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Universal Grades

Features of Grades

NICHE Universal grades, extremely efficient in covering materials including Steel,
Stainless steels and Cast iron.

Unique Substrate / PVD coating for MILLING and DRILLING Application

* PVD coating with optimal thermal resistance & added strength
« Tough carbide substrate designed for demanding application

Ultra dense PVD coating

Unique Substrate / PVD coating for TURNING Application

« Substrate and PVD coating designed to balance edge strength
& wear resistance.

Unique PVD coating for Turning « Excellent cutting performance under harsh machining condition.

Micro grain size carbide

Unique Substrate / CVD coating for TURNING Application

« Thick coating optimized for Cast iron applications
« CVD coating with optimal thermal & wear resistance
for turning applications.

Unique EVD coating for Cast ifon . Excepti.onal cutting performa_nce attributed to combination
of carbide substrate and coating

Migcro grainsize carbide




Z

Technical Formulas

Cutting speed (V¢) [m/min.]

Material designations & dimensions

=D ming
1000

Ve

Revolutions per minute (n) [rev./min.]

n= M [rev./min.]

D-m

Feed rate (Vf) [rev./min.]

Vf =fn-n [rev./min.]

Feed per tooth [mm/tooth]

fz = v [mm/tooth]
n.z

Metal removal amount [cm®/min.]

Q = M [cm3/min_]
1000

Power consumption [kW]

Pc = _Q-ke [rev./min.]
60-102-n

ae Width of cut [mm]
ap Depth of cut [mm]
D Cutter diameter [mm]
Dw Work piece diameter [mm]
fz Feed per tooth [mm/tooth]
T Circular constant
ke Specific cutting resistance [kgf/mm?°]
n Revolutions of spindle [min."]
Be Power consumption [kW]
Q Metal removal amount [cm®/min.]
Ve Cutting speed [m/min.]
Vf Feed rate [mm/min.]
fn Feed per revolution [mm/rev.]
z Effective number of edges [pcs.]

Mechanical efficiency [%]




Technical Information

Damage of Insert & Counter Measure

T T

1. Inappropriate feed(f) rate
2. Cutting speed(s) too high

1. Adjust feed(f) rate according to
depth(ap), width(ae)
2. Reduce cutting speed(s)

Rapid Flank wear
1. Reduce feed(f) rate
1. Feed(f) rate too high ( )
. 2. Increase cutting speed(s)
2. Cutting speed(s) too low .
N . 3. Reduce the tool overhang & improve
3.Vibration of holder & machine o ) K
L the rigidity of machine and workpiece
Chipping

il

1. Insufficient coolant
2. Cutting speed(s) too high

Thermal crack

1. Ch eck cooling system, supply enough
coolant or use dry milling
2. Reduce cutting speed(s)

L

af

1. Cutting speed(s) too low
2. Insufficient coolant
3. Not enough rake angle

Built-up edge

1. Increase cutting speed(s)
2. Supply enough coolant
3. Increase rake angle of change inserts

if

1. Scaling or work hardening in workpiece
sur face area
2. Burrs in workpiece

Notching

1. Change/Vary cutting condition
(feed & depth)
2. Change path or direction

af

1. Wrong insert shape or corner radius
2. Corner radius too small
3. Cutting force fluctuation too high

Fracture

1. Choose the insert with bigger corner or
radius

il

1. Insufficient coolant supply
2. Cutting speed(s) and feed(f) rate too high

Cratering

1. Increase coolant supply or concentration
2. Reduce cutting speed(s) and feed(f) rate

J

af

1. Cutting speed(s) too high
2.Too much stress applied on the cutting
edge

Plastic deformation

1. Reduce cutting speed(s)
2. Supply enough coolant
3. Choose insert with bigger corner radius




Technical Information

Trouble Shooting

Trouble

Inappropriate

Heat cutting condition
Premature insert
wear
Chipping of cutting
edge
Poor surface
quality of .
SR Built up edge
surface
Inappropriate
cutting condition
Chatter
Change of Inappropriate

cutting edge line

cutting condition

Burr, Chipping Inappropriate
(Steel, Aluminum) cutting condition
Chipping of .
S
(Cast Iron) curtting co °
Burr Inappropriate
(Mild steel) cutting condition

- | :decrease 1:increase J:depends on status e : use coolant

Counter measure




Universal Grades Comparison Chart

PVD MILLING and DRILLING

Inm S Mﬂﬂmm ey

1C250
GC1010 TT2510
P10 | Npsszo| STIO% | ke7ism IC808 ACP200 AL
1C908
1C250 AH725
GC1010 TT2510
KC522M | F25M | IC808 | MP6120 AH120
ROl NPS330 gggggg KC525M | MP3000 | Ic908 | vP1sTE | ACP200 | apasg E;ggg
1C928 GH330
IC250 | MP8120 AH725
P30 | npsazor g‘g]g;g KC725M Mﬁfgmo IC808 | VP1STF | ACP200 | AH120 | TT8080
Sc0%0 | kesaom |MP3000| icagg | MP6130 | ACP300 | AH130 | TT9080
IC928 | VP30RT GH130
F40M TT8080
P40 | NP5330%| GC1030 | Kc7asm | FAOM VP3ORT | ACP300 | AH140 | 179090
GC1025
%
M0 | Nps3sor| SCI025 | kc71sM 1C903
GC1025 | oo IC250 | VPI5TF AH725
GC1030 F25M | 1C300 | MP7130 AH120
%
W20 | NPS330%| Geaoa | KC2ZZMU | Mp3ooo | ICsos | MP7oso | ACP20 | anazo | TT9080
- GC2030 IC928 | VP20RT GH330
Faom | 1C250 | VPISTF AH120
30 | npsaso | GC1040 | KC72sM | P3N | iC300 | MP7130 | ACP200 | AH725 | TT8080
GC2030 | Kc73sm | FIOW | iCeos | MP7030 | ACP300 | GH130 | TT9080
IC928 | VP20RT GH340
MP7140 TT8080
M40 | NP5330 F4OM VEa Y | AcPaoo | AHwo | TT080
1C350
IC810 AHTIO | oo
K10 | NP5330| GC1010 | KC510M IC900 | MP8010 GH1o | 170080
1C910 AH330
1C950
GC1010 | KC520M IC350 | \/p15TE TT6080
K20 | Npsasor| SCIO0 | KESZOM | Mikaoo0 ICB30 | Yooy | ACKSD0 | GH130 | T0Es
IC350
KC725M VPISTF
%
K30 | NPssso*| Gerozo | KC72M iceso | VPISTE | Acka00
1C928
MP9120
S10 | NP5330*| GC1025 | KC510M icoo3 | VPo120
1C300 | MP9120
GC1025 | KC522M IC808 | VPISTF
%
S20 | NP5330*| o030 | KC525M IC908 | MP9130 ELED
IC328 | MP9030
1C830 TT8080
$30 | NP5330| GC2030 | KC725M | Faom | |Soo0 Treoe
GC1010 MH1000 VPISTF TT2510
H10 | NPS330 | ocq3p | KCB3SM | Tpagpy | 10900 | ypgon TT6080
1C900
GC1010 TT2510
H20 | Nps3so| SC1OT0 | Kkcessm | Fism | ICB08 | VPISTF et
1C908
1C808
H30 | NP5330 KC530M MFZ%?\;’O 1C908
1C1008

* Qutstanding performance.
- Above chart is selected from a publication. We have not obtained approval from each company.
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Universal Grades Comparison Chart

PVD TURNING / CVD for Cast Iron

Inm S mﬂﬂmm ey

KC5010 1C507
P10 | NP5020* gglgg: KC5510 .fspzzooooo IC807 | VP1OMF AH710
KU10T 1C907
KC5025 1C507
VP10RT
GC1525 |  KC5525 1C807
P20 | NP5020*| GC1025 | KC7215 | CP250 | (cggy | VP20RT | pcepqu | AH710 1 179050
TS2500 VP15TF AH725
GCM25 | KC7315 icoos | FIoTE
KU25T 1C928
KC7015 VP10RT
1c328 AH725
GC1025 |  KC7020 VP20RT TT8020
P30 | NPS020*| -riiop | kuzsT | P800 :g;ggg vPisTE | ACSSOU émgg TT9020
KC7235 VP20MF
KC7040 1C328 8020
P40 | NP5020 KC7140 | CP500 | 1C1008 AC530U | AH7a0 | 178020
KC7030 1C3028
GC1005 | KC5010 1C330
GC1025 | KCB510 | CP200 | IC507
M0 | NPso2ox| SC1925 | KEES10 | CP200 | 1507 | vP1oME AH710 | TT5080
GC1105 |  KC6015 1C907
couts | X | | £ | T | o
M20 | NP5020* TS2500 AC520U | AH120 | TT9020
Genas | Kc7o20 | (52%09| icoog | VPISTF AH120 ) TT9020
- GCM05 | KC7025 IC3028 | VP20MF
VP10RT
IC328 | VP20RT GH330 | TT8020
M30 | NP5020 gg;gg Eg;g‘;’g CP500 | 1C928 | VPI5TF ﬁggggﬂ AH120 | TT9020
IC3028 | VP20MF GH730 | TT9080
MP7035
1C328
M40 | NP5020 | GC2035 IC928 | MP7035 | AC530U | J740 | 118020
TT9080
IC3028
TK0501 | 1C5005 AC405K TT7005
K10 | NC60so | GC3210 | Kekos | TROO0T | IP8098 | mcsoos | ASA0OK | Ts105 | TT7005
1C5010 o1
K20 | NC6030 | GC3225 | KCK15 | TK2001 | IC5005 | MC5015 | AC420K | TT7015
Ic428 i

K30 | NC6030 | GC3225 KCK20 TK2001 | IC5010 | MC5015 | AC820P T5125 TT7015

Gemos | Kesoto | 20 | | MPooos AH905
S10 | NP5020%| GC1005 | KC5410 | 2250 | €507 | \MPpo01s | AUST0U | AHTIO | TT5080
GC1025 | KC5510 VP1ORT AH120
TS250
20 | Npsozos| GC1025 | Kesozs | 2801 0300 | MPSDS | Acstou | AH120 | TTs080
GCN2s | Kesbas | ooty | (08 | MTO0S | ACs20u | AH725 | TT9080
TT8020
$30 | NP5020 | GC1125 VPISTF | AC520U | AH725 | 178020
GC15
H10 | npso2o | SCT VP15TF
120 | npsozo| GC1025 | KCUZ5 | oo | IC808 | VPISTE | ACB20U | oo | rooo

GC1515 KC5525 1C908 VP20RT EH20Z

H30 NP5020 | GC1525 KC5025

*QOutstanding performance.
- Above chart is selected from a publication. We have not obtained approval from each company.



Universal Grades

Cutting Tool Performance

01.Test result for APKT 1003PDTR G; Test Condition

Slow wear tendency
Longer tool life

DIN : X100CrMoV5 1
AISI : D2

Material

E 300 / (Alloy tool steel) JIS : SKD11
§ 250 / Workpiece HB 210 ~ 220
200 / / Workpiece size 150 x 200 x 120

150
/ / Ve(m/min.) 140
100
fz(mm/tooth) 0.1
Ny e

o ap/ae(mm) 8/3

Coolant Dry

T NT L el % Test finishing wear value : 300um(flank wear)

02.Test result for APMT 1135PDTR é » Test Condition

: DIN : 42CrMo4
£ 250 ( A'::'ate’;a' y AISI : 4140
2 oy stee JIS : SCM440
8§ 200
= Workpiece HB 190 ~ 200
150
Workpiece size 300 x 60 x 150
100 .
}/._—0 Ve(m/min.) 180
%0 fz(mm/tooth) 0.15
0
ps 20 0 60 80 ap/ae(mm) 2/20
Nt e time(min.) Coolant Dry

03.Test result for RPMT 1204MO @ » Test Condition

e DIN : X100CrMoV5 1
£ 300 7 o Mat‘“”l'a't ) | AlsiiD2
2 / LI O U S JIS : SKD11
§ 250 / ow wear tehdency
H 200 Longer tool life Workpiece HB 210 ~ 230
150 //‘ Workpiece size 120 x 100 x 150
100 / Ve(m/min.) 120
50 V fz(mm/tooth) 0.23
0
o 2 4 6 s ap/ae(mm) 1.5/20
—=NT =M time(min.) Coolant Dry




Milling Inserts Designation System-ISO

. Cross Section Shape
4

<D S Rl=R="
T I
% oo 3 3
[ — oo | — | 3
E H K L [ M N R |
@ O [0
OO O  special
Q W CSnKT®=60° | Skl 60°
o p R S | T w X
A special
T w X
1 | 2 | 3 | 4 |
m t LS. 6.35 9.525 12. 15.875 19.05 25.4
A +0.005 +0.025 +0.025 ° ° ° ° ° °
C +0.013 +0.025 +0.025 ° ° ° ° ° °
E +0.025 +0.025 +0.025 ° ° ° ° ° °
F +0.005 +0.025 +0.013 ° ° ° ° ° °
G +0.025 +0.13 +0.025 ° ° ° ° ° °
H +0.013 +0.025 +0.013 ° ° ° ° ° °
+0.05 ° °
+0.08 °
K +0.013 +0.025
+0.10 ° °
+0.13 °
+0.08 +0.05 ° °
+0.13 +0.08 °
M +0.13
+0.15 +0.10 ° °
+0.18 +0.13 °

n



Milling Inserts Designation System-ISO

03 3.18
T3 3.97
04 4.76
06 6.35
07 7.94
09 9.562

-

(7]

ainkaln

Dkt

‘ For Application

aooEo

CHIP
BREAKER

o s [ w1

1=

AY

&

7. Lead Angle & Relief Angle of Minor Cutting Edge

Lead Angle

Relief Angle of minor
cutting edge

12

A 45°

5.56 09 D 60° B 5°
6.35 06 06 06 n Ef 75° © 7°
7.94 08 13 F 85° D 15°
9.525 09 09 09 16 P 90° E 20°
12.7 12 12 12 22 05 05 z Special F 25°
15.875 16 15 15 27 09 G 30°
17.94 07 N 0°
19.05 19 19 19 33 10 P 11°
25.4 25 25 25 z Special




Milling Inserts

Unit: mm

Feed*
(mm/tooth)

Dimensions

Designation Geometry

Q ADKT 1505 PDTR  |14.42/ 9.67 | 5.80 | 15 | 0.8 | 0.10 | 0.32  0.50 |14.00

AOMT 123604 PDTR 11.30| 6.60 | 3.60 | 11 | 0.4 | 0.07 | 0.22 | 0.50 11.00

= AOMT 123608 PDTR 11.30| 6.60 | 3.60 | 11 | 0.8 | 0.07 | 0.22 | 0.50 11.00

APKT 1003 PDTR 10.58| 6.70 | 3.60 | 11 | 0.5 | 0.07  0.26 | 0.50 | 9.00

APKT 100308 PDTR 10.50 6.70 | 3.50 | 11 | 0.8 | 0.07 | 0.26 | 0.50 A 9.00

APKT 1604 PDTR 16.32/9.40 527 11 | 0.8 | 0.10 | 0.32  0.50 |15.00

? APKT 160404 PDTR |16.30/ 9.40 | 5.27 | 11 | 0.4 | 0.10 | 0.32  0.50 |15.00
APKT 160408 PDTR |16.30/ 9.40 | 5.27 | 11 | 0.8 | 0.10 | 0.32  0.50 |15.00
APKT 160416 PDTR | 16.30/ 9.40 | 5.27 | 1 1.6 | 0.10 | 0.32 0.50 15.00

APKT 160424 PDTR 16.30/ 9.40 | 5.27 | 11 | 2.4 | 0.10 | 0.32 | 0.50 15.00

APKT 160432 PDTR 16.30/ 9.40 | 5.27 | 11 | 3.2 | 0.10 | 0.32 | 0.50 15.00

APMT 1135 PDTR  |10.69 6.20 | 3.50 ' 11 | 0.4 0.07 0.24 0.50 10.00

APMT 113508 PDTR | 11.18 | 6.20 | 3.50 | 11 | 0.8  0.07 0.24 0.50 10.00

é APMT 1604 PDTR  |16.25/ 9.22 | 476 | 11 | 0.8 0.09 0.30 0.50 15.00

APMT 1604 PDER 1 16.25/ 9.22 | 476 | 11 | 0.8 0.09 0.30 0.50 15.00

APMT 160408 PDTR | 1712/ 9.40 | 5.5 | 11 | 0.8 0.09 0.30 0.50 15.00

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 18~20.
- Product image shown on this catalogue may differ from actual products.
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NCcIHe

Unit : mm

Feed*
(mm/tooth)

Dimensions

Designation Geometry

Q APXT 11T3 PDTR 1.40 6.613.63 1 0.5 1 0.07  0.26 0.50  9.00
ODMT 060508 6.60 15.88 5.50 | 15 0.8 1 0.12  0.54 0.40  4.00
R
B
-
ODMW 060508 6.60 15.88 550 15 0.8 1 0.12  0.58 0.40  4.00 "E}" 0 |-
L‘_J 15
R
N
OFER 070405 748 118.05| 4.78 | 25 0.5 1 0.12 0.50 0.40 4.50 TP =
! 25°
R
B
N
OFMT 05T308 5.27 |12.70/ 4.02 | 25 0.8 | 0.12 | 0.51 | 0.40  4.00 "E]" 0| lI”
R 2

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 21~23.
- Product image shown on this catalogue may differ from actual products.

3
i
1
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Milling Inserts

Unit: mm

Feed*
(mm/tooth)

Dimensions

Designation Geometry

RDMT 0602M0 - 6.00 1 2.38 | 15 - 0.10 | 0.50 | 0.30 | 3.00
RDMT 0802M0 - 8.00 2.38| 15 - 0.10 | 0.58 | 0.30 | 4.00
"n- RDMT 0803MO0 - 8.00 3.18 | 15 - 0.10 | 0.58  0.30  4.00
L~
RDMT 10T3MO - 110.001 3.97 | 15 - 0.10 | 0.64 | 0.30 5.00
RDMT 1204M0 - [12.00 4.76 | 15 - 0.14 | 0.74 | 0.30  6.00
RDMW 0602M0 - 6.00 2.38| 15 - 0.10 | 0.48 | 0.30 | 3.00
RDMW 0802M0 - 8.00 1 2.38| 15 - 0.10 | 0.58 | 0.30 | 4.00 [

a

N
7
|

aw

RDMW 10T3M0 - |10.00 397 15 - /0.10 | 0.70  0.30 5.00

RDMW 1204M0 - 112.00 476 @ 15 - 10.10 0.74 0.30 | 6.00

RPMT 08T2M0 - 1800278 M - 10.10 0.58 0.30 | 4.00

RPMT 10T3M0 - 11000397 1 | - |0.10 064 030 500 €D

RPMT 1204M0 - 112.00 476 @ 1 - 10.14 0.74  0.30 | 6.00

RPMW 1003M0 - 10.00/ 3.18 | T - 10.10 0.64 0.30 | 5.00

Q@ @ O

RPMW 1204M0 - 112.00/ 476 | T - 10.14 0.74  0.30 | 6.00

S| IR IR I
,]

n RPMX 1204M0 - 112.00/ 476 @ 1 - 10.05 0.64 0.50 | 6.00

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 23~30.

- Product image shown on this catalogue may differ from actual products.
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NICIHe

Unit : mm

Feed*
(mm/tooth)

Dimensions
Designation

e SEKN 1203 AFTN - [1270/3.18| 20 | - | 0.10 0.46 0.50 7.00

Geometry

SEKR 1203 AFTN - 11270/ 3.18 | 20 - 10.10 0.46 0.50 | 700
SEKT 12T3 AGTN - |13.40/ 397 @ 20 - /0.10 | 0.46 0.50 700
SEKT 1204 AFTN - 1270 494 | 20 - /0.10 | 0.46 0.50 700

- o ]
SEMT 1204 AFTN - 11270 5.06 = 20 - 10.10 0.46 0.50 | 700
SEMT 13T3 AGSN - 11340397 20 - 1 0.10 0.46 0.50 | 700
SPKN 1203 EDTR - 11270/ 3.18 | 11 - 10.10 0.43  0.50 | 700

<

SPKN 1504 EDTR - 11588/ 476 @ 11 - 10.10 0.43 0.50 | 9.00

SPKR 1203 EDTR - 1270/ 318 | M - 0.10 | 0.43 0.50 700 |l/ © 1

Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 30~34.
- Product image shown on this catalogue may differ from actual products.

SEIDINY
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Unit : mm
m
Insert . . (mm/tooth) [ ap (mm)
Shape Designation Geometry
SPMT 097308 - 1953371 1 | 0.8 |0.04 0.22 0.50 | 9.00
i [
-
P H SPMT 127308 - [13.29/397 | 1 | 0.8 | 0.07 0.29 0.50 | 9.00 =
- e
SPMT 120408 - [12.70/ 480 11 | 0.8 | 0.07 0.29 0.50 | 9.00
e
SPUN 120308 - 1270/ 318 N 0.8 | 0.10 | 0.37 | 0.50 | 6.00 \ 1o I
t\‘\ i 1
(=2}
=
E TPKN 1603 PDTR 16.50/ 9.53 | 3.18 | N - 10.08 0.27 0.50 |12.00
=]
5 b
TPKN 2204 PDTR 22.00/12.70/ 4.76 | N - 10.09 0.27 0.50 |18.00
TPKR 1603 PDTR 16.50/ 9.53 | 3.18 | N - 10.09 0.22  0.50 12.00
TPKR 2204 PDTR 22.00/ 953 | 3.18 | 11 - 10.09 0.22  0.50 18.00
’ ' TPUN 160308 16.50/ 9.53 | 3.18 | 1 0.8 | 0.08  0.27 | 0.50 |12.00
]
Q *Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 35~38.
* - Product image shown on this catalogue may differ from actual products.



NICIHe

Milling - Cutting Conditions

ADKT 1505..

Material

Hardness
(HB)

Feed fz (mm/tooth)

[ | e [ in | o [oonmo] . | s

tting Conditions

Speed Vc (m/min.)

ecommend

Non Alloy 120 0.18 | 0.32 | 0.25 330 250 0.5 | 14.0
Low Alloy 200 0.15 | 0.25 | 0.20 150 | 240 200 0.5 | 14.0 4.0
High Alloy 220 012 | 0.22 | 0.7 90 150 120 0.5 | 10.0 4.0
Austenitic 190 0.14 | 0.24 | 0.18 190 | 250 220 05 | 140 3.0
Ferritic 220 0.12 | 0.20 0.16 140 | 220 180 05 | 14.0 3.0
Martensitic 40HRc | 0.12 | 0.18 | 0.14 80 160 120 0.5 | 14.0 3.0
Nodular Cast Iron 150 0.18 | 0.32 | 0.24 150 | 230 190 0.5 | 15.0 4.0
Grey Cast Iron 150 0.18 | 0.32 | 0.25 150 | 240 200 0.5 | 14.0 4.0
B el AN 240 | 012 018 | 015 25 45 | 35 | 05 110 30
Hardened Material 45HRc | 0.10 | 0.18 | 0.14 40 80 60 0.5 5.0 2.0

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend

Non Alloy 120 0.14 | 0.22 | 0.15 190 | 330 220 05 | 11.0 2.0
Low Alloy 200 0.11 | 0.18 | 0.13 150 | 210 180 05 | 11.0 2.0
High Alloy 220 0.08 | 0.15 | 0.12 90 150 120 0.5 8.0 15
Austenitic 190 0.14 | 0.24 | 0.18 190 | 250 220 0.5 | 11.0 2.0
Ferritic 220 0.12 | 0.20 | 0.16 140 | 220 180 0.5 9.0 3.0
Martensitic 40HRc | 0.12 | 0.18 | 0.14 80 150 120 0.5 6.0 2.0
Nodular Cast Iron 150 012 | 0.24 | 0.18 | 140 | 230 190 0.5 9.0 2.0
Grey Cast Iron 150 0.13 | 0.22 | 0.15 150 | 240 190 05 | 11.0 2.0
R 240 008|013 | 010 25 | 45 | 30 | 05 | 80 15
Hardened Material 45HRc | 0.07 | 0.13 | 0.08 40 80 55 0.5 24 0.8




Milling - Cutting Conditions

Material ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.13 | 0.26 | 0.20 330 250 0.5 9.0
Low Alloy 200 0.11 | 0.21 0.16 150 | 240 200 0.5 9.0 2.0
High Alloy 220 0.08 | 0.18 | 0.13 90 150 120 0.5 6.4 1.5
Austenitic 190 0.11 | 0.21 0.16 190 | 250 220 0.5 9.0 2.0
Ferritic 220 0.12 | 0.18 | 0.15 130 | 220 170 0.5 9.0 3.0
Martensitic 40HRc | 0.12 | 0.18 | 0.14 70 140 110 0.5 6.0 2.0
Nodular Cast Iron 150 0.12 | 0.24 | 0.18 140 | 230 190 0.5 9.0 2.0
Grey Cast Iron 150 0.13 | 0.26 | 0.20 150 | 240 200 0.5 9.0 2.0
B el AN 240 | 008 015 012 25 | 45 | 35 | 05 64 15
Hardened Material 45HRc | 0.07 | 0.15 | 0.11 40 80 60 0.5 3.2 1.0

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.18 | 0.32 | 0.25 190 | 330 250 0.5 | 15.0 4.0
Low Alloy 200 0.15 | 0.25 | 0.20 150 | 240 195 0.5 | 15.0 4.0
High Alloy 220 012 | 0.22 | 0.7 90 150 120 05 | 10.7 4.0
Austenitic 190 0.14 | 0.24 | 0.18 190 | 250 220 0.5 | 15.0 3.0
Ferritic 220 0.12 | 0.20 | 0.16 140 | 220 180 0.5 | 14.0 3.0
Martensitic 40HRc | 0.12 | 0.18 | 0.14 80 160 120 05 | 140 3.0
Nodular Cast Iron 150 0.18 | 0.32 | 0.24 150 | 230 190 05 | 15.0 4.0
Grey Cast Iron 150 0.18 | 0.32 | 0.24 150 | 240 190 0.5 | 15.0 4.0
R 240 012 018 | 015 25 | 45 | 35 | 05 | 107 3.0
Hardened Material 45HRc | 0.10 | 0.18 | 0.14 40 80 60 0.5 5.4 2.0




N[ B[

tting Conditions

dness Feed fz (mm/tooth) Speed Vc (m/min.)
i)

Non Alloy 120 | 013 022 | 018 190 | 330 | 250 | 0.5 | 10.0

Low Alloy 200 | 011 018 015 150 | 240 | 200 | 0.5 | 100 | 2.0

High Alloy 220 | 008 015 012 | 90 | 150 @120 | 05 7.2 15

Austenitic 190 | 014 024 018 | 190 | 250 @ 220 | 05 100 2.0

M Ferritic 220 | 012 02 016 | 130 | 220 170 | 05 90 3.0
Martensitic 40HRc 012 018 014 | 70 | 140 | 110 | 05 | 60 | 20

Nodular Cast Iron 150 | 012 022 018 | 140 | 230 | 190 | 0.5 | 100 | 2.0

Grey Cast Iron 150 | 013 022 018 150 | 240 | 200 | 0.5 | 100 | 20

aﬂgastu?)%srisAtl?g;s 240 008 013 011 | 25 | 45 35 | 05 7.2 15

Hardened Material | 45HRc | 0.07 | 013 007 @ 40 | 80 | 60 | 05 | 36 | 1.0

Cutting Conditions

Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)

Max. Recommend Max. Hecommend Max.
0.16

| ccowms | wows | oo | o

Non Alloy 120 030 023 | 190 | 330 | 250 | 05 150 | 4.0
Low Alloy 200 | 014 023 | 019 150 | 240 = 200 | 05 | 150 | 4.0
High Alloy 200 | 041 020 | 016 90 | 150 120 | 05 107 | 4.0
Austenitic 190 | 014 023 | 019 190 | 250 @ 220 | 05 | 150 | 4.0
Ferritic 200 | 016 022 | 018 140 | 220 180 | 05 | 140 | 3.0
Martensitic 40HRc | 014 022 016 | 70 | 140 | 100 | 05 | 140 | 3.0

Nodular Cast Iron 150 | 016 | 030 | 022 140 | 230 = 200 | 05 | 150 | 40 z
Grey Castlron 150 | 016 030 | 022 150 | 240 @ 200 | 05 | 150 | 4.0
aﬂg*guﬁiiiﬁ?gis 240 011 017 014 | 25 | 45 | 35 | 05 | 107 | 3.0
Hardened Material |~ 45HRc | 0.09 | 017 | 013 = 40 | 80 = 60 | 05 54 | 20




Milling - Cutting Conditions

Material ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.13 | 0.26 | 0.20 330 250 0.5 9.0
Low Alloy 200 0.11 | 0.21 0.16 150 | 240 200 0.5 9.0 2.0
High Alloy 220 0.08 | 0.18 | 0.13 90 150 120 0.5 6.4 1.5
Austenitic 190 0.14 | 0.21 0.16 190 | 250 220 0.5 9.0 2.0
Ferritic 220 0.12 | 0.18 | 0.15 130 | 220 170 0.5 9.0 3.0
Martensitic 40HRc | 0.12 | 0.18 | 0.13 70 140 110 0.5 6.0 2.0
Nodular Cast Iron 150 0.12 | 0.24 | 0.20 140 | 230 190 0.5 9.0 2.0
Grey Cast Iron 150 0.13 | 0.26 | 0.20 150 | 240 200 0.5 9.0 2.0
B el AN 240 | 008 015 012 25 | 45 | 35 | 05 64 15
Hardened Material 45HRc | 0.07 | 0.15 | 0.1 40 80 60 0.5 3.2 1.0

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.22 | 0.54 | 0.38 | 190 | 330 | 250 05 | 4.0 25
Low Alloy 200 0.18 | 043 | 0.31 150 | 240 | 195 05 | 4.0 25
High Alloy 220 0.14 | 0.37 | 0.26 90 | 150 | 120 05 | 29 1.9
Austenitic 190 018 | 037 | 028 | 190 & 250 | 220 05 | 4.0 2.5
Ferritic 220 0.18 | 0.32 | 024 | 130 | 210 | 170 05 | 4.0 25
Martensitic 40HRc | 0.15 | 0.28 | 0.22 80 | 160 | 120 05 | 3.0 2.0
Nodular Cast Iron 150 024 | 048 | 034 | 140 | 230 | 190 05 | 45 3.0
Grey Cast Iron 150 022 | 054 | 038 | 150 | 240 | 195 05 | 4.0 2.5
R 240 | 014 | 031 | 023 25 | 45 35 | 05 | 29 19
Hardened Material 45HRc | 0.12 | 0.31 | 0.22 40 80 60 04 | 14 1.3




NICIHe

|\ EYCYE tting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 [ i Jiwomne] i | hox [ in | War [

Non Alloy 120 0.22 | 0.58 | 0.40 | 190 | 330 250 05 | 4.0 3.0
Low Alloy 200 0.18 | 045 | 0.32 | 150 | 240 195 05 | 4.0 3.0
High Alloy 220 0.14 | 0.40 | 0.27 90 | 150 120 05 | 29 2.3
Nodular Cast Iron 150 024 | 048 | 0.34 | 140 | 230 190 0.5 4.5 3.0
Grey Cast Iron 150 0.22 | 0.58 | 0.40 150 | 240 195 0.5 4.0 3.0
Hardened Material 45HRc | 0.12 | 0.32 = 0.22 40 80 60 0.4 1.4 1.3

OFER 0704..

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 022 050 037 | 190 300 250 | 0.5 | 45 | 3.0
Low Alloy 200 018 040 030 150 210 195 05 45 | 3.0
High Alloy 200 014 035 028 90 130 120 | 05 | 30 | 22
Austenitic 190 | 018 035 028 190 240 220 05 45 | 3.0
Ferritic 200 018 032 024 | 140 220 160 | 0.5 | 40 | 3.0

Martensitic 40HRc 016 030 022 | 80 160 | 120 05 | 40 30 -
Nodular Cast Iron 150 0.24 | 0.48 | 0.34 140 | 230 190 0.5 4.5 3.0
Grey Cast Iron 150 | 022 050 034 150 240 195 05 45 | 3.0
aﬂg"stu%isri;ﬁ?g;s 240 014 028 025 25 45 35 | 05 | 30 | 22
Hardened Material | 45HRc | 012 | 0.28 020 40 70 = 60 | 04 10 | 10




Milling - Cutting Conditions

OFMT 05T3..

Material ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
81 [ o Jiwonne] i ] hox [ in | War [

Non Alloy 120 | 022 051 037 | 190 | 330 | 250 | 05 | 35 | 25
Low Alloy 200 | 018 040 0290 150 | 240 195 05 35 | 25
High Alloy 200 014 035 025 90 | 150 120 | 05 | 25 | 1.9
Austenitic 190 | 018 035 027 190 | 250 220 05 35 | 25
Ferritic 220 | 018 030 024 | 130 | 210 | 160 | 05 | 40 | 25
Martensitic 40HRc | 015 026 020 70 | 140 110 | 05 | 30 | 20
Nodular Cast Iron 150 | 022 050 036 | 140 | 230 190 | 05 | 35 | 25
Grey Cast Iron 150 | 022 051 037 150 | 240 200 05 35 | 25
aﬂg*‘stu'giﬁi;ﬁ?g;s 240 014 029 022 | 25 | 45 | 35 | 05 | 25 | 1.9

Hardened Material | 45HRc | 012 | 0.29 021 40 | 80 60 | 04 13 | 13

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.18 | 0.48 | 029 | 190 | 330 | 220 05 | 3.0 0.8
Low Alloy 200 015 | 038 | 025 | 150 & 210 | 180 05 | 25 0.8
High Alloy 220 0.12 | 0.33 | 0.23 90 | 130 | 120 05 | 22 0.6
Austenitic 190 015 | 0.38 | 025 | 190 & 250 | 220 05 | 25 0.8
Ferritic 220 0.14 | 0.32 | 024 | 120 | 190 | 140 05 | 22 0.8
Martensitic 40HRc | 0.12 | 0.28 | 0.22 80 | 140 | 120 05 | 20 0.8
Nodular Cast Iron 150 0.18 | 0.50 | 0.30 | 140 | 230 | 190 05 | 15 0.8
Grey Cast Iron 150 0.18 | 0.50 = 0.30 | 150 | 240 | 190 05 | 15 0.8
R 240 012 027 | 020 25 | 45 | 32 | 05 | 08 06
Hardened Material 45HRc | 0.10 | 0.27 | 0.18 40 80 60 03 | 06 0.4




N[ B[

tting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 018 064 035 | 190 330 | 250 | 05 | 40 | 08
Low Alloy 200 | 015 050 030 150 240 195 05 30 | 08
High Alloy 200 012 044 025 90 150 120 | 05 | 22 | 06
Austenitic 190 | 015 050 030 190 250 220 05 25 | 08
Ferritic 220 | 016 034 024 | 120 190 | 140 | 05 | 22 | 08
Martensitic 40HRc | 014 028 023 80 140 120 @ 05 18 | 08
Nodular Cast Iron 150 | 018 054 032 | 140 230 190 | 05 | 18 | 08
Grey Cast Iron 150 | 018 054 032 150 240 190 05 1.8 | 08
aﬂgastu%?rijfﬁg;s 240 012 032 024 | 25 45 | 35 | 05 | 10 | 06

Hardened Material | 45HRc | 010 | 0.32 023 40 @ 80 60 | 03 07 | 04

Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 018 064 035 190 330 250 | 0.5 | 40 | 08
Low Alloy 200 015 050 030 150 240 195 05 30 | 08
High Alloy 200 012 044 025 90 150 120 | 05 | 22 | 06
Austenitic 190 | 015 050 030 190 250 220 05 25 | 08
Ferritic 200 | 018 032 024 120 190 140 | 05 | 22 | 08

Martensitic 40HRc 016 028 023 @ 8 140 120 @ 05 18 | 08 -
Nodular Cast Iron 150 0.18 | 0.54 | 0.32 140 | 230 190 0.5 1.8 0.8
Grey Cast Iron 150 | 018 054 032 150 240 190 05 1.8 | 08
aﬂg"stu%isri;ﬁ?g;s 240 012 032 024 25 45 35 | 05 10 | 06
Hardened Material | 45HRc | 010 | 0.32 023 40 @ 80 60 | 03 07 | 04




Milling - Cutting Conditions

Mo

Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 o o Jiwsmne] i | hox [ in | War [

Non Alloy 120 | 018 064 | 035 190 | 330 250
Low Alloy 200 015 050 030 150 240 200 05 40 | 1.0
High Alloy 200 012 044 025 90 150 120 | 05 | 25 | 08
Austenitic 190 | 015 050 030 190 250 220 05 30 | 1.0
Ferritic 220 | 018 034 | 024 | 120 190 | 140 | 05 | 25 | 1.0
Martensitic 40HRc | 014 | 028 | 023 80 | 140 120 05 22 | 1.0
Nodular Cast Iron 150 | 016 060 034 | 140 230 190 | 05 | 22 | 1.0
Grey Cast Iron 150 | 018 064 035 150 240 200 05 22 | 1.0
aﬂgastur;isrisAtl?g;s 240 012 036 024 | 25 45 | 35 | 05 | 12 | 05

Hardened Material | 45HRc | 010 | 0.36 | 023 40 80 60 | 03 08 | 05

Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) m Recommend m Max. |Recommend m Max. |Recommend

Non Alloy 120 | 018 064 035 190 330 250 | 05 | 60 | 1.3
Low Alloy 200 015 050 030 150 240 200 05 50 | 1.3
High Alloy 200 012 044 025 90 150 120 | 05 | 38 | 1.0
Austenitic 190 | 015 050 030 190 250 220 05 35 | 1.3
Ferritic 200 020 038 026 120 180 140 | 05 | 32 | 1.2
Martensitic 40HRc | 016 | 030 | 024 80 | 150 120 @ 05 @ 25 | 1.2
Nodular Cast Iron 150 0.18 | 0.62 | 0.34 140 | 230 190 0.5 25 1.3
Grey Cast Iron 150 | 018 064 034 150 240 200 05 25 | 13
aﬂg*’stu%isriifﬁg;s 240 017 041 020 25 45 35 | 05 15 | 1.0

Hardened Material | 45HRc | 014 | 041 | 028 40 80 60 | 03 10 | 07




NICIHe

RDMW 0602M0

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwomne] i | hox [ in | Wer [

Non Alloy 120 0.18 | 0.64 | 0.41 190 | 330 260 05 | 4.0 0.8
Low Alloy 200 0.15 | 0.50 | 0.33 | 150 | 240 195 05 | 3.0 0.8
High Alloy 220 0.12 | 0.44 | 0.28 90 | 150 120 05 | 22 0.6
Nodular Cast Iron 150 0.18 | 0.52 | 0.32 | 140 | 220 180 0.5 1.5 0.8
Grey Cast Iron 150 0.18 | 0.52 | 0.32 150 | 240 195 0.5 15 0.8

Hardened Material 45HRc | 0.10 | 0.32 | 0.23 40 80 60 03 | 06 0.4

RDMW 0802M0

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(481 [ o T i | W Jreomnra] Win ] W Jrcamad

Non Alloy 120 0.18 | 0.64 | 0.41 190 | 330 260 05 | 4.0 0.8
Low Alloy 200 0.15 | 0.50 | 0.33 | 150 | 240 195 05 | 35 0.8
High Alloy 220 0.12 | 0.44 | 0.28 90 150 120 0.5 2.8 0.6
Nodular Cast Iron 150 0.18 | 0.56 | 0.34 | 140 | 220 180 0.5 2.5 0.8
Grey Cast Iron 140 0.18 | 0.56 0.34 150 | 240 195 0.5 2.5 0.8
Hardened Material 45HRc | 0.10 | 0.32 | 0.23 40 80 60 03 | 08 0.4

RDMW 10T3MV0

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
(481 [ ] . e win | M. [soma] . | i ]

Non Alloy 120 0.18 0.35 190 | 330 250

Low Alloy 200 0.15 | 0.50 | 0.30 150 | 240 200 0.5 4.0 1.2
High Alloy 220 012 | 0.44 | 0.25 90 150 120 0.5 2.5 0.8
Nodular Cast Iron 150 0.18 | 0.60 | 0.34 140 | 230 190 0.5 1.8 1.0
Grey Cast Iron 150 0.18 | 0.64 | 0.35 150 | 240 200 0.5 1.8 1.0

Hardened Material 45HRc | 0.10 | 0.36 @ 0.23 40 80 60 0.3 0.9 0.5




Material

Hardness
(HB)

Milling - Cutting Conditions

Feed fz (mm/tooth)

ing C

ons

Speed Vc (m/min.)

Depth of Cuta

[ | e T in | o [sonmo] . | s

(mm)

ecommend

Non Alloy 120 0.18 | 0.64 | 0.35 | 190 | 330 | 250 05 | 6.0 2.0
Low Alloy 200 0.15 | 0.50 | 0.30 | 150 | 240 | 200 05 | 45 1.5
High Alloy 220 0.12 | 0.44 | 0.25 90 | 150 | 120 05 | 3.0 1.0
Nodular Cast Iron 150 0.16 | 0.60 | 0.34 | 140 | 230 190 05 | 238 1.3
Grey Cast Iron 150 0.18 | 0.64 | 0.35 150 | 240 200 0.5 2.8 1.3
Hardened Material 45HRc | 0.14 | 0.41  0.28 40 80 60 0.3 1.2 0.8
Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.18 | 0.64 | 0.41 190 | 330 | 250 05 | 4.0 0.8
Low Alloy 200 0.15 | 0.50 | 0.33 | 150 | 240 | 195 05 | 3.0 0.8
High Alloy 220 0.12 | 0.44 | 0.28 90 | 150 | 120 05 | 22 0.6
Austenitic 190 0.15 | 0.50 | 0.33 | 190 | 250 | 220 05 | 25 0.8
Ferritic 220 0.18 | 0.32 | 0.24 | 120 | 190 | 140 05 | 22 0.8
Martensitic 40HRc | 0.16 | 0.28 | 0.24 80 | 140 | 120 05 18 0.8
Nodular Cast Iron 150 0.16 | 0.60 | 0.36 | 140 | 230 | 190 05 | 1.8 0.8
Grey Cast Iron 150 0.18 | 0.64 | 0.40 | 150 & 240 | 195 05 | 1.8 0.8
R 240 012 | 032| 022 25 | 45 | 35 | 05 | 10 06
Hardened Material 45HRc | 0.10 | 0.32 | 0.21 40 80 60 03 | 0.7 0.4




RPMT 10T3MO

Material

Hardness Feed fz (mm/tooth)
- e I

120 035 | 190 | 330 1.0

Non Alloy

Low Alloy 200 0.15 | 0.50 | 0.30 | 150 | 240 200 05 | 4.0 1.0

High Alloy 220 012 | 0.44 | 0.25 90 150 120 0.5 2.5 0.8

Austenitic 190 | 015 050 030 | 190 250 | 220 | 05 | 30 | 1.0

M Ferritic 220 | 018 034 024 | 120 190 | 140 | 05 | 25 | 1.0
Martensitic 40HRc 014 | 028 | 023 80 140 120 | 05 22 | 10

Nodular Cast Iron 150 | 016 | 0.60 034 | 140 230 | 190 | 05 | 22 | 1.0

Grey Cast Iron 150 0.18 | 0.64 | 0.35 150 | 240 200 0.5 2.2 1.0

HeatResistant 240 | 012 036 024 25 | 45 35 | 05 12 05

and Super Alloys
Hardened Material 45HRc | 0.10 | 0.36 | 0.23 40 80 60 03 | 0.8 0.5

Cutting Conditions
dness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
Max. |Recommend m Max. |Recommend m Max.

Non Alloy 120 0.18 | 0.64 | 0.35 | 190 | 330 250 05 | 6.0 1.3

Low Alloy 200 0.15 | 0.50 | 0.30 | 150 | 240 195 05 | 5.0 1.3

High Alloy 220 0.12 | 0.44 | 0.25 90 150 120 05 | 38 1.0

Austenitic 190 0.15 | 0.50 | 0.30 | 190 | 250 220 05 | 35 1.3

M Ferritic 220 0.20 | 0.38 | 0.26 | 120 | 180 140 05 | 3.2 1.2
Martensitic 40HRc | 0.16 | 0.30 | 0.24 80 150 120 05 | 25 1.2 1

Nodular Cast Iron 150 0.16 | 0.60 | 0.34 | 140 | 230 190 0.5 25 1.3

Grey Cast Iron 150 0.18 | 0.64 | 0.35 | 150 | 240 190 0.5 2.5 1.3

R el N 240 | 013 030 | 029 25 50 | 38 | 05 15 10

Hardened Material 45HRc | 0.50 | 0.22 | 0.28 50 100 75 0.3 1.0 0.7




Milling - Cutting Conditions

RPMW 1003MO0

Material ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ o Jiwomne] i ] hox [ in | War [

Non Alloy 120 0.18 | 0.64 | 0.35 | 190 | 330 250 05 | 50 1.0
Low Alloy 200 0.15 | 0.50 | 0.30 | 150 | 240 200 05 | 4.0 1.0
High Alloy 220 0.12 | 0.44 | 0.25 90 | 150 120 05 | 35 0.8
Nodular Cast Iron 150 0.18 | 0.60 | 0.34 | 140 | 230 190 05 | 25 1.0
Grey Cast Iron 150 0.18 | 0.64 | 0.35 150 | 240 200 0.5 25 1.0
Hardened Material 45HRc | 0.10 | 0.36 | 0.23 40 80 60 03 | 0.9 0.8

RPMW 1204IV1I0

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.18 | 0.64 | 035 | 190 | 330 | 250 05 | 6.0 1.3
Low Alloy 200 015 | 050 = 0.30 | 150 | 240 | 200 05 | 50 1.3
High Alloy 220 0.12 | 044 | 0.25 9 | 150 | 120 05 | 38 1.0
Nodular Cast Iron 150 0.16 | 060 = 0.34 | 140 K 230 | 190 05 | 3.0 1.3
Grey Cast Iron 150 0.18 | 0.64 0.35 150 | 240 200 0.5 3.0 1.3
Hardened Material 45HRc | 0.14 | 041 | 0.28 40 80 60 03 15 1.0




NICIHe

RPMX 1204M0

|\ EYCYE tting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
Non Alloy 120 0.18 | 064 | 035 | 190 | 330 | 250 05 | 6.0 1.3
Low Alloy 200 0.15 | 0.50 | 0.30 | 150 | 240 | 195 05 | 5.0 1.3
High Alloy 220 012 | 0.44 | 0.25 9 | 150 | 120 05 | 38 1.0
Austenitic 190 0.18 | 0.50 = 0.36 | 190 | 250 | 220 05 | 35 1.3
M Ferritic 220 0.16 | 0.44 | 0.34 80 150 120 0.5 3.2 1.2
Martensitic 40HRc | 0.14 | 0.38 = 0.28 | 150 @ 240 | 195 05 | 25 1.2

Nodular Cast Iron 150 0.16 | 0.60 | 0.34 140 | 230 190 0.5 25 1.3
Grey Cast Iron 150 0.18 | 0.64 | 0.35 150 | 240 200 0.5 25 13
Heat Resistant
and Super Alloys 240 0.13 | 0.30 | 0.29 25 50 38 0.5 1.5 1.0
Hardened Material 45HRc | 0.50 | 0.22 @ 0.28 50 100 75 0.3 1.0 0.7

SEKN 1203 AFTN

Material Cutting Con

tions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 018 046 032 | 190 330 250 | 05 | 7.0 | 3.0
Low Alloy 200 015 036 026 150 240 195 05 7.0 | 3.0
High Alloy 200 012 032 022 90 150 120 | 05 | 50 | 23
Austenitic 190 | 015 032 024 190 250 220 05 7.0 | 3.0
Ferritic 200 018 030 023 130 210 160 | 05 | 40 | 25
Martensitic 40HRc | 015 026 020 70 140 110 @ 05 | 40 | 20

Nodular Cast Iron 150 0.16 | 0.44 | 0.30 140 | 230 190 0.5 7.0 3.0 1
Grey Cast Iron 150 | 018 046 032 150 240 190 05 7.0 | 3.0
aﬂg"stu%isri;ﬁ?g;s 240 010 026 018 30 60 35 | 05 50 | 23
Hardened Material | 45HRc | 010 | 0.26 018 @ 40 @ 80 60 | 05 25 | 1.0




Milling - Cutting Conditions

Material ing C ons
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.18 | 0.46 | 0.32 330 250 0.5 7.0 3.0
Low Alloy 200 0.15 | 0.36 | 0.26 150 | 240 195 0.5 7.0 3.0
High Alloy 220 0.12 | 0.32 | 0.22 90 150 120 0.5 5.0 2.3
Austenitic 190 0.15 | 0.32 | 0.24 190 | 250 220 0.5 7.0 3.0
Ferritic 220 0.16 | 0.28 0.22 140 | 210 160 0.5 4.0 25
Martensitic 40HRc | 0.14 | 0.26 | 0.20 70 140 110 0.5 4.0 2.0
Nodular Cast Iron 150 0.16 | 0.44 | 0.30 140 | 230 190 0.5 7.0 3.0
Grey Cast Iron 150 0.18 | 0.46 | 0.32 150 | 240 190 0.5 7.0 3.0
B el AN 240 | 012 026 019 25 | 45 | 35 | 05 50 23
Hardened Material 45HRc | 0.10 | 0.26 | 0.18 40 80 60 0.5 2.5 1.5

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.18 | 0.46 | 0.30 | 190 | 330 | 250 05 | 7.0 3.0
Low Alloy 200 015 | 036 = 0.25 | 150 | 240 | 200 05 | 7.0 3.0
High Alloy 220 012 | 0.32 | 0.22 90 | 150 | 120 05 | 5.0 2.0
Austenitic 190 015 | 032 | 025 | 190 & 250 | 220 05 | 7.0 3.0
Ferritic 220 0.16 | 0.28 | 0.22 | 140 | 210 | 160 05 | 4.0 25
Martensitic 40HRc | 0.14 | 0.30 | 0.20 80 | 140 | 110 05 | 4.0 28
Nodular Cast Iron 150 0.16 | 0.44 | 0.28 | 140 | 230 190 0.5 7.0 3.0
Grey Cast Iron 150 0.18 | 0.46 & 0.30 | 150 | 240 | 200 05 | 7.0 3.0
R 240 012 026 | 019 | 25 | 45 | 35 | 05 | 50 23
Hardened Material 45HRc | 0.10 | 0.26 | 0.18 40 80 60 05 | 25 1.5




NCIHe

tting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 [ i Jiwomne] i | hox [ in | Wer [

Non Alloy 120 | 018 046 030 | 190 330 | 250 | 05 | 7.0 | 3.0

Low Alloy 200 | 015 036 025 150 240 200 05 7.0 | 3.0

High Alloy 200 012 032 022 90 150 120 | 05 | 50 | 20

Austenitic 190 | 015 032 025 190 250 220 05 7.0 | 3.0

M Ferritic 220 | 016 030 022 | 130 210 | 160 | 05 | 40 | 25
Martensitic 40HRc | 014 030 020 @ 80 140 110 @ 05 | 40 | 25

Nodular Cast Iron 150 | 016 044 020 | 140 230 190 | 05 | 40 | 25

Grey Cast Iron 150 | 018 046 030 150 240 200 05 7.0 | 3.0

aﬂgastu%?rijfﬁg;s 240 | 012 026 019 | 25 45 | 35 | 05 | 50 | 23

Hardened Material | 45HRc | 010 | 0.26 018 @ 40 @ 80 60 | 05 25 15

Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 018 046 030 | 190 330 250 | 05 | 7.0 | 3.0
Low Alloy 200 015 036 025 150 240 200 05 7.0 | 3.0
High Alloy 200 012 032 022 90 150 120 | 05 | 50 | 20
Austenitic 190 | 015 032 025 190 250 220 05 7.0 | 3.0
M Ferritic 200 016 030 022 130 210 160 | 05 | 40 | 25
Martensitic 40HRc | 014 028 020 @ 80 140 110 @ 05 40 | 25
Nodular Cast Iron 150 0.16 | 0.44 | 0.28 140 | 230 190 0.5 7.0 3.0 ’
Grey Cast Iron 150 | 018 046 030 150 240 200 05 7.0 | 3.0
aﬂg"stu%isri;ﬁ?g;s 240 012 026 019 | 25 45 35 | 05 50 | 23
Hardened Material | 45HRc | 010 | 0.26 018 @ 40 = 80 60 | 05 25 | 15




ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwsmne] i ] hox [ in | War [

Non Alloy 120 | 018 | 0.46 | 0.30 330 250 05 | 7.0 | 30
Low Alloy 200 | 015 036 025 150 | 240 200 05 7.0 | 3.0
High Alloy 220 | 012 032 022 | 90 | 150 | 120 | 05 | 50 | 2.0
Austenitic 190 | 015 032 025 190 | 250 220 05 7.0 | 8.0
Ferritic 220 | 016 030 022 | 140 | 210 | 150 | 05 | 40 | 25
Martensitic 40HRc | 014 028 020 80 | 140 110 @ 05 | 40 | 25
Nodular Cast Iron 150 | 016 044 030 140 | 130 190 | 05 | 7.0 | 3.0
Grey Cast Iron 150 | 018 046 030 150 | 240 200 05 7.0 | 3.0
aﬂg*‘stu'giﬁi;ﬁ?g;s 240 | 012 026 019 | 25 | 45 | 35 | 05 | 50 | 23

Hardened Material | 45HRc | 010 | 0.26 018 @ 40 | 80 60 | 05 25 15

Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend

Non Alloy 120 0.18 | 043 | 0.30 | 190 | 330 250 05 | 7.0 3.0

Low Alloy 200 015 | 0.34 | 025 | 150 | 240 200 05 | 7.0 3.0

High Alloy 220 0.12 | 0.30 | 0.20 90 150 120 0.5 5.0 2.5

Nodular Cast Iron 150 0.18 | 042 | 0.30 | 140 | 230 190 05 | 7.0 3.0

Grey Cast Iron 150 0.18 | 0.43 0.30 150 | 240 200 0.5 7.0 3.0

Hardened Material 45HRc | 0.10 | 0.24 | 0.17 40 80 60 05 | 25 1.5




N[ B[

tting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 [ i Jiwsmne] i | hox [ in | War [

Non Alloy 120 0.18 | 0.43 | 0.31 190 | 330 260 05 | 9.0 4.0
Low Alloy 200 0.15 | 0.34 | 0.25 | 150 | 240 195 05 | 9.0 4.0
High Alloy 220 0.12 | 0.30 | 0.21 90 | 150 120 05 | 65 3.0
Nodular Cast Iron 150 0.16 | 042 | 0.30 | 140 | 230 190 05 | 9.0 4.0
Grey Cast Iron 150 0.18 | 043 | 0.31 150 | 240 190 0.5 9.0 4.0
Hardened Material 45HRc | 0.10 | 0.24 | 0.17 40 80 60 0.5 3.2 2.0

PKR 1203 EDTR

Material Cutting Con

tions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 018 038 025 | 190 330 250 | 05 | 7.0 | 3.0
Low Alloy 200 015 030 020 150 240 200 05 7.0 | 3.0
High Alloy 200 012 026 017 | 90 150 120 | 05 | 50 | 25
Austenitic 190 | 015 026 022 190 250 220 05 7.0 | 3.0
Ferritic 200 016 026 020 130 210 160 | 05 | 40 | 25
Martensitic 40HRc 014 026 019 @ 80 140 110 @ 05 | 40 | 25

Nodular Cast Iron 150 0.16 | 0.34 | 0.28 140 | 230 190 0.5 7.0 3.0 ’
Grey Cast Iron 150 | 018 038 030 150 240 200 05 7.0 | 3.0
aﬂg"stu%isri;ﬁ?g;s 240 012 022 017 | 25 45 35 | 05 | 50 | 23
Hardened Material | 45HRc | 010 | 0.22 016 = 40 @ 80 60 | 05 25 15




Milling - Cutting Conditions

SPMT 097308

Material ing C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwsmne] i ] hox [ in | War [

Non Alloy 120 | 007 017 015 | 190 | 330 | 250 | 05 | 9.0 | 24
Low Alloy 200 | 007 017 015 130 | 240 180 & 0.5 9.0 | 24
High Alloy 200 007 015 013 | 60 | 150 130 | 05 | 65 | 1.8
Austenitic 190 | 0.08 014 012 | 160 | 250 | 220 | 05 | 9.0 | 24
Ferritic 220 | 007 014 010 | 140 | 210 | 160 | 05 | 7.0 | 2.0
Martensitic 40HRc | 006 012 009 @ 8 | 160 120 @ 05 7.0 | 15
Nodular Cast Iron 150 | 008 020 016 | 140 | 230 190 | 0.5 | 9.0 | 24
Grey Cast Iron 150 | 006 022 018 150 | 240 200 0.5 9.0 | 24
aﬂg*‘stu'giﬁi;ﬁ?g;s 240 004 012 010 | 25 | 45 | 32 | 05 | 65 | 18

Hardened Material | 45HRc | 0.04 | 012 010 @ 40 | 80 = 60 | 05 32 | 12

SPMT 127308

Material Cutting Conditions
Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 013 | 029 | 0.8 | 190 | 330 | 250 05 | 1.0 | 3.0
Low Alloy 200 011 | 023 | 0.16 | 130 | 240 | 180 05 | 10.0 | 3.0
High Alloy 220 0.08 | 0.20 | 0.14 60 | 150 | 130 05 | 80 2.3
Austenitic 190 012 | 023 | 0.16 | 160 & 250 | 220 05 | 9.0 3.0
Ferritic 220 012 | 0.22 | 0.16 | 140 | 220 | 180 05 | 9.0 3.0
Martensitic 40HRc | 0.11 | 0.18 | 0.14 80 | 150 | 120 05 68 2.0
Nodular Cast Iron 150 012 | 0.28 | 0.18 | 140 | 230 | 190 05 | 11.0 | 3.0
Grey Cast Iron 150 013 | 029 | 0.8 | 150 | 240 | 200 05 | 1.0 | 3.0
R 240 008|018 | 013 25 | 45 32 | 05 | 65 23
Hardened Material 45HRc | 0.07  0.16 | 0.11 40 80 60 05 | 32 1.5




SPMT 120408

Material tting C ons

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
H8) o o Jiwsmne] i | hox [ermor] in | War Jrmnm

Non Alloy 120 | 013 | 020 0.8 330 | 250 10| 30
Low Alloy 200 011 023 016 130 240 180 05 100 | 3.0
High Alloy 200 008 020 014 60 150 130 | 05 | 80 | 23
Austenitic 190 | 012 023 017 160 250 220 05 9.0 | 3.0
Ferritic 220 012 022 016 140 220 180 | 05 | 9.0 | 3.0
Martensitic 40HRc | 011 018 | 014 | 80 | 150 120 @ 05 68 | 20
Nodular Cast Iron 150 | 013 028 018 160 230 190 | 05 | 11.0 | 3.0
Grey Cast Iron 150 | 013 029 018 150 240 200 05 110 | 3.0
a:‘gastu%‘fjrij‘,?g;s 240 008 018 | 013 25 45 | 32 | 05 | 65 | 23
Hardened Material | 45HRc | 0.07 | 016 | 011 & 40 = 80 60 | 05 32 | 15

SPUN 120308

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
mm Max. |Recommend m Max. |Recommend Max. |Recommend

Non Alloy 120 0.18 | 0.37 | 0.26 | 190 | 330 220 05 | 7.0 3.0

Low Alloy 200 0.15 | 0.29 | 0.23 | 150 | 210 180 05 | 7.0 3.0

High Alloy 220 012 | 0.25 | 0.21 90 | 130 120 05 | 5.0 2.3

Nodular Cast Iron 150 0.18 | 0.36 | 0.26 | 140 | 240 200 05 | 7.0 3.0

Grey Cast Iron 150 0.18 | 0.36 | 0.26 | 140 | 240 200 05 | 7.0 3.0

Hardened Material 45HRc | 0.10 | 0.21 | 0.16 40 80 60 05 | 25 1.5




Milling - Cutting Conditions

Material

Hardness
(HB)

Feed fz (mm/tooth)

Max. |Recommend m Recommend m

Speed Vc (m/min.)

ing C

ons

Depth of Cut ap (mm)

Non Alloy 120 0.14 0.21 330 260 3.0
Low Alloy 200 012 | 0.21 | 017 | 150 | 240 195 05 | 12.0 3.0
High Alloy 220 0.10 | 0.19 | 0.15 90 | 150 120 05 | 86 25
Nodular Cast Iron 150 0.14 | 0.26 | 0.20 | 140 | 240 190 05 | 12.0 3.0
Grey Cast Iron 150 0.14 | 0.27 | 0.21 150 | 240 190 0.5 | 12.0 3.0
Hardened Material 45HRc | 0.08 | 0.15 = 0.12 40 80 60 0.5 4.3 1.5

TPKN 2204 PDTR

Material

Hardness
(HB)

Feed fz (mm/tooth)

Cutting Conditions

Speed Vc (m/min.)

Depth of Cut ap (mm)

Non Alloy 120 0.16 | 0.27 | 0.22 | 190 | 330 260 0.5 | 18.0 4.0
Low Alloy 200 0.14 | 0.21 | 0.18 | 150 | 240 195 0.5 | 18.0 4.0
High Alloy 220 0.11 | 0.19 | 0.15 90 150 120 05 | 129 3.0
Nodular Cast Iron 150 016 | 0.26 | 0.20 | 150 | 240 190 0.5 | 18.0 4.0
Grey Cast Iron 150 0.16 | 0.27 0.22 150 | 240 190 0.5 18.0 4.0
Hardened Material 45HRc | 0.09 | 0.15 | 0.12 40 80 60 05 | 6.4 2.0

Hardness
(HB)

Feed fz (mm/tooth)

Min. Recommend | Min. Recommend m Recommend

g Conditions

Speed Vc (m/min.)

Depth

of Cut ap (mm)

Non Alloy 120 0.14 | 0.27 | 0.20 330 220 05 | 120 3.0
Low Alloy 200 0.12 | 0.21 017 150 | 210 180 05 | 120 3.0
High Alloy 220 0.10 | 0.19 | 0.15 920 130 120 0.5 8.6 2.3
Nodular Cast Iron 150 014 | 0.26 | 0.20 | 240 | 240 200 05 | 120 3.0
Grey Cast Iron 150 014 | 0.27 | 0.20 | 240 | 240 200 05 | 120 3.0
Hardened Material 45HRc | 0.08 | 0.15 = 0.12 80 80 60 0.5 4.3 1.5
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|\ EYCYE tting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.)
481 [ o Jiwsmne] i | hox [ in | War [

Non Alloy 120 | 016 | 0.22 | 0.19 330 260 05 120
Low Alloy 200 | 014 018 016 150 240 195 05 120 | 3.0
High Alloy 2200 011 015 013 | 90 150 120 | 05 | 86 | 25
Austenitic 190 | 014 018 016 | 190 250 | 220 | 05 | 120 | 3.0
Ferritic 220 012 017 013 | 130 210 180 | 05 | 9.0 | 3.0
Martensitic 40HRc | 010 016 011 | 8 150 120 @ 05 | 9.0 | 3.0
Nodular Cast Iron 150 | 016 022 018 | 140 240 190 | 05 | 120 | 3.0
Grey Cast Iron 150 | 016 022 019 150 240 190 | 0.5 120 | 3.0
aﬂgastu%?rijfﬁg;s 240 | 011 013 012 | 25 45 | 35 | 05 | 86 | 23
Hardened Material | 45HRc | 0.09 | 013 = 011 40 @ 80 60 | 05 34 | 15

TPKR 2204 PDTR

Material Cutting Conditions

Hardness Feed fz (mm/tooth) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 016 022 019 | 190 330 260 | 0.5 | 180 | 4.0
Low Alloy 200 | 014 018 016 150 240 195 0.5 180 | 4.0
High Alloy 200 011 015 013 | 90 150 120 | 05 | 129 | 3.0
Austenitic 190 | 014 024 018 190 250 220 0.5 180 | 4.0
Ferritic 200 012 022 017 | 130 210 180 | 05 | 120 | 35
Martensitic 4OHRc 012 02 014 | 8 150 110 @ 05 | 120 | 35

Nodular Cast Iron 150 0.16 | 0.22 | 0.18 150 | 240 195 0.5 | 18.0 4.0 ’
Grey Cast Iron 150 | 016 022 019 150 240 195 0.5 180 | 4.0
aﬂg"stu%isri;ﬁ?g;s 240 011 013 012 | 25 45 35 | 05 | 129 | 3.0
Hardened Material | 45HRc | 0.09 | 013 011 40 = 80 60 | 05 64 | 20




Drilling Inserts

Unit: mm

Feed*
f (mm/rev.)

Dimensions

Designation Geometry

SPMX 050204 - /500238 1 | 04 004 014

SPMX 060204 - 1600 241 1 | 04  0.04 | 0.16

SPMX 077308 - | 794|397 11 | 0.8 | 0.06 0.16 [ /\\ ‘

[ N\

SPMX 090408 - /980|430 11 | 0.8 | 0.06 0.16 B
SPMX 110408 - /150 49 1 | 0.8  0.06 | 0.16

SPMX 140512 - 11430530 1 | 1.2 | 0.06 | 0.18

WCMX 040208 - 1635238 7 | 0.8 005 0.14

WCMX 050308 - 1794 /318 7 | 0.8  0.06 | 0.16

WCMX 06T308 - /953|397 7 | 0.8 |0.06 0.16

WCMX 080412 - 11270 476 | 7 1.2 | 0.06 | 0.16

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 40~44.
- Product image shown on this catalogue may differ from actual products.
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Drilling - Cutting Conditions

|\ EYCYE tting Conditions
Non Alloy 120 0.06 0.12 0.10 180 270 220
Low Alloy 200 0.06 0.12 0.10 120 230 175
High Alloy 220 0.05 0.10 0.08 70 180 120
Austenitic 190 0.06 0.12 0.10 170 230 200
m Ferritic & Martensitic 220 0.04 0.10 0.07 50 130 80
Nodular Cast Iron 150 0.06 0.13 0.10 140 250 170
Grey Cast Iron 150 0.07 0.11 0.09 140 220 180
“ R el AN 240 0.08 0.11 0.09 80 140 100
“ Hardened Material 45 HRc 0.06 0.10 0.08 90 130 110

SPMIX 0O
Cutting Conditions
Non Alloy 120 0.06 0.14 0.11 180 280 220
Low Alloy 200 0.06 0.12 0.10 120 230 175
High Alloy 220 0.05 0.10 0.08 70 180 120
Austenitic 190 0.06 0.12 0.10 170 230 200
M Ferritic & Martensitic 220 0.04 0.10 0.07 50 130 90
Nodular Cast Iron 150 0.06 0.13 0.10 150 250 180 ’
Grey Cast Iron 150 0.07 0.11 0.09 150 230 190
“ s 240 0.06 0.12 0.10 90 130 100
“ Hardened Material 45 HRc 0.06 0.11 0.09 100 140 110




Drilling - Cutting Conditions

SPMX 07T308

Material
Non Alloy 120 0.06 0.15 0.12 180 300 240
Low Alloy 200 0.06 0.12 0.10 120 180 150
High Alloy 220 0.06 0.10 0.08 80 180 120
Austenitic 190 0.06 0.12 0.10 170 230 200
M Ferritic & Martensitic 220 0.06 0.10 0.08 50 140 100
Nodular Cast Iron 150 0.08 0.14 0.10 150 250 180
Grey Cast Iron 150 0.08 0.12 0.10 150 230 200
B el AN 240 0.06 0.13 0.10 90 130 100
Hardened Material 45 HRc 0.06 0.12 0.10 100 140 110

SPMX 090408

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
481 [ [ Foomes | in | roc | oo |

Non Alloy 120 0.08 0.16 0.12 180 300 250

Low Alloy 200 0.08 0.14 0.10 120 180 150

High Alloy 220 0.06 0.10 0.08 80 180 120

Austenitic 190 0.08 0.14 0.10 170 230 200

M Ferritic & Martensitic 220 0.08 0.14 0.10 50 150 100
Nodular Cast Iron 150 0.08 0.16 0.1 130 230 170

Grey Cast Iron 150 0.08 0.12 0.10 150 230 200

e 240 0.08 0.14 0.1 90 130 100

Hardened Material 45 HRc 0.07 0.13 0.11 100 140 110
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SPMX 110408

|\ EYCYE tting Conditions
Non Alloy 120 0.08 0.16 012 180 280 230
Low Alloy 200 0.08 0.14 0.10 120 180 150
High Alloy 220 0.06 0.10 0.08 80 180 120
Austenitic 190 0.08 014 0.10 170 230 200
M Ferritic & Martensitc | 220 0.08 014 0.10 50 150 100
Nodular Cast Iron 150 0.08 0.16 0.12 130 230 170
Grey Cast Iron 150 0.08 014 012 150 210 190
“ aﬂg"s‘u%isri;ﬁ?g;s 240 0.08 015 013 90 130 100
“ Hardened Material | 45HRc |  0.08 014 012 100 140 110

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
(N T T
Non Alloy 120 0.08 0.16 0.12 180 270 230
Low Alloy 200 0.08 0.14 0.10 110 170 140
High Alloy 220 0.06 0.10 0.08 70 160 120
Austenitic 190 0.08 0.16 0.10 170 230 200
M
Ferritic & Martensitic 220 0.08 0.14 0.10 50 150 100
Nodular Cast Iron 150 0.08 0.16 0.12 130 230 170 ’

Grey Cast Iron 150 0.08 0.16 0.12 150 210 190

Heat Resistant
“ and Super Alloys 240 0.08 0.16 0.13 90 130 100
“ Hardened Material 45 HRc 0.08 0.15 0.12 100 140 110




Drilling - Cutting Conditions

WCMX 040208

Material
Non Alloy 120 0.06 0.12 0.10 180 270 220
Low Alloy 200 0.06 012 0.10 120 230 175
High Alloy 220 0.05 0.10 0.08 70 180 120
Austenitic 190 0.06 0.12 0.10 170 230 200
M Ferritic & Martensitc | 220 0.04 0.10 0.07 50 130 80
Nodular Cast Iron 150 0.06 0.13 0.10 140 250 170
Grey Cast Iron 150 0.07 0.11 0.09 140 220 180
“ aﬂg"s‘u%isri;ﬁ?g;s 240 0.08 0.1 0.09 80 140 100
“ Hardened Material | 45HRc |  0.06 0.10 0.08 90 130 110

WCMX 050308

Material Cutting Conditions
Non Alloy 120 0.06 0.14 0.10 180 300 220
Low Alloy 200 0.06 0.12 0.10 120 250 180
High Alloy 220 0.05 0.10 0.08 70 180 120
Austenitic 190 0.06 0.12 0.10 170 230 200
M Ferritic & Martensitic 220 0.04 0.10 0.80 50 130 90
Nodular Cast Iron 150 0.06 0.13 0.10 150 250 180
Grey Cast Iron 150 0.08 0.12 0.10 140 230 190
“ e 240 0.08 013 0.1 80 130 100
“ Hardened Material 45 HRc 0.06 0.12 0.10 90 140 110




Hardness
(HB)

Min.

Max.

tting C

Max.

Recommend

Non Alloy 120 0.06 0.14 0.12 180 300 220

Low Alloy 200 0.06 0.12 0.10 120 180 150

High Alloy 220 0.06 0.10 0.08 80 180 120

Austenitic 190 0.06 0.12 0.10 170 230 200

Ferritic & Martensitic 220 0.06 0.10 0.08 50 140 100

Nodular Cast Iron 150 0.08 0.14 0.10 150 250 180

Grey Cast Iron 150 0.08 0.12 0.10 150 230 200

g i 240 0.08 0.13 0.11 80 130 100

Hardened Material 45 HRc 0.06 0.12 0.10 90 140 110
Cutting Conditions

Hardness
(HB)

Feed f (mm/rev.)

Speed Vc (m/min.)

Non Alloy 120 0.08 0.16 0.12 180 280 230

Low Alloy 200 0.08 0.14 0.10 110 180 150

High Alloy 220 0.06 0.10 0.08 80 180 120
Austenitic 190 0.08 0.14 0.10 170 230 200
Ferritic & Martensitic 220 0.08 0.14 0.10 50 150 100
Nodular Cast Iron 150 0.08 0.16 0.12 130 230 170
Grey Cast Iron 150 0.08 0.14 0.12 150 210 190
i 240 0.08 0.14 0.12 80 130 100
Hardened Material 45 HRc 0.06 0.12 0.10 90 140 110
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Turning Inserts Designation System-ISO

2. Clearance Angle

4. Cross Section Shape

>HOH©

=

O <o

A B C D

VAST 4

E H K L

O [
@ special

T \ w X

o 5 B E

oM

oo 0/ OO
A __F G |
o 3 .3
oo /| =3
v N R
o0 0

T I 1J | special
C'Sinkd0°~60° | C'Sink40°~ 60°

T w X

3.Tolerance

Tolerance (mm)

I.C. Size (mm)

m t I.C. 6.35 9.525 12.7 15.875 19.05 25.4
A +0.005 +0.025 +0.025 ° ° ° ° ° °
[¢ +0.013 +0.025 +0.025 ° ° ° ° ° °
E +0.025 +0.025 +0.025 ° ° ° ° ° °
F +0.005 +0.025 +0.013 ° ° ° ° ° °
G +0.025 +0.13 +0.025 ° ° ° ° ° °
H +0.013 +0.025 +0.013 ° ° ° ° ° °
+0.05 ° °
K +0.013 +0.025 =008 hd
+0.10 L] )
+0.13 °
+0.08 +0.05 [ ] [ ]
" +0.13 \o13 +0.08 °
+0.15 +0.10 ° °
+0.18 +0.13 [}
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Turning Inserts Designation System-ISO

BT
ETET
-
397 | 03 04 03 06 02
4.76 04 05 04 08 08 |t mm |
556 = 05 06 05 09 09 03 02 2.38
635 06 07 06 n n 04 03 3.18
794 | 08 09 07 13 13 05 T3 3.97
9.525 | 09 1 09 09 16 16 06 16 04 4.76
12.7 12 15 12 22 22 08 05 06 6.35
15.875 16 19 15 15 27 27 10 07 794
19.05 19 23 19 19 33 33 13 10 09 9.52
254 | 25 31 25 25 44 a4 17

r
CHIP
BREAKER
Z 6 7 8 L mm |

02 0.2

04 0.4

08 0.8

8. Chip Breaker 10 ™

‘ For Application ‘ 12 1.2
16 1.6

20 2.0

Turning Inserts Chip Breakers

Application area

E
£ 6.0
=
-
a
« BR =Roughing operation
« BG = General purpose
« BF =Finishing operation
15
1.0
0.5

0.05 0.1 0.2 0.7

fn(mm/rev.)
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Turning Inserts

Unit: mm

Feed*
f (mm/rev.)

Dimensions

Designation Geometry

CNMA 120408 12,90 12.70  4.76 | 0.8 | 0.20 | 0.80 ' 0.80 | 6.00

CNMA 120412 12,90 12.70 476 | 1.2 | 0.20 | 0.70 A 1.20 | 6.00 | ©

CNMA 160612 12,90 15.88 | 6.35 | 1.2 | 0.20 | 0.70 A 1.20 | 6.00

CNMG 120404-BF | 12.90 12.70| 476 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

CNMG 120408-BF | 12.90 12.70| 476 | 0.8 | 0.05 | 0.23 | 0.80 | 3.00

CNMG 120404-BG | 12.90  12.70| 476 | 0.4 | 0.11 | 0.50 | 0.50 | 5.00

CNMG 120408-BG | 12.90  12.70 | 4.76 | 0.8 0.50

CNMG 120412-BG | 12.90  12.70| 476 | 1.2 | 0.11 | 0.50 | 1.20 | 5.00

CNMG 120408-BR | 12.90 | 12.70  4.76 | 0.8 | 0.11 | 0.50 @ 0.80 | 6.00

CNMG 120412-BR | 12.90 | 12.70  4.76 | 1.2 | 0.14 | 0.68 @ 120 | 6.00

DNMG 110404-BF 1.60 | 9.563 | 4.76 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

DNMG 110408-BG | 11.60 | 9.53 | 476 | 0.8 | 0.11 | 0.60 A 0.80  4.00

DNMG 150404-BF | 15.50 | 12.70 | 4.76 | 0.4 | 0.05 | 0.23 | 0.50 K 3.00

DNMG 150408-BG | 15.50 | 12.70 | 4.76 | 0.8 | 0.11 | 0.50 A 0.80 | 5.00

DNMG 150604-BF | 15.50 | 12.70 | 6.35 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

DNMG 150608-BF | 15.50 | 12.70 | 6.35 | 0.4 | 0.05 | 0.23 | 0.80 | 3.00

DNMG 150604-BG | 15.50 | 12.70 | 6.35 | 0.4 | 0.11 | 0.50 A 0.50 @ 5.00

DNMG 150608-BG | 15.50 | 12.70 | 6.35 | 0.8 | 0.11 | 0.50 A 0.80 | 5.00

DNMG 150612-BG | 15.50 | 12.70| 6.35 | 1.2 | 0.11 | 0.50 A 1.20 | 6.00

DNMG 150612-BR | 15.50 | 12.70 | 6.35 | 1.2 | 0.14 | 0.68 | 120 | 6.00

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 53~58.
- Product image shown on this catalogue may differ from actual products.
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Unit : mm

Feed*
f (mm/rev.)

Dimensions

Designation Geometry

DNUX 150608 R 15.50 | 12.70 | 6.35 | 0.5 | 0.11 | 0.50 | 0.50 | 5.00

KNUX 160405 L 16.00| 9.563 | 476 | 0.5 | 0.05 | 0.23 | 0.50 | 5.00

KNUX 160405 R 16.00| 9.563 | 476 | 0.5 | 0.05 | 0.23 | 0.50 | 5.00

SNMA 120408 12.70 12,70 | 476 | 0.8 | 0.15 | 0.70 | 1.00 | 6.00 &

SNMA 120412 12.7012.70 | 476 | 1.2 | 0.20 | 0.80 | 1.50 | 6.00

SNMG 120404-BF | 12.70 | 12.70 | 476 | 0.4 | 0.16 | 0.70 | 0.50 K 5.00

SNMG 120408-BF | 12.70 | 12.70 | 476 | 0.8 | 0.16 | 0.70 | 0.80 | 5.00

SNMG 120404-BG | 12.70 | 12.70 | 476 | 0.4 | 0.16 | 0.70 | 0.50 | 5.00 =

O
SNMG 120408-BG | 12.70 | 12.70 | 4.76 | 0.8 | 0.16 | 0.70 | 0.80 | 5.00 \..\\

¢ ¢ ¢ R’

SNMG 120412-BG | 12.70 | 12.70 | 476 | 1.2 | 0.16 | 0.70 | 1.20 | 5.00

SNMG 120408-BR | 12.70 | 12.70 | 476 | 0.8 | 0.16 | 0.70 | 0.80 | 5.00

SNMG 120412-BR | 12.70 | 12.70 | 476 | 1.2 | 0.19 | 0.95 | 1.20 | 6.00

TNMA 160408 16.50 | 9.53 | 4.76 | 0.8 | 0.10 A 0.40 @ 1.00 | 4.00

e

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 58~61.
- Product image shown on this catalogue may differ from actual products.

TNMA 160412 16.50 | 9.563 | 476 = 12 | 0.10  0.50 150 | 4.50
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Turning Inserts

Unit: mm

Feed*
f (mm/rev.)

Dimensions

Designation Geometry

TNMG 160404-BF | 16.50  9.53 | 476 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

TNMG 160408-BG | 16.50 | 9.53 | 476 | 0.8 | 0.11 | 0.50 | 0.80 | 5.00

TNMG 160412-BR | 16.50 | 9.563 | 4.76 | 1.2 | 0.14 | 0.68 @ 1.20 | 5.00

TNMG 220404-BF | 22.00 12.70| 476 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

TNMG 220408-BG | 22.00 12.70| 476 | 0.8 | 0.11 | 0.50 | 0.80 | 5.00

TNMG 220412-BR | 22.00(12.70  4.76 | 1.2 | 0.14 | 0.68 | 120 | 700

TNUX 160404 L 16.50 | 9.563 | 4.76 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

TNUX 160404 R 16.50 | 9.563 | 4.76 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

TNUX 160408 L 16.50 | 9.53 | 4.76 | 0.8 | 0.11 | 0.50 @ 0.80 | 5.00

TNUX 160408 R 16.50 | 9.53 | 4.76 | 0.8 | 0.11 | 0.50 @ 0.80 | 5.00

VNMG 160404-BF | 16.00 9.53 | 476 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

6 f & 4

=~ A
VNMG 160408-BG | 16.00| 9.53 | 4.76 | 0.8 | 0.10 | 0.40 | 0.80 | 4.00  ° 1O ]
T
VNMG 160412-BR | 16.00  9.53 | 476 | 12 | 0.10 | 0.40 | 0.80 | 4.00
WNMA 080404 870 |12.70| 476 | 0.4 | 0.15 | 0.60 K 100 | 5.00 w
% d
WNMA 080408 870 (12.70| 476 | 0.8 | 0.15 | 0.60 = 1.00 | 6.00 O
R “

WNMA 080412 8.70 | 12.70| 476 | 12 | 0.15 | 0.70 | 150 | 6.00

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 62~67.
- Product image shown on this catalogue may differ from actual products.
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Unit : mm

Feed*
f (mm/rev.)

Dimensions

Designation Geometry

WNMG 060404-BF | 6.60 9.53 476 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

WNMG 060408-BG | 6.60 | 9.563 | 4.76 | 0.8 | 0.11 | 0.50 | 0.80 | 3.00

WNMG 080404-BF | 8.70 ' 12.70 4.76 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

WNMG 080408-BF | 8.70 ' 12.70 4.76 | 0.8 | 0.11 | 0.50 | 0.80 | 3.50

d WNMG 080404-BG | 8.70 ' 12.70 4.76 | 0.4 | 0.11 | 0.50 | 0.50 | 3.50

WNMG 080408-BG | 8.70 ' 12.70 4.76 | 0.8 | 0.11 | 0.50 | 0.80 | 3.50

WNMG 080412-BG | 8.70 | 12.70 | 476 | 1.2 | 0.13 | 0.65 | 1.20 | 3.50

WNMG 080408-BR | 8.70 | 12.70 | 4.76 | 0.8 | 0.11 | 0.50 | 0.80 K 3.50

WNMG 080412-BR | 8.70 | 12.70 4.76 | 1.2 | 0.13 | 0.65 | 1.20 | 3.50

CCMT 060204-BF 6.50 | 6.35 | 2.38 | 0.4 | 0.04 | 0.20 | 0.50 | 2.10

CCMT 060208-BG 6.50 | 6.35 | 2.38 | 0.8 | 0.04 | 0.20 | 0.80 | 2.10

CCMT 09T304-BF 9.70 | 953 | 3.97 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00

CCMT 09T308-BG 9.70 | 953 | 3.97 | 0.8 | 0.11 | 0.50 | 0.80 | 4.00

CCMT 120408-BG 12,90 12.70 1 4.76 | 0.8 | 0.11 | 0.50 @ 0.80 | 5.00

DCMT 070204-BF 780 | 635 | 238 | 0.4 | 0.04 | 0.20 | 0.50 @ 2.10

& DCMT 11T304-BF 11.60 | 9.563 | 3.97 | 0.4 | 0.05 | 0.23 ' 0.50 | 3.00

DCMT 11T308-BG 11.60 | 9.563 | 3.97 | 0.8 | 0.11 | 0.50 @ 0.80 | 4.00

RCMT 0602M0 - 1600238 - |005|040 030 3.00 L’
RCMT 0803M0 - | 800|318 - | 005 040 030 4.00 {} ) FI ﬁ

—7 —
RCMT 10T3M0 - 11000/ 397 | - | 005|040 030 5.00 L
RCMT 1204M0 - 1200/ 476 | - | 005 0.40 | 0.50 | 6.00 m

Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 68~76.
- Product image shown on this catalogue may differ from actual products.
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Turning Inserts

Dimensions
Designation

Feed*
f (mm/rev.)

Unit: mm

Geometry

SCMT 09T304-BF 953 | 953 | 3.97 | 0.4 | 0.05 | 0.26 | 0.50
e SCMT 09T308-BG 953 | 953 | 3.97 | 0.8 | 0.11 | 0.50 | 0.80
TCMT 110204-BF 11.00 | 6.35 | 2.38 | 0.4 | 0.04 | 0.20 | 0.50
w TCMT 16T304-BF 16.50 | 9.563 | 3.97 | 0.4 | 0.05 | 0.23 | 0.50
TCMT 16T308-BG 16.50 | 9.563 | 3.97 | 0.8 | 0.11 | 0.43 | 0.80
VBMT 110304-BF 11.00 | 6.35 | 3.18 | 0.4 | 0.04 | 0.20 K 0.50
% VBMT 160404-BF 16.00 | 9.563 | 476 | 0.4 | 0.05 | 0.23 | 0.50
VBMT 160408-BG | 16.00 9.53 | 476 | 0.8 | 0.10 | 0.40 | 0.80
VCMT 110304-BF 11.00| 635  3.18 | 0.4 | 0.04 | 0.20  0.50 | 2.10
R s
% VCMT 160404-BF 16.00| 9.563 | 4.76 | 0.4 | 0.05 | 0.23 | 0.50 | 3.00 D % .
VCMT 160408-BG 16.00| 9.563 | 4.76 | 0.8 | 0.10 | 0.40 A 0.80 | 3.50

seisin I I T
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*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 77~82.
- Product image shown on this catalogue may differ from actual products.



NiclHe
Parting & Grooving

Unit: mm

Feed* Grooving

Dimensions (mm/rev.) Depth

Designation

Geometry

MGMN 2002-BN 2.00 | 16.00 | 3.50 | 0.2 | 0.05 | 0.15 14.00

MGMN 2002-BP 2.00 | 16.00| 3,50 | 0.2 | 0.05 | 0.15 14.00

MGMN 3004-BN 3.00 | 21.00| 480 | 0.4 | 0.05 | 0.15 19.00

MGMN 3004-BP | 3.00 | 21.00| 480 | 0.4 | 0.05 0.15 |  19.00 apt .

MGMN 4004-BN 4.00 | 21.00| 480 | 0.4 | 0.05 | 0.15 19.00 SE D

MGMN 4004-BP 4.00 | 21.00 480 @ 0.4 | 0.05  0.15 19.00 - BN: General
- BP: Sharp Edge

MGMN 5008-BN 5.00 | 26.00| 5.80 = 0.8 | 0.05 | 0.15 24.00

MGMN 5008-BP 5.00 | 26.00 5.80 | 0.8 | 0.05 | 0.15 24.00

*Feed and Depth of cut need to be adapted according to the Material Group. Please see on page 83~86.
- Product image shown on this catalogue may differ from actual products.
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Turning(Negative) - Cutting Conditions

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
481 [ ar Jowanmai] Wi | ox [ in | Wi

150 0.20 | 0.78 | 0.50 | 130 | 380 250 0.5 6.0

Nodular Cast Iron

Grey Cast Iron 150 0.20 | 0.80 | 0.50 130 | 390 260 0.5 6.0 3.00

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(]
Nodular Cast Iron 150 0.15 | 0.68 | 0.40 | 130 & 380 | 250 20 | 80 3.0
Grey Cast Iron 150 0.15 | 0.70 | 0.40 130 | 390 260 2.0 8.0 3.0

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.11 | 0.23 | 0.7 180 | 330 300 0.2 3.0 2.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 250 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 170 0.2 2.5 2.0
Austenitic 190 0.10 | 0.18 | 0.14 170 | 270 250 0.2 2.5 2.0
Ferritic 220 0.10 | 0.16 | 0.14 130 | 210 180 0.2 2.5 2.0
Martensitic 40HRc | 0.08 | 0.16 = 0.12 80 150 110 0.2 25 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 | 160 | 280 240 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.20 | 0.14 170 | 280 240 0.2 3.0 2.0
R 240 009 | 015| 012 25 | 50 | 35 | 02 | 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15
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CNMG 1204..-BG

|\ EYCYE tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 021 | 050 | 035 330 250 05 50 | 30
Low Alloy 200 | 021 045 030 120 280 200 05 50 | 3.0
High Alloy 220 | 018 040 025 | 70 190 | 130 | 05 | 40 | 25
Austenitic 190 | 020 040 030 170 270 220 05 50 | 3.0
Ferritic 200 | 018 040 026 130 210 170 | 05 | 50 | 3.0
Martensitic 40HRc | 016 036 024 | 90 150 120 @ 05 | 40 | 25
Nodular Cast Iron 150 | 015 058 034 | 170 250 200 | 05 | 50 | 3.0
Grey Cast Iron 150 | 015 060 035 170 250 210 05 50 | 3.0
aﬂgastu%?rijfﬁg;s 240 | 020 035 028 | 25 50 | 38 | 05 | 30 | 20

Hardened Material | 45HRc | 011 | 0.30 @ 021 50 100 75 | 05 | 25 | 20

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 026 068 047 | 180 330 250 | 07 | 6.0 | 4.0
Low Alloy 200 | 026 061 044 120 280 200 07 60 | 4.0
High Alloy 200 023 054 039 70 190 130 | 07 | 48 | 34
Austenitic 190 | 025 054 040 170 270 220 07 | 60 | 4.0
Ferritic 200 024 050 038 130 210 180 | 07 | 60 | 4.0
Martensitic 40HRc 022 048 034 | 90 150 | 120 07 | 50 35 =
Nodular Cast Iron 150 0.20 | 0.78 | 0.50 160 | 240 200 0.7 6.0 4.0
Grey Cast Iron 150 | 020 081 051 170 250 210 07 | 60 | 4.0
aﬂg"stu%isri;ﬁ?g;s 240 025 047 036 25 45 35 | 07 | 36 | 27
Hardened Material | 45HRc | 014 | 041 028 @ 50 100 75 | 07 | 30 | 27




Turning(Negative) - Cutting Conditions

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.11 | 0.23 | 0.7 330 300 0.2 3.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 250 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 170 0.2 2.5 2.0
Austenitic 190 0.10 | 0.18 | 0.14 170 | 270 250 0.2 25 2.0
Ferritic 220 0.10 | 0.18 0.14 130 | 200 170 0.2 25 2.0
Martensitic 40HRc | 0.08 | 0.16 | 0.12 920 140 110 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 160 | 240 230 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.20 | 0.14 170 | 250 240 0.2 3.0 2.0
B el AN 240 | 009 015 012 25 | 50 | 3 | 02 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15

DNMG 1104..-BG

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.21 | 0.50 | 0.35 180 | 330 250 0.5 5.0 3.0
Low Alloy 200 0.21 | 0.45 | 0.30 120 | 280 200 0.5 5.0 3.0
High Alloy 220 0.18 | 0.40 | 0.25 70 190 130 0.5 4.0 25
Austenitic 190 0.20 | 0.40 | 0.30 170 | 270 220 0.5 5.0 3.0
Ferritic 220 0.20 | 0.38 | 0.30 130 | 200 170 0.5 5.0 3.0
Martensitic 40HRc | 0.18 | 0.36 = 0.26 90 140 110 0.5 4.0 2:5
Nodular Cast Iron 150 0.15 | 0.58 | 0.34 160 | 240 200 0.5 5.0 3.0
Grey Cast Iron 150 0.15 | 0.60 | 0.35 170 | 250 210 0.5 5.0 3.0
R 240 | 020 | 035| 028 25 | 50 | 38 | 05 | 30 20
Hardened Material 45HRc | 0.11 | 0.30 | 0.21 50 100 75 0.5 25 2.0
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|\ EYCYE tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | ox [ in | War [

Non Alloy 120 | 011 | 023 | 0.19 330 200 | 02 | 30
Low Alloy 200 | 010 020 014 120 280 250 | 0.2 25 | 20
High Alloy 220 | 009 018 013 | 70 190 | 170 | 02 | 25 | 2.0
Austenitic 190 | 010 018 014 | 170 270 | 240 | 02 | 25 | 2.0
Ferritic 220 | 010 016 014 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 014 012 | 90 140 110 @ 02 | 25 | 15
Nodular Cast Iron 150 | 008 020 018 | 160 240 220 | 0.2 | 30 | 20
Grey Cast Iron 150 | 008 020 018 170 250 240 02 30 | 20
aﬂgastu%?rijfﬁg;s 240 1009 015 012 | 25 50 | 40 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 010 @ 50 100 75 | 02 | 20 | 15

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 | 050 | 036 180 | 330 | 250 | 05 @ 50 3.0
Low Alloy 200 | 021 045 033 120 280 | 200 | 05 50 30
High Alloy 200 | 018 040 | 029 70 | 190 | 130 | 05 @ 40 25
Austenitic 190 | 020 040 | 030 170 | 270 | 220 | 05 @ 50 30
Ferritic 220 | 020 038 | 028 130 200 | 170 | 05 @ 50 3.0
Martensitic 40HRc | 018 034 024 | 90 140 110 @ 05 | 40 | 25

Nodular Cast Iron 150 | 015 058 | 036 160 | 240 | 200 | 05 @ 50 | 30 z
Grey Cast Iron 150 | 015 060 | 038 170 | 250 | 210 | 05 @ 50 30
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 35 | 05 | 30 | 20
Hardened Material | 45HRc | 011 | 030 | 021 50 | 100 | 75 | 05 & 25 20




Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ o Jiwomne] i ] hox [ in | War [rmm

Non Alloy 120 | 011 | 023 | 0.19 330 200 | 02 | 30
Low Alloy 200 | 010 020 014 120 | 280 250 & 0.2 25 | 20
High Alloy 200 009 018 013 | 70 | 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 | 270 | 240 | 02 | 25 | 20
Ferritic 220 | 010 016 014 | 130 | 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 014 012 | 90 | 140 110 @ 02 | 20 | 16
Nodular Cast Iron 150 | 008 020 018 | 160 | 240 220 | 0.2 | 30 | 20
Grey Cast Iron 150 | 008 020 018 170 | 250 240 0.2 30 | 20
aﬂg*‘stu'giﬁi;ﬁ?g;s 240 009 015 012 | 25 | 50 | 40 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 010 @ 50 | 100 75 | 02 | 20 | 15

Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.21 | 050 | 0.36 | 180 | 330 | 250 05 | 5.0 3.0
Low Alloy 200 0.21 | 045 033 | 120 & 280 | 200 05 | 50 3.0
High Alloy 220 0.18 | 0.40 | 0.29 70 | 190 | 130 05 | 4.0 25
Austenitic 190 0.20 | 040 030 | 170 | 270 | 220 05 | 50 3.0
Ferritic 220 0.20 | 0.38 | 0.28 | 130 | 200 | 170 05 | 5.0 3.0
Martensitic 40HRc | 0.18 | 0.34 | 0.26 90 | 140 | 110 05 | 4.0 28
Nodular Cast Iron 150 0.14 | 0.58 | 0.36 | 160 | 240 | 200 05 | 5.0 3.0
Grey Cast Iron 150 015 | 060 = 038 | 170 | 250 | 210 05 | 5.0 3.0
R 240 | 020 | 035| 028 25 | 45 | 35 | 05 | 30 20
Hardened Material 45HRc | 0.11 | 0.30 & 0.21 50 | 100 75 05 | 25 2.0




N[ B[

R

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 026 | 0.68 | 047 330 250 | 07 | 60
Low Alloy 200 | 026 061 044 120 280 200 07 60 | 4.0
High Alloy 200 023 054 039 70 190 130 | 07 | 48 | 34
Austenitic 190 | 025 054 040 | 170 270 | 220 | 07 | 60 | 4.0
Ferritic 200 025 052 038 130 200 170 | 07 | 60 | 40
Martensitic 40HRc | 022 048 034 | 90 140 110 | 07 | 45 | 30
Nodular Cast Iron 150 | 020 076 048 | 160 240 200 | 07 | 60 | 4.0
Grey Cast Iron 150 | 020 080 050 170 250 210 | 07 | 60 | 4.0
aﬂgastu%?rijfﬁg;s 240 | 025 047 036 | 25 45 | 35 | 07 | 36 | 27

Hardened Material | 45HRc | 014 | 041 028 50 100 75 | 07 | 30 | 27

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 | 050 | 035 180 | 330 | 220 | 05 50 30
Low Alloy 200 | 021 045 032 120 250 | 180 | 05 @ 40 30
High Alloy 220 | 018 040 | 030 70 | 150 | 120 | 05 @ 40 25
Austenitic 190 | 020 040 | 036 170 | 270 | 190 | 05 @ 50 30
Ferritic 220 | 020 038 | 034 130 200 | 170 | 05 @ 50 | 3.0
Martensitic 40HRc 018 038 030 | 90 140 | 110 05 & 40 25 -
Nodular Cast Iron 150 | 015 058 | 034 160 | 240 | 200 | 05 @ 50 | 30 =
Grey Cast Iron 150 | 015 060 | 035 170 | 250 | 200 | 05 @ 50 30
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 32 | 05 | 30 | 20
Hardened Material | 45HRc | 011 | 030 | 025 50 | 100 | 80 | 05 & 25 20 |




Turning(Negative) - Cutting Conditions

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(o) remi] - | o [

Non Alloy 120 | oM 0.18 330 260 02 | 42 | 30
Low Alloy 200 | 010 020 015 120 | 250 240 0.2 42 | 3.0
High Alloy 220 | 009 016 056 | 70 | 150 | 140 | 02 | 42 | 20
Austenitic 190 | 010 018 015 | 170 | 270 | 260 | 02 | 42 | 3.0
Ferritic 220 | 010 018 015 | 130 | 200 170 | 0.2 | 42 | 3.0
Martensitic 40HRc | 010 016 015 | 90 | 140 110 @ 02 | 36 | 24
Nodular Cast Iron 150 | 008 020 018 | 160 | 240 220 | 0.2 | 50 | 3.0
Grey Cast Iron 150 | 008 020 018 170 | 250 240 0.2 50 | 3.0
aﬂgastu':isrijfﬁg;s 240 009 015 012 | 25 | 50 | 40 | 02 | 33 | 20

Hardened Material | 45HRc | 0.05 | 012 = 011 50 | 100 90 | 02 | 30 | 18

Material Cutting Conditions
m Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
8 o o] i | v
Nodular Cast Iron 150 0.15 | 0.76 | 0.34 | 130 K 380 | 250 1.0 | 6.0 25
Grey Cast Iron 150 015 | 080 = 035 | 130 | 390 | 260 1.0 | 6.0 2.5




NICIHe

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
481 [ i Jiwomne] i | ox [ in | War [

Non Alloy 120 | 030 | 0.70 | 055 330 250 | 02 | 40 | 21
Low Alloy 200 | 030 063 047 120 280 200 02 40 | 21
High Alloy 200 025 056 040 70 190 130 | 02 | 30 | 16
Austenitic 190 | 028 056 042 | 170 270 | 220 | 02 | 40 | 21
Ferritic 220 | 026 052 040 | 130 200 | 170 | 02 | 40 | 21
Martensitic 40HRc | 022 048 036 @ 90 140 110 02 | 35 18
Nodular Cast Iron 150 | 020 080 052 | 160 240 200 0.2 | 40 | 21
Grey Cast Iron 150 | 021 084 053 170 250 210 02 | 40 | 21
aﬂgastu%?rijfﬁg;s 240 | 028 049 039 | 25 45 | 35 | 02 | 20 | 1.1
Hardened Material | 45HRc | 016 | 042 029 = 50 100 75 | 02 | 20 | 1.

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 030 070 | 050 180 | 330 | 250 | 05 @ 50 | 3.0
Low Alloy 200 | 030 063 | 047 120 280 | 200 | 05 50 30
High Alloy 200 | 025 056 | 040 70 | 190 | 130 | 05 40 25
Austenitic 190 | 0.28 056 | 042 170 | 270 | 220 | 05 @ 50 30
Ferritic 220 | 026 052 | 038 130 200 | 170 | 05 @ 50 | 3.0
Martensitic 40HRc | 022 048 034 @ 90 140 110 @ 05 | 40 | 25

Nodular Cast Iron 150 | 0.20 | 0.80 | 052 160 | 240 | 200 | 05 @ 50 | 3.0 Z
Grey Cast Iron 150 | 0.21 084 | 053 170 | 250 | 210 | 05 @ 50 30
aﬂg"stu%isri;ﬁ?g;s 240 028 049 039 25 45 35 | 05 | 30 | 20
Hardened Material | 45HRc | 016 | 042 | 029 = 50 | 100 | 75 | 05 & 25 20




Turning(Negative) - Cutting Conditions

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.37 0.65 330 250 0.7 6.0
Low Alloy 200 0.37 | 0.86 | 0.60 120 | 280 200 0.7 6.0 4.0
High Alloy 220 0.32 | 0.76 | 0.54 70 190 130 0.7 4.8 3.4
Austenitic 190 0.35 | 0.76 | 0.56 170 | 270 220 0.7 6.0 4.0
Ferritic 220 0.32 | 0.72 | 0.52 130 | 200 170 0.7 6.0 4.0
Martensitic 40HRc | 0.30 | 0.70 = 0.44 90 140 110 0.7 5.0 3.5
Nodular Cast Iron 150 0.28 | 1.10 | 0.70 160 | 240 200 0.7 6.0 4.0
Grey Cast Iron 150 0.30 | 1.14 | 0.70 170 | 250 210 0.7 6.0 4.0
B el AN 240 | 035 067 | 051 25 | 45 | 35 | 07 86 27
Hardened Material 45HRc | 0.19 | 0.57 @ 0.38 50 100 75 0.7 3.0 2.7

Material Cutting Conditions
“m Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(0
Nodular Cast Iron 150 0.15 | 048 | 032 | 130 | 370 250 1.0 | 45 2.50
Grey Cast Iron 150 0.5 | 050 = 0.35 | 130 | 390 | 260 1.0 | 45 | 250
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Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 | 02 | 30
Low Alloy 200 | 010 020 015 120 280 250 & 0.2 | 25 | 20
High Alloy 200 009 018 014 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 010 016 014 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 010 016 012 | 90 140 110 @ 02 | 20 | 15
Nodular Cast Iron 150 | 008 020 014 | 160 240 220 | 02 | 30 | 20
Grey Cast Iron 150 | 008 020 014 170 250 240 0.2 30 | 20
aﬂgastu%?rijfﬁg;s 240 009 015 012 | 25 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 100 75 | 02 | 18 | 15

Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 | 050 | 035 180 | 330 | 250 | 05 @ 50 | 3.0
Low Alloy 200 | 021 045 033 120 280 | 200 | 05 50 30
High Alloy 220 | 018 040 | 029 70 | 190 | 130 | 05 40 25
Austenitic 190 | 0.20 040 | 030 170 | 270 | 220 | 05 @ 50 30
Ferritic 220 | 020 036 | 300 130 200 | 170 | 05 @ 50 | 3.0

Martensitic 40HRc | 020 034 026 90 140 110 @ 05 | 40 | 25 =
Nodular Cast Iron 150 | 014 | 058 | 036 160 | 240 | 200 | 05 @ 50 | 30
Grey Cast Iron 150 | 015 060 | 038 170 | 250 | 210 | 05 50 30
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 35 | 05 | 30 | 20
Hardened Material | 45HRc | 011 | 030 | 021 50 | 100 | 75 | 05 & 25 20




Turning(Negative) - Cutting Conditions

TNMG R

Material ing C ons
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.26 | 0.68 | 0.47 330 250 0.7 5.0 4.0
Low Alloy 200 0.26 | 0.61 0.44 120 | 280 200 0.7 5.0 4.0
High Alloy 220 0.23 | 0.54 | 0.39 70 190 130 0.7 4.0 3.4
Austenitic 190 0.25 | 0.54 | 0.40 170 | 270 220 0.7 5.0 4.0
Ferritic 220 0.25 | 0.52 | 0.38 130 | 200 170 0.7 5.0 4.0
Martensitic 40HRc | 0.25 | 0.46 | 0.36 920 140 110 0.7 4.0 3.5
Nodular Cast Iron 150 0.16 | 0.68 | 0.34 160 | 240 200 0.7 5.0 4.0
Grey Cast Iron 150 0.20 | 0.80 | 0.50 170 | 250 210 0.7 5.0 4.0
B el AN 240 | 025 047 | 036 25 | 45 | 35 | 07 80 27
Hardened Material 45HRc | 0.14 | 0.41 0.28 50 100 75 0.7 2.5 22

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.11 | 0.23 | 0.7 180 | 330 300 0.2 3.0 2.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 250 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 170 0.2 2.5 2.0
Austenitic 190 0.10 | 0.18 | 0.14 170 | 270 250 0.2 2.5 2.0
Ferritic 220 0.10 | 0.16 | 0.14 130 | 200 170 0.2 2.5 2.0
Martensitic 40HRc | 0.08 | 0.16 @ 0.12 90 140 110 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 | 160 | 240 220 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.20 | 0.14 170 | 250 240 0.2 3.0 2.0
R 240 009 | 015| 012 25 | 50 | 35 | 02 | 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15




NCIHe

NMG 2204..-BG

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 021 | 050 | 0.36 330 250 05 | 7.0 | 30
Low Alloy 200 | 021 045 033 120 280 200 05 7.0 | 3.0
High Alloy 200 018 040 020 70 190 130 | 05 | 56 | 25
Austenitic 190 | 020 040 030 170 270 200 05 7.0 | 3.0
Ferritic 220 020 038 030 130 200 170 | 05 | 7.0 | 3.0
Martensitic 40HRc | 016 034 026 @ 90 140 110 @ 05 | 50 | 25
Nodular Cast Iron 150 | 016 058 036 | 160 240 200 05 | 7.0 | 3.0
Grey Cast Iron 150 | 016 060 038 170 250 210 05 7.0 | 3.0
aﬂgastu%?rijfﬁg;s 240 | 020 035 028 | 25 45 | 35 | 05 | 42 | 20

Hardened Material | 45HRc | 011 | 0.30 021 50 100 75 | 05 | 35 | 20

NMG 2204..-BR

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 026 068 045 180 330 250 | 07 | 7.0 | 4.0
Low Alloy 200 026 061 040 120 280 200 07 | 7.0 | 40
High Alloy 200 023 054 039 70 190 130 | 07 | 56 | 34
Austenitic 190 | 025 054 040 170 270 180 | 07 | 7.0 | 4.0
Ferritic 200 | 024 050 038 130 200 170 | 07 | 7.0 | 40
Martensitic 40HRc 020 044 032 | 90 140 | 110 05 | 60 35 -
Nodular Cast Iron 150 0.20 | 0.76 | 0.48 160 | 240 200 0.7 7.0 4.0
Grey Cast Iron 150 | 020 080 050 170 250 210 | 07 | 7.0 | 40
aﬂg"stu%isri;ﬁ?g;s 240 025 047 036 25 45 35 | 07 | 42 | 27
Hardened Material | 45HRc | 014 | 041 028 50 100 75 | 07 | 35 | 22




ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwomne] i ] ox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 02 | 30
Low Alloy 200 | 010 020 015 120 | 280 250 & 0.2 | 25 | 20
High Alloy 200 009 018 014 | 70 | 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 | 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 010 016 014 | 130 | 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 016 012 | 90 | 140 110 @ 02 | 20 | 15
Nodular Cast Iron 150 | 008 020 014 | 160 | 240 220 | 0.2 | 30 | 20
Grey Cast Iron 150 | 008 020 014 170 | 250 240 0.2 30 | 20
aﬂg*‘stu'giﬁi;ﬁ?g;s 240 009 015 012 | 25 | 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 | 100 75 | 02 | 18 | 15

Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
m Max. |Recommend m Max. |Recommend m Max. |Recommend
Non Alloy 120 0.21 | 050 | 0.36 | 180 | 330 | 255 05 | 5.0 3.0
Low Alloy 200 0.21 | 045 033 | 120 & 280 | 200 05 | 50 3.0
High Alloy 220 0.18 | 0.40 | 0.29 70 | 190 | 130 05 | 4.0 25
Austenitic 190 0.20 | 040 030 | 170 | 270 | 220 05 | 50 3.0
Ferritic 220 0.20 | 0.38 | 0.28 | 130 | 200 | 170 05 | 5.0 3.0
Martensitic 40HRc | 0.16 | 0.34 | 0.24 90 | 140 | 110 05 | 4.0 28
Nodular Cast Iron 150 0.14 | 0.58 | 0.36 | 160 | 240 | 200 05 | 5.0 3.0
Grey Cast Iron 150 0.16 | 060 = 0.38 | 170 | 250 | 210 05 | 5.0 3.0
R 240 | 020 | 035| 028 25 | 45 | 35 | 05 | 30 20
Hardened Material 45HRc | 0.11 | 0.30 & 0.21 50 | 100 75 05 | 25 2.0




NICIHe

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 | 02 | 30
Low Alloy 200 010 020 015 120 280 250 & 0.2 & 25 | 20
High Alloy 200 009 018 014 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 010 018 014 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 016 012 | 90 140 120 @ 02 | 20 | 15
Nodular Cast Iron 150 | 008 020 012 | 160 240 220 | 0.2 | 30 | 20
Grey Cast Iron 150 | 008 020 014 170 250 240 0.2 30 | 20
aﬂgastu%?rijfﬁg;s 240 009 015 012 | 25 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 100 75 | 02 | 18 | 15

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 019 040 030 | 180 330 250 | 0.5 | 40 | 27
Low Alloy 200 019 036 028 120 280 200 05 40 | 27
High Alloy 200 016 032 024 70 190 130 | 05 | 32 | 23
Austenitic 190 | 018 032 025 170 270 200 05 40 | 27
Ferritic 200 018 032 024 130 200 170 | 05 | 40 | 27

Martensitic 40HRc | 016 028 020 90 140 110 @ 05 | 35 | 25 -
Nodular Cast Iron 150 0.14 | 0.38 | 0.24 160 | 240 200 0.5 4.0 2.7
Grey Cast Iron 150 | 014 048 031 170 250 210 05 40 | 27
aﬂg"stu%isri;ﬁ?g;s 240 018 028 023 25 45 35 | 05 | 24 | 20
Hardened Material | 45HRc | 010 | 0.24 017 = 50 100 75 | 05 20 | 18




Material

Hardness
(HB)

Feed f (mm/rev.)

Turning(Negative) - Cutting Conditions

ing C

ons

Speed Vc (m/min.)

Depth of Cut ap (mm)

ecommend

Non Alloy 120 0.19 | 0.40 0.30 180 330 250 15 4.0 2.7
Low Alloy 200 0.19 | 0.36 | 0.28 120 | 280 200 1.5 4.0 2.7
High Alloy 220 0.16 | 0.32 0.24 70 190 130 15 3.2 2.3
Austenitic 190 0.18 | 0.32 0.25 170 270 200 15 4.0 2.7
Ferritic 220 0.18 | 0.30 0.25 130 210 160 15 4.0 2.7
Martensitic 40HRc | 0.16 | 0.26 | 0.22 90 140 110 1.5 3.5 25
Nodular Cast Iron 150 0.14 | 0.46 | 0.30 160 | 240 200 1.5 4.0 2.7
Grey Cast Iron 150 0.14 | 048 | 0.31 170 | 250 210 {135} 4.0 287
B el AN 240 | 078 028 | 023 25 | 45 | 35 | 15 24 20
Hardened Material 45HRc | 0.10 K 0.24 | 0.17 50 100 75 1.5 2.0 1.8
Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Nodular Cast Iron 150 0.20 | 0.76 | 0.32 | 130 | 380 | 250 07 | 6.0 | 200
Grey Cast Iron 150 | 020 078 032 | 130 390 = 260 07 | 60 | 200

67



N[ B[

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 @ 02 | 30
Low Alloy 200 010 020 015 120 280 250 & 0.2 | 25 | 20
High Alloy 200 009 018 014 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 010 016 014 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 016 012 | 90 150 120 @ 02 | 25 | 20
Nodular Cast Iron 150 | 008 020 014 | 160 240 220 | 0.2 | 30 | 20
Grey Cast Iron 150 | 008 020 014 170 250 240 0.2 30 | 20
aﬂgastu%?rijfﬁg;s 240 009 015 012 | 25 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 100 75 | 02 | 18 | 15

WNMG 0604..-BG

|\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 050 036 180 330 250 | 05 | 25 | 2.2
Low Alloy 200 | 021 045 033 120 280 200 05 25 | 22
High Alloy 200 018 040 0290 70 190 130 | 05 | 20 | 18
Austenitic 190 | 020 040 030 170 270 200 05 25 | 22
Ferritic 200 | 018 038 028 130 200 170 | 05 | 25 | 2.2
Martensitic 40HRc | 016 034 024 @ 90 140 120 @ 05 | 20 | 15

Nodular Cast Iron 150 0.14 | 0.58 | 0.36 160 | 240 200 0.5 2.5 2.2 ’
Grey Cast Iron 150 | 015 060 038 170 250 210 05 25 | 22
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 30 | 05 15 | 15
Hardened Material | 45HRc | 011 | 0.30 021 50 100 70 | 05 16 | 15




Turning(Negative) - Cutting Conditions

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.11 | 0.23 | 0.7 330 300 0.2 3.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 250 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 170 0.2 2.5 2.0
Austenitic 190 0.10 | 0.18 | 0.14 170 | 270 250 0.2 25 2.0
Ferritic 220 0.10 | 0.16 0.14 130 | 200 170 0.2 25 2.0
Martensitic 40HRc | 0.08 | 0.16 | 0.12 920 140 120 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 160 | 240 220 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.20 | 0.14 170 | 250 240 0.2 3.0 2.0
B el AN 240 | 009 015 012 25 | 50 | 3 | 02 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15

WNMG 0804..-BG

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.21 | 0.50 | 0.36 180 | 330 250 0.5 3.5 24
Low Alloy 200 0.21 | 045 | 0.33 120 | 280 200 0.5 3.5 24
High Alloy 220 0.18 | 0.40 | 0.29 70 190 130 0.5 2.8 2.0
Austenitic 190 0.20 | 0.40 | 0.30 170 | 270 200 0.5 3.5 24
Ferritic 220 0.18 | 0.38 | 0.28 130 | 200 170 0.5 3.5 24
Martensitic 40HRc | 0.16 | 0.34 0.24 90 140 120 0.5 3.0 2.0
Nodular Cast Iron 150 0.15 | 0.58 | 0.36 | 160 | 240 200 0.5 3.5 2.4
Grey Cast Iron 150 0.15 | 0.60 | 0.38 170 | 250 210 0.5 3.5 24
R 240 | 020 | 035| 028 25 | 45 | 30 | 05 | 21 | 16
Hardened Material 45HRc | 0.11 | 0.30 | 0.21 50 100 70 0.5 1.8 1.6




N[ B[

Material Cutting Conditions
e [

Non Alloy 120 045 330 | 250
Low Alloy 200 | 025 059 040 | 120 280 | 200 | 07 | 35 | 3.0
High Alloy 220 | 022 052 035 | 70 190 | 130 | 07 | 28 | 25
Austenitic 190 | 024 052 035 | 170 270 | 200 | 07 | 35 | 3.0
M Ferritic 200 | 024 048 034 | 130 200 | 170 | 07 | 35 | 3.0
Martensitic 40HRc | 0.20 | 046 | 028 90 140 120 | 07 @ 3.0 | 25
Nodular Cast Iron 150 | 018 | 074 042 | 160 240 | 200 | 07 | 35 | 3.0
Grey CastIron 150 | 018 078 045 | 170 250 | 210 | 07 | 35 | 3.0
aﬂgastu%isri%?g;s 240 | 024 046 035 | 25 45 | 30 | 07 | 21 | 20
Hardened Material | 45HRc | 013 | 0.39 025 | 50 100 = 70 | 07 18 | 20
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Turning(Positive) - Cutting Conditions

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.08 | 0.20 | 0.14 330 300 0.2 21
Low Alloy 200 0.08 | 0.17 | 0.13 120 | 280 250 0.2 1.8 1.0
High Alloy 220 0.07 | 0.15 | 0.1 70 190 170 0.2 1.8 1.0
Austenitic 190 0.08 | 0.15 | 0.12 170 | 270 250 0.2 1.8 1.0
Ferritic 220 0.09 | 0.18 0.15 130 | 200 170 0.2 1.8 1.0
Martensitic 40HRc | 0.08 | 0.15 | 0.12 920 140 110 0.2 1.6 0.8
Nodular Cast Iron 150 0.06  0.12 | 0.11 160 | 240 200 0.2 21 1.0
Grey Cast Iron 150 0.06 | 0.18 | 0.12 170 | 250 200 0.2 28l 1.0
B el AN 240 | 008 013 007 25 | 50 | 3 | 02 14 10
Hardened Material 45HRc | 0.04 | 0.10 | 0.07 50 100 75 0.2 1.3 0.8

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.08 | 0.20 | 0.14 180 | 330 250 0.4 21 1.2
Low Alloy 200 0.08 | 0.17 | 0.13 120 | 280 200 0.4 1.8 1.2
High Alloy 220 0.07 | 0.15 | 0.1 70 190 130 0.4 1.8 1.2
Austenitic 190 0.08 | 0.18 | 0.14 170 | 270 200 0.4 1.8 1.2
Ferritic 220 0.08 | 0.15 | 0.12 130 | 200 170 0.4 1.8 1.2
Martensitic 40HRc | 0.06 | 0.12  0.10 90 140 110 0.4 1.6 1.0
Nodular Cast Iron 150 0.06 | 0.18 | 0.12 | 160 | 240 200 0.4 21 1.2
Grey Cast Iron 150 0.06 | 0.20 | 0.12 170 | 250 210 0.4 21 1.2
R 240 | 008|013 | 007 25 | 50 30 | 04 | 14 12
Hardened Material 45HRc | 0.04 | 0.10 | 0.07 50 100 75 0.4 1.3 0.8




NICIHe

CCMT 09T304

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | ox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 @ 02 | 30
Low Alloy 200 010 020 015 120 280 250 & 0.2 | 25 | 20
High Alloy 200 009 018 014 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 010 018 014 | 170 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 008 016 013 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 006 014 010 | 90 140 110 | 02 | 20 | 15
Nodular Cast Iron 150 | 008 020 014 | 160 240 200 | 0.2 | 30 | 20
Grey Cast Iron 150 | 010 022 016 170 250 210 02 30 | 20
aﬂgastu%?rijfﬁg;s 240 009 015 012 | 25 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 100 75 | 02 | 18 | 15

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 | 050 | 036 180 | 330 | 255 | 05 50 | 3.0
Low Alloy 200 | 021 045 033 120 280 | 200 | 05 50 30
High Alloy 200 | 018 040 | 029 70 | 190 | 130 | 05 @ 40 25
Austenitic 190 | 020 040 | 030 170 | 270 | 220 | 05 @ 50 30
Ferritic 220 | 016 036 | 028 130 200 | 170 | 05 @ 50 3.0

Martensitic 40HRc 014 032 022 | 90 140 110 @ 05 | 40 | 25 =
Nodular Cast Iron 150 | 014 | 054 | 036 160 | 240 | 200 | 05 @ 50 | 30
Grey Cast Iron 150 | 015 060 | 038 170 | 250 | 210 | 05 @ 50 30
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 35 | 05 | 30 | 20
Hardened Material | 45HRc | 011 | 030 | 021 50 | 100 | 75 | 05 & 25 20




Turning(Positive) - Cutting Conditions

CCMT 120408-BG

Material ing C ons
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.21 | 0.50 | 0.36 330 255 0.5 5.0 3.0
Low Alloy 200 0.21 | 045 | 0.33 120 | 280 200 0.5 5.0 3.0
High Alloy 220 0.18 | 0.40 | 0.29 70 190 130 0.5 4.0 25
Austenitic 190 0.20 | 0.40 | 0.30 | 170 | 270 200 0.5 5.0 3.0
Ferritic 220 0.16 | 0.36 | 0.28 130 | 200 170 0.5 5.0 3.0
Martensitic 40HRc | 0.14 | 0.32 | 0.22 920 140 110 0.5 4.0 25
Nodular Cast Iron 150 0.14 | 0.56 | 0.36 160 | 240 200 0.5 5.0 3.0
Grey Cast Iron 150 0.15 | 0.60 | 0.38 170 | 250 210 0.5 5.0 3.0
B el AN 240 | 020 035 028 25 | 45 | 35 | 05 80 20
Hardened Material 45HRc | 0.11 | 0.30 | 0.21 50 100 75 0.5 2.5 2.0

CMT 070204-BF

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.08 | 0.20 | 0.14 180 | 330 300 0.2 21 1.0
Low Alloy 200 0.08 | 0.17 | 0.13 120 | 280 250 0.2 1.8 1.0
High Alloy 220 0.07 | 0.15 | 0.1 70 190 170 0.2 1.8 1.0
Austenitic 190 0.08 | 0.20 | 0.14 170 | 270 250 0.2 1.8 1.0
Ferritic 220 0.08 | 0.18 | 0.12 130 | 200 170 0.2 1.8 1.0
Martensitic 40HRc | 0.06 | 0.16 = 0.10 90 140 110 0.2 1.5 1.0
Nodular Cast Iron 150 0.06 | 0.18 | 0.12 | 160 | 240 200 0.2 21 1.0
Grey Cast Iron 150 0.06 | 0.20 | 0.14 170 | 250 210 0.2 2.1 1.0
R 240 008|013 | 011 25 | 50 | 35 | 02 | 14 10
Hardened Material 45HRc | 0.04 | 0.10 | 0.07 50 100 75 0.2 1.3 0.8




NICIHe

CMT 11T304

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 011 | 023 | 0417 330 300 | 02 | 30
Low Alloy 200 | 010 020 015 120 280 250 & 0.2 | 25 | 20
High Alloy 200 009 018 012 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 010 020 015 | 170 270 | 250 | 02 | 25 | 2.0
Ferritic 220 | 010 018 016 | 130 200 | 170 | 02 | 25 | 2.0
Martensitic 40HRc | 008 016 012 | 90 140 110 @ 02 | 20 | 15
Nodular Cast Iron 150 | 010 022 014 | 160 240 160 | 0.2 | 3.0 | 20
Grey Cast Iron 150 | 010 020 016 170 250 210 02 30 | 20
aﬂgastu%?rijfﬁg;s 240 009 015 012 | 25 50 | 35 | 02 | 20 | 20

Hardened Material | 45HRc | 0.05 | 012 009 = 50 100 75 | 02 | 18 | 15

CMT 11T308-BG

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 021 | 050 | 036 180 | 330 | 255 | 05 @ 40 3.0
Low Alloy 200 | 021 045 033 120 280 | 200 | 05 40 30
High Alloy 200 | 018 040 | 029 70 | 190 | 130 | 05 32 25
Austenitic 190 | 0.20 040 | 030 170 | 270 | 200 | 05 @ 40 30
Ferritic 220 | 019 036 | 026 130 200 | 170 | 05 @ 40 3.0

Martensitic 40HRc | 016 032 022 @ 90 140 110 @ 05 | 30 | 20 =
Nodular Cast Iron 150 | 015 | 056 | 034 160 | 240 | 200 | 05 40 30
Grey Cast Iron 150 | 015 060 | 038 170 | 250 | 210 | 05 @ 40 30
aﬂg"stu%isri;ﬁ?g;s 240 020 035 028 25 45 35 | 05 | 24 | 20
Hardened Material | 45HRc | 011 | 030 | 021 50 | 100 | 75 | 05 | 20 20




Turning(Positive) - Cutting Conditions

Mo

ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.15 | 0.40 | 0.33 330 255 0.5 2.0
Low Alloy 200 0.15 | 0.35 | 0.28 120 | 280 200 0.5 2.0 1.0
High Alloy 220 0.13 | 0.35 | 0.28 70 190 130 0.5 2.0 1.0
Austenitic 190 0.14 | 0.35 | 0.30 170 | 270 220 0.5 2.0 1.0
Ferritic 220 0.13 | 0.30 | 0.26 130 | 200 170 0.5 2.0 1.0
Martensitic 40HRc | 0.10 | 0.26 | 0.22 920 140 110 0.5 2.0 1.0
Nodular Cast Iron 150 0.11 | 0.44 | 0.32 160 | 240 200 0.5 1.2 0.8
Grey Cast Iron 150 0.12 | 0.45 | 0.34 170 | 250 210 0.5 2.0 1.0
B el AN 240 | 013 030 | 025 25 | 50 | 38 | 05 15 10
Hardened Material 45HRc | 0.05 | 0.22 | 0.14 50 100 75 0.5 1.2 0.9

Material Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.15 | 0.40 | 0.33 180 | 330 255 0.5 2.4 1.2
Low Alloy 200 0.15 | 0.35 | 0.28 120 | 280 200 0.5 2.4 1.2
High Alloy 220 0.13 | 0.35 | 0.28 70 190 130 0.5 2.4 1.2
Austenitic 190 0.14 | 0.35 | 0.28 170 | 270 220 0.5 2.4 1.2
Ferritic 220 0.14 | 0.34 | 0.26 130 | 200 170 0.5 2.4 1.2
Martensitic 40HRc | 0.12 | 0.30 0.22 90 140 110 0.5 2.0 1.0
Nodular Cast Iron 150 0.10 | 042 | 0.32 | 160 | 240 200 0.5 2.4 1.2
Grey Cast Iron 150 0.12 | 0.44 | 0.34 170 | 250 210 0.5 24 1.2
R 240 013 030 | 025 25 | 50 @ 38 | 05 | 18 12
Hardened Material 45HRc | 0.05 | 0.22 | 0.14 50 100 75 0.5 1.4 11




N[ B[

RCMT 10T3MO0

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
48) [ i [iwamne] i | o [ in | x|

Non Alloy 120 | 015 | 040 | 033 330 255 28
Low Alloy 200 015 035 028 120 280 200 05 28 | 1.4
High Alloy 220 | 013 035 028 | 70 190 | 130 | 05 | 28 | 14
Austenitic 190 | 014 036 028 | 170 270 | 220 | 05 | 28 | 14
Ferritic 220 014 035 026 130 200 170 | 05 | 28 | 14
Martensitic 40HRc | 012 030 022 | 90 140 110 @ 05 | 24 | 1.2
Nodular Cast Iron 150 | 012 040 030 | 160 240 200 05 | 28 | 14
Grey Cast Iron 150 | 012 044 034 170 250 210 05 28 | 1.4
a:‘gas‘u%?rijfﬂg;s 240 013 030 025 | 25 50 | 38 | 05 | 21 | 14
Hardened Material | 45HRc | 0.05 | 0.22 014 50 100 75 | 05 | 17 | 13

Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. |Recommend m Max. |Recommend m Max. |Recommend

Non Alloy 120 | 015 040 040 | 180 330 255 | 05 | 32 | 20
Low Alloy 200 015 035 035 120 280 200 05 32 | 20
High Alloy 200 013 035 035 70 190 130 | 05 | 32 | 20
Austenitic 190 | 014 038 028 | 170 270 | 220 | 05 | 32 | 20
Ferritic 220 | 014 037 028 | 130 200 | 170 | 05 | 32 | 20

Martensitic 40HRc 014 | 034 | 024 90 140 110 | 05 30 | 18 -
Nodular Cast Iron 150 | 011 046 034 | 160 240 200 | 05 | 32 | 20
Grey Cast Iron 150 | 011 046 036 170 250 210 05 32 | 20
aﬂg"stu%isri;ﬁ?g;s 240 013 030 030 | 25 50 | 38 | 05 | 24 | 15
Hardened Material | 45HRc | 0.05 | 0.22 020 50 100 75 | 05 19 | 18




Turning(Positive) - Cutting Conditions

SCM F

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwomne] i ] hox [ in | War [

Non Alloy 120 | 011 | 026 | 0.19 330 300 02 40 | 25
Low Alloy 200 | 010 023 017 120 | 280 250 & 0.2 33 | 25
High Alloy 200 009 021 015 | 70 | 190 170 | 02 | 33 | 25
Austenitic 190 | 010 021 016 | 170 | 270 | 250 | 02 | 33 | 25
Ferritic 220 | 010 018 015 | 130 | 200 | 170 | 02 | 33 | 25
Martensitic 40HRc | 008 016 012 | 90 | 140 110 | 02 | 30 | 20
Nodular Cast Iron 150 | 008 022 016 | 160 | 240 200 | 0.2 | 40 | 25
Grey Cast Iron 150 | 008 024 018 170 | 250 210 0.2 40 | 25
aﬂgastu':isri;ﬁ?g;s 240 009 017 013 | 25 | 50 | 35 | 02 | 27 | 20

Hardened Material | 45HRc | 0.05 | 014 = 010 @ 50 | 100 75 | 02 | 24 | 19

Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.21 | 0.50 | 0.36 180 | 330 255 0.5 4.0 3.0
Low Alloy 200 0.21 | 045 | 0.33 120 | 280 200 0.5 4.0 3.0
High Alloy 220 0.18 | 0.40 | 0.29 70 190 130 0.5 3.2 25
Austenitic 190 0.20 | 0.40 | 0.30 170 | 270 220 0.5 4.0 3.0
Ferritic 220 0.20 | 0.38 | 0.28 130 | 200 170 0.5 4.0 3.0
Martensitic 40HRc | 0.16 | 0.34 0.24 90 140 110 0.5 3.5 25
Nodular Cast Iron 150 0.15 | 0.56 | 0.34 160 | 230 200 0.5 4.0 3.0
Grey Cast Iron 150 0.15 | 0.60 | 0.38 170 | 250 210 0.5 4.0 3.0
R 240 | 020 | 035| 028 25 | 45 | 35 | 05 | 24 20
Hardened Material 45HRc | 0.11 | 0.30 | 0.21 50 100 75 0.5 2.0 2.0




NCIHe

MT 1102..-BF

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomne] i | hox [ in | War [

Non Alloy 120 | 0.08 | 020 0.4 330 300 02 | 21 | 10
Low Alloy 200 | 008 017 013 120 280 250 & 0.2 18 | 1.0
High Alloy 200 007 015 011 | 70 190 170 | 02 | 18 | 1.0
Austenitic 190 | 008 018 012 | 170 270 | 250 | 02 | 1.8 | 1.0
Ferritic 220 | 008 016 012 | 130 200 | 170 | 02 | 1.8 | 1.0
Martensitic 40HRc | 006 014 010 | 90 140 110 @ 02 | 15 | 08
Nodular Cast Iron 150 | 006 018 012 | 160 240 190 | 0.2 | 21 | 1.0
Grey Cast Iron 150 | 006 020 012 170 250 210 02 21 | 1.0
aﬂgastu%?rijfﬁg;s 240 008 013 011 | 25 50 | 35 | 02 | 14 | 1.0

Hardened Material | 45HRc | 0.04 | 010 = 007 = 50 100 75 | 02 | 13 | 08

Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 011 023 020 180 330 300 & 0.2 | 30 | 20
Low Alloy 200 | 010 020 015 120 280 250 | 0.2 25 | 20
High Alloy 200 009 018 012 | 70 190 170 | 02 | 25 | 20
Austenitic 190 | 012 022 018 170 270 250 & 0.2 & 25 | 20
Ferritic 200 010 018 015 | 130 200 170 | 0.2 | 25 | 20
Martensitic 40HRc 008 016 014 | 90 140 110 @ 02 | 20 | 15

Nodular Cast Iron 150 0.08 | 0.20 | 0.16 160 | 240 200 0.2 3.0 2.0 ’
Grey Cast Iron 150 | 008 022 016 170 250 210 02 30 | 20
aﬂg"stu%isri;ﬁ?g;s 240 009 015 011 | 25 45 35 | 02 | 20 | 20
Hardened Material | 45HRc | 0.05 012 009 = 50 100 75 | 02 | 18 | 15




Turning(Positive) - Cutting Conditions

8-BG

Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)

Non Alloy 120 0.11 | 0.23 | 0.20 330 250 0.2 3.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 200 0.2 2.5 3.0
High Alloy 220 0.09 | 0.18 | 0.12 70 190 130 0.2 2.5 25
Austenitic 190 0.10 | 0.20 | 0.16 170 | 270 220 0.2 25 2.0
Ferritic 220 0.10 | 0.18 0.15 130 | 200 170 0.2 25 2.0
Martensitic 40HRc | 0.08 | 0.16 | 0.14 920 140 110 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.22 | 0.14 160 | 240 200 0.2 2.5 3.0
Grey Cast Iron 150 0.08 | 0.20 | 0.15 170 | 250 210 0.2 2.5 3.0
B el AN 240 | 020 030 025 25 | 45 | 35 | 05 80 20
Hardened Material 45HRc | 0.11 | 0.26 | 0.19 50 100 75 0.5 2.5 2.0

BF

Material Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.11 | 0.23 | 0.7 180 | 330 255 0.2 3.0 2.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 200 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 130 0.2 2.5 2.0
Austenitic 190 0.10 | 0.18 | 0.14 170 | 270 220 0.2 2.5 2.0
Ferritic 220 0.10 | 0.16 | 0.14 130 | 200 170 0.2 2.5 2.0
Martensitic 40HRc | 0.08 | 0.16 @ 0.12 90 140 120 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 | 160 | 240 200 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.22 | 0.14 170 | 250 210 0.2 3.0 2.0
R 240 009 | 015| 012 25 | 50 = 38 | 02 | 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15




N[ B[

Material tting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.)
81 [ o Jiwomner] i | hox [ in | War [

Non Alloy 120 | 0.08 | 020 | 0.8 330 260 020 18 | 1.0
Low Alloy 200 | 008 017 015 120 250 240 020 1.8 | 1.0
High Alloy 200 007 014 012 | 70 150 140 | 020 1.8 | 1.0
Austenitic 190 | 008 016 012 | 170 270 | 260 | 020 | 1.8 | 1.0
Ferritic 220 | 008 015 012 | 130 200 | 170 | 020 | 1.8 | 1.0
Martensitic 40HRc | 006 014 010 | 90 140 110 | 020 15 | 08
Nodular Cast Iron 150 | 006 022 018 | 160 240 200 | 020 21 | 1.0
Grey Cast Iron 150 | 006 022 018 170 250 240 020 21 | 1.0
aﬂgastu%?rijfﬁg;s 240 | 008 013 012 | 25 50 | 40 | 020 | 14 | 1.0

Hardened Material | 45HRc | 0.04 | 010 = 011 50 100 90 | 020 13 | 08

L\ EY G Cutting Conditions

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
(HB) Max. Hecammend Max. Hecummend Max. |Recommend

Non Alloy 120 | 019 040 030 180 330 255 | 05 | 35 | 25
Low Alloy 200 019 036 028 120 280 200 05 35 | 25
High Alloy 200 016 032 024 70 190 130 05 | 28 | 21
Austenitic 190 | 018 032 026 170 270 220 05 35 | 25
Ferritic 200 | 018 030 026 130 200 170 | 05 | 35 | 25
Martensitic 40HRc | 014 028 022 @ 90 140 110 @ 05 | 30 | 22

Nodular Cast Iron 150 0.14 | 0.44 | 0.30 160 | 240 200 0.5 3.5 25 ’
Grey Cast Iron 150 | 014 048 031 170 250 210 05 35 | 25
aﬂg"stu%isri;ﬁ?g;s 240 018 028 023 25 45 35 | 05 | 21 | 20
Hardened Material | 45HRc | 010 | 0.24 017 = 50 100 75 | 05 18 | 16




Material ing C ons

Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
481 [ i Jiwomne] i ] ox [ in | War [

Non Alloy 120 | 0.08 | 020 | 0.8 330 260 020 18 | 1.0
Low Alloy 200 | 008 017 015 120 | 250 240 020 1.8 | 1.0
High Alloy 220 | 007 014 012 | 70 | 150 | 140 | 020 | 1.8 | 1.0
Austenitic 190 | 008 015 012 | 170 | 270 | 260 | 020 | 1.8 | 1.0
Ferritic 220 | 008 014 012 | 130 | 200 | 170 | 020 | 1.8 | 1.0
Martensitic 40HRc | 006 014 010 | 90 | 140 110 | 020 15 | 08
Nodular Cast Iron 150 | 006 024 018 | 170 | 250 = 240 | 020 | 21 | 1.0
Grey Cast Iron 150 | 006 024 017 | 170 | 250 240 020 21 | 1.0
aﬂgastuRpeeSrisAtl?g;s 240 008 013 012 | 25 | 50 | 40 | 020 | 14 | 1.0

Hardened Material | 45HRc | 0.04 | 010 = 011 50 | 100 90 | 020 13 | 08

Cutting Conditions
Hardness Feed f (mm/rev.) Speed Vc (m/min.) Depth of Cut ap (mm)
Non Alloy 120 0.11 | 0.23 | 0.7 180 | 330 255 0.2 3.0 2.0
Low Alloy 200 0.10 | 0.20 | 0.15 120 | 280 200 0.2 2.5 2.0
High Alloy 220 0.09 | 0.18 | 0.14 70 190 130 0.2 2.5 2.0
Austenitic 190 0.11 | 0.18 | 0.14 170 | 270 220 0.2 2.5 2.0
Ferritic 220 0.10 | 0.16 | 0.14 130 | 200 170 0.2 2.5 2.0
Martensitic 40HRc | 0.08 | 0.16 @ 0.12 90 140 110 0.2 2.0 15
Nodular Cast Iron 150 0.08 | 0.20 | 0.14 | 160 | 240 200 0.2 3.0 2.0
Grey Cast Iron 150 0.08 | 0.22 | 0.14 170 | 250 210 0.2 3.0 2.0
R 240 009 | 015| 012 25 | 50 | 38 | 02 | 20 20
Hardened Material 45HRc | 0.05 | 0.12 | 0.09 50 100 75 0.2 1.8 15




NCIHe

VCMT 1604..-BG

Material Cutting Conditions
a5

Non Alloy 120 0.30 330 | 255
Low Alloy 200 | 019 036 028 | 120 280 | 200 | 05 | 35 | 25
High Alloy 220 | 016 032 024 | 70 190 | 130 | 05 | 28 | 21
Austenitic 190 | 018 032 025 | 170 270 | 220 | 05 | 35 | 25
M Ferritic 220 | 016 030 025 | 130 200 | 170 | 05 | 35 | 25
Martensitic 40HRc 014 | 028 | 022 90 140 110 | 05 @ 3.0 | 20
Nodular Cast Iron 150 | 014 | 046 030 | 160 240 | 200 | 05 | 35 | 25
Grey CastIron 150 | 014 048 031 | 170 250 = 210 | 05 | 35 | 25
aﬂgastu%isrijfﬁg;s 240 | 018 028 023 | 25 45 | 35 | 05 | 21 | 20
Hardened Material | 45HRc | 010 | 0.24 017 | 50 100 = 75 | 05 18 | 16
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Parting & Grooving - Cutting Conditions

MGMN 2002-BN

Material ing C ons
Non Alloy 120 0.08 0.14 0.11 130 250 180
Low Alloy 200 0.08 0.15 0.09 110 220 160
High Alloy 220 0.07 0.13 0.07 40 120 80
Austenitic 190 0.08 0.14 0.07 100 180 140
M Ferritic & Martensitic 220 0.06 0.10 0.07 60 120 920
Nodular Cast Iron 150 0.06 0.12 0.08 120 210 120
Grey Cast Iron 150 0.06 0.16 0.10 120 190 150
“ B el AN 240 0.06 0.10 0.06 40 70 50
“ Hardened Material 45 HRc 0.04 0.08 0.06 30 70 50

MGMN 2002-BP

Material Cutting Conditions

“mm

Non Alloy 120 0.08 0.14 0.10 120 250 180

Low Alloy 200 0.08 0.15 0.09 110 220 160

High Alloy 220 0.07 0.13 0.08 40 120 80

Austenitic 190 0.08 0.14 0.08 100 180 140

M Ferritic & Martensitic 220 0.06 0.10 0.08 60 120 90

Nodular CastIron 150 0.06 0.14 0.10 120 210 120

Grey Cast Iron 150 0.06 0.12 0.10 120 190 150

“ e 240 0.07 0.10 0.08 40 70 50

“ Hardened Material 45 HRc 0.04 0.10 0.07 30 70 50




NICIHEe

MGMN 3004-BN

Material tting Conditions
Non Alloy 120 0.08 0.16 0.12 120 250 180
Low Alloy 200 0.08 0.15 0.09 110 220 160
High Alloy 220 0.07 0.13 0.08 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.06 0.10 0.08 60 120 920
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 120
Grey Cast Iron 150 0.06 0.12 0.10 120 190 150
“ B el AN 240 0.07 0.10 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.07 30 70 50

MGMN 3004-BP

Material Cutting Conditions

“mm
Non Alloy 120 0.08 0.16 0.10 120 250 180
Low Alloy 200 0.08 0.15 0.09 110 220 160
High Alloy 220 0.07 0.13 0.08 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.06 0.10 0.08 60 120 90
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 188 ’
Grey Cast Iron 150 0.06 0.12 0.10 120 150
“ s 240 0.07 0.10 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.07 30 70 50




Parting & Grooving - Cutting Conditions

MGMN 4004-BN

Material ing C ons
Non Alloy 120 0.08 0.16 0.10 120 250 180
Low Alloy 200 0.08 0.15 0.09 110 220 160
High Alloy 220 0.07 0.13 0.08 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.06 0.10 0.08 60 120 920
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 120
Grey Cast Iron 150 0.06 0.12 0.10 120 190 150
“ g 240 0.07 0.10 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.07 30 70 50

MGMN 4004-BP

Material Cutting Conditions

“mm
Non Alloy 120 0.08 0.16 0.10 120 250 180
Low Alloy 200 0.08 0.15 0.09 110 220 160
High Alloy 220 0.07 0.13 0.08 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.06 0.10 0.08 60 120 90
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 120
Grey Cast Iron 150 0.06 0.12 0.10 120 190 150
“ s 240 0.07 0.10 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.07 30 70 50




NICIHe

MGMN 5008-BN

Material tting Conditions
Non Alloy 120 0.12 0.20 0.16 120 250 180
Low Alloy 200 0.12 0.18 0.14 110 220 160
High Alloy 220 0.08 0.14 0.10 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.08 0.12 0.10 60 120 920
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 120
Grey Cast Iron 150 0.06 0.12 0.10 120 190 150
“ B el AN 240 0.06 0.12 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.10 30 70 50

MGMN 5008-BP

Material Cutting Conditions

“Mm
Non Alloy 120 0.12 0.20 0.16 120 250 180
Low Alloy 200 0.12 0.18 0.14 110 220 160
High Alloy 220 0.08 0.14 0.10 40 120 80
Austenitic 190 0.08 0.14 0.08 100 180 140
M Ferritic & Martensitic 220 0.08 0.12 0.10 60 120 90
Nodular Cast Iron 150 0.06 0.14 0.10 120 210 120
Grey Cast Iron 150 0.06 0.12 0.10 120 190 150 ’
“ s 240 0.06 0.12 0.08 40 70 50
“ Hardened Material 45 HRc 0.04 0.10 0.10 30 70 50







