HOW TO READ THE STANDARD
OF ROTATING TOOL INSERTS

@®How the section of milling inserts is organised

DOrganised according to cutter type.
@Cutters are arranged in alphabetical order.

@ How the standards for milling inserts are organised

(DClassified into milling inserts, wiper inserts and drilling
inserts.
@Arranged alphabetically by order number.
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=== GRADE APPLICATION RECOMMENDED FOR
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cutting conditions suitable for each work materials are
shown as a general guide to select grade.
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ROTATING TOOLS

ROTATING TOOL INSERTS

@ GRADES
@SINTERED CBN / PCD
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ROTATING INSERTS

J002

ROTATING TOOL INSERTS

IDENTIFICATION

Symbol Insert Shape Symbol |Normal Clearance
o] Octagonal O c 7° W
S Square O D 150 N
T Triangular A E 20° \/
(o3 Rhombic 80° [T F 25° S?
M Rhombic 86° [T G 30° . Q
A Parallelogram 85° [T N 0° |
R Round O P 11° \W
X Special Design - o Other
w Wiper - X Other
@Insert Shape @Normal Clearance
@ @
®
@Tolerance Class @Fixing and/or for Chip Breaker
Hole Chi ;
Symbol | Hole | configuration | Breaker Figure
& Cylindrical
%/ W | With Hole Yriole No | [T 0T/
N on
D1 1 T With Hole cz‘gggt_rég%ip)k onesided | [T 1] 0T/
Cylli_lndlrical
ole
Symbol D.I.C D1 m S1 B With Hole o»rf]e | No m m
c S'ggs +0.025 | £0.013 | +0.025 Qogntersink
1 2:70 N Without _ No
E 15875 | £0.025 | *0.025 | +0.025 Hole R
: Without )
635 | +0.05 | +0.013 | +0.025 : Hole. - one siced | [] 7
K* 9.525 | +0.05 | +0.013 | +0.025 X _ _ _ | special Design
12.70 +0.08 +0.013 | +0.025
15.875 +0.08 +0.013 | *+0.025
6.35 +0.05 +0.08 +0.13
M 9.525 +0.05 +0.08 +0.13
12.70 +0.08 +0.13 +0.13
15.875 +0.1 +0.15 +0.13
The surface of insert with % mark is sintered.




Symbol Honing
E |7
Round
F :
Symbol
Y Diameter of Sharp
@ @ E’ Inscn(bed )Clrcle
/L A \ mm j
~ ] -~ -~ T
06 06 11 6.35 Chamfer
08 07 13 7.94 I:IE = RZ
09 09 16 9.525 Chamfer+Hone
10 10.00 Insert Thickness
Symbol
12 12.00 Y (mm) X 7
12 12 22 12.70 03 3.18 Round (small)
16 15 27 15.875 T3 3.97 z j
Chamfer
20 20.00 04 4.76 (Strong Cutting Edge Type)
Glnsert Size ®Insert Thickness ©Cutting Edge Condition
® ® | ©)

12 03

E

- J

(0]

@Cutting Edge Angle ®Clearance of Wiper Insert ®Cutting Direction ®@Chip Breaker
L Left Symbol Name
@kr LH'" N Neutral JS JS Breaker
R Right JH JH Breaker
Symbol | Cutting Edge Angle Symbol Clearance Angle JL JL Breaker
A 45° D 15° JM JM Breaker
E 75° E 20° | FT | FT Breaker
P 90° F 25° @Width of Wiper Edge JP JP Breaker
z Other Angle G 30°
P 0° ©
N 11°
Symbol a
1 14
(1.94 only for TEKN)
2 24

ROTATING INSERTS
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ROTATING TOOL INSERTS

GRADES FOR MILLING

INDEXABLE INSERT GRADES FOR MILLING
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MILLING APPLICATION RANGE

400

300

200

Cutting Speed (m/min)

100

400

300

200

Cutting Speed (m/min)

100

STEEL

—

| | F7o10 T -

CVD Coated Carbide

F7030

MP6120
VPISTF

FH7 DEDJ

I
\ PVD Coated Carbide

N

| Inx2525

[ ] NX454J|5LET)

MP6130
VP20ORT

VP30RT

Cermet

Cemented Carbide

0.2

0.4 0.6 0.8

Feed (mm/tooth)

K| CAST IRON
—{MBZ710 | —— Sintered CBN

MB730

AN

ﬁ‘ .

MP&DID\ PVD‘ Coated Carbl‘de
B MCs020 CVD Coated Carbide
B VPISTF ]

NX2525

— VP20ORT

i N\
| G )

Cermet

Cemented Carbide

0.2

0.4 0.6 0.8

Feed (mm/tooth)

Cutting Speed (m/min)

Cutting Speed (m/min)

300

200

100

800

600

400

200

STAINLESS STEEL

F7010 ‘

CVD Coated Carbide

F7030J |

|
PVD Coated Carbide
I
\

VPISTF

NX2525

NX4545
] uUTi2ort

MP7130 ——
VP20ORT

mMpPz7 140}
VP30ORT

— Cern"1et

Cen‘wented Carb‘ide

0.1

0.2 0.3 0.4

Feed (mm/tooth)

[IT NON-FERROUS METAL

mMD220 Sintered Diamond
Cemented Carbide
HTi1O0
TF15
0.1 0.2 0.3 0.4

Feed (mm/tooth)

ROTATING INSERTS
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ROTATING TOOL INSERTS

MILLING APPLICATION RANGE

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

W) STEEL (Medium-Rough Cutting) M STAINLESS STEEL

400 300
T 300 ] = 1
T ; T 200 MP7130 T
3 MP6120 } 8 :
& 200 MP6130 | & . MP7140
D o :
£ VP3ORT £ :
3 3 100 S
100 f————— —_— : :
0 0
Cutting Conditions Cutting Conditions
500 ‘ : 1500
__ 400 oo IRREEEEEREEEES . MB730
7 c w w =
E E mMP8O10 | E
W £ 1 | £ 1000
@ < 300 oo L st
2 B ; ; 3
L) 3 ‘ | 2
= () (%)
< € 200 2
= £ £
S 3 mMcso20 VPISTF 3 s00 Wl
100 oo —
0 0
Cutting Conditions Cutting Conditions
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Cutting Speed (m/min)

Cutting Speed (m/min)

I} NON-FERROUS METAL

400
300
200

100

¢ &

Cutting Conditions

B HEAT RESISTANT ALLOY, TITANIUM ALLOY
00 T T

1

Cutting Conditions

[WCUTTING CONDITIONS

Stable Cutting

General Cutting

8

Unstable Cutting

Cutting Speed (m/min)

Plane Cutting

Constant Depth of Cut

Pre-Machined

Securely Clamped Component Cutting

Heavy Interrupted Cutting
Irregular Depth of Cut
Low Clamping Rigidity Cutting

I NON-FERROUS METAL (PCD)

1500

1000

500

¢ &

Cutting Conditions

J0o7




ROTATING INSERTS
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ROTATING TOOL INSERTS

SELECTION STANDARD

MILLING

Recommended Cutting Speed

COATED CARBIDE (CVD&PVD)

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

<PVD>
@ PVD coating prolongs tool life when compared to cemented carbide under the same cutting conditions.
@ Coating of tools with sharp edges is possible without softening or changing the quality of the subsrate.

Work Material Recommended Grade (m/min) ISO Application Range
F7030 200 (150 —250) || P10 T
R/R/n/&
Steel MP6120 150 (100 —200) || P20 2 '§ 5 E R S E
tee RS G u{ §
MP6130 150 (100 —200) || P30 = \= g g \g E
VP15TF 150 (100 —200) || P40 E
M F7030 200 (150 — 250)
B M10 B 'u: GED
MP7030 150 (100 —200) |10 R 5 /8 /8 /8 /%
Stainless Steel MP7130 150 (100 — 200) B 2 Ef 57 E‘i E@‘;T
MP7140 150 (100 —200) || M30 =S \s\S\S /3 /8
VP15TF 150 (100 —200) || M40 g \8
KO1 -
MC5020 180 (100 — 250) S-/3
Kio| [di( & "
Cast Iron TR s .
K20 | \ & a =
VP15TF 150 (100 — 200) S g R
K30 S
N10
Aluminium Alloy LC15TF 1000 (200 — 3000) || N20 E
N30 S
MP9120 30 (20 — 40) S01 &
Heat Resistant <] W @
VP15TF 30 (20 — 40) S10 R /8 s 5
Alloy a{ 8/ B
— Q Q -
Ti Alloy MP9130 40 (25 —60) $20 s\ (9 g
MP9030 40 (25 — 60) S30 s S
HO1 s
MP8010 80 (50 — 120) 2 m
Hardened H10 N 'G
Materials H20 E
VP15TF 80 (50 — 120) =
H30
= PRUITESS



GRADE CHARACTERISTICS

Substrate Coating Layer Substrate Coating Layer
Grade H?ﬁ%‘:;‘ S ;FGlR;S) Composition Thickness Grade H?ﬁg‘:;‘ S ;rG;R:S) Composition Thickness
MC5020 91.0 2.2 TiCN-AI203-Ti Compound| Thick MP8010 93.5 2.3 (AILTi,Si)N Thin
FH7020 88.8 2.8 TiCN-AI203-Ti Compound| Thick &EPMP9120 91.5 2.5 (Al Ti,Cr)N Thin
F7030 88.8 2.8 TiCN-AI203-TiN Thin MP9030 90.5 2.5 (AL Ti)N-Ti Compound Thin
@&EPMP6120 91.5 25 (ALTi,Cr)N Thin  @&®MP9130 90.5 2.7 (ALTi,Cr)N Thin
@&EPMP6130 90.5 2.5 (ALTi,Cr)N Thin VP15TF 91.5 2.5 (ALTiN Thin
MP7030 90.5 2.5 (AL Ti)N-Ti Compound Thin VP20RT 90.5 2.5 (AL TN Thin
@&PMP7130 90.5 2.5 (ALTi,CrN Thin VP30RT 88.8 2.8 (ALTIN Thin
@&PMP7140 88.8 2.8 (ALTi,CrN Thin UP20M 90.5 2.0 TiN Thin
*1GPa=102kg/mm?
APPLICATION EXAMPLES
Tool AXD4000R252SA25SA Tool AHX640WR16016F
Insert (Grade) XDGX175008PDER-GM (MP9120) Insert (Grade) NNMU200608ZEN-MK (MC5020)
JIS AC4A: Si content 8-10% e DIN GG25 (scaled)
N OC OC OC O
Workpiece Workpiece
) S
£ | Spindle speed (min) 8790 Component Cylinder blook
2 Euttmg S_Ipzee(:] (m/n;'n) 630 2| Cutting Speed  (m/min) 155
& |l ey 1T i) 0.46 S [ Feed per Tooth (mmirev) 0.32
£ | Depth of Cut (mm) 2.5 S Deoth of Cut _(mm) 35
3 | Width of Cut_(mm) 25 - e
Coolant External coolant o [ -00en [y cutting
i sehimoliyes o m Ver:'??l p—— MC5020 showed 3 times longer
uminium alloy containing Si tenas to B . ’
R It cause tool damage, but the MP9120 Results tool life t‘han the ‘cor.npetltors .
S inserts gave double the tool life compared grade without chipping occurring.
to conventional grades.
Cutter Body ASX445R12508E Cutter Body ASX400-050A04R
Insert (Grade) SEMT13T3AGSN-JM (MP6120) Insert (Grade) SOMT12T308PEER-JM (MP7130)
JIS SCM440H D JIS SUS316 &Y
Workpiece Workpiece
) SN
) Component Structural component
Component Machine parts £ | Cutting Speed (m/min) 88
£ | Cutting Speed (m/min) 250 2| Feed (mm/tooth) 0.1
25 |Feed (mm/tooth) 0.1-0.2 S| Axial depth of cut (mm) <2
= =
33 | Depth of Cut (mm) 2.0-5.0 3 | Radial depth of cut (mm) -
Coolant Dry cutting Coolant Wet cutting
MP6120 shows only a small amount MP7130 can continue machining
Results of wear thereby achieving 1.5 Results without fracture.
times longer tool life compared to
conventional cutters.

ROTATING INSERTS
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ROTATING TOOL INSERTS

CERMET

@ NX2525 for high speed milling.
@ NX4545 for general milling.

SELECTION STANDARD

Milling
Work Material Recommended Grade Recommerzﬁ/cimci:#)tting Speed ISO Application Range
250 P10 R
M10 0
pza2s (150 — 350) N
P20 2
Steel M20 @
150 E!'ﬁ
NX4545 (120 — 180) P30 X
M M30
K01
Cast Iron NX2525 200 K10 0
(150 — 300) 1
m
3
K20

(Note) For wet cutting of steel, please use coated carbide F7030. For wet cutting of cast iron, please use coated carbide MC5020.

o
i
Z CUTTING PERFORMANCE
2
= . Cutting Speed : vc Depth of Cut : ap
Cutting Performance .
';2 9 Feed per Tooth : fz Width of Cut : ae
'6
o Competitor's Cermet A _ Competitor's Cermet B Steel High Speed Milling 010 Competitor's Cermet A Steel Shoulder Milling
s Fracture Ve Fra%ture <Cutting Conditions> Fracture NX4545 <Cutting Conditions>
€ 03 o o utting Con itions = f e e . utting Con itions:
£’ el A e Workpiece : DIN 41CrMo4 (97Wx400L) & | Froamergmfs oot Workpiece : DIN 41CrMo4 (220HB)
5 VAl Y Fracture, Cutter : SE445R0506E et 4 Cutter : NSE400R503S32
é’ 02 NX2525 Insert : SEEN1203AFTN1 3 0.05 Insert : TEEN2204PETR1
= ve=350m/min E vc=200m/min
L_‘: 0.1 ap=2.5mm E fz=0.35mm/tooth
fz=0.2mml/tooth w ae=25mm
Dry Cutting T P ) ap=3.0mm
1 2 3 4 i
Machined Length per Tooth (m) Cutting Time (min) Down Cut Dry Cutting
Cast Iron Milling
< /" K10 Cemented Carbide <Cutting Conditions>
£ / Workpiece : DIN GG30 (95Wx400L)
5 / Cutter : SE445R0506E
%’ 0.2 / Insert : SEEN1203AFTN1
~ / vc=180m/min
/
LTE: 0.1 v ACSES ap=2.5mm
fz=0.2mm/tooth
Dry Cutting

1 2 3
Machined Length per Tooth (m)

GRADE CHARACTERISTICS

Substrate
Grade Hardness (HRA) | T.R.S. (GPa) Therr(nve\llllr%glgsjictivity Therr&a% (I)E_)é/p}?)nsion
NX2525 92.2 2.0 33 7.8
NX4545 90.0 2.2 88 7.8

J010

*1GPa=102kg/mm?, 1W/m + K=2.39x10-3cal/cm * sec * °C



CEMENTED CARBIDE

@ The grades available are UTi20T for steel and cast iron, and HTi10 for cast iron, non-ferrous metal and

non-metal.

SELECTION STANDARD

MILLING
Work Material Recommended Grade Recommerzﬁ;]m(iiﬁgting Speed ISO Application Range
P10
. 120 -
Steel UTi20T (50 — 180) P20 E
P30 '5
M10
Stainless Steel UTi20T Uy M20 ~
: ! (50 — 180) S
M30 '5
. 100 K10 ]
HTi10 (50 — 150) S
Cast Iron K20 = ~
UTi20T 120 3
! (50 — 180) K30 S
NO1
Q
Non-Ferrous Metal HTI10 = N0 E
TF15 (300 — 500)
N20 )
W
N30 =

MAIN COMPONENT AND APPLICATION

P series for steel cutting, K series for cast iron cutting and M series for general cutting.

Main s !
I1ISO Component Characteristics Work Material
P M | wc-Tic-Tac-Co| Heat / Deformation resistance. Carbon steel, Alloy steel, Stainless steel and Cast iron
K N WC-Co High rigidity and wear resistance. Cast iron, Non-Ferrous metals and Non-metal

GRADE CHARACTERISTICS

1SO Grade Hardness |Thermal Conductivity | Thermal E_xpansion Young's Modulus| T.R.S
(HRA) (W/meK) * (x109/K) (GPa) *| (GPa)=*
P M UTi20T 90.5 38 5.5 520 2.0
N HTi0O5T 92.5 79 4.5 600 1.5
K HTi10 92.0 79 4.6 630 2.0
N TF15 91.5 71 5.3 580 25

*1GPa=102kg/mm?, 1W/m « K=2.39x103cal/cm « sec  °C

ROTATING INSERTS
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ROTATING INSERTS
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ROTATING TOOL INSERTS

CBN (SINTERED CBN)

@®MB710 and MB730 for cast iron finishing.

@BC5030 for high speed machining of cast iron.

@ The combination of the BC5030 insert geometry and the
AOX cutter allows the use of up to 16 corners per insert,
enabling cost effective high efficiency machining.

SELECTION STANDARD / RECOMMENDED CUTTING CONDITIONS
FINISHING

) Cutting Speed (m/min) Feed |Depthof Cut
Work Material Structure 250 500 750 1000 1250 (oot (mm) Coolant
DIN GG25 Ferritic + Pearilitic ‘
Grey Cast Iron MBZ710 MB730 —-0.3 | —0.5 Dry
DIN GG30 Pearilitic
ROUGHING
) Cutting Speed (m/min) Feed |Depthof Cut
Work Material Structure 250 500 1000 1500 2000 (mmioot)] (mm) Coolant
Grey Cast Iron ‘ DIN GG25 Pearilitic BC5030 —0.15| —3.0 Dry

FEATURES AND BASE

Grade Application Features Main Component| Coating Layer
CBN
MB710 FoEGtcte_neraI General purpose grade with well balanced wear and fracture resistance. TiC —
utting Al203
MB730 For High Has the largest CBN content and therefore displays good thermal conductivity. | CBN (High Content) _
Speed Cutting It is suitable for the high temperatures that are generated in high speed cutting. [ Co Base Alloy
For high-speed machining High CBN content and high thermal conductivity. The whole insert is
BC5030 atlarge depths of cut composed of sintered CBN. This enables high speed, high efficiency CBN TiN
High-speed interrupted machining | machining at larger depths of cut. The coating also ensures easy recognition AIN
at large depths of cut of used corners.

APPLICATION EXAMPLES

Tool AOX445R10008D Tool NF10000R0408D (MB730)
Insert SL-ONEN120404ASN (BC5030)
o, o o
Machine Machining Centre '@ g
Workpiece o @o@°o
) FC250
Workpiece
Component Hydraulic component
5 Cutting Speed (m/min) 1800
c Cutting Speed (m/min) E Feed (mm/tooth) 0.1
= (&) Table Feed (mm/min) 4584
j=>)
2 (| SSBephiehGutimm) 28 2| Depth of Cut (mm) 005
o Width of Cut (mm) 70 3 Cutting Width (mm) )
D
-g Table Feed (mm/min) 3057 Coolant Dry cutting (Wet cut at previous process)
=)
O | Feed per Tooth (mm/tooth) 0.1 Axial Runout (mm) Below 0.005mm

Result

10 times longer tool life and 4 times hi%her efficiency
than ceramics. Excellent machining with a surface
finish of Ra < 1.6um

Result

Compared to the competitor item, wear
was reduced offering longer tool life
while maintaining higher surface finishes.




PCD (SINTERED DIAMOND)

@ Suitable for cutting non-ferrous metals such as aluminium alloy.

@ Suitable for extremely high speed finishing.

GRADE FEATURES

Grade Features
Excellent in the balance between wear resistance and fracture resistance.
MD220 . . L
For a wide range of tooling applications.

RECOMMENDED CUTTING CONDITIONS

Work Material Cutting Speed (m/min) Grade Feed per Tooth (mm/tooth) Depth of Cut (mm)
Aluminium Alloy
(Si <12%) 10006000
MD220 —0.3 —0.5
Aluminium Alloy 200—800

(Si=13%)

CUTTING PERFORMANCE

Finished Surface Roughness (um)

2.0

1.6

1.2

0.8

0.4

/

0p

| |
5000 10000 15000 20000

Revolution Speed (min™")

Revolution : 6000min’

y Rz=1.05um

t

Revolution : 20000min™’

y Rz=1.42um

Workpiece
Insert
Grade
Tool

Feed

Dry Cutting

<Cutting Conditions>

: Aluminium Alloy

: NP-GDCW1240PDFR2
: MD220

: V10000R0406D

: 0.2mm/tooth

Depth of Cut:
Width of Cut :

0.5mm
80mm

ROTATING INSERTS
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ROTATING INSERTS

Jo14

ROTATING TOOL INSERTS

CLASSIFICATION

Cutter Type Order Number Page  Cutter Type Order Number Page  Cutter Type Order Number Page
AHX640S | NNMU200608ZEN-MK APX3000 | AOMT123602PEER-M ASX400 | SOET12T308PEER-JL
AHXG40W 123604PEER-M
Jo24 123608PEER-M ’ , Jo30
123610PEER-M -
123612PEER-M 1020
NNMU200608ZEN-HK @ 123616PEER-M SOMT12T308PEER-JM
123620PEER-M 12T308PEEL-JM
J024 123624PEER-M J030
123630PEER-M
123632PEER-M
NNMU200708ZEN-MP AOMT123604PEER-H SOMT12T308PEER-JH
123608PEER-H
Jo024
’ 123616PEER-H | J020 J030
WNEU2006ZEN7C-WK
J040 APX4000 | AOMT184804PEER-M SOMT12T320PEER-FT
184808PEER-M —
184810PEER-M ) J030
184812PEER-M
184816PEER-M
J024
184820PEER-M WOEW12T308PEERSC
AOMT184804PEER-H 12T308PETRSC Jo41
WNEU2007ZEN7C-WP 184808PEER-H
184816PEER-H
J040
a 184832PEER-H [J020  ASX445 | SEGT13T3AGFN-JP
184840PEER-H
e 4
AJX JOMT06T215ZZSR-JM 184850PEER-H B = J028
PMC 080320ZZSR-JM 184864PEER-H —
JDMTO09T320ZDSR-JM | J022  AQX QOGT0830R-G1
120420ZDSR-JM 1035R-G1 SEET13T3AGEN-JL
140520ZDSR-JM 1342R-G1
JOMWO06T215ZZSR-FT 1651R-G1 J025 J029
080320ZZSR-FT 1856R-G1
é JDMWO09T320ZDSR-FT | J022 2062R-G1
120420ZDSR-FT 2576R-G1 SEMT13T3AGSN-JM
140520ZDSR-FT QOMTO0830R-M2 —_—
JDMT120420ZDSR-ST 1035R-M2 J029
140520ZDSR-ST 1342R-M2
J022 @ 1651R-M2 | J025
1856R-M2 SEMT13T3AGSN-JH
2062R-M2
J029
APX3000 | AOGT123602PEFR-GM 2576R-M2
123604PEFR-GM ASX400 | SOGT12T308PEFR-JP
_r 123608PEFR-GM 020 SEMT13T3AGSN-FT
L& J030 =
& -~ J029
e




Cutter Type Order Number Page  Cutter Type Order Number Page  Cutter Type Order Number Page
ASX445 | WEEW13T3AGFR3C BAE AEMW150304ER BF407 WFC42ZFER2
13T3AGTR3C 150308ER
Jo43 - 19T304ER Jo21 Jo43
— 19T308ER
WEEW13T3AGERSC BAP300 | APGT1135PDFR-G2 BN425 SNMF43B2G
P— 13T3AGTR8C SRM2 -
£ : \ 040 e J021 @ J029
AXD4000 | XDGX175004PDFR-GL APMT1135PDER-M0 BRP RPMT08T2MOE-JS
175008PDFR-GL R 1135PDER-M1 P 10T3MOE-JS
175012PDFR-GL (2 1135PDER-M2 | Jo21 (@ - 1204MOE-JS | J026
175016PDFR-GL v 1606MOE-JS
175020PDFR-GL
(R&A’ 175024PDFR-GL | " APMT1135PDER-H1 RPMWO08T2MOE
A==
175030PDFR-GL 1135PDER-H2 08T2MOT
175032PDFR-GL g 1135PDER-H3 | J021 10T3MOE
175040PDFR-GL 1135PDER-H4 ) 10T3MOT
175050PDFR-GL 1135PDER-H6 | 1204MOE 1027
©PXDGX175004PDER-GM BAP400 | APGT1604PDFR-G2 1204M0T
175008PDER-GM SRM2 1606MOE
175012PDER-GM 1021 1606MOT
175016PDER-GM ' ' BSP SPMB1204APT
175020PDER-GM | APMT1604PDER-M2
175024PDER-GM T Jo1 | o »\ 1032
175030PDER-GM " — Li
175032PDER-GM
175040PDER-GM APMT1604PDER-H1
175050PDER-GM 1604PDER-H2 BXD4000 | XDGT1550PDER-G04
&P XDGX175004PDFR-GM g 1604PDER-H4 | J021 1550PDER-G08
175008PDFR-GM 1604PDER-H6 1550PDER-G12
175012PDFR-GM 1604PDER-H8 1550PDER-G16
175016PDFR-GM BF407 SFAN1203ZFFR2 1550PDER-G20 | J037
175020PDFR-GM 1203ZFFL2 1550PDER-G30
175024PDFR-GM | "0 [ | sFeN1203zFFR2 | J029 1550PDER-G32
175030PDFR-GM - 1550PDER-G40
175032PDFR-GM 1550PDER-G50
175040PDFR-GM SFCN1203ZFFR2 XDGT1550PDFR-G04
175050PDFR-GM - . 1550PDFR-G08
AXD7000 | XDGX227008PDFR-GL ‘ _ | Jo42 1550PDFR-G12
227016PDFR-GL 1550PDFR-G16
227020PDFR-GL . v s 1550PDFR-G20 | J037
@6 227030PDFR-GL | J038 NP-WFC42ZFER2 1550PDFR-G30
227032PDFR-GL _ 1550PDFR-G32
227040PDFR-GL N’ J043 1550PDFR-G40

227050PDFR-GL

1550PDFR-G50

ROTATING INSERTS

JO15



ROTATING INSERTS

J016

ROTATING TOOL INSERTS

CLASSIFICATION

Cutter Type Order Number Page  Cutter Type Order Number Page  Cutter Type Order Number Page
BXD4000 | XDGT1550PDFR-GL04 FBP415 | SPER1203EEER-JS NSE300 | TECN1603PEFR1W
1550PDFR-GL08 1603PEER1W
Jo37 _ 1603PETR1W
Jo31 N Jo35
1SRG
CBJP JPMT060204-E
CBMP
TAB WPC42EEER10C TEEN1603PEFR1
_ J023 42EEEL10C 1603PEER1
| “' 041 /\ 1603PETR1 035
] 1603PESR1
MPMT070308 1603PEZR1
090308
B’ 120408 J023  FP490 SPEN424A TEER1603PEER-JS
—7
gggg SPMW090304 J031 é 1035
CGSP 090308
120304
-~ 120308 J032 FP590 SPEN535A TECN1603PEFR1
—
/ N
DCCC | CCMX083508EN-A e & 1042
09T308EN-A
o J022
— LSE445 | SECN1203AFTN1 NSE400 | TECN2204PEFR1
SEEN1203AFFN1 2204PEER1
CCMX09T308EN-B 1203AFEN1 2204PETR1
1203AFTN1 TEEN2204PEFR1
J022 ‘k-'[ 1203AFTN3 1027 2204PEER1
1203AFSN1 2204PETR1
1203AFSN3 : \ 2204PESR1 J036
ZCMX083508ER-A - 2204PEZR1
09T308ER-A SEER1203AFEN-JS TEKN2204PEER1
e J039 2204PETR1
— Half J027 2204PESR1
= 2204PETR
ZCMX09T308ER-B
I SECN1203AFFR1 TEER2204PEER-JS
2 Q . f J039 : i
Q J042 /_‘_;3} Jo3s
4 g
FBP415 | SPEN1203EEER1
1203EEEL1 WEC42AFTR5C TECN2204PEFR1
[ | | SPNN1203EEER1 ,
L—« 1031 J040 .-/ N J042
-—




Cutter Type Order Number Page  Cutter Type Order Number Page  Cutter Type Order Number Page
OCTACUT| OEMX12T3ETR1 SE415 SEER1203EFER-JS SPX JPMX140412-JM
12T3ESR1 190412-JM
-~ 17056TR1  |Jo24 02 Jo28 — 023
j—— 1705ESR1 —
OEMX12T3EER1-JS SECN1203EFFR1
1705EER1-JS JPMX140412-WH
1705ETR1-JS J042 190412-WH
J024
- Jo23
WEC42EFER5C
REMX1705SN S 42EFTR5C
(S ) J040 MPMX120412-JM
e/ J026 - 023
SE515 SECN1504EFTR1
SEEN1504EFER1
REMX12T3EN-JS | 1504EFTR1 028 MPMX120412-WH
1705EN-JS [- o 1504EFTL1
1504EFSR1 ’ Jo23
J026
WECS53EFTR5C
S SPMX120408-JM
PMF TPEW1303ZPER2 (ﬁ J040
J032
- 1036 ~Seess SEEN1504AFEN1
\G—
1504AFTN1 SPMX120408-WH
|-- | 1504AFTN3 1027 '
TPEW1303ZPTR2 1504AFSN1 J032
=  1504AFZN1
Jo42
SEER1504AFEN-JS SRB SRBT10
12
Jo28 16
PMR CPMT1205ZPEN-M2 , 20 Jo33
1205ZPEN-M3 25
1906ZPEN-M2 WECS53AFER5C 30
1906ZPEN-M3 J022 53AFTR5C 32
SRF SRFT10
J040
12
SE415 SEEN1203EFFR1 16
1203EFER1 20
i 12036FTR1 | = SG20 RGEN2004MOEN ‘ 25 J033
i 1203EFTR3 - 2004MOSN 30
1203EFSR1 Q;_;:> J026 32

ROTATING INSERTS

Jo17



ROTATING INSERTS

J018

ROTATING TOOL INSERTS

CLASSIFICATION

Cutter Type Order Number Page  Cutter Type Order Number Page  Cutter Type Order Number Page
SRM2 SRG16C SRM2 ¢40 | APMT1135PDER-H2 VFX5 XNMU160708R-MS
20C 950 1604PDER-H2 160712R-MS
O 25C Jo033 160716R-MS
30C g 1021 160724R-MS 1038
32C 160732R-MS
SRG16E 160740R-MS
20E SUF SUFT10R05 XNMU160708R-HS
o 25E J033 10R10 }
30E 10R20 ﬁ Jo38
32E 12R05 2
SRM16C-M 12R10
20C-M 12R20 @&PXNMU160708R-LS
e 25C-M J034 12R30
30C-M 16R05 Jo38
32C-M 16R10
SRM16E-M 16R15
20E-M 16R20 VFX6 XNMU190912R-MS
e 25E-M Jo34 16R30 190916R-MS
30E-M 20R05 190924R-MS
32E-M 20R10 190932R-MS 1038
APMT1135PDER-M2 20R15 Jo34 190940R-MS
1604PDER-M2 - : 20R20 190950R-MS
J021 20R30 XNMU190912R-HS
25R05 %
25R10 ' J038
APMT1135PDER-H2 25R20 '
1604PDER-H2 25R30
g J021 30R05 @EPXNMU190912R-LS
30R10
30R20 E Jo38
SRM2 ¢40 | SRG40C 30R30
950 50C 32R05
_aa. Jo33 32R10 VOX400 | SONX1206PER
@ 32R20 _
\ Jo30
SRG40E TBE1 SPMT120408-A '
50E
w 033 ['TB” 032 &PWOEX1206PER5C
B o}
Jo41
APMT1135PDER-M2 TSMP MPMWO070308
1604PDER-M2 090308 VIPER TPNX1605N
Ii; Jo21 | . 120408 J023
— . J036




Cutter Type

Order Number

Page

Cutter Type

Order Number

Page

Cutter Type

Order Number

Page

Corner Angle 0°
11° Positive

TPEN1603PPR
1603PPN
2204PDR
2204PDL

J036

TPNN2204PDR

J036

Corner Angle 15°
11° Positive

SPEN1203EDR
1203EDL
SPKN1203EDR
SPEN1504EDR
1504EDL

J031

SPNN1203EDR

J032

11° Positive

SPGN120304
120308
120312
150404
150408

SPMN120304
120304T
120308
120312
120408
120412
150408
150412

Jo31

11° Positive

TPMN160304
160308
160312
220404
220408
220408T
220412

J036

Corner Angle 45°
15° Positive

=

SDEN1203AEN

J027

Corner Angle 45°
20° Positive

SEER1204AFEN-JS

J027

RDHX0501MOE
0501M0S
07T1MOE
07T1MOS
0702MOE
0702M0S
1003MOE
1003M0S
12T3MOE
12T3MO0S
1604MOE
1604M0S

J025

SEEW1204AFTN

J028

SEMN1204AZTN

J028

Negative

SNMN120408
120412

J030

RDMX07T1MOE
07T1MOT
0702MOE
0702MOT
1003MOE
1003M0S
1003MOT
12T3MOE
12T3MO0S
12T3MOT
1604MOE
1604M0S
1604MO0T

J025

RRD

RDZX0501MOE
07T1MOE
0702MOE
1003MOE
1003M0S
12T3MOE
12T3MO0S
1604MOE
1604M0S

J026

RPMM120400G

J026

ROTATING INSERTS

J019



ROTATING INSERTS

J020

ROTATING TOOL INSERTS

RO

TATING INSERTS

Ste.el M ‘B Cutting Conditions (Guide):
g tleesloteo . ol @: Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ 2 £ 2
Material Non-ferrous Metal < .
Heatresistant Alloy, Titanium Alloy cz e Honing:
Hardened Materials E:Round  F:Sharp
Coated Carbide Dimensions (mm)
2l 2
Shape Order Number g é § g § § § § :'I_; E L1 Lo s1 | F1 | Re Geometry
BEEEZEFSE
HEEE R R
APX3000 | AOGT123602PEFR-GM |G| F ° 12 | 66 |36 1.8 (0.2
K030 123604PEFR-GM |G| F ® | 12 | 66 36|16 04 L
123608PEFR-GM | G ° 12 | 66 | 361208 | _ |1
; . ‘Ti -E‘!‘ié(@_)_‘i,’ j, %11"
Re St
APX3000 | AOMT123604PEER-H|M| E (0e/@e @ ® ® @ @ @ 12 | 66 | 36|16 (04
K030 123608PEER-H|M| E 0/0 @ @ @ @ © ® 12 | 66 361208
123616PEER-H (M| E (0e/@ @ @ @ ® @ @ 12 | 66 | 36|04 (1.6
& =
APX3000 | AOMT123602PEER-M |M| E R R R 12 | 66 |36 1802
K030 123604PEERM|M| E | @@ @ @ @ @ ® 12 | 66 | 36|16 |04
123608PEER-M M| E e0e0o0coe 12 | 66 |36|12/(0.8
123610PEER-M |[M| E e0e0o0coe 12 | 66 | 36|10 (1.0
123612PEER-M M| E X R 12 | 66 | 3608 |12
@ 123616PEERM|M| E | e 0 @ @ @ @ @ 12 | 66 | 3604 |16 e
123620PEERM(M| E | 0 @ @ @ ® @ ® 12 | 66 36|04 20 51
123624PEER-M M| E X R 12 | 66 | 36|04 (24
123630PEER-M |[M| E X R 12 | 66 | 36|04 (3.0
123632PEER-M |[M| E e00o00o0 e 12 | 6.6 | 36|04 32
APX4000 | AOMT184804PEERH|M| E (0e/@o @ @ @ @ @ @ 18 | 9 |48|1.804
K036 184808PEER-H|M| E |0|/0 @ @ @ ® @ @ 18 | 9 |48[1.4 08
184816PEER-H|M| E |0|/0 @ @ @ ® @ @ 18 | 9 | 48|04 (16 -
a 184832PEER-H |M| E o0 ° 18 | 9 |48]04 (32 ﬁ
184840PEER-H |M| E o0 ° 18 | 9 | 48|04 (40 %1
184850PEER-H |M| E o0 ° 18 | 9 |48| — |50
184864PEER-H |M| E o0 ° 18 | 9 |48| — |6.35
APX4000 |AOMT184804PEER-M |M| E R R 18 | 9 |48]1.804
K036 184808PEERM|M| E | @ @ @ @ @ @ @ 18 | 9 |48|1408
184810PEER-M |[M| E ° eeoo 18 | 9 |48]1.0/[1.0 15°
184812PEER-M M| E | |® ceooe 18 | 9 |48|0812
184816PEER-M M| E X R 18 | 9 |48]04 (16
184820PEER-M M| E ° X 18 | 9 [48]04 20

@ : Inventory maintained. > : Inventory maintained in Japan.

- VIRACLE
- 51 G W A



Steel ceccioc Cutting Conditi (Guide)
- utting Conditions (Guide):
SIEIEES SEs) M @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron * [ J [ 2
Material Non-ferrous Metal 3 .
- - Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 E:Round F:Sharp
Hardened Materials [ 2
Coated | Cermet|Carbide Dimensions (mm)
ol 2
Shape Order Number «© 'g L oo Geometry
of 2 |g ES8J|e L1 L2 S1 F1 Re
ol NN (X
~ o o[ X X|E=
Li>D>D(Z Z|xT
BAE [ AEMW150304ER |M| E * (@ 15.875| 9.525 | 3.18 - 0.4
150308ER |M| E * [ % 15.875| 9.525 | 3.18 — 0.8 Re
19T304ER |M| E * (@ 19.05 |12.7 3.97 - 0.4 @é -
~ 19T308ER |M| E * | * 1905 127 | 397 — | 08 | <[5 | s 120
BAP300 |APGT1135PDFR-G2 (G| F ( J 1 6.35 3.5 1.2 0.8
Re
%%S =110
gsel L1 ] s1) !
BAP400 | APGT1604PDFR-G2 |G| F () 16.5 9.525 | 4.76 1.4 0.8
Re
o= (REli
w 11°
85&! L1 ] s !
BAP300 | APMT1135PDER-H1 (M| E |(@|® (3 2K ) 11 6.35 3.5 1.5 0.4
SRz 1135PDER-H2 (M| E [@|@ |@ @@ |11 |635 |35 | 12 | 08
1135PDER-H3 |[M| E (@ 1" 6.35 3.5 0.8 1.2
g 1135PDER-H4 |IM| E (@ 1" 6.35 3.5 0.4 1.6
1135PDER-H6 (M| E |® 1" 6.35 3.5 0.4 2.4
BAP400 | APMT1604PDER-H1 (M| E |@® (] 16.5 9.525 | 4.76 1.7 0.4
SRm2 1604PDER-H2 M| E |@|®@ [@ @|® |165 | 9525 | 476 | 14 | 08
1604PDER-H4|M| E (@ 16.5 9.525 | 4.76 0.4 1.6
g 1604PDER-H6 (M| E (@ 16.5 9.525 | 4.76 04 2.4
1604PDER-H8 (M| E (@ 16.5 9.525 | 4.76 0.4 3.2
BAP300 | APMT1135PDER-MO0 (M * 11 6.35 3.5 1.8 0.2
SRl 1135PDER-M1 |M| E |* 1 | 635 |35 | 15 | 04 Re
1135PDER-M2 |M| E |@|® ° 11 6.35 | 35 12 | 0.8 ﬁi"(s
————t = 11°
i 85“\, L | sl !
BAP400 | APMT1604PDER-M2 M| E |(@|® ( 16.5 9.525 | 4.76 1.4 0.8
SRM2
K100 Re
l'_i:-: gsl— Lt ] s

ROTATING INSERTS

J021



ROTATING TOOL INSERTS

NG INSERTS

RO

TATI

Steel
- Cutting Conditions (Guide):
 [SEhEESEEs @ d W @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron *
Material Non-ferrous Metal L
Heat-resistant Alloy, Titanium Allo [ 2 Honing:
ca Y, y E:Round S:Chamfer + Hone
Hardened Materials
Coated Dimensions (mm)
2l 2
Shape Order Number g é - § § § E g E Ig E D1 s1 F1 Re | B3 Geometry
SEPPEEsgs
CLE==s==s5S5
DCCC | CCMXO083508EN-A|M| E |@ * 794 |35 — 108 | 7°
09T308EN-A(M| E |® ( * 9525|1397 — 08| 7° Re Re
—
Y z@ I,
ﬁ 80°\/ D1__| S1
DCCC |CCMX09T308EN-B (M| E (@ 95251397 — |08 | 7°
Re Re
N v
- o [
\
e -—1 B3°
- Lo s
PMR |CPMT1205ZPEN-M2 (M| E ° 12.7 556| 14|08 | —
K114 1205ZPEN-M3 |M| E * 127 |556| 14|12 | — Re
1906ZPEN-M2 M| E . 1905 63514 08| — | [SANAc
g 1906ZPEN-M3 (M| E * 19.05 (63514 |12 | —
E 80° D1
[}
2
P AJX | JOMWO06T215ZZSR-FT |[M| S 000000 6.35 27812 |15 |13°
z Kooa| 0s0320zzsRFT|M| S | el@@@@ee |8 |318 14 2 |13 ~
5 K116 [JDMW0IT320ZDSRFT|M| S | ele @ @ ® @ @ 9525 397 |18 |2 |15° [ H}
14
120420ZDSR-FT (M| S o000 0000 12 476 25 | 2 15° F1 N )st"
1405202DSR-FT|M| s | e|/le @ @ @ @ @ 14 556|282 |15° D1, | Re |st
AJX | JOMT06T215ZZSR-JM |[M| S 000000 6.35 |278| 12| 15| 13°
fova|  ososz0zzsrm|M| s | e|l@e@eeee |8 (318 14|2 |13
K116 | JDMT09T320ZDSR-JM (M| S e 000000 9525 |3.97 | 1.8 |2 |15°
120420ZDSR-JM |M|[ S 000000 12 476 25 | 2 15°
140520ZDSR-JM |M|[ S 000000 14 55628 | 2 15°
AJX | JDMT120420ZDSR-ST [M| S 000000 12 476 25 | 2 15°
E(,\),?é 140520ZDSR-ST (M| S 000000 14 556 |28 | 2 15° ~~
K116
D) i
2= ( f \ :BE)YB:;
F1 Re 1
D1 S1
= Egn‘ﬁ;%‘n\_i

@ : Inventory maintained. * :Inventory maintained in Japan.
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Steel ‘N € ¢ Cutting Conditions (Guide)
5 utu L4 uide):
Stainless Steel d M © @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron E 2k E .2
Material Non-ferrous Metal Honing:
Heat-resistant Alloy, Titanium Alloy | € E:Round
Hardened Materials (3
Coated Carbide Dimensions (mm)
al £
Shape Order Number (t)_vs é E 'n_: g = v B D1 St Re Geometry
oao [
> > D =]
CBJP | JPMT060204-E M E |x [ ] (] - 794 | 65 2.38| 04
K108 Re Re
TAB N r
3 -
e
g6°\._D1 s
Inner insert (C) shown.
SPX | JPMX140412-JM (M| E (® @ 14.3 12.7 — 4.76
K087 190412-M |M| E |@ ® 19.05| 127 | — |476
11°
N
SPX (JPMX140412-WH |M| E |® @ 14.3 12.7 — 4.76
K087 190412-WH |[M| E |@ ® 19.05 | 127 | — | 476 _
|
S1
CBMP (MPMTO070308 M| E * (] - — 794 |3.18| 0.8
K108
ECMP 090308 Ml E [*» ° - — | 9525/318| 0.8 | Re ,Re
TAB 120408 M| E * (] - — 12.7 476 | 0.8 |
11°
-~ 3 R
o/
TSMP | MPMW070308 M| E ® — — 794 |3.18| 0.8
Ko7 090308  |M| E o — | = | os2s(318| 08| R Re
_ 120408 M| E ° - — 127 |476]| 08 ) E
. ' ‘J Praqe
— QJ‘D1 s1)/
SPX ([MPMX120412-JM (M| E (® @ - — 12.7 476 | 1.2
K087 .~ Re ,ﬁ
E Af"l'lo
86° D1 S1
SPX (MPMX120412-WH (M| E |® @ - - 12.7 476 | 1.2
K087
VE[E
’ 4’7110
St

ROTATING INSERTS

J023



ROTATING TOOL INSERTS

ROTATING INSERTS

Steel

Cutting Conditions (Guide):

e s d M @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ *
Material Non-ferrous Metal :
: - Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 E:Round S:Chamfer + Hone T:Chamfer
Hardened Materials
Coated Cermet Dimensions (mm)
2l 2
Shape Order Number g é og § § E E D1 s1 F1 Re Geometry
SS8E&IZ
Lw==>|2
AHX640W [NNMU200608ZEN-HK (M| E [ ] 20 6.55 1 0.8
K016
AHX640S
K018
F1|| Re
D1
AHX640W [NNMU200608ZEN-MK|(M| E [ 20 6.55 1 0.8
K016
AHX640S
K018
F1]| Re
D1
AHX640S |NNMU200708ZEN-MP (M| E [ ] 20 8 1 0.8

K018

\Q& S
F1/| Re
D1

AHX&ggg@@NNMUZOOHZZER-MM M| E ® 20 8 1 1.2

ROTATING INSERTS

F1]| Re

@

@
@%% G @
%

%

OCTACUT [OEMX12T3ETR1 (M| T |® * 127 | 3.97 1 -
Ko72 12T3ESR1 M| s | e 127 | 397 | 1 — I e
1705ETR1 M| T |®@ *|® 17 5 1.4 - 1ﬁ
[ 1705ESR1 |M| S ° 17 5 1.4 - )) 20°
| D1 | S1
OCTACUT |OEMX12T3EER1-JS (M| E |® @ 127 | 397 1 -
Ko72 1705EER1JS [M| E | ® 17 5 14 _ —
- 1705ETR1-JS [M| T * 17 5 1.4 - EH/%
3 20°
-~ ,
S1

- NVIRACLE
= 51 G WA

@ : Inventory maintained. * :Inventory maintained in Japan.
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. Stegl cereooc Cutting Conditions (Guide):
- lalnceslotes cesc ¢ @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron * sgcCo|lTC
Material Non-ferrous Metal [ )
Heat-resistant Alloy, Titanium Alloy [ 2 [} Hor.'nng: . . .
Hardened Materials E:Round F:Sharp S:Chamfer + Hone T:Chamfer
Coated Carbide Dimensions (mm)
Shape Order Number § 'g w = = Geometry
6§g§§§§§§g L1 L2 D1 St
ES228855
AQX | QOGT0830R-G1 |G|F *' [} ® 8.4 5.5 — 3
K054 1035R-G1 |G[F*'| |@ o 106 | 7 — | 35
1342R-G1 |G|F*'| |e@ ®| 13.1 8.7 - 4.2
- 1651R-G1 |G|F*'| |e@ ®| 165 11 - 5.1
1856R-G1 |G|F*'| |®@ ®| 18 12 - 5.6
2062R-G1 |G|F*'| |e@ ®| 204 | 136 - 6.2
2576R-G1 [G|F*'| |@ ®| 258 17.2 - 7.6
AQX | QOMTO0830R-M2 (M| E (N 8.4 5.5 — 3
K054 1035RM2 M| E | @ ® 106 | 7 — | 35
1342R-M2 |M| E (N 13.1 8.7 — 4.2
1651R-M2 |M| E [ ) 16.5 11 — 5.1
@ 1856R-M2 |M| E [ ) 18 12 — 5.6
2062R-M2 M| E () 20.4 13.6 — 6.2
2576R-M2 M| E (N J 25.8 17.2 — 7.6
RRD | RDHX0501MOE (H| E |® ® {3 ) - - 5 1.5
Kore 0501M0S |H| S @@ e - - 5 | 15
07T1IMOE |H| E (@@ [ N — — 7 1.98
07T1IMOS (H| S |@o|® o0 — - 7 1.98
0702MOE |H| E (@ |@® (N - - 7 2.38 —
. 0702M0S (H| S |eo|® ® - - 7 2.38 IE
e’ 1003MOE (H| E |®|® {3 ) - - 10 3.18 )V15°
1003M0S [H| S |e|® o0 - - 10 | 3.18 o1 sl !
12T3MOE |H| E (@|® () - - 12 3.97
12T3M0S |H| S (e|® ® - - 12 3.97
1604MOE (H| E |®|® {3 ) - - 16 4.76
1604M0S (H| S |®|® (] — — 16 4.76
RRD | RDMX07T1IMOE (M| E ® - - 7 1.98
Ko78 o7TiMOT M| T |e oo - - 7 | 198
0702MOE (M| E (] — — 7 2.38
0702MOT (M| T |® o0 — — 7 2.38
1003MOE |M| E (] — — 10 3.18
1003M0S |M| S [} (] — — 10 3.18 ™
O 1003MOT (M| T |@® o0 ° — — 10 3.18 IE
12T3MOE |M| E (] — — 12 3.97 )715"
12T3MOS (M| S ° ° — — 12 3.97 D1 sl
12T3MOT M| T (@ o0 ) — - 12 3.97
1604MOE |M| E ® - — 16 4.76
1604M0S |M| S [} ® - - 16 4.76
1604MOT M| T (@ (Y [ - - 16 4.76

%1 Grade VP15TF is "E".

ROTATING INSERTS

J025



ROTATING INSERTS

J026

ROTATING TOOL INSERTS

ROTATING INSERTS

Steel ‘Rl Cutting Conditions (Guide):
a uiae).
- |eEhEss s M M N - @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron ® < €
Material Non-ferrous Metal :
Heat-resistant Aloy, Titanium Allo ¢ Honing:
ca Y, y E:Round S:Chamfer + Hone
Hardened Materials
Coated Carbide Dimensions (mm)
2l 2
Shape Order Number g é og E g g E o D1 s1 Geometry
SEEs8 |EE
Ckl><5 5T
RRD (RDZX0501MOE Z| E (] 5 1.50
Ko78 07TIMOE  |z| E o 7 198
0702MOE Z| E (] 7 2.38
T~
1003MOE Z| E ® 10 3.18
g 1003M0S  |Z| S ° e 10 3.18 IH)Y
15°
12T3MOE Z| E (] 12 3.97 o si| !
12T3MOS Z| S LX) 12 3.97 ‘ ‘
1604MOE Z| E (] 16 4.76
1604M0S Z| S e e 16 4.76
OCTACUT [REMX1705SN M| S * 17.25 5.2
K072
N~
K. HE%W
N’ . D1 | s !
OCTACUT |[REMX12T3EN-JS |M| E * 12.95 4.17
Ko72 1705EN-JS (M| E * 17.25 5.2 >~
‘- %}20,
SG20 (RGEN2004MOEN |E| E * 20 4.76
Ko21 2004MOSN |E| S | ® o oo 20 476 ~
PN )§30°
. , f
-— D1 | S1
RPMM120400G M| E (] () 12.7 4.76
@i? 12°
N
D1 S1 !
BRP (RPMTO08T2MOE-JS (M| E LX) () 8 2.78
Ko75 10T3MOE-JS|M| E | e @ o 10 3.97
PR 1204M0E-JS|M| E [0 @@ @ 3 12 476 @ ,
el s 1606MOE-JS|M| E LI W) 16 6.35 .
V.P' D1 | S1 f11

@ : Inventory maintained. * :Inventory maintained in Japan.



Steel e¢c ecc |oc|e Cutting Conditions (Guide)
- utting Conditions (Guide):
SEEEs Sz d N e @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron C ¥ ([ ] s €
Material _ Honing:
atena e f.errous Met,al € E:Round F:Sharp S:Chamfer + Hone
Heat-resistant Alloy, Titanium Alloy ([ 2 T:Chamfer Z:Strong
Hardened Materials
Coated Cermet [ Carbide Dimensions (mm)
AR
Shape Order Number g é g § E g § E § - D1 s1 F1 Re Geometry
g o O - NN N | Y=
NNEEEIREEIER:
BRP [RPMWO0ST2MOE |M|E [ ] 8 2.78 — —
Ko75 08T2MOT |M|T o 8 278 | — | -
10T3MOE M| E [ ] *|® 10 3.97 - - —
10T3MOT  (M|T ° 10 3.97 - - ,IE,
=] 1204MOE |M|E| @ o |eele [ 476 | — - 140
e 1204M0T  |M|T o o 12 476 | — | — Lo | st
1606 MOE M| E [ ] [ ] [ ] [ ] 16 6.35 — —
1606MOT M| T (] 16 6.35 — —
Corner (SDEN1203AEN E|T ) 12.7 3.18 1.2 - F1
Angle 45° {>\ -
an S
i [
' \\,/ s
ki ¥
D1 S1
LSE445 | SECN1203AFTN1 |C|(T * 12.7 3.18 14 1.0
SE445 |'SEEN1203AFFN1 |E[F o127 | 318 | 14 | 10
1203AFEN1 |E |E (] 12.7 3.18 1.4 1.0 |
20°
1203AFTN1 |E|T|® oo 127 | 318 | 14 | 10 &::§
i * 1203AFTN3 |E|T|® ° 127 | 318 | 14 - ‘
L 1203AFSN1 |E|S ( 2N J 12.7 3.18 1.4 1.0
* 1203AFSN3 [E|S [ ] 12.7 3.18 1.4 —
% SEEN1203AFTN3
SEEN1203AFSN3
LSE445 | SEER1203AFEN-JS |E(E|® @ | ® | @ 12.7 3.18 1.4 1.0
SE445
Bl 2
Corner  (SEER1204AFEN-JS |E|E|® 12.7 4.76 1.4 1.0
Angle 45°
SE545 |SEEN1504AFEN1 |E|E * 15.875| 4.76 14 1.0
1504AFTN1 (E|T|@® [ ) 15.875| 4.76 1.4 1.0
* 1504AFTN3 |E(T|® [} 15.875| 4.76 1.4 -
| | 1504AFSN1 [E|S ( BN J 15.875| 4.76 1.4 1.0
‘ D 1504AFZN1 (E|Z [ ] 15.875| 4.76 1.4 1.0
b (<]
&)
% SEEN1504AFTN3

ROTATING INSERTS

J027



ROTATING INSERTS

J028

ROTATING TOOL INSERTS

RO

TATI

NG INSERTS

Steel e ce Cutting Conditions (Guide)
- utti iti uide):
B Stainless Steel d ¢ eloee @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ K7 [ C N 4 .
Material Non-ferrous Metal ¢ | Honing:
- T E:Round F:Sharp S:Chamfer + Hone
Heat-resistant Alloy, Titanium Alloy [ 4 T:Chamfer
Hardened Materials
Coated Cermet [ Carbide Dimensions (mm)
2| 2
Shape Order Number é_)“ é -B § E E E E": E ol b 1 F1 Re Geometry
SSS8ERISIEE
LSS5 5|2Z2Z5T
SE545 | SEER1504AFEN-JS |E|(E [ 2N J 15.875 | 4.76 1.4 1.0
SE415 | SEEN1203EFFR1 E|F @127 3.18 14 1.0
1203EFER1 E|E * 12.7 3.18 14 1.0
1203EFTR1 E|T (N J 12.7 3.18 14 1.0
[-J * 1203EFTR3  |E|T () 12.7 318 | 14 - D1 si !
1203EFSR1 |E|S| e|® 12.7 318 | 14 1.0 9
- % SEEN1203EFTR3
Right hand insert shown.
SE415 | SEER1203EFER-JS |E|E [ 2N ) 12.7 3.18 14 1.0
SE515 | SECN1504EFTR1 C|T * 15.875 | 4.76 1.4 1.0
SEEN1504EFER1 E|E * 15.875 | 4.76 1.4 1.0
| 1504EFTR1 E|T ° 15.875 | 4.76 1.4 1.0
W 1504EFTLA1 E|T|® ([ ] 15.875 | 4.76 1.4 1.0
1504EFSR1 E|S| @ 15.875 | 4.76 1.4 1.0 Right hand insert shown.
Corner SEEW1204AFTN E|T o0 00 12.7 4.76 2.6 1.0
Angle 45° Re E1
250 JE~ N g0
D1 | S1 f
Corner SEMN1204AZTN M(T (] () 12.7 4.76 2.0 0.2
Angle 45° Re F1
v [~
| : | a5 [ 200
k—' D1 | S1 !
ASX445 | SEGT13T3AGFN-JP |G|F ®|13.4 3.97 2.2 -
K010
o) )
J 120°
h=——g }
S1

@ : Inventory maintained. > :Inventory maintained in Japan.



Steel [ 2 [ 7 c e € Cutting Conditi (Guide)
- utting Conditions (Guide):
Slainlessoice] @ d o M @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ 2 ® [ 2
Material Non-ferrous Metal € ;
- - Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 2N 2 E:Round F:Sharp S:Chamfer + Hone
Hardened Materials [ J
Coated Cermet [Carbide| ~ Dimensions (mm)
21 2
Shape Order Number g é - § E § § § § E E 'n;c E': % - D1 1 Fi | Re Geometry
S8EREE2R:EE8C
LESSsss5s53Z235x
ASX445 |SEET13T3AGEN-JL (E(E|® 000000900 13.4/3.97 19|15
K010
ASX445 | SEMT13T3AGSN-FT [M|S [ ] 13.4/3.97 |19|15
K010 Re F1
N
A <—Re
-~ S U,
— /
D1 S1
ASX445 |SEMT13T3AGSN-JH [M|S(e/®o®© ® ®© ® © ® ¢ © 13.413.97 19|15
K010
ASX445 |SEMT13T3AGSN-JM [IM|S(e/0/®© ® ® ®© © © © 0|0 © 13.4/3.97 19|15
K010
BF407 |SFAN1203ZFFR2 (A ® 12713175/ 2.4 | —
1203ZFFL2 (A * 12.7|3.175| 24 | —
B » |SFCN1203ZFFR2 (C [ 12.713.175| 24 | —
| |
[
BN425 |SNMF43B2G M| E * 12.714.8 20| —
DN

- WVIRACLE
- 51 G WA

ROTATING INSERTS
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ROTATING INSERTS

J030

ROTATING TOOL INSERTS

ROTATING INSERTS

Steel [
Cutting Conditions (Guide):
e G G * G % O G @ @:Stable Cutting  @: General Cutting ¥ : Unstable Cutting
Work Cast Iron [ 2 ® [} E 2N 2
Material Non-ferrous Metal € i
- T Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 2N 4 E:Round F:Sharp
Hardened Materials
Coated Cermet | Carbide| Dimensions (mm)
21 2
Shape Order Number (t)_v é - § § § E § g E E E‘ § E ol st | F1 | Re Geometry
S8 eeEERRr oSSR E
LISSESSS==>>22Z|5x
SNMN120408 M| E [ ] * ® @478 — |08
120412 M| E [ ] * [ ] 478 — | 1.2 ,Re
_— \‘/ H
12.7 S1
ASX400 [SOET12T308PEER-JL (E|E|® 0000000 [ ] 39711408
K026
ASX400 [SOGT12T308PEFR-JP [(G|F ®(397|14 |08
K026
ASX400 (SOMT12T308PEER-JH (M|[E|®@/®o/® ®© ® ® ® ® © © 39711408
K026 Re
(ST
i' = i ffﬁ:l‘
m 12.7 S1‘
ASX400 (SOMT12T308PEER-JM (M|[E|®@/®o/® ®© ® ® ® ® © © ([ ] 39711408 Re
K026 12T308PEEL-JM |M|E o 397| 1408 ‘(;@-"—
— ] &J =
IO,
@ 12.7 |81]
ASX400 | SOMT12T320PEER-FT |(M|E [ N ) *x x @ 397,05 20
K026
-~ T—
VOX400 | SONX1206PER N|[E [ ] [ 6.3 - | —
K022

12.7,

@ : Inventory maintained. *

: Inventory maintained in Japan.
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Steel e¢c (ccloc|e Cutting Conditions (Guide)
. utting Conditions (Guide):
Stainless Steel d ¢ eloee @: Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ 27 ([ sg0¢C
Material Non-ferrous Metal o¢c :
- - Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 E:Round F:Sharp T:Chamfer
Hardened Materials 2
Coated Cermet| Carbide Dimensions (mm)
2| £
Shape Order Number é)_v é -B § E g ﬁ g EE o D1 St F1 Re Geometry
SSSERgEEE
CLSE>55|ZZ|ox
Corner |SPEN1203EDR [E|T*'|@ ® (] 127|318 | 14 | —
Angle 15° *1 F1
1203EDL E(T (] [ J o 12.7 3.18 14 —
——_ |SPKN1203EDR K T * | % 12.7 3.18 14 —
\ / 11°
f ] SPEN1504EDR  |E|T *1 oo e o| 15875 | 476 | 14 | — [
Sagaiy 1 1
E— 1504EDL E[T* ® o 15875 476 | 1.4 | — T
Right hand insert shown.
FBP415 [SPEN1203EEER1 |E| E (] o 12.7 3175 | 14 —
1203EEEL1 |E| E * *| 127 | 3175 | 14 | — A R
[ SPNN1203EEER1 |N| E * *| 12.7 3175 | 14 - &J 7)(
: Y40
L’—f s f
D1 S1
Right hand insert shown.
FP490 [SPEN424A Ef F * x| 12.7 3.18 - 1.6 R
e F
@ /\Y11°
| D1 S1 !
FP590 [SPEN535A Ef F * 15.875 | 4.76 — 2.0 Re
@/ 2
L 410
. D1 S1 !
FBP415 [SPER1203EEER-JS |E| E (] 12.7 3175 | 14 —
f11°
11° Positive | SPGN 120304 G|E*! o | o 127 318 | — | 04
120308 G|E*! *x|l®e (@ e 127 318 | — | 08
120312 G| F *| 12.7 3.18 - 1.2
150404 G| E (] 15.875 | 4.76 - 0.4
150408 G|E*T *| 15875 | 476 | — | 0.8 Re
s/
SPMN120304 M|E *1 * e o 127 318 | — | 04 ﬂj ™
120304T M T (] 12.7 3.18 - 0.4 T R
120308 M| E *| | * % o o 127 318 | — | 08 \\w’// %1“
D s
120312 ME*| x| [« o o 127 |[318 | — |12 : :
120408 M|E *1 * ® x| 127 476 | — | 0.8
120412 M| E * * 12.7 4.76 — 1.2
150408 M| E [ J 15.875 | 4.76 - 0.8
150412 M| E () 15.875 | 4.76 — 1.2

*1 Grade HTi10 is "F".

ROTATING INSERTS
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ROTATING TOOL INSERTS

ROTATING INSERTS

Steel ‘W€ € Cutting Conditions (Guide):
uide,
I Stainless Steel M O @ @ @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron E (] g€
Material Non-ferrous Metal L ;
- - Honing:
Heat-resistant Alloy, Titanium Alloy | € E:Round T:Chamfer
Hardened Materials
Coated (Cermet |Carbide Dimensions (mm)
al €
Shape Order Number 8 é E Ig g § E E o D1 St Fq Re Geometry
- N NN <N =
oao|X X|EE
>>D|ZzZ|Dx
BSP | SPMB1204APT Ml T ® ® 12.7 4.76 1.4 —
F1
i
o %)
o Ore I
% \\J )r11°
D1 S1 !
TBE1 | SPMT120408-A M| E (] (] 12.7 4.76 - 0.8
Re
—— —
- o k..
— ; ]
D1 S1
CESP | SPMWO090304 M[E*'|x eo|® o|l® ® 9525 | 318 - 0.4
8523 090308 MIE*'(x eo|®o ®o|l® ®f 9525 | 318 | — 0.8 /Re
K106 120304 ME*'|x eo|o o|® o 127 318 | — | 04 7¢
N
120308 ME*"|x oo ol® @ 127 318 | — 0.8 \\\\ e
n a f
E g/ D1 | [S1]
o)
= SPX | SPMX120408-JM M| E (@ ® 12.7 476 | — | 08
z K087 /Re
=
< FEE=H-—Re T
5 S H
= S|
e 1
90° S1
SPX | SPMX120408-WH M| E (@ ® 12.7 4.76 - 0.8
K087 Re
5y
A © i
90; D1 S1
Corner SPNN1203EDR N| E o 12.7 3.18 14 -
Angle 15° F1
— \>4/>y "
} 1 K
( D1 S1
Right hand insert shown.

*1 Grade HTi10 is "T".

@ : Inventory maintained. * :Inventory maintained in Japan.
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Steel ‘BER Cutting Conditions (Guide)
- utti iti uide):
Stainless Steel M @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron 28 ©
Material Non-ferrous Metal ( 2 .
Heat-resistant Alloy, Titanium Allo [ 2 Honing:
ca y’. Y E:Round F:Sharp
Hardened Materials [ 2 ([}
Coated Dimensions (mm)
ol 2
Sh Order Numb = = = G t
ape rder Number 8 é § :||_; g “é g 1 i - 81 - = B3 eometry
© - N ®mX
[ Y W M W+
w>>>=2
SRB SRBT10 = F [ ] 85| — 10 | 2.6 - 5 -
K092
12 = F ([ 10 - 12 | 3 - 6 -
16 = F ([ 12 - 16 | 4 - 8 - (\
20 -| F ° %5 | — | 205 | — |10 | — ’y
, 25 —| F [ ] 185 — 25 | 6 - |125| — D1
30 —| F [ ] 225 — 30 | 7 — |15 -
32 —| F [ ] 235 | — 32 | 7 - |16 -
SRF | * SRFT10 —| F |®@ ® ®| 85| — 10 | 26 | 05 | 5 -
K092 * 12 —| F |®@ ® ®| 10 - 12 | 3 05| 6 -
* 16 —| F |® @ o 12 - 16 4 1 8 - (VAW
* 20 —-| F lee e/15 — 2|5 [1 [10 | — N
E * 25 —| F |®@ ® ®|185| — 25 | 6 1 125| — \ D1
* 30 —| F |®@ ® ®|225| — 30 | 7 1 15 -
* 32 —| F |®@ @ @®|235| — 32 |7 1 16 -
SRM2 SRG16C G| E [ 16 82| — | 35| — 8 11°
K100 20C G| E [ ] 19 102 — | 4.6 - [10 10° |
25C G| E [ ] 24 128 — | 85| — |125] 10° | 4/ @, E){
Q 30C Gl E| e 28 [153] — |7 | = [15 [10° | B3
R L1 st/
32C G| E [ ] 28 16.3| — | 7 — |16 10°
SRM2 SRG16E G| E [ 135 67| — | 35| — 8 11°
K100 20E G| E [ ] 155| 85| — | 4.6 - [10 9° ‘
25E Gl E| e 205/102| — | 55| — |125] 9° |4 @\ ﬁ
30E G| E ° 252122 — |7 | — |15 | o 3 B3®
"E’.' R uw | s]?
32E G| E [ ] 261|131 — | 7 - |16 9°
SRM2¢40 | * SRG40C G o 00 36 |205] — | 8 - 120 11°
¢50 o
S B
P B3°
w R L1 S1
SRM2¢40 | * SRG40E G| E 00 32 166| — | 8 - 120 11°
K?gg * 50E G| E 00 35.8| 20 — | 85| — |25 11°
R +
- B3°
pe
w R L1 S1]

* 2 inserts in one case.

- MIRACLE
= s1 G mA

ROTATING INSERTS
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ROTATING TOOL INSERTS

ROTATING INSERTS

M ::ﬁ:less Steel g Cutting Conditions (Guide):
i Cast Iron 2 @ @:Stable Cutting @:General Cutting #:Unstable Cutting
Material Non-ferrous Metal .
Heat-resistant Alloy, Titanium Alloy | € HZ?IRT)%; d F:Sharp
Hardened Materials
Coated Dimensions (mm)
a=
Shape Order Number ol 5 (we Geometry
of 5':13 L1 L2 (D1|S1 | F1 |Re| R | B3| ap
L3
SRM2 SRM16C-M M| E |@ 16 | 82| — (35— | —| 8 |[11°] —
K100 20C-M M| E |® 19 [102|— |46 — | — |10 |10°| —
25C-M M| E |® 24 |128|— 55| — | — |125[10°| — | 8 ‘
@ 30C-M M| E |® 28 (153 —|7 | —|— |15 |10°| — %
322cm M| E |e 28 [163| — |7 | — | — |16 |10°| — | " b
SRM2| SRM16E-M M| E |® 135| 67| — (35| — | — | 8 |11°] —
K100 20EM |M| E [ 155| 85| — |46 — | — |10 | 9°| —
25E-M M| E |® 205/102| — 55| — | — |125] 9°| — |sf] S By
@ 30EEM |[M| E |e 252122 =7 [ = |-|15 | | - | B~ v .
32E-M M| E |® 261131 |— 17 |— | — |16 | 9°| — -~
SUF SUFTI0R05 |—| F |e @ 85| — [10(26|1 |05 — | — |15
K096 10R10 |—| F (@ ® 85| — [10]2.6 1 - |- |2
10R20 |—| F (@ ® 85 — |10(2.6/1 - |- |3
12R05 |—| F |@ ® 10 | — [12(3 |12]|05| — | — |17
® 12R10 |[—| F |e ® 10 | — [12(3 121 | — | — |22
ﬁ 12R20 |[—| F |e ® 10 | — [12(3 |12]2 | — | — |32
= 12R30 |-| F e ® 10 | — [12]3 [12]3 | = | = |42
g 16R05 |—| F (@ ® 12 | — [16|4 [16/05] — | — |21
E 16R10 |—| F |@ ® 12 | — [16|4 |16]|1 | — | — |26
- 16R15 |—| F e ® 12 | — |[16]4 [16]15] — | — |31
16R20 |—| F |@ ® 12 | — [16|4 |16]|2 | — | — |36 ‘
16R30 |—| F |@ ® 12 | — [16|4 |16|3 | — | — |46 ) 2
20R05 |—| F @ ® 15 | — |20]5 |2 |o5| — | — |25 A /ﬂ‘ﬂﬁﬂﬁ
20R10 |—| F (@ ® 15 | — |20(5 |2 |1 | — |— |3
@ 20R15 |-| F (e ® 15 | — |20]5 |2 |15 = | - |35 Rex0.010
: 20R20 || F (e ® 15 | — 205 |2 [2 | = | —1a
20R30 |—| F (@ ® 15 | — |20|5 |2 |3 | — |—|5
25R05 |—| F |e ® 185 — |25|6 |25/05| — | — |3
25R10 |—| F (e ® 185 — |25/6 |25/1 | — | — |35
25R20 |—| F |e ® 185 — |25|6 |25|2 | — | — |45
25R30 |—| F |e@ ® 185 — |25|6 |25/3 | — | — |55
30R05 |—| F |@® 225 — |30/7 |3 |05 — | — |35
30R10 || F |e® 225 — 3017 |3 |1 | — | — |4
30R20 || F |e® 225 — |30/7 |3 |2 | — | — |5
30R30 || F |@® 225 — |30/7 |3 |3 | — | — 6
32R05 |-| F |e® 235 — |32|7 |32]05| — | — |37
32R10 |-| F |e ® 235 — |32|7 |32]1 | — | — |42
32R20 |-| F |e ® 235 — |32/7 |32]2 | — | — |52

@ : Inventory maintained. * :Inventory maintained in Japan.
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A Steel [ 2 ccCloCcC Cutting Conditi (Guide)
- utting Conditions (Guide):
et @ ¢ eloee @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron [ K2 o g € o
Material Non-ferrous Metal [ ng_‘:?ng' 4 FiSham S:Chamfor+ H
Heat-resistant Alloy, Titanium Alloy [ T:.Cs::nfer .Z:Set]rrgng ~hamier+Hone
Hardened Materials
Coated | Cermet|Carbide Dimensions (mm)
2| 2
Shape Order Number 8 é - § E g ﬁ g Eo D1 1 - = Geometry
S0+~ Q| (N =
ROla a|X X|iE i
LZE>3|ZZ|0x
NSE300 | TECN1603PEFR1W |C| F *| 9.525 3.175 | 14 0.4 | Wall face finishing.
SE300 1603PEER1W |C| E x| 9525 | 3475 | 14 | 04 y
| 1603PETRIW |C| T * %|* | 9525 | 3175 | 1.4 | 0.4 ;@
e Vi \,é,o 20°
D1 s1
NSE300 | TEEN1603PEFR1 El F ®| 9.525 3175 | 1.4 0.4
SE300 1603PEER1 |E| E * o o525 | 3175 | 14 | 04 Re F
. 1603PETR1 El T o6 OO0 9.525 3.175 1.4 0.4 S
N
/ 1603PESR1 E| S (@@ 9.525 3.175 14 0.4 {KJ 300 A Y20
— 1603PEZR1 |E| Z ) 9525 | 3175 | 1.4 | 04 D1 si_ !
NSE400 | TECN2204PEFR1 C| F *| 12.7 4.76 1.4 1.0
SE400 2204PEER1  |C| E x| 127 | 476 | 14 | 1.0
2204PETR1 C| T *x %@ 12.7 4.76 1.4 1.0
TEEN2204PEFR1 E| F e 127 4.76 1.4 1.0
F1
2204PEER1 El E * e 127 4.76 1.4 1.0 R\e
. 2204PETR1 E[ T oo o0 12.7 4.76 1.4 1.0 N
2204PESR1 E[ S |®@® 12.7 4.76 1.4 1.0 (7‘7 - 7;>§20°
2204PEZR1 El Z [ 12.7 4.76 1.4 1.0 D1 s
TEKN2204PEER1 K| E *| 12.7 4.76 194 | —
2204PETR1 KI T * | % * 12.7 4.76 194 | —
2204PESR1 K| S |*x 12.7 4.76 194 | —
2204PETR K T * 12.7 4.76 194 | — Right hand insert shown.
NSE300 | TEER1603PEER-JS (E| E |® [ 9.525 3175 | 1.4 0.4
N {
P—— 20°
S1 !
NSE400 | TEER2204PEER-JS [E| E |® * 12.7 4.76 1.4 1.0
7N H
L L 200
s1 !

ROTATING INSERTS

J035



ROTATING TOOL INSERTS

ROTATING INSERTS

Steel ( 2
- Cutting Conditions (Guide):
L Llil=ciotesl ¢ee i @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron *® [ 2 ([ T o0cC
Material Non-ferrous Metal o¢ .
- - Honing:
Heat-resistant Alloy, Titanium Alloy ([ 2 E:Round T:Chamfer
Hardened Materials
Coated Cermet| Carbide Dimensions (mm)
al 2
Sh Order Numb = G tl
ape rder Number g é o E g g ﬁ g § 5 - D1 S1 Fq Re eometry
ol N «— N SIS 2
~o oo X X|E E E
Li> D < ZZ(bxT=x
Corner TPEN1603PPR E[ T |® [} 9.525 318 | 1.2 -
Angle 0° 1 Fi1
1603PPN E(T (] ®| 9.525 3.18 | 1.2 - —
. 2204PDR  [E|T*'|@ o0 o 127 476 | 14 | —
y. N\ 2204PDL  |E|T*! o o 127 476 | 14 | — | (N AV EHo.
I D1 S1 ’
PMF | TPEW1303ZPER2 |E| E ([ ] (] 7.94 3.18 | 2 - 60°
K112 ;f
- \L I
p N | 4*11o
D1 S1
11° Positive | TPMN160304 M|E*"|@|%x % ® |® o 9525 | 318 | — | 04
160308 M(E*?|(@|x @ ® |® x @ 9525 | 318 | — |08 _Re
_ 160312 M|E *? ° x| 9525 | 318 | — | 12 ™
PN 220404 M| E ° 12.7 476 | — | 04 / \ ,hv;%
» \ 220408 ME*'|e/x ® o o 127 476 | — | 08 i
o
ui 220408T [M| T ° 127 | 476 | — | 08 ! =
= 220412 M|E * x| % o o 127 476 | — |12
é Corner TPNN2204PDR N| E (] 12.7 476 | 1.4 -
= Angle 0° F1
o
72 % =
4D, 30° T
D1 s1| !
VIPER | TPNX1605N N| E * (] 9.525 5 - - 60°
o (j\ ‘}E
\ﬁ/ < \\//> />r11°
D1 S1

*1 Grade HTi10 is "F".
*2 Grade HTi10 is "F", Grade NX2525 is "T".

@ : Inventory maintained. * :Inventory maintained in Japan.
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. Stegl ¢ Cutting Conditions (Guide):
L-Cinte-otbies - @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron £
Material Non-ferrous Metal 8 [ .
Heat-resistant Alloy, Titanium Alloy | € | € Hg::lg; d F:Sharp
Hardened Materials
Coated Carbide Dimensions (mm)
al £
Shape Order Number o € |9/w b Geometry
o| £ g E 5 0 L1 La S1 F1 Re
HE i
BXD4000 | XDGT1550PDER-G04 |G| E [ J 22 16 5 15 | 04
1550PDER-G08 |G| E [} 22 16 5 1.1 0.8
1550PDER-G12|G| E [} 22 16 5 0.7 1.2
1550PDER-G16 |G| E [} 22 16 5 0.4 1.6
1550PDER-G20 |G| E [} 21.7 | 16 5 02 | 20
1550PDER-G30|G| E [} 20 16 5 06 | 3.0
1550PDER-G32|G| E [} 20 16 5 04 | 3.2
1550PDER-G40 |G| E [} 19 16 5 05 | 4.0
1550PDER-G50 |G| E [ J 18 16 5 04 | 5.0
BXD4000 | XDGT1550PDFR-G04 |G| F [ (] 22 16 5 1.5 | 04
1550PDFR-G08 |G| F (] [ 22 16 5 1.1 0.8
1550PDFR-G12 |G| F [ ° 22 16 5 0.7 1.2
1550PDFR-G16 |G| F (] ° 22 16 5 0.4 1.6
. vi 1550PDFR-G20 (G| F o ® | 217 |16 | 5 |02 20
1550PDFR-G30 |G| F [ ) (] 20 16 5 0.6 | 3.0
1550PDFR-G32 |G| F [ [ ] 20 16 5 04 | 3.2
1550PDFR-G40 |G| F ® ® 19 16 5 05 | 4.0 @
1550PDFR-G50 |G| F o o |18 |16 5 | 04 | 50 i
BXD4000 | XDGT1550PDFR-GL04 (G| F ® 22 16 5 1.5 | 04 =
1550PDFR-GL08 |G| F e |22 |16 | 5 | 11| 08 %
s
2
AXD4000 | XDGX175004PDFR-GL |G| F * (] 23 17.5 5 1.7 | 04
Koa4 175008PDFR-GL |G| F * ® 23 17.5 5 13 | 0.8
175012PDFR-GL |G| F * ® 23 17.5 5 0.9 1.2
175016PDFR-GL |G| F * ® 22 17.5 5 1.4 1.6
175020PDFR-GL |G| F * ® 22 17.5 5 1.0 | 20
a8 175024PDFR-GL |G| F * o |2 |175| 5 |06 | 24
175030PDFR-GL (G| F * [ 211 17.5 5 0.8 | 3.0
175032PDFR-GL (G| F * [ 211 17.5 5 06 | 3.2
175040PDFR-GL (G| F * [ 20 17.5 5 0.8 | 4.0
175050PDFR-GL |G| F * ® 194 | 175 5 04 | 5.0
AXD4000c=> XDGX175004PDER-GM (G| E |@ 23.0 | 175 5 1.7 | 04
K044 &0 prsoospoErGM |G| E [@ 230 | 175 | 5 | 13 | 08
(C 175012PDER-GM |G| E (@ 23.0 | 17.5 5 0.9 1.2
@ 175016PDER-GM |G| E |@ 22.0 | 17.5 5 1.4 1.6
@ 175020PDER-GM |G| E (@ 220 | 175 5 1.0 | 20
o @ {TSIUPDERGH |G| E |@ 220 | 175 | 5 | 06 | 24
(EF 175030PDER-GM |G| E (@ 211 17.5 5 0.8 | 3.0
Q&Y 175032PDER-GM |G| E (@ 211 17.5 5 06 | 3.2
&Y 175040PDER-GM |G| E (@ 20.0 | 17.5 5 05 | 4.0
ED 175050PDER-GM (G| E |®@ 194 | 175 5 04 | 5.0

= JUTESS
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ROTATING INSERTS

J038

ROTATING TOOL INSERTS

RO

TATING INSERTS

Steel
L-Cinte-otbies C:t:tls?agblg‘é:gil:;on::(g:r::zl.Cutting ¥ :Unstable Cutting
Work Cast Iron
Material Non-ferrous Metal £ [ .
Heat-resistant Alloy, Titanium Alloy | ¥ [ 2 Hg:lg:)g; d F:Sharp
Hardened Materials
Coated | Cermet |Carbide Dimensions (mm)
a=
Shape Order Number g é § E § . P Iz 1 81 - - Geometry
25 -
=2 = =
AXD4000 =P XDGX175004PDFR-GM (G| F ® (230 — | — |5 1.7
K044t 175008PDFRGM |G| F ® (230 — | — |5 1.3
@&  1T5012PDFRGM (G| F ® (230 — | — |5 0.9
45  1T5016PDFR-GM |G| F o [20] -] -5 |14
_AEy . VTSPDFRGN |G| F o [20] - [ -5 |10
Sm— G T504PDFRGM |G| F o [20] -] -5 |os6
) 175030PDFR-GM |G| F e (211 — | — |5 0.8
=) 175032PDFR-GM |G| F e (211 — | — |5 0.6
=) 175040PDFR-GM |G| F ® (200 — | — |5 0.5
& 175050PDFR-GM |G| F e (194 — | — |5 0.4
AXD7000 | XDGX227008PDFR-GL |G| F * ® (300 — | — |7 2.0
K050 227016PDFRGL |G| F | |* e (300 - | - |7 |12
227020PDFR-GL (G| F * ® (300 — | — |7 0.8
— 227030PDFR-GL (G| F * ® (288 — | — |7 0.8
& 227032PDFR-GL |G| F | |* e |28 — | — |7 |os
227040PDFR-GL (G| F * e (275 — | — |7 0.9
227050PDFR-GL (G| F * ® (270 — | — |7 0.4
VFX5 | XNMU160708R-MS (M| E ° 16.0| 7.0 |11.1| 65 | 1.0 | 0.8
K082 160712R-MS |M| E ° 16.0| 7.0 |11.1| 65 | 1.0 | 1.2 =
160716R-MS |[M| E ° 16.0| 7.0 | 11| 65 | 1.0 | 1.6 | o=B & E%EI
160724R-MS M| E ° 16.0| 70 | 11.1| 65 | 1.0 | 24 | ReL—1
160732R-MS [M| E o 173 70 |11 65 | — |32 '
160740R-MS (M| E ° 189| 7.0 |[111|65 | — | 4.0 ‘ '
160708R-HS (M| E ° 16.0| 7.0 |[11.1| 65 | 1.0 | 0.8
VFX5.29XNMU160708R-LS (M| E |® 16.0| 7.0 |[11.1| 65| 1.0 | 0.8 o
K082 x| - Eg@
: ’Re L1
e
VFX6 | XNMU190912R-MS (M| E ° 19.1] 95 [12.7| 85| 1.0 | 1.2
K085 190916R-MS |[M| E ° 191 95 [127| 85| 1.0 | 1.6 >
190924R-MS (M| E ° 19.1] 95 (127 85 | 1.0 | 2.4 | =42 d E%EI
190932R-MS (M| E ° 202| 95 [127] 85| — | 32| Re—U
190940R-MS (M| E ° 218| 95 [127 85| — | 4.0
190950R-MS (M| E ° 218| 95 [127 85| — | 50
190912R-HS (M| E ° 19.1] 95 |12.7| 85 | 1.0 | 1.2
VFX6.29XNMU190912R-LS |M| E |® 19.1] 95 [12.7| 85 | 1.0 | 1.2 R
K085 i B = Eg@
*Re L1
e

@ : Inventory maintained. * :

Inventory maintained in Japan.
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Steel ccCcC . .
Stainless Steel cle e Cutting Conditions (Guide):
@:Stable Cutting @:General Cutting ¥ :Unstable Cutting
Work Cast Iron £ 3
Material Non-ferrous Metal A
Heat-resistant Alloy, Titanium Allo [ Honing:
£d Y, Y E :Round
Hardened Materials €
Coated Dimensions (mm)
al 2
Shape Order Number «f T Geometry
o| £ [elF 2 L1 L2 S1 Re
SiE &
L|i> 5
DCCC | ZCMX083508ER-A|M| E |® 10.4 7.94 3.5 0.8
09T308ER-A(M| E |®@|® @ 12.0 9.525 3.97 0.8 Re Re
I
L e
80,\/} L1 S1
DCCC |ZCMX09T308ER-B |M| E |® * 12.0 9.525 3.97 0.8
Re Re
} N
BOM L1 s1] ! 7°

J039



ROTATING INSERTS

J040

ROTATING TOOL INSERTS

wi

PER INS

ERTS

Steel €® Cutting Conditions (Guide):
q uide).
B Stainiess Steel €l© @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron € ¥ O [ [}
Material Non-ferrous Metal () .
: T Honing:
Heat-resistant Alloy, Titanium Alloy [ 2 E:Round T:Chamfer
Hardened Materials
Coated|Cermet|S92ted [ Carbide Dimensions (mm)
al £
Shape Order Number g é §:||_;§ z = P s s1 | F1 | Re Geometry
0 —lN N =]
Ola | X o =
= >z > I
LSE445 | WEC42AFTR5C C| T ® 12.7 156.33 |3.18| 5 1.0
SE445 R500
3
P \ 45° N
’ > 20°
il Foo it
Right hand insert shown.
SE545 ( WECS53AFER5C C| E [ ] 15.875|18.505 |4.76| 5 1.0
53AFTR5C c| T ° 15.875|18.505|4.76/ 5 | 1.0 i
L THEN 20
i = F
Lo Vs
SE415 ( WEC42EFER5C C| E [ ] 12.7 13.728|3.18| 5 1.0
42EFTR5C C| T (] 12.7 13.728|3.18| 5 1.0 r
k \ ] 20°
- 1 1
Right hand insert shown.
SE515 ( WECS53EFTR5C C| T ( J 15.875|16.903 |4.76| 5 1.0
'- H%zoo
: | ; '
~—— S1
Right hand insert shown.
ASX445 | WEEW13T3AGERSC |E| E (@@ [ ] 16.48 |16.6 (3.97|75 |15 . 20°
K010 13T3AGTRSC |E| T o |o 16.48 |16.6 |3.97|7.5|15 y‘
o N
(=3
- = B D\ & ]
ANy H{
LF1 ke
L1 S1
AHX640S | WNEU2006ZEN7C-WK |E| E (@ - — 16.55/7410.8
K018
AHX640W
K016
AHX640S | WNEU2007ZEN7C-WP |M| E (] - — |72 |71]08
K018

@ : Inventory maintained. * :Inventory maintained in Japan.



WIPER INSERTS

Steel [ 2

Cutting Conditions (Guide):

g lalnlc=choteo © © @:Stable Cutting @:General Cutting #:Unstable Cutting
Work Cast Iron .2 o ([
Material Non-ferrous Metal ) .
Heat-resistant Alloy, Titanium Alloy | € Honing:
td Y, Y E:Round T:Chamfer
Hardened Materials
Coated | Cermet |Carbide Dimensions (mm)
al 2
Shape Order Number o € | ) - Geometry
of 2 |5 ¥ | L1 L2 S1 F1 | Re
o x [
> = T
ASX400 | WOEW12T308PEERSC |[E| E [ ] 12.5 | 13.2 3.97 8 0.8 S

5l

K026 12T308PETR8C |E| T ( ] 12.5 | 13.2 3.97 8 0.8 Ei
SO :
= ¥T o “Re
L1 |S1|
VOX400:=>WOEX1206PER5C (N[ E (@ 12.5 | 13.025| 5.5 — -
K022 L1
( . ()
' o T
i £l
FBP415 | WPC42EEER10C (C| E [} 12.7 | 15.163 | 3.175 10 -
42EEEL10C |C| E * 12.7 | 15.163 | 3.175 10 - § N
R o 15° S
\ )Y e
= L1 S1

Right hand insert shown.

ROTATING INSERTS
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ROTATING INSERTS

J042

ROTATING TOOL INSERTS

CBN AND

PCD

C PCD Dimensions (mm)
@
Shape Order Number 8 o S D1 S1 F1 Re Geometry
~ N
m a
= =
LSE445 | SECN1203AFFR1 C * 12.7 3.18 1.4 1.0
SE445 7_
p— N d . -
| DiRel T sy
SE415 (| SECN1203EFFR1 C * 12.7 3.18 1.4 1.0
TW \
.‘ 5 .
i. 2 . &F'\ Re )20
D1 s
BF407 | SFCN1203ZFFR2 C * 12.7 3.175 2.4 -
| | N B Dl
i 1
— D1 S1
NSE300 | TECN1603PEFR1 C * 9.525 | 3.175 1.4 0.4
Re( F1
- (ND %20"
D1 |S1]
NSE400 | TECN2204PEFR1 C * 12.7 4.76 1.4 1.0
Re _ F1
5
L — (INID Y120°
D1 s1]
PMF | TPEW1303ZPTR2 El® 7.94 3.18 2 -
K112 60°
Z\\
( YJ \200
pr | & s’

@ : Inventory maintained. * :Inventory maintained in Japan.



CBN AND

PC

DW

ITH WIPER

CBN Dimensions (mm
7
Sh Order Numb: G i
ape rder Number 8 ° 2 1 1 ol 1 i | Re eometry
~ ~N
i) o
= =
BF407 | NP-WFC42ZFER2 C * - - 124 13175 |24 | —
D1
7‘?
& 25°
t; ) F1 S1
ASX445 | WEEW13T3AGFR3C |E (] 16.48 | 16.6 — 1397 |3.0]|15
K10 13T3AGTR3C |E|® 16.48 | 16.6 — 1397 |3.0]|1.5 ™
72\ 9 ,]H
N\ \
\29°
F R ’
L1 S1
BF407 | WFC42ZFER2 C ® - - 124 |3.175 |24 | —
D1
’25"
B s

ROTATING INSERTS

J043



