
Steel shank R . LM Carbide shank LP LM
ECA 60° / ! s | Q ECA 60° @
O -
| . I I L - (2,3) (2,3) (2,3) (2,3) | " I I (] (2,3) (2,3)
) A ! Medium | Medium | FlatTop | PCD/CBN KAPR 4-‘ 2 [® ——————— = Flat Top CBN
MP MM
GAMF  |LDRED H_ P o] GAME  |LDRED
DMIN LF DCON i - DMIN ‘ LF
1 1 1
Right hand tool holder shown. (2,3,4) (2,3,4) (2,3,4) Right hand tool holder shown. 2,3) 2,3) 2,3) 2,3)
Dimensions (inch) e Dimensions (inch) 3
Stock Stock §‘° @
Order Number Insert Number Order Number Insert Number § /
DCON | LF |LDRED| WF H | GAMF | DMIN ° DCON| LF |LDRED| WF H | GAMF | DMIN
R|L Clamp Screw| Wrench R|L Clamp Screw| Wrench
S-SCLCR/L-062  |@|@[SSMT | 215 | 375 | 6.000| .625 | .250 | .340 | 15° | .477 | TS25 |TKYOSF C-SCLCR/L-062  |®|®| E&Mw | 2157 | 375 | 6.000 | .625 | .250 | .360 | 15° | .477 | TS25 |TKYOSF
B ccGB
S-SCLCR/L-082 o0 gggw 21.5 .500 | 6.000| .750 | .313 460 13° .602 | TS25 | TKYO8F C-SCLCR/L-082 o0 888‘1’—" 21.50 .500 | 6.000 .750 | .313 .485 13° .602 TS25 | TKYO8F
CCGT CCGH
S-SCLCR/L-103 ® e CCeH 3250 .625 | 8.000| 1.250 | .406 | .560 | 10° 797 | TS4 | TKY15F C-SCLCR/L-103 ® e SEET | 3250+ | .625 | 8.000 | 1.250 | .406 | .600 | 10° | .797 | TS4 |TKY15F
E S-SCLCRI/L-123 oo|SEMH | 325 | .750 |10.000| 1.875 | 500 | 700 | 8 | .954 | Ts4 |TKY15F * Clamp Torque (Ibf-in) : TS25=8.9, TS4=31 E

* Clamp Torque (Ibf-in) : TS25=8.9, TS4=31, TS5=66

Finish

LP

(2,3) (2,3)
Flat Top | PCD/CBN

Steel shank
ECA 50°

%)
[id
<
[as]
o)
z
x
o
[an}

BORING BARS

Sl
P Finish @ KAPR | GAMF LDRED
Heavy metal shank o LF . @,@ L DMIN | LF

Right hand tool holder shown. (2,3,4) (2,3,4) (2,3)
| (03.04) Dimensions (inch) * 4
s PCD/CBN Stock §5 s,
GAMF — Order Number Insert Number & /
H — DCON LF LDRED| WF H GAMF | DMIN
] : R|L Clamp Screw| Wrench
DMIN LF DCON
- S-SDQCR/L-082 e e DCMT 21.50: .500 | 6.000| .875 | .375 460 10° .665 [ TS25 | TKYO8F
Right hand tool holder only. (03,04) DCMW N
: : : 25/ S-SDQCR/L-102 ® o DCGW 21.5; .625 | 8.000| 1.000 | .406 .560 7° 797 | TS25 | TKYO08F
Stock Dimensions (inch) %5 ’&J DCGT
a6 A f - - . . . . . ° .
Order Number Insert Number § /\ S-SDQCR/L-123 ® ®f DCET 32.50 750 110.000 | 1.250 500 700 7 954 | TS4 |TKY15F
R DCON | LF WF H | GAMF | DMIN Camp Screw| Wrench % Clamp Torque (Ibf-in) : TS25=8.9, TS4=31, TS5=66
M-SCLCR-063 (] ccoT 03S1i .188 3.000 .100 173 15° .200 TS16 | TKYO6F
M-SCLCR-073 ® |CCMW | 03S1i: .219 3.500 .120 .199 14° .240 TS16 | TKYO6F
CCGW
M-SCLCR-064 (] 04TO .250 4.000 .140 .230 14° .280 TS21 | TKYO6F
RECOMMENDED CUTTING CONDITIONS
+* Clamp Torque (Ibf-in) : TS16=5.3, TS21=5.3
Steel Shank I/d <3 3 <I/d <4 (Shank Diameter > 1.000 inch)
Heavy Metal Shank I/d<3 3<I/d=<6
Carbide Shank Ild<5 5<ld=<7
: . Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness | Cutting Mode (SFM) (IPR) (inch) (SFM) (IPR) (inch)
P Carbon Steel Light Cutting 295—525 .002—.006 .008 260—490 .002—.006 .008
180—280HB - -
Alloy Steel Medium Cutting| ~ 195—395 .006—.014 —.118 165—360 .004—.008 .059
, ) _ _ o _ M| Siainless Steel <o00HB Light Cutting [~ 330—590 .002—.006 .008 330—590 .002—.006 .008
Note 1) The |nsert_ phqtos are iny _examples. The letters _refer to the chip breaker and the dimension refers to the inscribed circle. = Medium Cuting 165—295 006—.010 ~ 079 130—260 004—.008 039
Note 2) When using insert with right and left hand chip breaker, please use left hand Liht Cutl a1 o 131 >
insert for right hand holder and right hand insert for left hand holder. N Aluminum Alloy _ lg.t utthg 655—1310 .002—.006 .008 655—1310 .002—.006 .008
Medium Cutting 490—820 .002—.006 —.079 490—820 .002—.006 .059
@ : USA Stock
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BORING BARS

@®Two wall pocket.

@7° positive insert, low cutting force.

@ Screw-on type.

@ Steel and carbide shanks are stocked in various diameters.

Finish Finish
FP FM LP

-7

Finish Finish

Carbide shank

Steel shank LP

]

KAPR CnoR ECA 60° '
1 ﬁ ' (- (2,3) (2,3) (2,3) | [> NI - Vah ) (3) (3)
= = Medium | Medium | FlatTop SRci == N Medium Medium | Flat Top
VP KAPR MP Standard
GAMF LDRED — R
S /A Al | (=)
DMIN - ' | i
\ y DMIN LF L | -
_/ ' 1 | e—
Right hand tool holder shown. 2,3) 2,3) (2,3) Right hand tool holder shown. (3,4) (3,4) (3,4)
Dimensions (inch) Dimensions (inch) E
Stock gﬁ @/ Stock §
Order Number Insert Number & / Order Number Insert Number & /
DCON LF |LDRED| WF H GAMF | DMIN DCON LF |LDRED| WF H GAMF | DMIN
RIL Clamp Screw| Wrench R|L Clamp Screw| Wrench
C-SDQCR/L-082 (@@ DEMT| 215 | 500 | 6000 875| .375 | 485 | 10° | 665 | TS5 | TKYOSF S-SSKCRI/L-103 ®e| oyt | 3257 | 625 8.000| 1.250 | .406 | .560 | 10° | .797 | TS4 |TKY1SF
C-SDQCR/L-102 ®/® DCGW | 2150 .625 | 8.000| 1.000 | .406 | .600 7° 797 | TS25 | TKYO8F S-SSKCR/L-123 e @ SCMW | 355 .750 |10.000 | 1.875 | .500 | .700 8° .954 | TS4 |TKYI15F
DCGT
C-SDQCR/L-123 ®e®|DCET| 325 | .750 |10.000| 1.250 | .500 | .725 7° | 954 | Ts4 |TKY15F % Clamp Torque (Ibf-in) : TS4=31, TS5=66
E * Clamp Torque (Ibf-in) : TS25=8.9, TS4=31 =
o Finish Finish "
a4 Steel shank o FP FM x
< <
o N m
2 kapr S A : 2
= Finish Finish ~
5 DC{xinserts 1 | - : @3) 23) &
2 Steel shank o FP G b - Sl i Light Medium Q
& & & i NN
KAPR P (2‘?’) (2'.3) '
K Pl — Medium Medium Right hand tool holder shown. 2.3) 2.3)
;1 @ : MP Standard - - - * ~
GAMF | P - - S Dimensions (inch) % /5
LDRED # : S )
DMIN ‘ LF DCON a@/ ﬂ/ : Order Number Insert Number § /
DCON LF |LDRED| WF H GAMF | DMIN
Right hand tool holder shown. (2,3,4) (2,3,4) (2,3) R|L Clamp Screw| Wrench
Dimensions (inch) D * é S-STUCR/L-062 o0 21.50 375 | 6.000| .625 | .250 .360 15° AT77 | TS25 | TKYO8F
Order Numb T e N Temt
rder Number nsert Number § . 5 °
ocon| Le lioreol we | n | cave | omin S ; S-STUCR/L-082 ®®| rcpmw | 2157 | 500 | 6.000| .750 | .313 | .485 | 13 602 | TS25 |TKYOSF
RIL Hampegsy WETE S-STUCRI/L-102 o0 L(::c(;;V\T/ 215 | 625 | 8.000 | 1.250 | .406 | .600 | 10° | .797 | TS25 |TKYOSF
S-SDUCR/L-062  |e/e@| DCMP | 215. | 375 6.000) 625 437 | 340 | 7° | .664) TS25 |TKYOSF S-STUCRIL-123  |e|® 3257 | .750 |10.000| 1.875 | 500 | 725 | 8° | .954 | Ts4 |TKvisF
- - DCGW . . . . . ° . .
S-SDUCR/L-082 (I J beer 21.5C 500 | 6.000 750 500 460 7 789 | TS25 | TKYO8F * Clamp Torque (Ibf-in) : TS25=8.9, TS4=31
S-SDUCR/L-102 ® ®| DCET 21.57: .625 | 8.000| 1.250 | .563 | .560 7° 954 | TS25 |TKYO8F
* Clamp Torque (Ibf-in) : TS25=8.9, TS4=31, TS5=66
RECOMMENDED CUTTING CONDITIONS
Steel Shank I/d<3 3<1/d <4 (Shank Diameter > 1.000 inch)
Heavy Metal Shank I/ld<3 3<1/d<6
Carbide Shank I/[d<5 5<l/d<7
- g Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness | Cutting Mode (SFM) (IPR) (inch) (SFM) (IPR) (inch)
P Carbon Steel 180—280HB Light Cutting 295—525 .002—.006 .008 260—490 .002—.006 .008
Alloy Steel Medium Cutting| ~ 195—395 .006—.014 —.118 165—360 .004—.008 .059
Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle. M Stainless Steel <200HB nght Cuttlpg 3307590 002006 008 3307590 002006 008
Note 2) When using insert with right and left hand chip breaker, please use left hand Mgdmm Canng 165—295 -006—.010 —.079 130—260 -004—.008 039
insert for right hand holder and right hand insert for left hand holder. N Aluminum Alloy _ Light Cutting 655—1310 .002—.006 .008 655—1310 .002—.006 .008
Medium Cutting 490—820 .002—.006 —.079 490—820 .002—.006 .059

@ : USA Stock
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BORING BARS

@®Two wall pocket.

@ 7° positive insert, low cutting force.

@ Screw-on type.

@ Steel and carbide shanks are stocked in various diameters.

Finish

Finish Finish Finish

FP FM LP LM

Carbide shank Steel shank

KAPR
| g Hi_ (2,_3) (2,_3) (2,_3) (2,3)
;1 ﬂ . Medium Medium Medium Flat Top
KAPR GAMF H
GAMF H LP | LDRED L [MP MM Standard
4 ) I: DCON
(o &7 &7 -_—
Right hand tool holder shown. Right hand tool holder shown. 3) 3) (2,3) (2,3)
Dimensions (inch) Dimensions (inch) &3 4
Stock Stocki § @/
Order Number Insert Number Order Number Insert Number & /
DCON LF LDRED| WF H GAMF | DMIN DCON LF |LDRED| WF H GAMF | DMIN
R|L Clamp Screw| Wrench R|L Clamp Screw, Wrench
B VCMT
- - i . . . . . . TS25 | TKYO8F
C-STUCRL-062 @) TCIE| 215 | 375 | 6000 | 625 250 | .340 | 15° | 477 S-SVUCR/L-122  |e|e| VEMW | 2 | 750 10.000| 1.250 | 500 | .700 | 7° | 1.000 | TS25 | TKYO8F
C-STUCR/L-082 o0 21.50 .500 | 6.000 | .750 | .313 .460 13° .602 TS25 | TKYO8F VCGW
Teer * Clamp Torque (Ibf-in) : TS25=8.9, TS4=31
C-STUCR/L-102  |e|®| TCGW | 215" | .625 | 8.000 | 1.250 | 406 | 560 | 10° | .797 | Ts25 |TKyosF plord PIRENTES oA
E * Clamp Torque (Ibf-in) : TS25=8.9 E
Finish Finish
& Carbide shank WCLiinserts |pyp RIL MJ 4
s
é LDRED “ é
2 é-g 2
=z -y - - - : =z
@ VCOinserts Finish Finish Light Light @ (1215 2 =
o Steel shank A FP FM LP LM ann it Light | Medium | CBN Q
_ ‘ ~ IDCON MJ-P Standard
L L7 | L | & N — JL S | 4
KAPR_| _ s B F\\\’ GAMF DS () .
| ’ i — | €5 (2,_3) (2,_3) (2,_3) (2,3) L\@;"é‘ C-SWLO0502R/LS Right hand tool -
S 2 Medium | Medium | Medium | Flat Top C-SWLO05S3R/LM holder shown. @ (12152) | (152)
KAPR MP MM Standard . . - L9, — /
| I: GAMF LDRED ook Dimensions (inch) % é\/
{— =
DMIN LF &, Order Number Insert Number § /
J &7 & o &F DCON| LF |LDRED| WF | H |GAMF| DMIN |-~ :
Right hand tool holder shown. ) 3) (2,3) (2,3) RIL Clamp Screw| Wrench
—_ Dimensions (inch) % » @ C-SWLO502R/LS ® ® WCMT | 1.21 .313 | 5.000 | 1.000 | .114 | .282 17° .228 TS21 | TKYO6F
tocl & N
Order Number Insert Number s / C-SWLOSS3R/LM  |@|e| WECT - | 313 | 5000 | 1.370 | .156 | 282 | 15° | 312 | Ts2 |TKvoeF
DCON LF |[LDRED| WF H GAMF | DMIN = WCMW Ledloie
RIL Clamp Screw| Wrench C-SWLO0504R/L ® o WCGW | 215 .313 | 5.000 | .598 | .203 | .282 | 15° | .406 | TS25 | TKYOSF
S-SVQCR/L-102 oo veMT 220 .625 | 8.000| 1.000 | .406 | .560 8° 797 | TS25 | TKYOSF % Clamp Torque (Ibf-in) : TS21=5.3, TS2=5.3, TS25=8.9
S-SVQCRI/L-122 oo VSN | 220 750 [10.000| 1.250 | 500 | .700 | 7° | .954 | TS25 |TKYO8F
* Clamp Torque (Ibf-in) : TS25=8.9, TS4=31
RECOMMENDED CUTTING CONDITIONS
Steel Shank I/d<3 3<I/d <4 (Shank Diameter > 1.000 inch)
Heavy Metal Shank l/d<3 3<1d<6
Carbide Shank l/d<5 5<Id<7
n : Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness | Cutting Mode (SEM) (IPR) (inch) (SFM) (IPR) (inch)
P|  carbon Steel Light Cutting |~ 295—525 .002—.006 .008 260—490 .002—.006 .008
Alloy Steel 180—280H8B i i
y Medium Cutting 195—395 .006—.014 —.118 165—360 .004—.008 .059
M ) Light Cutting 330—590 .002—.006 .008 330—590 .002—.006 .008
Stainless Steel =200HB Medium Cutti 165—295 006—.010 079 130—260 004—.008 039
edium Cuttin - .006—. -. - .004—. .
Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle. : : :
Note 2) When using insert with right and left hand chip breaker, please use left hand N Alumi Al _ Light Cutting 655—1310 .002—.006 .008 655—1310 .002—.006 .008
insert for right hand holder and right hand insert for left hand holder. uminum oy Medium Cuning 490—820 .002—.006 —.079 490—820 .002—.006 059

@ : USA Stock
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BORING BARS

@®Two wall pocket.

@7° positive insert, low cutting force.

@ Screw-on type.

@ Steel and carbide shanks are stocked in various diameters.

Finish WCOK Finish Finish Light
Steel shank RIL MJ Steel shank LAANSerts gy RL MJ
é KAPR
N ~ \
T/ (1.2,1.5) 2.3) // Y - - ' 2.3) (1.2,1.5) (2,3)
TORED) Medium CBN KAPR L;"ﬁ DAY, f Light Medium CBN
LF MJ-P Standard % MJ-P Stand)a\rd
AR H /.
- GAMF LA
GAMF ELDRED — Q“ @ b  DMIN| LF DCON Q~ @
FSWL108RS ‘
Right hand tool holder only. (2,3) (1.2,1.5,2,3) (2,3 Right hand tool holder shown. (2,3) (1.2,1.5,2,3) (2,3)
Dimensions (mm) E Dimensions (inch) w3 4
Stock § A Stock § N
Order Number Insert Number & / Order Number Insert Number & /
DCON LF |LDRED| WF H GAMF | DMIN DCON LF WF H GAMF DMIN
R Clamp Screw| Wrench R|L Clamp Screw| Wrench
FSWL108RS * | WMl 1.217 8 | 100 | 19 | 29 7 | 17° | 58| Ts21 | TKYO6F S-SWUCR/L-055 oo 1.217 188 | 4.000 | .114 172 17° 228 | TS21 [TKYO6F
FSWL 108RM WEMT 8 100 5 4 7 15° 8 Ts2 TKYOSE S-SWUCR/L-065 L J 1.21 .250 4.000 .156 .235 17° 312 TS2 TKYO6F
* | Wéuw | 1515 S-SWUCR/L-066  |e@|@| WEMT | 1515 | 313 | 6000 | .188 | 295 | 15° 375 | Ts2 | TKYO6F
FSWL108R * 2150 8 | 125 | 10 | 5 7 | 15° | 10 | Ts25 |TKYosF S-SWUCRI/L-062 oo VV‘(/%'\Q’TV 215 | 375 | 6000 | 250 | 358 | 15° 500 | TS25 |TKYOSF
E FSWL110R * | woat | 2150 | 10 | 150 | 12 | 6 o | 132 | 12 | Ts25 |TKvosE S-SWUCR/L-082  |e|®|woew| 215 | 500 | 6000 | .312 | 480 | 13° | 625 | TS25 |TKYosF (=
s S-SWUCR/L-103 L) 32.50 .625 8.000 .375 .593 10° 750 | TS4 | TKY15F
" FSWL112R * 3250 | 12 | 180 | 15 | 8 11 | 18" |16 | Ts4 | TKYISF S-SWUCR/L-123 0 3257 | .750 | 10.000 | .500 | .725 8 | 1.000 | Ts4 |TKY1SF
SE * Clamp Torque (Ibf-in) : TS21=5.3, TS25=8.9, TS4=31 * Clamp Torque (Ibf-in) : TS21=5.3, TS2=5.3, TS25=8.9, TS4=31 %
P o0
Q O]
Z Z
o @
2 Finish 2
; Carbide shank RIL MJ
Carbide shank .
A
!.E é KAPR = é
' ) [N ] (1.2,1.5) &)
(2,3) (1.2,1.5) (2,3) 0 _ .
H Light Medium CBN KAPR 4-‘ g[SV Light Medium CBN
SEEN MJ-P Standard
DCON MJ-P Standard AR £
AN s b GAMF LH | =
G~ \ DMIN LF DCON )
LDRED | FSWL208RS [0\ — — -
208RM Right hand tool holder only. (2,3) (1.2,1.5,2,3) (2,3) Right hand tool holder shown. () (1.2,15,2) - (1.5,2)
Dimensions (mm) = * é Stock Dimensions (inch) §; )
Stock & /\/ Order Number Insert Number § /
Order Number Insert Number DCON LF LDRED WE H GAME | DMIN & DCON LF WE H GAMF DMIN
R|L Clamp Screw| Wrench RIL Clamp Screw| Wrench
N N C-SWLOR/L-055 (I 1.215 .188 4.000 114 172 17° .228 TS21 | TKYO6F
FSWL208RS * WemT 1210 8 122 25 1 291 7 | 177 | 58 | TS21 | TKYO06F C-SWLOR/L-065 o0 VV\\//gl\'\/fvTv 1217 | 250 | 4000 | 156 | .235 | 17° | .313 | TS2 |TKYO6F
FSWL208R/LM * % WCGT 1.51.5C: 8 125 33 4 7 15° 8 TS2 TKYO6F C-SWLOR/L-066 [ JIn| WCGT 1.51.50: 313 6.000 .188 .295 15° 375 TS2 TKYO6F
FSWL208R . o5 | 8 | 125 | 10 7 | 152 | 10 | Ts25 | TkvosE C-SWLOR/L-070 o0l weew | 2157 | 375 | 6000 | 218 | 358 | 15° | .438 | TS25 |TKYOSF
- C-SWLOR/L-062 (I 21.50: .375 6.000 .250 .358 15° .500 TS25 | TKYO8F
FSWL210R/L * x| weMmT 215 | 10 | 150 | 12 9 | 13° | 12 | TS25 |TKYOSF  Clamp Torque (bf-n) - TS21=5.3, TS2=5.3, T525-8.9
FSWL212R/L * x| WCGW 3250 12 180 15 8 11 13° | 16 TS4 | TKY15F
FSWL216R/L *|x| wewmT 3257 | 16 | 200 | 20 | 11 14 7| 22 TS4 | TKY15F RECOMMENDED CUTTING CONDITIONS
* Clamp Torque (Ibf-in) : TS21=5.3, TS2=5.3, TS25=8.9, TS4=31 Stool Shank Vd=3 3<I/d <4 (Shank Diameter = 1000 inch)
Heavy Metal Shank I/ld<3 3<1/d<6
Carbide Shank I/ld<5 5</d<7
; : Cutting Speed Feed Depth of Cut| Cutting Speed Feed Depth of Cut
Work Material Hardness |Cutting Mode (SFM) (IPR) (inch) (SFM) (IPR) (inch)
P Carbon Steel 180—280HB Light Cutting 295—525 .002—.006 .008 260—490 .002—.006 .008
Alloy Steel Medium Cuting] ~ 195—395 .006—.014 —.118 165—360 .004—.008 .059
Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle. M ] Light Cutting 330—590 "002—.006 008 330—590 002—.006 008
Note 2) When using insert with right and left hand chip breaker, please use left hand Stainless Steel <200HB Medium Cutting 165—295 006= 010 ~ 079 130—260 004— 008 039
insert for right hand holder and right hand insert for left hand holder. N . Light Cutting 555—1310 007— 006 008 655—1310 007—.006 508
Aluminum Alloy = [VedumCuting|  490—820 002—.006 | —079 | 490—820 1002—.006 059

@ : USA Stock * : Stocked in Japan [J: Made to Order
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BORING BARS

@ Two wall pocket. @® The minimum cutting diameter ~ @ Easy-to-use tool geometries.
@7° positive insert, low cutting force. is 5 mm (.197 inch). @ Suitable for small workpiece.
@ Screw-on type. - @ 7°positive insert. @®I/d is 5 times the diameter.
@ Steel and carbide shanks are stocked in various diameters. @ Carbide shank type.
Finish
Carbide shank L-F

\]
KAPR |

KAPR
/ 23) (12,15) 23) | (03,04)
AR {-‘ % Light Medium CBN
MJ-P Standard
/] H |
GAMF = <
= b DMIN LF DCON Q é _

CBN/PCD
Right hand tool holder shown. 2,3) (1.2,1.5,2,3) (2,3

Heavy metal shank

)

WF

DCON

- . E

Right hand tool holder only. (03,04)

Dimensions (inch) & Dimensions (mm g 4
Stocl §$ @ _Z‘ci (mm) g’ @J
Order Number Insert Number & / Order Number » Insert Number § /
DCON | LE WE H GAMF R - DCON | LF WF H | GAMF | DMIN
R|L Clamp Screw| Wrench R Clamp Screw| Wrench
M-SWLOR/L-055  |e|® 1217 | .188 | 4.000 | 114 | 172 | 17° 228 | TS21 |TKYO6F COAGSCLCRO3 ° 7 90 | 25 | 37 | 15° 5 TS16 | TKYOGF
*1 ' :
M-SWLOR/L-065 [ 2 J 1.21 .250 4.000 156 .235 17° .313 TS2 TKYO6F CO5HSCLCRO03 P CCGT 5 100 3.0 4.7 13° 6 TS16 TKYOBE
CCGW
M-SWLOR/L-066 o0 1.51.50: 313 6.000 .188 .295 15° .375 TS2 | TKYO6F C06JSCLCRO04 ®| ccmw 6 110 35 5.7 13° 7 TS21 | TKYO6F
WCMT
E M-SWLOR/L-070  |®|®|wcgT| 2150 | .375 | 6.000 | 218 | .358 | 15° 438 | TS25 |TKYO8F CO7KSCLCRO4 ° 7 125 | 40 | 67 | 11° 8 TS21 | TKYO6F E
M-SWLOR/L-062  |@|/@|WCMW | 515 | 375 | 6.000 | 250 | .358 | 15° 500 | TS25 |TKYOSF * Clamp Torque (lbf-in) : TS16=5.3, TS21=5.3
g WCGW Note 1) Diameter of inscribed circle is non-ISO standard. (For SCLC type) @
< M-SWLOR/L-082 o0 21.50: .500 6.000 312 .480 13° .625 TS25 | TKYO8F <
o o
O M-SWLOR/L-103 o0 3250 .625 8.000 375 .600 10° .750 TS4 TKY15F . = 1 Finish 10}
Z X Carbide shank 4 INSerts ¢ Z
% M-SWLOR/L-123 o e 32.50: .750 | 10.000 .500 725 8° 1.000 TS4 TKY15F %
@ * Clamp Torque (Ibf-in) : TS21=5.3, TS2=5.3, TS25=8.9, TS4=31 D @
~ (1.2,1.5)
" | 1215
=
s
o]
]
Heavy metal shank Finish Finish LF H
WCHinserts ‘
coolant through FJ-PA R/L X MJ Right hand tool holder only.
' - - * p
KAPR !“E L é é Dimensions (mm) §° @
2.3) (1.2.1.5) 2.3) Order Number 2 Insert Number § /
w 1 L - h M d - — DCON LF WF H GAMF | DMIN
31 B ight S CBN R Clamp Screw| Wrench
MJ-P Standard
H P CO5HSWUBRO02 ° 100 3.0 4.7 15° 6 TS21 | TKYO6F
LF | |pcon g cosIswuBro2  |e| (2RI 10 | 35 | 57 | 130 | 7 | Tsac | Tkvoer
Right hand tool holder shown. (2,3) CO7KSWUBRL3 [ A 125 4.0 6.7 15° 8 TS2 TKYO06F
—_ Dimensions (inch) * Clamp Torque (Ibf-in) : TS21=5.3, TS2C=5.3, TS2=5.3
Order Number Insert Number
RIL DCON LF WF H GAMF CATS - n
Al Sciew) wrene RECOMMENDED CUTTING CONDITIONS
M-SWLOR/L-066-C [ I J 1.51.5: .313 6.000 .188 .295 15° .375 TS2 TKYO6F T v Benth of Gin
. utting Spee ee epth of Cu
M-SWLOR/L-070-C  |e|® 215 | 375 | 6000 | 218 | .358 | 15° 438 | TS25 | TKYOSF s il (SFM) (IPR) (inch) Iid
WCMT
M-SWLOR/L-062-C (@ |®|wcGT 2150 .375 6.000 | .250 .358 15° 500 | TS25 | TKYOSF P General Steel NX2525 130—395 -0004—.002 .004—.012 3—5
M-SWLOR/L-082-C  |e|® Y/vag\‘;vv 2155 | 500 | 6.000 | .312 | .480 | 13° 625 | TS25 |TKYOSF M Stainless Steel VP15TF 130—395 0004—.002 004—.012 3-5
M-SWLOR/L-103-C L) 32,50 .625 8.000 | .375 .600 10° 750 | TS4 | TKY15F K Cast Iron VP15TF 130—395 .0004—.002 .004—.012 3-5
M-SWLOR/L-123-C  |@|® 3257 | .750 |10.000 | .500 | .725 8 | 1.000 | TS4 |TKY15F N VPISTE 260—525 0004— 002 004—.024 a5
iy - _ - - Non-Ferrous Material
% Clamp Torque (Ibf-in) : TS2=5.3, TS25=8.9, TS4=31 VD220 260—505 0004— 002 004— 004 s
Hardened Steel
MB8110 130—395 .0004—.002 .001—.008 3—5
Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle. H 35—65HRC

Note 2) When using insert with right and left hand chip breaker, please use left hand
insert for right hand holder and right hand insert for left hand holder.

@ : USA Stock
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BORING BARS

@ The minimum cutting diameter @ Easy-to-use tool geometries. @ Solid carbide type (Single cutting edges).
is 8 mm (.315 inch). @ Suitable for small workpiece. @ |/d is 5 times the diameter.
- @ 7°positive insert. @®I/d is 5 times the diameter. - @ Cutting edge can be shaped according to the application.
@ Carbide shank type. Thus, it covers a wide cutting range (threading, grooving, copying, etc.).
I ——— — — — ——.,

. Finish
. TCGT inserts o ———
LRSS RILF STANDARD MICRO-MINI BORING BARS  (solid carbide boring bar)
A Dimensions(mm)
| 1.2) Stock
§ > — Order Number * Geometry
N’ = CW |DCON| LF |LDRED|DMIN | F2
§ § TF15
LF ! H CO3FR-BLS e (20| 3 | 80 | 15 | 32 | 1.0 ;}[‘; N 8
S cutting T Right hand tool holder only. CO4FR-BLS Y 25 4 80 20 4.2 15 I Flaltarea - v Ja)
. . * 4 ]
g Dimensions (mm) gg @ CO5HR-BLS ® 3.0 5 100 25 5.2 2.0 Ff; area T lew
Order Number 2 Insert Number § / = LDRED
] DCON LF WF WF2 H GAMF | DMIN &) LF
R Clamp Screw| Wrench Right hand tool only.
CO7KSTUCRO06 ®| TCGT |1.210:LF 7 125 4.0 0.35 6.7 12° 8 TS2C | TKYO06F % DMIN : Min. Cutting Diameter
* Clamp Torque (Ibf-in) : TS2C=5.3
Note 1) The insert photos are only examples. The letters refer to the chip breaker and the dimension refers to the inscribed circle. RECOMMENDED CUTTING CONDITIONS
E Note 2) When using insert with right and left hand chip breaker, please use left hand =
insert for right hand holder and right hand insert for left hand holder. . . ) Cutting Edge Preparation
Work Material Cutting Speed (SFM) Feed (IPR) Depth of Cut (inch) I e Comer Radius or BCH * Foning
& p| Carbon Steel, Aloy Steel 100—165 —.004 004—.012 5 .004—.020 .0004—.002 e
é Stainl Steel <.0 Zg
ainless Stee _ _ _ <.
Q M <200HB 100—165 004 004-.012 5 =.016 (Honing not required) )
zZ z
= K Gray Cast Iron 100—165 —.002 004—.012 5 004—.020 .0004—.002 =
m i — — — _ <.001 om
N Non-Ferrous Meterial 200—330 .004 .004—.020 5 .004—.020 (Honing not required)
* Cutting edge is not honed. Please hone according to the workpiece before machining.
GRINDING THE CUTTING EDGE OF MICRO-MINI BORING BAR
@MICRO-MINI boring bar can be applied to boring and grooving without any modifications. It can also be reground as shown below.
@For shaping and regrinding, use diamond wet stone approximately #250 - #400. Please grind according to application using the figure below as a reference.
c Boring Grooving Threading
il
E __
'—é b } [ —x== } —]
< ‘m H Groove width
— Thread angle =
o ré'\’ Grindin
8 ae 25 i
AN R B o
S 20° -
] 97035 Grinding 01970315
=) —_ o
£ .0118"-.0197" Corner radius ~4
2 (Grinding)
RECOMMENDED CUTTING CONDITIONS & o Double sided relc
: 6°
; Cutting Speed Feed Depth of Cut
Work Material Grade (SFM) (IPR) (inch) Iid
P General Steel NX2525 130—395 .0004—.002 .004—.012 3—5
M Stainless Steel VP15TF 130—395 .0004—.002 .004—.012 3—5
K Cast Iron VP15TF 130—395 .0004—.002 .004—.012 3—5
N VP15TF 260—525 .0004—.003 .004—.024 3—5
Non-Ferrous Material
MD220 260—525 .0004—.003 .004—.024 3—5
Hardened Steel _ _ — -
H 35—65HRC MB8110 130—395 .0004—.002 .001—.008 3—5
@ : USA Stock

<1 MICRO-MINI in one case>
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BORING BARS

MICRO-MINI TWIN

_ For internal copying

z
Z . NECA 520
_ — R —zay T =, S g >
= | — A
Enﬁ g DCON | pmiN,” I ¥
- *2RE+0.015 l~—1L20 o ‘ t
= = —
I ! = e£53
- LoreD =] Right hand tool only. B Right hand tool only.
- Stock - Dimensions(mm) Stock Dimensions(mm)
Order Number ICto | Coated | Breaker DMIN* Micro
e TUTETE d<3|id>3| RE |DCON| LF | L20 |LDRED| WF | WF2 | H z Order Number cTs;al-g \/C:f;?i Breaker [ v RE | pcon | LF LU 120 WE H
CBO2RS [ ) (] Witf.IOUI 2.2 3.6 0.05 2 50 5 6 1 0.25 1.8 1.4 CRO3RS-01 ° ° without 35 0.1 3 50 3 6 0.15 27
CB02RS-01 [ ] [ ] Wltf?IOUt 2.2 3.6 0.1 2 50 5 6 1 0.25 1.8 1.4 CRO4RS-01 ° ® without 4.5 0.1 4 60 10 7 0.15 3.6
CB02RS-01B [ ] ( ] YVIth 2.2 4.2 0.1 2 50 5 6 1 0.25 1.8 1.4 CRO4RS-01B Y ) with 45 0.1 4 60 10 7 0.15 3.6
CB02RS-02 [ ) [ ] WIthIOUt 2.2 3.6 0.2 2 50 5 6 1 0.25 1.8 1.4 CRO5RS-01 PY ° without 55 0.1 5 70 12 8 0.15 45
= CBO02RS-02B o () with 2.2 4.9 0.2 2 50 5 6 1 0.25 1.8 1.4 CRO5RS-01B ® PY with 55 0.1 5 70 12 8 0.15 45 E
CBO3RS [ ) without 3.2 4.2 0.05 3 50 7.5 9 15 0.35 2.7 2.3
g CBO3RS-B [} ([} with 3.2 4.4 0.05 3 50 7.5 9 1.5 0.35 2.7 2.3 g
é CBO3RS-01 ® ) without 3.2 42 |01 3 50 7.5 9 1.5 | 035 | 2.7 2.3 ENOTES é
o CBO3RS-01B () () with 3.2 4.5 0.1 3 50 7.5 9 i3 0.35 2.7 2.8 o
5 CBO3RS-02 ° ° without | 3.2 | 42 |02 3 50 | 75 9 | 15 | 035 | 27 | 23 Profile turning, Inner end facing Copying §
8 CBO3RS-02B [ ) (] with 3.2 4.8 0.2 3 50 7.5 9 1.5 0.35 2.7 2.3 L @)
; = — m
CBO04RS [ ] [ ] without 4.2 5.1 0.05 4 60 10 12 2 0.45 3.6 3.1 The Cutting edge The depth of cut |
CB04RS-B [ J [ J with 4.2 5.2 0.05 4 60 10 12 2 0.45 3.6 3.1 should not be cross X A% should be smaller ‘
CBO04RS-01 ° ° without 4.2 51 | 0.1 4 60 |10 12 2 045 | 3.6 3.1 the center line of the _t - than the corner ‘ E
CBO04RS-01B ° ° with 42 | 53 |01 4 | 60 |10 12 | 2 |o045| 36 | 31 workpiece. ﬁ radius value. Depth of cut
CB04RS-02 [ (] without 4.2 5.1 0.2 4 60 10 12 2 0.45 3.6 3.1
CB04RS-02B o () with 4.2 5.5 0.2 4 60 10 12 2 0.45 3.6 3.1
. If the cutting edge crosses the center line of a workpiece, With depths of cut larger than the corner radius value,
CBOSRS 4 L without 5.2 6.0 0.05 5 70 12.5 15 2.5 0.55 4.5 3.9 the cutting edge can fracture. burrs will be formed.
CBO5RS-B [ (] with 5.2 6.1 0.05 5 70 12.5 15 2.5 0.55 4.5 3.9
CBO5RS-02 ® ® without 5.2 6.0 | 0.2 5 70 | 125 15 25 | 055 | 45 3.9
CBO5RS-02B () (] with 5.2 6.4 0.2 5 70 12.5 15 2.5 0.55 4.5 3.9
RECOMMENDED TOOL OVERHANG
CBO6RS [ ] without 6.2 7.2 0.05 6 75 12.5 18 3 0.65 5.4 4.7 u
CBO6RS-B () () with 6.2 7.3 0.05 6 75 12.5 18 3 0.65 5.4 4.7 MICRO-MINI TWIN
CBO6RS-02 ° ° without | 6.2 | 7.2 | 0.2 6 75 | 125 | 18 | 3 0.65 | 54 | 47 CR type
CBO6RS-02B o o with 6.2 7.8 0.2 6 S 12.5 18 3 0.65 5.4 4.7
CBO7RS [ o without 7.2 8.6 0.05 7 85 12.5 21 3.5 0.75 6.3 5.5
CB0O7RS-B [ (] with 7.2 8.8 0.05 7 85 12.5 21 8.5 0.75 6.3 5.5
CB0O7RS-02 [ ® without 7.2 8.6 0.2 7 85 12.5 21 3.5 0.75 6.3 55 0~2(mm)
CBO7RS-02B ° ° with 72 | 92 |02 | 7 | 8 |125 | 21 | 35 |075| 63 | 55 Holder
CBO8RS * * without 8.2 9.5 0.05 8 95 15 24 4 0.85 7.2 6.3
CBO8RS-B * * with 8.2 9.6 0.05 8 95 15 24 4 0.85 7.2 6.3
CBO08RS-02 * * without 8.2 9.5 0.2 8 95 15 24 4 0.85 7.2 6.3 RECOMMENDED CUTTING CONDITIONS
CBO08RS-02B * * with 8.2 9.8 0.2 8 95 15 24 4 0.85 7.2 6.3 CB Type CR Type
%1 DMIN : Min. Cutting Diameter Work Material Cutting Speed Feed Depth of Cut | Overhang [ Cutting Speed Feed (IPR)
*2 The Re dimension represents the size before grinding a chip breaker. (SF™) (IPR) (inch) (Ird) (SFM) 03RS/04RS 05RS
Carbon Steel Alloy Steel _ _ _ _ _ _ _
P 180—350HB 130—395 .0004—.002 .004—.012 3—5 130—395 .0004—.001 .0004—.002
M Staig'zeosongtee' 130—395 | .0004—.002 | .004—.012 3-5 130—395 | .0004—.001 | .0004—.002
K Gray Cast Iron 130—395 | .0004—.002 | .004—.012 3-5 130—395 | .0004—.002 | .0004—.002
<350MPa
N Non-Ferrous Meterial 260—525 .0004—.003 .004—.020 3—5 260—525 .0004—.002 .0004—.003
Note 1) Recommend wet machining.
Note 2) The recommended tool overhang of CR type is LU+2 mm.
@ : USA Stock * : Stocked in Japan
<1 MICRO-MINI TWIN in one case>
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H O L D E R (INCH SHANK STANDARD)

3-M4 x .7

HOLDER CROSS REFERENCE LIST OF INCH SHANK STANDARD

DCONWS 5MMS10 S11  3-M4x .7 5mmS10 S11 DCONws 5MmS10S11  3-M4Xx.7
. ] S 1 _
®: gE 9
10mm L— (0 mm =
‘Eﬂ @ " prug @ - 20
RBH16: 7 RBH107 A, RBH120 A RBH190: N
(Coolant thru) (Coolant thru)
D (DCONWS) : INCH TYPE
Dimensions Clamp Screw *
Order Number Stock Wrench el
DCONMS|DCONWS| BD | LF | S10 | SIL | o | o | o (Ibf-in)
(inch) (inch) (mm) (mm) (mm) (mm)
RBH10300A [ ) .625 | .187 15 100 15 15 A A A HKY20F 18 (2.0 N'-m)
RBH10350A () .625 | .219 15 100 15 15 A A A HKY20F 18 (2.0 N-m)
RBH10400A [ ) .625 | .250 15 100 20 20 A A A HKY20F 18 (2.0 N'm)
RBH10500A () .625 | 313 15 100 20 20 D D D HKY20F 18 (2.0 N'm)
RBH12300A [ ) .750 | .187 18 125 15 15 B B B HKY20F 18 (2.0 N-m)
RBH12350A ® .750 | .219 18 125 15 15 B B B HKY20F 18 (2.0 N:m)
RBH12400A ([ ] .750 | .250 18 125 20 20 B B B HKY20F 18 (