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THE COMPANY

SWISS PRODUCER

A A

25 YEARS EXPERI

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

FULL RANGE

grades combined with Latest CVD Alumina coating and Patented PVD producer....but our prices are uniquely affordable.
coatings.

MOUDON, SWITZERLAND
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m — - Sharp chip breaker

For high wear resistance, and Extended fool life

IS 0.12 « For finishing operations
PF 1407 ) . . .
M25 Also For high speed milling = Deg Sg‘gﬂ addopted for sticky material and Stainiess

= in APKT , "Athens line ", with original cutters create
frue 90 walls

UN310

K10 K20 Stable conditions, low vibrations, and low depth of cut

Sub micron
PVD coated

In most applications should be used without coolant

- P30 For General Milling machining PM
- Aplicable for Alloy Steel, Stainless steel, hardened material
mM20 M40 and Aerospace (HRSA)

Extremely versalile grade for all conditions of cutting

H10 H20 In most applications should be used without coolant so T 200 - First choice for Un-stable machining with
— (STD) Deg’ ' reasonable cutting pressure
- Smooth cutting due to to positive chip breaker

- Semi Finishing chip breaker for General machining

= First choice for stable machining and light-Mid.
cuiting pressure

- Smooth cutting due to to positive chip breaker
angles

10.0
Deg

i §

*in APKT , "Athens line " | with original cufters creale
frue 90 walls

Sub micron - Mid. cutting conditions - chip breaker for General
PVD Coated b2 machining
i ] angles
Cutting |  Stable Medium | Un-Stable Cutting |  Stable Medium | Un-Stable - Is not intended to create 90 deg walls in shoulder
Speed Speed machining

= Roughing. chip breaker mostly used in high-feed
0.25 machining
15.0 10.0

Deg? - First choice for very Un-stable machining or for

PR thick casting "skin"

A

- Tough and reinforced cutting edge and chip breaker
angles

- Flat top insert design
015

- used mostly for high hardness die& Mold
applications

10.0

L
3

(W)

Feed Rate Feed Rate

- Also addopted for cast iron machining
- Tough and reinforced cutting edge

Cutting Stable Medium Lin-Stable Cutting Stable Medivm Lin-Stable
Speed Speed

UN310

UN330

UN330

M H

Feed Rate Feed Rafe

Yy A



FAMILY

2100000140 APKT 100308 PDTR PF UN330 672 11.05 080 352 1.00 (e )
2100000100 APKT 100308 PDTR PM  UN330 672 1105 080 352 1.00 E L:E
2100000200 APKT 100305 PDTR PF UN330 670 1095 050 350 090 lﬁzs
2100000184 APKT 1604 PDTR PF UN330 940 16.00 080 476 1.80 c
2100000182 APKT 1604 PDTR PM UN330 940 16.00 080 476 1.80 %
2100000102 APKT 160408 PDTR UN330 952 17.00 080 530 1.60 S

PRODUCT - LINE UF

Wi LE RE S BS

APKT APKT APKT APKT APKT APKT
100308 PF | | 100305 PDTR 1604 PF 100308 PM 1604 PM 160408 (STD)
UN330 PF UN330 UN330 UN330 UN330 UN330
-
FINISHING Mid. Conditions ROUGHING
Chip Breakers

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

» Recommended Feed (Fz) : 0.15 (mm/tooth)

(STD)
» Mid & Roughing conditions Chip-Breaker

PM

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

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

* for General-tough or unstable machining conditions
« Recommended Feed (Fz) : 0.28 (mm/tooth)

GRADES

[

Ve
High

UN330

Ve L J
Low

ROUGHING

FINISHING

UN330

-~

L

= Sub Micron Subsirate & Hyper Pulsed PVD coafing .

« General Purpose MILLING Applications.

= Where a good balance of wear resistance and foughness
is required.

= First Choice for Milling fn all condition.

Cutting Conditions
(P)
STEEL
Ve 130 - 190
Fz 011-018
Ap 05-90

CUTTER COMFPATIBLE

STEEL

Ve 130-190
Fz 016-028
Ap  05-90

CUTTER COMPATIBLE

STEEL
Ve 130 - 190
Fz 011-018
Ap 0.3-80

CUTTER COMPATIBLE

STEEL

Ve  130-190
Fz 012-020
Ap  05-150

CUTTER COMPATIBLE

STEEL

Ve 130-190
Fz 017-028
Ap  05-150

CUTTER COMPATIBLE

STEEL

Ve 130 - 190
Fz 022-035
Ap 0.5-150

CUTTER COMPATIBLE

I
A

APKT 100308 PDTR _PF UN330

(M) (K)
STAINLESS STEEL CAST IRON
Ve  150- 200 Ve  150-220
Fz 013-021 Fz 013-022
Ap  05-90 Ap  05-90
Iscar
APKT 100308 PDTR PM UN330
STAINLESS STEEL CASTIRON 2%
Ve  150- 200 Ve  150-220
Fz 017-026 Fz 015-026
Ap  05-90 Ap  05-90
Iscar
APKT 100305 PDTR PF UN330
STAINLESS STEEL CAST IRON
Ve 150- 180 Ve  150-220
Fz 012-018 Fz 013-026
Ap  03-80 Ap  03-80
Iscar
APKT 1604 PDTR PF UN330
STAINLESS STEEL CAST IRON
Ve 120- 180 Ve  130-220
Fz 012-018 Fz 012-022
Ap  05-150 Ap  05-150
KORLOQY. ZCC
APKT 1604 PDTR PM UN330
STAINLESS STEEL CASTIRON  fl,@%a
Ve  150- 200 Ve  150-220
Fz 019-029 Fz 015-026
Ap  05-150 Ap  05-150
KORLOY. ZCC

APKT 160408 PDTR (STD) UN330

STAINLESS STEEL CAST IRON
Ve 150 - 200 Ve 150 - 220
Fz 024-035 Fz 0.2-032
Ap  05-150 Ap  05-150
Iscar
BLUE




FAMILY

2100000104 APMT 1135 PDTR PF UN330  6.21 11.27 080 352 1.00

2100000160 APMT 1135 PDTR PM UN330 6.15  11.29 080 352 1.00 f
2100000188 APMT 1135 PDTR PM UN310 615 1129 080 352 1.00 E LrE
2100000186 APMT 1604 PDTR PF UN330 930 1730 080 476 160

2100000106 APMT 1604 PDTR (STD) UN330 933 1725 080 476 1.60
2100000190 APMT 1604 PDTR (STD)  UN310 933 1725 080 476 160 S

PRODUCT - LINE UF

APMT APMT APMT
1135 PF 1604 PF 1135 PM
UN3Z30 UN330 UN310

W1 LE RE S BS

APMT APMT APMT
1135 PM 1604 (STD) 1604 (STD)
UN330 UNZ10 UN330

FINISHING

Chip Breakers

PF

« Sharp Chip-breaker

* for Finishing and sticky material

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

(STD)
» Mid & Roughing conditions Chip-Breaker

Mid. Conditions ROUGHING

PM

= Semi Finishing chip Breaker for General Machining

* First Choice for stable conditions
» Recommended Feed (Fz) : 0.20 (mm/tooth)

* for General-tough or unstable machining conditions

» Recommended Feed (Fz) : 0.28 (mm/footh)

GRADES
[

= Sub Micron Substrate & Hyper Pulsed PVD coaling
= Suitable for Medium to High Cutting Speed in MILLING

- An excellent option for Milling in stable condition.

UN310

Application with a focus on wear resistance

-

f
Ve UN310
High
r. y L
UN330
b, A
-
Ve \_ J -
Low
FINISHING ROUGHING '\,

UN330

Sub Micron Substrate & Hyper Pulsed PVD coating
General Purpose MILLING Applications

Where a good balance of wear resistance and toughness
is required.

First Choice for Milling in all condition

Cutting Conditions

(P)
STEEL
Ve  130-190
Fz 016-024
Ap  05-100

CUTTER COMPATIBLE

STEEL
Ve  130- 190
Fz 022-028
Ap  05-100

CUTTER COMPATIBLE

STEEL
Ve 130 - 190
Fz 022-028
Ap 0.5-100

CUTTER COMPATIBLE

STEEL
Ve  130-190
Fz 010-022
Ap  05-150

CUTTER COMPATIBLE

STEEL
Ve  130- 190
Fz 022-032
Ap  05-150

CUTTER COMPATIBLE

STEEL
Ve 130 - 190
Fz 022-032
Ap 0.3-15.0

CUTTER COMPATIBLE

mm—

M)
STAINLESS STEEL

Ve 150 - 200
Fz 016-024
Ap  05-100

Mistubishi

STAINLESS STEEL

Ve 150 - 200

Fz 024-030

Ap  05-100
Mistubishi

STAINLESS STEEL

Ve  130- 180
Fz 024-030
Ap  05-100

Mistubishi

STAINLESS STEEL

Ve 150 - 200
Fz 012-020
Ap  05-150

Mistubishi

STAINLESS STEEL

Ve 150 - 200

Fz 024-032

Ap  05-150
Mistubishi

STAINLESS STEEL

Ve 150 - 200

Fz 024-032

Ap  03-150
Mistubishi

APMT 1135 PDTR PF UN330

(K)
CAST IRON
Ve o 150-220
Fz 016-024
Ap  05-100

T —

it Cholcw

APMT 1135 PDTR PM UN330

CAST IRON
Ve  150-220
Fz 020-028
Ap  05-100

o1
e Gﬂ;h-:

APMT 1135 PDTR PM UN310

CAST IRON
Ve  130-220
Fz 020-0.28
Ap  05-100

APMT 1604 PDTR PF UN330

CAST IRON
Ve 150-220
Fz 008-022
Ap  05-150

ﬁa? .:H:

APMT 1604 PDTR (STD) UN330

CAST IRON
Ve  150-220
Fz 020-032
Ap  05-150

?J'llzl!i' i:h;h-:l

APMT 1604 PDTR (STD) UN310

CAST IRON
Ve  150-220
Fz 020-032
Ap  03-150




Cutting Conditions

LNMU 0303 UN330

(P) (M) (K) 9l_amo
PAMES STEEL STAINLESS STEEL CAST IRON o
[ Ve  100- 200 Ve 120-180 Ve  100-220
L Ic RE S Fz 015-0.70 Fz 020-0.70 Fz 0.20-080
Ap 0.2-1.0 Ap  02-08 Ap  02-10

2100000164 LNMU 0303 UN330 11.60  6.00 1.20 4.30 L T
» CUTTER COMPATIBLE  TUNGALQY

PRODUC TE S High Feed Line — Over

[ LNMU 0303 UN330 ] Ve oY

R ————— ) Difficuit SDMT 12
Conditions
FINISHING Mid. Conditions ROUGHING

Chip Breakers SDMT 09

Pg.19
- J/
» Shamp Chip-breaker
* for Finishing and sticky material WNMX 09
» Recommended Feed (Fz) : 0.15 (mm/tooth) \ Fg.13
GRADES
____GRADES_ L NWU 03
| Pg.33
J
— ]
Ve
High Stable Pg.11
Conditions
r .
i b i m: Lower Power High Power
UN330 - Sub Micron Substrate & Hyper Pulsed PVD coating Lower Depth of Cut Higher Depth of Cut
- Excellent for high-Feed MILLING Applications
- Where wear resistance is required.

= First Choice for Milling all maferials

Ve . A . "y
Low

FINISHING ROUGHING

B s LIS
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OFMT 05T308 TR UN330

(P) (M) (K) 9. o
FAMIES STEEL STAINLESS STEEL CAST IRON o
Ve 130- 190 Ve 150- 180 Ve  130-220
IC RE S Sar B Fz 014-028 Fz 016-0.28 Fz 014-028
| Yo Ap  05-60 Ap  05-60 Ap  05-60
2100000206  OFMT 05T3 TN UN330 525 080 396 =y -

CUTTER COMFATIBLE  WALTER. ISCAR

PRODUCT - LINE UF 45 Degree Machining - Ove

[ OFMT 0573 TN UN330 ] s —m\l
Difficult SNMX 1206
— .
Conditions SEKN 1203
FINISHING Mid. Conditions ROUGHING

Chip Breakers SEKR 1203
Pg.25

N /
* 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 { | ozt
GRADES SEKT 1204 PF
OFMT 0573 | Pg.23
[
Ve
High Stable
Conditions
- = - m Lower Power H{gh Fower
UN330 - Sub Micron Substrate & Hyper Pulsed PVD coating Lower Depth of Cut Higher Depth of Cut
- Excellent for high-Feed MILLING Applications
= Where wear resistance is required.

= First Choice for Milling all materials

Ve b A . S
Low

FINISHING ROUGHING




BT o o v
FAMILY STEEL STAINLESS STEEL CAST IRON

IC S 0

2100000210 RDMT 0802 MO PM UN330 8.00 238 E; l{fg ) é_gﬁ] g J_?S - fﬂi’] E {: ?g ) 5_25”8
2100000212 RDMW 0802 M0 UN330 8.00 238 & Ap 05-20 Ap 05-20 Ap 05-20
2100000114 RDMT 1073 MO PM UN330 10.00 397 TR COMPATIELE  WALTER

2100000176 RDMW 1073 MO UN330 10.00 397

9100000116 RDMT 1204 MO PM UN330 12.00 476 @ RDMW 0802 MO UN330

Ve  150-220 Ve  150-220
PRODUCT - LINE UP Fr  018.058 Fz 018-058

Ap 05-20 Ap 05-20
RDMT RDMW RDMT RDMW RDMT RDMW CUTTER COMPATIBLE  WALTER
0802 PM 0802 1073 PM 1073 1204 PM 1204
UN330 UN330 UN330 UN330 UN330 UN330
- RDMT 10T3 MO PM UN330
FINISHING Mid. Conaitions ROUGHING STEEL STAINLESS STEEL CAST IRON
. Ve 130 - 190 Ve  150- 200 Ve  150- 220
Chip Break
Fz 015-044 Fz 0.15-050 Fz 018-064
PM Ap 05-25 Ap 05-25 Ap 05-25
= Semi Finishing chip Breaker for General Machining CUTTER COMPATIBLE — WALTER
* First Choice for stable conditions
- Recommended Feed (Fz) : 0.20 (mm/tooth) RDMW 1073 M0 UN330
w) STEEL STAINLESS STEEL CAST IRON
. Ve 150 - 220 Ve  150-220
= Fat top - no chip breaker Ez 018064 Ez 018064
« for General-tough or for hardened material Ap 05-25 Ap 05_.25
- Recommended Feed (Fz) : 0.28 (mm/tooth) CUTTER COMPATIBLE  WALTER
GRADES
RDMT 1204 MO PM UN330
l STEEL STAINLESS STEEL CAST IRON i?ﬂm'?,;
X
o Ve Ve 130 - 190 Ve  150- 200 Ve  150-220 §
= High Fz 0.21-051 Fz 021-058 Fz 050-0.74 qQ
~ Ap 05-30 Ap 05-30 Ap 05-30 o
2 ) o UN330 CUTTER COMPATIBLE ~ WALTER o
g UN3230 = Sub Micron Substrate & Hyper Pulsed PVD coating E
= - General Purpose MILLING Applications RDMW 1204 MO UN330 Q
E - Where a good balance of wear resistance and foughness P o
is required. STEEL STAINLESS STEEL CAST IRON .j'ﬂ a8
Ve = First Choice for Milling in all condition Ve 150 - 220 Ve 150 - 220
Low b g h ’ Fz 025-074 Fz 025-074
Ap 05-30 Ap 05-30

FINISHING ROUGHING
CUTTER COMPATIBLE WALTER

BLUE
Yy
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FAMILY

ic S

2100000142 RPMT 08T2 MO PF UN330 8.00 276 ( N
2100000192 RPMT 1073 MO PM UN310 10.00 3.97 @
2100000118 RPMT 1073 MO PM UN330 10.00 3.97
2100000172 RPMW 1073 MO UN330 10.00 3.97
2100000194 RPMT 1204 MO PM UN310 12.00 476 @
2100000120 RPMT 1204 MO PM UN330 12.00 4.76 rn
2100000144 RPMW 1204 MO UN330 12.04 4.76
FRODUCT - LINE UF

RPMT RPMT RPMT RPMT RPMW RPMT RPMW

08T2 PF 10T3 PM 1073 PM 1204 PM 1073 1204 PM 1204
UN330 UN310 UN330 UN310 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/tooth)

(W)

* Flat top - no chip breaker

* for General-tough or for hardened material
» Recommended Feed (Fz) : 0.28 (mm/tooth)

GRADES

UN310

= Sub Micron Substrate & Hyper Puised PVD coating
= Suitable for Medium to High Cutting Speed in MILLING

Appiication with a focus on wear resistance

- An excellent option for Milling under stable condition

which are not foo aggresive.

[
" ™y
Ve UN310
High
~ R
UN330
L. A
Ve - v,
Low
FINISHING ROUGHING

-

UN330

« Sub Micron Substrate & Hyper Pulsed PVD coating

= General Purpose MILLING Application where a good
balance of wear resistance and toughness is required.

= First Choise for Milling in all condition

Cutting Conditions

(P)
STEEL
Ve  130-190
Fz 0.12-0.38
Ap  05-20

CUTTER COMPATIBLE

STEEL
Ve 130 - 190
Fz 0.15-044
Ap 05-25

CUTTER COMPATIBLE

STEEL
Ve 130 - 190
Fz 015-0.44
Ap 05-20
CUTTER COMPATIBLE
STEEL
Ve 150 - 220
Fz 018-0.72
Ap 05-20

CUTTER COMPATIBLE

STEEL
Ve  150-190
Fz 0.21-051
Ap  05-30

CUTTER COMPATIBLE

STEEL
Ve  130-190
Fz 0.21-051
Ap  05-30

CUTTER COMPATIBLE

STEEL
Ve 150 - 220
Fz 025-082
Ap 05-30

CUTTER COMPATIBLE

T [
JEEEEEEEEEEEEEEE

(M)
STAINLESS STEEL
Ve 150 - 200
Fz 012-038
Ap  05-20
MITSUBISHI
STAINLESS STEEL
Ve 150 - 200
Fz 0.15-050
Ap  05-20
MITSUBISHI
STAINLESS STEEL
Ve 150 - 200
Fz 0.15-0.50
Ap  05-20
MITSUBISHI
STAINLESS STEEL
MITSUBISHI
STAINLESS STEEL
Ve 150 - 200
Fz 021-058
Ap  05-30
MITSUBISHI
STAINLESS STEEL
Ve 150 - 200
Fz 021-058
Ap  05-30
MITSUBISHI
STAINLESS STEEL
MITSUBISHI

"

RPMT 08T2 MO PF UN330

(K)
CAST IRON
Ve 150 - 220
Fz 010-045
Ap  05-20
RPMT 10T3 MO PM UN310
CAST IRON
Ve 150 - 220
Fz 018-064
Ap  05-20
RPMT 10T3 M0 PM UN330
CAST IRON
Ve 150 - 220
Fz 018-0.64
Ap  05-20
RPMW 10T3 MO UN330
CAST IRON
Ve 150 - 220
Fz 018-072
Ap  05-20
RPMT 1204 MO PM UN310
CAST IRON
Ve 150 - 220
Fz 025-074
Ap  05-30
RPMT 1204 MO PM UN330
CAST IRON
Ve 150 - 220
Fz 025-074
Ap  05-30
RPMW 1204 MO UN330
CAST IRON
Ve 150 - 220
Fz 025-082
Ap  05-30

RPMT & RPMW
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SDMT 09T312 PR UN330

(P) (M) (K) s 20
FAMILY STEEL STAINLESS STEEL CAST IRON
Ve 100 - 200 Ve 120 - 180 Ve 100 - 220
c RE g . Fz 050-1.20 Fz 050-1.20 Fz 050-120
2100000132 SDMT 09T312PR  UN330 9.53 120 397 _ > @ Ap  05-3.0 Ap  08-24 Ap  0.50-30
2100000134 SDMT 1205 PR UN330 1270 120 556 =_. 9 CUTTER COMPATIBLE ~ MITSUBISHI. HITAGHI
SDMT 1205 PR UN330
STEEL STAINLESS STEEL CAST IRON
Ve  100-200 Ve  120- 180 Ve 100 - 200
PRODUCT - LINE UF Fz 070-150 Fz 070-150 Fz 0.70-150
Ap 05-30 Ap 08-24 Ap 05-30
CUTTER COMPATIBLE ~ MITSUBISHI. HITACHI
ﬂg]sr;;n;;]::g ,fffgﬁ High Feed Line — Over
UN330 UN330
-
FINISHING Mid. Conditions ROUGHING
[
e ™
Difficult SDMT 12

Chip Breakers Conditions

* FHat Top chip breaker
* for For aggressive high feed and for hardened maternal ,
- Recommended Feed (Fz) : 0.80 (mmy/tooth) SDMT 09 o 19

GRADES
WNMX 09

LNMU 03
| una3ol | =)
[ W
- R g - -
UN330 - Sub Micron Substrate & Hyper Pulsed PVD coating . h
= Excellent for high-Feed MILLING Applications \
- where wear resistance is required.
= First Choice for Milling all materials Stable Pg.11 |
A 4 - 4 Conditions '
iy Lower Power High Power
FINISHING ROUGHING Lower Depth of Cut Higher Depth of Cut

JEEEEEEEEEEEEEEEEE



Cutting Conditions

SEKN 1203 AFTN UN330

(P) (M) (K) T e
FANES STEEL STAINLESS STEEL CAST IRON e
Ve  130- 190 Ve  150-220
LE RE S BS . Fz 015-032 Fz 015-046
2100000150 SEKN 1203AFTN  UN330 1270  1.00 318 1.1 , . H Ap  05-70 Ap  05-70
2100000154 SEKR 1203AFTN  UN330 1270  1.00 318 1.1 =L CUTTER COMPATIBLE  1SO Standard

SEKR 1203 AFTN UN330

PRODUCT - LINE UF STEEL STAINLESS STEEL CAST IRON fﬂ,gmﬂ

Ve 130 - 190 Ve  150- 200 Ve  150-220
Fz 015-032 Fz 015-032 Fz 018-046
[ SEKR ] [ SEKN ] Ap 05-70 Ap 05-70 Ap 05-70
1203 1203
UN330 UN330 CUTTER COMPATIBLE  ISO Standard
-
FINISHING Mid. Conditions ROUGHING
45Deg machining — Over

Chip Breakers

(R) | g Y

« Semi Finishing chip Breaker for General Machining Difficult ggﬂ"f ; ggg

« First Choice for stable conditions Conditions

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

(N)

- Mid. conditions - flat top ' SEKR 1203 :

= for Generaltough or unstable machining conditions N Pg.25

- Recommended Feed (Fz) : 0.25 (mm/tooth)

GRARES - SEKT 12T3 PM

l SEKT 1204 PM . Pg.21 |
7] —
m
P
Z . |
Qo - SEKT 1204 PF
» ) o UN330 OFMT 05T3 \ Pg23 |
rx" UN330 - Sub Micron Substrate & Hyper Pulsed PVD coaling T B
" - Excellent for high-Feed MILLING Applications
= Where wear resistance is required.
- First Choice for Milling all materials
. v e . Stable
Conditions
FINISHING FECHL-'GI—.’.U'-Jf;'|T Lower Power High Power
Lower Depth of Cut Higher Depth of Cut

¥ 1 B e




FAMILY

IC RE S BS
2100000126  SEKT 1204 AFTN PF UN330 1270 1.00 4.85 1.00
2100000162 SEKT 1204 AFTN PM UN330 12.70 1.00 485 1.20
2100000196  SEKT 1204 AFTN PM UN310 12.70 1.00 485 1.20 H
2100000128 SEKT 12T3AGSN PM  UN330 13.40 0.90 3.97 1.20 3l
—
PRODUCT - LINE UP
SEKT SEKT SEKT SEKT
1204 PF 1273 PM 1204 PM 1204 PM
UN330 UN330 UN310 UN330
P
FINISHING Mid. Conditions ROUGHING
Chip Breakers

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

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

PM

= Semi Finishing chip Breaker for General Machining

» First Choice for stable conditions

- Recommended Feed (Fz) : 0.28 (mm/tooth)

GRADES

-,
-

UN310
- ™
UN330
b #
Ve " J
Low
FINISHING RO‘UGHfNGF

UN310
P

= Sub Micron Substrate & Hyper Pulsed PVD coating

= Suitable for Medium fo High Cutting Speed in MILLING
Application with a focus on wear resistance

- An excellent option for Milling in stable condition

p UN330

- Sub Micron Substrate & Hyper Pulsed PVD coating
- Excellent for high-Feed MILLING Appiications

- where wear resistance is required.

= First Choice for Milling all materials
L J

Cutting Conditions

SEKT 1204 AFTN PF UN330
(P) (M) (K)
STEEL STAINLESS STEEL CAST IRON
Ve  130-190 Ve 150- 180 Ve  130-220
Fz 014-028 Fz 016-028 Fz 014-028
Ap 05-6.0 Ap  05-60 Ap  05-6.0
CUTTER COMPATIBLE SECO. ISCAR
SEKT 1204 AFTN PM UN330
STEEL STAINLESS STEEL CASTIRON  [l.Bno
Ve  130-190 Ve 150 - 200 Ve  150-220
Fz 018-038 Fz 020-038 Fz 016-046
Ap 0.5-6.0 Ap  05-60 Ap 05-60
CUTTER COMPATIBLE SECO. ISCAR
SEKT 1204 AFTN PM UN310
STEEL STAINLESS STEEL CAST IRON
Ve  130-190 Ve 150 - 200 Ve  150-220
Fz 0.18-0.38 Fz 020-038 Fz 016-046
Ap 02-40 Ap 02-40 Ap 02-40
CUTTER COMPATIBLE BECO. ISCAR
SEKT 12T3 AGSN PM UN330
STEEL STAINLESS STEEL CASTIRON 3o
Ve  130-190 Ve 150 - 200 Ve  150-220
Fz 015-032 Fz 015-032 Fz 018-046
Ap 05-6.0 Ap  05-60 Ap  05-6.0
CUTTER COMPATIBLE MITSUBISHI. SANDVIK
45Deg machining — Over
‘  SNMX 1206 N
Difficult SEKN 1203
Conditions - SEKR 1203
' SEKT 12T3 PM
SEKT 1204 PM
' SEKT 1204 PF
OFMT 05T3
u
Pg.23 |
Stable
Condifions
Lower Power High Fower
Lower Depth of Cut Higher Depth of Cut

BLUE
A




Cutting Conditions

SNKX 1205 PM UN330

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

IC RE S BS Ve  130- 190 Ve 150 -220
2100000218  SNKX 1205 PM UN330 12.70 0.90 3.97 1.80 Fz 0.14-0.26 Fz 017-034
- Ap 05-50 Ap  05-50
2100000158  SNMX 1206 ANN  UN330 12.70 1.00 485 1.80 gjl,i
I¢ N
2100000228  SNMX 1206 ANN  UN310 12.70 1.00 4.85 1.80 CUTTER COMPATIBLE — SECO. ISCAR
e
SNMX 1206ANN UN330
PRODUCT - LINE UF STEFEL STAINLESS STEEL CASTIRON 3@
Ve  130-220 Ve  130-220
Fz 0.11-032 Fz 0.10-0.38
SNMX SNKX SNMX Ap 05-60 Ap  05-60
1206 1205 PM 1206
UN310 UN330 UN330 CUTTER COMPATIBLE KORLOY
-
FINISHING Mid Conditions ROUGHING SNMX 1206ANN UN310
STEEL STAINLESS STEEL CAST IRON
Chip Breakers
P Fz 0.11-032 Fz 0.10-0.38
Ap 03-50 Ap  03-50
CUTTER COMPATIBLE KORLOY
PM
« Semi Finishing chip Breaker for General Machining
- First Choice for stable conditions 45Deg machining — Ove
- Recommended Feed (Fz) : 0.20 (mm/tooth)
‘ - >

SNMX 1206

GRADES Difficult SEKN 1203
Conditions _

' SEKR 1203

3 - +
) = Sub Micron Substrate & Hyper Puised PVD coating | SEKT 12T3 PM
UN310 = Suitable for Medium to High Cutting Speed in MILLING SEKT 1204 PM S
Application with a focus on wear resistance )
= An excellent option for Milling in stable condition . " SEKT 1204 PF Pg.21
. J OFMT 05T3 | =)
' ™,
T  unssol
| A
- Pg.23 |
= Sub Micron Substrafe & Hyper Pulsed PVD coating = .
= Excellent for high-Feed MILLING Applications
s ) - Where wear resistance is required. Stable \ Pa.13 )
. ] - : Conditions ) )
= First Choice for Milling all materials
FINISHING ROUGHING - g Lower Power High Power
Lower Depth of Cut Higher Depth of Cut

w151 KIS M s IR



dIMdS ® NMdS

FAMILY

2100000122
2100000124
2100000216

PRODUCT - LINE UF

SPKN 1203 EDITR
SPKR 1203 EDTR
SPKN 1504 EDTR

L RE S BS Q‘%
£
UN330 1270 080 318  1.10 - &
UN330 1270 080 318  1.10 D
UN330 15.88 1.00 476 1.40 L

|

SPKR
1203

SPKN SPKN
1203 1504
UN330 UN330 UN330

FINISHING

Chip Breakers

(R)

Mid. Conditions

ROUGHING

« 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/ooth)

GRADES

Ve
High

Vo

UN330

~

Low

FINISHING

ROUGHING

-

",

| un330)
- Sub Micron Substrate & Hyper Pulsed PVD coating
- Excellent for high-Feed MILLING Appiications

- Where wear resistance s required

= First Choice for Milling all materials

Cutting Conditions

(P)
STEEL
Ve  130- 190
Fz 015-030
Ap  05-70
CUTTER COMPATIBLE
STEEL
Ve 130 - 190
Fz 015-030
Ap  05-70
CUTTER COMPATIBLE
STEEL
Ve 150 - 240
Fz 015-034
Ap  03-90
CUTTER COMPATIBLE

(M)
STAINLESS STEEL

150 Standard

STAINLESS STEEL

Ve  150-210
Fz 0.15-030
Ap  05-70

ISO Standard

STAINLESS STEEL

150 Standard

SPKN 1203 EDTR UN330

(K) st one®
CAST IRON
Ve 150 - 220
Fz (018-043
Ap  05-70

SPKR 1203 EDTR UN330

el
ey

CAST IRON Tl e

Ve 150-220
Fz 018-043
Ap 05-70

SPKN 1504 EDTR UN330

CAST IRON
Ve 150-240
Fz 018-043
Ap  05-90

x
X
o
7
o3
2
X
Q
7




T

SPMT 060304 TN

(P) (M) (K)
FAMILY - J STEEL STAINLESS STEEL CAST IRON

IC RE S BS Ve 150 - 240 Ve 150 - 240 Ve 150 - 240
-, Fz 006-012 Fz 0.06-008 Fz 005-014
2100000220 SPMT 060304 TN  UN330 6.00 040 325 070 Ap 0.3-60 Ap 05-60 A 0.3-60
2100000222  SPMT 097308 UN330 954 080 397 1.00 [h CUTTER COMPATIBLE  LAMINA
2100000224  SPMT 127308 UN330 1329 080 396 1.00 iy
|
SPMT 09T308
5/ me@
PRODUCT - LINE UF STEEL STAINLESS STEEL CAST IRON {3t Chatce
Ve  150-210 Ve  150-240 Ve 150 - 240
Fz 006-015 Fz 005-011 Fz 006-022
Ap 03-6.0 Ap 0.3-6.0 Ap  03-60
SPMT SPMT SPMT
060304 TN e e i CUTTER COMPATIBLE WALTER
UN330 UN330 LUN33Z0
- SPMT 12T308
FINISHING Mid Conditions ROUGHING STEEL STAINLESS STEEL CAST IRON
Ve  150-210 Ve  160-210 Ve 150 - 240

Fz 007-0.18 Fz 009-012 Fz 010-028
Chip Breakers Ap  05-120 Ap 05-120 Ap 05-120
CUTTER COMPATIBLE SANDVIK

= Mid Conditions — Tough Chip breaker
* Optimized for slot machining and similar tough applications
= Recommended Feed (Fz) : 0.11 (mm/tooth)

GRADES
L

Ve
High
| unasal
i Ty -
UN330 - Sub Micron Substrate & Hyper Pulsed PVD coafing

- Excellent for high-Feed MILLING Applications

= Where wear resistance is required.

- First Choice for Milling all materials
Ve . s . r

Low

FINISHING ROUGHING




NI B

TPKN 1603 PDR PM UN330

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

IC LE RE S BS
2100000110  TPKN 1603PDRPM  UN330 952 1390 050 318 090 Ve 130-170 Ve 150-220
: Fz 016-025 Fz 015-027
2100000112  TPKR 1603 PPRPM  UN330 952 1390 050 318 090 e Ap 05-120 Ap 05-120
2100000146  TPKN 2204 PDRPM  UN330 1270 19.12 080 476 1.20 % CUTTER COMPATIBLE 150 Standard
2100000148  TPKR 2204 PDRPM  UN330 1270 19.12 080 476 1.20 .-
TPKR 1603 PPR PM UN330
STEEL STAINLESS STEEL CASTIRON  l.B%m
PRODUCT - LINE UP Ve 130 - 190 Ve 140 - 200 Ve 150 - 220
Fz 012-0.19 Fz 013-0.19 Fz 014-027
Ap s5-120 Ap  05-120 Ap  05-120
TPKR TPKN TPKR TPKN CUTTER COMPATIBLE 150 Sfandard
1602 PPR PM 16032 PM 2204 PM 2204 PM
UN330 UN330 UN330 UN330
-— TPKN 2204 PDR PM UN330
FINISHING Mid. Conaftions ROUGHING STEEL STAINLESS STEEL CASTIRON  Tlsenl
Ch;p Breakers VC 130 = fgﬂ VC' 150 = 220
Fz 018-0.230 Fz 018-0.32
R) Ap  05-180 Ap 05-180
= Semi Finishing chip Breaker for General Machining CUTTER COMPATIBLE —ISO Stanaard
* First Choice for stable conditions
- Recommended Feed (Fz) : 0.20 (mm/tooth) TPKR 2204 PDR PM UN330
(N) STEEL STAINLESS STEEL CAST IRON
* Mid. conditions - flat top Ve 130-190 Ve 140- 200 Ve  150-220
* for General-tough or unstable machining conditions Fz 016-025 Fz 016-025 Fz 016-027
- Recommended Feed (Fz) : 0.25 (mm/tooth) Ap  05-180 Ap  05-180 Ap  0.5-180
CUTTER COMPATIBLE ~ ISO Standard
GRADES
1
Ve
High

UN330
i ~ .

UN330 - Sub Micron Substrate & Hyper Pulsed PVD coafing

dMdl @ NMdL

1
&
-
o
2
x
Q.
b~

= Excellent for high-Feed MILLING Applications
- Where wear resistance is required
= First Choice for Milling all materials

- Y A

Vi \
Low

FINISHING ROUGHING




a9

| WNMX 09T316 ZNN UN330
(P) (M) (K) Gl e
FAMICS STEEL STAINLESS STEEL CAST IRON '
Ve 100 - 200 Ve 120-180 Ve  100-220
IC LE RE BS Fz 040-150 Fz 040-1.20 Fz 040-1.50
Ap 05-13 Ap 05-10 Ap 05-13
2100000178  WNMX 09T316 ZNN  UN330 9525 360 1.60 1.70
CUTTER COMFATIBLE KORLOY
PRODUCT - LINE
High Feed Line — Over
[ WNMX 09T316 ZNN umsso] |
— i 'f/.-
Difficulf SDMT 12
FINISHING Mid. Conditions ROUGHING Conditions
Chip Breakers
SDMT 09
Pg.19
A _/
* MID. CONDITIONS Chip-breaker
= For Semi- Finishing High feed applications
. Recommended Feed (Fz) : 1.10 (mm/tooth) WNMX 09 | py 19
GRADES
LNMU 03
\ Pg.33
]
Vi
High
Stable Pg.11
m Conditions
s ™y - -
. 5 . Lower Power High Power
UN330 Sub Micron Substrate & Hyper Pulsed PVD coating Lower Depth of Cut Higher Depth of Cut
= Excellent for high-Feed MILLING Applications
= Where wear resisfance is required.
= First Choice for Milling all materials
II"IIIC b e b 4

Low

FINISHING ROUGHING
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— | oraoe § o
GRADE ISO Features & Applications
p —
a - For All Drilling Applications (internal and External Inserts)
Light ' UN330 — _ _ _
Machining \smué P gﬂffﬁgsfs;ﬁﬂf Steel, Stainless steel, hardened material
)
FEED - - Extremely versatile grade for all conditions of cutting
g 0.04-0.10  lwemx PuF Sub micron
p - PVDcoated g9 Should be used for all Drilling operations - with coolant
Mid.
Machining ©XE2E

249 49
DRIELING | (GENERAL I = =
SPMG PR-P41) SPMG PR-[P41) SPMG FR-FP41)
i 1
# Bt i
FEED Cutting Stable Medium Un-Stable Cutfing Stable Medium Un-Stable
wwﬁ PP ! PP

Speed Speed

Heavy
Machining |sems Pr

41) ]
4 ™
FEED JL‘! ‘J 6 6
0.10-0.18
L WCMX PM-(P45] CAMX PAM-{P45 )

l
FJ
E

PM
= Semi Finishing chip Breaker for General Machining

« First Choice for all conditions
- Recommended Feeds (Fz) are between: 0.05 - 0.13 (mm/tooth)

Cutting Stable Medium Lin-Stable Cutting Stable Medium Lin-Stable
Speed Speed

PR UN330 UN330

* Mid. to Roughing chip Breaker
= First choice for aggressive and unstable drilling conditions M H
- Recommended Feeds (Fz) are between: 0.09 - 0.18 (mmv/tooth) Feed Rate Feed Rate

I Lo

AZ+ TV I
A P




GRADES

]
FAMILY e |
IC RE =
3100000024  SPMG 050204 PM  UN330 5.00 0.40 237 = ; \ ) UN330
’, UN330 - Sub Micron Substrate & Hyper Pulsed PVD coating
3100000012 SPMG 050204 PR LUIN330 500 0.40 237 @ . o
I , - General Purpose DRILLING Applications
3100000026 SPMG 060204 PM LIN330 6.00 0.40 2.38 ) _ _ )
= An exceptional grade ensuring long fool life and high
2100000014 SPMG 060204 PR LIN330 6.00 040 238 E toughness for both internal insert and the external ones..
2100000028 SPMG 077308 PM UIN330 794 0.80 3.97 ke ve - First Choice for Drilling in all condition
L A b A

100000016 SPMG 07T308 PR LIN330 7.94 0.80 397 . Low
3100000030 SPMG 090408 PM LIN330 978 0.80 4.30 EINISHING HDUGHWC-;
2100000018 SPMG 090408 PR LUIN330 978 0.80 430
2100000032 SPMG 110408 PM LIN330 11.50 0.80 476
2100000020 SPMG 110408 PR LIN330 11.50 0.80 476
3100000022 SPMG 140512 PM LIN330 14.30 1.20 520
PRODUCT - LINE UP

( spmc | [ SPMG ( spmc | [ SPMG ) SPMG

050204 PM 060204 PM 077308 PM 090408 PM 110408 PM
. unase | | UN330 . un3zo | | un3so | UN330
( spMc | [ SPMG ( spMc | [ SPMG ) SPMG SPMG
050204 PR 060204 PR 07T308 PR 090408 PR 110408 PR 140512PM
| un3zo | | 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

SPMG * First choice for aggressive and unstable drilling conditions

: « Recommended Feeds (Fz) are between: 0.09 - 0.18 (mm/footh)

s BN

s LIS
VY,



Cutting Conditions

(P)
STEEL
Ve  100-170
Fz 0.04-0.09

Ap

DRILLING BODY COMPATABILITY

STEEL

Ve 100- 170
Fz 008-012

Ap

DRILLING BODY COMPATABILITY

STEEL
Ve 100- 170
Fz 004-009

Ap

DRILLING BODY COMPATABILITY

STEEL
Ve 100- 170
Fz 010-016

Ap

DRILLING BODY COMPATABILITY

STEEL

Ap

Ap

DRILLING BODY COMPATABILITY

Ve 100- 170
Fz 005-0.10

DRILLING BODY COMPATABILITY

STEEL
Ve 100 - 170
Fz 016-022

SPMG 050204 PM UN330
(M) (K) (P) (M)
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 170-230 Ve  150- 210 Ve  100- 170 Ve 170-230
Fz 004-0.09 Fz 0.07-0.10 Fz 006-011 Fz 006-011
Ap Ap Ap Ap
TaeguTec DRILLING BODY COMPATABILITY TaeguTec
SPMG 050204 PR UN330
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 170-230 Ve  150- 210 Ve  100- 170 Ve 170-230
Fz 008-0.12 Fz 0.07-0.14 Fz 015-022 Fz 016-0.22
Ap Ap Ap Ap
TaeguTec DRILLING BODY COMPATABILITY TaeguTec
SPMG 060204 PM UN330
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 170-230 Ve  150-210 Ve  100- 170 Ve 170-230
Fz 0.04-0.09 Fz 0.07-0.10 Fz 007-014 Fz 006-011
Ap Ap Ap Ap
TaeguTec DRILLING BODY COMPATABILITY TaeguTec
SPMG 060204 PR UN330
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve 170-230 Ve  150- 210 Ve  100- 170 Ve  170-230
Fz 010-0.16 Fz 0.10-0.16 Fz 020-026 Fz 021-026
Ap Ap Ap Ap
TaeguTec DRILLING BODY COMPATABILITY TaeguTec
SPMG 07T308 PM UN330
STAINLESS STEEL CASTIRON ;2% STEEL STAINLESS STEEL
Ve 170-230 Ve  150- 210 Ve  100- 170 Ve 170-230
Fz 0.05-0.10 Fz 0.10-0.11 Fz 012-018 Fz 0.13-0.18
Ap Ap Ap Ap
TaeguTec DRILLING BODY COMPATABILITY TaeguTec
SPMG 07T308 PR UN330
STAINLESS STEEL CASTIRON o230
Ve 170-230 Ve  150- 210
Fz 017-0.22 Fz 0.16-022
Ap Ap
TaeguTec
I 510 | ILUE

SPMG 090408 PM UN330

(K)
CAST IRON
Ve  150-210
Fz 010-012

Ap

SPMG 090408 PR UN330

CAST IRON
Ve  150-210
Fz 015-022
Ap

SPMG 110408 PM UN330

CAST IRON
Ve  150-210
Fz 010-015
Ap

SPMG 110408 PR UN330

CAST IRON
Ve 150-210
Fz 018-026
Ap

SPMG 140512 PM UN330

CAST IRON
Ve  150-210
Fz 012-018
Ap




(P) (M) (K)
FAMILY 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 0.80 238 Fz 004-0.09 Fz 004-009 Fz 007-010
3100000004 WCMX 040208 PM  UN330 635 430 080 2.38 L it S
3100000006 WCMX 050308 PM  UN330 794 540 080  3.18 DRILLING BODY COMPATABILITY ISCAR. COMET
3100000008 WCMXO06T308 PM  UN330 952 650 080 397 ;fig
3100000010 WCMX 080412 PM  UN330 1270 870 120 476 \ = WCMX 040208 PM UN330
STEEL STAINLESS STEEL CAST IRON
Ve  100- 170 Ve 170-230 Ve  150-210
PRODUCT - LINE U Fz  0.04-0.09 Fz 0.04-0.09 Fz 007-010
Ap Ap Ap
DRILLING BODY COMPATABILITY ISCAR. COMET
WCOMX WCoMX WCMX WCMX WCMX
030208 PM 040208 PM 050308PM 06T308 PM 080412 PM
L UN330 J [ UN330 J [ 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 0.05-010 Fz 005-010 Fz 010-0_11
Ap Ap Ap

Chip Brastuuy DRILLING BODY COMPATABILITY ISCAR. COMET

PM WCMX 06T308 PM UN330
« Semi Finishing chip Breaker for General Machining STEEL STAINLESS STEEL CAST IRON ':fl,-ﬂ;ﬁg:g
» 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) Ez  006-011 Fz 006-011 Fz 010-012

Ap Ap Ap

WCMX 080412 PM UN330

DRILLING BODY COMPATABILITY ISCAR. COMET
GRADES
A

STEEL STAINLESS STEEL CAST IRON
Ve Ve 100 - 170 Ve  170-230 Ve  150-210
High Fz 007-0.14 Fz 006-011 Fz 010-0.15

 unaid) < v =

P “ « Sub Micron Substrate & Hyper Pulsed PVD coating DRILLING BODY COMPATABILITY ISCAR. COMET

UN330 -
/ = General Purpose DRILLING Applications

- An exceptional grade ensuring long tool life and high
toughness for both internal insert and the external ones

= First Choice for Drilling in all condition
VC e A Mo ~

FINISHING ROUGHING

s BN s LIRS
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___ CHIPBREAKERS & GRADESSELECTION 4 7 8

STEEL

NEGATIVE

Chip
Breakers

GRADES

Chip

M Breakers

STAINLESS

STEEL

K

CAST IRON

GRADES

Chip
Breakers

GRADES

D I

NEGATIVE

FINISHING

LG

MEDIUM

—

ROUGHING

UN6010

MF
MM
(TNUX)
UN210 |
' UN6025

UN6025

UN7010

BLUE

POSITIVE

FINISHING MEDIUM

—

ROUGHING

Chip

P Breakers

STEEL

GRADES

UN6025

Chip PF

Breakers

M -
|
STAINLESS

STEEL UN110

GRADES

UN6025

Chip
Breakers

K

CAST IRON

GRADES

BLUE




4 X numbers - CVD

UN 6
—

oA} 25]
—

Cutfing Stable Medivm Lin-Stable
Speed

%\
N .
Material : Version Application :
2 - Stainless J 05 - Supper finishing UN6025
5 - Aerospace 10 - Finishing
6 - Alloy steel 15 - Semi Finishing ﬂ"“
[/ - cast Iron 25 - Mid. Conditions
35 - Roughing - Feod Rate

BLUE

s LIRS

PVD Grades - Explained ‘ ‘
Cutfing Cutting Stable Medium LUn-Stable
Speed Speed
UNE6010
3 X numbers - PVD
A UNG6025 UNG6025
' A
| }
— — P K|
Feed Rate Feed Rate
s N ™
Material: Application:
1 - Muitr Matenal ( Turning) 05 - Supper finishing
2 - Stainless 10 - FHinishing J
3 - Medis Matenal (Miling) 15 - Sermi Finishing Cutting |  Stable Medium Un-Stable Cutting |  Stable Medium Un-Stable
5 - Aerospace 25 - Mid. Conditions Speed Speed
6 - Alloy steel 30 - Mid & Tough Conditions
7 - cast Iron 35 - Roughing UN210
o 7 UN6025
UN110
CVD Grades - Explained
M Feed Rate H Feed Rate




GRADE Features & Applications

P15 A very tough PVD grade with excellent wear resitance
UN110 —
M15 - M25 For cutting speeds (Vc) - up to 180 m/min
) T Developed for Internal Turning and Turning of Aerospace
Sub micron K10 K20 material
PVD coated
- - - In all applications should be used with coolant
UN210 M10 B M25 Unigue PVD grade, using palented deposition technology
Sub Micron Especially developed for Stainless steel machining, in
PVD Coated Turning Negative inserts
- P30 Modern CVD grade with very thick Alpha Alumina For high
UN6010 wear resistance Turning machining
K10 |l 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
CVD Coated ‘ ‘ In most applications should be used with coolant
Cobalt Enriched Substrate & CVD coated grade with Alpha
UNB6025 Alumina For General Tuming machining
- Aplicable for Alloy Steel, Stainless steel, cast Iron and some
M20 M40 Aerospace material
Cf?{ba’f Extremely versatile grade for all conditions of cutting, upto
Enriched cutting speed (Ve) of 300 m/min
CVD Coated —
‘ ‘ In most applications should be used with coolant
- P30 Modern CVD grade with very thick Alpha Alumina For high
UN7010 wear resistance Turning machining
K10 |l 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
CVD Coated ‘ ‘ In most applications should be used with coolant

A

Hyper Pulsed - Extremly Thick PVD coating & submicron substrate
= Unigue coating compaosition, with ground breaking deposition fechnology
= Thickest PVD coating in comercial use, with over 7mic of deposition

Hyper Pulsed PVD coating & submicron substrate
= Unique coating compaosition, with ground breaking deposition fechnology
= Especially developed for Stainfess steel machining

P10 substrate & modern CVD Coating
= Extremiy wear resistant Turning grade
- With CVD coating based of very thick Alpha Alumina
- Excellent wear resistance and hot hardness parameters

 uncozé)

Cobalt Enriched substrate & modern CVD Coating
= Extremiy versetile Turning grade
= With (MT) TiCN layer and Aipha Alumina
- Excellent combination of Toughness and wear resistance

L

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 parameters




PF

PM

(STD)

PR

MF

MM

CNM(A)

TNU(X)

= Sharp Chip-breaker

= for Finishing and sticky material

* for Semi- Finishing
* General Machining

= Tough Chip-breaker

= for Mid-tough machining

 Tough Chip-breaker

* for General-totuigh machining

« Sharp Chip-breaker

» Stainless Steel - Finishing

= for Semi- Finishing

« Stainless steel -General Machining

= Fat top Chip Breaker
= for Cast iron machining

» Very sharp chip breaker like KNUX
* for Low carbon steel & Stainless Steel

BLUE

= Fz min: 0.12 (mnm/Rev)

= Fz min

:0.18 (mm/Rev)

= Fz min: 0.24 (mnm/Rev)

= Fz min

:0.35 (mm/Rev)

= Fz min: 0.12 (mm/Rev)

= Fz min

:0.18 (mm/Rev)

= Fz min: 0.15 (mnm/Rev)

= Fz min

:0.10 (mm/Rev)

Chip Breaker name and Geometry Applications and Features

o
150

- Sharp chip breaker
= For finishing operations

PF Deg | ] ) )
= Also addopted for sticky material and Stainless steel
= Ghip Control starts at Fz: 0.12
= Semi Finishing chip breaker for General machining
g7 - First choice for stable machining and light-Mid.
PM 7.0 cutting pressure
e
- Ii' = Smooth cutling due to to very positive chip breaker
angles
= Chip Controi starts at Fz: 0.18
= Mid. cutting conditions - chip breaker for General
022 machining
180 - First choice for Un-stable machining with
(STD) g’ reasonable cutting pressure
= Reenforced chipbreaker allows for high shock
resistance
= Chip Controi starts at Fz: 0.25
= Roughing. chip breaker mostly used in tough
0.35 machining applications
50 21.0 = First choice for very Un-stable machining or for
PR Deg. i' thick casting "skin”
= Tough and reinforced cufting edge and chip breaker
angles
= Chip Controi starts at Fz: 0.35
0.15 = Flat top insert design
A gg = used mostly for Cast iron applications
(4) :\ = Chip Control starts at Fz- 0.15
= Use with UN 7010 grade for best results
= Sharp chip breaker
e - For finishing operations with performance similar to
X ;2-”. KNUX
eg
X Ii' - Also addopted for sticky material, Stainiess stee/
and Aerospace Material
= Chip Controi starts at Fz: 0.10
= Sharp chip breaker - especially developed for
stafnfess Applications
12.0
MF Deg E i = For finishing operations
= Also addopted for very soit or sticky material
= Ghip Control starts at Fz: 0.10
= Semi Finishing chip breaker - especially developed
0.06 for stainless Applications
2006 - First choice for all stainless steel applications
MM Deg i

= Also addopted for very soft | sticky material and
some Aerospace material

= Chip Control starts at Fz: 0.14




Cutting Conditions

CCMT 060204 PF UN110

(P) (m) (K)
FAMILY STEEL STAINLESS STEEL CAST IRON

IC LE RE S

5100000106 ~ CCMT 060204 PF UN110 635 635 040 238 P gﬂ ﬂi% . ‘BB?B Eﬂ ﬂ‘-“?g - 517;5'8 ;-:"C J?g - ;ﬂ%
5100000110 ~CCMT09T304PM  UN110 953 953 040 397 ; “‘”' AE 03-1.0 A; 03-1.0 A:; 0.3-2.0
5100000112 ~ CCMT 09T304 PM  UN6025 953 953 040 397 - 001 HOLDER COMPATABILITY 150 Standard
5100000114 CCMT 097308 PM UNT10 9.53 S 080 397 B CCMT 09T304 PM UN110
5100000116 ~ CCMT09T308 PM  UN6025 953 953 080 397 51 STEEL STAINLESS STEEL CAST IRON
5100000118  CCMT 120408 PM  UN110 1270 1270 080 4.76 e T P T
5100000120  CCMT 120408 PM  UN6025 1270 1270 080 4.76 — Er  014.022 Fz  014.0.22 Ez 014022
Ap 03-20 Ap 03-20 Ap 03-30
PRODUCT - LINEXS TOOL HOLDER COMPATABILITY — ISO Standard
CCMT 09T304 PM UN6025
CCMT COMT ceMT coMT coMmT CCMT comT STEEL STAINLESS STEEL CAST IRON
060204 PF 097304 PM 097304 PM 097308 PFM 097308 PM 120408 PM 120408 PM
UN 110 UN 110 UN 6025 UN 110 UN 6025 UN 110 UN 6025 Ve o 120-210 Ve 120 - 170 Ve  120-230
- Fz 014-022 Fr 014-022 Fz 014-022
FINISHING Mid. Conditions ROUGHING Ap e ” 20 2 Rl
TOOL HOLDER COMPATABILITY ~ ISO Standard
Chip Breakers CCMT 09T308 PM UI'N'HG
STEEL STAINLESS STEEL CASTIRON  l,Bua
PF | Ve 80-180 Ve  120- 170 Ve  100-180
» Sharp Chip-breaker - Starting Feed (Fz) : 0.12 (mm/Rev) [EM[3 Fz 014-022 Fz 014-022 Fz 014-022
« for Finishing and sticky material Ap 05-30 Ap  05-40 Ap  05-40
P TOOL HOLDER COMPATABILITY ~ ISO Standard

CCMT 097308 PM UN6025
STEEL STAINLESS STEEL CAST IRON
Ve 120 - 210 Ve  120-170 Ve o 120-230

Fz 014-022 Fz 014-022 Fz 014-022
GRADES
|

» Semi Finishing chip Breaker for General Machining = Starting Feed (Fz) : 0.18 (mm/Rev) [EM[4
* First Choice for ALL conditions

, | uneoz)
e « Cobalt Enriched & Alpha Alumina CVD TOOL HOLDER COMPATABILITY 150 Standard
High - \ ; CCMT 120408 PM UN110
UN6025 = General Purpose internal and external TURNING
Applications STEEL STAINLESS STEEL CAST IRON
- Where a good balance of wear resistance and toughness Ve 80 - 180 Ve 120-170 Ve  100-180
is required Fz 018-030 Fz 018-0230 Fz 018-030
a A - g A 05-40 A 05-50 05-50
UN110 P P A
- = m: TOOL HOLDER COMPATABILITY 150 Standard
p
= Sub Micron Substrate & thick Hyper Pulsed PVD coating CCMT 120408 PM UN6025
= Suitable for Low to Mid Cutting Speeds in INTERNAL (P) (M) (K) Eﬁﬂ WEE
TURNING STEEL STAINLESS STEEL CAST IRON
Ve %, A
Low - An excellent option for fough, aggresive and non stable Ve 120- 210 Ve  120-270 Ve  120-230
= condition Fz 018-0230 Fz 018-030 Fz 018-030
FINISHING ROUGHING ‘. J Ap 05-40 Ap 05-50 AP 05-50

TOOL HOLDER COMPATABILITY 150 Standard

BLUE

B e IR



Cutting Conditions

U 4~

CNMA 120404 UN7010

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

IC LE RE S - Ve 140-300
5100000238 CNMA 120404 UN7010 1270 1270 040 476 J 1 H E ”gg‘g'gﬂ
[ £ -4
5100000090 CNMA 120408 UN7010 1270 1270 080 476 =}
TOOL HOLDER COMPATABILITY ~ 1SO Standard
5100000092 CNMA 120412 UN7010 1270 1270 120 476

CNMA 120408 UN7010

PRODUCT - LINE g -
STEEL STAINLESS STEEL CAST IRON Il

& Chalee
Ve  140-300
Fz 015-060
Ap 03-6.0
CNMA 120404 UNT010 CNMA 120408 UNT010 CNMA 120412 UNT010
TOOL HOLDER COMPATABILITY ISO Standard
-.
STEEL STAINLESS STEEL CAST IRON
Chip Breakers Ve 140 - 300
Fz 0.15-060
A Ap 04-80
» Flat top chip breaker - Starting Feed (Fz) : 0.15 (mnm/Rev) [4 TOOL HOLDER COMPATABILITY ISO Standard

* For all cast iron application

GRADES
| | un7010)
Ve s

High ( UNTO10 + Hard K10 substrate with Thick Alumina (Alpha) CVD
= For high speed CAST IRON TURNING Applications
- Where the focus is on very high abrasive wear resistance
and high speed machining.
= First Choice for cast iron application

[

A

Ve
Low

FINISHING ROUGHING

(s [ T [
A



Chip Breakers

f:»EE‘!:PJ.a\i'].':n Chip-breaker « Starting Feed (Fz) : 0.12 (mm/Rev) [EAMQ
c LE RE S * for Finishing and sticky material
5100000004  CNMG 120404 PF~ UN6025 1270 1270 040 476 = PM
5100000162  CNMG 120404 PM  UN6025 1270 1270 040 476 ;. ' . ifm;? Finishing chip Breaker for General » Starting Feed (Fz) : 0.18 (nm/Rev) @AM
5100000234  CNMG 120404 PF UN110 1270 1270 040 476 — . Fﬂ‘f"s‘; é’;:’ﬂ”g:e tor stable condlitions
5100000006  CNMG 120404 MF ~ UN210 1270 1270 040 476 _
5100000008  CNMG 120408 PF UN6025  12.70 12.70 080 4.76 i fﬂg}m citions Chip.breaker . Starting Feed (Fz) : 0.25 (nmRev) KA
5100000014  CNMG 120408 MF  UN210 1270 1270 080 476 : « for General-tough or unstable machining conditions
5100000012  CNMG 120408 PM  UN6025 1270 1270 080 4.76
5100000010  CNMG 120408 PM  UN6010 1270 1270 080 4.76 ?%ugh Chip-breaker . Starting Feed (Fz) - 0.35 (mm/Rev) A3
5100000236 CNMG 120408 PM UNT10 1270 1270 080 476 « for tough, Interrupted or very unstable conditions
5100000020  CNMG 120408 MM UN210 1270 1270 080 476 ME
5100000160  CNMG 120408 UN6025 1270 1270 080 476 - Unique and very Sharp Chip-breaker - Starting Feed (Fz) : 0.11 (nm/Rev) M 8]
5100000158  CNMG 120408 UN6010 1270 1270 0.80 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 120 476 * First Choice for Stainiess steel and Aerospace material
5100000022  CNMG 120412 PM  UN6010 1270 1270 120 4.76
5100000194  CNMG 120412 UN6025 1270 1270 120 476

5100000030 CNMG 120412 PR UN6025 1270 1270 120 476

5100000028 CNMG 120412 PR UNB010 1270 12.70 1.20 4.76

5100000096  CNMG 120412 UN6010 1270 1270 120 4.76 GRADES
|

Ve
PRODUCT - LINE UP High
RADIUS 0.4

CNMG CNMG CNMG
120404 PF | | 120404 PF | | 120404 MF
UN 6025 UN 110 UN 210

UN602
FINISHING Mid. Conditions ROUGHING " h 1 l:
UN6025 - Cobalt Enriched & Alpha Alumina CVD

- General Purpose TURNING Applications
- where a good balance of wear resistance and foughness is required
= First Choice for Turning in all condition

A -y

) UN110

= Sub Micron Substrate & Extrimly thick Hyper Pulsed PVD coating
= Suitable for Low to Mid Cutting Speeds in TURNING Application

= An excellent option for Turning at low speeds and non stable
condition

RADIUS 0.8

UN 6025 UN 210 UN 6025 Lot UN 270 Lo

-
L

p
FINISHING Mid. Conditions ROUGHING UN110

RADIUS 1.2

Ve

Low \ A

CNMG CNMG CHMG CHMSG
120412 PM | | 120412 PM | | 120412(5TD) | | 120412(STD)
LN 6025 UN 6070 UN 6025 UN &010

FINISHING ROUGHING

-

FINISHING Mid. Conditions ROUGHING

BLUE

mml_m—‘




Cutting Conditio

STEEL STAINLESS STEEL

120 - 240
0.10- 040

STEEL STAINLESS STEEL

120 - 240
0.14-0.30

STEEL STAINLESS STEEL

140- 170
0.10- 040

STEEL STAINLESS STEEL

120 - 160
0.08-018

(P)

Ve  120-280

Fz 0.10-0.40 Fz

Ap  03-10 Ap
TOOL HOLDER COMPATABILITY

Ve  120-280

Fz 014-030 Fz

Ap  0.2-40 Ap
TOOL HOLDER COMPATABILITY

Ve 100- 180

Fz 010-040 Fz

Ap  03-10 Ap
TOOL HOLDER COMPATABILITY

Vc  80-160

Fz 008-018 Fz

Ap  02-40 Ap
TOOL HOLDER COMPATABILITY

Ve  120-280

Fz 010-040 Fz

Ap  04-10 Ap
TOOL HOLDER COMPATABILITY

Vc  80-160

Fz 008-018 Fz

Ap  04-40 Ap

TOOL HOLDER COMPATABILITY

P o5ty
A

IS0 Standard

150 Standard

150 Standard

150 Standard

STEEL STAINLESS STEEL

120 - 240
0.10-0.40

IS0 Standard

STEEL STAINLESS STEEL

120 - 160
0.08-0.18

IS0 Standard

CNMG 120404 PF UN6025

(K) 7/, o2
CAST IRON
Ve 120 - 270

Fz 010-040
Ap 0.3-1.0

CNMG 120404 PM UN6025
CAST IRON

Ve  120-270
Fz 014-030
Ap 0.2-40

CNMG 120404 PF UN110
CAST IRON

Ve 100 - 180
Fz 010-0 .40
Ap 03-10

CNMG 120404 MF UN210
CAST IRON

CNMG 120408 PF UN6025
CASTIRON 9| o

Ve  120-270
Fz 010-040
Ap 04-1.0

CNMG 120408 MF UN210
CAST IRON

STAINLESS STEEL

120 - 240
0.18 - 0.30

120 - 280
0.18 - 0.30

TOOL HOLDER COMPATABILITY IS0 Standard

STAINLESS STEEL

120 - 300
0.18-0.30

TOOL HOLDER COMPATABILITY IS0 Standard

STAINLESS STEEL

120 - 240
0.18 - 0.30

120 - 280
0.18 - 0.30

TOOL HOLDER COMPATABILITY 150 Standard

STAINLESS STEEL

120 - 160

0.12-024 0.12-0.24

TOOL HOLDER COMPATABILITY IS0 Standard

STAINLESS STEEL

140 - 210
0.34 -0.50

140 - 220
0.34-0.50

TOOL HOLDER COMPATABILITY 150 Standard

STAINLESS STEEL

140 - 220
0.34-0.50

TOOL HOLDER COMPATABILITY

150 Standard

CNMG 120408 PM UN6025

(K) . 20
CAST IROMN
Ve 120 - 270
Fz 0.18-0230
Ap 04-50

CNMG 120408 PM UN6010
CAST IRON

Ve 150 - 290
Fz 018-030
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  Tlaut

CNMG 120408 PR UN6025

CAST IRON

Ve 140 -220

Fz 0.34-050

Ap  07-70

CNMG 120408 PR UN6010

CAST IRON

Ve 140 - 220

Fz 0.34-050

Ap  07-70




CNMG 120408 UN6025 CNMG 120412 STD UN6025

(P) (M) (K) 9L, oo (P) (m) (K) 9/, 20
STEEL STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL CAST IRON
Ve 140 - 220 Ve 140 - 210 Ve 140 - 220 Ve 140 - 220 Ve 140 - 210 Ve 140 - 220
Fz 0.24-045 Fz 024-045 Fz 024-045 Fz 024045 Fz 024-045 Fz 024-045
Ap 05-70 Ap 05-70 Ap 05-70 Ap 08-70 Ap 08-7.0 Ap 08-70
TOOL HOLDER COMPATABILITY 150 Standard TOOL HOLDER COMPBATABILITY IS0 Standard
CNMG 120408 UNG010 CNMG 120412 UNG010
STEEL STAINLESS STEEL CAST IRON jﬁw,?,.?; STEEL STAINLESS STEEL CAST IRON
Ve 140 - 220 Ve 140 - 220 Ve 140 - 220 Ve 140 - 220
Fz 024 -045 Fz (024-045 Fz 024 -045 Fz  024-045
Ap 05-7.0 Ap 05-7.0 Ap 08-70 Ap 08-7.0
TOOL HOLDER COMPATABILITY 150 Standard TOOL HOLDER COMEBATABILITY 150 Standard

CNMG 120412 PM UN6025

STEEL STAINLESS STEEL CAST IRON
Ve 120-280 Ve  120-240 Ve 120 - 270
Fz 014-030 Fz 014-030 Fz 014-030
Ap  07-50 Ap  07-50 Ap  07-50
TOOL HOLDER COMPATABILITY 150 Standard

CNMG 120412 PM UN6010

STEEL STAINLESS STEEL CAST IRON
Vi 120 - 300 Ve 150-290
Fz 014-030 Fz 0.14-030
Ap 0.7-50 Ap 0.7-50
TOOL HOLDER COMPATABILITY IS0 Standard

CNMG 120412 PR UN6025

STEEL STAINLESS STEEL CAST IRON
Ve 140 - 220 Ve  140-210 Ve  140- 220
Fz 034-050 Fz 034-050 Fz 034-050
Ap 0.1-7.0 Ap  01-70 Ap 01-7.0
TOOL HOLDER COMPATABILITY 150 Standard

CNMG 120412 PR UN6010

STEEL STAINLESS STEEL CAST IRON
Ve 140-220 Ve 140 - 220
Fz 034-050 Fz 034-050
Ap  01-70 Ap  01-70
TOOL HOLDER COMPATABILITY 150 Standard

PR 1 Ly SSSSSSSSSS_——S——



FAMILY

T

IC LE RE S y A
5100000122 DCMT 070204 PF UNT10 6.35 .75 0.40 238 '
5100000126  DCMT 117304 PF UN110 953 1160 040 397 e
5100000128  DCMT 117304 PF UN6025 953 11.60 040 397 J’E
5100000130 DCMT 117308 PM UNT10 953 11.60 0.80 3.97 ?"-[Ed
5100000132 DCMT 117308 PM UNE025 953 11.60 0.80 3.97 .
PRODUCT - LINE
DCMT DCMT DCMT DCMT DCMT
070204 PF | | 117304 PF | | 117304 PF 11T308 PM | | 117308 PM
UN 110 UN 110 UN 6025 UN 110 UN 6025
o
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 (mm/Rev)

« Starting Feed (Fz) : 0.18 (mm/Rev)

Ve s
High UNG6020

A

= Cobalt Enriched & Alpha Alumina CVD

- General Purpose internal and external TURNING
Applications

- where a good balance of wear resistance and toughness
i5 required

 unsozd

A

UN110

-~

Ve
Low . y

FINISHING ROUGHING \

= Sub Micron Substrafe & thick Hyper Pulsed PVD
coating

= Suitable for Low to Mid Cuifing Speeds in INTERNAL
TURNING

= An excellent option for tough, aggresive and non stable
condition

m:

s DINTE

Cutting Conditions

(P)
STEEL
Ve  80-180
Fz 0.08-0.15
Ap  03-10

TOOL HOLDER COMPATABILITY

STEEL
Ve  80-180
Fz 010-0.18
Ap  03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 120 - 210
Fz 010-0.18
Ap 03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 80 - 180
Fz 010-0.18
Ap 03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve  120-210
Fz 010-0.18
Ap  03-20

TOOL HOLDER COMPATABILITY

(M)
STAINLESS STEEL
Ve 120-170
Fz 008-0.15

Ap  03-1.0
150 Sfandard
STAINLESS STEEL
Ve  140- 170
Fz 008-018

Ap  03-20
150 Standard
STAINLESS STEEL
Ve 120-170
Fz 008-0.18
Ap  03-20
IS0 Sfandard
STAINLESS STEEL
Ve 120-170
Fz 008-018
Ap  0.3-20
150 Sfandard
STAINLESS STEEL
Ve 120-170
Fz 008-018
Ap  03-20
150 Standard

v INES

DCMT 070204 PF UN110
(K)
CAST IRON
Ve 100 - 180
Fz 006-017
Ap  03-20
DCMT11T304 PF UN110
CAST IRON
Ve 100 - 180
Fz 0.08-0.02
Ap  03-20
DCMT11T304 PF UN6025
CAST IRON
Ve 120 -230
Fz 0.08-0.02
Ap  03-20

DCMT 117308 PM UN110
CASTIRON  9l.@wo

Ve 100 - 180
Fz 008-002
Ap 0.3-20

DCMT 11T308 PM UN6025

CAST IRON
Ve  120-230
Fz 008-002
Ap  03-20




Cutting Conditions
DNMG 150608 PF UN6025
FAMILY Ic LE RE S (P) (M) (K)

5100000038  DNMG 150608 PF UN6025 1270 1550 080 635  ( ) STEEL STAINLESS STEEL CAST IRON
5100000026  DNMG 150608 MF  UN210 1270 1550 080 6.35 , Ve  120-240 Ve  120-240 Ve 120-250
; - Fz 0.10-040 Fz 010-040 Fz 010-040
5100000040 DNMG 150608 PM UNBO25 1270 1550 0.80 6.35 R Ap 03.20 Ap 03.20 Ap 03.20
5100000124 DNMG 150608 MM UN210 1270 1550 0.80 6.35 7 0L HOLDER COMPATABILITY 150 Standard
5100000002 DNMG 150608 UNBOT0 1270 1550 0.80 6.35 l_} naa DNMG 150608 ME UN110
5100000222  DNMG 150612 PM  UN6025 1270 1550 120 635 k ’ |
5100000244  DNMG 150612 UNB025 1270 1550 120 635 STEEL STAINLESS STEEL CASTIRON
Ve 80 - 160 Ve  140- 160
PRODUCT - LINE Fz 006-018 Fz 007-0.18
Ap 04-40 Ap 04-40
DNMG DNMG DNMG DNMG DNMG DNMG DNMG
150608 PF | | 150608 MF 150608 MM | | 150608 PM | [150608(STD 150612 PM | 150612(STD, TOOL HOLDER COMPATABILITY ISO Standard
UN 6025 UN 210 UN 210 UN 6025 || un 6010 UN 6025 || UN 6025 DNMG 150608 PM UN6025
- STEEL STAINLESS STEEL CAST IRON 'ﬂ,g g
FINISHING Mid. Gonditions ROUGHING
Chip Breakall Ve 120 - 240 Ve  120- 240 Ve 120 - 250
P Fz 014-042 Fz 016-042 Fz 014-042
PF Ap 05-40 Ap 05-40 Ap 05-40
= Sharp Chip-breaker = Starting Feed (Fz) : 0.12 (mm/Rev) am [ﬂ
« for Finishing and sticky material TOOL HOLDER COMPATABILITY ISO Standard
PM DNMG 150608 MM UN110
« Semi Finishing chip Breaker for General Machining + Starting Feed (Fz) - 0.18 (mm/Rev) PLK] STEFEL STAINLESS STEEL CAST IRON ‘ﬂﬂ. L.
« First Choice for stable conditions
Ve 80 - 160 Ve  140- 160
(STD) Fz 014-022 Fz 015-0.22
« Mid. conditions Ghip-breaker + Starting Feed (Fz) - 0.25 (mm/Rev) P|K| Ap 04_40 Ap  04-40
- for General-fough or unstable machining conditions i i ' '
VE TOOL HOLDER COMPATABILITY ISO Standard
- Unique and very Sharp Chip-breaker « Starting Feed (Fz) : 0.11 (mnv/Rev) MS DNMG 150608 UN6010
- for Finishing of Stainless steel and Aerospace material STEEL STAINLESS STEEL CAST IRON
mMm _ - _ _ Ve 120-240 Ve  120-250
« Unique and Mid. conditions Chip-breaker + Starting Feed (Fz) - 0.15 (mm/Rev) M S Er 018047 Er  0.16-042
= First Choice for Stainless sfeel and Aerospace material Ap ﬁ‘ By 4' 0 Ap ﬂ 5. 4' 0
GRADES m TOOL HOLDER COMPATABILITY ISO Standard
e * Hard P10 substrate with Thick Alumina (Alpha) CVD coating DNMG 150612 PM UN6025
e « For high speed CAST IRON TURNING Applications
. = where the focus is on very high abrasive wear resistance and high STEEL STAINLESS STEEL CAST IRON
speed machining.
« First Choice for cast iron application ) Ve 120 - 240 Ve 120- 240 Ve 120 - 250
Fz 018-050 Fz 020-050 Fz 018-050
f m Ap  06-50 Ap  06-50 Ap  06-50
UN6025 * Cobalt Enriched & Alpha Alumina CVD - TOOL HOLDER COMPATABILITY ISO Standard
* General Purpose internal and exfernal TURNING Applications
W = where a good balance of wear resistance and foughness is required DNMG 150612 UN6025
L A
STEEL STAINLESS STEEL CAST IRON
[}
© , ) Ve 120 - 240 Ve 120 - 240 Ve 120 - 250
ve UN210 Conpcron Substrae & unkue and Patented Hyper Fuised FYD Fz 018-050 Fz 020-050 Fz 018-050
Low « Suitable for all STAINLESS STEEL applications Ap 06-50 Ap 06-50 Ap 06-50
« Especially developed to defay Nofch wear damage
FINISHING ROUGHING \ ) TOOL HOLDER COMPATABILITY ISO Standard

N



B &

| 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 UNTTO 6535 11.00 040 241 L:; G{;g: ? 55 i; ﬂgg: ?55 E D{;}g : g S?
5100000142 TCMT 16T304 PF UNTTO 953 16.50 040 402 — TOOL HOLDER COMPATABILITY 15O Standard
5100000144 TCMT 16T304 PF UNB025 953 16.50 040 402 Q
5100000146 TCMT 167308 PM UNTTO 953 16.50 080 402 m;‘ !
5100000148 TCMT 167308 PM UNB025 953 16.50 0.80 402 L e J TCMT 167304 PF UNT10
STEEL STAINLESS STEEL CAST IRON
Ve 80 - 180 Ve 100 - 170 Ve 100 - 180
Fz 0.10-018 Fz 008-018 Fz 008-002
Ap  03-20 Ap  03-20 Ap  03-30
PRODUCT -Ci TOOL HOLDER COMPATABILITY ISO Standard
TCMT TCMT TCMT TCMT TCMT
110204 PF | | 167304 PF | | 16T304 PF 16T308 PM | | 16T308 PM TCMT 16T304 PF UN6025
UN 110 UN 110 UN 6025 UN 110 UN 6025
- STEEL STAINLESS STEEL CAST IRON
FINISHING Mid. Conditions ROUGHING Eﬂ J:’;g y g TB E‘-’*‘ Jgg - é?}; ;‘;ﬂ .:;g g - 33{%
Z 10 - 0. z 008-0. Z 108 - 0.
Ap 03-20 Ap 03-20 Ap 03-30
Ch l'p Breakers TOOL HOLDER COMPATABILITY IS0 Standard
PF
. Sharp Chfpﬂreake; _ » Starting Feed (Fz) : 0.12 (mm/Rev) PLUK TCMT 16T308 PM UN110
* for Finishing and sticky materal STEEL STAINLESS STEEL CASTIRON @
PM
« Semi Finishing chip Breaker for General « Starting Feed (Fz) : 0.18 (mm/Rev) M3 E 08;%__ i{? g 4 Eg {; ?g i égﬂ :‘;; J ?g g}%ﬂﬁ
Machining Ap  05-40 Ap  05-50 Ap 05-50

* First Choice for ALL conditions

GRADES TOOL HOLDER COMPATABILITY 150 Standard
) m: TCMT 16T308 PM UN6025

\ - Cobalt Enriched & Alpha Alumina CVD STEEL STAINLESS STEEL CAST IRON
Ve ( N = General Purpose internal and external TURNING
High UN6025 R Ve  120-210 Ve 120-170 Ve  120-230

= where a good balance of wear resistance and toughness Fz 012-0.24 Fz 014-024 Fz 012-035
is required Ap 0.5-4.0 Ap 05-50 Ap 05-50
; g TOOL HOLDER COMPATABILITY ISO Standard

-
) | until
" [

= Sub Micron Substrate & thick Hyper Pulsed PVD
coating

= Suitable for Low to Mid Cutting Speeds in INTERNAL

Ve TURNING
Low \ J

- An excellent option for tough, aggresive and non stable

- condition
FINISHING ROUGHING \_ v,

v [




TR 4

TNMA 160404 UN 7010

(P) (M) (K)
FAMILY -~ STEEL STAINLESS STEEL CAST IRON
IC LE RE S AN Ve 150-230
5100000196  TNMA 160404 UN7010 953 1650 040 476 . A ﬁ; ”gg:?'g”
5100000098  TNMA 160408 UN7010 953 1650 080 476 H
TOOL HOLDER COMPATABILITY 150 Standard
5100000100  TNMA 160412 UN7010 953 1650 120 476
o
e

TNMA 160408 UN7010

PRODUC B STEEL STAINLESS STEEL CAST IRON ﬂmwﬂ
Ve 150 - 230
Fz 015-060
TNMA 160404 UN 7010 TNMA 160408 UN 7010 TNMA 160412 UN 7010
TOOL HOLDER COMPATABILITY ISO Standard
i
FINISHING Mid. Conditions ROUGHING TNMA 160412 UN7010
STEEL STAINLESS STEEL CAST IRON
Chip Breakers Ve  150-230
Fz 015-0.60
Ap 06-7.0
A
» Flat top chip breaker - Starting Feed (Fz) : 0.15 (mm/Rev) K TOOL HOLDER COMPATABILITY /S0 Standard

« For alf cast iron application

GRADES
|  un7o1d)
Ve r

High UNTO10 + Hard K10 substrate with Thick Alumina (Alpha) CVD
= For high speed CAST IRON TURNING Applications
- Where the focus is on very high abrasive wear resistance
and high speed machining.
= First Choice for cast iron application

Ve
Low

FINISHING ROUGHING




e 4 P

FAMILY

IC LE RE S
5100000182 TNMG 160404 PF UNT10 952 16.50 040 476 '

¥ -fﬂ"
5100000206  TNMG 160404 MF UN210 952 1650 040 4.76 ;/.
5100000042  TNMG 160404 PF UN6025 952 1650 040 4.76 P
5100000200  TNMG 160404 PM UN110 952 1650 040 4.76 |
5100000064  TNMG 160404 PM  UNB025 952 1650 040 4.76 i
5100000184  TNMG 160408 PF UN110 952 1650 080 476
|
5100000060  TNMG 160408 MF UN210 952 1650 080 4.76
5100000044  TNMG 160408 PF UN6025 952 1650 080 4.76
5100000202  TNMG 160408 PM UNT10 952 1650 080 4.76
5100000050  TNMG 160408 MM  UN210 952 1650 080 4.76
5100000046  TNMG 160408 PM  UN6025 952 1650 080 476
5100000174  TNMG 160408 UNB010 952 1650 080 4.76
5100000164  TNMG 160408 UNB025 952 1650 080 4.76
5100000212  TNMG 160408 PR UN6025 952 1650 080 4.76
5100000166  TNMG 160412 UNB025 952 1650 120 4.76
5100000176  TNMG 160412 UNB010 952 1650 120 4.76
5100000048  TNMG 160412 PR UNB025 952 1650 120 4.76
PRODUCT - LINE UP
RADIUS 0.4
TNMG TNMG TNMG TNMG TNMG
160404 PF 160404 PF 160404 MF 160404 PM 160404 PM
LN 6025 UN 110 UN 270 UNGO25 UN 110
FINISHING Mid. Conditions ROUGHING
RADIUS 0.8
TNMG TNMG
160408 MM 160408 PM
UN 210 UN 110
TNMG TNMG TNMG THMG THMG
160408 MF || 160408 PF 160408 PM 160408 (STD) 160408 {(STD)
UN 210 UN 110 UN 6025 UM 6025 UN 6010
FINISHING Mid. Conditions ROUGHING
RADIUS 1.2
[ z ] [ J
160412 (5TD} | | 160412 (STDY
LN 6025 UN 8040
FINISHING Mid. Conditions ROUGHING

Chip Breakers

PF
+ Sharp Chip-breaker
* for Finishing and sticky matenial

- Starting Feed (Fz) : 0.12 (mm/Rev) @AM

PM

+ Semi Finishing chip Breaker for General
Machining

* First Choice for stable conditions

(STD)
 Mid. conditions Chip-breaker « Starting Feed (Fz) : 0.25 (mm/Rev) P|K]
» for General-tough or unstable machining conditions

- Starting Feed (Fz) : 0.18 (mm/Rev) M3

PR
= Tough Chip-breaker « Starting Feed (Fz) : 0.35 (mm/Rev) P K]
* for tough, Interrupted or very unstable conditions

MF
* Unique and very Sharp Chip-breaker = Starting Feed (Fz) : 0.11 (mm/Rev) M S
* for Finishing of Stainless steel and Aerospace material

MM
* Unique and Mid. conditions Chip-breaker - Starting Feed (Fz) : 0.15 (mm/Rev) MS
First Choice for Stainless steel and Aerospace material

GRADES

Ve
High

) . ) UN602

UN6025 - Cobalt Enriched & Alpha Alumina CVD

- General Purpose TURNING Applications

- where a good balance of wear resistance and toughness is required
- First Choice for Turning in all condition

. A _ A

) UN110

= Sub Micron Substrate & Extrimly thick Hyper Pulsed PVD coating
= Suitable for Low to Mid Cutting Speeds in TURNING Application
Ve

Low 9 y = An excellent oplion for Turning at low speeds and non stable
condition

UNT10

=

FINISHING ROUGHING

-




Cutting Conditions

RADIUS 0.4
(P)
STEEL
Ve  80-180
Fz 0.10-0.40
Ap  03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 80-160
Fz 006-018
Ap  02-40

TOOL HOLDER COMPATABILITY

STEEL
Ve  120-240
Fz 010-040
Ap  03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 80 - 180
Fz 014-042
Ap 04-50

TOOL HOLDER COMPATABILITY

RADIUS 0.8
STEEL
Ve  80-180
Fz 010-040
Ap  04-20

TOOL HOLDER COMPATABILITY

y o075y

STEEL
Ve  80-180
Fz 014-042
Ap  04-50

TOOL HOLDER COMPATABILITY

TNMG 160404 PF UN110

(M) (K) (P) (M)
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  100-170 Ve  100- 180 Ve  80-160 Ve  80-160
Fz 0.10-040 Fz 0.10-040 Fz 0.06-0.18 Fz 007-0.18
Ap  03-20 Ap  03-20 Ap  04-40 Ap  04-40

150 Standard TOOL HOLDER COMPATABILITY 150 Standard
TNMG 160404 MF UN210
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  80-160 Ve  120-240 Ve 120-170
Fz 0.07-018 Fz 0.10-0.40 Fz 010-040
Ap  02-40 Ap  04-10 Ap  04-10
ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
TNMG 160404 PF UN6025
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  120-170 Ve  120-250 Ve  80-180 Ve 100 - 170
Fz 0.10-040 Fz 010-0.40 Fz 0.14-042 Fz 0.16-042
Ap  03-10 Ap  03-10 Ap  05-50 Ap  05-50
150 Sftandard TOOL HOLDER COMPATABILITY 150 Standard
TNMG 160404 PM UN110
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  100-170 Ve 100 - 180 Ve  80-160 Ve 140 - 160
Fz 014-042 Fz 0.14-042 Fz 014-022 Fz 015-022
Ap  04-50 Ap  04-50 Ap  04-40 Ap  04-40
ISO Standard TOOL HOLDER COMPATABILITY ISO Standard
TNMG 160404 PM UN6025
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  100-170 Ve 100- 180 Ve 120-240 Ve 120 - 240
Fz 0.14-042 Fz 014-042 Fz 014-042 Fz 0.16-042
Ap  04-50 Ap  04-50 Ap  05-50 Ap  05-50
150 Standard TOOL HOLDER COMPATABILITY 150 Standard
TNMG 160408 PF UN110
STAINLESS STEEL CAST IRON STEEL STAINLESS STEEL
Ve  100-170 Ve 100 - 180 Ve 120-240 Ve 120 - 240
Fz 0.10-040 Fz 0.10-040 Fz 0.18-0.50 Fz 020-0.50
Ap  04-20 Ap  04-20 Ap  06-50 Ap  06-50
IS0 Standard TOOL HOLDER COMPATABILITY 150 Standard
BLUE BLUE

TNMG 160408 MF UN210

(K)
CAST IRON

TNMG 160408 PF UN6025
CAST IRON

Ve 120 -250
Fz 0.10-040
Ap  04-10

TNMG 160408 PM UN110

CAST IRON

Ve 100- 180
Fz 014-0.42
Ap 05-50

TNMG 160408 MM UN210

CASTIRON  Tliou

TNMG 160408 PM UN6025

CASTIRON  l..88

Ve o 120-250
Fz 014-042
Ap  05-50

TNMG 160408 UN6025
CASTIRON ], .Ba

Ve  120-250
Fz 0.18-050
Ap 06-50




TNMG 160408 UN6010
(M) (K)

(P)
STEEL STAINLESS STEEL CAST IRON
Ve 120- 210 Ve 120-230
Fz 0.18-0.50 Fz 018-0.50
Ap 06-50 Ap 06-50

TOOL HOLDER COMPATABILITY IS0 Standard

TNMG 160408 PR UN6025
a1

STEEL STAINLESS STEEL CASTIRON  luq20
Ve 120-240 Ve  120-240 Ve  120-250
Fz 034-055 Fz 034-055 Fz 034-055
Ap  07-60 Ap  07-60 Ap  0.7-60
150 Sfandard

TOOL HOLDER COMPATABILITY

TNMG 160412 UN6025

STEEL STAINLESS STEEL CAST IRON
Ve 120 - 240 Ve 120 - 240 Ve 120 - 250
Fz 0.18 - 0.50 Fz 020-050 Fz 018-050
Ap  08-50 Ap  08-50 Ap  08-50
50 Standard

TOOL HOLDER COMPATABILITY

TNMG 160412 UN6010

STEEL STAINLESS STEEL CAST IRON
Ve 140 - 220 Ve  140-240
Fz 0.18-0.50 Fz 018-0.50
Ap 08-50 Ap 08-50

TOOL HOLDER COMPATABILITY IS0 Standard

TNMG 160412 PR UN6025

STEEL STAINLESS STEEL CAST IRON
Ve 120-240 Ve  120-240 Ve  120-250
Fz 034-055 Fz 034-055 Fz 034-055
Ap  07-60 Ap  07-60 Ap  07-60
150 Sfandard

TOOL HOLDER COMPATABILITY

v s IR




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

IC LE RE S Ve 80 - 180 Ve 100 - 180 Ve 80 - 180
Fz 010-020 Fz 010-0.20 Fz 010-020
5100000052 TNUX 160404 R UNT10 952 16.50 0.40 4.76 Ap 03.20 Ap 03.20 Ap 03.20
5100000054 TNUX 160408 R UNT10 952 16.50 0.80 476
TOOL HOLDER COMPATABILITY ISO Standard
5100000244 TNUX 160404 L UNTTO 9.52 16.50 0.40 476 E
5100000246 TNUX 160408 L UNTIO 952 16.50 0.80 476 -gr
_ TNUX 160408 R UN110
STEEL STAINLESS STEEL CAST IRON ﬁME:E
PRODUCT - LINE Ve 80 - 160 Ve 100-180 Ve 80 - 180
Fz 014-024 Fr 014-024 Fz 014-024
Ap  04-20 Ap  04-20 Ap  04-20
TOOL HOLDER COMPATABILITY ISO Standard
TNUX TNUX TNUX TNUX
{mﬂ;wn}[fm‘!ﬂu} [mmsn][mﬂmu}
UN 110 UN 110 UN 110 UN 110
TNUX 160404 L UN110
i
EINISHING Mid. Conditions ROUGHING STEEL STAINLESS STEEL CAST IRON
Ve 80 - 180 Ve 100 - 180 Ve 80 - 180
Fz  010-020 Fz 010-020 Fz 010-020
p—— Ap 03-20 Ap 03-20 Ap  03-20
TOOL HOLDER COMPATABILITY 150 Standard
R/L TNUX 160408 L UN110
» Left or Right, very Sharp Chip-breakers - Starting Feed (Fz) : 0.12 (mm/Rev) M3
* Basic operation - same as KNUX Ve  80-180 Ve 100 - 180 Ve  80-180
Fz 014-024 Fz 014-024 Fz 014-024
Ap 04-20 Ap 04-20 Ap 04-20
GRADES TOOL HOLDER COMPATABILITY ISO Standard

Vi
High
| un1i0)
i T L
| UN110 - Sub Micron Substrate & thick Hyper Pulsed PVD coating
- Suitable for Low to Mid Cutting Speeds in EXTERNAL
TURNING
- An excellent option for tough, aggresive and non stable
Ve condition .
Low \ J N .
FINISHING ROUGHING

BLUE BLUE




FAMILY

5100000150  VBMT 160404 PF UNT10
5100000152 VBMT 160404 PF UN6025
5100000154 VBMT 160408 PM  UNT10
5100000156  VBMT 160408 PM  UN6025

PRODUCT - LINE

IC LE RE S 4 )

952 16.60 040 476 o @ 7
952 16.50 040 476 3

952 16.60 080 476 ﬁfH
952 16.50 080 476 -

VBMT VBMT
160404 PF | | 160404 PF
UN 6025 UN 110

vBMT VBMT
160408 PM | | 160408 PM
UN 6025 UN 110

FINISHING Mid. Conditions

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

ROUGHING

- Starting Feed (Fz) : 0.12 (mm/Rev) PILTIK

- Starting Feed (Fz) : 0.18 (mm/Rev) PIIIK

s

Ve '
High UNGO25

= Cobalt Enriched & Alpha Alumina CVD

= General Purpose infernal and external TURNING
Applications

- where a good balance of wear resistance and toughness
5 required

ry

m:

UN1T10 -

Ve
Low \ J

= Sub Micron Subsirale & thick Hyper Pulsed PVD coating

= Suitable for Low fo Mid Cuiting Speeds in EXTERNAL
TURNING

- An excellent option for tough, aggresive and non stable
condition .

=

FINISHING ROUGHING

:

T |

Cutting Conditions

(P)
STEEL
Ve  80-180
Fz 0.10-0.18
Ap  03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 80-180
Fz 016-032
Ap  05-20

TOOL HOLDER COMPATABILITY

STEEL
Ve  120-210
Fz 0.10-018
Ap  03-20

TOOL HOLDER COMPATABILITY

STEEL
Ve 120 - 210
Fz 0.16-032
Ap 05-20

TOOL HOLDER COMPATABILITY

(M)
STAINLESS STEEL
Ve  100- 170
Fz 008-018

Ap  03-20
150 Sfandard
STAINLESS STEEL
Ve  100- 170
Fz 018-032

Ap  05-30
150 Sfandard
STAINLESS STEEL
Ve 120- 170
Fz 008-018
Ap  03-20
150 Sfandard
STAINLESS STEEL
Ve  120- 270
Fz 018-032
Ap  05-30
150 Sfandard

BLUE

VBMT 160404 PF UN110
(K)

CAST IRON

Ve  80-180

Fz 008-0.20

Ap  03-30

VBMT 160408 PM UN110

CASTIRON 9,840

Ve 80-180

Fz 014-048

Ap  05-30

VBMT 160404 PF UN6025

CAST IRON

Ve  120-230

Fz 008-020

Ap  03-30

VBMT 160408 PM UN6025

CAST IRON
Ve  120-230
Fz 014-048
Ap 0.5-30




VNMG 160404 PF UN6025

(P) (M) (K)
FAMILY . N STEEL STAINLESS STEEL CAST IRON

Ic LE RE S J "‘“' Ve 140 - 250 Ve  140-230 Ve 140-250
5100000056 VNMG 160404 PF UN6025 952 1660 040 4.76 i~ i; e’ ::; L ﬁ; e
5100000058 VNMG 160408 PM UN6025 952 1650 0.80 476 ”H EE— oy R —
L o

VNMG 160408 PM UN6025

STEEL STAINLESS STEEL CAST IRON cﬁﬁﬂﬁ
PRODUCT - LINE
Ve 140 - 250 Ve  140- 230 Ve  140-250
Fz 0.08-030 Fz 008-030 Fz 008-0.30
— e Ap 04-1.0 Ap 04-10 Ap 04-10
160404 PF 160408 PM TOOL HOLDER COMPATABILITY ISO Standard
UN 6025 UN 6025
-
FINISHING Mid. Conditions ROUGHING
Chip Breakers
PF
» Sharp Chip-breaker «» Starting Feed (Fz) : 0.12 (mm/Rev) Pl K|

* for Finishing and sticky material

PM

= Semi Finishing chip Breaker for General = Starting Feed (Fz) : 0.18 (mm/Rev) P|K
Machining

* First Choice for ALL conditions

GRADES

I' g
ot ﬂ, , | uneoz8)
High UN6025 - Cobalt Enriched & Alpha Alumina CVD

- General Purpose internal and external TURNING
Applications
- -.-_vnere a good balance of wear resistance and toughness
is required
L A . 2
Vi
Low
FINISHING ROUGHING

Tl [ T




a4

WNMA 080408 UN 7010

®) ) I

STEEL STAINLESS STEEL CAST IRON
IC LE RE S e Ve 140-300
o _
5100000102  WNMA 080408 ~ UN7010 1270 870 080 4.76 ‘ L ::; nbfg_g_ga
5100000104 ~ WNMA 080412  UN7010 1270 870  1.20 476 =B [
& E TOOL HOLDER COMPATABILITY IS0 Standard

WNMA 080412 UN 7010

STEEL STAINLESS STEEL CAST IRON
PRODUCT - LINE
Ve 140 - 300
Fz 0.15-060
VA Ap 04-80
080408 080412 TOOL HOLDER COMPATABILITY ISO Standard
UN 7010 UN 7010
-
FINISHING Mid. Conditions ROUGHING
Chip Breakers
A
= FHlat top chip breaker = Starting Feed (Fz) : 0.15 (mm/Rev) 3

* For all cast iron application

GRADES

E:: h UNTO010 * Hard K10 subsirafe with Thick Alumina (dlpha) CVD coating
¢ + For high speed CAST IRON TURNING Applications
« Where the focus is on very high abrasive wear resistance and high
+ First Choice for cast iron application

Vi
Low

FINISHING ROUGHING




Cwnie g Y

FAMILY

1C LE RE S

5100000248 WNMG 060404 PF UNE025 953 6.52 0.40 476 ' - '
5100000250 WNMG 060408 PM UMNB025 953 6.52 0.80 476 -
5100000082 WNMG 080404 MF UNZ210 12.70 870 0.40 476 .
5100000066 WNMG 080404 PF UNB025 12.70 870 040 476 e
5100000214 WNMG 080404 PM UNB025 12.70 870 0.40 476 E
5100000240 WNMG 080408 MFE UN210 12.70 870 0.80 476 | _
5100000070 WNMG 080408 PF UNE025 12.70 870 0.80 476 :
5100000074 WNMG 080408 PM UMNB025 12.70 870 0.80 476
5100000076 WNMG 080408 MM UNZ210 12.70 870 0.80 476
5100000170 WNMG 080408 UNB025 12.70 870 0.80 476
5100000168 WNMG 080408 UNBOTO 12.70 870 0.80 476
5100000080 WNMG 080408 PR UNG025 12.70 870 0.80 476
5100000078 WNMG 080408 PR UNEODT0 12.70 8.70 0.80 476
5100000204 WNMG 080412 UMNB025 12.70 870 1.20 476
5100000180 WNMG 080412 UMNE0T0 12.70 870 1.20 476
5100000086 WNMG 080412 PR UNB025 12.70 870 1.20 476
5100000084 WNMG 080412 PR UNBOTO 12.70 870 1.20 476
PRODUCT - LINE UF
RADIUS 0.4
WNMG WNMG WNMG WNMG
060404 PF | | 080404 PF | | 080404 MF 080404 PM
UN 6025 UN 6025 UN 270 UN 6025
FINISHING Mid. Conditions ROUGHING
RADIUS 0.8
WNMG WNMG
060408 PM 080408 MM
UN 6025 UN 210
WNMG WNMG WNMG WHNMG WHM G
080408 PF || DB0O408 MF 080408 PM 080408 (STD) 080408 (STD)
UN 6025 UN 210 UN 6025 UN 6025 Uh e010
FINISHING Mid. Conditions ROUGHING
RADIUS 1.2
[ WHMG ] WHMG ]
080412 (STD) | | 080412 (STD)
LN 6025 UN 6010
FINISHING Mid. Conditions ROUGHING

Chip Breakers

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

= Starting Feed (Fz) : 0.12 (mm/Rev) I3

PM

* Semi Finishing chip Breaker for General
Machining

» First Choice for stable conditions

(STD)
= Mid. conditions Chip-breaker - Starting Feed (Fz) : 0.25 (mm/Rev) P|K|
= for General-tough or unstable machining conditions

= Starting Feed (Fz) : 0.18 (mm/Rev) ﬂ.ﬂ

PR
= Tough Chip-breaker
= for tough, Interrupted or very unstable conditions

- Starting Feed (Fz) : 0.35 (mm/Rev) A3

MF
= Unique and very Sharp Chip-breaker = Starting Feed (Fz) : 0.11 (mm/Rev) M S
= for Finishing of Stainless steel and Aerospace material

MM
* Unique and Mid. conditions Chip-breaker = Starting Feed (Fz) : 0.15 (mm/Rev) M S

First Choice for Stainless steel and Aerospace material

GRADES

-
Vi
High
) . . UN6025
UN6025 - Cobalt Enriched & Alpha Alumina GVD
= General Purpose TURNING Applications
= where a good balance of wear resistance and toughness is required
« First Choice for Turning in all condition
. v, . y
r'" ™
UN210
) UN210
- Sub Micron Substrate & unigue and Patented Hyper Pulsed PVD
Coating
Ve - Suitable for all STAINLESS STEEL applications
Low J
; - Especially developed to delay Notch wear damage
FINISHING ROUGHING  \.




Cutting Conditions

RADIUS 0.4
(P)
STEEL
Ve  120-280
Fz 0.10-0.40
Ap  04-10

TOOL HOLDER COMPATABILITY

STEEL
Ve  80-160
Fz 008-0.18
Ap  02-40

TOOL HOLDER COMPATABILITY

STEEL
Ve 120 - 280
Fz 0.10-040
Ap 04-1.0

TOOL HOLDER COMPATABILITY

STEEL
Ve 120 - 260
Fz 0.14-030
Ap 04-50

TOOL HOLDER COMPATABILITY

STEEL
Ve  80- 160
Fz 008-018
Ap  04-40

TOOL HOLDER COMPATABILITY

RADILIS 0.8
STEEL
Ve  120-280
Fz 0.14-0.30
Ap  04-50

TOOL HOLDER COMPATABILITY

WNMG 060404 PF UN6025
(M) (K)
STAINLESS STEEL CAST IRON
Ve  120- 240 Ve 120 - 270
Fz 010-040 Fz 010-040
Ap 04-1.0 Ap 04-10
ISO Standard
WNMG 080404 MF UN210
STAINLESS STEEL CAST IRON
Ve 80 - 160
Fz 008-018
Ap 02-40
150 Standard
WNMG 080404 PF UN6025
STAINLESS STEEL CAST IRON
Ve 120 - 240 Ve 120 - 270
Fz 010-040 Fz 010-0 .40
Ap 04-10 Ap 04-1.0

IS0 Standard

WNMG 080404 PM UN6025

STAINLESS STEEL CAST IRON
Ve  120- 230 Ve  120- 250
Fz 0.14-030 Fz 0.14-030
Ap  04-50 Ap  04-50

150 Standard

WNMG 060408 PM UN6025

STAINLESS STEEL CASTIRON 9,0
Ve  120- 240 Ve 120- 270
Fz 0.14-0.30 Fz 014-030
Ap  04-50 Ap  04-50

150 Standard

WNMG 080408 MF UN210
STAINLESS STEEL CAST IRON
Ve  80-160
Fz 008-018
Ap 04-40

150 Standard

(P) (M)
STEEL STAINLESS STEEL
Ve  120-280 Ve  120-240
Fz 0.10-0.40 Fz 0.10-0.40
Ap 04-10 Ao 04-10

TOOL HOLDER COMPATABILITY 150 Standard

STEEL STAINLESS STEEL
Ve 120 - 280 Ve  120-240
Fz 014-030 Fz 014-0.30
Ap  04-50 Ap  04-50
TOOL HOLDER COMPATABILITY 150 Standard
STEEL STAINLESS STEEL
Ve  80-160 Ve  80-160
Fz 012-024 Fz 012-024
Ap  04-40 Ap  04-40

TOOL HOLDER COMPATABILITY IS0 Standard

STEEL STAINLESS STEEL
Ve  140-220 Ve  140-210
Fz 034-050 Fz 034-050
Ap  07-70 Ap  07-70

TOOL HOLDER COMPATABILITY 150 Standard

STEEL STAINLESS STEEL
Ve 140 - 220
Fz 0.34-050
Ap 07-70

TOOL HOLDER COMPATABILITY ISO Standard

STEEL STAINLESS STEEL
Ve  140-220 Ve 140-210
Fz 024045 Fz 024-045
Ap  05-7.0 Ap  05-70
TOOL HOLDER COMPATABILITY 150 Standard
I Lo

WNMG 080408 PF UN6025

Y T o0
CAST IRON
Ve  120-270

Fz 010-040
Ap 04-1.0

WNMG 080408 PM UN6025
CASTIRON  TlueB8

Ve 120 -270
Fz 014-0.30
Ap  04-50

WNMG 080408 MM UN210
CASTIRON st oot

WNMG 080408 PR UN6025
CAST IRON

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

WNMG 080408 PR UN6010
CAST IRON

Ve  140-220
Fz 034-050
Ap 07-70

WNMG 080408 UN6025
CAST IRON

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




WNMG 080408 UNG6010

(P) (M) (K) 9L, o
STEEL STAINLESS SETEEL CAST IRON
Ve 140 - 220 Ve 140 - 220
Fz 024-045 Fz 024-045
Ap  05-70 Ap  05-70
TOOL HOLDER COMPATABILITY IS0 Standard
WNMG 080412 PR UNGD25
STEEL STAINLESS SETEEL CAST IRON i’ﬁmﬂ
Vi 140 - 220 Ve 140 - 210 Ve 140 - 220
Fz 034-050 Fz 034-050 Fz 034-050
Ap 01-70 Ap  01-70 Ap  01-70

TOOL HOLDER COMPATABILITY IS0 Standard

WNMG 080412 PR UN6010
STEEL STAINLESS STEEL CAST IRON
Ve 140-220 Ve 140 - 220
Fz 034-050 Fz 034-050
Ap  01-70 Ap  01-70
TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080412 UN6025
STEEL STAINLESS STEEL CAST IRON
Ve 140-220 Ve  140-210 Ve 140 - 220
Fz 024-045 Fz 024-045 Fz 024-045
Ap  08-70 Ap  08-70 Ap  0.8-70
TOOL HOLDER COMPATABILITY ISO Standard
WNMG 080412 UN6010
STEEL STAINLESS STEEL CAST IRON
Ve 140-220 Ve 140 - 220
Fz 024-045 Fz 024-045
Ap  08-70 Ap  08-70

TOOL HOLDER COMPATABILITY 150 Standard
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CHIP BREAKERS - CONVERSION /




B N N g N N 7 N )
Finish [ UN 6010 ' KCPO05 KC9105 | ucs115 | TT8115 TT1100 | | GC4010 GC4210 T9005 \ | 1C9150 IC8150 |
Ao FaY . A Fa Y y, 9 A y
- D N7 ™) g N A g N ™
. KCP10 KC9110 IC9150 IC9015
Medium UN 6025 ‘ TN7005 TN7010 Ucs115 UEEDEDJ TT8125 TT1300 GC4215 GC4325 T9005 T9015 J ‘ 168150 ‘
L% A N A "\ P o . L A .\ o A
' T N A 4 y 4 N N !
Semi KCP25 KC9025 IC9025 IC9250
Rough UN 6025 KC9125 TN7015 UE 6020 TT8135 TT1500 GC 4225 T9015 T9025 109054 108350
. LN y. N A VN VAN y N y
o P B i Y " -~ Y 'd
Finish UN 6025 KCM15 TN7010 MC7015 TT2500 GC2015 79015 IC9250
Medium UN 6025 KC9225 TN7015 MC7025 TT3500 GC2025 T6020 T9025 'nglgggfﬂﬁ
- / Y h,
'd r ™ rd Y ' ' ' ™ Y
KVK15 KCK20
Medium KC9315 KC9110 MC5005 TT1300 R T5010 IC9150
GC3215
TN5015
VAL A L VAN AN A A
K s s A s N N N R
IC9150 IC9015
Rough S Bl LBl MC5015 TT1500 GC3215 T5020 IC418 IC428
TN5020
IC4010
L L A A A L vy L A
AL BLUE BLUE




Finish UN 110 KC715M VP10TF TT9030 ‘ ‘ GC1015 AH 8015 1C907 IC428
L J L ) | ) L . )| ) |
Fa B N . y \ . .-
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MILLING DRILLING

APKT T Pg.007 SDMT Pg.019 SPMG T 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 PDTRPFUN330 EEERSWWIAT Trrrmreessesesses Pg.021 SPMG 07T308 PM UN330
APKT 160408 PDTR UN330 SEKN 1203 AFTN UN330 SPMG 077308 PR UN330
SEKR 1203 AFTN UN330 SPMG 090408 PM UN330
SPMG 090408 PR UN330
APMT _ EEEEEEEEEEELEEEREE Pg.009 SPMG 110408 PM UN330
APMT 1135 PDTRPFUN330 ~ ~EESSSCISUIEREE sresesresemeseses 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 AFTIV P UN330
@ APMT 1604 PDTR PF UN330 SEKT 1204 AFTIV PITUNS10
APMT 1604 PDTR UN330 SEKT 12T3AGSNPMUN330 EEERUSNLSE ceemeeeeeeeeeeees Pg.043
APMT 1604 PDTR UN310 WCMX 030208 PM UN330
WCMX 040208 PM UN330
----------------- Pg.025 WCMX 050308 PM UN330
................. Pg.011 @ SNKX 1205 PM UN330 WCMX 06T308 PM UN330
| NMU 0303 UN330 SNMX 1206 ANN UN330 WOCMX 080412 PM UN330
SNMX 1206 ANN UN310
""""""""" PG.013 o, Po.027
@ OFMT 05T305 NT UN330 SPKN 1903 EDTR UN330
SPKR 1203 EDTR UN330
................. Pg.015 SPKN 1504 EDTR UN330
@ RDMT 0802 UN330
ROMWO0802 UN330 EESEVEE Pg.029
RDMT 10T3 M0 PM UN330 @ SPMT 060304 TN UN330
RDMW 1073 MO UN330 @ SPMT 097308 TN UN330
RDMT 1204 M0 PM UN330 @ SPMT 127308 TN UN330
RDMW 1204 MO UN330
................. Pg.031
................. Pg.017 TPKN 1603 PDR PM UN330
RPMT 0872 MO0 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 MOPMUN330  EEERALLES e Pg.033
RPMW 1204 M0 UN330 WNIMX 09T316 ZNN UN330
AT I "




TURNING

................. Pg.055 m ................. Pgo67 BERVEIVIE e Pg.081
CCMT 060204 PF UN110 DNMG 150608 PF UN6025 VBMT 160404 PF UN110
CCMT 097304 PM UN110 DNMG 150608 MF UN210 VBMT 160408 PM UN110
CCMT 097304 PM UN6025 DNMG 150608 PM UN6025 VBMT 160404 PF UN6025
CCMT 097308 PM UN110 DNMG 150608 MM UN210 VBIMT 160408 PM UN6025
CCMT 097308 PM UN6025 DNMG 150608 UN6010
CCMT 120408 PM UN110 DNMG 150612 UN6025 HEERDVIEE e Pg.083
CCMT 120408 PM UN6025 e Pg.069 VNMG 160404 PF UN6025
VNMG 160408 PM UN6025
................. Pg.057 ;EE : ;?;?; E; ﬂmﬁ
C WNMA T Pa.085
CIMA 120404 UN7O10 TCMT 16T308 PM UN110 L ?
CNMA 120408 UNTOT0 TCMT 16T304 PF UN6025 WNIMA 080408 UN7010
CNMA 120412 UNTOT0 TCMT 167308 PM UN6025 WNIMA 080412 UN7010
................. Pg.059 HELLLET 00 s Pg.071 = EEERVUNI¥Iel e Pg.087
CNMG 120404 PF UN6025 TNMA 160404 UN7010 @ WNMG 060404 PF UN6025
CNMG 120404 PM UN6025 TNMA 160408 UN7010 @ WNMG 060408 PM UN6025
CNMG 120404 PF UN110 TNMA 160412 UN7010 WNMG 080404 MF UN210
CNIMG 120404 MF UN210 WNMG 080404 PF UN6025
................. Pg.073
CNIMG 120408 PF UN6025 WNMG 080404 PM UN6025
CNMG 120408 MF UN210 TNMG 160404 PFUNT1O WNMG 080408 MF UN210
CNIMG 120408 PM UN6025 TNMG 160404 MF UN210 WNMG 080408 PF UN6025
CNMG 120408 PM UNG010 TNMG 160404 PF UNGOZ5 WNMG 080408 PM UN6025
CNMG 120408 PM UN110 TNMG 160404 PMUNTIO WNMG 080408 PM UN6010
CNIMG 120408 MM UN210 TMG 160404 PITUNG025 WNMG 080408 MM UN210
CNMG 120408 UN6025 TNMG 160408 PFUNT10 WNMG 080408 UNG025
CNIMG 120408 UN6010 TNMG 160408 MF UN210 WNMG 080408 UN6010
CNIMG 120408 PR UN6025 TNMG 160408 PF UNGOZ5 WNMG 080408 PR UN6025
CNIMG 120408 PR UN6010 TNMG 160408 P UNT10 WNMG 080408 PR UN6010
CNIMG 120412 PM UN6025 TNIMG 160408 MM UN210 WNMG 080412 UNG025
@ CNMG 120412 PM UN6010 TNMG 160408 P UN6025 WNMG 080412 UN6010
CNIMG 120412 UN6025 TNMG 160408 UNGOT0 WNMG 080412 PR UN6025
CNIMG 120412 UN6010 TNMG 160408 UNE0Z5 WNMG 080412 PR UN6010
CNIMG 120412 PR UN6025 TNMG 160408 PR UNGO25
CNIMG 120412 PR UN6010 TNMG 160412 UNE0Z5
TNMG 160412 UN6010
TNMG 160412 PR UN6025
................. Pg.065
DCMT 070204 PEUN110 HEERLIDST e Pg.079
DCMT11T304 PF UN110 TNUX 160404_R UN110
DCMT 117308 PM UN110 TNUX 160408 R UN110
DCMT11T304 PF UN6025 @ TNUX 160404 | UN110
DCMT 117308 PM UN6025 @ TNUX 160408 L UN110
AT v [N v [




