BHlITIR %5

Turning Inserts Series

For general steel (=50HRC), stainless steel,
cast iron and aluminum/copper alloy machining.
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Product Selection Table

IEAAY - $eHfEE J] K Positive- Carbide Turning Inserts

CCMT F{7MmiEf;

DCMT £ 55°

LS

SCMT [EHE!

l

TCMT [E=AF

A\

& /A3 - $BHEE JT]F Negative- Carbide Turning Inserts

VBMT Z#7 35°

e

CNMG F{7MiEf;

WNMG #E#Z

DNMG £ 55~

LS

SNMG IE758Y

l

TNMG I[E=&EH

A\

VNMG £ 35~

e

EEEER - $5E0EE 7] Precision Grinding- Carbide Turning Inserts

e
.-

i
-

CCGT FTmiEf DCGT &%, 55° DCET Z#255° DCEW Z#7 55° SCGT [EHE!

Y B 2 ]
TCGT [E=AF VBET Z# 35° VBEW Z#2 35° VCGT £#2 35° VCET £#;35°
AT Y B
VCEW Z#2 35° DNGX Z# 55°




EmiEER

Product Selection Table

RS S=HA - $8f@E 7] Carbide Turning Inserts For Aluminum Alloy

CCGT F{Tiuigh;

[

DCGT £H#2 55°

[/

SCGT [ERE!

]

PCD B R#E8HREJ]H/ PCD Turning Inserts

TCGT [E=AH

A\

VCGT £#2 35°

e

CCGW Ff7MmigH;

[ ]

PCBN RR&Rir

DCGW £#Z 55~

[/

VCGW it 35°

-

TNGA [E=&E8

A

FR{tHIE 7] B PCBN Turning Inserts

TPGW [E=AE

A

CCGW F{TmiEf DCGW Z#2 55°
TCGW IE=H8! TPGW [F=&AH%

VCGW £t 35°

-

VNGA £ 35~

-

TNGA [E=AHE

A

&EJ]RK ISO
URISHRES

ISO Designation For
Turning Inserts

P.436~439

B REEE
Turning Chip
Breaker Design

P.437

B R &R
Turning Insert
Grades

P.438~439

BJREEE
EAEESEEES
Turning Insert Chip
Breaker Comparison
Table

P.456~459

B RER
ESLEES

Turning Insert
Grade Comparison
Table

P.460~463
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ISO Designation For Turning Inserts

T N M G 160408(N)— —

TIE AR TIE BERA S
Insert Shape Clearance Angle

/@Ss—/’b’&/ ‘ OE Jps"lq&/sjq‘\l/r/ﬁmljﬁ/?o"

A B C D E H K L A B C D E
> Special JA/ b \ / | Special
‘ O O ;: O 25° 30" | ™+"0° 11°
M (0] R S T Vv w X F N P X

3 TR A%E TR &
Tolerances Class Chipbreaker and Hole

Insert Length

<

/ d\ Code Hole Breaker Hole Type B
m K / Design
I/ | Y H

L

Range of Tolerance =1 Bl

LS
LLJ
D
L
L
s L

G
A
]
L]
E
L]
L]
M

N
R
K% | mt | dt | s* F 3] X O
A 0.005 | 0025 | 0.025 A 4 L1 I/ | LL R‘ L ‘
F 0005 | 0013 | 0025 M =k BEmE T | YOIy P O
C | 0013 | 0025 | 0025 G =i DI T A T T
H 0013 | 0013 | 0.025 W | 57EmH E:id 1] O/ T v w
= E 0025 | 0025 | 0.025 T 40~60° (i P | N7
=
S, G | 002 | 0025 | 0130 Q | BEE i BEE
3 J 0.005 |0.05~0.15| 0.025 U 40~60° = i1 DN SIS
f— o
§ K 0013 | 0.05-0.15| 0.025 B HUEE H;ﬂ L[/ n Cutting Direction
3 L 0.025 |0.05~0.15| 0.025 H 70~90 BE M| Yry
@ M | 0.08~0.18 [ 0.05~0.15 | 0.130 C | maLem 7" DI R : N> |L <
N |0.08~0.18|0.05~0.15| 0.025 J 70~90° =451 N < \V/ >
U |0.13~0.38|0.08~0.25| 0.130 X ¥55%87L Special Shape
JREE
Insert Thickness
= . . o8
‘ﬁu ?l:l %Ej Code 01| T |02 | T2 03| T304 | 05|06 | 07| 08
7J éB ? 1.5911.98|2.38|2.78|3.18 | 3.97 | 4.76 | 5.56 | 6.35 | 7.94 | 9.52
1=y 7 (mm)
7 JIRRAH
Corner Radius
R ek 00 | 01 |015/018 | 02 |035| 04 | 08 | 10 | 12 | 16 | 24 | MO

N Code

Q R | 4 i
(mm) = 0.1 ]0.15/0.18| 0.2 |0.35|/ 04 |08 | 1.0 | 1.2 | 16 | 24 Round
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ISO Designation For Turning Inserts

CM2560

BIIREEE
Chip Breaker Design

IEBRERBHE Positive

MIFEE
Ap (mm)

- =

FA/FB/FX/FY f (mm/rev) w

BEERS
< > > Z
¥ Finishing HFEMT Semi Finishing thiil T Medium R
FA FB o FX FY SP

< 4y 0:03 PPRE PPEE 1.5

200X 208 15°% 15°~ %

M| ||| | | || #he -
MP MK
g0 o} 0-1 -

\ 6:° 18° E:
=
=
@
3

S 82ES1E Negative 2
mIFE °
Ap (mm)
RK
MP/ ME
SM / SP
FP f (mm/rev) E
SEERE o
¥&INT Finishing HFEINT Semi Finishing 1T Medium #HI0T Roughing H-
FP SM SP MP ME
523 " e pgia 102 oy 02
S| |t | || [Tl |t
J\»L 0.3 RK
1
A
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ISO Designation For Turning Inserts

@ iR / O 5T : E@ENNT Continuous Cutting
€ S5 / G SR | —MRINT General Cutting

® E—IHRE / % FEITHEE  EfENNT Interrupted Cutting
— TR NO Recommend

BIIR 8
Turning Insert Grades
MIME
&S EEEE | Work Material _
Grade Coating 7JI]I_4§ Ii&" EERIEREE
T T Application Industry Area
ype ype P/lM| K|[N|S|H
- BITESH -
- EEENL, I - Bike parts.
CM10 BRE Finishing and medium cutting. 1 _ | - REBH%
(SREE) | Uncoated |- B&IMASNT - ¢ Auto parts.
For aluminum alloy. - BFEHo
Electronic parts.
- BITESH -
- EESENL, T Bike parts.
CM1010 CVD Finishing and medium cutting. —l-l-lel-|-| - RESH o
(¥8) (1bE2) - BEESWERAEMNI - Auto parts.
For aluminum alloy with silicon. - BFE -
Electronic parts.
. EABEENT , T - BTN
CM4525 PVD Lig&t interrup_t:fjmﬁtting or medium. e ) %m%# >
( Eﬁ@:) (%}E) n*%ﬁm 3y lElumI:lﬁt’uI ° €3 # # 83 Machine arts
For stainless steel and high . ﬂﬁt%{fﬁ pans.
. temperature alloy. Airc‘:raft parts.
S - EEE@ENT - - RESH o
= Continuous cutting. Auto parts.
= CM1560 PVD - EE¥EML - o ol o - o —| - HESH
— (&) (4738 ) Finishing cutting. Machinery parts.
73 - BEXBAEEMERBIT - © MRS o
@ For finishing application. Aircraft parts.
»
- BEEEENT - - REZMHo
Light interrupted cutting. Auto parts.
CM2560 PVD - EEMIFEMI, PIIT - clelel-le - WS -
(EE&) (438) Semi finishing and medium cutting. Machinery parts.
- BEEWEN , SEWMI - - MRS o
For carbon steel and alloy steel. Aircraft parts.
- BEEENTL -
Continuous Cutting. - RESH-
CM1570 CVD - EEREINTI, BT - ololel-1-lo Auto parts.
E (Bge) (1EE2) Finishing and semi finishing cutting. - WS-
=l - INIEEEE—ERMEME o Machinery parts.
7] For cast iron is 1st recommended.
K - WA RN -
Light interrupted cutting. - RESH -
CM2570 CVD - BEEMIHEENI, NI _l_1_ Auto parts.
(BE8w) (1bE3) Semi finishing and medium cutting. ¢ ¢c e - BT o
- MIEEME—EBZEME - Machinery parts.
For alloy steel is 1st recommended.
- BEEREMT - - BEIRESR o
Interrupted cutting. Energy.
CM3570 CVD - BEBI, AT - 2lelal—| == - AfEX-
(Bge) (1bE8) Medium and roughing cutting. Oil & Gas.
© INIAGME—HREZAME - - BEERESR -
For stainless steel is 1st recommended. Medical.
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ISO Designation For Turning Inserts

BIIR M8

Turning Insert Grades

@ iR / O 5T : E@ENNT Continuous Cutting
€ S5 / G SR | —MRINT General Cutting

® E—IHRE / % FEITHEE  EfENNT Interrupted Cutting
— TR NO Recommend

T IME
& = v Work Material -
Grade Coating A7Jl]I_4§ Ii&" EXREHEE
pplication Industry Area
Type Type PIM|K|N|S|H
- PCD BRR#EAR - - BiTESH-
Polycrystalline Compound Diamond. Bike parts.
PC BEE - BEBMI, PIT - —l-l-lel-|-| - REEH -
Uncoated Finishing and medium cutting. Auto parts.
- BEEESEMI - - BFSHo
For aluminum alloy. Electronic parts.
- PCBN E&RirA &b -
BC9020 Polycrystalline Cubic Boron Nitride. - RESHo
BC9030 BERE - ESHENTL - S U [ Auto parts.
BC9040 Uncoated Finishing cutting. - B o

- EEHEN 45~65 HRC T °
For hardened steel(HRC45~65°).

Machinery parts.
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PCD / PCBN / £RifEE ] H

PCD / PCBN / CARBIDE TURNING INSERTS

@ IR / O RS : B&NT Continuous Cutting
€ i / G E IR | —MRINT General Cutting
¥ E—IEE / S FTHERE BTN T Interrupted Cutting

H%No. | A | B | S | di
CC..0602.. | 6.4 | 6.35 | 2.38 | 2.8

CcC

..09T3.. 9.7 | 9.53 | 3.97 | 4.4

CC..1204.. | 129 | 12.7 | 4.76 | 5.5

— F#EREE NO Recommend
P $H#7 Alloy Steels - e | 2|0 €| & | —
A$58f Stainless Steels - e 8|0 € | ¥ | -
oM
T K #5184 Cast Iron - e | 0 €| — | -
g N $2& Aluminum Alloys [ -|=-]l=-]1-]|-]e
S =B &% High-Temp Alloys - -|-e | e |8 | —
H sHE 8 Hardened Steels - -l === |-

F : $&10I Finishing

S : 34EINT Semi Finishing
M : I T Medium

R : #8510 Roughing

MEW Grade
ST RS 5 7l 2D B
Order No. = Drawing
&
N
(=)
CCGT060202-FA 02| ®
CCGT060204-FA 04 | ®
CCGT09T304-FA 04 | ®
CCGT09T308-FA 08 | ®
CCGT120404-FA 04 | ®
CCGT060202-FB 0.2 °
CCGT060204-FB 0.4 °
CCGT09T304-FB 0.4 ° AL, 3
CCGT09T308-FB 0.8 °
@ B[] a1
CCGT120404-FB 0.4 ° N N,
CCMTO060204-MP | 0.4 e o ° Rsor 7
CCMTO09T304-MP | 0.4 e o °
CCMTO09T308-MP | 0.8 o o °
CCMT060204-MK | 0.4 ° o oo %‘ﬁ
=
CCMTO09T304-MK | 0.4 o o o o 469
CCMT09T308-MK | 0.8 oo e o 470
CCMT120408-MK | 0.8 o o )
CCGW060202 0.2 ° %ﬁ
CCGWO060204 0.4 ° o
CCGW09T302 0.2 ° AL, S
b CCGW09T304 0.4 ° 9 @lB -

a | d1
CCGW09T308 0.8 ° NN R
CCGW120402 0.2 ° 80 7
CCGW120404 0.4 °

Fls|m|R| ccow2o40s 0.8 °
CCGWO060202P07 | 0.2 °
CCGWO060204P07 | 0.4 °
CCGWO09T302P07 | 0.2 ° AL S,

i b ) CCGW09T304P07 | 0.4 ° g @ 5 »
CCGWO09T308P07 | 0.8 ° O | ET
CCGW120402P07 | 0.2 ° Nao a2

TIRERIE7°| CCGW120404P07 | 0.4 °

F|ls|M|R| ccewi2o4sro7 | 08 °
X PC = PCD B&87 | BC9020 = PCBN BERIr A &{LH - = AR
utting Condition

X JIRIERIAE 7° - BE/IVIMEFEETHERINT -

Positive Rake Angle +7° : For turning small diameter and thin-walled parts.




PCD / PCBN / $RifEE ] 1

PCD / PCBN / CARBIDE TURNING INSERTS

H%No. | A | B | S | di
® FE—IfiE / O RS : BN T Continuous Cutting CC..0602.. | 6.4 | 6.35 | 2.38 | 2.8
€ F—HRE / O SR : —MIT General Cutting CC..09T3.. | 9.7 | 9.53 | 3.97 | 4.4

¥ E—IEE / S FTHERE | BTN T Interrupted Cutting
— FH#EE NO Recommend CC..1204.. 129 | 12.7 | 4.76 5.5

$/@44 Alloy Steels _

A58l Stainless Steels - -
= F : #&00IL Finishing
T SR Cast Iron ~ | s:3¥4BMT Semi Finishing
# $2EE Aluminum Alloys - M : i1 T Medium

= R : #8250 Roughin
=B A% High-Temp Alloys — ghing

sFE$H Hardened Steels P
H1E5H% Grade

=y
=
IUJZXH'U

RTIEHRSE 7]R 2D

Order No. 2 Drawing
&
N
(=)
CCGW060202 0.2 ° q
CCGW060204 0.4 ° %}‘::é :
=
\ | CCGWO09T302 0.2 ° A S, 469
. CCGWO09T304 0.4 ° s @ lB Ej 470 m
A_ . ‘ d1
CCGWO09T308 0.8 o " A N -
CCGW120402 0.2 ° 80" 7 %;ﬁ
CCGW120404 0.4 ° 484
Fls|m|R CCGW120408 0.8 ° L
% PC =PCD B&@##A | BC9020 = PCBN BEr5mILH o - LTI
s i
~
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PCD / PCBN / £RifEE ] H

PCD / PCBN / CARBIDE TURNING INSERTS

® E—i7E / O B : EMNT Continuous Cutting §%No. | A | B | S | di
€ i / G E IR | —MRINT General Cutting
# E—IF / © HETIRE : BUENT Interrupted Cutting DC..0702.. | 7.75 | 6.35 | 238 | 238
— A#EREE NO Recommend DC..11T3.. 11.6 | 9.53 | 3.97 4.4
P #B#4 Alloy Steels -0 |e | % @ | € | &
2§58 Stainless Steels -0l e |8 |0 € %
il “ _ F : $&10I Finishing
T #il Cast Iron —|e e @0 € - S : %4ENIT Semi Finishing
g N 5= Aluminum Alloys I e e B e g : E;Jl;]% Qﬂedizm
: oughin:
s @A R High-Temp Alloys - =T=-T-]ele|® i
H sEE# Hardened Steels -1 O0O|=|=|=-|—-|©

MEW Grade

RTIEHRSE 7]R 2D

Order No. Drawing

0/SEND

# DCGT070202-FA 02 ®
: DCGT070204-FA 04 | ®
DCGT11T302-FA 02| ®
w DCGT11T304-FA 04 | @
DCGT11T308-FA 08| ®
z DCGT070202-FB 0.2 °
DCGT070204-FB 0.4 °
I DCGT11T302-FB 0.2 °
z DCGT11T304-FB 0.4 °
DCGT11T308-FB 0.8 °
= DCET11T301RFX | 0.1 °
DCET11T302R-FX | 0.2 °
DCET11T304R-FX | 0.4 °
=
3, DCET1T301L-FX | 0.1 °
@ DCET11T302L-FX | 0.2 °
2 DCET11T304L-FX | 0.4 ° g
() VAL
Ao
DCET11T301RFY | 0.1 ° Vil
DCET11T302R-FY | 0.2 ° '\ RS
DCET11T304R-FY | 0.4 ° Vas | mE
VAL
485
DCET11T301L-FY | 0.1 °
DCET11T302L-FY | 0.2 °
- DCET11T304L-FY | 0.4 °
Hl
7] DCEW11T301 0.1 °
B DCEW11T302 0.2 °
DCEW11T304 0.4 °
DCMT11T304-MP | 0.4 oo °
DCMT11T308-MP | 0.8 oo °
DCMT070204-MK | 0.4 o o oo
DCMT11T304-MK | 0.4 o oo o0
DCMT11T308-MK | 0.8 o oo oo
SRR




PCD / PCBN / $RifEE ] 1

PCD / PCBN / CARBIDE TURNING INSERTS

® E—ifi#E / O B4 : AT Continuous Cutting §%No. | A | B | S | di
€ i / G E IR | —MRINT General Cutting
® I / © ETIRE BN Interrupted Cutting DC..0702.. | 7.94 | 6.35 | 238 | 28
— FH#EE NO Recommend DC..11T3.. 11.6 | 9.52 | 3.97 4.4
P $/@44 Alloy Steels — | =
“ A Stainless Steels — | =
n = F : #&00IL Finishing
T . 54l Cast Iron ~ | = | S:¥EMT SemiFinishing
g N #E 55 Aluminum Alloys e | - g : E;JE% Qﬂedizm
: oughin
S SiBA&® High-Temp Alloys — | = ghing
H sEIET$M Hardened Steels -l e

MEW Grade

I BHRSR 7R 2D
Order No. Drawing

(@)
=
w
a0
&
o

485

- DCGW070202 0.2 ° AL S ﬂ

4 / DCGW070204 0.4 ° Vil :
| — DCGW11T302 0.2 ° "\ @ B ;‘31

Fls|m|R| DCoW11T304 0.4 ° 55’ 7 s m

DCGW070202P07 0.2 ) 748

= / DCGWO070204P07 | 0.4 ° AR :;; z
ot DCGW11T302P07 | 0.2 ° r @7 B ;«i]

JIRIERiE 7| DCGW11T304P07 | 0.4 ° Nes e f @ .

Fls|m[r e z

~

DCGW070202 0.2 °
,‘ A S
4 DCGW070204 0.4 ° E
r B di
— @ DCGW11T302 0.2 e |\ ’ 7
Fls|m|R| DCeW11T304 0.4 o |
% PC =PCD B2 | BC9020 = PCBN BRE&TAFALHE o = TR
X TIRERIR 7"+ BANSMEREETHEMT - Cutting Conditon

Positive Rake Angle +7° : For turning small diameter and thin-walled parts.
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sHEME T~

CARBIDE TURNING INSERTS

@ IR / O RS : B&NT Continuous Cutting
€ i / G E IR | —MRINT General Cutting

¥ E—IEE / S FTHERE BTN T Interrupted Cutting
— F#EREE NO Recommend

§%No. | A | B | S | di

SC..09T3..

9.53 | 9.53 | 3.97 | 4.4

P $H#7 Alloy Steels - [ A I
A$58f Stainless Steels - e % |0 €

oM
T K #%84 Cast Iron - e | 0| e
g N $2E5E Aluminum Alloys [ - ===
S =B &% High-Temp Alloys - -|-le | e
H EIET$M Hardened Steels - - ===

MEW Grade
B o
Order No. =
w
(3)]
N
(=)
SCGT09T304-FA 04 | @
SCGTO09T308-FA 08 | ®
R
SCGT09T304-FB 0.4 [ ]
SCGT09T308-FB 0.8 [ ]
R
SCMTO09T304-SP 0.4 [ N ] [ ]
SCMTO09T308-SP 0.8 [ 2NN J [ )
R
SCMTO09T304-MP 0.4 [ 2N J [ )
SCMTO09T308-MP 0.8 o | o [ ]
R
_ SCMTO09T304-MK 0.4 [ I ] [ ]
! | SCMTO09T308-MK 0.8 [ I ] [ ]
) \
Fls|m|R

F : $&10I Finishing

S : 34EINT Semi Finishing
M : I T Medium

R : #8501 Roughing

7]F 2D [E

Drawing

g

S
O IB £d1 TIg
- ﬁg 473

P
8

=> PIH TR

Cutting Condition




PCBN / i5HEE ]/

PCBN / CARBIDE TURNING INSERTS

H%No. | A | B | S | di
® FE—IfiE / O RS : BN T Continuous Cutting TC..0902.. | 9.6 | 5.56 | 2.38 | 2.5

€ i / G E IR | —MRINT General Cutting

# S8R | & SEIEE | BT Interrupted Cutting TC..1102.. | 11.0 | 6.35 | 2.38 | 2.8

— AR NO Recommend TC..16T3.. | 16.5 | 9.53 | 3.97 | 4.4
P ifi#4 Alloy Steels - e & 0 | €& | x| — | -
“ A58 Stainless Steels - e & 0| e | 8| — | —
n = F : #&00IL Finishing
P < S8 Cast Iron — bl B B . el il S : H¥ENNT Semi Finishing
g N t25 =& Aluminum Alloys [ — =] =-]=|=-]e]- g g E;JE% Ignedil'im
: oughin
S EB&2 High-Temp Alloys - -l -le|e 8| - - ghing
H 88 Hardened Steels - -l =l=-lTal-e

MEW Grade

RTIEHRSE 7]R 2D

Order No. 2 Drawing
&
B
(=]
TCGT090204-FA 04| ® *
TCGT110204-FA 04| ®
TCGT16T304-FA | 04 | ®
TCGT16T308-FA | 0.8 | ® m
TCGT090204-FB 0.4 °
TCGT110204-FB 0.4 °
TCGT16T304-FB | 0.4 °
TCGT16T308-FB | 0.8 ° .y
TCMT110204-SP | 0.4 o o ° & S
TCMT16T308-SP | 0.8 o o °
L0 [ s
Fls /MR AT s
TCMT110204-MP | 0.4 oo ° 72
' N 474 .
Q c
=
£ =
2FEY =]
2D A
TCMT110204-MK | 0.4 o o o o 490 7
A TCMT16T304-MK | 0.4 ol e ol o g
(2]
: TCMT16T308-MK | 0.8 oo oo
Fls|m|R
TCGW110202 0.2 ° &9 S
T S
y n TCGW110204 0.4 ° /\ 7
e Q)| TCGW16T304 0.4 ° o B id1
Fls|m|R| TCGW16T308 0.8 ° A
A TCGW110202 0.2 ) 89 S
\v4 e B
y n TCGW110204 0.4 ° A 7 |
—‘@ TCGW110208 0.8 o . ‘B td1 i
Fls|m|Rr A =
% PC = PCD E2@#&7 | BC9030 = PCBN BRErARALHE o - LTI
ol ines




sHEME T~

CARBIDE TURNING INSERTS

@ FE—iE /| O FHEREE : EENT Continuous Cutting 4R%E No.
€ i / G E IR | —MRINT General Cutting
# E—IF / © HETIRE : BUENT Interrupted Cutting VB..1103.. | 11.1 | 6.35 | 3.18 | 2.8

— FH#EE NO Recommend VB..1604.. 16.6 | 9.53 | 4.76 | 4.4
P $H#7 Alloy Steels [ A I
A$58f Stainless Steels e 8| O €
il “ _ F : $&10I Finishing
T #il Cast Iron ¢ = |0 ¢ S : %4ENIT Semi Finishing
g N $28% Aluminum Alloys S R [ g : E;JE% Iglledil'ir_'n
: oughin
S =B &% High-Temp Alloys -|-]e | e i
H sAE M Hardened Steels - == |-

MEW Grade

s IBARSR
Order No.

71R 2D
Drawing

0/SEND

[ AN BN B 09GLIAND

* VBET110301R-FX 0.1
i o VBET110302R-FX | 0.2
- VBET110304R-FX 0.4
w Fls|m|R
VBET110301L-FX 0.1 °
{O / VBET110302L-FX 0.2 °
VBET110304L-FX 0.4 °
(I Fls|m|R
z 4 VBET110301R-FY 0.1 °
) VBET110302R-FY 0.2 ® 8
<4 o VBET110304R-FY 0.4 ° ]
- - ‘ < ‘ . ‘ - . A s 476
r B@ion
VBET110301L-FY 0.1 ) % ,%a R
= o VBET110302L-FY 0.2 ° AL
< - 491
3, VBET110304L-FY 0.4 ° 492
=]
@ Fls|m|R
= VBEW110301 0.1 )
()
5* o VBEW110302 0.2 °
- VBEW110304 0.4 )
Fls|m|R
VBMT160404-MK 0.4 ) °
//5’ VBMT160408-MK 0.8 ) °
Fls|m|R
- 112
sl

B
Hl
7]
H-




PCD / PCBN / £RifEE ] H

PCD / PCBN / CARBIDE TURNING INSERTS

@ FE—iE /| O FHEREE : EENT Continuous Cutting 4R%E No.
€ i / G E IR | —MRINT General Cutting
# E—IF / © HETIRE : BUENT Interrupted Cutting VC..1103.. | 11.1 | 6.35 | 3.18 | 2.8

— FH#EE NO Recommend VC..1604.. 16.6 | 9.52 | 4.76 | 4.4
P $B#4 Alloy Steels - o e
.u. A #5480 Stainless Steels - o e
i = F : #&80T Finishing
T B $5l Cast Iron - ° ¢ S : Y& T Semi Finishing
g N 5= Aluminum Alloys [ - | - g : E;Jl;]% Qﬂedizm
: oughin
S =B &% High-Temp Alloys - C ) ghing
H SR Hardened Steels - — =

MEW Grade

A1 B AR SR 71k 2D

Order No. 2 Drawing
&
B4
(=)
VCGT110302-FA 02| ® I
VCGT110304-FA 04 | ®
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VCGT160408-FA 08| ®
VCGT110302-FB 0.2 °
VCGT110304-FB 0.4 °
VCGT160402-FB 0.2 ° L
VCGT160404-FB 0.4 °
VCGT160408-FB 0.8 °
VCET110301R-FX | 0.1 ° >
VCET110302R-FX | 0.2 °
VCET110304R-FX | 0.4 °
—|
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VCET110301L-FX | 0.1 ° shE 3,
VAL 5
VCET110302L-FX | 0.2 ° A . AT7 @
VCET110304L-FX | 0.4 ° i —— 2
Bd1
ﬁ‘ L S ,%_
35 = ot
VCET110301R-FY | 0.1 ° il
493
VCET110302R-FY | 0.2 ° sl
VCET110304R-FY | 0.4 °
VCET110301L-FY | 0.1 °
VCET110302L-FY | 0.2 °
VCET110304L-FY | 0.4 ° =
Hl
VCGT110301-SP 0.1 ° 7]
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VCGT110304-SP 0.4 °
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VCEW110304 0.4 °
=> {5
e Vi




PCD / PCBN / $RifEE ] 1

PCD / PCBN / CARBIDE TURNING INSERTS

® FE—IfiE / O RS : BN T Continuous Cutting 4255 No.

€ i / G E IR | —MRINT General Cutting

# E—{E0E | © HIEME : BB T Interrupted Cutting vC..1103.. | 11.1 | 6.35 | 3.18 | 2.8
— F#5 NO Recommend VC..1604.. | 16.6 | 9.52 | 4.76 | 4.4

$/@44 Alloy Steels — | =

A #5380 Stainless Steels il .

= F : #&00IL Finishing
I $i Cast lron — | = | s:M48MT SemiFinishing
# $2EE Aluminum Alloys e | - M : i1 T Medium

R : #8501 Roughing

SiRE% High-Temp Alloys - =
sRE# Hardened Steels -l e
1B Grade

=y
=
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RTIEHRSE 7]R 2D

Drawing

Order No.

0/SEIND

* VCGW110302 0.2 ° R s
- - / VCGW110304 0.4 ° ) — B,
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VCGW160402 0.2 ° EB ﬁlr’
w Fls|m|R| vcewi60404 0.4 ° s
VCGW110302P07 | 0.2 ° AL
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=
Fls|m|R 493
VCGW110302 0.2 ° A . 494
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X JIRIERTE 7" EE/IMSAIEETHEEINT - Cutting Condition

Positive Rake Angle +7° : For turning small diameter and thin-walled parts.
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CARBIDE TURNING INSERTS

® E—i7E / O B : EMNT Continuous Cutting §%No. | A | B | S | di
€ i / G E IR | —MRINT General Cutting
# SR / © EIER © BT Interrupted Cutting CN..1204.. | 129 | 12.7 | 4.76 | 5.16
— A#EREE NO Recommend
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I K $58 Cast Iron o ¢ | ¢ - S : $4ENNT Semi Finishing
g N $28% Aluminum Alloys - - - - - g : E;JE% Q/Iedit':r-'n
3 oughin
S =B &% High-Temp Alloys - = - e | % S
H sEE# Hardened Steels oO|—1- - | &

MEW Grade

s IBARSR
Order No.

71R 2D
Drawing
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CARBIDE TURNING INSERTS

H%No. | A | B | S | di
@ FE—HRE / O FTHRE : EENT Continuous Cutting DN..1104.. | 11.6 | 9.52 | 4.76 | 4.50

€ i / G E IR | —MRINT General Cutting
® E—fE | © ETE | EENT Interrupted Cutting DN..1504.. | 15.5 | 12.7 | 4.76 | 5.16

— A#EREE NO Recommend SN..1204.. 12.7 | 12.7 | 4.76 | 5.16
P #B#4 Alloy Steels O e [ 2
2§58 Stainless Steels O| e [
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MEW Grade
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8 = ) R : #851T Roughing
S =B &% High-Temp Alloys - = -
H A Hardened Steels Ol —1]-

PETE Grade

FIREHRER 7]R 2D

Order No. Drawing
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PCD / PCBN / CARBIDE TURNING INSERTS

@ i / O FTIERES « EAMT Continuous Cutting 4=5% No. ‘ A ‘ B ‘ s ‘ d1
€ i / G E IR | —MRINT General Cutting
® E—1R / © HTHE : BENT Interrupted Cutting TN..1604.. | 16.5 | 9.53 | 4.76 | 3.81
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MEW Grade

s IBARSR
Order No.
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Drawing
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Cutting Condition
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PCD / PCBN / $RifEE ] 1

PCD / PCBN / CARBIDE TURNING INSERTS

@ IR / O ETHERES : BA&NT Continuous Cutting
€ i / G E IR | —MRINT General Cutting

§%No. | A | B | S | di

® TR | © ETHE | BIEMNT Interrupted Cutting TN..1604.. 16.5 | 9.52 | 4.76 | 3.81
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Cutting Condition [
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Drawing
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CARBIDE TURNING INSERTS

® E—i7E / O B : EMNT Continuous Cutting §%No. | A | B | S | di
€ i / G E IR | —MRINT General Cutting
# SR / © EIER © BT Interrupted Cutting WN..0804.. | 8.7 | 12.7 | 4.76 | 5.16
— A#EREE NO Recommend
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T RIBIR R EARERTT &

Failure Analysis And Solution

TR SRR = FERTT IR
Failure Status Reason Solution
- BEMAMESHMER -
= Use grade with higher heat resistance.
'I'Jo:*sli . WIIE pFyE e ) %EEZEWJDI °
P EIREBS - "
Excessive cutting temperature. . U%F;;%ng.:}%]g .

.""'.. Aty
AT ¢ e
S i B G s o

B =
Thermal Cracking

- IRIRR AR - EEBIZUSARE -

Incomplete cooling, severe thermal cycling.

Use positive rake insert.

- BIERARAWITIA -

Use insert with larger corner radius.

- FRELNHEIERE (Vo) ~ BEERE (f) NINTRE (Ap) ©

Reduce Vc, f, or Ap.

IR E
g v iAW "

870 (RHA)
Tipping

© JIRMEEMEARE - MEEME -

Poor insert toughness, low impact
resistance.

- BRI ESHIMERS -

Use tougher grade.

- BERRRTR -

Use negative rake insert.

- BERARANTR -

Use insert with larger corner radius.

- BETIOBEESNIR -

Use insert with stronger edge.

- FRELIHIERE (Vo) HISiBERE () -

Reduce cutting speed(Vc) and feed per revolution(f).

T
‘m“m” 111 8ide View

E R
Flank Wear

- TIRMEEERE -

Insufficient insert hardness.

- LIRIERE (Vo) B -

Cutting speed(Vc) too high.

- BEREESHMER -

Use harder grade.

- BERNI -

Use wet cutting.

- FRELIHEIZEE (V)

Reduce cutting speed(Vc).

- ESEERE (f)

Increase feed per revolution(f).

ERE

Top View

CF X

RS0 e e

M P&
Notching

© MIMEEERCRSR - BRIRBEES -

Work hardening causes severe insert wear.

+ BRELIHIZERE (Vo) FISgERE ()

Reduce cutting speed(Vc) and feed per revolution(f).

- REMIRE (Ap) ©

Reduce axial depth of cutting(Ap).

o pEE
& w gt f/ 1 |___.I‘ Side View

HE(BE)
Bulite-Up-Edge(Bue)

- IIHERE (Vo) BIE - BEIHIEERE » &

BHEMERBRETEE
Low cutting speed(Vc) causes unstable chip
deformation.

- BEERRHBRIENMER -

Use grade with lower friction.

C BEENTIMERSIHENMER -

Use grade with low affinity.

- BEEBMRENLER -

Use coolant with higher lubricity.

- REIHIZEE (V)

Increase cutting speed(Vc).

~EAREl

Top View

BILER

Deformation

- UHIREBS -

Excessive cutting temperature.

- TIRMEEERE -

Insufficient insert hardness.

- IIHIERE (Vo) SNEIEERE () BS -

Cutting speed(Vc) or feed per revolution(f)
too high.

- BEMAMESHMER -

Use grade with higher heat resistance.

- BEREESHMER -

Use harder grade.

- BERARABNTR -

Use insert with larger corner radius.

- FRELIHIERE (Vo) SRSiBESRE () -

Reduce cutting speed(Vc) or feed per revolution(f).

FRE

Top View

‘-W

B EEE

Crater Wear

- IIMEETIA ZEEEBIZINCERRE

Severe chemical reaction with insert.

- BEENIMERSIHENMER -

Use grade with low affinity.

- BEEEESNMER -

Use harder grade.

- BRELIHIZERE (Vo) ISgERE () -

Reduce cutting speed(Vc) and feed per revolution(f).
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HIIREBIERMEER

Turning Insert Chip Breaker Comparison Table

ISO #18&
Material
Group

P

v

Alloy
Steels

M

A
Stainless
Steels

K

Cast Iron

\

EEE
Aluminium
Alloys

—
f=
=
=
=}
(o]
S
%]
(]
=
—
7]

S

oY =F
High-Temp
Alloys

TP

H

Hardened
Steels

Layer Removal

INTERE il R =& RITE =% Hir HE=
Application CMTec Sumitomo Kyocera Tungaloy Mitsubishi Hitachi TaeguTec
EHEMT GP, XP, XF, FH, FP, FS,
Bright Finishing FA,FL,FB VF, VC, SK LT3, (5,247 FY FE FA
ET PP, XQ, CQ, MM, TS, BE, CE, B,
Finishing FP LU, FE, SU HQ TSE SA, SY, SH BH FG, FC
*.E.”FII. SP, SM SE, SX CJ, XS AS, ZM LP AB, CT
Semi Finishing
T HS, PS, PQ, ™, TQ, MA, MV, ML, MP,
Medium MP, ME e GS, PT, PG DM, AM MH, MP ARl MC, PC, MT
AT MU, ME, RP, GH,
Roughing RK VX, MP HT, GT, PH TH, S, CH HAS, MT RE, AR RT
BT HG, HP, PX, THS, TRS, HFILZ’H'-)'()B HHLé TE,UE,H, | RX,RH, HT,
Heavy Cutting HU, HW, HF Standard 65, TUS |:|V HéS ? HX, HE HD, HY, HZ
AT FP SU, EF MQ, GU ss LM,SH | SE,MP,AB | EA,SF
Finishing
:*:.EDI.JI. SP, SM EX, EG MS, MU SF, SA GM, MS PV EM
Semi Finishing
EWJFII MP, ME GU SM MM DE ET
Medium
w ES, 1M, 2M,
*E7J[IZ_E RK GUIEE TK S, SH HL, RM, GH, AE VF, SU
Roughing MU HM
AT Standard,
Semi Finishing SP, SM uz C.KQ CM, CF LK, MA, MK V, VA MT
N T ZS, GC, Standard,
Medium MP, ME GZ, ME KG, KH CH33 GK, RK ,GH Y, RE RT
E?JI]'I FP AX AH P AH
Finishing
f%_?][l.I SP, SM EF HRF LS, FJ
Finishing
T HMM, SA,
Medium MP, ME EG, EX SQ HRM MS, MJ Vi
M RK MU, EM SG, SX RS, GJ
Roughing
E_?JIJ_I GH, FV HP
Finishing
=|‘—_*§_7JI_JI. LV HH, HL HF BF
Semi Finishing
IEL=EnT
Carburised SV HD HM BM




HIIREBIERMEER

Turning Insert Chip Breaker Comparison Table

ISO #8

Vatoia | DATEE i \Lisss 3 R PR L
Group Application CMTec Sandvik SECO Walter Iscar Kennametal
EBENT
Bright Finishing QF FF1, FF2 FP5 SF FF
E?JHI'E FP LC, XF, MF MF2 NF3 FN, CT
Finishing
P *.E.DFI. SP, SM PF, KF MP3, NS6 F3P, TF LF, 33
Semi Finishing
i
XM, QM, PMC
Alloy il oy ’ MUS5, MP5, P, MG, MN,
Steels Medium MP, ME PM, ﬂ\lcl KM M3 NM4. NM6 GN, RF, LF MP1
AT PR, XVIR, M5, MR7, RP5, NMO,
Roughing RK KR R4, R5, M6 RP7 HEELR Rl
BT R7, MR7, NR6, NRF, NM, TNM,
Heavy Cutting Al SR LR RR9 NR8, NRR R3P M e
ﬁﬂﬂ:_[ FP MF MF2 NF4, FM5 F3M FP, FS, LF
Finishing
M AEIIT SP, SM 23 MF1, M1 MM5 TF, VL MS
Semi Finishing
N3]
Stainless T MM, MMC, NM4, MS3,
Steels Medium MP, ME SMR MF3, M3 MU5 M3M, PP MP
T MF4, MF5, M5, NR4, RM5, MR, R3M,
Roughing RK LATILNE MR3, MR4 HU5 M4MW I
*.E.DI;II. SP, SM KF M4 NM5 GN UN
K Semi Finishing
Cast Iron FT KM, KR,
Medium MP, ME KRR MR7 RK5, RK7
FEIT
EEE Finishing FP i)
Aluminium
Alloys
FEIT SP, SM SF, SGF NFT F3S
S Finishing
k] T MP, ME SM, SMC M1 NMT, NMS VL
High-Temp Medium
Alloys
HEIT NRT, HU5,
Roughing RK SMR MR3, MR4 NRS
&I
Finishing
HFENT
Hardened Semi Finishing
Sl (BT
Carburised

Layer Removal
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HIIREBIERMEER

Turning Insert Chip Breaker Comparison Table

ISO #18&
Material
Group

P

T

Alloy
Steels

M

T80
Stainless
Steels

b
Cast Iron

\

b=t
Aluminium
Alloys

SR
High-Temp
Alloys

H

Hardened
BICEIS

INTERE il R =& RITE =% Hir HE=
Application CMTec Sumitomo Kyocera Tungaloy Mitsubishi Hitachi TaeguTec
) CF, GF, VF, P,| 01, JRP, JTS,
Fﬁgﬂﬁ FB, FX, FY FC';::B';}I('U’ PF, GP, XP, | PSF, PF, 23, I'::‘Iil,l P'«:l\\lll, ';% JQ, MP FA, FX
g 2 PP, MQ,DP | SS,JSS Y
o BT sP SI,LB | CK,SKS,XQ | JS, CM, PSS | SMG, LP, LM SA
emi Finishing
NP GQ, SK,
SERLT SC.SU, | Standard, | PS,TSF,TM | SV,MQ JE FG, PC
Semi Medium GU, SK, SF HQ, XQ, GK
T MP, MM, MK,
Medium MP, MK 4L PM MV MT, PMR
BT PSF, PF, SS,
Finishing | o FY B IsS FM, FV FA, FX
NI
Semi Finishing SP, SM S|, LB MQ SMG, LM FG
FhinT
Semi Medium SU, GU HG sV PC
T MM, MV,
Medium MP, MK b1 PM Blank MT, PMR
AT FB FC GF
Finishing
“T 7][.II MP, MK MU MK MT
edium
f%?][l:'l: FA AG, AW, AY AH, AP AL, PP AZ FL
Finishing
*.E.DI.]I. FB LD, GD SA
Semi Finishing
Ffﬁ_ﬂﬂ;[ FB, FX, FY FC, SI PP, MQ PSS FS
inishing
T
Medium SU, GU HQ, GK PS, PM LS, MS
T
Finishing 7 il
EAIHI
Light Cutting L =57
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Turning Insert Chip Breaker Comparison Table

ISO #18&
Material
Group

P

T

Alloy
Steels

M

55
Stainless
Steels

b
Cast Iron

\

=t
Aluminium
Alloys

bk
High-Temp
Alloys

H

Hardened
Steels

INTERE A (TR = B RER B4
Application CMTec Sandvik SECO Walter Iscar Kennametal
BT UM, PF, UF, 11, UF, MF,
Finishing FB, FX, FY ME, XF GT-F1, FF1 FM4, FP4 PF KE, XF
FFEINT
Semi Finishing SP L7
T MP4, MM4,
Semi Medium PM, UM, XM MF2, F1 FP6, PM5 SM, 14 MP
finT PR, UR, MMC,
Medium MP, MK MPC. XR F2, M3, M5 RP4, RM4 19 MF
E?J[]I'E FB, FX, FY MF, XF FF1 FM4 PF 11, UF
Finishing
s =¥=_*§_7JI;II_ SP, SM UF F1 LF, FP
emi Finishing
4=FF7JI]:I_Z MM MF2 MM4, PS5 SM MP
Semi Medium
EPWI MP, MK UDLHE R F2, M3, M5 PM5, RM4 MF
Medium UR
AT FB KF, XF FK6 11, UF
Finishing
EFM.II MP, MK KM, UM, XR M5 MK4, RK4 AR LI I
Medium MP
f%?][l:'l: FA AL AL PM2 AS, AF HP
Finishing
L B
Semi Finishing
E_HI]I.E FB, FX, FY WF, MF
Finishing
EF‘?]I;II UM, PM MF2, R2, R3 FV4, Mv4
Medium
T
Finishing
EAIHI

Light Cutting

_|
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Turning Insert Grade Comparison Table

ISO # 8

Material I1SO ##HEEE Wil 5,3 nE R == =hva e R $5E 7
Group 1ISO Code CMTec Sumitomo Kyocera Tungaloy | Mitsubishi Hitachi Korloy TaeguTec
MC6015
T9005
e | 020 | TR o
P10 | CM1570 | ACB015P T9015 NC3215 | TT8105B
or | cass0s | 19015 | UE600s | GMBO15
CAS515 | 1o | UEGO10 | HGBO10
UE6020
CA025P | T9015
AC8020P | CA525 | T9115 “Sgggfg GM20 TT5100
P20 | CM2570 | AC8025P | CAS515 | T9025 | [C°'0 | GM8020 | NC3225 | TT8115B
P AC820P | CAS525 | To12s | UE0T0 | HGB025 TT81258
. CR9025 | T9225
: CA025P
Alloy MC6025
Steels 1%880330?5 g§52255 g;gg UEB020 | GM25 | NC3120 | TT5100
P30 | CM3570 MC6035 | GM8035 | NC3030 | TT7100
ACB030M | CAS30 | T9135 | \;rgna5 | HGgo25 | NC5330 | TT8125B
AC630M | CAS535 | T3130 | JEo0o0
CR9025
AC8035P
MC6035 TT5100
P40 | cm3szo | ACB30P | CAS30 | T9035 | rgnas | gxao TT7100
AC6030M | CAS535 | T3130 | 2005 BAKACCS
AC630M
M10 AC6020M T9015 | MC7015 | GM10
s10 | CM1570 | “acetom | CASTS | 19115 | Us7o20 | Hsatos | NCOTIS | TT9215
AC6020M 16020 GMB020
M20 | CM2570 | ACG03OM | ., oo | T6120 | US7020 | CMov2d | NCot1s5 | TT5100
S20 | CM3570 | AC610M TO115 | MC7025 | |ioeoey | NC9125 | TT9215
AC630M T9125
AC6030M 6030
w30 | cuaszo | AC630M o0 | Mc7025 | GM25 | NC9125 | TT5100
M AC8035P oo US735 | GM8035 | NC9135 | TT9235
AC830P
ABE | ®
Stainless Soft
Steels AC6030M TT5100
, | Mo | cmaszo | AO00% us735 Gx30 | Ncotss | 115100
Actok | CAS10 | 1ooo | mosoos | RS
Kol | CM1570 CA4505 UC5105 TT7005
AC300G | A0S | tsor0 | UER9% | hixas0s
AC4010K HX3515
AC4010K gﬁg}g T515 ng%g GM8015
AC4015K T5105 HX3515 TT7005
Ko | cmisro | AWK caasos | T | ucsiis | TXSSTS | Nceato | TT7002
K Acatsk | CA4S1S | qghqp | UEBO10 1 aaats
CA5505 MC5015
= AC4015K T515 MC5015
Cast Iron AC415K | CA315 MY5015
K20 | CM1570 | ACA20K | CA320 ggg UE6010 ﬁ'é'gggg NC6315 ﬁ;g;g
ACA25K | CA4s15 | 13125 | ycsiis
AC8025P UE6110
K30 cas20 | 125 | yee110 | GM25 | NC5330 | TT7025

T9125
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Turning Insert Grade Comparison Table

SOMEL | 150 mies mrimse [T I ER P 4
Group ISO Code CMTec Sandvik SECO Walter Iscar Kennametal
GC4205 KCK05
GC4015 ﬁ}ggg WPPO1 IC8150 KCP10B
1 P10 CM1570 GC3115 i Wobos 1C9150 KCP10
GC4215 o, 1C9250 KC9010
B GC4315 KC9110
Hard
Sienig TP2501 1C8250 EirZE
Cl 2 TP2000 WPP10S IC9125 o
P20 CM2570 GC4220 KC9125
TP2500 WPP20S 1C9250
GC4225 L, ooy KC9225
P GC4325 KC9325
v TP2501
Alloy 6C4225 TP3501 KCP30B
S GC4230 TP2500 jeits KCP30
P30 CM3570 GC4235 WPP30S IC8350
TP2000 KC9040
GC2135 1C9350
TP3500 KC9140
GC4335
" TP200
s GC4035 KCP40B
GC4235 KCP40
! P40 CM3570 S TP40 IC635 .
GC4335 KC9240
1C8250 KKCC'V“',:f:
1 M10 GC2015 TP1500 1C9250
$10 CM1570 GC2220 TP100 e 1C9350 S
B 1C6015 AR
KC9210
Hard
GC1515 1C8350 Klfc“’“'ﬂzzsf
M20 CM2570 GC2015 TM2000 1C9250 oo
$20 CM3570 GC2025 TP200 1C9350
GC2220 1C6025 ez
KC9225
6C2040 TM4000 IC8350 KCM35B
M30 CM3570 P, TP3501 1C9350 KCM35
M TP300 IC4050 KC9240
A5 i
Stainless | goft
Steels KC9045
. M40 CM3570 TP40 1C635 o
IC5005 KCPKO5
TK0501
GC3205 IC428 KC9315
. CM1570 GC3210 m}gg? R 1C9007 KCK05B
1C9150 KCK05
GC3205 TK1000 1E Ui KGN
GC3210 TK2000 JezAf G
K10 CM1570 WAK20 IC428 KC9315
GC3215 TK2001
K ot o IC9015 KCK15B
1C9007 KCK15
b KC9125
Cast Iron ggggfg TK2000 cats KC9320
K20 CM1570 TX150 WAK30 KC9325
GC3220 1C9015
oo TP200 KCK20B
KCK20
K30 GC3040 TP2500 KCP258
GC4335 TP200 KC9320

-
c
=
=
=]
«
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=
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Turning Insert Grade Comparison Table

SOME | iso s e el =& IS = Hir HEE | BEE
Group ISO Code CMTec Sumitomo | Kyocera Tungaloy | Mitsubishi Hitachi Korloy TaeguTec
AC1030U ACZ150 | PR1705 PR930 CY15
1| P10 | CM1560 |Acsmssacsoiss PRISTRIS | apzio | WSSOI | Cyiso TT4410
AC5025S AC520U PR1725 1P2000
iE
AC1030U TT4410
Ak CM1560 | AC5025S |pRit1spRizis AHTOZS AHTIO |MSSOISVPIORT | yq50 TT4430
P20 | cm2se0 | AC520U PRI225 PR162S| L7730 | oo veaokt | 1P2000 TT9020
AC530U TT9080
PRi0zs | GH330 | VPIORT | CY250 s et
AC1030U AH120 | VP15TF | CY9020
& P30 | CM2560 | "Acs30y Eggig AH740 | VP20MF | Hceas | PC5300 | TTE020TTE00
it AH9030 | UP20M IP3000
AH140 TT4430 TT8020
L | P40 | cm2560 | AC1030U | PR1535 | AH740 CY250 | PC5300 | 11000 tra0z0
740 HC844 | PC5400 119080
PR1025
AC5005S AC5015S VP10MF IP050S TT4410
1| M10 | CM1560 | Acsizs Acsioy Egg;g AHT10 | yoaoer | Jporos | PC8M10 | 11a0so
Hﬁj-d ACS015S | prosg pr1025 | AH630 AH725 IP100S
VP10RT VP15TF TT4410 TT4430
IVI M20 | CM2560 ﬁgfgggﬁ ﬁg};gg ﬁg}gg ?Jfgoiffso VP20MF UP20M | GX30 PC8115 | TT5080 TT9020
AC520U PR1515 SHT730 NE20R1] JP9115 TT9080
S?;ﬁ;ﬂ;s AH6030 VP15TF TT4410 TT4430
ACSImS AUV | PR1125 VP20MF | CY250 TT5080 TT8020
Steels " M30 | CM2560 | ACtomwACsw | Lol | AH120 Upaon | Caozn | PEE300 (Traoes it
AH725 MP7035 TT9080
Soft
AC6040M J740 PC9030 | TT4430 TT8020
L | M40 | CM2560 | AC1030U | PR1535 | AH140 | MP7035 Poaa0g | TTECEOTTS020
AC530U AH645 g TT9080
o K01 AH110
c
=]
=}
= AC1030U
@ AC510U | PR905 GH110 CY100H
= K K10 | CM1560 | pcz150 | PR1215 | AH110 | YPOSRT | cyqon | PC8110
@ AC5015S
5’ el AC1030U AC510U VP10RT
Cast Iron PR905 AH120 IP2000
K20 CM2560 | ACZ150 AC5015S VP15TF PC8110
ACE0255 PRI215 | AH725 | ooooor | CY9020
AC1030U VP15TF PC5300
K30 | CM2560 | "acs3oy VP20RT PC5400
AH8005 | MP9005
- S01 PROOSS | “xloo” | \UposRT PC8105
H AHBOTS | oo TT3010
7] CM1560 |ACS005SACS015S|  pR5S AH905 TT3020
s S 10| cM2560 | Cimuaceno| PRO1SS | SHrso | \EONS | JPS105 1 PEBTIO T 410
=Es AH110 TT5080
High-Temp AC5015S MP9015
AH8015
Alloys AC5025S | PRO15S MT9015 TT3010 TT3020
S20 CM2560 AC1030U PR1535 2: ; gg VP20RT JP9115 PC8115 TT4111_‘_Ir % J{'ﬁryeo
AC520U MP9025
TT8020 TT8080
AC5025S AC6040M
S30 | CM2560 |AciuAcszu | PR1535 | AH725 | MP9025 iggﬁgg T g

AC530U

TT5080
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Turning Insert Grade Comparison Table

I|\S/|2t:7rji f ISO ##HAER it e H5HEe = EF%s AR =F
Group ISO Code CMTec Sandvik SECO Walter Iscar Kennametal

IC507 KC5010
N P10 CM1560 GC1025 CP200 IC807 KC5510
IC907 KU10T
fi#
GC1020
Hard CM1560 GC1025 IC507 | kosozs kesszs
P20 CM2560 GOA125 CP250 IC907 KC7215 KC7315
GC1125 ICo08 Kozt
GC1125 Cass KC7015
P30 CM2560 o CP500 ICo28 KeT020
& 50110 IC3028
Soft J KU25T
KC7030
! P40 CM2560 GC1145 CP600 IC328 KC7040

GC2145 IC3028 KC7140

1C3028

1C228
1 GC2145
M40 CM2560 GC1145 CP600 1C928

GC1005 TS2000 1C507 KC5010 I
GC1025 1C520 KC5510
T il CM1560 GC1105 gﬁggg LAY IC807 KC6005 :
& GC15 1C907 KCU10
Hard H5D6 GC1025 | TTP2050 TS2500 IC3081C507 | Kcs025 Kes525 w
M20 CM2560 GC1115 GC4125 CP200 CP250 WSM30 1C907 IC908 KC7020 KC7025
IVI GC1125 GC30 CP500 KCU25
1C3028
55
1C908
Stainless GC1020
Steels M30 CM2560 GC2035 CP500 :glggg ﬁg;ggg .y
] GC2030 z
~

IC328

K01 1C910 KC5515 =
s
>

IC807 =
TS2000 1C910 KC5010 @
K LS CM1560 et CP200 IC507 KC7210 s
IC908 ]
D
el GC1020 TS2500 KC5025 KC5525 5’
S ) K20 CM2560 GC1120 CP200 :gggg KC7015KC7215
CP250 KC7315
K30 CM2560 GC1030 CP500 :gggg KC7225
IC804
S01 WSM10 oo -
cC1108 IC807 KC5010 Hl
CM1560 CP200 IC808 KC5510 7]
S L CM2560 gg}ggg TS2000 B Y IC907 KCU10 -
=ma 1C908 KCS10

Allely e IC806 KC5025

Alloys $20 CM2560 gg}‘gg %’225%% WSM30 IC808 KC5525
IC908 KCU25

S30 CM2560 GC1125 1C3028
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