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25 YEARS EXPERIEN

All our products are designed and developed in Switzerland... and more Our team of Industry Experts have been developing Grades and products
Than 75% of our line is also produced in Switzerland. all over the world. We have designed and produced cutting tools in: Israel,
Switzerland and Korea.

HIGHEST QUALITY

We make a full range of cutting tools, made of Sub micron and over micron We keep the highest quality standards, as you might expect from a swiss
grades combined with Latest CVD Alumina coating and Patented PVD producer....but our prices are uniquely affordable.
coatings.

FULL RANGE

MOUDON, SWITZERLAND
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e ] e sopteons

m m « Sharp chip breaker
K 10

= K20 Stable conditions, low vibrations, and low depth of cut

For high wear resistance, and Extended tool e e « For finishing operations

PF 140 P ] - " torii ’
Also For high speed miling Deg ? > s;:i.;o addopled for sticky material and Stainless

* in APKT , "Athens line *, with original cutters create

§E

Sub micron true 90 walls
PVD coated 2O : 1 [
In most applications should be used without coolant « Semi Finishing chip breaker for General machining
0.16 * First choice for stable machining and bight-Mid.

100 cutting pressure

Dog “\\—/ + Smooth cutting due o to positive chip breaker

' | | angles
*in APKT , "Athens line *, with onginal culters create
true 90 walls

all P30 For General Miling machining PM
M20 - Aplicable for Alloy Steel, Stainless steel, hardened material
and Aerospace (HRSA)
Sub micron -

PVD Coated

Extremely versatile grade for all conditions of cutting * Mid. cutling conditions - chip breaker for General

machining

50 20 P bl t )
(STD) Deg -\\.O,, reasonable cutting pressure
- ! | | *+ Smooth cutting due to to positive chip breaker

" 0.22
H10 H20 In most applications should be used without coolant y « First choice for Un-stable machining with
angles
Cutting Stabie Meochum Un-Stable Cutting Stadle Medium Un-Statle « Is not intended to create 90 deg walls in shouider
Speed Spoed machining

* Roughing. chip breaker mostly used in high-feed
0.25 machining
180 100 _au

5 ) | | * First choice for very Un-stable machining or for

L . -
Ll thick casting “skin*
« Tough and reinforced cutting edge and chip breaker
angles

PR

« Flat top insert design
+ used mostly for high hardness die& Mold

";‘i"," 1 applications
_ ' | | = Also addopled for cast iron machining

+ Tough and reinforced cutting edge

—— i
E Feed Rate m Foed Rate ( 7

Cutting Stable Medium Un-Stable Cutting Stadle Medium Un-Statve
Speed Speed

UN310
UN330
UN330

Food Rate Food Rafe

I



_APKT 4

FAMILY

2100000140 APKT 100308 PDTR PF

2100000100  APKT 100308 PDTR PM  UN330 672 11.05 080 352 1.00

2100000200 APKT 100305 POTR PF
2100000184 APKT 1604 PDTR PF
2100000182 APKT 1604 PDTR PM
2100000102  APKT 160408 PDTR

PRODUCT - LINE UP

w1 LE RE S BS
UN330 672 1105 080 352 1.00

UN330 670 1095 050 350 090
UN330 940 1600 080 476 1.80
UN330 940 1600 080 476 180
UN330 952 1700 080 530 160

APKT APKT APKT
100308 PF 100305 POTR 1604 PF
UN330 PF UN330 UN330

) (3)(&) @

FINISHING

Chip Breakers

PF
» Sharp Chip-breaker
« for Finishing and sticky matenal

Mid. Conditions ROUGHING

PM
« Semi Finishing chip Breaker for General Machining
« First Choice for stable conditions

* Recommended Feed (Fz) : 0.15 (mm/tooth) * Recommended Feed (Fz) : 0.20 (mm/tooth)

(STD)

* Mid & Roughing conditions Chip-Breaker
» for General-tough or unstable machining conditions
* Recommended Feed (Fz) : 0.28 (mm/tooth)

GRADES

* Sub Micron Substrate & Hyper Puised PVD coating .
* General Purpose MILLING Applications.

* Where a good balance of wear resistance and toughness
Is requived.

« First Choice for Milling in all condition,

Ve
High
\I
UN330
Ve J
Low
FINISHING ROUGHING

I

Cutting Conditions

(P)
STEEL
Ve 130 - 190
Fz 0.11-0.18
Ap 05-9.0
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 0.16-0.28
Ap 0.5-9.0
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 0.11-0.18
Ap 0.3-8.0
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 0.12-0.20
Ap 05-150
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 0.17-0.28
Ap 05-150
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 0.22-035
Ap  0.5-150
CUTTER COMPATIBLE

APKT 100308 PDTR PF UN330

m) (K)
STAINLESS STEEL CAST IRON
Ve 150- 200 Ve  150-220
Fz 0.13-0.21 Fz 0.13-0.22
Ap  05-9.0 Ap  05-9.0
Iscar
APKT 100308 PDTR PM UN330
STAINLESS STEEL CASTIRON (/.58
Ve  150- 200 Ve  150-220
Fz 0.17-0.26 Fz 0.15-0.26
Ap 05-9.0 Ap  05-90
Iscar
APKT 100305 PDTR PF UN330
STAINLESS STEEL CAST IRON
Ve 150- 180 Ve  150-220
Fz 0.12-0.18 Fz 0.13-0.26
Ap 03-80 Ap  03-80
Iscar
APKT 1604 PDTR PF UN330
STAINLESS STEEL CAST IRON
Ve 120-180 Ve  130-220
Fz 0.12-0.18 Fz 0.12-0.22
Ap 0.5-150 Ap 05-15.0
KORLOY. ZCC
APKT 1604 PDTR PM UN330
STAINLESS STEEL CASTIRON [ @sm
Ve 150 - 200 Ve 150-220
Fz 0.19-0.29 Fz 0.15-0.26
Ap 05-150 Ap 05-15.0
KORLOY. ZCC
APKT 160408 PDTR (STD) UN330
STAINLESS STEEL CAST IRON
Ve 150- 200 Ve  150-220
Fz 024-035 Fz 02-032
Ap 05-150 Ap  0.5-150
Iscar
I o




Cutting Conditions

APMT 1135 PDTR PF UN330

ig 02 TR
w1 LE RE S B8sS STEEL STAINLESS STEEL CAST IRON
2100000104  APMT 1135 PDTR PF UN330 621 11.27 080 352 1.00 :C 01:1’2 - :)9204 Zc o’fg - 30204 ;__/c o’fg - 322%
z .16 - 0. z  0.16-0. z  0.16-0.
2100000160  APMT1135PDTR PM  UN330 615 11.29 080 352 1.00 Ao 05-100 Ap  05-100 Ap 05-100
2100000188 APMT 1135 PDTR PM UN310 6.15 11.29 0.80 3.52 1.00 CUTTER COMPATIBLE Mistubishi
2100000186 APMT 1604 PDTR PF UN330 930 1730 080 476 160
1 1 PMT 1 PDTR (ST IN. 3 17. ! 4.7 1.
2100000106 APMT 1604 PDTR (STD) UN330 9.33 25 0.80 6 60 APMT 1135 PDTR PM UN330
2100000190 APMT 1604 PDTR (STD) UN310 933 1725 080 476 1.60 ;
STEEL STAINLESS STEEL CASTIRON 7.8
PRODUCT - LINE UP Ve 130 - 190 Ve 150-200 Ve 150-220
Fz 022-0.28 Fz 024-0.30 Fz 0.20-0.28
Ap 0.5-10.0 Ap 0.5-10.0 Ap 05-100
APMT APMT APMT APMT APMT APMT st
[ 1135 PE ] [ 1604 PE ] [ 1135 PM ] [ 1135 PM ] Lmu (STD) ] [ 1604 (STD) ] CUTTER COMPATILE - Mskbion!
UN330 UN330 UN310 UN330 UN310 UN330
APMT 1135 PDTR PM UN310
FINISHING Mid, Conditions ROUGHING e e T
STEEL STAINLESS STEEL CAST IRON
Ve  130-190 Ve  130-180 Ve  130-220
Fz 022-0.28 Fz 0.24-030 Fz 0.20-0.28
PF PM Ap 05-100 Ap 05-100 Ap 05-100
+ Sharp Chip-breaker « Semi Finishing chip Breaker for General Machining CUTTER COMPATIBLE  Mistubishi
« for Finishing and sticky material * First Choice for stable conditions
* Recommended Feed (Fz) : 0.15 (mm/tooth) * Recommended Feed (Fz) : 0.20 (mm/ooth) APMT 1604 PDTR PF UN330
(STD) STEEL STAINLESS STEEL CASTIRON Tl cut
+ Mid & Roughing conditions Chip-Breaker :c 01.33 - (1’9:2 Zc 01?2 - 50200 :c orgg - 32202
z .10 - 0. z  0.12-0. z  0.08-0.
for General-tough or unstable machining conditions Ap  05-150 Ap 05-150 Ap  05-150
* Recommended Feed (Fz) : 0.28 (mm/tooth)
CUTTER COMPATIBLE Mistubishi
GRADES
UN3101 APMT 1604 PDTR (STD) UN330
: « Sub Micron Substrate & Hyper Pulsed PVD costing STEEL STAINLESS STEEL CASTIRON 7. .
ve UN310 « Suitable for Medium to High Cutting Speed in MILLING Ve  130-190 Ve 150-200 Ve 150-220
High Application with a focus on wear resistance Fz 022-0.32 Fz 024-032 Fz 0.20-0.32
+ An excellent option for Milling in stable condition. Ap 05-150 Ap  05-15.0 Ap  05-15.0
\ CUTTER COMPATIBLE  Mistubishi
UN330]
: APMT 1604 PDTR (STD) UN310
* Sub Micron Substrate & Hyper Pulsed PVD coating ;
 General Purpose MILLING Applications STEEL STAINLESS STEEL CAST IRON
v + Where a good balance of wear resistance and toughness Ve 130 - 190 Ve 150-200 Ve 150-220
Low is required. Fz 022-032 Fz 0.24-032 Fz 0.20-032
« First Choice for Milling in all condition Ap 03-150 Ap 03-150 Ap 03-150
FINISHING ROUGHING J
CUTTER COMPATIBLE Mistubishi
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LNMU 0303 UN330
(P) (M) (K) a=o
FAMILE STEEL STAINLESS STEEL CAST IRON
Ve  100-200 Ve 120-180 Ve  100-220
L 1 RE s Fz  0.15-0.70 Fz 0.20-0.70 Fz 020-080
S Ap 02-10 Ao 02-08 Ap  0.2-10

2100000164 LNMU 0303 UN330 11.60 6.00 1.20 4.30
CUTTER COMPATIBLE TUNGALOY

PRODUCT - LINE UE High Feed Line — Over Vié

[ LNMU 03203 UN330 J

™\
S DMicult ‘
Condions
FINISHING Mid. Conditions ROUGHING
Chip Breakers SDMT 09
Pg.19 |
J

* Sharp Chip-breaker

* for Finishing and sticky matenal WNMX 09
* Recommended Feed (Fz) : 0.15 (mm/tooth) Pg.19

F—

Pg 33
High Statie S
Conditions
~ Vs UN”d Lower Power High Power
UN330 » Sub Micron Substrate & Hyper Pulsed PVD coating Lower Depth of Cut Higher Depth of Cut
» Excelent for high-Feed MILLING Appiications
» Where wear resistance is required
* First Choice for Miling alf materials
< \ J \
Low

FINISHING ROUGHING

v O I




| OFMT 05T308 TR UN330

(P) (M) (K) 7/..8e8
STEEL STAINLESS STEEL CAST IRON

‘6 Cutting Conditions

Ve  130-190 Ve 150-180 Ve 130-220
IC RE S Fz 0.14-0.28 Fz 0.16-0.28 Fz 0.14-0.28
Ap  05-60 Ap  05-60 Ap  05-60

2100000206 OFMT 05T3 TN UN330 5.25 0.80 3.96

CUTTER COMPATIBLE WALTER. ISCAR

PRODUCT - LINE UP 45 Degree Machining - Over Vi

[ OFMT 05T3 TN UN330 ] y
| SNMX 1206

Difficu
- Conditions SEKN 1203

FINISHING Mid. Conditions ROUGHING

SEKR 1203

« Semi Finishing chip Breaker for General Machining
* First Choice for stable conditions SEKT 12T3 PM

« Recommended Feed (Fz) : 0.24 (mm/tooth) SEKT 1204 PM ‘ Pg.21
GRADES SEKT 1204 PF
OFMT 05T3 Pg.23
’;L'; " Stable Po.13
Conditions
) U~3”] Lower Power High Power
UN330 * Sub Micron Substrate & Hyper Puised PVD coating Lower Depth of Cut Higher Depth of Cut
+ Exceflent for high-Feed MILLING Applications

* Where wear resistance IS required.
« First Choice for Miling al matenals

FINISHING ROUGHING

B

iv i LR
A




2100000210 RDMT 0802 MO PM
2100000212 RDMW 0802 MO
2100000114 RDMT 1073 MO PM
2100000176 RDMW 1073 MO
2100000116 ROMT 1204 MO PM
2100000170 RDMW 1204 MO

PRODUCT - LINE UP

Ic s
UN330 2.38

2.38
u~330 10.00 3.97 _
UN330 10.00 3.97 r E
UN330 12.00 4.76
UN330 12.00 476 ;

RDMT RDMW RDMT RDMW RDMT RDMW
0802 PM 0802 1073 PM 1073 1204 PM 1204
UN330 UN330 UN330 UN330 UN330 UN330
FINISHING Mid. Conditions ROUGHING

Chip Breakers

PM

« Semi Finishing chip Breaker for General Machining
« First Choice for stable conditions
* Recommended Feed (Fz) : 0.20 (mm/ooth)

w)

« Flat top - no chip breaker
« for General-tough or for hardened matenial
* Recommended Feed (Fz) : 0.28 (mm/ooth)

GRADES

)
O Ve
= High
ﬂ
]
;DU Uwai * Sub Micron Substrate & Hyper Pulsed PVD coating
= = General Purpose MILLING Applications
E * Where a good balance of wear resistance and toughness
ROMT/W W required.

Ve ) « First Choice for Milling in al condition

Low

FINISHING ROUGHING

I
y s

Cutting Conditions

(P)
STEEL
Ve  130-190
Fz 0.15-0.40
Ap  05-20
CUTTER COMPATIBLE
STEEL
Ve  150-220
Fz 0.18-0.58
Ap  05-20
CUTTER COMPATIBLE
STEEL
Ve  130-190
Fz 0.15-044
Ap  05-25
CUTTER COMPATIBLE
STEEL
Ve  150-220
Fz 0.18-0.64
Ap  05-25
CUTTER COMPATIBLE
STEEL
Ve  130-190
Fz 0.21-0.51
Ap  05-30
CUTTER COMPATIBLE
STEEL
Ve  150-220
Fz 025-074
Ap  05-30
CUTTER COMPATIBLE

STAINLESS STEEL

Ve  150- 200
Fz 0.12-0.40
Ap  0.5-20

WALTER

STAINLESS STEEL

WALTER

STAINLESS STEEL

Ve 150-200
Fz 0.15-0.50
Ap  05-25

WALTER

STAINLESS STEEL

WALTER

STAINLESS STEEL

Ve 150 - 200
Fz 021-058
Ap 05-30

WALTER

STAINLESS STEEL

WALTER

I

RDMT 0802 MO PM UN330

CAST IRON

Ve 150-220
Fz 0.18-0.58
Ap 05-20

RDMW 0802 M0 UN330
CAST IRON

Ve 150-220
Fz 0.18-0.58
Ap  05-20

RDMT 1073 M0 PM UN330

CAST IRON

Ve 150-220
Fz 0.18-0.64
Ap 05-25

RDMW 1073 M0 UN330
CAST IRON

Ve 150-220
Fz 0.18-0.64
Ap 05-25

RDMT 1204 MO PM UN330

CASTIRON  7L.c8%

Ve 150-220
Fz 050-0.74
Ap 05-30

RDMW 1204 MO UN330
CASTIRON . .ea

Ve 150-220
Fz 025-0.74
Ap 05-30

RDMT & RDMW



v @

RPMT 08T2 MO PF UN330

(P) (M) (K)
STEEL STAINLESS STEEL CAST IRON

e
Ve 130 - 190 Ve 150 - 200 Ve 150 - 220
Y
2100000142 RPMT 08T2 MO PF UN330 8.00 2.76 Fz 0.12-0.38 Fz 012-038 Fz 010-045
2100000192 RPMT 1073 MO PM UN310 10.00 3.97 (.} Ap 05-20 Ap  05-20 Ap  05-20
2100000118 RPMT 10T3 MO PM UN330 10.00 3.97
o | CUTTER COMPATIBLE ~ MITSUBISHI RPMT 10T3 MO PM UN310
2100000172 RPMW 1073 MO UN330 10.00 3.97 S ————
2100000194 RPMT 1204 MO PM UN310 12.00 476 » STEEL STAINLESS STEEL CAST IRON
2100000120 RPMT 1204 MO PM UN330 12.00 476 B Zc 0132 Z ‘1)90 \F/c 015457 = 305% :c 0153 - 3260
Z .15 - 0.44 Z .15-0. >4 .18 - 0.64
100000 1 12, 7
2 144 RPMW 1204 MO UN330 204 4.76 ] Ao 05-25 A 0520 Ao 05-20
PRODUCT - LINEUP CUTTER COMPATIBLE ~ MITSUBISHI
RPMT 10T3 MO PM UN330
RPMT RPMT RPMT RPMT RPMW RPMT RPMW STEEL STAINLESS STEEL CAST IRON
08T2 PF 1073 PM 1073 PM 1204 PM 1073 1204 PM 1204
UNJ30 UN310 UN330 UN310 UN3I30 UN330 UN330 Ve 130 - 190 Ve 150- 200 Ve 150-220
Fz 0.15-044 Fz 0.15-050 Fz 0.18-0.64
FINISHING Mid. Conditions ROUGHING Ap  05-20 Ap 05-20 Ap  05-20

CUTTER COMPATIBLE MITSUBISHI

RPMW 10T3 MO UN330

PM STEEL STAINLESS STEEL CAST IRON
« Semi Finishing chip Breaker for General Machining Ve 150 - 220 Ve 150-220
« First Choice for stable conditions Fz 0.18-072 Fz 0.18-072
« Recommended Feed (Fz) : 0.20 (mm/tooth) Ap 0.5-20 Ap 08-20
CUTTER COMPATIBLE  MITSUBISHI

w) RPMT 1204 MO PM UN310
* Flat top - hij ki =

W Rp=N olie reaker STEEL STAINLESS STEEL CAST IRON
« for General-tough or for hardened material
* Recommended Feed (Fz) : 0.28 (mm/tooth) Ve  150-190 Ve  150-200 Ve  150-220

Fz 0.21-051 Fz 0.21-058 Fz 025-074

crail Ap  05-30 Ap 05-30 Ap 05-30

CUTTER COMPATIBLE MITSUBISHI

o -, < * Sub Micron Substrale & Hyper Pulsed PVD coating RPNT 1204 MO PM UN3%0 >
A Ve UN310 « Suitable for Medium to High Cutting Speed in MILLING STEEL STAINLESS STEEL CAST IRON s
E High Application with a focus on wear resistance Ve 130 - 190 Ve 150-200 Ve 150-220 Q.
oo « An exceflent option for Milling under stable condition Fz 0.21-051 Fz 021-058 Fz 025-0.74 o
2 which are not too aggresive Ap 05-30 Ap 05-30 Ap 05-30 o3
v UN330 CUTTER COMPATIBLE MITSUBISHI E
g RPMW 1204 MO UN330 &
E S Moy Sbetes & SyperDiead B cosing STEEL STAINLESS STEEL CAST IRON
* General Purpose MILLING Appliication where a good
Ve balance of wear resistance and toughness is required. Ve  150-220 Ve  150-220
Low : ; Fz 0.25-082 Fz 025-082
« First Choise for Miling in all condibion Ap 0.5-30 Ap 0.5-30
FINISHING ROUGHING
CUTTER COMPATIBLE MITSUBISHI
AT I I
A




| == SDMT 097312 PR UN330

(P) (M) (K) (ot 2
STEEL STAINLESS STEEL CAST IRON -

Ve 100 - 200 Ve 120 - 180 Ve 100 - 220
c RE S Fz 0.50-1.20 Fz 0.50-1.20 Fz 050-1.20
2100000132 SDMT09T312PR  UN330 953 120 397 SONG9 =30 EREnoD 24 ANG.90:3.0
2100000134 SDMT 1205 PR UN330 12.70 1.20 556 CUTTER COMPATIBLE MITSUBISHI. HITACHI
SDMT 1205 PR UN330
STEEL STAINLESS STEEL CAST IRON
Ve 100 - 200 Ve 120 - 180 Ve 100 - 200
PRODUCT - LINE U' Fz 0.70-1.50 Fz 070-150 Fz 0.70-150
Ap 0.56-3.0 Ap 08-24 Ap 05-30
CUTTER COMPATIBLE MITSUBISHI. HITACHI
SoMT SDOMT o ps 2
097312 PR 1205 PR High Feed Line - Over I
UN320 UN330
FINISHING Mid. Conditions ROUGHING
!/ \l
Difficutr SDMT 12

Chip Breakers Conditicns

* Flat Top chip breaker
* for For aggressive high feed and for hardened material
* Recommended Feed (Fz) : 0.80 (mm/tooth) SDMT 09

WNMX 09
Pg.19
LNMU 03
Pg.33
~ p
UN330 » Sub Micron Substrate & Hyper Puised PVD coating

= Excellent for high-Feed MILLING Applications

« where wear resistance is required.

« First Choice for Miling al matenials Stabhe Pg.11

. J “ o Congions
AN M ELMA TS PP Lower Power High Power
FINISMING ROUGHING Lower Depth of Cut Higher Dapth of Cut

v

' o
y N A



Cutting Conditions

SEKN 1203 AFTN UN330

(P) m) (K) 7o
A STEEL STAINLESS STEEL CASTIRON o=
Ve 130 - 190 Ve 150 - 220
LE RE S BS Fz 0.15-0.32 Fz 0.15-046
2100000150 SEKN 1203AFTN  UN330 12.70 1.00 3.18 1.1 Ap 05-7.0 Ap 05-7.0
2100000154 SEKR 1203AFTN  UN330 12.70 1.00 3.18 11 CUTTER COMPATIBLE  ISO Standard
SEKR 1203 AFTN UN330
PRODUCT - LINE UP STEEL STAINLESS STEEL CAST IRON Vot
Ve 130 - 190 Ve 150-200 Ve 150 - 220
Fz 0.15-032 Fz 0.15-032 Fz 0.18-0.46
[ SEKR ] [ SEXN ] Ap 05-7.0 Ap 05-70 Ap 05-7.0
1203 1203
UN330 UN330 CUTTER COMPATIBLE ISO Standard
FINISHING Mid. Conditions ROUGHING
45Deg machining - Overwi
Chip Breakers )
4 (e 2\
* Semi Finishing chip Breaker for General Machining Ditficutt - SNMX 1206
« First Choice for stable conditions Condiions - SEKN 1203
* Recommended Feed (Fz) : 0.20 (mm/tooth)
o=
(N) ‘ ~
« Mid. conditions - flat top SEKR 1203
« for General-tough or unstable machining conditions Pg.25 2
* Recommended Feed (Fz) : 0.25 (mm/tooth)
GRADES SEKT 12T3 PM
SEKT 1204 PM Pg.21
n |
m
P Ve
Z High
o SEKT 1204 PF
53 OFMT 0573 Pg.23
hY
; UN330 « Sub Micron Substrate & Hyper Pulsed PVD coating
X « Excellent for high-Feed MILLING Applications
* Where wear resistance is required.
« First Choice for Ming all matenials
Ve ) Statle
Low Conditons

FINISHING ROUGHING Lower Power High Power
Lower Depth of Cut Higher Depth of Cut

A7 v N I




Cutting Conditions

SEKT 1204 AFTN PF UN330
FAMILY (") (M) ®
1c RE s BS STEEL STAINLESS STEEL CAST IRON
2100000126 SEKT 1204 AFTNPF  UN330 1270 1.00 485  1.00 :: 01_ ‘32 i :,.9208 Z: 32 N ;goa :: 0’_33 5 3?2%
2100000162 SEKT 1204 AFTNPM  UN330 12.70 1.00 485 1.20 Ap 05-6.0 Ap 05-6.0 Ap 05-6.0
2100000196 SEKT 1204 AFTN PM UN310 12.70 1.00 4.85 1.20 CUTTER COMPATIBLE SECO. ISCAR
2100000128 SEKT 12T3AGSNPM  UN330 13.40 0.90 397 1.20 SEKT 1204 AFTN PM UN330
STEEL STAINLESS STEEL CASTIRON .58
Ve 130 - 190 Ve 150-200 Ve 150 - 220
Fz 0.18-0.38 Fz 020-038 Fz 0.16-046
PRODUCT - LINE UP Ap 0.5-6.0 Ap 05-60 Ap 05-60
CUTTER COMPATIBLE ~ SECO. ISCAR
EKT SEKT £l
[ 1204 PE ] [ 1273 Pu ] [ 1204 Pu ] [ 1206 Pt ] SEKT 1204 AFTN PM UN310
UN330 UN330 UN310 UN330 T v
STEEL STAINLESS STEEL CAST IRON
FINISHING Mid. Conditions ROUGHING Ve 130 - 190 Ve 150-200 Ve 150-220
Fz 0.18-0.38 Fz 0.20-0.38 Fz 0.16-046
Chip Breakers Ap 02-40 Ap 02-40 Ap 02-40
CUTTER COMPATIBLE ~ SECO. ISCAR
PF SEKT 1273 AGSN PM UN330
« Sharp Chip-breaker e e
v STEEL STAINLESS STEEL CASTIRON [l =
* for Finishing and sticky material
+ Recommended Feed (Fz) : 0.20 (mm/tooth) Ve  130-190 Ve  150-200 Ve  150-220
Fz 0.15-032 Fz 015-032 Fz 0.18-046
PM Ap 05-6.0 Ap 05-6.0 Ap 05-60
» Semi Finishing chip Breaker for General Machining CUTTER COMPATIBLE ~ MITSUBISHI. SANDVIK

* First Choice for stable conditions
* Recommended Feed (Fz) : 0.28 (mm/tooth)

45Deg machining - Over

GRADES SNMx 1206
[ unsiol e SEKN 1203
Condions SEKR 1203
= L * Sub Micron Substrate & Hyper Pulsed PVD coaling |
ve UN310 « Suitable for Medium fo High Cutting Speed in MILLING SEKT 12T3 PM
High Appiication with a focus on wear resistance SEKT 1204 PM
« An excellent option for Milling in stable condition gs“"(;,: ;g% PF Pg.zs/
UN3308 ol
>
« Sub Micron Substrate & Hyper Pulsed PVD coating Pg23
« Excellent for high-Feed MILLING Applications
Ve « where wear resistance is required. Stadle
Low Condibons
« First Choice for MiWing ail matevials
FINISHING ROUGHING Lower Power High Power

I

Lower Depth of Cut

Higher Depth of Cut




Cutting Conditions

SNKX 1205 PM UN330

(P) (M) (K)
3 STEEL STAINLESS STEEL CAST IRON

Ic RE S BS Ve  130-190 Ve  150-220
2100000218  SNKX 1205 PM UN330 12.70 0.90 397 1.80 Fz 0.14-026 Fz 0.17-034
Ap 0.5-50 Ap 05-50
2100000158 SNMX 1206 ANN UN330 12.70 1.00 485 1.80
CUTTER COMPATIBLE ~ SECO. ISCAR
2100000228  SNMX 1206 ANN  UN310 12.70 1,00 4.85 1,80
SNMX 1206ANN UN330
PRODUCT - LINE UP STEEL STAINLESS STEEL CASTIRON 7,828
Ve  130-220 Ve  130-220
Fz 0.11-032 Fz 0.10-0.38
I ~— e Ap 0.5-6.0 Ap 05-6.0
1206 1205 PM 1206 . e —————
e s e, CUTTER COMPATIBLE ~ KORLOY
FINISHING Mid. Conditions ROUGHING SNMX 1206ANN UN310
STEEL STAINLESS STEEL CAST IRON
h
Chip Breakers Fz 0.11-032 Fz 0.10-038
Ap 0.3-50 Ap 03-50
CUTTER COMPATIBLE KORLOY
PM
» Semi Finishing chip Breaker for General Machining
* First Choice for stable conditions 45Deg machining — Over y
* Recommended Feed (Fz) : 0.20 (mm/stooth)
Pr—
"sNmMx 1206

GRADES D"‘“v;r" . SEKN 1203
Condiions

SEKR 1203 L g

* Sub Micron Substrate & Hyper Pulsed PVD coaling SEKT 12T3 PM
Ve UN310 « Suitable for Medium fo MHigh Cutting Speed in MILLING SEKT 1204 PM
Pg

Pg25 |
/

Application with a focus on wear resislance

- An excellent option for Milling in stable condition SEKT 1204 PF o

) OFMT 0573
\
UN330
Pg 23
* Sub Micron Substrate & Hyper Pulsed PVD coating
= Excellent for high-Feed MILLING Appications
Ve ) « Where wear resistance is required Stable Pg.13
Low Condiions
« First Choice for MiWing all materials
FINISHING ROUGHING - Lower Power High Power
Lower Depth of Cut Higher Depth of Cut

A7 B : o




Cutting Conditions

| SPKN 1203 EDTR UN330
(P) m) (K) [let el
FAMILY STEEL STAINLESS STEEL CAST IRON
L RE S 8BS Ve  130-190 Ve  150-220
2100000122  SPKN 1203EDTR  UN330 1270 080 318 1.10 Fz  0.15-030 Fz 0.18-043
Ap 05-7.0 Ap 05-7.0
2100000124 SPKR 1203 EDTR UN330 12.70 080 318 1.10
CUTTER COMPATIBLE  ISO Standard
2100000216  SPKN 1504 EDTR UN330 15.88 100 476 1.40
SPKR 1203 EDTR UN330
PRODUCT - LINE UP .
STEEL STAINLESS STEEL CAST IRON P
Ve 130 - 190 Ve 150-210 Ve 150 - 220
Fz 0.15-0.30 Fz 0.15-0.30 Fz 0.18-043
SPKR SPKN SPKN
[ 1203 ] [ 1203 ] 1504 Ap 05-7.0 Ap 05-70 Ap 05-7.0
UN330 UN330 UN330
CUTTER COMPATIBLE  ISO Standard
FINISHING Mid. Conditions ROUGHING
SPKN 1504 EDTR UN330
Chip Breakers STEEL STAINLESS STEEL CAST IRON
Ve 150 - 240 Ve 150 - 240
Fz 0.15-0.34 Fz 0.18-043
(R) Ap  0.3-9.0 Ap  05-9.0
« Semi Finishing chip Breaker for General Machining CUTTER COMPATIBLE  1SO Standard
* First Choice for stable conditions
* Recommended Feed (Fz) : 0.20 (mm/looth)
(N)
* Mid. conditions - flat top
« for General-tough or unstable machining conditions
* Recommended Feed (Fz) : 0.25 (mm/looth)
GRADES
7]
> - -
2 <
oo )
(7 . 3
;g UN330 - Sub Micron Substrate & Hyper Pulsed PVD coating §
P « Excellent for high-Feed MILLING Applications &’
* Where wear resistance is required
« First Choice for Miling all materials
:’;ﬂ J \ J
FINISHING ROUGHING
A7 I = I
y U eeEN




FAMILY

2100000220 SPMT 060304 TN  UN330 6.00 040 325 0.70
2100000222  SPMT 097308 UN330  9.54 080 397 100
2100000224  SPMT 127308 UN330 13.29 080 396 1.00

PRODUCT - LINE UP

IC RE S BS

SPMT SPMT SPMT
060304 TN 097308 127308
UN330 UN330 UN330
FINISHING Mid. Conditions ROUGHING
Chip Breakers

* Mid Conditions — Tough Chip breaker

« Optimized for slot machining and similar tough applications
* Recommended Feed (Fz) : 0.11 (mm/tooth)

* Sub Micron Substrate & Hyper Pulsed PVD coating
« Excellent for high-Feed MILLING Applications

* Where wear resistance Is required.

* First Choice for Miling all materials

GRADES
Ve
High
~
UN330
Ve J
Low
FINISHING ROUGHING

BT

Cutting Conditions

(P)
STEEL
Ve 150 - 240
Fz 0.06-0.12
Ap 03-6.0
CUTTER COMPATIBLE
STEEL
Ve 150 - 210
Fz 0.06-0.15
Ap 0.3-6.0
CUTTER COMPATIBLE
STEEL
Ve 150 - 210
Fz 0.07-0.18
Ap 05-12.0
CUTTER COMPATIBLE

M)
STAINLESS STEEL
Ve 150-240
Fz 0.06-0.08
Ap 05-60
LAMINA
STAINLESS STEEL
Ve 150 - 240
Fz 0.05-0.11
Ap  03-6.0
WALTER
STAINLESS STEEL
Ve 160 - 210

Fz 009-0.12
Ap 05-12.0

SANDVIK

v e

SPMT 060304 TN
(K)
CAST IRON
Ve  150- 240
Fz 0.05-0.14
Ap  0.3-6.0
SPMT 097308
CASTIRON .28
Ve  150- 240
Fz 0.06-0.22
Ap  03-6.0
SPMT 127308
CAST IRON
Ve  150- 240
Fz 0.10-0.28
Ap 05-120




dMdL ® N)dL

FAMILY

IC LE RE S BS
2100000110 TPKN 1603 PDR PM UN330 9.52 1390 050 318 0.90
2100000112 TPKR 1603 PPR PM UN330 952 1390 050 318 090
2100000146 TPKN 2204 PDR PM UN330 1270 1912 080 476 1.20
2100000148  TPKR2204 PDRPM  UN330 1270 19.12 080 476 1.20
PRODUCT - LINEUP
TPKR TPKN TPKR TPKN
1603 PPR PM 1603 PM 2204 PM 2204 PM
UN330 UN330 UN330 UN330
FINISHING Mid. Conditions ROUGHING
Chip Breakers

(R)

» Semi Finishing chip Breaker for General Machining
* First Choice for stable conditions

* Recommended Feed (Fz) : 0.20 (mm/tooth)

(N)

* Mid. conditions - flat top

« for General-tough or unstable machining conditions
* Recommended Feed (Fz) : 0.25 (mm/tooth)

Ve

UN330

» Sub Micron Substrate & Hyper Pulsed PVD coating
* Excellent for high-Feed MILLING Appflications

* Where wear resistance is required

* First Choice for MiWing all materials

Low

FINISHING

ROUGHING

Cutting Conditions

(P)
STEEL
Ve  130-170
Fz 0.16-0.25
Ao 05-120
CUTTER COMPATIBLE
STEEL
Ve  130-190
Fz 0.12-0.19
Ap  05-120
CUTTER COMPATIBLE
STEEL
Ve  130-190
Fz 0.18-0.30
Ap  05-180
CUTTER COMPATIBLE
STEEL
Ve  130-190
Fz 0.16-0.25
Ap 05-180
CUTTER COMPATIBLE

(M)
STAINLESS STEEL

ISO Standard

STAINLESS STEEL

Ve 140-200
Fz 0.13-0.19
Ap  05-120

ISO Standard

STAINLESS STEEL

ISO Standard

STAINLESS STEEL

Ve 140-200
Fz 0.16-0.25
Ap 05-180

ISO Standard

TPKN 1603 PDR PM UN330
(K)
CAST IRON

Ve  150-220
Fz 0.15-027
Ap  0.5-120

TPKR 1603 PPR PM UN330
CASTIRON 7. 8228

Ve 150-220
Fz 0.14-0.27
Ap 05-120

TPKN 2204 PDR PM UN330
CASTIRON Tl B

Ve 150-220
Fz 0.18-0.32
Ap 05-180

TPKR 2204 PDR PM UN330
CAST IRON

Ve 150-220
Fz 0.16-027
Ap 05-180

TPKN & TPKR




Q Cutting Conditions
WNMX 097316 ZNN UN330

(P) (M) (K) 7. o8

STAINLESS STEEL CAST IRON

Ve 100 - 200 Ve 120-180 Ve  100-220

1cC LE RE BS Fz 040-1.50 Fz 040-1.20 Fz 040-1.50
s o Ap 05-13 Ap 05-10 Ap  05-13

2100000178 WNMXO09T316 ZNN  UN330 9.525 360 1.60 1.70

CUTTER COMPATIBLE KORLOY

PRODUCT - LINE UP
High Feed Line - Over vie

(WNMX 097316 ZNN UNJJO]
/’ ‘\.
- P SDMT 12
FINISHING Mid. Conditions ROUGHING Conditions
Chip Breakers
SDMT 09
Pg.19 |
4
* MID. CONDITIONS Chip-breaker
* For Semi- Finishing High feed applications
* Recommended Feed (Fz) : 1.10 (mm/tooth) WNMX 09 Pg.19
GRADES
LNMU 03
Py.33
®
High
Statve Po.1
Conginon:
U330} ;
330 . Lower Power High Powey
( UN e e L Lower Depth of Cut Higher Depth of Cut
« Exceflent for high-Feed MILLING Applications
« Where wear resistance is required.
* First Choice for Miling al materials
Lo v :

FINISHING ROUGHING

w5 IR [ 5wl s [EINE
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| GRADES 4

Light
Mechrnrng W"
FEED
L 0.04-0.10 J La J[oawg

7'

Mechmmg L"’W‘] me ‘] g““"‘]
(GENERAL)
smcmt mm:
FEED
@ ale)

DRILLING

Heavy -

Machining @ m
e o

L 0.10-0.18 WJ[@AWJ[@a»oJ

/

PM

* Semi Finishing chip Breaker for General Machining

« First Choice for all conditions

* Recommended Feeds (Fz) are between: 0.05 - 0.13 (mm/tooth)

PR

* Mid. to Roughing chip Breaker

« First choice for aggressive and unstable drilling conditions

* Recommended Feeds (Fz) are between: 0.09 - 0.18 (mm/tooth)

I o

s - -
Sub micron - -

For AN Driting Appiications (infernal and External inserts)

Aplicable for Alloy Steel, Stainless steel, hardened material
and Aerospace

Extremely versatile grade for all conditions of cutting

PVD coated s y :
H10 Should be used for all Drilling operations - with coolant
Cutting Stable Mediurm Un-Stable Cutting Stabie Medum Un-Stable
Speed Spead
_——

E Feed Rate m Feed Rate
Cutting Stable Medium Un-Stadve Cutting Stadie Medgum Un-Stable
Speed Speed

UN330 UN330
M H ——
Feed Rate Feed Rate

I




» Sub Micron Substrate & Hyper Pulsed PVD coating
* General Purpose DRILLING Applications

* An exceptional grade ensuring long tool e and high
toughness for both internal insert and the external ones..

* First Choice for Dnilling in all condition

Ve
FAMILY -
IC RE S

3100000024  SPMG 050204 PM  UN330 500 2.37
3100000012  SPMG 050204 PR UN330 500 0.40 2.37 UN330
3100000026  SPMG 060204 PM  UN330 2.38
3100000014  SPMGO060204PR  UN330  6.00 0.40 2.38
3100000028  SPMGO7T308PM  UN330  7.94 0.80 3.97 ”
3100000016  SPMG 07T308 PR 7.94 0.80 3.97 Low
3100000030  SPMG 090408 PM  UN330  9.78 — prmsR
3100000018  SPMG 090408 PR UN330  9.78 0.80 430
3100000032  SPMG 110408 PM  UN330  11.50  0.80 4.76
3100000020  SPMG 110408PR  UN330  11.50  0.80 476
3100000022  SPMG 140512PM  UN330 1430  1.20 5.20
PRODUCT - LINE UP)

SPMG SPMG SPMG SPMG SPMG

050204 PM 060204 PM 077308 PM 090408 PM 110408 PM
UN330 UN330 UN330 UN330 UN330
FINISHING Mid.Conditions ROUGHING

Chip Breakers

PM

* Semi Finishing chip Breaker for General Machining

* First Choice for for all conditions

* Recommended Feeds (Fz) are between: 0.05 - 0.13 (mm/tooth)

PR

* Mid. to Roughing chip Breaker

« First choice for aggressive and unstable drilling conditions

* Recommended Feeds (Fz) are between: 0.09 - 0.18 (mm/tooth)

/o 4 I

B




Cutting Conditions

(P) (M)
STEEL STAINLESS STEEL
Ve 100- 170 Ve 170-230
Fz 0.04-0.09 Fz 0.04-0.09
Ap Ap
DRILLING BODY COMPATABILITY TaeguTec
STEEL STAINLESS STEEL
Ve 100- 170 Ve 170-230
Fz 008-0.12 Fz 0.08-0.12
Ap Ap
DRILLING BODY COMPATABILITY TaeguTec
STEEL STAINLESS STEEL
Ve 100- 170 Ve 170-230
Fz 004-0.09 Fz 0.04-0.09
Ap Ap
DRILLING BODY COMPATABILITY TaeguTec
STEEL STAINLESS STEEL
Ve 100- 170 Ve 170-230
Fz 010-0.16 Fz 0.10-0.16
Ap Ap
DRILLING BODY COMPATABILITY TaeguTec
STEEL STAINLESS STEEL
Ve 100- 170 Ve 170-230
Fz 0.05-0.10 Fz 0.05-0.10
Ap Ap
DRILLING BODY COMPATABILITY TaeguTec
STEEL STAINLESS STEEL
Ve 100 - 170 Ve 170-230
Fz 0.16-0.22 Fz 017-022
Ap Ap

DRILLING BODY COMPATABILITY TaeguTec

SPMG 050204 PM UN330

(K)
CAST IRON

Ve 150-210
Fz 007-0.10
Ap

SPMG 050204 PR UN330
CAST IRON

Ve 150-210
Fz 0.07-0.14
Ap

SPMG 060204 PM UN330
CAST IRON

Ve 150-210
Fz 0.07-0.10
Ap

SPMG 060204 PR UN330
CAST IRON

Ve  150-210
Fz 0.10-0.16
Ap

SPMG 077308 PM UN330
CASTIRON .38

Ve 150-210
Fz 0.10-0.11
Ap

SPMG 077308 PR UN330
CASTIRON .. .28
Ve 150-210

Fz 0.16-0.22
Ap

I
J I

STAINLESS STEEL

DRILLING BODY COMPATABILITY

STAINLESS STEEL

DRILLING BODY COMPATABILITY

STAINLESS STEEL

DRILLING BODY COMPATABILITY

STAINLESS STEEL

DRILLING BODY COMPATABILITY

STAINLESS STEEL

DRILLING BODY COMPATABILITY

SPMG 090408 PM UN330

(K)
CAST IRON
Ve 150-210
Fz 0.10-0.12

Ap

SPMG 090408 PR UN330
CAST IRON

Ve 150-210
Fz 0.15-022
Ap

SPMG 110408 PM UN330
CAST IRON

Ve  150-210
Fz 0.10-0.15
Ap

SPMG 110408 PR UN330
CAST IRON

Ve 150-210
Fz 0.18-0.26
Ap

SPMG 140512 PM UN330
CAST IRON

Ve 150-210
Fz 0.12-0.18
Ap




. WCMX 030208 PM UN330

(P) (M) (K)
STEEL STAINLESS STEEL CAST IRON

IC L RE S Ve  100-170 Ve 170-230 Ve  150-210
3100000002 WCMX 030208 PM  UN330 556 350 080 238 Fz 0.04-0.09 Fz 0.04-0.09 Fz 0.07-0.10
3100000004 WCMX 040208 PM  UN330 635 430 080 238 o % o
3100000006 WCMX 050308 PM  UN330  7.04 540 080 318 DRILLING BODY COMPATABILITY ISCAR. COMET
3100000008 WCMXO06T308PM UN330 952 650 080 397
3100000010 WCMX 080412PM  UN330 1270 870 1.20 476 WCMX 040208 PM UN330
STEEL STAINLESS STEEL CAST IRON
P 004-000 Fe 004000 Fr 007-010
Ap Ap Ap
DRILLING BODY COMPATABILITY ISCAR. COMET
WOMX WCMX WCMX WCMX WOMX
030208 PM 040208 PM 050308PM 067308 PM 080412 PM
[ UN330 ] [ UN330 ] [ UN330 [ UN330 ] UN330 WCMX 050308 PM UN330
STEEL STAINLESS STEEL CAST IRON
FINISHING Mid.Conditions ROUGHING Ve  100-170 Ve 170-230 Ve  150-210
Fz 0.05-0.10 Fz 0.05-0.10 Fz 0.10-0.11
Ap Ap Ap
DRILLING BODY COMPATABILITY ISCAR. COMET
PM WCMX 06T308 PM UN330
« Semi Finishing chip Breaker for General Machining STEEL STAINLESS STEEL CASTIRON [/ Bwa
* First Choice for FOR all conditions Ve 100 - 170 Ve 170-230 Ve 150 - 210
* Recommended Feeds (Fz) are between: 0.05 - 0.13 (mm/tooth) Fz 0.06-0.11 Fz 0.06-0.11 Fz 0.10-0.12
Ap Ap Ap

DRILLING BODY COMPATABILITY ISCAR. COMET
GRADES

WCMX 080412 PM UN330
STEEL STAINLESS STEEL CAST IRON
ve Ve 100-170 Ve 170-230 Ve 150-210
High Fz 007-0.14 Fz 006-0.11 Fz 0.10-0.15
o o “
! % + Sub Micron Substrate & Hyper Pulsed PVD coating DRILLING BODY COMPATABILITY ISCAR. COMET
- General Purpose DRILLING Applications
+ An exceptional grade ensuring long tool ife and high
toughness for both internal insert and the external ones
" + First Choice for Drilling in all condition |
Low
FINISHING ROUGHING
AL sviss EUR [ owis s JEIER
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CHIP BREAKERS & GRADES SELECTION /4

NEGATIVE

STEEL

M

STAINLESS
STEEL

K

CAST IRON

Breakers

B I

NEGAT

WE

g @& =

FINISHING

MEDIUM

(STD

GRADES

Chip
Breakers

GRADES

Chip
Breakers

| (TNUX)

| UN210

UNG6025

GRADES

§WISS

pLut

ROUGHING

—_—

POSITIVE

STEEL

M

STAINLESS
STEEL

K

CAST IRON

Chip
Breakers

FINISHING MEDIUM

GRADES

Chip
Breakers

GRADES

Chip
Breakers

PF \

ROUGHING

GRADES

UN6025

B




PVD Grades - Explained

3 X numbers - PVD

/—%

r_/

Material:

1 - Multi Material (Turning)
2 - Stainless

3 - Multi Material (Milling)
5 - Aerospace

6 - Alloy steel

UN 3 30

~ %

Application:

05 - Supper finishing

10 - Finishing

15 - Semi Finishing

25 - Mid. Conditions

30 - Mid & Tough Conditions

7 - cast lron 35 - Roughing
CVD Grades - Explained
4 X numbers - CVD
A
s N\

UN 6 0 25

/_/

Material :

2 - Stainless

5 - Aerospace
6 - Alloy steel
7 - cast lron

Version Application :

05 - Supper finishing
10 - Finishing

15 - Semi Finishing
25 - Mid. Conditions

35 - Roughing

Cufting Stable Medium Un-Stadle
Speed

-
E Food Rafte

Cutting Stable Medium Un-Stadle

Speed
UN210

UNG6025

Feed Rarte

Cutting Stable Medium Un-Stadle
Speod

UN6025

“UN110
-~
- Feed Rate

HIE

Cutting Stabie Medum Un-Stabie
Speed

——
m Feed Rate
Cutting Stable Medum Un-Stable
Speed
UN110
H e
Feed Rate




GRADE Features & Applications

B A very tough PVD grade with excellent wear resitance
UN110
Mi15 -  M25 For cutting speeds (Vc) - up to 180 mv/min
- Developed for Internal Tuning and Tumning of Aerospace
Sub micron K10 K20 material
PVD coated
- - - In ali appiications should be used with coolant
UN210 M10 ~  M25 Unique PVD grade, using patented deposition technology
Sub Micron Especially developed for Stainless steel machining, in
PVD Coated Tuming Negative inserts
- P30 Modern CVD grade with very thick Alpha Alumina For high
UN6010 wear resistance Turning machining
K10 = K20 Aplicable for Alloy Steel
K10 Grade Extremely wear resistant grade for stable conditions of
Very Thick cutting, up to cutting speed (Vc) of 450 m/min
Vi t
foN1) ontad In most applications should be used with coolant
P30 Cobalt Enriched Substrate & CVD coated grade with Alpha
UN6025 Alumina For General Tuming machining
- Aplicable for Alioy Steel, Stainiess steel, cast lron and some
m20 m40 Aerospace material
Cobalt . Extremely versatile grade for all conditions of cutting, upto
K15 K25 e on N
Enriched cutting speed (Vc) of 300 m/min
CVD Coated
In most applications should be used with coolant
P15 - P30 Modern CVD grade with very thick Alpha Alumina For high
d sistance Turning machining
UN7010 Wear resis
K10 = K20 Aplicable for cast Iron material
K10 Grade Extremely wear resistant grade for stable conditions of
Very Thick cutting, up to cutting speed (Vc) of 450 m/min
.
e A In most applications should be used with coolant

B

ovid)

Hyper Pulsed - Extremly Thick PVD coating & submicron substrate
* Unique coaling composition, with ground breaking deposition technology

* Thickest PVD coating in comercial use, with over 7mic of deposition
~

o)

Hyper Pulsed PVD coating & submicron substrate

* Unique coalting composition, with ground breaking deposiion technology
« Especially developed for Stainless steel machining

\

| uneofl)

P10 substrate & modern CVD Coating
= Extremly wear resistan! Turning grade
* With CVD coating based of very thick Alpha Alumina
§ « Excellent wear resistance and hot hardness parameters

et

Cobalt Enriched substrate & modern CVD Coating
+ Extremly versetile Turning grade
« With (MT) TICN layer and Alpha Alumina
L * Exceflent combination of Toughness and wear resistance

| un7oid)
K10 substrate & modern CVD Coating
= Extremly wear resistant Turning grade
= With CVD coating based of very thick Alpha Alumina
| * Excellent wear resistance and hot hardness paramelters

B




= Sharp chip breaker

011
50 — * For finishi
PF ;. ; o ] or finishing operations
* Also addopled for sticky matenal and Stainless steel
PF » Sharp Chip-breaker « Fzmin: 0.12 (mmRev) QM * Chip Control starts at Fz: 0.12
« for Finishing and sticky material o
* Semi Finishing chip breaker for General machining
e * First choice for stable machining and ight-Mid.
7 cuth
« for Semi- Finishing PM pt ing pressu@ . ‘
PM *Fzmin: 0.18 (nm/Rev) EAMQA * Smooth cutling due fo fo very positive chip breaker
* General Machining angles
* Chip Control starts at Fz: 0.18
* Tough Chip-breaker * Mid. cutting conditions - chip breaker for General
* Fz min: 0.24 (mm/Rev, ma
(STD) . for Mid-tough machining ( ) @l o i .
00 = First choice for Un-stable machining with
(STD) [ﬂ reasonable cutting pressure
* Reenforced chipbreaker alfows for high shock
+ Tough Chip-breaker resistance
* Fz min: 0.35 (mm/Rev, ¥
PR « for General-tough machining ( ) (PlK] Chip Control starts at Fz: 0.25
* Roughing. chip breaker mostly used in lough
035 machining applications
* Sharp Chip-breaker 50 210 * First choice for very Un-stable machining or for
* Fz min: 0.12 (mm/Rev, Dex i ing "skin®
MF « Stainiess Stoel - Finishing ( ) MS PR ' [1/ thick casting “skin
« Tough and reinforced cutting edge and chip breaker
angles
* Chip Control starts af Fz: 0.35
« for Semi- Finishi
MM : s e * Fz min: 0.18 (mm/Rev) MS
+ Stainless steel -General Machining 015 * Flat top insert design
( A ) L’)l? D | - used mostly for Cast iron applications
* Chip Control starts at Fz: 0.15
* Flat top Chip Breaker . :
CNM(A) op : P 7 « Fz min: 0.15 (mm/Rev) @ Use with UN 7010 grade for best resulls
« for Cast iron machining
* Sharp chip breaker
- %30 * For finishing operations with performance simifar to
« Very sharp chip breaker like KNUX pac NUX
TNU(X) *Fz min: 0.10 (nm/Rev)  [AM x) d oo ek . B
N ; . pled for sticky material, Stainfess steel
for Low carbon steel & Stainless Steel and Aerospace Material
* Chip Control starts at Fz: 0.10
« Sharp chip breaker - especially developed for
% stainless Applications
1
MF Dey m * For finishing operations
) i | |« Also addopted for very soft or sticky matevial
* Chip Control starts at Fz: 0.10
* Semi Finishing chip breaker - especially developed
0.06 for stainless Applications
200 * First choice for all stainless steel applications
MM Deg ﬂ « Also addopled for very soft, sticky material and
some Aerospace malenal

* Chip Control starts at Fz: 0.14

BLUE




_coMr 4

FAMILY
5100000106 CCMT 060204 PF

5100000110 CCMT 097304 PM UN110 9.53 9.53 040 397

UNG6025 9.53 9.53 040 397

UN110 9.63 9.53 080 397
UNE025 9.53 080 397

UN110 1270 1270 080 476

5100000112 CCMT 097304 PM
5100000114 CCMT 097308 PM
5100000116 CCMT 097308 PM
5100000118 CCMT 120408 PM
5100000120 CCMT 120408 PM

PRODUCT - LINE UP

IC LE RE S

UN110 6.35 6.35 0.40

UN6025 1270 12.70 080 476

(&) [N

FINISHING

Mid. Conditions

Chip Breakers

PF
« Sharp Chip-breaker

« for Finishing and sticky material

PM

« Semi Finishing chip Breaker for General Machining « Starting Feed (Fz) : 0.18 (mm/Rev)

« First Choice for ALL conditions

GRADES

FINISHING

ROUGHING

« Starting Feed (Fz) : 0.12 (mm/Rev)

ROUGHING

s

.

* Cobalt Enriched & Alpha Alurnina CVD

« General Purpose internal and external
Applications

* Where a good balance of wear resistance and toughness

Is requived

TURNING

J

p

* Sub Micron Substrate & thick Hyper Pulsed PVD coating
* Suitable for Low to Mid Cutting Speeds in INTERNAL

TURNING

* An excellent option for tough, aggresive and non stable

Cutting Conditions

(P) M)
STEEL STAINLESS STEEL
Ve  80-180 Ve 100-170
Fz 0.12-0.18 Fz 0.12-0.18
Ao 03-10 Ap  03-1.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve  80-180 Ve 100-170
Fz 0.14-0.22 Fz 0.14-0.22
Ao 03-20 Ap  0.3-20
TOOL HOLDER COMPATABILITY 1SO Standard
STEEL STAINLESS STEEL
Ve  120-210 Ve  120-170
Fz 0.14-0.22 Fz 0.14-0.22
Ao 03-20 Ap  03-20
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve  80-180 Ve 120-170
Fz 0.14-0.22 Fz 0.14-0.22
Ao 05-30 Ap  0.5-4.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve  120-210 Ve 120-170
Fz 0.14-0.22 Fz 0.14-0.22
Ap  05-30 Ap  05-4.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve  80-180 Ve 120-170
Fz 0.18-0.30 Fz 0.18-0.30
Ap  05-40 Ap  05-50
TOOL HOLDER COMPATABILITY ISO Standard
(P) m)
STEEL STAINLESS STEEL
Ve  120-210 Ve 120-270
Fz 0.18-0.30 Fz 0.18-0.30
Ap  05-40 Ap  05-50
TOOL HOLDER COMPATABILITY ISO Standard
5w s I

CCMT 060204 PF UN110
(K)
CAST IRON
Ve  100- 180

Fz 0.12-0.18
Ap 03-20

CCMT 097304 PM UN110
CAST IRON

Ve 100-180
Fz 0.14-0.22
Ap 03-30

CCMT 097304 PM UN6025
CAST IRON

Ve 120-230
Fz 0.14-0.22
Ap  0.3-30

CCMT 097308 PM UN110
CASTIRON 7/ 88

Ve 100-180
Fz 0.14-022
Ap  0.5-4.0

CCMT 097308 PM UN6025
CAST IRON

Ve 120-230
Fz 0.14-022
Ap  05-4.0

CCMT 120408 PM UN110
CAST IRON
Ve 100-180

Fz 0.18-0.30
Ap 05-50

CCMT 120408 PM UN6025
(K) 7 oa

CAST IRON
Ve 120-230

Fz 0.18-0.30
Ap  05-50




|

CNMA 120404 UN7010
(P) (M) (K)

STEEL STAINLESS STEEL CAST IRON

IC LE _RE__S Ve  140-300
Fz 0.15-0.60
5100000238 CNMA 120404 UN7010 12.70 1270 040 476 Ap 02-40

5100000090 CNMA 120408 UN7010 1270 1270 080 476
5100000092 CNMA 120412 UNT7010 1270 1270 1.20 4.76

TOOL HOLDER COMPATABILITY ISO Standard

CNMA 120408 UN7010

PRODUCT - LIN P
c STEEL STAINLESS STEEL CASTIRON  Tlcet

Ve  140-300
Fz 0.15-0.60
Ap 03-60
CNMA 120404 UN7010 CNMA 120408 UN7010
TOOL HOLDER COMPATABILITY ISO Standard
FINISHING Mid. Conditions ROUGHING CNMA 120412 UN7010
' STEEL STAINLESS STEEL CAST IRON
Chip Breakers Ve  140-300
Fz 0.15-0.60
A Ap 04-80
* Flat top chip breaker « Starting Feed (Fz) : 0.15 (mm/Rev) TOOL HOLDER COMPATABILITY ISO Standard

* For all cast iron application

GRADES




PF
+ Sharp Chip-breaker « Starting Feed (Fz) : 0.12 (mm/Rev) [EAMEA
c LE RE S « for Finishing and sticky material

5100000004  CNMG 120404 PF UN6025 1270 1270 040 4.76 PM
5100000162  CNMG 120404 PM  UN6025 1270 1270 040 4.76 ’ m Finishing chip Breaker for General * Starting Feed (Fz) : 0.18 (mm/Rev)  EMIEY
5100000234  CNMG 120404 PF  UN110 1270 1270 040 4.76 sy c’;',"m"ge T
5100000006  CNMG 120404 MF  UN210 1270 1270 040 4.76 STD)
5100000008  CNMG 120408 PF UNG025 1270 1270 080 4.76 ( Mid. conditions Chip-breaker « Starting Feed (Fz) : 0.25 (nm/Rev) [EA
5100000014  CNMG 120408 MF  UN210 1270 1270 080 4.76 « for General-tough or unstable machining conditions
5100000012  CNMG 120408 PM  UNB025 1270 1270 080 4.76 PR
5100000010 CNMG 120408 PM UNG010 1270 1270 0.80 4.76 « Tough Chip-breaker « Starting Feed (Fz) : 0.35 (mm/Rev) [Pk
5100000236  CNMG 120408 PM  UN110 1270 1270 080 4.76 « for tough, Interrupted or very unstable conditions
5100000020  CNMG 120408 MM UN210 1270 1270 080 4.76 MF
5100000160  CNMG 120408 UN6025  12.70 1270 0.80 4.76 « Unique and very Sharp Chip-breaker « Starting Feed (Fz) : 0.11 (nm/Rev) M8
5100000158  CNMG 120408 UN6O10 1270 1270 080 4.76 * for Finishing of Stainless steel and Aerospace material
5100000018  CNMG 120408 PR UN6025 1270 1270 080 4.76 MM
5100000016  CNMG 120408 PR UN6010 1270 1270 080 4.76 * Unique and Mid. conditions Chip-breaker « Starting Feed (Fz) : 0.15 (mm/Rev) M8l
5100000024  CNMG 120412PM  UN6025 1270 1270 1.20 4.76 * First Choice for Stainless steel and Aerospace material
5100000022 CNMG 120412PM  UNG010 1270 1270 120 476
5100000194  CNMG 120412 UNB025 1270 1270 1.20 4.76

5100000096  CNMG 120412 UN6010 1270 1270 1.20 4.76 GRADES

5100000030 CNMG 120412 PR UN6025 1270 12.70 120 476
5100000028 CNMG 120412 PR UNG010 1270 1270 120 4.76

PRODUCT - LINE UP High

== (& RaDis o

UN 6025 UN 110 UN 210 UN 6025

FINISHING Mid. Conditions ROUGHING UNGOSS
« Cobalt Enriched & Alpha Alumina CVD
—__RADIS 0. * General Purpose TURNING Applications
[ CNMG ][ CNMG ] [ cNMG [ CNMG [ CNMG ][ CNMG ] « where a good balance of wear resistance and foughness is required
1 1 120408(STD)

120408 PF || 120408 MF 20408 PM | | 120408 PM 20408 MM . 5
UN 6025 UN 210 UN 6025 UN 210 First Choice for Turning in all condition

J

FINISHING Mid. Conditions ROUGHING uniil l
RADIUS 1.2
= Sub Micron Substrate & Extrimly thick Hyper Pulsed PVD coating
« Sultable for Low to Mid Cutting Speeds in TURNING Application
mm PM umz nmm Ve s ”_ Y
UN 6025 UN 6010 Low quhrvagubwspoodswnmum

FINISHING ROUGHING

FINISHING Mid. Conditions ROUGHING

I o

BLUE 3
o T




Cutting Conditions

CNMG 120404 PF UN6025
?) o ?) )
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  120-280 Ve 120-240 Ve 120-270 Ve  120-280 Ve 120-240
Fz 0.10-0.40 Fz 0.10-040 Fz 0.10-0.40 Fz 0.18-0.30 Fz 0.18-0.30
Ap  03-10 Ap  03-1.0 Ao 0.3-1.0 Ap  04-50 Ap  04-50
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
CNMG 120404 PM UN6025
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 120 - 280 Ve 120-240 Ve 120-270 Ve 120 - 300
Fz 0.14-0.30 Fz 0.14-0.30 Fz 0.14-0.30 Fz 0.18-0.30
Ap  02-40 Ap  03-30 Ap  0.2-40 Ap  04-50
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
CNMG 120404 PF UN110
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 100 - 180 Ve 140-170 Ve 100-180 Ve 120 - 280 Ve 120-240
Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.18-0.30 Fz 0.18-0.30
Ap 03-1.0 Ap 03-1.0 Ap 03-1.0 Ap 04-50 Ap 04-50
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
CNMG 120404 MF UN210
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 160 Ve 120-160 Ve 80 - 160 Ve 120-160
Fz 008-0.18 Fz 0.08-0.18 Fz 0.12-0.24 Fz 0.12-0.24
Ap 0.2-4.0 Ap 0.2-4.0 Ap 04-40 Ap 04-40
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
CNMG 120408 PF UN6025
STEEL STAINLESS STEEL CASTIRON  7...58 STEEL STAINLESS STEEL
Ve 120 - 280 Ve 120-240 Ve 120-270 Ve 140 - 220 Ve 140-210
Fz 0.10-040 Fz 0.10-0.40 Fz 0.10-0.40 Fz 034-050 Fz 0.34-0.50
Ap 04-10 Ap 04-10 Ap 04-10 Ap 0.7-7.0 Ap 07-70
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
CNMG 120408 MF UN210
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 160 Ve 120-160 Ve 140 - 220
Fz 008-0.18 Fz 0.08-0.18 Fz 0.34-050
Ap 04-4.0 Ap 04-40 Ap 07-7.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
A" B s T

CNMG 120408 PM UN6025
(K) e o
CAST IRON
Ve 120-270

Fz 0.18-0.30
Ap 04-50

CNMG 120408 PM UN6010
CAST IRON

Ve 150-290
Fz 0.18-0.30
Ap 04-50

CNMG 120408 PM UN110
CAST IRON

Ve 160-270
Fz 0.16-0.30
Ap 04-50

CNMG 120408 MM UN210
CASTIRON  [liou

CNMG 120408 PR UN6025
CAST IRON

Ve  140-220
Fz 0.34-0.50
Ap 07-70

CNMG 120408 PR UN6010
CAST IRON

Ve  140-220
Fz 0.34-0.50
Ap  07-7.0




(P) (M)
STEEL STAINLESS STEEL
Ve  140-220 Ve 140-210
Fz 0.24-045 Fz 0.24-045
Ap  05-7.0 Ap  05-70

TOOL HOLDER COMPATABILITY ISO Standard

STEEL STAINLESS STEEL
Ve  140-220
Fz 0.24-045
Ap  05-7.0
TOOL HOLDER COMPATABILITY ISO Standard

STEEL STAINLESS STEEL
Ve  120-280 Ve  120-240
Fz 0.14-0.30 Fz 0.14-0.30
Ap  0.7-50 Ap  0.7-50
TOOL HOLDER COMPATABILITY 1SO Standard
STEEL STAINLESS STEEL
Ve  120-300
Fz 0.14-0.30
Ap  0.7-50

TOOL HOLDER COMPATABILITY ISO Standard

STEEL STAINLESS STEEL
Ve  140-220 Ve 140-210
Fz 0.34-0.50 Fz 0.34-0.50
Ap  01-70 Ap  0.1-70

TOOL HOLDER COMPATABILITY ISO Standard

STEEL STAINLESS STEEL
Ve 140-220
Fz 0.34-0.50
Ap  0.1-7.0
TOOL HOLDER COMPATABILITY 1SO Standard

CNMG 120408 UN6025
(K) U 258
CAST IRON

Ve  140-220
Fz 0.24-045
Ap  05-7.0

CNMG 120408 UN6010
CASTIRON 7. .28

Ve  140-220
Fz 024-045
Ap  05-7.0

CNMG 120412 PM UN6025
CAST IRON

Ve 120-270
Fz 0.14-0.30
Ap  0.7-50

CNMG 120412 PM UN6010
CAST IRON

Ve  150-290
Fz 0.14-0.30
Ap 0.7-5.0

CNMG 120412 PR UN6025
CAST IRON

Ve  140-220
Fz 0.34-0.50
Ap  01-7.0

CNMG 120412 PR UN6010
CAST IRON

Ve  140-220
Fz 0.34-0.50
Ap  01-70

I
A

STAINLESS STEEL

TOOL HOLDER COMPATABILITY

STAINLESS STEEL

TOOL HOLDER COMPATABILITY

CNMG 120412 STD UN6025
(K) 8
CAST IRON
Ve 140-220

Fz 024-045
Ap 08-7.0

CNMG 120412 UN6010
CAST IRON

Ve  140-220
Fz 024-045
Ap 08-7.0




Cutting Conditions

DCMT 070204 PF UN110

(P) (M) (K)
STEEL STAINLESS STEEL CAST IRON

Ic LE RE S Ve 80 - 180 Ve 120-170 Ve 100- 180
Fz 0.08-0.15 Fz 0.08-0.15 Fz 006-0.17
5100000122  DCMT 070204 PF UN110 6.35 7.75 040 238 Ap 0.3-1.0 Ao 03-10 Ap 0.3-20

5100000126 DCMT 117304 PF UN110 953 11.60 040 397
5100000128 DCMT 117304 PF UN6025 9.53 11,60 040 397
5100000130 DCMT 117308 PM UN110 953 11.60 080 397

TOOL HOLDER COMPATABILITY SO Standard

DCMT11T304 PF UN110
5100000132 DCMT 117308 PM UNG6025 9.53 11.60 0.80 397
STEEL STAINLESS STEEL CAST IRON
Ve 80 - 180 Ve 140-170 Ve 100 - 180
Fz 0.10-0.18 Fz 0.08-0.18 Fz 0.08-0.02
Ap 0.3-20 Ap 03-20 Ap 03-20
PRODUCT - LINE TOOL HOLDER COMPATABILITY 1SO Standard
e
[orm PF] [ﬂnu nr] [nm PF] [ﬂrm m] [nmm] DCMT11T304 PF UN6025
UN 110 UN 110 UN 6025 UN 110 UN 6025 .
STEEL STAINLESS STEEL CAST IRON
FINISHING Mid. Conditions ‘ ROUGHING Ve  120-210 Ve 120-170 Ve  120-230
Fz 0.10-0.18 Fz 0.08-0.18 Fz 0.08-002
Ap 03-20 Ap 03-20 Ap 03-20
Chip Breakers TOOL HOLDER COMPATABILITY 1SO Standard
PF
. Sharp Qh:p-b/eake( . « Starting Feed (Fz) : 0.12 (mm/Rev) Eau3a DCMT 117308 PM UN110
SIS S Sy STEEL STAINLESS STEEL CASTIRON flgsa
PM
» Semi Finishing chip Breaker for General « Starting Feed (Fz) : 0.18 (mm/Rev) 1PLK] :: 0.83).-108:‘1)8 :‘; 01 £ ;.7108 :: 01 gg : ‘1)8002
Seacng Ap 03-20 Ap  03-20 Ap  03-20

« First Choice for ALL conditions

TOOL HOLDER COMPATABILITY ISO Standard
2 m DCMT 117308 PM UN6025

2 = Gobek Enriched & Alpha Aumbm CVD STEEL STAINLESS STEEL CAST IRON
< + General Purpose internal and external TURNING
High Adcadosa” ‘ Ve  120-210 Ve 120-170 Ve 120-230
Fz 0.10-0.18 Fz 008-0.18 Fz 0.08-002
* where balance of sistance and loughness
ity s = Ap  03-20 Ap  0.3-20 Ap  03-20
. & TOOL HOLDER COMPATABILITY 1SO Standard

* Sub Micron Substrate & thick Hyper Pulsed PVD
coating

+ Suitable for Low to Mid Cutting Speeds in INTERNAL
TURNING

* An excellent option for tough, aggresive and non stable
e condition
FINISHING ROUGHING L J

AT [ 155 IO

Ve
Low

hﬂ |




©

Cutting Conditions

' DNMG 150608 PF UN6025
Ic LE RE ®) ™)
5100000038  DNMG 150608 PF  UNG025 1270 1550 080 6.35 STEEL STAINLESS STEEL CAST IRON
5100000026 DNMG 150608 MF UN210 1270 15.50 080 635 Ve 120 - 240 Ve 120-240 Ve 120-250
5100000040  DNMG 150608 PM  UN6025  12.70 1550 0.80 6.35 :: o-o' g 3 (2).;0 :; ob’ g : 2'30 :: ob’ g : g.;o
5100000124  DNMG 150608 MM  UN210  12.70 1550 0.80 6.35 ey HOLDE'R C(;MPATABILITY prs s:. y n" Bals?
anda
5100000002 DNMG 150608 UNG010 12.70 1550 0.80 6.35
DNMG 150608 MF UN110
5100000222 DNMG 150612PM  UNB025 1270 1550 1.20 6.35 —
5100000244  DNMG 150612 UNG025  12.70 1550 1.20 6.35 STEEL STAIMLESS STEEL CAST IRON
Ve 80 - 160 Ve 140-160
PRODUCT - LINEUP Fz 0.06-0.18 Fz 007-0.18
Ao 04-40 Ap  0.4-40
150608 PF | | 150608 MF 150608 MM | | 150608 PM | 1150608(STD, TOOL HOLDER COMPATABILITY 1SO Standard
UN 6025 UN 210 UN 210 UN 6025 UN 6010 DNMG 150608 PM UN6025
STEEL STAINLESS STEEL CAST IRON U
FINISHING Mid. Conditions ROUGHING
. Ve 120 - 240 Ve 120-240 Ve 120 - 250
Chip Breakers Fz 0.14-042 Fz 0.16-042 Fz 0.14-0.42
PF Ao 05-4.0 Ap  0.5-40 Ao 0.5-40
. | * Starting Feed :0.12 (mm/R |
v oo PO (F:012mmie)  GIN TOOL HOLDER COMPATABILITY 1O Standard
M DNMG 150608 MM yN110
« Semi Finishing chip Breaker for General Machining » Starting Feed (Fz) : 0.18 (mm/Rev) P L STEEL STAINLESS STEEL CASTIRON | 8
« First Choice for stable conditions v 80- 160 v 140 - 160
e - ¢ -
(STD) Fz 0.14-0.22 Fz 0.15-0.22
« Mid. conditions Chip-breaker » Starting Feed (Fz) : 0.25 (mm/Rev) [P|K] Ap 0.4-4.0 Ap  04-40
« for General-fough or unstable machining conditions
ME TOOL HOLDER COMPATABILITY ~ ISO Standard
* Unique and very Sharp Chip-breaker « Starting Feed (Fz) : 0.11 (mm/Rev) MS DNMG 150608 UN6010
* for Finishing of Stainless steel and Aerospace matenial STEEL STAINLESS STEEL CAST IRON
MM = o
« Unique and Mid. conditions Chip-breaker « Starting Feed (Fz) : 0.15 (mm/Rev) MS Z: 01 fg 2 (2)4‘02 :g 01 32 i3 554%
« First Choice for Stainless steel and Aerospace material Ap 0 5- 4' 0 Ap 0 5- 4' 0
GRADES TOOL HOLDER COMPATABILITY I1SO Standard
Ve 7—)— DNMG 150612 PM UNG6025
| J
High : : STEEL STAINLESS STEEL CAST IRON
Ve 120 - 240 Ve 120-240 Ve 120 - 250
Fz 0.18-0.50 Fz 0.20-050 Fz 0.18-0.50
Ap 0.6-50 Ap 06-50 Ap 0.6-50
TOOL HOLDER COMPATABILITY  ISO Sfandard
L * where a good balance of woear resistance and foughness s required DNMG 150612 _UN6025
STEEL STAINLESS STEEL CAST IRON
UN210
( 2 Ve 120 - 240 Ve 120-240 Ve 120 - 250
ve o alts & Ukt ot [ enisa Pypec Tained ) Fz 0.18-0.50 Fz 0.20-0.50 Fz 0.18-0.50
Low - Suitable for all STAINLESS STEEL applications Ap  06-50 Ap 0.6-50 Ap  06-50
FINISHING ROUGHING s s v s dsibarasbvasnateidnisas J TOOL HOLDER COMPATABILITY SO Standard
AT+ s e v T




' - TCMT 110204 PF UN110

(P) (M) (K)
FAMILY STEEL STAINLESS STEEL CAST IRON
IC LE RE S Ve 80 - 180 Ve 100-170 Ve 100-180
5100000138  TCMT 110204 PF UN110 635 11.00 040 2.41 :; o'o'g 7 %5 ;’, o'o’g: %5 z o.oog 7 2'37
5100000142  TCMT 167304 PF UN110 953 1650 040 4.02
TOOL HOLDER COMPATABILITY ISO Standard
5100000144  TCMT 16T304 PF  UN6025  9.53 1650 040 4.02
5100000146  TCMT 16T308°PM  UN110 953 1650 080 4.02 T TTom
5100000148  TCMT 16T308 PM  UN6025  9.53 1650 0.80 4.02
STEEL STAINLESS STEEL CAST IRON
Ve  80-180 Ve  100-170 Ve  100-180
Fz 010-0.18 Fz 008-0.18 Fz 0.08-002
Ap 03-20 Ap 03-20 Ap 03-30
PRODUCT - LINE LSS TOOL HOLDER COMPATABILITY ISO Standard
[o. =
TCMT TCMT TCMT TCMT TCMT
[mzu PF] [nnu PF] [um PF] [nnoc Pu] [wm Pu] TCMT 167304 PF UN6025
UN 110 UN 110 UN 6025 UN 110 UN 6025 -
STEEL STAINLESS STEEL CAST IRON
FINISHING Mid. Conditions - ROUGHING : Ve  120-210 Ve 120-170 Ve  120-230
Fz 0.10-0.18 Fz 0.08-0.18 Fz 0.08-0.02
Ap 03-20 Ap 0.3-20 Ap 0.3-30
Chip Breakers TOOL HOLDER COMPATABILITY ISO Standard
PF
« Sharp Chip-breaker « Starting Feed (Fz) : 0.12 (mm/Rev) [EAME TCMT 167308 PM UN110
« for Finishi i ial
solidimrinic aterbec Aol STEEL STAINLESS STEEL CASTIRON (g
PM
« Semi Finishing chip Breaker for General « Starting Feed (Fz) : 0.18 (nm/Rev) M :: 0'8102'_10?3 7 Z‘z’ J ?g X 3_72% :‘z’ 0’_ ?g 2 Z,a;;
Machinng Ap  0.5-40 Ap  0.5-50 Ap  05-50

« First Choice for ALL conditions

m TOOL HOLDER COMPATABILITY 1SO Standard
> m TCMT 167308 PM UN6025

* Cobalt Enviched & Alpha Alumina CVD STEEL STAINLESS STEEL CAST IRON
Ve * General Purpose internal and external TURNING
High Applications Ve  120-210 Ve 120-170 Ve 120-230
; Fz 0.12-0.24 Fz 0.14-0.24 Fz 0.12-0.35
* where a good balance of sistance and foughness
o=l ke Ap  05-40 Ap  05-50 Ap  05-50
- E TOOL HOLDER COMPATABILITY 1SO Standard

) un110]]
* Sub Micron Substrate & thick Hyper Pulsed PVD
coating
* Suitable for Low to Mid Cutting Speeds in INTERNAL
t’c TURNING
ow

= An excellent option for fough, aggresive and non stable

condition
FINISHING ROUGHING \ J

ATF B o
¥ 0

I




Cutting Conditions

_TNVA_______ 4

TNMA 160404 UN 7010

ol 2 ®

STAINLESS STEEL CAST IRON
Ic LE RE S Ve  150-230
5100000196 TNMA 160404 UN7010 9.53 16.50 0.40 4.76 :; oo’g:ggo
5100000098 TNMA 160408 UN7010 9.53 16.50 0.80 4.76 TOOL HOLDER COMPATABILITY 1SO Standard
5100000100 TNMA 160412 UN7010 9.53 16.50 1.20 4.76
TNMA 160408 UN7010
PRODUCT - LIS STEEL STAINLESS STEEL CASTIRON [l B
Ve  150-230
Fz 0.15-0.60
Ap  04-7.0
! bt g b TOOL HOLDER COMPATABILITY 1SO Standard
FINISHING Mid. Conditions ROUGHING TNMA 160412 UN7010
STEEL STAINLESS STEEL CAST IRON
Ve  150-230
Fz 0.15-0.60
Ap  06-7.0
A
« Flat top chip breaker « Starting Feed (Fz) : 0.15 (mm/Rev) @ TOOL HOLDER COMPATABILITY 1SO Standard

* For all cast iron application

GRADES

FINISHING ROUGHING

Ve
Low

o [T



PF

» Sharp Chip-breaker * Starting Feed (Fz) : 0.12 (mm/Rev) 1P K]
1c LE RE S » for Finishing and sticky material

5100000182  TNMG 160404 PF UN110 952 1650 040 476 PM
5100000206  TNMG 160404 MF  UN210 952 1650 040 476 * Semi Finishing chip Breaker for General * Starting Feed (Fz) : 0.18 (mm/Rev)  EAMIA
5100000042  TNMG 160404 PF  UN6025  9.52 1650 040 4.76 ; :‘;‘:”c‘"h‘o"r’;e PR T
5100000200  TNMG 160404 PM  UN110 952 1650 040 4.76 -
ol o R b e e SR R R R L -(fwd. conditions Chip-breaker + Starting Feed (Fz) : 0.25 (mm/Rev) @
5100000184  TNMG 160408 PF UN110 952 1650 080 4.76  for General-tough or unstable machining conditions
5100000060  TNMG 160408 MF  UN210 952 1650 080 4.76 PR
5100000044  TNMG 160408 PF  UNG025 952 1650 080 4.76 « Tough Chip-breaker « Starting Feed (Fz) : 0.35 (mmRev) @A
5100000202 TNMG 160408 PM UN110 9.52 16.50 080 476 = for tough, Interrupted or very unstable conditions
5100000050  TNMG 160408 MM  UN210 952 1650 080 4.76 MF
5100000046 TNMG 160408 PM UNE025 9.52 16.50 080 476 * Unique and very Sharp Chip-breaker « Starting Feed (Fz) : 0.11 (mm/Rev) Ms
5100000174  TNMG 160408 UN6010 952 1650 080 4.76 + for Finishing of Stainless steel and Aerospace material
5100000164  TNMG 160408 UN6025 952 1650 080 4.76 MM
5100000212 TNMG 160408 PR UNG6025 952 1650 080 476 » Unique and Mid. conditions Chip-breaker * Starting Feed (Fz) : 0.15 (mm/Rev) MS
5100000166 TNMG 160412 UN6025 952 16.50 120 476 First Choice for Stainless steel and Aerospace material

5100000176 TNMG 160412 UN6010 9.52 16.50 1.20 4.76
5100000048 TNMG 160412 PR UNG6025 9.52 16.50 1.20 4.76

PRODUCT - LINE UP
RADIUS 0.4

2= == I

GRADES

FINISHING Mid. Conditions ROUGHING
RADIUS 0.8
TNMG TNMG TNMG f
160408 PF 160408 MM 160408 PM * Cobalt Enriched & Alpha Alumina CVD
o okt ol « General Purpose TURNING Applications
TNMG TNMG TNMG TNNG TNMG « where a good balance of wear resistance and foughness is required
160408 MF || 160408 PF 160408 PM 160408 (STD) 160408 (STD) 5
UN 210 UN 110 UN 6025 UN 6025 UN 6010 First Choice for Tuming in all condition
L. S
FINISHING Mid. Conditions ROUGHING
. UN110
RADIUS 1.2
« Sub Micron Substrate & Extrimly thick Hyper Pulsed PVD coating
Wm G " + Suitable for Low fo Mid Cutting Speeds in TURNING Application
N 0 e Low + An excellent option for Turning at low speeds and non stable
condition
FINISHING Mid. Conditions ROUGHING >
B o 5w s IR ,
y ¥ y




Cutting Conditions

TNMG 160404 PF UN110
(P) (M) (K) (P) (M)
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80- 180 Ve 100-170 Ve 100- 180 Ve  80-160 Ve  80-160
Fz 0.10-040 Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.06-0.18 Fz 0.07-0.18
Ap 0.3-20 Ap  03-20 Ap  03-20 Ap 04-40 Ap 04-40
TOOL HOLDER COMPATABILITY 1SO Standard TOOL HOLDER COMPATABILITY 1ISO Standard
TNMG 160404 MF UN210
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 160 Ve 80-160 Ve  120-240 Ve 120-170
Fz 0.06-0.18 Fz 0.07-0.18 Fz 0.10-0.40 Fz 0.10-0.40
Ap 0.2-4.0 Ap  0.2-4.0 Ap 04-1.0 Ap  04-1.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
TNMG 160404 PF UN6025
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  120-240 Ve 120-170 Ve  120-250 Ve 80 - 180 Ve 100-170
Fz 0.10-040 Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.14-042 Fz 0.16-042
Ap 0.3-20 Ap 03-1.0 Ap 03-1.0 Ap 0.5-50 Ap 0.5-5.0
TOOL HOLDER COMPATABILITY 1SO Standard TOOL HOLDER COMPATABILITY ISO Standard
TNMG 160404 PM UN110
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 180 Ve 100-170 Ve 100-180 Ve 80 - 160 Ve 140- 160
Fz 014-042 Fz 0.14-0.42 Fz 0.14-042 Fz 0.14-022 Fz 0.15-0.22
Ap 0.4-50 Ap 04-50 Ap 04-50 Ap 04-40 Ap 04-40
TOOL HOLDER COMPATABILITY 1SO Standard TOOL HOLDER COMPATABILITY 1SO Standard
TNMG 160404 PM UN6025
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 180 Ve 100-170 Ve 100-180 Ve  120-240 Ve 120-240
Fz 0.14-042 Fz 0.14-0.42 Fz 014-042 Fz 0.14-042 Fz 0.16-0.42
Ap 0.4-50 Ap 04-50 Ap 04-50 Ap  05-50 Ap  05-50
TOOL HOLDER COMPATABILITY 18O Standard TOOL HOLDER COMPATABILITY ISO Standard
TNMG 160408 PF UN110
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 180 Ve 100-170 Ve 100-180 Ve  120-240 Ve 120-240
Fz 0.10-040 Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.18-0.50 Fz 0.20-050
Ap 04-20 Ap  04-20 Ap 04-20 Ap 06-50 Ap 06-5.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY 1SO Standard
I v s TOOR

TNMG 160408 MF UN210
(K)
CAST IRON

TNMG 160408 PF UN6025
CAST IRON

Ve 120-250
Fz 0.10-0.40
Ap  04-1.0

TNMG 160408 PM UN110
CAST IRON

Ve 100-180
Fz 0.14-0.42
Ap  0.5-50

TNMG 160408 MM UN210
CASTIRON o=

TNMG 160408 PM UN6025
CASTIRON 7.5

Ve  120-250
Fz 0.14-042
Ap 05-50

TNMG 160408 UN6025
CASTIRON .. .28

Ve 120-250
Fz 0.18-0.50
Ap 06-50




(P) (M)
STEEL STAINLESS STEEL
Ve 120- 210
Fz 0.18-0.50
Ap 0.6-5.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 120 - 240 Ve 120-240
Fz 034-055 Fz 0.34-055
Ap 0.7-6.0 Ap 0.7-6.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 120 - 240 Ve 120-240
Fz 0.18-0.50 Fz 0.20-0.50
Ap 08-50 Ap 0.8-50
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 140 - 220
Fz 0.18-0.50
Ap 08-50
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 120 - 240 Ve 120-240
Fz 0.34-0.55 Fz 0.34-055
Ap 0.7-6.0 Ap 0.7-6.0
TOOL HOLDER COMPATABILITY ISO Standard
(v PR

TNMG 160408 UN6010

(K)
CAST IRON

Ve 120-230
Fz 0.18-0.50
Ap  06-50

TNMG 160408 PR UN6025
CASTIRON /. 2@

Ve 120-250
Fz 0.34-0.55
Ap 07-60

TNMG 160412 UN6025
CAST IRON

Ve 120-250
Fz 0.18-0.50
Ap 08-50

TNMG 160412 UN6010
CAST IRON

Ve  140-240
Fz 0.18-0.50
Ap 08-50

TNMG 160412 PR UN6025
CAST IRON

Ve 120-250
Fz 0.34-0.55
Ap  07-60

B




' = TNUX 160404 R UN110

(P) (M) (K
STEEL STAINLESS STEEL CAST IRON

IC LE RE S Ve 80 - 180 Ve 100-180 Ve 80 - 180
Fz 0.10-0.20 Fz 0.10-020 Fz 0.10-0.20
5100000052 TNUX 160404 R UNT110 9.52 16.50 0.40 4.76 Ap 0.3-20 Ap 0.3-20 Ap 0.3-20
5100000054 TNUX 160408 R UNT110 9.52 16.50 0.80 4.76
TOOL HOLDER COMPATABILITY 1SO Standard
5100000244 TNUX 160404 L UNT10 9.52 16.50 0.40 4.76
5100000246 TNUX 160408 L UN110 9.52 16.50 0.80 4.76
TNUX 160408 R UN110
STEEL STAINLESS STEEL CASTIRON 7. 528
PRODUCT - LINE UP Ve  80-180 Ve 100-180 Ve 80-180
Fz 0.14-0.24 Fz 0.14-0.24 Fz 0.14-0.24
Ap 04-20 Ap 04-20 Ap 04-20
i TOOL HOLDER COMPATABILITY I1SO Standard
TNUX TNUX TNUX TNUX
[WOJNR][WO‘“L] [WMOR] [“WL] ’
UN 110 UN 110 UN 110 UN 110 TNUX 160404 L UN110
FINISHING Mid. Conditions ) ROUGHING STEEL STAINLESS STEEL CAST IRON
Ve 80 - 180 Ve 100- 180 Ve 80 - 180
Fz 0.10-0.20 Fz 0.10-0.20 Fz 0.10-0.20
Chip Breakers Ap 0.3-20 Ap 0.3-20 Ap 03-20
TOOL HOLDER COMPATABILITY 1SO Standard
R/L TNUX 160408 L UN110
* Left or Right, very Sharp Chip-breakers « Starting Feed (Fz) : 0.12 (mm/Re [
« for Finish'g)g am;ysricky”:naleur)ial g % : v ana STEEL STAINLESS STEEL CAST IRON
* Basic operation - same as KNUX Ve  80-180 Ve 100-180 Ve  80-180
Fz 0.14-024 Fz 0.14-0.24 Fz 0.14-0.24
Ap 04-20 Ap  04-20 Ap 04-20

GRADES TOOL HOLDER COMPATABILITY I1SO Standard

UN110 « Sub Micron Substrate & thick Hyper Pulsed PVD coating

* Suitable for Low fo Mid Cutting Speeds in EXTERNAL
TURNING

= An excellent option for fough, aggresive and non stable
condition .

FINISHING ROUGHING




FAMILY

5100000150 VBMT 160404 PF UNT110 9.52 16.60 040 476
5100000152 VBMT 160404 PF  UN6025 9.52 16.50 040 476
5100000154 VBMT 160408 PM  UNT10 9.62 16.60 080 476

5100000156 VBMT 160408 PM  UN6025 9.52 16.50 080 476

PRODUCT - LINE UP.

IC LE RE S

VBMT VBMT VBMT VBMT '
160404 PF | | 160404 PF 160408 PM | | 160408 PM
UN 6025 UN 110 UN 6025 UN 110
FINISHING Mid. Conditions ROUGHING
Chip Breakers

PF
« Sharp Chip-breaker
« for Finishing and sticky material

PM

« Semi Finishing chip Breaker for General

Machining
* First Choice for ALL conditions

GRADES

« Starting Feed (Fz) : 0.12 (mnm/Rev) EAMEI

« Starting Feed (Fz) : 0.18 (mm/Rev) EM3

.  unsods)

* Cobalt Enriched & Alpha Alurnina CVD

* General Purpose intemnal and external TURNING
Applications

« where a good balance of wear resistance and foughness
is required

\ J

|

« Sub Micron Substrate & thick Hyper Pulsed PVD coating

* Suitable for Low fo Mid Cutting Speeds in EXTERNAL
TURNING

= An excellent option for tough, aggresive and non stable

condition .

FINISHING ROUGHING

B

Cutting Conditions

(P)
STEEL STAINLESS STEEL
Ve 80 - 180 Ve 100-170
Fz 010-0.18 Fz 0.08-0.18
Ap 0.3-20 Ap 03-20
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 80 - 180 Ve 100- 170
Fz 016-0.32 Fz 0.18-032
Ap 05-2.0 Ap 0.5-30
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 120- 210 Ve 120-170
Fz 0.10-0.18 Fz 0.08-0.18
Ap 0.3-20 Ap 0.3-20
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 120- 210 Ve 120-270
Fz 0.16-032 Fz 0.18-0.32
Ap 05-20 Ap  0.5-30
TOOL HOLDER COMPATABILITY ISO Standard

VBMT 160404 PF UN110

(K)
CAST IRON

Ve  80-180
Fz 0.08-0.20
Ap  0.3-30

VBMT 160408 PM UN110
CASTIRON 7. .58

Ve 80 - 180
Fz 0.14-0.48
Ap 05-30

VBMT 160404 PF UN6025
CAST IRON

Ve 120-230
Fz 0.08-0.20
Ap  03-30

VBMT 160408 PM UN6025
CAST IRON

Ve 120-230
Fz 0.14-0.48
Ap  05-30




e 4

FAMILY

5100000056 VNMG 160404 PF  UN6025
5100000058 VNMG 160408 PM  UNG6025

PRODUCT - LINE UP

VNMG
160404 PF
UN 6025

IC LE __RE__S
9.52 16.60 0.40 4.76
9.52 16.50 080 476

VNMG
160408 PM
UN 6025

FINISHING

Chip Breakers

PF
« Sharp Chip-breaker
« for Finishing and sticky material

PM

« Semi Finishing chip Breaker for General
Machining

* First Choice for ALL conditions

GRADES

Ve
Figh

Ve
Low

FINISHING ROUGHING

Mid. Conditions

ROUGHING

« Starting Feed (Fz) : 0.12 (mm/Rev) EM3

« Starting Feed (Fz) : 0.18 (mm/Rev) EHI3

UN6025)
« Cobalt Enriched & Alpha Alumina CVD
* General Purpose internal and external TURNING
Applications
* where a good balance of wear resistance and foughness
is requived

Cutting Conditions

(P)
STEEL STAINLESS STEEL
Ve  140-250 Ve 140-230
Fz 0.08-0.30 Fz 0.08-0.30
Ap  03-10 Ap  0.3-1.0
TOOL HOLDER COMPATABILITY 1SO Standard
STEEL STAINLESS STEEL
Ve 140-250 Ve 140-230
Fz 0.08-0.30 Fz 0.08-0.30
Ap  04-1.0 Ap  0.4-10
TOOL HOLDER COMPATABILITY 1SO Standard

I

VNMG 160404 PF UN6025

(K)
CAST IRON

Ve  140-250
Fz 0.08-0.30
Ap 03-10

VNMG 160408 PM UN6025
CASTIRON 7. =28

Ve  140-250
Fz 0.08-0.30
Ap  04-10




W : ‘ Cutting Conditions

(P) M) (K) T
STEEL STAINLESS STEEL CASTIRON ™=

IC LE RE S Ve  140-300
Y Fz 0.15-0.60
5100000102 WNMA 080408 UNT7010 1270 870 080 476 Ap 0.2-80

5100000104 WNMA 080412 UNT7010 1270 870 1.20 476
TOOL HOLDER COMPATABILITY ISO Standard

WNMA 080412 UN 7010

' STEEL STAINLESS STEEL CAST IRON
PRODUCT - LINE UP
Ve 140 - 300
Fz 0.15-0.60
f ; Ap 04-80
080408 080412 TOOL HOLDER COMPATABILITY ISO Standard
UN 7010 UN 7010
FINISHING Mid. Conditions 7 ROUGHING
Chip Breakers
A
« Flat top chip breaker « Starting Feed (Fz) : 0.15 (mm/Rev) 4

* For all cast iron application

* First Choice for cast iron application

}v‘; : + Hard K10 substrate with Thick Alumina {Alpha) CVD coating
« For high speed CAST IRON TURNING Applications

Ve
Low

——
FINISHING ROUGHING

B




' ‘ Chip Breakers

PF

FAMILY « Sharp Chip-breaker « Starting Feed (Fz) : 0.12 (mm/Rev) EAMEA
c LE RE S » for Finishing and sticky material
5100000248  WNMG 060404 PF UN6025 953 652 040 4.76 ( = ) PM
5100000250  WNMG 060408 PM  UN6025 953 652 080 476 6 ¢ SM*:W Finishing chip Breaker for General « Starting Feed (Fz) : 0.18 (mm/Rev) M3
chining

5100000082  WNMG 080404 MF  UN210 1270 870 040 4.76 A « First Cholce for stable conditions
5100000066  WNMG 080404 PF UN6025 1270 870 040 4.76 L2 (STD)
5100000214  WNMG 080404 PM  UN6025 1270 870 040 476 B . )

* Mid. conditions Chip-breaker « Starting Feed (Fz) : 0.25 (mm/Rev) EHIA
5100000240 WNMG 080408 MF UN210 12.70 8.70 0.80 4.76 _{;x_ « for Gomm[.(ough or unstable mgch,’m‘ng conditions
5100000070  WNMG 080408 PF UN6025 1270 870 080 4.76 PR
5100000074  WNMG 080408 PM  UN6025 1270 870 080 476 « Tough Chip-breaker * Starting Feed (Fz) : 0.35 (mm/Rev) 3
5100000076  WNMG 080408 MM UN210 1270 870 080 476 « for tough, Interrupted or very unstable conditions
5100000170  WNMG 080408 UN6025 1270 870 080 4.76 MF
5100000168 WNMG 080408 UN6010 1270 870 080 476 * Unique and very Sharp Chip-breaker « Starting Feed (Fz) : 0.11 (mm/Rev) MSs
5100000080  WNMG 080408 PR UN6025 1270 870 080 476 + for Finishing of Stainless steel and Aerospace material
5100000078  WNMG 080408 PR UN6010 1270 870 080 476 MM
5100000204  WNMG 080412 UN6025 1270 870 1.20 4.76 * Unique and Mid. conditions Chip-breaker » Starting Feed (Fz) : 0.15 (nm/Rev) M §
5100000180 WNMG 080412 UN6010 1270 870 120 4.76 First Choice for Stainless steel and Aerospace material

5100000086 WNMG 080412 PR UN6025 1270 870 1.20 4.76
5100000084 WNMG 080412 PR UNG6O10 1270 870 1.20 4.76

PRODUCT - LINE UP

GRADES

RADIUS 0.4

060404 PF | | 080404 PF | | 080404 MF 080404 PM
UN6025 || UNG025 || UN210 UN 6025
FINISHING Mid. Conditions ROUGHING .
RADIUS 0.8

5

+ Cobalt Enriched & Alpha Alumina CVD

== EBEE e —

FINISHING Mid. Conditions ROUGHING
RADIUS 1.2 i
* Sub Micron Substrate & unique and Patented Hyper Pulsed PVD
WNMG WNMG Coating
it s o * Suitable for all STAINLESS STEEL applications

FINISHING ROUGHING \

FINISHING Mid. Conditions ROUGHING




Cutting Conditions

WNMG 060404 PF UN6025
(P) (M) () (P) (M)
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 120 - 280 Ve 120-240 Ve 120-270 Ve 120 - 280 Ve 120-240
Fz 0.10-040 Fz 0.10-040 Fz 0.10-0.40 Fz 0.10-0.40 Fz 0.10-040
Ap  04-1.0 Ap  04-10 Ap  04-10 Ap  04-10 Ap 04-1.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080404 MF UN210
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 160 Ve 80-160 Ve 120 - 280 Ve 120-240
Fz 008-0.18 Fz 0.08-0.18 Fz 0.14-0.30 Fz 0.14-0.30
Ap 0.2-4.0 Ap  02-40 Ap 04-50 Ap  04-50
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080404 PF UN6025
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 120 - 280 Ve  120-240 Ve 120-270 Ve 80 - 160 Ve 80-160
Fz 0.10-040 Fz 0.10-040 Fz 0.10-0 .40 Fz 0.12-0.24 Fz 0.12-0.24
Ap 04-1.0 Ap  04-10 Ap 04-1.0 Ap 04-40 Ap 04-40
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080404 PM UN6025
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 120 - 260 Ve 120-230 Ve 120-250 Ve  140-220 Ve 140-210
Fz 0.14-0.30 Fz 0.14-0.30 Fz 0.14-0.30 Fz 0.34-050 Fz 0.34-050
Ap 04-50 Ap 04-50 Ap 04-50 Ap 0.7-7.0 Ap  07-7.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
WNMG 060408 PM UN6025
STEEL STAINLESS STEEL CASTIRON L. 28 STEEL STAINLESS STEEL
Ve 120 - 280 Ve 120-240 Ve 120-270 Ve 140 - 220
Fz 0.14-0.30 Fz 0.14-030 Fz 0.14-0.30 Fz 034-050
Ap 04-50 Ap 04-50 Ap 0.4-5.0 Ap 07-7.0
TOOL HOLDER COMPATABILITY ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080408 MF UN210
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 80 - 160 Ve  80-160 Ve 140 - 220 Ve 140-210
Fz 008-0.18 Fz 008-0.18 Fz 0.24-045 Fz 0.24-045
Ap 04-40 Ap 04-40 Ap 05-7.0 Ap  05-7.0
TOOL HOLDER COMPATABILITY 1SO Standard TOOL HOLDER COMPATABILITY ISO Standard
o B o e T

WNMG 080408 PF UN6025

(K) ‘oo
CASTIRON %%
Ve  120-270

Fz 0.10-0.40
Ap  04-10

WNMG 080408 PM UN6025
CASTIRON [ 28

Ve 120 - 270
Fz 0.14-0.30
Ap 04-50

WNMG 080408 MM UN210
CASTIRON [l caie

WNMG 080408 PR UN6025
CAST IRON

Ve  140-220
Fz 0.34-050
Ap 0.7-7.0

WNMG 080408 PR UN6010
CAST IRON

Ve  140-220
Fz 0.34-0.50
Ap  07-7.0

WNMG 080408 UNG6025
CAST IRON

Ve  140-220
Fz 0.24-045
Ap 05-70



(P) (M)
STEEL STAINLESS STEEL
Ve 140 - 220
Fz 024-045
Ap 05-7.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 140 - 220 Ve 140-210
Fz 034-050 Fz 0.34-0.50
Ap 0.1-7.0 Ap 0.1-70
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 140 - 220
Fz 034-050
Ap 0.1-7.0
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 140 - 220 Ve 140 - 210
Fz 024-045 Fz 024-045
Ap 08-7.0 Ap 08-70
TOOL HOLDER COMPATABILITY ISO Standard
STEEL STAINLESS STEEL
Ve 140 - 220
Fz 024-045
Ap 08-7.0
TOOL HOLDER COMPATABILITY ISO Standard

BT

WNMG 080408 UN6010

(K) e ol
CAST IRON
Ve  140-220

Fz 024-045
Ap  05-7.0

WNMG 080412 PR UN6025
CASTIRON 7. B2

Ve  140-220
Fz 034-0.50
Ap  01-7.0

WNMG 080412 PR UN6010
CAST IRON

Ve 140 - 220
Fz 0.34-050
Ap  0.1-7.0

WNMG 080412 UN6025
CAST IRON

Ve  140-220
Fz 024-045
Ap  08-7.0

WNMG 080412 UN6010
CAST IRON

Ve  140-220
Fz 0.24-045
Ap  0.8-70




41409149 EDEDIRESE P53 981565

GRADES CONVERSION-CVD GRADE

GRADES CONVERSION-PVD GRADE!

CHIP BREAKERS - CONVERSION P




P

Finish

Medium
Semi

Rough

Finish

Medium

Medium

Rough

UN 6010

)
UN 6025
-
)

UN 6025

—_—

KCPO5 KC9105

KCP10 KC9110
TN7005 TN7010

KCP25 KC9025
KC9125 TN7015

KCM15 TN7010

KC9225 TN7015

" KVK15 KCK20 |

KC9315 KC9110
TN5015

KCK20 KC9320

TN5020

ucs115

UC5115 UE6020

UE 6020

MC7015

MC7025

MC5005

MC5015

TT8115 TT1100

TT8125 TT1300

TT8135 TT1500

TT2500

TT3500

TT1300

TT1500

GC4010 GC4210 79005
GC4215 GC4325 79005 T9015
GC 4225 79015 T9025
GC2015 9015
GC2025 76020 T9025
GC3205 GC3210
GC3215 15010
GC3215 75020

I

IC9150 IC8150

1C9150 IC9015
1C8150

1C9025 1C9250
1C9054 1C8350

1C9250

1C9250 1C9025
1C9054

1C9150

" I1C9150 1C9015 |

IC418 IC428
IC4010




KC715M VP10TF TT9030 GC1015 AH 8015 IC907 IC428

KC715M VP15TF 778020 GC1025 GC1130 AH 725 IC 908

KC522M GC1015 GC1025 = GH330 AH330 iC 008
Finish KC715M VP1STE 778020 TT9030  GC1025 GC1030 GH330 Ic 907
Medium KC522M VP20RT 78030 GC1025 GC1030 AH120 IC 908
Medium KC510M VP1STE GC1010 GC1020 ‘ AH110 Ic 907
K \ f \ \ / '--‘ :,. : .
Rough KC520M VP20RT 76030 Gc1020 | AH120 IC 908

Light UN 110 KC510M ’ VP15TF \ | TTe030 } L GC1025 J { AH120 . Ic907 J
S —— 4 G = i — M :
S e s R 8
Medium ) KC522M [ VP15TF } ‘ } ( GC1025 J | AH 120 ’ ‘ IC 908 ]
& J \ y, @
N e N7 \
Heavy ) ) ) ) ( ) |

I




___CHIPBREAKERS-CONVERSION 477

e A m m e L 20

wedam | M e M e v S eanw WAmw o
P ,gﬁ:g’;, (STD) RN RP MRG MR7 RP GH Std. e RT PR HM XMR TH Std. PH GT Std.

Rough PR MR RM RH R:; :: :g :;9 :"; Z)z( Z"'/ NR6 NRF NRR R’:,';'ng: . Sg ;’; TRS TU TUS PX

Finish MF FP LF MF1 SH LM NF4 SF MF SS MQ GU
M MS GM MM MS MU SU
Medium MM MP MF4 MA ES RMS5 NM4 ML EM VF MM QM XM K SA SF SM S HU TK ST

Medium (STD) RP UN M5 MK GK Std. RK5 NM5 KM CM Std. KG Std. C

KR KH GC
Light ‘ PF MS MF4 MF5 LS MJ MJ NF4 NFT EA SGF HRF
.
S Medium ‘ PM UP P NGP M1 MS NMS NMT NGP SM HRM SA HMM MS MU TK
< J/
Heavy ‘ PR RP M5 MR3 MR4 RS GJ NRS NRT ET SR SMR

HIE




PAIRENS IR EDER IR 500504080000

MILLING

DRILLING




MILLING '

DRILLING |

m e Pg.007 m A Pg.019 BT Pg.039
APKT 100308 PDTR PF UN330 SDMT 09T312 PR UN330 SPMG 050204 PM UN330
@ APKT 100308 PDTR PM UN330 SDMT 1205 PR UN330 SPMG 050204 PR UN330
APKT 100305 PDTR PF UN330 SPMG 060204 PM UN330
APKT 1604 PDTR PM UN330 SPMG 060204 PR UN330
@ APKT 1604 PDTR PF UN330 [ SEKN/R iy Pg.021 SPMG 077308 PM UN330
APKT 160408 PDTR UN330 SEKN 1203 AFTN UN330 SPMG 07T308 PR UN330
SEKR 1203 AFTN UN330 SPMG 090408 PM UN330
SPMG 090408 PR UN330
""""""""" Pg.009 SPMG 110408 PM UN330
APMT 1135 PDTR PF UN330 | SEKT Pg.023 SPMG 110408 PR UN330
APMT 1135 PDTR PM UN330 SEKT 1204 AFTN PF UN330 SPMG 140512 PM UN330
APMT 1135 PDTR PM UN310 SEKT 1204 AFTN PM UN330
@ APMT 1604 PDTR PF UN330 SEKT 1204 AFTN PM UN310
APMT 1604 PDTR UN330 SEKT 12T3 AGSN PM UN330 [ WCMX__ R Pg.043
APMT 1604 PDTR UN310 WCMX 030208 PM UN330
WCMX 040208 PM UN330
m ................. Pg.025 WCMX 050308 PM UN330
m ................. Pg.011 @ SNKX 1205 PM UN330 WCMX 06T308 PM UN330
LNMU 0303 UN330 SNMX 1206 ANN UN330 WCMX 080412 PM UN330
SNMX 1206 ANN UN310
""""""""" Pg.013 [ SPKN/R Pg.027
S OFSIT.ABT300IT. L6330 SPKN 1203 EDTR UN330
SPKR 1203 EDTR UN330
[ ROMTAN I Pg.015 SPKN 1504 EDTR UN330
@ RDMT 0802 UN330
romwosoz unzzo VT Pg.029
RDMT 1073 MO PM UN330 @ SPMT 060304 TN UN330
IROR A0TI M0 AN @ SPMT 097308 TN UN330
R DL LM N @ SPMT 127308 TN UN330
RDMW 1204 MO UN330
m ................. Pg.031
................. Pg.017 KN 1003 POR PRF UM
RPMT 08T2 MO UN330 TPKR 1603 PPR PF UN330
RPMT 1073 MO PM UN310 TPKN 2204 PDR PM UN330
RPMT 1073 MO PM UN330 TPKR 2204 PDR PM UN330
RPMW 10T3 MO UN330
RPMT 1204 MO PM UN310
RPMT 1204 MO PM UN330 [ WNMX R Pg.033
RPMW 1204 MO UN330 WNMX 097316 ZNN UN330
AT s [

v CIUES



TURNING r

CCMT

CCMT 060204 PF UN110
CCMT 09T304 PM UN110
CCMT 097304 PM UN6025
CCMT 097308 PM UN110
CCMT 097308 PM UN6025
CCMT 120408 PM UN110
CCMT 120408 PM UN6025

CNMA 120404 UN6010
CNMA 120408 UN6010
CNMA 120412 UN6010

CNMG 120404 PF UN6025
CNMG 120404 PM UN6025
CNMG 120404 PF UN110
CNMG 120404 MF UN210
CNMG 120408 PF UN6025
CNMG 120408 MF UN210
CNMG 120408 PM UN6025
CNMG 120408 PM UN6010
CNMG 120408 PM UN110
CNMG 120408 MM UN210
CNMG 120408 UN6025
CNMG 120408 UN6010
CNMG 120408 PR UN6025
CNMG 120408 PR UN6010
CNMG 120412 PM UN6025
@ CNMG 120412 PM UN6010
CNMG 120412 UN6025
CNMG 120412 UN6O10
CNMG 120412 PR UN6025
CNMG 120412 PR UN6010

DCMT 070204 PF UN110
DCMT11T304 PF UN110
DCMT 117308 PM UN110
DCMT11T304 PF UN6025
DCMT 117308 PM UN6025

y 105

DNMG 150608 PF UN6025
DNMG 150608 MF UN210
DNMG 150608 PM UN6025
DNMG 150608 MM UN210
DNMG 150608 UN6010
DNMG 150612 UN6025

TCMT 110204 PF UN110
TCMT 16T304 PF UN110
TCMT 16T308 PM UNT10
TCMT 16T304 PF UNB025
TCMT 16T308 PM UN6025

&
o
b
o

TNMA 160404 UN6010
TNMA 160408 UN6010
TNMA 160412 UN6010

TNMG

TNMG 160404 PF UN110
TNMG 160404 MF UN210
TNMG 160404 PF UN6025
TNMG 160404 PM UNT10
TNMG 160404 PM UN6025
TNMG 160408 PF UN110
TNMG 160408 MF UN210
TNMG 160408 PF UN6025
TNMG 160408 PM UN110
TNMG 160408 MM UN210
TNMG 160408 PM UN6025
TNMG 160408 UN6010
TNMG 160408 UN6025
TNMG 160408 PR UN6025
TNMG 160412 UN6025
TNMG 160412 UN6010
TNMG 160412 PR UN6025

TNUX

TNUX 160404_R UN110
TNUX 160408_R UN110

@ TNUX 160404_L UN110

@ TNUX 160408 L UN110

s KT

-------------

AR - Pg.073

VBMT

VBMT 160404 PF UN110
VBMT 160408 PM UN110
VBMT 160404 PF UN6025
VBMT 160408 PM UN6025

VNMG 160404 PF UN6025
VNMG 160408 PM UN6025

WNMA 080408 UN 6010
WNMA 080412 UN 6010

D WNMG 060404 PF UN6025

@ WNMG 060408 PM UN6025
WNMG 080404 MF UN210
WNMG 080404 PF UN6025
WNMG 080404 PM UN6025
WNMG 080408 MF UN210
WNMG 080408 PF UN6025
WNMG 080408 PM UN6025
WNMG 080408 MM UN210
WNMG 080408 UN6025
WNMG 080408 UN7010
WNMG 080408 PR UN6025
WNMG 080408 PR UN6010
WNMG 080412 UN6025
WNMG 080412 UN6O10
WNMG 080412 PR UN6025
WNMG 080412 PR UN6010
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