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Konstant prazise Bearbeitung Usinage stable et précis Lavorazione di tornitura stabile e precisa

* PV7005 fiir GuB und PV70'"% e Usinage de la fonte en PV70%® e | gradi PV 70 per Ghisa e PV70'"* per
fir die Stahlbearbeitung mit et de I'acier en PV70'"*® avec Acciaio consentono alte performance
MEGACOAT. MEGACOAT. grazie al MEGACOAT.

e Wirtschaftliche TN60'"° e Usinage de I'acier avec la * |’economico TN60'”*° (non rivestito)
(unbeschichtet) fir Stahlbearbeitung ~ nuance TN60'”*° (non revétue)  per acciaio & stato prodotto con I'ultima
mit neuester Substratechnologie. élaborée a partir de la derniere  tecnologia dei substrati.

technologie de substrat.

TZZ00032 ADVANCING PRODUCTIVITY




B MEGACOAT

® Excellent wear resistance and heat resistance.
Hervorragende VerschleilRfestigkeit und Hitzebestandigkeit.
Excellente résistance a I'abrasion et a la chaleur.
Eccellente resistenza ad usura ed al calore.

High speed
[200~300m/min]

TN6010 PV7025

Medium speed
[100~200m/min]

TN6020

Low speed
[~100m/min]

~0.15mm/rev 0.15~0.30mm/rev.  0.30~0.45mm/rev

Feed rate

PV7010 MEGACOAT cermeT

for steel machining | fiir die Stahlbearbeitung | Pour I'usinage des aciers | Per lavorazioni di Acciaio

- Achieves long tool life and stable machining with two new technologies, MEGACOAT plus special surface reforming Cermet.
- Lange Standzeit bei stabiler Bearbeitung, durch den Einsatz von MEGACOAT und des oberflachenrestrukturierten Cermet.

+ Longue durée de vie de l'outil et stabilité de l'usinage grace a 2 nouvelles technologies, le MEGACOAT et un cermet spécial
amélioré en surface.

+ Lunga vita utensile e lavorazioni stabili ottenute per mezzo delle due nuove tecnologie MEGACOAT piu Cermet.

Il Comparison of wear resistance
Vergleich VerschleiBfestigkeit
Comparaison de résistance a I'abrasion
Confronto della resistenza ad usura
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34CrMo4, Vc=250m/min, ap=1.0mm
f=0.20mm/rev., with coolant, CNMG120408

[l Comparison of fracture resistance
Vergleich Bruchfestigkeit
Comparaison de résistance a la rupture
Confronto della resistenza alla frattura
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C45, Vc=250m/min, ap=1.5mm, f=0.20mm/rev,

without coolant, CNMG120408

wear resistance

fracture resistance

Inner side of cermet
Innere des Cermet
Interieur du cermet
Interno in cermet

k al
Inner structure
Innere Struktur
Composition interne
Struttura interna

(High toughness)
(Hohe Zahfestigkeit)
(trés tenace)

{Alta tanace)

B Resistant to chipping and thermal shock
Widersteht Spanstau und hohe
Temperaturschwankungen
Résistant au choc thermique
Resistenza allo scheggiamento ed agli
scock termici

Surface of cermet
Oberfldache des Cermet
Surface du cermet
Superficie in cermet

L
Surface structure
Oberflachenstruktur
Composition de surface
Struttura superficiale

(High hardness)
{Hohe Harte)
(trés dur)
{Alta durezza)
» High wear resistance
Hohe Verschleiffestigkeit

Résistance élévée a I'abrasion
Alta resistenza all’'usura




PV7025 MEGACOAT cermer

for steel machining | fur die Stahlbearbeitung | Pour I'usinage des aciers | Per lavorazioni di Acciaio

e High strength by super micro-grain cermet and long tool life by MEGACOAT.
Hohe Festigkeit durch Feinstkorn Cermet und lange Standzeiten dank MEGACOAT.
Haute robustesse avec le cermet super micro grain et longue durée de vie grace au revetement MEGACOAT.
Ad alta resistenza da super micro-grana cermet e lunghe durate da MEGACOAT

M Comparison of wear resistance B Comparison of fracture resistance
Vergleich VerschleiBfestigkeit Vergleich Bruchfestigkeit
Comparaison de résistance a I'abrasion Comparaison de résistance a la rupture
Confronto della resistenza ad usura Confronto della resistenza alla frattura
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34CrMo4, Vc=200m/min, ap=1.0mm, f=0.20mm/rev, WET C45, Vc=100m/min, ap=2.0mm, f=0.05(~0.40)mm/rev, WET

PV7005 MEGACOAT cermeT
for cast iron machining | GrauguBBbearbeitung | Pour l'usinage des fontes | Per lavorazione di Ghisa
« Improved wear resistance for cast iron machining through the use of MEGACOAT.
« Controls deterioration of the cutting edge due to progressive crater wear, enabling stable machining.

« Verbesserte VerschleiBfestigkeit bei der Gussbearbeitung,dank MEGACOAT Beschichtung.
- Konstante Bearbeitung selbst bei fortschreitendem Kolkverschleiss.

 Meilleure résistance a I'usure pour I'usinage de la fonte grace au revétement MEGACOAT.
» Permet de contréler I'altération de I'aréte de coupe grace a 'usure en cratére progressive.

- Migliorata la resistenza all’'usura per la lavorazione della Ghisa con I'uso di MEGACOAT.
« Il controllo del deterioramento del tagliente dovuto alla craterizzazione consente lavorazioni stabili.

M Comparison of wear resistance Il Comparison of fracture resistance
Vergleich VerschleiBfestigkeit Vergleich Bruchfestigkeit
Comparaison de résistance a I'abrasion Comparaison de résistance a la rupture
Confronto della resistenza ad usura Confronto della resistenza alla frattura
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Vc=100m/min, ap=2.0mm, Dry, C45 5mmx4, CNGA120408
GG25, Ve=350m/min, ap=1.0mm,
f=0.20mm/rev., with coolant, CNGA120408

TNB010/TN6020 cermeTr

for steel machining | fur die Stahlbearbeitung | Pour I'usinage des aciers | Per lavorazioni di Acciaio

(uncoated | unbeschichtet | non revétue | non rivestito) w

fracture resistance

+ Economical uncoated Cermet.

+ Wirtschaftliches unbeschichtetes Cermet.
- Economiques Cermet non revétue.

+ Economico Cermet non rivestito.

wear resistance




Il Negative Type Inserts

Grades Grades
Dimension (mm) Dimension (mm)
Shape » MEGACOAT | Cermet Shape . MEGACOAT [ Gorrey
Description Description
Hande.dinserl _ 8lo a =) 8 Hande.dinsert 8le & =) 8
shows Right-Hand 1.C. |Thickness| Hole Co(rrnee)r-R iﬁgle; °lgelelglg shows Right-Hand 1.C. |Thickness| Hole Co(:rg—ﬂ Rrelief [ R R |28 |3
>z =22 Angle | > | > |> 2|2
alalalF|F a|ln|alF|F
@ DNMG 150404PS 0.4 o|o|e
150408PS |12.70| 4.76 | 5.16 | 0.8 - oo |0
CNMG 120404WP 0.4 . °
120408wp | 1270 476 | 5.16 | o | - . . 0 150412PS 12 oo
DNMG 150604PS 0.4 o|o|e
Finishing Wit Wiper Edge 150608PS (12.70|6.35 | 5.16 | 0.8 | - ole|e
Medium-Roughing 150612PS 12 oo e
CNMG 120404WQ 0.4 e e °
120408WQ [12.70| 4.76 | 5.16 | 0.8 | - oo |eo _~ _, |DNMG 150404HS 0.4 °
120412WQ 10 . ~ 150408HS [12.70| 4.76 | 5.16 | 0.8 | - .
Fin_ishin_g-Medium . 150412HS 12 .
With Wiper Edge Medium-Roughing .
DNMG 150404 0.4 °
CNMG 120402GP 0.2 ole| |o 6 isos0s | 1270476 516 | o | - |, .
120404GP |12.70| 4.76 | 5.16 | 0.4 - e oo |e
120408GP 0.8 oo ° Roughing DNMG 150608 12.70/6.35 | 5.16 | 0.8 - |e
Finishing
DNMG 150404XP 0.4 oo °
o o 150408xp | 1270|476 1516 | o8 | - ool |o
CNMG 120404HQ 0.4 e o0 0 DNMG 150604XP 0.4 L
12.70| 4.76 | 5.16 - . -
120408HQ 0.8 ele|o|e S‘L:;/g:rsbﬁ:g 150608XP 12.70| 6.35 | 5.16 0.8 °
Finishing-Medium DNMG 150404XQ 0.4 LN °
6 150008Q | 1270/ 476 [5.16 | o | - ole .
CNMG 120404CQ 0.4 oo 0|0 DNMG 150604XQ 0.4 °
G 12040800 |1270| 476|516 | g | | |e|e|e|e| | LomCatonsee 150608xQ | %70 695|516 | o .
Finishing-Medium sl
/ Up facing @
o DNMG 150408XS [12.70| 4.76 | 5.16 | 0.8 - o °
CNMG 120404PS 0.4 e oo Low Carbon Steel
120408PS |12.70| 4.76 | 5.16 | 0.8 - oo Roughing
120412PS 12 .
Medium-Roughing @ DNGG 150404/, 0.4 ° °
. 1504087, 12.70| 4.76 | 5.16 0.8 - . °
) CNMG 120404HS 0.4 i Medium cutting
o 120408HS |12.70| 4.76 | 5.16 | 0.8 | - .
120412HS 1.2 ° RNMG 090300 9.525| 3.18 | 3.81 - - °
Medium-Roughing
RNMG 120400 12.70| 4.76 | 5.16 - - °
CNMG 120404 0.4 o oo . Medium-Roughing
6 120408 12.70| 4.76 | 5.16 | 0.8 - e o o ° T
120412 1.2 . SNMG 120404HQ 0.4 o|o|o|e
Roughing 120408HQ [12.70| 4.76 | 5.16 | 0.8 - oo oo
120412HQ 12 ° °
6 Finishing-Medium
CNMG Egiggig 12.70| 4.76 | 5.16 g'g - el e i
Low Carbon ' SNMG 120408PS 12.70| 4.76 | 5.16 0.8 ) o|o|e
Steel Finishing 120412PS . . - 12 °
o Medium-Roughing
CNMG 120404XQ 0.4 oo ° & =
120a08xQ | 1270 476516 | o | - olel | _ P |SNMG 120408HS 0.8 .
Low Carbon Steel = 120412HS [12.70| 4.76 | 5.16 | 1.2 - °
Medium Finishing 120416HS 1.6 °
i Medium-Roughing
v CNMG 120408XS |12.70| 4.76 | 5.16 | 0.8 SNMG 120404 04 : :
. . . . - ° °
120408 14570/ 476 | 5.16 | %8 | - | ® N
Low Carbon Steel 120412 12 °
Roughi
oughing Foughing 120416 16 .
6 CNGA 120404 0.4 °
120408 12.70] 4.76 | 5.16 0.8 T e @ SNMG 120408XP |12.70| 4.76 | 5.16 | 0.8 - oo °
Without Chipbreaker Low Carbon Steel Finishing
& B
@ CNGG 1204047, 0.4 . ﬁ
Y 1204087, | 1270 476|516 55| - . SEE  |snMG 120408XQ [12.70| 476 [ 516 | 0.8 | - olo| |o
Medium cutting knog(vjig;rtg:issr:{enz
DNMG 150402GP 0.2 e|ojo|e ——
_ 150404GP |12.70| 4.76 | 5.16 | 0.4 | - o|ofe|e @
"o 150408GP 08 ool 1e ' SNMG 120408XS |12.70( 4.76 | 5.16 | 0.8 | - of |o
DNMG 150602GP 0.2 . .
150604GP |12.70| 6.35 | 5.16 | 0.4 - ° ° L"WRcarbo.” Steel
oughing
Finishing 150608GP 0.8 . (]
DNMG 150404HQ 0.4 o o0 0o
150408HQ |12.70| 4.76 | 5.16 | 0.8 - AR AN AN SNGA 120408 12.701 4.76 | 5.16 | 0.8 - le
o 150412HQ 12 o |eo
DNMG 150604HQ 0.4 e oo Without Chipbreaker
150608HQ 112.70| 6.35 | 5.16 | 0.8 | - ole|e SNGG 090304%.-B [9.525| 3.18 [ 3.81| 0.4 | - |e
Finishing-Medium 150612HQ 1.2 . °
DNMG 150404CQ 0.4 oo 0|0
150408CQ |12.70| 4.76 | 5.16 | 0.8 - e o |0 |0o
o - SNGG 120404%.-C 0.4 |
150412CQ 1.2 ° ° -B.&lgésinlrrgg 100408%.C 12.70| 4.76 | 5.16 0.8 °
Finishing-Medium |DNMG 150604CQ |12.70| 6.35 | 5.16 | 0.4 | - . . -C: Medium-
/ Up facing Roughing

@ :Standard Item R: R-hand Only




H Negative Type Inserts

Grades Grades
Dimension (mm) Dimension (mm)
Shape - MEGACCAT | Cermet Shape - MEGACOAT | Cermet
. Description . Description
Handed insert Iglelg|2el] Handed insert Iglelg|el]
shows Right-Hand 1.C. |Thickness| Hole Co(rrn:)r-ﬂ ,ﬁﬁgﬁ; E E E § § shows Right-Hand 1.C. |Thickness| Hole Cczrrng)r-R iﬁg?ef E E E § §
o|a|al|F|F o|a|a|F|F
y - VNMG 160402GP 02 ololole
:f_'« TNMG 160404DP | o -0 | 4 76| 5 gq | 04 | . ° ® ‘o 160404GP |9.525| 4.76 | 3.81 | 0.4 | - o o0|e
Lok 08 e 160408GP 0.8 ojo|ele
Finishing Finishing
VNMG 160404VF 0.4 e oo 0o
TNMG 160402GP 0.2 oo 0|0
A 160404GP |9.525| 4.76 | 3.81 | 0.4 | - o|ofefe o 128:?2:/’£ 9.525|4.76 | 3.81 (113 - et
160408GP 0.8 e o0 Finishing-Medium -
Finishing
. VNMG 160404HQ 0.4 e o |00
TNMG 160404HQ 04 o|o e * 160408HQ |9.525| 4.76 | 3.81 | 0.8 | - olo|ele
160408HQ |9.525 | 4.76 | 3.81 | 0.8 - oo 00 160412HQ 12 ° °
160412HQ 12 ° ° Finishing-Medium
Finishing-Medium
@ VNMG 160404 0.4 ° .
TNMG 160404CQ 0.4 oleojoe 160408 | 9025|476 (3811 ol - gl |e| e
160408CQ |9.525| 4.76 | 3.81 | 0.8 - oo 0 0 ,
160412CQ 12 o |o Roughing
Finishing-Medium
/ Up facing Q VNGG 160402°/. 0.2 ® RO
1604047, |9.525| 4.76 | 3.81 | 0.4 - e|R| @
TNMG 160404PS 0.4 oo e 1604087/, 0.8 R
A le0408ps | 9525/ 476|381 (0| - ool Medium cuting
Modm-Roughing - VNGA 160404 0.4 o
1 T— 9.525|4.76 | 3.81| -
. TNMG 160404HS 0.4 ° 160408 0.8 °
N 160408HS |9.525| 4.76 | 3.81 0.8 - ° Without Chipbreaker
160412HS 12 (]
A A WNMG 080404WP 0.4
LN ] L]
£, 12.70| 4.76 | 5.16 : - °
p/ TNMG 160404 0.4 o|o|e . o 080408WP 0.8 oo .
A 160408 |9.525|4.76 | 3.81| 0.8 | - |e|e|e| |e Finihing Wit
160412 1.2 °
Roughing A WNMG 080404WQ 0.4 o o 0 o
& 080408WQ|12.70| 4.76 | 5.16 | 0.8 | - oo .
- TNMG 160404XP 0.4 oo ° Finishing-Medi 080412WQ 12 °
ﬂ 160408XP 9.525| 4.76 | 3.81 08 - ole o v'\;‘iﬁwigper%é;g‘
Low Carbon
Steel Finishing A WNMG 080404GP 0.4 o o|o|e
ﬂ 080408GP | 70| 476|516 g5 | - ojo|ee
TNMG 160404XQ 0.4 L] ° -
R Finishi
160408XQ 9.525| 4.76 | 3.81 0.8 ole ° inishing
Low C S
Mecium Frishing WNMG 080404HQ 0.4 oleole
A 080408HQ | 12.70| 4.76 | 5.16 | 0.8 - oo oo
080412HQ 12 ° °
Finishing-Medium
TNMG 160408XS |9.525| 4.76 | 3.81 | 0.8 - . . Y
£
Low Carbon Steel ﬂ.:t WNMG 080404CQ 0.4 oo oo
Roughing L:ﬂ 080408CQ |12.70| 4.76 | 5.16 | 0.8 | - ojo|oe
TNGA 160404 0.4 Finishing-Medium 080412CQ 12 ° °
. o / Up facing
160408 9.525| 4.76 | 3.81 0.8 - .
Without Chipbreaker WNMG 080404PS 0.4 e o o
. @ 080408Ps | 1270|476 | 516 | o5 | - olele
~ TNGG 160401%/.-S 0.1 ° .
1604027/.-S 0.2 e/ o |o|e@ Medium-Roughing
Sl t60d00.g| 9525|476 | 381 | (7| - lels .
Finishing / Surface 1604087.-S 0.8 o o o o ~ WNMG 080404HS 0.4 °
Roughness Oriented e, 080408HS [12.70| 4.76 | 5.16 | 0.8 - o
2 080412HS 12 °
Medium-Roughing
~ TNEG 160402%/.-SSF 9.525| 4.76 | 3.81 0.2 B °
h—L 1604047/.-SSF| ™ ’ ’ 0.4 °
Finishing WNMG 080408 12.70( 4.76 | 5.16 | 0.8 - o
TNGG 160402%.-B 0.2 o|ejo|e
1o040am.p 9525|476 381 | | - | 1o glele Roughing
E TNGG 1604027%.C 02 o |o A
160404%.-C 0.4 | o o 0 o WNMG 080404XP 0.4 LI o
160408%.-C|9.525 | 4.76 | 3.81 | 0.8 - | o o 0 o 080408XP 12.70| 4.76 | 5.16 0.8 ) oo °
160412%.-C 12 ° Low Carbon
160416%.-C 1.6 R Steel Finishing
TNGG 220404%.-C 0.4 (] .
S 220408%/.-C 12.70| 4.76 | 5.16 0.8 e . WNMG 080404XQ 0.4 oo (]
B: Finishing 12.70| 4.76 | 5.16 -
Medium Al 080408XQ 0.8 e |0 °
Civedum- | MG 160408%:C g 1| 4 76 | 381 | 0% | . N Carbon' S
"Roughing 160408°%-C| " : =1 os8 o |o i e
_’:“ TNGG 160404%.-25R 0.4 . &
— 160408%,-25R 9.525| 4.76 | 3.81 0.8 - ° WNMG 080408XS |12.70| 4.76 | 5.16 | 0.8 - ° o
Medium-Roughing Low Carbon Steel
Low Cutting Force Roughing

@ : Standard Item R: R-hand Only
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H Positive Type Inserts

Grades Grades
Dimension (mm) Dimension (mm)
y MEGACOAT [ Germey Shape » MGt | Cermet
Shape Description : Description
Handed insert C Rl Relief 8 = 3 S 8 :andtd:‘naertd 5 g =] & =} 8
shows Left-Hand I.C. | Thickness| Hole o(rrr}:)r Aﬁéfe RIRIRIB|8 Shows Lefinan 1.C. |Thickness| Hole Co(;rge)r—ﬂ Eﬁgﬁ: CIRICIB|S
Za|Z|E|R Z|a|Z|E|B
CCMT 060202GK 02 | _, o|ofe|e DCMT 070202HQ 0.2 NI
060204GK | 832|238 | 28 | oy | 7 ololole 070204HQ | 6.35 | 2.38 | 2.8 | 0.4 | 7° olo|ele
O o 070208HQ 0.8 ololole
CCMT 09T302GK 0.2 olo|e DCMT 11T302HQ 02 P P e e
9525|3.97 | 4.4 7° .
09T304GK 0.4 oo oo 11T304HQ |9.525 | 3.97 | 4.4 | 0.4 | 7° olo|ole
CCMT 120404GK 0.4 eo|o|o|e Finishing-Medium 11T308HQ 0.8 oo oo
120408GK [12.70| 4.76 | 55 | 0.8 | 7° o|o|o]|e DCGT 070201 0.1 o
Finishing-Medium 120412GK 12 ° 070202 6.35(238| 28 | 0.2 7° . °
COMT 060202HQ | < o | oo | pg | 02 | 7o o|ofo]e @ 070204 04 o| |
060204HQ | ©3° | & 8loal” ole|o|e DCGT 117302 02 | _. o |e
i1Ta04  |9525|397| 44 | ;| 7 . .
CCMT 09T302HQ 0.2 o|o|o|e :
09T304HQ |9.525| 3.97 | 44 | 04 | 7° o|lejeoe vodium outing |DCMT 117308 19.525|3.97 | 4.4 | 0.8 | 7° . .
Finishing-Medium 09T308HQ 0.8 o|o|e|e edium cutting
CCGT 060201 0.1 . o @ DCMT 070204XP | 6.35 | 2.38 | 2.8 | 0.4 | 7° oo o
gggggi 6.3512.38 | 238 8'421 7 ol e DCMT 11T302XP 02 ole| |e
\ - 11T304XP |9.525|3.97 | 4.4 | 04 | 7° oo o
&> |CCCT 091301 0.1 | Stosl Frteting 11T308XP 0.8 ole| |e
09T302 |9525|3.97 | 4.4 | 02 | 7° . o
097304 0.4 o o @
DCMT 11T304XQ 04 | _, oo o
Ve outing | COMT 09308 |9.525| 3.97 | 4.4 | 0.8 | 7° ° o 11T308xQ | 9525|397 | 44 | o | 7 ole o
ledium cutting
Low Carbon Steel
CCGT 030101%.-F 0.1 L Medium Finishing
030102%.-F| 3.5 | 14 19 | 0.2 7° Lle|L|L DCGT 070201F%.-U 0.1 °
V" 030104%,F 0.4 el @ oro202Fy.y | 635|238 28 | 05 | 7 .
CCGT 040101%.-F 0.1 L
040102%-F| 43 | 18 | 23 | 02 | 7° Ul @ {0 ] oo pososnar oge| PCGT 11TR02FIU|9.5253.97 | 4.4 | 02 | 7° o
Finishing 040104%.-F 0.4 L|e|L]|L DCGT 070202E7U J Y 02 n o
CCGT 060201F%.-U 01| _, o ; 070204E%-U| °- : © 1 04 o
os0202Fy.U | 6-35 | 2381 28 | o5 | 7 .
v : ° DCGT 11T302E%.-U 0.2 ° °
9525397 | 4.4 7°
CCGT 09T301F%.-U 0.1 R Low Feed/With Honing 11T304E%.-U 0.4 ° °
0aTa00Fy.y| 9525 | 397 | 4.4 7°
Low Feed/Sharp Edge i 0.2 R ﬁ__,.-—-
CCGT 060202E%U | o oo | 5 ae| 0g | 02 | 7o L o & |DCGT 11T304E7-d| 9525 | 3.97 | 4.4 | 0.4 | 7° o
060204E%/-U | - : © 04 L .
Low Feed/With Honing
CCGT 09T302E%.-U 0.2 R
9525|3.97 | 4.4 7° .
Low FeedWih Honing 09T304E#.-U 0.4 A -~ RCMX 1003M0 | 10.0 |3.18| 36 | - | 7 o
——
O CPMT 080204GP | 794 | 2.38 | 3.3 | 0.4 | 11° o|o|o]|e RCMX 1204M0 | 12.0 | 476 | 42 | - | 7° o
Medium cutting
CPMT 090304GP 0.4 B o|o|o|e
Fnishing 090308Gp | 9925|318 | 44 | g g | 1 ole|ele SOMT 09T304HQ o o | o oo | 40 | 04 | Lo | |o| e
p— 09T308HQ | : o8 o o
080204HQ 0.4 . o|o|o|e
0 0B0208HQ | 794|238 | 35 | (o | 11 delels
SPGR 090304%, [9.525|3.18| - | 0.4 | 11° |e
CPMH 090304HQ | o (oo | 5 10| 4o | 04 | 440 o|o|o|e
Finishing Medium 090308HQ 0.8 o|o|o|e
p— o SPGR 120308%. [12.70|3.18| - | 0.8 | 11° | e
080204 0.4 . |e|e|e|e e inishing
oso208 | 24 |238[ 35 ) g | 1" | glele|e|e SPGN 090304 0.4 .
9525|318 | - 11°
090308 0.8 o
CPMH 090304 | | ool 4o | 04 | o @[]0/ o]0
Medium cutting 090308 ’ : ’ 0.8 e|lo|o|e|e SPGN 120304 1270 318 | - 04| 4o |®
Without Chipbreaker 120308 0.8 °
6 CPMT 080204XP | 7.94 | 2.38 | 3.3 | 0.4 | 11° oo .
b TBMT 060102DP 02| .. o|o|ole
CPMT 090304XP |o o [ ool , 104 | | |ele] [e 060t04Dp | 397 | 199 23 | 54 | S ololo|e
Sieal gi{gﬁ:g 090308XP | ™ ’ 108 oo ° Finishing
@ 'Q TBGT 0601027 0.2
CPMT 090304XQ 0.4 B oo o . : . Rt
090308xQ | 9525|318 | 44 | o | 11 ole . o6otoar, | 397|189 23 | 54| O oo,
Low Carbon Steel Finishing
Mot T TCMT 090202HQ 0.2 o|oe
56 | 2. . : o
“ CPMH 080204%.-Y | 794 | 2.38 | 35 | 0.4 | 11° L 090204HQ | 356 (288 25 | o4 | 7 olele
@? ﬁ TCMT 110202HQ 0.2 olefe
CPMH 090304%.-Y [9.525| 3.18 | 4.5 | 0.4 | 11° L 110204HQ | 6.35 | 2.38 | 2.8 | 04 | 7° o|e|e
Finishing-Medium 110208HQ 0.8 o oo
DCMT 070202GP 02 | _, o|o|o TCMT 16T304HQ | o -0 | 4 o 04 | _, .
o 070204GP | 835|238 | 28 | ) | 7 elele|e| | FnisingMecum 167308HQ | 392°| 397 | 44 | g8 | 7 .
) TCGT 080202F%.-U| 4.76 | 2.38 | 2. 2|7
oo et loss o | o 00|~ | 2222 | A ] 4m 20| 29 | “
Finishing .
DCMT 070202GK 0.2 o|o|e|e TCGT 110302F7.-U| 6.35 [3.18| 2.8 | 0.2 | 7° A
070204GK | 6.35 | 2.38 | 2.8 | 0.4 | 7° o|o|o|o| |LovFeedSharpEdgpe
o 070208GK 08 olele]e TCGT HO301EN 01 .
DCMT 11T302GK 02| | |e|eje)e > '\ 110302E%-U | 6.35 | 3.18 | 2.8 | 0.2 | 7° .
11T304GK |9.525|3.97 | 44 | 04 | 7 o|o|o|e — {10304E,U o4 .
Finishing-Medium 11T308GK 0.8 o o 0 o Low Feed/With Honing
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M Positive Type Inserts

Grades Grades
Dimension (mm) Dimension (mm)
Shape o M%‘i’:ﬁg” Cermet Shape - M%’;“?’ﬁg” Cermet
Description Description
Handed insert _ uou o 3 (=) 8 Handed insert : 8 (=) (L(}l (=) o
shows Left-Hand 1.C. |Thickness| Hole Co(:'rz;-ﬂ 2[91“'9' E E ,9 8 8 shows Left-Hand 1.C. | hickness | Hole Corner-R| Relief F\; E ,Q 8 8
ge [S|13\S|2 |2 (re) | Angle |51 3151312
[N == a|a|al|F|E
TPMT 090202GP 0.2 o o o o o TPGR 110302%.-A 0.2 o | L L
090204GP 556 | 238 | 2.8 04 1 elelole \ 1103047-A 6.35 | 3.18 04 1 . .
TPMT 110304GP 635 | 318 | 33 0.4 11° L4 LR . TPGR 110304%/.-B| 6.35 | 3.18 - 0.4 11° L
110308GP | ™ ’ : 0.8 ejo|o|e é-——
TPGR 160302%.-B 0.2 L|L L|L
Finishing TPMT 160304GP [9.525| 3.18 | 4.4 0.4 11° e o 0o o 160304%.-B | 9.525 | 3.18 - 0.4 e ot Lt
TPMT 090202HQ bas | 28 | 02 | 4o | |*]®]e]e IEEELGiLE 08 : -
090204HQ | >%6 | 238 | 28 | o, o|e|e|e| |AFnshng  [TPGR 160304%-C 04 | .| [t]t]c]e
: -B: Finishing-Medium 160308..C 9.525| 3.18 - 08 1 .
TPMT 110302HQ 02 oo oo [CMeduncuting ‘ '
110304HQ | 6.36 | 3.18 | 3.3 0.4 11° o o o o TPGN 110304 6.35 | 3.18 0.4 1° °
110308HQ 0.8 olo|o|e 110308 : ' "] os8 .
TPMT 160304HQ 0.4 e o 0|0
9.525| 3.18 | 4.4 11° === |TPGN 160304 0.4 . | ®
Finishing-Medium 160308HQ 0.8 ° ° Wihout Grptreater 160308 9.525| 3.18 - 08 1 .
TPMT 090204XP | 5.56 | 2.38 | 2.8 0.4 11° °|e ° el c.oc | .10 | 2o 04 5
. . X . °© oo 0|0
é TPMT 10300 | oo | ool o0 | 04 | (o | [o]o] [@ <>
110308XP E . E 0.8 ololel|e VBMT 160404GP 0525 | 4.76 | 4.4 0.4 5° o o |0 o
TPMT 160304XP 0.4 ole| |o Finishing 160408GP 08 bl el Bl
Low Carbon 160308XP 9.525| 3.18 | 4.4 0.8 11° ole . VBMT 110302VF 0.2 ® o o o
Steel Finishing i 110304VF | 6.35 | 3.18 | 2.8 | 04 | 5° o|oje|e
TPMT 110304XQ 0.4 o °|e ° 110308VF 0.8 o o 0|0
A 10308xQ | 035 | 318 | 33 | g | 1 o|ojeo|e o VBMT 160402VF 0.2 of[efefe
160404VF 0.4 o e |lo |00
TPMT 160304XQ | o oo | 5o | 4y | 04 | 4o | o] |® 160408vF | 2528 476 | 44| g | S o|o|ele
Low Carbon Steel 160308XQ | ’ : 0.8 LN o Finishing 160412VF 12 o o o o
Medium Finishing
VBMT 110304HQ 0.4 oo oo
TPGH 080202%. 0.2 . |®|L]|e|L @ 6.35 | 3.18 | 2.8 5°
0802047, 476 | 238 | 2.3 04 1 O I I 0 110308HQ 0.8 e|lo 0|0
TPGH 0902027 02 ol i lelLle VBMT 160404HQ 0.4 LA AR B
090204R/L 556 | 2.38 | 3.0 0'4 11° olilelL]e 160408HQ [9.525| 4.76 | 4.4 0.8 5° o o o o
= - Finishing-Medium 160412HQ 12 oo 0|0
TPGH 110202%/. 0.2 L
6.35 | 238 | 3.5 11° I
L [ ]
A o204 04 - T |vBaT 110302F | 6.35 | 318 | 28 | 02 | 5° olole
TPGH 110302%. 0.2 e|L|e|L|e® o
110304%. | 6.35 | 318 | 33 | 0.4 | 11° [e| L |e| L |@ Finishing
110308%/. 0.8 L VBGT 110302%.-Y 0.2 . oo e
6.35 | 3.18 | 2.8 5
TPGH 160302% 02 A <= 1103047 04 olole
160304%. |9.525| 3.18 | 4.5 0.4 1° |ejL|L]|L]|e VBGT 160402%.-Y 0.2 o o
Finishing 1603087, 08 o Finishing-Medium 160404y | 525 476 | 44| gy | 5 olole
TPGH 110302%.-H 0.2 Lt
; 110304%-H| 6.35 | 3.18 | 33 | 0.4 | 11° o |o| | <@ |vour osoz0avr 476|238 | 23 | %2 | 7 lclee
Q;n 10308%-H 08 Ll - CEraF 04 ‘1o
— m— Finishing
Medium cutting TPGH 160304%.-H [9.525| 3.18 | 45 | 04 | 11 LjLft 0 VCMT 080202HQ 02 ololele
476 | 238 | 2.3 7°
TPGB 080202 476 | 238 | 2.3 0.2 110 (] 080204HQ 0.4 e o |0 0o
080204 ’ ’ i 0.4 ° ° Finishing-Medium
&
TPGB 090204 556 (238 | 30 | 04 | 11° | e ° ° WBMT ggg}gi#gg 297 | 150 | 23 gi 50 t t t t
TPGB 110302 0.2 ° ° § ’
110304 635|318 | 33 | 04 | 11° | e (] (] WBMT 080202%.-DP 0.2 . Lol
110308 08 o| |o] |e Frishing os0204y.pp | 476 | 238 23 | gy | S Lol
Without Chipbreaker TPGB 160304 9.525| 3.18 | 45 0.4 11° | e WBGT 060102%.-F 0.2 ot
060104%.-F 397 | 159 | 23 04 5° lile
2 TPMR 110304GP | 6.35 | 3.18 0.4 11° ° 1‘ I: - )
et ST WBGT 0802027%.-F 0.2 o Lt
o oY ooa | 476238 | 23 | 0| 5 O
TPMR 160304GP |9.525| 3.18 04 | 11 . Finishing 0802047/.- 0. °
Finishing
6 WPMT 110204HQ | 6.35 | 2.38 | 2.8 0.4 11° o o o o
‘ TPMR 160304HQ 0.4 o ° °
160308HQ 9.525| 3.18 0.8 1 ° . WPMT 160304HQ 0.4 R o o0 0
160308HQ 9.525| 3.18 | 4.4 08 1 olelele
Finishing-Medium Finishing-Medium .
Y WPGT 110204%.-Y | 6.35 | 2.38 | 2.8 0.4 11° L
A TPMR 160304 04 L le Eﬁ
160308 9.525| 3.18 08 1 ole ° .
WPGT 160304%.-Y | 9.525 | 3.18 | 4.4 0.4 11° L
Medium cutting Finishing-Medium

@ :Standard Item R: R-hand Only L : L-hand Only




Case Studies | Anwenderbeispiele | Exemples | Casi di Studio

34CrMo4

543C

Sleeve
VC=150m/min — 180m/min
ap=0.7mm (external)

ap=0.5mm (facing)
f=0.15mm/rev (external)
f=0.2mm/rev (facing)
Wet (internal coolant)
VNMG160404VF (PV7010)

[1o]
m
AS

62

¢ > ‘

For external and surface finish

Input Shaft

VC=200m/min — 220m/min
ap=0.25 ~ Tmm

f=0.05 ~ 0.3mm/rev

Wet (oil base)

VNMG160408VF (PV7025)

p22

150

PV7010

70 pcs/edge

|

PV7025

450 pcs/edge <>

Competitor K(Cermet)

50 pcs/edge

Competitor L(Cermet)

. 50~300 pcs/edge

PV7010 processed 1.4 times more workpieces

compared to competitor K.

PV7025 processed 1.5 ~ 9 times more workpieces

compared to competitor L.

Recommended Cutting Conditions | Empfohlene Schnittdaten | Conditions de coupe recommandées | Parametri di taglio consigliati

Workpiece Insert Grade (Vc:m/min) Workpiece Insert Grade (Vc:m/min) Workpiece Insert Grade (Vc:m/min) Workpiece Insert Grade (Vc:m/min)
material PV7010 material PV7025 material TN6010 material TN6020
(250HB) | 220-270-320 (250HB) | 180-250-320 (250HB) | 180-220-270 (250HB) | 150-200-250
Carbon Steel Carbon Steel Carbon Steel Carbon Steel
(300HB) | 200-250-300 (300HB) | 160-230-300 (300HB) | 160-200-250 (300HB) | 130-180-230
Alloy Steel Alloy Steel Alloy Steel Alloy Steel
Workpiece Insert Grade (Vc:m/min)
material PV7005
Gray Castlron | 300-350-400
Nodular CastIron | 150-250-300
KYOCERA Fineceramics SAS. KYOCERA Fineceramics GmbH Italy Branch Office

0} KYOCERG

Cutting Tool Division

Parc Tertiaire Silic, 21 Rue de Villeneuve
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Phone: +39-02 00620 845 Fax: +39-02 00620 848
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Phone: +49 (0) 2131 1637-115

Fax: +49 (0) 2131 1637-152
www.kyocera.de / www.kyocera.eu
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Phone: +33 (0) 1 45 12 06 93 Fax: +33 (0) 1 56 72 18 94
www.kyocera.fr

KYOCERA Fineceramics GmbH Poland Branch Office
Cutting Tool Division

Leg. ul.Europejska 4, 55-220, Jelcz-Laskowice, Poland
Phone: +48-(0) 71-381-12-15 Fax: +48-(0) 71-381-12-16
www.kyocera.eu
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www.kyocera.es






