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Welcome to the Powerhouse
of Precision: Tungaloy + NTK,
High-FPrecision Solutions for
Machining Miniature Farts!

In the realm of machining excellence, precision reigns supreme.
Tungaloy and NTK Tools form a union that transcends mere
addition. It's an equation where 1+1>2, showcasing that the
whole is truly greater than the sum of its parts.

Together, we offer a comprehensive range of solutions designed
to optimize performance, enhance efficiency, and elevate the
quality of precision machining to unprecedented heights.

With Tungaloy and NTK,
precision isn’t just a goal—it’s a guarantee.



SOLUTIONS

Tooling example for

Bone Screw

Kl Front Turning ] Front Tumning
The Front Max MINIFTURN
Holder: TFTR1214H-OH2 MODUMTUR

Insert: TFX3302MR DM4 Holder: QC-1212X-CHP

Head: QC12-JSDJ2XR07-CHP
Insert: DXGU070302MFL-JS SH725

Shoulder Milling Back Turning
TUNGFREC TBP Series

Holder: VER11AL006S05-S Holder: TBPR12H-OH2

Holder: HPAV06M010S05R02 Insert: TBP72FR10-BM TM4

Insert: AVGTO60300PBER-MJ AH3225

Threading A Parting off

Thread Whirling i DuocJEUT

Holder: TCW9C1040HP1 Holder: JSXXL1212X09-CHP
Insert: TW5835-HA5.0-D12 ZM3 Insert: JXPS12L10F SH725
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SOLUTIONS

Tooling example for

Abutment
Screw

Front Turning

SH7025

Back Machining

DS-ACH

Holder: JSCLCR0808H06
Insert: CCGT060202FN-JS SH7025

Holder: DS-SDUCL16F-11-ACH
Insert: DCGT11T301MYL DT4

Front Turning

CSV Series

A spot Driling
TUNGMEISTER

Holder: CSVR0O8NC
Insert: CSVF11FRVB VM1

Holder: VER11AL006S05-S
Insert: VCPOBOL07.7A45-02505 AH725
Threading

Drilling
CSV Series GIGAMINIDRILL
DSM Series

Holder: CSVRO8NC

Insert: CSVT11FRP60-035A VM1 Drill: DSM0150G05 YH170

Y Front Turning E) Socket Machining

puolFcuT

Holder: JSXXR0808H05
Insert: JVPNO7R06F005-20 SH725

Shaper Duo

Sleeve: HY-NBH02016G-OH
Insert bar: SSP020N1130H TM4
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Tooling example for

Printer Shaft

=,
Front Turning with
Front Turning 3 Vibration Cutting
MINIFTURN s TMV Chipbreaker
2 .ﬁ MmoDuUMTUR =) . = Holder : QC-1212X-CHP

7 J - Holder : QC-1212X-CHP z Holder : QC12-JSDJ2CR11-CHP

J Head : QC12-JSDJ2XR07-CHP Insert : DCGT11T301MRTMV TM4
Insert : DXGUO70302MFL-JS SH725
Threading Parting off

TETRAMEUT CTP Series
moouUM¥UR e

Holder : QC-1212X-CHP
Head : QC12-STCR18-CHP
Insert : TCT18FR-60A-010 SH725

Front Turning

MINIFTURN
1 & mopuUMTUR
*

Holder : QC-1212X-CHP
- Head : QC12-JSDNXR07-CHP
Insert : DXGUO70302MFL-JS SH725




I Grade 1
Insert 2
External Toolholder 3
Internal Toolholder 4
Threading Tool 5

I Parting, Grooving 6]

I Shaper 7

I Endmill 8

I Drilling Tool 9

10

I Technical Reference

Int. Toolholder Ext. Toolholder Insert Grade

Threading

Endmill Shaper Grooving

Drilling Tool

Technical Reference



1. Grade
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Grade

Quick Guide

Coated Grade / PVD

Coated Grade / CVD

Cermet

CBN

PCD

N —\
N )

Diamond Coating

Cemented Carbide




Grade - Quick Guide

Grade selection

1-2

M Stainless steel

Carbon steel
Alloy steel

ISO

PO1

P10

P20

P30

P40

ISO

MoO1

M10

M20

M30

M40

SH7025

SH7025

SH725
SH730

SH725
SH730

Grade and Chipbreaker comparison chart

PVD

TM4
DT4

PVD

DT4

2

Coated Carbide

Chipbreaker

. M 05-15 15-25 Finish Finish to Medium
SH7025 / SH725
SH7025 / SH725 JP/01 JS
Tungaloy & NTK STA/VM1/DM4/DT4  STA/QM3/TM4/ZM3 AMX / AZ7 YL/AM3/CL
DM4 / DT4
Sandvik GC1105/ GC1115 GC1125 UF um
Kennametal KC5010 / KCU10 KC5025 FP LF
Seco CP200 / CP250 CP500 FF1 F1
AL20 / AM5020
ARNO AL10 / AM5010 AMB028 AEC / ASF PS /ACB/ALU
Applitec TIALN / TiN / HTA TIALN / TiN / HTA FN-X8/17/25 ENP-X8/17/25
. AC1030U / AC520U / SI
Sumitomo ACZ150 AC1030U FC sC
N VP10RT / VP15TF / LP/SV
Mitsubishi MC6015 VP15TF FV/FP SMG
PR1705 / PR1725
Kyocera PR1225 / PR930 / PR1535 i CiF/ e
SRO15S SKS SK / CK
zce-cT YBG102 / YBG202 YBG202 LH USF
Korloy PC8110 / PC5300 PC5300 FS MS
IC908 /1C830 /1C1008 /  1C908 /1C830 /1C1008 / WF
ISCAR G007 1C1007 PF F1M-20P/12P
TaeguTec TT4410 TT4430 SL-F SM-F / SH-F

Note: The above table is selected from a publication. We have not obtained approval from each company.



PVD - Coated Grade

)
ko)
g
Coating o
Applica-
Grade Main  Thickness  tion Feature
composition / pm
. M - Good balance between wear and fracture resistance
AH120 (Ti, AN 3 - Suitable for machining steel, stainless steel, and cast iron under general
S cutting conditions
) - High chipping and fracture resistance
AH130 (Ti, ADN 8 . L - Designed for machining austenitic stainless steel under general cutting conditions
) . - Good balance between wear and fracture resistance
AH3225 (i, ADSICrN ° . o - Suitable for steel and stainless steel
AH3135 (Ti, ADN 4 . M - High fracture resistance

- Suitable for machining steel and stainless steel under general cutting conditions

- First recommendation PVD grade for stainless steel machining
AH6225 (Ti, AN 6 . M - A versatile PVD grade for excellent performance in a wide range of stainless
steel applications

- High fracture resistance
AH6030 (Ti, ADN 5 M s - Suitable for drilling stainless steel and heat-resistant alloy under general
cutting conditions

AH6235 (Ti, AN 6 (B M - Provides high reliability in interrupted cutting with large depths of cut

. - High wear resistance
AH710 (T, ADN 8 . H - Suitable for finishing cast iron and high-hardened steel

M _ . . PNTORT)
AH7025 (Ti, AN 35 . Excellent wear resistance and high rigidity

S - First recommendation for grooving of various materials
AH725 (Ti, AN 2 . M - Good balance between wear and chipping resistance
’ S - Suitable for machining steel and stainless steel under general cutting conditions
AH750 (Ti, AN 3 H - High wear resistance
’ - Designed for milling high-hardened material
) M S . Good resistance to wear and adhesion
AH8005 (ALTON 85 H - Excellent performance in machining heat-resistant alloy at high speed
. ~ Good balance between wear and fracture resistance
q - First recommendation for machining heat-resistant alloy under general cutting
AH8015 (ALTON £ S H conditions
- First recommendation for threading
AH905 (Al, TN 1.5 S - High resistance to wear and built-up edge

. M High wear resistance

A (WA 45 (3 - Designed for drilling various materials

. - High wear resistance
AH9030 (T AN ° . - Suitable for drilling steel and cast iron at high speed

GH110 Ti(C, N, O 3 - Hi i
( ) NS High wear resistance
' - High chipping and fracture resistance
GH130  TiC.N.O) 3 . I Suitable for steel, stainless steel, and cast iron
: - High resistance to wear and fracture
GH330  TiG,N, 0) s . Ll Suitable for continuous to medium interrupted cutting
) - High wear resistance
GH730  TiC.N.O) 8 . L Suitable for turning and grooving at low speed
" For swiss ) . . . .
J740 TiN 1 il - Ultra-fine-grain cemented carbide coated with TiN-based compound
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PVD - Coated Grade

Grade

SH7025 TiCN / (Ti,A)N

SH725

SH730

YH170

YH180

NTK650

ST4

DM4

DT4

T™M4

QM3

ZM3

VM1

Coating
Main Thickness
composition / pm
2
(Ti, ADN 2
(Ti, AN 1
Ti(C, N) 15
Ti(C, N) 1.5
TiAIN 3
CrAIN 2.5
TiAIN 3
TiAIN 1
TiN-TiCN 1.5
TiCN 3
TiN 3
TiCN 1

Applica-
tion

Bwm
3
B wm
s
Bwm
IN s
B m

Feature

- First recommendation for small part machining.
- Superior surface quality and process security.
- High wear resistance and excellent fracture resistance.

- High wear resistance
- Designed for machining steel and stainless steel

- High wear resistance
- Designed for machining steel, stainless steel, and difficult-to-cut material

- High resistance to wear and fracture
- Designed for drilling carbon steel and stainless steel

- High wear resistance
- Designed for drilling carbon steel and stainless steel

- Stable machining of [ Ni base alloys x small diameter parts ] for all users

- First recommendation for stainless steel.
- Higher hardness and oxidation resistance by unique coating technology

- Best oxidation resistance enables high temperature machining cutting such as parting and
grooving.

- Combination of sharp cutting edge and excellent oxidation resistance
- Best grade for difficult-to-cut materials / Titanium alloys

- Best grade for general purpose
- Best combination of wear resistance, toughness and adhesion resistance

- Designed for machining carbon and alloy steels
- High wear resistance

- Excellent adhesion resistance
- Suitable for high-precision machining of small diameter workpieces

- First recommendation for free-cutting steel
- Reducing the built up edge on the cutting edge



CVD - Coated Grade

Coating

Applica-

Grade

Grade Main  Thickness  tion Feature
composition / pm
Ti compound - High wear resistance
A +AI203 18 . - Excellent performance in high-speed cutting
Ti compound - Well-balanced between wear and chipping resistance
T9215 tcompou 18 B M - First recommendation for steel
+AI203 . o . I
- High versatility for a wide range of applications
Ti compound - First recommendation for roughing to medium cutting
T9225 +AI203 18 . = - High fracture resistance
T9235 i%nlqu(;): nd 18 [ -] - High fracture resistance in heavy interrupted cutting
o~ - High wear resistance at medium to high speed machining
T6215  TiCN-Al203 8 . o] - First recommendation CVD grade for stainless steel cutting
T6120 TiCN 6 . M - Excellent wear resistance in high-speed continuous cutting
T6130 TiCN 6 . M - High wear resistance at medium to high speed machining
T313V  TiCN-AI203 3 Threading - High resistance to plastic deformation
Coating
Applica-
Grade Main  Thickness pt'i)on Feature
composition  /pm
NS520  Uncoated = [} - High wear resistance
) - High fracture resistance
NS9530  Uncoated . - Suitable for finishing to medium cutting of steel
(Ti,ADN - High wear resistance
AT9530 Iacrgg?rtlzd s . - First recommendation for machining alloy steel
' - High wear resistance
GT9530  TiC.N.O) 8 . - Excellent surface quality in finishing
J9530 TiN Fﬁ;ﬁ\g;ss - Suitable for small-part machining
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CBN

Hardness

Grade (HV)

BXA10 3200 ~ 3400

BXM10 2700 ~ 2900

BX310 2700 ~ 2900

BXA20 3300 -~ 3500

BXM20 3500 ~ 3700

BX360 3200 ~ 3400

BR35F 3100 ~ 3300

BX330 2800 ~ 3000

BX470 4100 ~ 4300

BX480 4100 ~ 4300

T.R.S. Applica-

(GPa)

1.00 ~ 1.10

0.80 ~ 0.90

0.80 ~ 0.90

1.30 ~ 1.50

1.35 ~ 1.50

1.00 ~ 1.10

1.40 ~ 1.60

0.85 ~ 0.95

1.90 ~ 2.10

tion

metal

Sintered
1.90 ~ 2.10 metal

Feature

- Coated CBN with excellent performance in continuous cutting with middle
speed range for hardened steel

- Coated CBN for excellent performance in high-speed continuous cutting
of hardened steel

- High wear resistance
- Designed for high-speed continuous cutting of hardened steel

- Coated CBN for excellent performance in machining hardened steel

- Coated CBN for machining hardened steel in a wide range of application
area

- Suitable for general machining of hardened steel

- Coated CBN with outstanding fracture resistance in heavy-interrupted machining of
hardened steel

- Excellent sharpness
- Designed for finishing hardened steel

Sintered - Excellent sharpness

- Suitable for ferrous sintered metal

- Hardest CBN

- Ideal for ferrous sintered metal

- Suitable for high-speed face milling of cast iron

- High wear resistance and thermo stability

BX815 3000~3200 1.00~110 & g iapie for high-speed machining of Inconel
Grain Hard- .

Grade size ness -{GRPE) ?apt?c!:lr; Feature
(pm) (Hv)

DX110 <1 8500 1.8

DX120 4.5 9000 1.8

DX140 12.5 10000 1.7

DX160 28 11000 1.6

PD1 10 9500 2.0

PD2 1 8500 241

1-6

- Excellent sharpness for high surface quality
- Suitable for finishing non-ferrous metal and nonmetal

- Suitable for finishing non-ferrous metal and nonmetal

- High wear resistance
- Designed for machining non-ferrous metal and nonmetal

- Designed for machining ceramic, cemented carbide and nonmetal

- Designed for non-ferrous metal

- Improved sharpness and chipping resistance



Diamond Coating

()
°
Y
Coating ©)
Grade Applica- Feature
Component  Grain size(um)  tion
) ) - For Non-ferrous metal machining
D d Coati 0.1 . .
uc1 el . - Wear resistance is improved compared to PCD tools

Cemented Carbide

Grade H?;'d;:)ss -{GF;:) Application
KSO5F 93.0 2.9 SN
TH10 92.0 2.4 ..M
KS15F 915 3.0 N
UX30 91.1 2.3 Bwm
KM1 92.0 2.5 N
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2. Insert




Insert

Positive type

Coated CVD/PVD, Cermet, Uncoated cemented carbide

Negative type

Coated CVD/PVD, Cermet, Uncoated cemented carbide

CBN / PCD Insert

CBN (T-CBN), PCD (T-DIA)
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Chipbreaker Guide

Basic chipbreaker for Miniature machining

Bms
6 s

Depth of cut: ap (mm)
w

0.05 0.1 0.15
Feed: f (mm/rev)

0.2 0.25

Depth of cut: ap (mm)
w

0.05 0.1 0.15
Feed: f (mm/rev)

0.2 0.25

Depth of cut: ap (mm)

0.05 0.1 0.15 0.2 0.25
Feed: f (mm/rev)

0.3




Selection System

Selection system for Miniature machining

,CO Continuous .& Interrupted

Insert

v
=
7

£ (B) sH7025 / SH725 (B) sH7025 / SH725
o B S M SH7025/ SH725 A M SH7025 / SH725
S E
= Jp JRP S SH7025/ SH725 Jp JRP (S SH7025/SH725
i
Sl g ey o e, O3
E2 L& TN N M su e N M s
g AMX YL KHG S 650/ DT4 AM3 AZ7 S 650/DT4
B sH7025 / SH725 B sH7025 / SH725
E < OP M SH7025/ SH725 -y M SH7025/ SH725
£ J8 Jss S SH7025/ SH725 J8 Jss (S SH7025/SH725
© 10
Eo
5| - ® ams3 o ., WOV
g - M sT4 e TN M ams
YL S 650/DT4 AM3  Az7 (S 650/DT4
(B) sH7025 / SH725 B sH7025 / SH725
- - M SH7025 / SH725 .- M SH7025/ SH725
£ TS S| SH7025 / SH725 Js  J1s (8 SH7025/SH725
£~
2 ® am3 ® ams3
> i - =) = e
=8 - ‘"& ﬂ M ST4 S --l""' M am3
YL CL TFX S 650/DT4 AM3 AZ7 S 650/DT4
- N Dxi10 = N Kso5F
=¥
:g £ NS AL
S
=3 N ™4/ ZM3 N T™™4/ZM3
“E 2 <55 g < S
AMX u/ut AMX u/ut YL
< H BXA10 - H BXA20
g W HS
S
= H pma H am3
s < = <@
YL AM3 AZ7
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Positive Inserts - Chipbreaker Overview

Application Type Chipbreaker design Applicable range
5
4
.. 0.1 £ 3
Precision J P % iz )
finishing y © 1{3
0 0.10.20.30.4 0.5
f (mm/rev)
5
4
. 3
. M Precision 0 1 5 § ,
. finishing — @
1
)
0 0.1 0.20.3 0.4 0.5
f (mm/rev)
5
4
£ .|Rop
. M R 5 £ 3| Tra:
. Finishing Js 2 g2 | moz
1. ro.03
0 005 0.1 045 0.2 0.25
(mm/rev)
11— !
0.g| R0.08 RO0.18_]
M . . Eoe ‘ fo.1 |
. Precision JPP g ETP RO.2
NS finishing = &4 )
021 | |
0 0.03 0.06 0.09 0.12 0.15
f (mm/rev)
11— |
0.g| R0:.08 RO0.18_]
. M .. Eos ! /B(J |
Precision JRP S | Il
- . finishing I - N
0.2
Al |
0 0.03 0.06 0.09 0.12 0.15
f (mm/rev)
11— i
0.g| R0:.08 RO0.18_]
.- Eos ‘ R01 |
. M Precision 5 ECl RO.2
. o 204 VEPAN
.. finishing = s %4 )
0.2
A |
0 0.03 0.06 0.09 0.12 0.15
f(mm/rev)
10
8
€
. M o £ 6
. . £ E
. . Light cutting J 1 O S a4
2
0 0.040.08 0.12 0.16 0.2
f (mm/rev)
il 10
8
0.2 E 6
. Light cutting AL 3 g af]
v 2] |
0 0.20.4 0.6 0.8 1
f (mm/rev)




Positive Inserts - Chipbreaker Overview

Application ‘ Type ‘ ‘ Applicable range
5
a4
B m £
Finishin S 52
s ¢ | PSF : 5
‘ 2
L —
0 0.10.20.3 0405
f(mm/rev)
5
4
. M £s
. Finishing PF g2 —
"
0 0.1 02030405
f (mm/rev)
5
4
. M E 3
. Light cutting Pss g2
T
00102030405
f (mm/rev)
4
. M £ 3
. Light cutting Ps g2
1
0 0.1 0.20.30.4 05
f (mm/rev)
5
4
B m £ -
; ; £ /N
. Light cutting TSF g 2 tﬁ__:
] ||
0 005 010450202503
f (mm/rev)
5
4
. M E s
. Light cutting TM g 2T I
- ||
0 0050104502025 03
f (mm/rev)
5
4
B w BTN
. Medium cutting PM a2
1
0 0102030405
f(mm/rev)
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Double-sided positive inserts - Chipbreaker Overview

Application Type Chipbreaker design ‘ Applicable range
25
2
- €15
Precision J ss 8 £ \
finishing ) & 1
0.5 |
0 0.050.10 0.15 0.20 0.25
f (mm/rev)
25
. M 51.5
L. 5 o
. . Finishing ) S
o .
0 005 01 02
f(mm/rev)
25
2
0.1 T 45
. M e e s = 51'5 \\
.. Finishing JTS S g 1] |
=
0.5 ‘
0 0.050.10 015 0.20 0.25
f (mm/rev)
25
2
Bwm . ; | E10
NS Finishing JRP Qs 1<
0.5[]
0 0.050.10 0.15 0.20 0.25
(mm/rev)
5
4
8w 5 Es
inishing ss Q2
NS ® "D
1
0 0.1020.30.405
f(mm/rev)
5
4
0.1 £
M - £3
=. Finishing TSW & | a2
=
+H
00102030405
f(mm/rev)
5
4
0.1 £
B m . -0t Es
- . Finishing Ts S g2
—
1
1
00102030405
f(mm/rev)




Positive Inserts - Chipbreaker Overview

Application ‘ Chipbreaker design ‘ Applicable range
5
| AMX e
a 0.5
NS Tos 3
005 0.1 02 0.4 £
f (mm/rev)
€ g%‘
Ne AZ7 s )
NS oal 1
0.05 0.1 02 04

f (mm/rev)

Finishing
5
-~ 3
M £
- KHG St
. . “ 03 |
0.1
0.05 0.1 0.2 04
f (mm/rev)
g
3
B m O R i
AT :
0.3
NS 15 02
0.05 0.1 02 04
f (mm/rev)

e
(¢)]
o
ap (mm)
oo
©

B wm
NS TMV

AN
«alails

005 0.1 02 04

f (mm/rev)
2.7 5 ]
. M - 10 g 1 )
YL 0.3 2 05
NS e "os
. ol
- 0.05 0.1 0.2 04
— f (mm/rev)
Light cutting
5
_ e
B £ |
AM3 e
NS
oal 1|
0.05 0.1 0.2 04
f (mm/rev)
5 |
- 3
Bwm U ol
a 0.5
NS U1 To
0.1

"0.05 01 02 04
f (mm/rev)
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Positive Inserts - Chipbreaker Overview

Application Chipbreaker design ‘ Applicable range
S
UHG 1.1 N
a 0.5
—_— ~ ; R © 0.3
. . _ 01005 01 02 o4
f (mm/rev)
Light cutting
v Topside
Flank side
b I
: ]
NS ﬁc

.05 0.1 0.2 04
f (mm/rev)

Bwm S

Medium cutting
NS

-y

(@)
—
(6)]
o

S w o= WO

|
S

ap (mm)

"0.05 0.1 02 04
f (mm/rev)

—
—

B m
Bs SX

N Y S

, Pf’
k

.5

ap (mm)

o

B m
S FG

"0.05 0.1 02 04
f (mm/rev)

Internal
Finishing

B m
NS B1

"0.05 01 02 0.4
f (mm/rev)
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Positive Inserts - Chipbreaker Overview

Application ‘ Type ‘ Chipbreaker design ‘ Applicable range
5
1.0 £ f
. M I_nt_ern_al K 150 | 05—
. S Finishing ® o3 5
0.1 [
0.05 0.1 02 0.4 £
f (mm/rev)
3 | |
z 3
. M 0.9 E 1 \
Q05
. s AM5 6° ® 0.3 )
0'10.05 01 02 04
f (mm/rev)
5
' 1.3 g 3
F £ 1
. M F1 r 3° §0.5
. S ! 0.3
F05 0'10.05 01 02 04
f (mm/rev)
! 5
i z 3
1
. M Internal A %.o.s A
(N (s Medium cutting ! “o3(Q
1 |
005 0.1 02 0.4
f (mm/rev)
5
£ 3
Bw L
a 0.5
. s B2 © g?
005 01 02 04
f (mm/rev)
5 |
£ 3
B m €
o 0.5
- s B3 © g?

7005 01 02 04
f (mm/rev)
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Negative Inserts - Chipbreaker Overview

a>> Application Chipbreaker design ‘ Applicable range
.ﬁ
3 S
z £ 34{*_W
Finishing D1 2.5 gos J
150 0.3
0'10.05 01 02 04
f (mm/rev)
5
— 3
. M 4.0 E 1
005
. . U L 20° 03
0.1
0.05 0.1 0.2 0.4
f (mm/rev)
5
£ 3
B m €
H H o a 0.5
NS Light cutting TMV 15 % o
°'1c.05 0.1 0.2 04
f (mm/rev)
3 L
—~ 3
005
. . U2 : R ® 03
0.1
0.05 0.1 0.2 0.4
f (mm/rev)
5
o3 L
Bwm - [
. . 2 0.5 —
NS Medium cutting ZP ’\—/7 Co —
0'10.05 0.1 02 04
f (mm/rev)
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® : Continuous cutting

Insert posITIVE TYPE *: Hoavy Imtarropred cctting
CC Bl steel ¢ [ocjecjocioc RE 5
M Stainless | ¢ jocjec/@ec®C 7‘~_’7‘
Rhombic, 80° -Non_ O/)
with hole f5mos . LTS
. S Superalloy| ® [ 13 IC ﬁ/[
Positive 7° Hard -~
H material
-§ Coated Dimension (mm) %
E Chipbreaker Designation g g ﬁ 8 E
g EEELS
< <HONO NS RE | IC | S
JP CCGT060200FN-JP [ ) <0.05 | 6.35 | 2.38
01FN-JP o0 <01 | 6.35 | 2.38
@ 02FN-JP o0 <02 | 6.35 | 2.38
2 CCGTO09T300FN-JP [ N} <0.05 | 9.525 | 3.97
o g e 0OIFN-JP | @ ® <041 | 9525 | 3.97
£7 02FN-JP o0 <0.2 | 9.525 | 3.97
; % 01 CCGT060202F-01 o0 <0.2 | 6.35 | 2.38
gf’l 04F-01 o0 <0.4 | 6.35 | 2.38
& @ CCGT09T302F-01 oo <02 | 9525 | 3.7
04F-01 [ N J <0.4 | 9.525 | 3.97
o |01 CCGT060202-01 ® 0.2 | 6.35 | 2.38
5 09T302-01 ° 0.2 |9.525] 3.97
c __P'
S " 4
(2
2 g
o
JS CCGTO03X101F-JS (N ) <01 | 3.57 | 1.39
02F-JS L N ) <0.2 | 3.57 | 1.39
04F-JS o0 <0.4 | 3.57 | 1.39
CCGT04T101F-JS [ N J <0.1 | 4.37 | 1.79
R 02F-JS o0 <0.2 | 437 | 1.79
S B 04F-JS 0 <04 | 437 | 179
o
S |JS CCGTO060200FN-JS o0 0 <0.05 | 6.35 | 2.38
% 01FN-JS o000 <0.1 | 6.35 | 2.38
£ 02FN-JS XX <0.2 | 6.35 | 2.38
2 04FN-JS X <04 | 635 | 2.38
- 0 CCGTO09T300FN-JS o000 <0.05 | 9.525 | 3.97
01FN-JS o000 <0.1 | 9.525 | 3.97
r@g 02FN-JS o000 <0.2 | 9.525 | 3.97
04FN-JS o000 <0.4 | 9.525 | 3.97
JS CCGTO03X101-JS [ ] <0.1 | 3.57 | 1.39
02-JS [ ] <0.2 | 3.57 | 1.39
04-JS [ ] <0.4 | 3.57 | 1.39
CCGT04T101-JS [ ] <0.1 | 4.37 | 1.79
02-JS [ ) <0.2 | 437 | 1.79
o ) 04-JS [ ] <0.4 | 437 | 1.79
£
£ [Js CCGTO060201N-JS |@ 01 | 6.35 | 238
- 02N-JS |®@ 02 |6.35] 2.38
04N-JS ® 0.4 | 6.35|2.38
0 CCGTO09T301N-JS () 01 |9.525]| 3.97
02N-JS () 0.2 |9.525 | 3.97
B 04N-JS () 0.4 |9.525]| 3.97
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. @ : Line up

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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Insert posiTivE TYPE

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

CC

- Steel oCCi| € C3 € 0COC C oC oC oC [ ] ’&S
. M Stainless @€ ® O C 0C C eCcoC C oC [ ] 28N |
Rhombic, 80° I e o @)
with hole S fSeLI;l::rZIloy e C [ ] \|C, %UO\
Positive 7° Hard -~
H material
5 Coated Coated cermet| Cermet Uncoated | Dimension (mm)
% Chipbreaker Designation .i_l; ﬁ E % g § lé’ g § § o é g o
2 PRPRZZIZIFSHSS G 2 = RE|IC | S
PSF CCMT060202-PSF [ J [ J [ J 0.2 | 6.35 | 2.38
04-PSF o0 o0 o [ J [ J 0.4 | 6.35 | 2.38
0 CCMTO09T302-PSF () o 0.2 |9.525| 3.97
04-PSF [ N [ N J () [ [ ) 0.4 |9.525| 3.97
g12 = 08-PSF |@ @ ° ° ° 0.8 | 9.525 | 3.97
3
PF CCMT060202-PF [ [ [ 0.2 | 6.35 | 2.38
04-PF () () ® ® 0.4 | 6.35 | 2.38
> ° 08-PF ° ° 0.8 | 6.35 | 2.38
£ CCMTO09T302-PF ® ® 0.2 |9.525 | 3.97
E 0.2 04-PF () [ [ ) 0.4 |9.525| 3.97
- E 08-PF ° ° ° 0.8 | 9525 3.97
TSF CCMT060202-TSF o060 o000 ® 0.2 | 6.35 | 2.38
04-TSF e ee@® e e ) 0.4 | 6.35 | 2.38
08-TSF [ I M J ( M [ J 0.8 | 6.35 | 2.38
© CCMTO09T302-TSF o000 o0 o 0.2 |9.525 | 3.97
0.2 04-TSF o000 (N [ ) 0.4 |9.525| 3.97
L?? 08-TSF o000 [ N [ ) 0.8 |9.525 | 3.97
J10 CCGT060200FR-J10 [ N [ J [} 0.03 | 6.35 | 2.38
00FL-J10 e o ) 0.03 | 6.35 | 2.38
01FR-J10 [ N J [ J [ J [ ] 01 |6.35 | 238
. 01FL-J10 [ J [ J [ J 01 |6.35 | 2.38
S 02FR-J10 oo o ° ° 02 |6.35 | 2.38
o 02FL-J10 o0 o [ o 02 |6.35 | 238
S |« @8 - CCGT09T300FR-J10 oo o ° 0.03 | 9.525 | 3.97
< 00FL-J10 o o ° 0.03 | 9.525 | 3.97
% S 01FR-J10 oo o [ 0.1 |9.525 | 3.97
y= ® 01FL-J10 o o ° 01 | 9.525 | 3.97
= 02FR-J10 o0 o ° 0.2 | 9525 | 3.97
02FL-J10 [ N ) o [} 0.2 |9.525| 3.97
04FR-J10 [ J 0.4 |9.525| 3.97
*Corner radius (RE) with a sign of inequality (<) means minus tolerance. @ : Line up

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -




® : Continuous cutting

Insert posITIVE TYPE *: Hoavy Imtarropred cctting
CC Bl steel  leclecleciec/e | |oc oc olc RE g
. M Stainless @€ ocecoc o ol c 7'7’7}01
Rhombic, 80° i | : o)
with hole ferrous N R
. S Superalloy oc [} IC
Positive 7° Hard -
H material
5 Coated Coated cermet| Cermet Uncoated Dimension (mm) -
= [0]
E Chipbreaker Designation g v 8¢9 ug': ug., o o E
g FIFII B @ T X
< NDHNOOC |O z > RE | IC | S
wos CCGTO03X100FL-W08 @ @ 0.03 | 3.57 | 1.39
00FR-W08 ° 0.03 | 357 | 1.39
01FL-WO08 (@ @ 01 | 357 1.39
01FR-WO08 [ 0.1 | 3.57 | 1.39
02FL-W08 @ @ 0.2 | 3.57 | 1.39
’g 02FR-W08 (@ ® 0.2 | 3.57 | 1.39
3 _ 04FL-W08 (@ ® 04 | 357 | 1.39
g @ 04FR-WO08 (@ @ 04 | 357 | 1.39
3 CCGT04T100FL-W08 (@ @ 0.03 | 4.37 | 1.79
2 |0l 2 00FR-W08 ® 0.03 | 4.37 | 1.79
B ~ 01FL-W08 (@ @ 01 | 437|179
i 01FR-W08 | @ 01 | 437 | 1.79
02FL-W08 @ @ 0.2 | 437 | 1.79
02FR-W08 (@ ©® 0.2 | 437 | 1.79
04FL-W08 (@ © 0.4 | 4.37 | 1.79
04FR-W08 @ @ 0.4 | 437 | 179
wos CCGT03X100R-W08 () [ ) 0.03 | 3.57 | 1.39
00L-WO08 o o 0.03 | 3.57 | 1.39
01R-W08 ) ) 01 | 357 1.39
01L-W08 ) ) 01 | 357 1.39
02R-W08 ° ) 0.2 | 357|139
02L-W08 [ o 0.2 | 3.57 | 1.39
04R-WO08 [ ] (] 0.4 | 3.57 | 1.39
04L-W08 o o 0.4 | 3.57 | 1.39
CCGT04T100R-W08 [ o 0.03 | 4.37 | 1.79
NUER 00L-W08 ° ) 0.03 | 4.37 | 1.79
- ~ 01R-W08 (] () 01 | 437|179
£ 01L-W08 ° ° 01 | 437 | 179
2 02R-W08 ° ° 02 | 437 | 179
= 02L-W08 ° ° 02 | 437 | 179
04R-W08 [ o 0.4 | 437 | 1.79
04L-W08 [ ([} 0.4 | 437 | 1.79
W15 CCGT060200R-W15 o 0.03 | 6.35 | 2.38
00L-W15 ) ) 0.03 | 6.35 | 2.38
,,\ﬂ“'-q 02R-W15 ° ° 0.2 | 6.35 | 2.38
":“l'-": 02L-W15 (] { ] ([ J 0.2 | 6.35 | 2.38
01 04R-W15 ) ) ) 04 | 635|238
W 04L-W15 oo |0 ° o0 04 | 6.35 | 2.38

@ : Lineup

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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Insert posiTivE TYPE

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

CC

-Steel ecck € € | € @C C OC O eoCcCoC oC [ ] 'E}‘S"
Rhombic, 80° M Ezii_nless oC ® O | CeC | C |0C C oC O [ ] ET
with hole Efse;r:rsalloy e C o oC [ * |C’ ~
Positive 7° Hard -
H material
5 Coated ggﬁ}%{ Cermet |Uncoated Dimension (mm)
% Chipbreaker Designation E ﬁ 2 % g § g g ‘8_ oi.’, § ‘2_ § § g °
2 PPLEZTTEIZIISSs ok |2 = RE|IC | s
W20 CCGT09T302R-W20 ([ J [} 0.2 [9.525] 3.97
02L-W20 e () [ ) 0.2 [9525|3.97
2 ,{_\E‘“ % 04R-W20 ° 0.4 |9.525] 3.07
5| 04L-W20 oo o ° ° 0.4 | 9525 3.97
£ |pa0a : 08R-W20 ° 0.8 | 9525 | 3.97
N 08L-W20 [ J ([ J 0.8 [9.525| 3.97
PSS CCMT060204-PSS 0000000 () () 0.4 | 6.35|2.38
08-PSS 00000000 ([ [ ) 0.8 |6.35 | 2.38
CCMT09T304-PSS 00000000 [ J ([ J 0.4 |9.525| 3.97
@ 08-PSS 00000000 [ J ([ J 0.8 [9.525| 3.97
CCMT120404-PSS o000 o000 0.4 | 12.7 | 4.76
0.15 08-PSS o000 o000 0.8 | 127 | 476
’EL%Y—? 12-PSS | ®@o @ © o000 1.2 | 127 | 476
PS CCMT060202-PS 0000000O0CO0CGCO [ N ([ J 0.2 |6.35]2.38
04-PS 0000000000 o0 ([ J 04 |6.35| 2.38
.CED 08-PS 0000000000 [ N ) ([ J 0.8 | 6.35 | 2.38
% CCMT09T302-PS 0000000000 [ X J ([ J 0.2 |9.525| 3.97
= 04-PS 00000000 O0CO0 [ N ([ J 0.4 |9.525| 3.97
2 0 08-PS 000000000 oo |0 0.8 |9.525 | 3.97
rﬁyg CCMT120404-PS 0000000 04 | 12.7 | 4.76
= 08-PS 00000000 0.8 | 12.7 | 4.76
12-PS ( N N J [ N N J 1.2 | 12.7 | 4.76
™ CCMT060202-TM o000 [ N} () 0.2 | 6.35 | 2.38
L 04-TM o000 [ N} () 0.4 | 6.35|2.38
"-'ﬂ:‘, 08-TM ( I N J [ N J ([ J 0.8 | 6.35 | 2.38
H‘;ﬁb CCMTO09T302-TM ( N N J [ N J ([ J 0.2 [9.525| 3.97
5 04-TM [ I M J [ N ] ([ J 0.4 |9.525| 3.97
o 08-TM o000 o0 ° 0.8 | 9525 3.97

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -

@ : Line up




® : Continuous cutting
€ : Light interrupted cutting

| ﬂ S e rt POSITIVE TYPE *# : Heavy interrupted cutting

C C JBl steel  |oclex oc ° RE 5
M Stainless @€ ° T\_f}ﬂ‘
Rhombic, 80° g o ole OJ
with hole S fSel::;):rsalloy Y \TC, R
Positive 7° Hard -~
H material
5 Coated Cermet Uncoated Dimension (mm) -
E Chipbreaker Designation 0 0 § L é
= 8y 3 23
2 22 g =] RE|IC | S
AL CCGT060202-AL [ J 0.2 | 6.35 | 2.38
S 04-AL () 0.4 | 6.35 | 2.38
ot CCGT09T302-AL [ 0.2 |9.525 | 3.97
e _ ¥ 04-AL ° 0.4 | 9525 3.7
§§ ‘):'_M 08-AL ° 0.8 |9525] 397
Se 0.2 CCGT120402-AL ) 0.2 | 127 | 476
"g . 04-AL ° 04 | 127 | 476
L Lz 08-AL ) 0.8 | 127 | 4.76
SW CCMT060204-SW o0 ° 0.4 | 6.35| 238
08-SW (@ @ o 0.8 | 6.35 | 2.38
G CCMTO09T304-SW ( N o 0.4 |9.525| 3.97
08-SW [ N () 0.8 |9.525 | 3.97
0.2 i *Wiper
#.9
All-round CCGT060202 () 0.2 | 6.35 | 2.38
04 () 0.4 | 6.35 | 2.38
~#8  cceTo9T302 ° 02 | 9525 | 3.97
. 04 ° 0.4 | 9525 | 3.97
Vﬁ 08 [ J 0.8 |9.525| 3.97
(o)}
-§ Angular CCGT060200R () 0.03 | 6.35 | 2.38
3 02R ° 0.2 | 635238
N 02L ° 02 | 635|238
- 04L ° 04 | 635 2.38
ﬁ" CCGT09T302R ° 02 | 9525 3.97
02L ® 0.2 | 9525 | 3.97
\\&’ 04R ° 0.4 | 95025 3.97
04L o 0.4 |9.525| 3.97
23 CCMT060202-23 () 0.2 | 6.35 | 2.38
04-23 () () 0.4 | 6.35 | 2.38
08-23 ® 0.8 | 6.35 | 2.38
CCMT09T304-23 [ J o 0.4 |9.525| 3.97
\_,—K 08-23 ® o 0.8 |9.525 | 3.97
* Please see Tungaloy General Catalog vol.5 LO11 - L015 about the adjustment of @ : Lineup

the machining program for rounding or taper machining by using SW/FW.
Please contact our sales representatives if you have any question.

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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Insert posiTivE TYPE

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

CC

PBl steel  |oclex| ¢ ez = [coc € oc oc ﬁ@»
. o M Stainless l@c| |e® |oc % | c oc € ] |
Rhombic, 80° i 0O
O | withhole ferrous ) R
. o S Superalloy o oC IC
Positive 7 W Hard -~
material
5 Coated ggﬁnt%% Cermet |Uncoated Dimension (mm)
S 0 10 o o
© |Chipbreaker Designation www iR 8 Q @
s SNROeEOKREN o o
o OO O IIIII = (7]
< FFFLSILSILILO (4] z RE | IC | S
PM CCMT060204-PM 00000000 [ J o 0.4 | 6.35 | 2.38
08-PM 0000000 o o 0.8 | 6.35 | 2.38
CCMTO09T304-PM 0000000 [ J (] 0.4 |9.525| 3.97
08-PM 00000000 [ J ([ J 0.8 |9.525| 3.97
12-PM 00000 1.2 | 9525 | 3.97
o CCMT120408-PM o000 0.8 | 12.7 | 4.76
£ ﬁﬁlf 12-PM o000 1.2 | 127 | 476
3
§ 24 CCMT060202-24 ° ° 0.2 | 6.35 | 2.38
g 04-24 o0 ° ° 04 | 635238
08-24 o0 o ® 0.8 | 6.35 | 2.38
CCMTO09T302-24 [} o 0.2 |9.525| 3.97
04-24 [ ) ) 0.4 |9.525| 3.97
’F&I— 08-24 o0 o ° ° 0.8 |9.525 | 3.97
CCMT120408-24 o0 [ J [ ] 0.8 | 12.7 | 4.76

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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® : Continuous cutting

Insert posITIVE TYPE *: Hoavy Imtarropred cctting
CC - Stefal eclec| o RE s
Rhombic, 80° M ﬁiil-nless oc o ° ° 7‘Tf
with hole Efse;mus M e O o
. o peralloy () N~
Positive 7 H Had = | <IC, 4
5 Coated Dimension (mm) ©
= [0]
E Chipbreaker Designation . N E
Q < <
2 "B HE RE | IC | S
AZ7 CCGT060200AZ7 [ ) 0.03 | 6.35 | 2.38
01MAZ7 ° 0.08 | 6.35 | 2.38
02MAZ7 ° 018 | 6.35 | 2.38
\@- CCGT09T300AZ7 eee o 003 | 9.525 | 3.97
01MAZ7 o000 o 0.08 | 9.525 | 3.97
0.4 02MAZ7 eo0oo0 o 018 | 9.525 | 3.97
04MAZ7 o000 o 0.38 | 9.525 | 3.97
KHG CCET0602005RKHG [} 0.05 | 6.35 | 2.38
005LKHG ° 0.05 | 6.35 | 2.38
008RKHG ° 0.08 | 6.35 | 2.38
2 008LKHG [ ] 0.08 | 6.35 | 2.38
5 018RKHG ° 018 | 6.35 | 2.38
i 018LKHG ° 018 | 6.35 | 2.38
= 02RKHG ° 02 | 635 | 238
"‘wl"" 02LKHG ® 02 | 635 | 2.38
1.0 CCETO09T3005RKHG [ N J 0.05 | 9.525 | 3.97
&E° 005LKHG (] 0.05 | 9.525 | 3.97
008RKHG o0 0.08 | 9.525 | 3.97
008LKHG ® 0.08 | 9.525 | 3.97
018RKHG [ N J 0.18 | 9.525 | 3.97
018LKHG [ ) 0.18 |9.525 | 3.97
02RKHG [ N J 0.2 |9.525| 3.97
02LKHG ® 0.2 |9.525] 3.97
- F1 CCGTO060201FRF1 ([ ( N ] 01 | 6.35 | 2.38
5 02FRF1 e oo 0.2 | 6.35 | 2.38
gg - 04FRF1 e oo 04 | 6.35 | 2.38
2E| 18" CCGT09T302FRF1 e oo 02 |9.525/| 3.97
_E = 04FRF1 e oo 0.4 |9525| 397

@ : Lineup

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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Insert posiTivE TYPE

® : Continuous cutting
€ : Light interrupted cutting
*# : Heavy interrupted cutting

CC

Bl steel eclec| o RE g
. M Stainless ecec o ° ° 7‘7’7‘
Rhombic, 80° I e o o O,)
with hole s fsetrng):rsalloy oc |oc| o . AR
Positive 7° Hard JC, /
H material oc oC |
5 Coated Dimension (mm)
% Chipbreaker Designation T D¢ o
<
2 BLE58EET RE | IC | S
TMV CCGTO09T301MRTMV o0 [ ] 0.08 | 9.525 | 3.97
02MRTMV [ N ) [ J 0.18 | 9.525 | 3.97
o=y 04AMRTMV | @ @ ° 0.38 | 9.525 | 3.97
s
YL CCGT09T300YL [ ) [ ] 0.03 | 9.525 | 3.97
01MYL 000000 0.08 | 9.525 | 3.97
‘ﬁ*‘# 02MYL 00000 0.8 | 9.525 | 3.97
07 04MYL o000 0O0 0.38 | 9.525 | 3.97
0.3 140 08MYL o000 0 0.78 | 9.525 | 3.97
U U1 CCGT060200RU [ J [ J 0.03 | 6.35 | 2.38
01RU ) o 01 | 6.35 | 2.38
01LU () 01 | 6.35 | 2.38
02RU [ [ J 0.2 | 6.35 | 2.38
02LU ® 0.2 | 6.35 | 2.38
. CCGTO09T300RU1 [ J () [ J 0.03 | 9.525 | 3.97
Q_ﬁy 00LUA ° 0.03 | 9.525 | 3.97
01RU1 e o © 01 |9.525]| 3.97
2 w 01LUA ° 01 |9.525] 3.97
= 02RU1 e o o 02 |9.525] 3.97
o 02LUA ° 02 |9525| 397
2 04RU1 e o o 0.4 |9.525]| 3.97
04LU1 ® 0.4 |9.525| 3.97
AM3 CCGT060200FNAM3 [ { N J 0.03 | 6.35 | 2.38
01MFNAMS3 e o000 0.08 | 6.35 | 2.38
02FNAM3 o0 0.2 | 6.35 | 2.38
02MFNAM3 [ J 00 0.18 | 6.35 | 2.38
04FNAMS3 [ J 04 | 6.35 | 2.38
04MFNAMS3 e oo0o 0.38 | 6.35 | 2.38
. CCGTO09T300FNAM3 [ J o0 0.03 | 9.525 | 3.97
'i‘“,:% 01MFNAMS3 [ J 0000 0.08 | 9.525 | 3.97
02FNAM3 [ [ J 0.2 |9.525| 3.97
%rm _ 02MFNAM3| © e o0 e o ® 018 | 9.525 | 3.97
6 04FNAMS3 [ () 0.4 |9.525| 3.97
0O4MFNAM3| © © 00 0 ©® 0.38 | 9.525 | 3.97
CCMTO060202FNAM3 o 0.2 | 6.35 | 2.38
04FNAMS3 [ J 04 | 6.35 | 2.38
CCMTO09T302FNAM3 [ ] 0.2 |9.525| 3.97
04FNAMS3 () 0.4 |9.525| 3.97
08FNAMS3 () 0.8 |9.525 | 3.97

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -
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® : Continuous cutting

Insert posITIVE TYPE *: Hoavy Imtarropred cctting
CC Bl steel eclec| o RE 5
. M Stainless ecec o ° ° 7‘7’7‘
Rhombic, 80° Y e o o o O,)
with hole e /N 5 BTY
Positive 7° Sapecloy 86 je€ @ C_ 4
H material oc oc
5 Coated Uncoated Dimension (mm) <
- [0}
,S Chipbreaker Designation g
g orig22zg |3
< 8ehooorESN |¥ RE | IC | S
CL CCGT060201MCL o0 00O 0.08 | 6.35 | 2.38
02MCL o0 000 0.18 | 6.35 | 2.38
‘M@ CCGT09T300CL o o 0.03 |9.525 | 3.97
- 01MCL 00000 0.08 | 9.525 | 3.97
4.8 02MCL o000 00O 0.18 | 9.525 | 3.97
i7¢ 04MCL o000 0O0O 0.38 |9.525 | 3.97
S CCGTO060200RS ® o0 0.03 | 6.35 | 2.38
00LS [ ) 0.03 | 6.35 | 2.38
01MRS ) 0.08 | 6.35 | 2.38
01RS o0 01 | 6.35 | 2.38
o 01LS (N 01 | 6.35 | 2.38
£ 02MRS ) 018 | 6.35 | 2.38
= 02RS o0 02 | 635 | 238
2 02LS o0 02 | 6.35] 238
§ 04RS 04 | 6.35 | 2.38
‘.:-'#r CCGTO09T300RS e o000 0.03 | 9.525 | 3.97
1.0 ooLS [ J 0.03 | 9.525 | 3.97
%{) 01MRS o000 0.08 |9.525| 3.97
01RS () ( N ] 0.1 |9.525| 3.97
01LS (N 0.1 |9.525]| 3.97
02MRS 00 0.18 [9.525| 3.97
02RS [ ( N ] 0.2 |9.525| 3.97
02LS ) 0.2 |9.525| 3.97
04MRS o000 0.38 |9.525| 3.97
04RS () 0.4 |9.525| 3.97
VPH CCGWO060200FN o 0.03 | 6.35 | 2.38
O00H (1) [ 0.03 | 6.35 | 2.38
01FN () 0.1 | 6.35 | 2.38
01H (1 () 0.1 | 6.35 | 2.38
02H () [ 0.2 | 6.35 | 2.38
w CCGWO09T30V (1) () 0 |9.525| 397
3 .‘:n? O0OFN ° 0.03 | 9.525 | 3.97
8 OOH ) ° 0.03 | 9.525 | 3.97
5 01FN ° 01 | 9525 3.97
< \ 01H (1 [ 01 |9.525]| 3.97
01P (1) () 01 |9.525| 3.97
02H (1) () 0.2 |9.525| 3.97
02MP () 0.18 | 9.525 | 3.97
02P () () 0.2 |9.525| 3.97
@ : Line up

Reference pages: External toolholder — 3-29 -, Internal toolholder — 4-12 -

2-19



® : Continuous cutting
€ : Light interrupted cutting

| ﬂ S e rt POSITIVE TYPE *# : Heavy interrupted cutting

C P PBl steel  loclex{c| lex/x|e oc oc ° RE g
=

M Stainless @€ @ ceoc ¥ C

Rhombic, 80° " :
with hole -Pe‘l?lpous . Q =
. o S  Superalloy c O -
Positive 11 Hard

(]
=
=
@
o}
o

)
&

H material
5 Coated ggra,%%‘% Cermet |Uncoated Dimension (mm)
© . . . 0 o Q
O |Chipbreaker Designation 0 0 1 SN%9 G Q °
g SSVIZTEZ e 3 |z
< FFFI<I<ISI (O] -4 = RE | IC | S
PSF CPMT060202-PSF () 0.2 | 6.35 | 2.38
04-PSF [ N J () 0.4 | 6.35|2.38
CPMT080202-PSF o 0.2 | 7.94 | 2.38
& 04-PSF (@ @ ) 04 | 794 | 2.38
CPMT090302-PSF [ J [ J [ J 0.2 |9.525| 3.18
912y 04-PSF o0 (] ° ® 0.4 |9525| 3.18
’F@? CPMTO09T302-PSF () 0.2 | 9.525 | 3.97
04-PSF (N [ ) 0.4 |9.525| 3.97
PF CPMT090302-PF () o 0.2 |9.525| 3.18
: 04-PF ° [ 0.4 |9525| 3.18
TSF CPMTO060202-TSF o000 00 () 0.2 | 6.35 | 2.38
= 04-TSF o000 O [ ) 0.4 | 6.35 | 238
E @' 08-TSF o000 O () 0.8 | 6.35 | 2.38
i ., . CPMT09T302-TSF e @ @ @ @ ° 0.2 | 9525 | 3.97
S 04-TSF 0000 [ J 0.4 |9.525]| 3.97
N 08-TSF o000 0 [ 0.8 |9.525 | 3.97
w15 CPGT050202L-W15 () 0.2 | 556 | 2.35

04L-W15 [ J 0.4 | 556 | 2.35

o -y y: CPGTO080202R-W15 ® 0.2 | 7.94 | 2.38

02L-W15 ° ° 02 | 7.94 | 2.38

<01 1 04R-W15 ° 0.4 | 7.94 | 2.38

N 04L-W15 [ ] [ } 0.4 | 794 | 2.38

W20 CPGT090302R-W20 o [ ] 0.2 |9.525| 3.18

- 02L-W20 ° ° 0.2 | 952 | 318

‘\" 4 04R-W20 ° ° 04 |9525| 318

o 04L-W20 [ ] [} 0.4 |9.525| 3.18
—J8

PSS CPMT060204-PSS { N ] () () () 04 | 6.35 238

CPMT080204-PSS o000 o000 ([ ) o 0.4 | 794 | 2.38

2 08-PSS @00 0060 [ ° 0.8 | 7.94 | 2.38

E @ CPMTO090304-PSS @000 © 0 @ ° ° 04 | 9525 318

= 08-PSS [ N N J 00 o [ ] 0.8 |9.525| 3.18

2 *E:,%—r CPMTO09T304-PSS (@ @ ° 0.4 | 9525 3.97

= 08-PSS [ N [ 0.8 |9.525 | 3.97

@ : Lineup

Reference pages: Internal toolholder — 4-14
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® : Continuous cutting
€ : Light interrupted cutting

| ﬂ S e rt POSITIVE TYPE *# : Heavy interrupted cutting

C P - Steel  |oclex| e

3| c oCc/ C ocCocC oC [} RE
. M Stainless @€ e o clec ¥ c ec/ ¢ ° 7'Tf}§>‘
Rhombic, 80° Gy fo | . O) 5 O
with hole s fsel:m“su N -
Positive 11° by *l€ i ~C,
H material
5 Coated gg%t%ti Cermet |Uncoated Dimension (mm) <
= 0 1 10 10 ) s
% Chipbreaker Designation 2 ﬁ E § é g g § ‘3 ‘8_ § ; § § o E
2 PPREZTIEIZIIS 6k |2 = RE|IC | S
PS CPMT060202-PS 000000 [ J [ J o 0.2 | 6.35 | 2.38
04-PS 00000 ( 3 N J [ N ) o 0.4 | 6.35 | 2.38
08-PS o000 o0 () 0.8 | 6.35 | 2.38
CPMT080202-PS [ X N ) [ X J () [ N J o 0.2 | 7.94 | 2.38
04-PS o000 [ N J [ ) [ N ) () 0.4 | 794 | 2.38
08-PS [ N N | [ N [ J [ N o 0.8 | 7.94 | 2.38
¥ CPMT090304-PS [ N N J [ ) o [ N ) o 0.4 |9.525| 3.18
S 08-PS "X X oo o o0 o ® 0.8 |9.525| 3.18
CPMTO09T302-PS o000 00 [ () 0.2 |9.525 | 3.97
04-PS 00000 [ J [ ] 0.4 |9.525| 3.97
= 08-PS o000 00 (N [ ) 0.8 |9.525 | 3.97
£ [T™™ CPMT060202TM @0 ® o @ ° 0.2 | 635 2.38
e _ 04TM |@eee® eoe ° 04 | 635 | 2.38
2 . 08-TM o000 o0 ° 0.8 | 6.35 | 2.38
e CPMTO09T302-TM o000 o000 () 0.2 | 9.525 | 3.97
0.15 04-TM [ N N J ( 3 o 0.4 |9.525| 3.97
& 08TM @eee oo ° 0.8 |9525| 3.97
All-round CPMT120408 o0 [ ] 0.8 | 12.7 | 476
0.25
=
PM CPMT060204-PM [ J [ N ) [ J 0.4 | 6.35 | 2.38
08-PM o0 o0 o 0.8 |6.35 | 2.38
0 CPMT090304-PM o0 o0 [ J o 0.4 |9.525| 3.18
08-PM [ N [ N ) ([ o 0.8 |9.525| 3.18
= 0.15
[&]
E 24 CPMT080204-24 ° 0.4 | 7.94 | 2.38
3 08-24 ° 0.8 | 7.94 | 2.38
