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©J Insert Shape @) Relief Angle

Ll 2| O 7O | F. 57| F| L=

A B c D E H K L Py 5 g 5 =
A = | |

" OO RO SD T v WO FD/%“ GL)30 l\\l.l‘/o FTU/ﬂ

@) Tolerance Class

E Tolerance | A | F | C | H | E | G| J | K|L|M|N]|U
LN

‘,\ 2% d+ | 0025 0.013 0.025 0.013 0.025 0.025 [0.05~0.15/0.05~0.15[0.05~0.15|0.05~0.15|0.05~0.150.08~0.25
N Range
r.f_s.‘ of mz=| 0.005 0.005 0.013 0.013 0.025 0.025 0.005 0.013 0.025 | 0.08~0.2 | 0.08~0.2 [0.13~0.38
tolerance
st | 0025 0.025 0.025 0.025 0.025 [0.05~0.13| 0.025 0.025 0.025 [0.05~0.13 0.025 0.13

Insert Features

A C F G H J M N Q R T U w X
OO OO DR O Ao C |0 a| | o a0
117 (7 V7| 7

Special

1Y ary| ™

Edge Length (@) Thickness
[]

t i t

HNOIA Q=10 b P e

C D S T R v W

e — Symbol | 01 | T1 J 02 [ 03 [ T3 [ 04 [ 05 [ 06 | 07 | 09

03 04 03 06 03 R 02 3.97 S(mm) [1.59]1.98(2.38]3.18|3.97 |4.76 | 5.56 | 6.35 | 7.94 | 9.52
04 05 04 08 04 08 S3 | 476

05 06 05 09 05 09 03 | 556 @ Corner Radius

- - - - 06 - - 6.00

06 07 06 T 06 LT 04 | 635

08 09 07 13 07 13 05 | 7.04 A/r

- - - ; 08 - ; 8.00

% v % m s m o o5 Symbol | 01 | 02 | 04 [ 08 | 12 | 16 | 20 [ 24 | 28 | 32
- - . - 0 - - 1000 fmm) |01 ] 02 o0a]os]12]16]20[24]28]32
1 13 1 19 1 19 07 | 1.1

12 - - | 1200 Cutting Direction

12 15 12 22 12 22 08 | 12.70

14 17 14 24 14| 24 09 [ 14.29 R — N — L

16 19 15 27 15 27 10 | 15.875

- - - - 16 - - 16.00 O \@ ©)

17 21 17 30 17 30 1| 17.46

19 23 19 33 19 33 13 | 19.05

- - - - 20 - ~ | 20.00 :

22 27 22 38 22 38 15 | 22.225 Chip Breaker Geometry

25 25.00 — ,
25 31 25 44 25 44 17| 2540 Positive Type Negative Type
32 38 31 54 2; 54 21 2;;2 AG, XF. YF. FG, MG, MP FG, EE%%%?&ZME,
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Turning Insert Grades

Carbide Turning Insert Grades i5ifiz=7]H#1ETE

o

WINSTAIR
BT RMENE

Working Material i
G_;_racle Color Properties Application 1 Igﬁg Industry Area P::;:g:s
oo |PREE B T P RIN[S [ ExmpEE | Lo
® Finishing and semi-finishing dry machining
e Continuous cutting e Auto parts
® CVD (TICN-ALO,TiN)| ® Wear resistance grade for « Machinery
CC7015 j e Wear resistance| castiron is 1st recommended olole o CX2565
\ . w T CX2575
o TR o EARERAEMTA¥AEMT o AEFF
o BREAMT o BT
o BREEHNE —HRMEME
o Semi-finishing and medium dry machining
e CVD (TiCN-A,0,-TiN) | ® Light interrupted cutting e Auto parts
o Wear resistance| ® General purpose grade for « Machinery
CC7025 A o Impact resistance|  alloy steel is 1st recommended olele CX3565
‘ - e CX3575
o iR o BANEREENITMHINT o SEBMF
o EEM o EREESIINT o T
o BEAEMNE—HEZAME
e Medium and roughing dry machining « Energ
 CVD (TICN-ALO,TiN) | @ Interrupted cutting e Oil & C}_I‘as
o High impact resistance| ® Tough grade for stainless steel o Medical
CC7035 j e High toughness| is 1st recommended elelo _
ak ]
e BIERE | o BARSREMTAENT : fgﬁfi
o S o BREMEINT .@ﬁié
o BETNHMNE —HERIEME SR
. e Finishing cutting Aut Il part
* PVD (AlT'S'N) o Continuous cutting : Mlgghsirr::y gznz
° xvet?r resistance| o \yeqr resistance grade for metal working o Aircraft parts
CP6015 ¢ Anfireorrosion elOle| (@O CX1060
— o BRI o RENBH
el o BAEENT o BEE
: o EEATAEBINTHOMENE o MAFH
e Semi-finishing and medium
e PVD (AITiSIN) | e Light interrupted cutting e Auto small parts
o Wear resistance| ® General purpose grade for [ X!achlfr:eryrtpal‘ts
CP6025 o Anti-corrosion carbon steel and alloy steel ololel o ¢ Alrcrait parts CX2561
o TR o BN IARNT ARy
° ?ﬁﬁ%ﬁﬁ o L@ﬁﬁﬁ%lﬁﬁﬁﬁﬂﬂl ° F}ﬁx%{q:
o BEWHEKREERMANZAME
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Turning Insert Grades

Carbide Turning Insert Grades i5ifiz=7]H#1ETE

WINSTAIR

o

BT RMENE

Working Material i
G_}radee Color Properties Application 1 Igﬁg Industry Area P::;:g:s
oo |PREE i T P RIN[S [ EREmEE | 0
e PVD (AITIXN+ZrN)| e Semi-finishing and medium wet machining
o Wear resistance| e Light interrupted cutting e Auto small parts
e Anti-corrosion | ® General purpose grade for e Machinery parts
o Anti-sticky exotic materials. o Aircraft parts
CP4025 o|e|0| |@ N CX2545
o B o BRRER SRS TAMRNT o IR
reiaby 75 PR ST 4 o TN
LEPLE %ATﬁfﬂ&mmﬂ]%E’]/zﬁﬁM
o Finishing and medium cutting o Bike parts
) | e Continuous cutting e Auto small parts
: S\)gﬁ:‘g‘;’;:’:g o For aluminum alloy o Aluminum wheel
cctoto| | ‘ ° CX1010
— o ERAMEMIAA T o BfFE/NEH
o= o BREENT o RENEH
0 BEEEE o SRS EIHE
o Finishing and medium cutting o Bike parts
e Continuous cutting o Auto small parts
: \Lljvré(;cr)?;es?stance o For non-ferrous materials e Electronic parts
Ccu1000 - X ([ CX10
— o BEAREIMIFAAINT o BITE/NEH
o= o BAEFAMNT o RENBH
== =
o BEFHEE o BF M
. - BE A
CBN Turning Insert Grades 175 %{CHETIRMETE
Grade . .. Working Material
Tvpe Color Properties Application MITHE Industry Area
o [REe B I EXERRE
o For hardened steel is 1st recommended
. e Semi-finishing and rough cutting
o \TVVD (AlTI?IN) o Continuous to medium interrupted dry cutting :)I?/Ingh?rTa?S g::§
: Fr:cTL:r;ersegs?ar:]ii * Forhigh speed cutting o Aircraft parts
BN6020 e s ®
—— o BESEEMMINE—HE o HENEMH
o b o EAREEMIAENT o IS
o EREEEPEERZIUINT o RZMF
o EAREMNT
e For small parts cutting
e Semi-finishing and medium cutting :
° \L/JVncoateq X e Continuous to medium interrupted dry cutting :E:(tz E?nr;S” parts
: Fr:cet‘gr;erse:s?ar:liz © For general cutting * Electronic parts
BN20 - o

o MM
o BRI

o EH/NEHINT

o BARFHEMIMFAMNT

° }EFEL BEHEMEZINT
/Z%DDI

o BITENTH
o BB
« BT T
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Turning Insert Chip Breakers BT REBIENAE

Carbide Turning Insert Chip Breakers i5i=7] R EiBENE

Negative Insert

ap
(mm) RK
MP / ME
SP/SM
FP
fr
(mm/rev)
Finishing Semi-finishing Medium Roughing
FP SP SM MP ME
Ho.s —ﬂ—m 0.2 0.2
2515 150 |\—/I %I\—/I 200 him
RK
0.3
18°
Positive Insert
ap
(mm)
MP / MK
SP
FA/FB/FX/FY
fr
(mm/rev)
Finishing Semi-finishing Medium
FA FB FX FY SP
0.03 1.0 1.5 15
3& h S RQ | ag\‘—-( I |
20 F__l 20 F__l 15 15 M ; Og(gv\/-l
MP MK
0.1 4H£1
1800 “’F‘\/_‘

CBN Turning Insert Edge Specification CBN 715 715551%

SM MM RM
+¢£.1sw50.15 0.15< w < 0.20 0.255w < 0.30
a=25° a=25° i

Edge specification code

Code =

a=25°

w(width)=0.12  a(angle)=25°
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Turning : Turning Tools =}|71E WINSTAIR

Carbide Turning Inserts - Negative - CNL1[] BAKHET] R
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
O0|0(T|(T|T|C
SIRIEIEEEE d I | S| r | n
=INIWI=ININ|S
ajlajlajaajanja|o
u CNMG 120404-FP v v 12.712.9|4.76 | 0.4 |5.16
s p 120408-FP 7| 7| 12.7|12.9|4.76| 0.8 |5.16
« ’
" '
CNMG 120404-SM 7|V 7|V 12.712.9|4.76 | 0.4 |5.16
§ ‘ 120408-SM /v 7|V 12.712.9|4.76 | 0.8 |5.16
2
3,
w
E CNMG 120404-SP v v 12.712.9|4.76 | 0.4 |5.16
s g 120408-SP /v v 127129476 08 |516| 4 |- | - — s
i
Q" v
CNMA 120404 v 12.7 (129|476 | 0.4 |5.16|
u 120408 v 127|129 476 08 |5.16| &
c
33 CNMG 120404-MP Aolvl Ivlv 12.712.9|4.76 | 0.4 |5.16
u 120408-MP Aelvl Ivlv 12.712.9|4.76 | 0.8 |5.16
120412-MP slv 1271129476 | 1.2 |5.16
g CNMG 120408-RK /v 12.712.9|4.76 | 0.8 |5.16
‘% u 120412-RK v 12.712.9|4.76 | 1.2 |5.16
«Q
iR
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Turning : Turning Tools =}|71E WINSTAIR

Carbide Turning Inserts - Negative - DNLI[] BAKHET] R
Grade No : .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SEEEEEE d| I [S]|r|nh
= IN(W=|ININ|S
ajajajajaja|o
7 DNGX 110401-FP v 9525|116 [4.76 | 0.1 | 4.5
. ~v7
s /_ml 110402-FP v 9525|116 [4.76 | 0.2 | 4.5
5|4
s
g DNMG 150404-SP v v v 127|155 |4.76 | 04 [5.16| 1~ —s—
I i+
z ’ 150408-SP /v v 127|155 |4.76 | 0.8 |5.16 ‘v \r@f;
x 150608-SP Vv v 127155476 | 0.8 |5.16| V5
= DNMG 150404-MP v v 127|155 (476 | 0.4 |5.16
[0]
§ ﬂ 150408-MP v v 127|155 |4.76 | 0.8 |5.16
i 150608-MP v v 12.7[155|6.35| 0.8 |5.16
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WINSTAIR

Carbide Turning Inserts - Negative - SNLI[] BAKHET] R
Grade No. . .
Dimensions (mm)
CVvD | PVD
Inserts Designation ololololololo Drawing
O0|0(T|(T|T|C
SIEIEIEEEE d I | S| r|nh
=INIWI=ININ|S
alajajajajalo
SNMA 120408 v 12.7|12.7|4.76 | 0.8 | 5.16
u 120412 v 1271127476 | 1.2 [ 5.16
=
g
c
i SNMG 120408-MP |V 12.7|12.7|4.76| 0.8 |5.16( d F'a‘\ -1 S ‘T
n 120412-MP v 127127476 | 1.2 [5.16 @ r @?
YQQW
2 SNMG 120408-RK v 12.7|12.7|4.76 | 0.8 | 5.16
C
‘%. 120412-RK v 127127476 | 1.2 [ 5.16
«Q
1
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Turning : Turning Tools EH|TIE WINSTAR
Carbide Turning Inserts - Negative - TNLI[] BAKHET] R
Grade No . .
Dimensions (mm)
CVD PVD
Inserts Designation ololololololo Drawing
OO0V
SRR EEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
I TNMG 160404-FP Vv v 9.525(16.54.76 | 0.4 |3.81
s A 160408-FP Vv v 9.525|16.5 [ 4.76 | 0.8 |3.81
«
b
g TNMG 160404-SP Vv Vv 9.525|16.5 | 4.76 | 0.4 |3.81
z A 160408-SP Vv Vv 9.525|16.5 | 4.76 | 0.8 |3.81
e
TNMA 160404 v 9.525(16.54.76 | 0.4 |3.81
A 160408 v 9.525| 16.5 [ 4.76 | 0.8 |3.81
TNMG 160404R-ME Vv v 9.525|16.5 [ 4.76 | 0.4 |3.81
- A 160408R-ME Vv v 9.525|16.5 [4.76 | 0.8 |3.81
g
i TNMG 160404L-ME Vv v 9.525(16.54.76 | 0.4 |3.81
A 160408L-ME Vv v 9.525| 16.5 [4.76 | 0.8 |3.81
TNMG 160404-MP Vv Vv 9.525|16.5 [ 4.76 | 0.4 |3.81
A 160408-MP Vv Vv 9.525|16.5 [4.76 | 0.8 |3.81
160412-MP Vv v 9525 16.5 [4.76 | 1.2 |3.81
TNMG 160408-RK v 9.525| 16.5 [4.76 | 0.8 |3.81
- A 160412-RK v 9.525(16.5 | 4.76 | 1.2 |3.81
a TNMG 220408-RK v 12.7]22.0(4.76 | 0.8 |5.16
1 A
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Carbide Turning Inserts - Negative - VNLI[] BAKHET] R
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SRR EEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
m VNMG 160404-FP v v 9.525(16.6 | 4.76 | 0.4 | 3.81
% l 160408-FP v v 9.525(16.6 | 4.76 | 0.8 | 3.81
% g — 11— a\sz
L7 By
= VNMG 160404-MP Vv v 9.525( 16.6 |4.76 | 0.4 [3.81 | 5 P
[0)
§ l 160408-MP /v v 9.525|16.6 [4.76 | 0.8 |3.81
th
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Carbide Turning Inserts - Negative - WNLI[] BAKHET] R
Grade No . .
Dimensions (mm)
CVD PVD
Inserts Designation ololololololo Drawing
O0|0(T|(T|T|C
SIEIEIEEEE d I | S| r | n
=INIWI=ININ|S
ajlajlajaajanja|o
T WNMG 080404-FP /v v 12.7| 8.7 |4.76| 0.4 |5.16
3.
% A 080408-FP /v v 12.7| 8.7 |4.76| 0.8 |5.16
«Q
%
§ WNMG 080404-SP /v /v 12.7| 8.7 |4.76| 0.4 |5.16
§ A 080408-SP /v /v 12.7| 8.7 |4.76| 0.8 |5.16
e
WNMA 080408 v 12.7| 8.7 |4.76| 0.8 |5.16
A 080412 v 12.7| 87 |476| 1.2 | 5.16
=
g
C
i WNMG 080404-MP JAvlvl v v 12.7| 8.7 |4.76| 0.4 |5.16
A 080408-MP JAlvl v v 12.7| 8.7 |4.76| 0.8 |5.16
080412-MP sNvlv v 12.7| 8.7 |4.76| 1.2 | 5.16
z WNMG 080408-RK /v 12.7| 8.7 |4.76| 0.8 |5.16
C
‘% A 080412-RK /v 12.7| 8.7 |476| 1.2 |5.16
«
18
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WINSTAIR

Carbide Turning Inserts - Positive - CCL1[] [EASSIMET] R
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SRR EEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
CCGT 060202-FA 4 6.35( 6.4 (238 0.2 | 2.8
060204-FA v 6.35( 6.4 (238 04 | 2.8
09T304-FA v 9.525( 9.7 |3.97| 04 | 44
09T308-FA v 9.525( 9.7 |3.97| 0.8 | 44
T
2 120404-FA v 12.71129(4.76 | 0.4 | 5.5
=.
i CCGT 060202-FB v 6.35| 6.4 [2.38( 0.2 | 2.8
060204-FB v 6.35( 6.4 [2.38( 0.4 | 2.8
09T304-FB v 9.525( 9.7 |3.97| 04 | 44
09T308-FB v 9.525( 9.7 |3.97| 0.8 | 44
120404-FB v 127129 |4.76 | 0.4 | 5.5
CCMT 060204-MP v ar4 6.35( 6.4 [2.38( 04 | 28
a 09T304-MP v vV 9.525| 9.7 [3.97| 04 | 4.4
= 09T308-MP v vV 9.525| 9.7 [3.97| 0.8 | 4.4
[0]
% CCMT 060204-MK v vV 6.35| 6.4 (2.38( 0.4 | 2.8
i u 09T304-MK 4 V|V 9.525( 9.7 |3.97| 04 | 44
- > 09T308-MK v ar4 9.525( 9.7 |3.97| 0.8 | 44
120408-MK v ar4 12.7(129|4.76 | 0.8 | 5.5

D031
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WINSTAIR

Carbide Turning Inserts - Positive - DCLI[] [EASSIMET] R
Grade No . .
Dimensions (mm)
CVD PVD
Inserts Designation olololololo|o Drawing
SISISI2I2215] | a1 s | ]|n
ANEEIEIEIE
_ DCET 11T301R-FX v 9.525|11.6 [3.97| 0.1 | 4.4
;ﬂ 11T302R-FX v 9.525|11.6 [3.97| 0.2 | 4.4
. 11T304R-FX v 9.525|11.6 [3.97 | 0.4 | 4.4
_ | DCET 11T301L-FX v 9.525|11.6 [3.97| 0.1 | 4.4
,/ﬂ/ 11T302L-FX v 9.525|11.6 [3.97| 0.2 | 4.4
11T304L-FX v 9.525|11.6 [3.97| 0.4 | 4.4
| DCET 11T301R-FY v 9.525|11.6 [3.97| 0.1 | 4.4
y & 11T302R-FY v 9525|116 [3.97| 0.2 | 4.4
11T304R-FY v 9.525|11.6 [3.97| 0.4 | 4.4
- DCET 11T301L-FY v 9.525|11.6 [3.97| 0.1 | 4.4
% ‘ & 11T302L-FY v 9525|116 [3.97| 02 | 4.4
3 11T304L-FY v 9525|116 [3.97| 0.4 | 4.4
# DCGT 070202-FA v [635] 7.7 [238]| 02 | 28
070204-FA v| |635] 77 |238]| 04 | 2.8
11T302-FA v 953|116 (397| 02 | 4.4 d *‘S\T
11T304-FA /| 19525/ 11.6 [3.97| 0.4 | 4.4 ' \r Eg
11T308-FA /| 19525/ 11.63.97| 0.8 | 4.4 | Vss (ﬁ
DCGT 070202-FB v 6.35| 7.7 |2.38| 02 | 2.8
070204-FB v 6.35| 7.7 |2.38| 0.4 | 2.8
11T302-FB v 9525|116 [3.97| 0.2 | 4.4
11T304-FB v 9.525|11.6 [3.97| 0.4 | 4.4
11T308-FB v 9.525|11.6 [3.97| 0.8 | 4.4
DCEW 11T301 v 9.525|11.6 [3.97| 0.1 | 4.4
& 117302 v 9.525|11.6 [3.97| 0.2 | 4.4
‘ 117304 v 9.525|11.6 [3.97| 0.4 | 4.4
S DCMT 11T304-MP v v 9.525(11.6 [3.97| 0.4 | 44
§- ’ 11T308-MP v /v 9.525|11.6 [3.97| 0.8 | 4.4
th
DCMT 070204-MK v /v 6.35| 7.7 |2.38| 0.4 | 2.8
’ 11T304-MK A v 9.525(11.6 [3.97| 0.4 | 44
11T308-MK /v /v 9.525|11.6 [3.97| 0.8 | 4.4
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Carbide Turning Inserts - Positive - RC[1[]

WINSTAIR
IEASMETIR

Grade No. . .
Dimensions (mm)
CVD | PVD
Inserts Designation olololololo|o Drawing

OO0V

SEIEIEEEE d I S|{r|h

=INIWI=ININ|S

alajajajajalo
m RCMT 1204MO-FB v 12 - |4.76 - 4.2 —
3.
: ® S
3 == o
el - “ =7

D033
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Turning : Turning Tools EH|TIE WINSTAR
Carbide Turning Inserts - Positive - SCL1[] [EASSIMET] R
Grade No : .
Dimensions (mm)
CVvD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SEEEEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
SCGT 09T304-FA /| |9.525|9.525(3.97 | 0.4 | 4.4
09T308-FA /| |9.525/9.525(3.97 | 0.8 | 4.4
)
s
i SCGT 09T304-FB v 9.52519.525(3.97 04 | 4.4
L=
09T308-FB v 9.52519.525(3.97 0.8 | 4.4
g SCMT 09T304-SP v v 9.525|9.525(3.97 | 04 | 44 | sy—1—o s~
= N
o3 u 09T308-SP v v 9.525|9.525(3.97 | 0.8 | 4.4 Q) r( S
?ﬁ Joo° 7
SCMT 09T304-MP v v 9.525|9.525(3.97 | 0.4 | 4.4
u 09T308-MP v v 9.525|9.525(3.97 | 0.8 | 4.4
=
g
c
i SCMT 09T304-MK v v 9.52519.525(3.97 0.4 | 4.4
B 09T308-MK v v 9.52519.525(3.97 0.8 | 4.4
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Carbide Turning Inserts - Positive - TCL1] [EASSIMET] R
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SRR EEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
TCGT 090204-FA 4 556 9.6 [2.38( 04 | 25
110204-FA v 6.35(11.0(2.38( 04 | 2.8
16T304-FA v 9.525(16.513.97| 04 | 44
T
2 16T308-FA v 9.525(16.5|3.97| 0.8 | 4.4
=.
Tz TCGT 090204-FB v 556| 9.6 [2.38( 04 | 2.5
=]
110204-FB v 6.35|11.0(2.38( 0.4 | 2.8
16T304-FB v 9.525(16.513.97| 04 | 44
16T308-FB v 9.525(16.513.97| 0.8 | 44
g TCMT 110204-SP v v 6.35(11.0(2.38( 04 | 2.8
§ 16T308-SP v v 9.525(16.513.97| 0.8 | 44
e
E=]
TCMT 110204-MP v ax4 6.35|11.0(2.38( 04 | 2.8
= “""
g
c
33 TCMT 110204-MK 4 A 6.35(11.0(2.38( 0.4 | 2.8
@ 16T304-MK v ar4 9.525(16.513.97| 04 | 44
16T308-MK v ax4 9.525(16.513.97| 0.8 | 4.4

D035
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Carbide Turning Inserts - Positive - TPLI[] [EAiEET R/
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololololo Drawing
QIO|I0(TV(T|T|C
SEIEIEEEE d| 1 |S|r|h
= IN(W=|ININ|S
ajajajajaja|o
= TPMH 160304-MP v 9.525(16.5]13.18| 0.4 | 44
A
c
3
th
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WINSTAIR

Carbide Turning Inserts - Positive - VB [1[] [EASSIMET] R
Grade No . .
Dimensions (mm)
CVD PVD
Inserts Designation ololololo o Drawing
O|0|IO|TV|o c
alala|8|8| | d I S| r|n
= IN[W|[=IN (=]
alajaja|a o
VBET 110301R-FX v 6.35|11.1|3.18| 0.1 | 2.8
) 110302R-FX v 6.35|11.1|3.18| 0.2 | 2.8
110304R-FX v 6.35|11.1|3.18| 0.4 | 2.8
VBET 110301L-FX v 6.35|11.1|3.18| 0.1 | 2.8
P = 110302L-FX v 6.35|11.1|3.18| 0.2 | 2.8
I
2 110304L-FX v 6.35|11.1|3.18| 0.4 | 2.8
=
i VBET 110301R-FY v 6.35|11.1|3.18| 0.1 | 2.8
- 110302R-FY v 6.35|11.1|3.18| 0.2 | 2.8
110304R-FY v 6.35|11.1|3.18| 0.4 | 2.8 /1r
d Th
VBET 110301L-FY v 6.35|11.13.18 | 0.1 | 2.8 |L< E%?
P - / 110302L-FY v 6.35|11.1|3.18| 0.2 | 2.8
110304L-FY v 6.35|11.1|3.18| 0.4 | 2.8
VBEW 110301 v 6.35|11.1|3.18| 0.1 | 2.8
) 110302 v 6.35|11.1[3.18| 0.2 | 2.8
§ 110304 v 6.35|11.1|3.18| 0.4 | 2.8
g
?P VBMT 160404-MK vl v 9.525(16.6 |4.76 | 0.4 | 4.4
’ 160408-MK vl v 9.525(16.6 |4.76| 0.8 | 4.4
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Turning : Turning Tools EH|TIE WINSTAR
Carbide Turning Inserts - Positive - VC 1] [EASSIMET] R
Grade No . .
Dimensions (mm)
CVD | PVD
Inserts Designation ololololo o Drawing
SI31S121E| 18] || v |s]| |
a|S&|a|a |8
VCET 110301R-FX v 6.35|11.1 [3.18| 0.1 | 2.8
A 110302R-FX v 6.35|11.13.18| 0.2 | 2.8
110304R-FX v 6.35|11.13.18| 0.4 | 28
VCET 110301L-FX v 6.35|11.1|3.18| 0.1 | 28
P 110302L-FX v 6.35|11.1|3.18| 02 | 28
110304L-FX v 6.35|11.1|3.18| 0.4 | 28
VCET 110301R-FY v 6.35|11.1|3.18| 0.1 | 28
- 110302R-FY v 6.35|11.1|3.18| 02 | 28
110304R-FY v 6.35|11.1|3.18| 0.4 | 28
. | VeET 110301L-FY v 6.35|11.1|3.18| 0.1 | 2.8
% -~ 110302L-FY v 6.35|11.1 [3.18| 0.2 | 2.8
a 110304L-FY v 6.35|11.1 [3.18| 0.4 | 2.8
" VCGT 110302-FA v| [635]11.1|3.18| 02 | 28
110304-FA v| |635]11.1|3.18| 0.4 | 28 "
SO 160402-FA v| [952516.6|4.76| 0.2 | 4.4 f{ dJ Eg\;
160404-FA v| |9525|166|476| 0.4 | 4.4
160408-FA v| |9525|166|476| 0.8 | 4.4
VCGT 110302-FB v 6.35(11.1 [3.18| 0.2 | 2.8
110304-FB v 6.35(11.1 [3.18| 0.4 | 28
- 160402-FB v 9.525(16.6 |4.76 | 0.2 | 4.4
160404-FB v 9525 16.6 |4.76 | 0.4 | 4.4
160408-FB v 9.525|16.6 |4.76 | 0.8 | 4.4
£ VCGT 110301-SP v 6.35|11.1|3.18| 0.1 | 28
§ B 110302-SP v 6.35|11.1|3.18| 02 | 28
F 110304-SP v 6.35|11.1|3.18| 0.4 | 28
= VCEW 110301 v 6.35|11.1|3.18| 0.1 | 28
§ () 110302 v 6.35|11.1|3.18| 0.2 | 2.8
i 110304 v 6.35|11.1|3.18| 04 | 28
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Turning : Turning Tools EH|TIE WINSTAR
CBN Turning Inserts - Positive IEA CBNETIR
Grade No. : .
Dimensions (mm)
= PVD |Uncoated | No. of
Inserts Spg::a Designation w w Cutting Drawing
. Z Z
2 8 Bdges| ¢ | 1 | s | r |h
N
o
CCGW 060202C2-SM |/ v 2 |635|64|238| 02|28
09T302C2-SM | v 2 |9525 97 |397| 02 | 44
1225
09T304C2-SM |/ v 2 [9525 9.7 |397| 04 | 44
N 09T308C2-SM |/ v 2 |9525 9.7 |397| 08 | 44
CCGW 060202C2-MM |/ v 2 |635|64|238| 02|28
1725 09T308C2-MM |/ v 2 |9525 9.7 |397| 08 | 44
DCGW 070202C2-SM |/ v 2 |635(77 2380228
070204C2-SM |/ v 2 |635(77 2338|0428
1225
11T302C2-SM |/ v 2 [9525/11.6(3.97| 02 | 44
d ~—1— =S~
N A n
@ 11T304C2-SM |/ v 2 [9.525[11.6 [3.97 | 04 | 44 | r Q) n
——— V — 7)70
DCGW 11T308C2-MM |/ v 2 |9525011.6|3.97| 08 | 44 | 77
1725
TPGW 090202C3-SM |/ v 3 |556|96|238| 02|28
60°
090204C3-SM |/ v 3 |556|96 (23804 |28 A i
1225 . n
110304C3-SM |/ v 3 [635[11.0]3.18| 04 | 34 | AN " M
— T 11°f
110308C3-SM | v 3 |635(11.0(3.18| 08 | 34
VBGW 110304C2-SM |/ v 2 |635(11.1|3.18| 04 | 238
110308C2-SM |/ v 2 |635[11.1|3.18| 08 | 28
1225
160404C2-SM |/ v 2 [9525(166|476| 04 | 44
[~—1—— —s
= "
e 160408C2-SM |/ v 2 |9525(16.6|4.76 | 0.8 | 4.4 |7\ ] ﬁ%
) < 35° sf
VBGW 160408C2-MM |/ v 2 [9525/16.6|4.76| 0.8 | 4.4
1725
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Turning : Turning Tools EH|TIE WINSTAR
CBN Turning Inserts - Negative &M CBNETIR
Grade No. : .
Dimensions (mm)
= PVD |Uncoated | No. of
Inserts Spgs Designation w w Cutting Drawing
. Z Z
2 8 Bdges| ¢ | 1 | s | r |h
N
o
i CNGA 120404C2-SM |/ 2 |[127]129|476| 04 |5.16
; 1225 120408C2-SM |/ 2 |[127]129|476| 0.8 |5.16
120412C2-SM |/ 2 [127]129|476| 1.2 |5.16
DNGA 150404C2-SM |/ 2 |[127|155|476| 0.4 |5.16
1225 150408C2-SM |/ 2 |[12.7|155|476| 0.8 |5.16 g s -
y y i
o 150412C2-SM |/ 2 [127|155[476| 12 [5.16 o , n
o DNGA 150408C2-MM | 2 [127|155476| 0.8 |5.16 | Vs
1725
TNGA 160404C3-SM |/ 3 |9.525(16.5|4.76 | 0.4 |3.81
. 1225 160408C3-SM |/ 3 |9.525/16.5|4.76 | 0.8 |3.81
8 160412C3-SM |/ 3 |9525( 165|476 | 1.2 |3.81
ES "
TNGA 160408C3-MM | 3 |9.525/16.5|4.76 | 0.8 |3.81
1725
R— VNGA 160404C2-SM |/ 2 9525/ 16.6|4.76 | 0.4 |3.81
S | 1225
160408C2-SM |/ 2 9525 16.6|4.76 | 0.8 |3.81
P WNGA 080408C3-SM |/ 3 |[127] 87 |476| 0.8 |5.16
[\ | 1225
i
Q. 1725 |CNGA 120408C4-MM |/ 4 [127]129|476| 0.8 |5.16
= 2725 [CNGA 120408C4-RM |/ 4 [127]129|476| 0.8 |5.16
. | 1725 |DNGA 150408C4-MM |/ 4 |127|155|476| 0.8 |5.16
& A g
e 2725 |DNGA 150408C4-RM |/ 4 |127|155|476| 0.8 |5.16
Py 1725 | TNGA 160408C6-MM | 6 |[9.525/16.5|4.76 | 0.8 |3.81
L 2725 | TNGA 160408C6-RM |/ 6 |9.525(16.5|4.76 | 0.8 |3.81
VNGA 160408C4-SM |/ 4 |9525/16.6 |4.76| 0.8 |3.81
R
P = 1225
> 1725 |WNGA 080408C6-MM |/ 6 |[12.7] 87 |476| 0.8 |5.16
a ™,
] 2725 |WNGA 080408C6-RM |/ 6 |[12.7]87 |476| 12 |5.16

D040



WINSTAIR
BHIEE SR MERTH 2R

Turning : Turning Tools EH|TIE

Selection Guide & Recommended Cutting Conditions

(3 Steel iff
Work Material Cutting Process | Chipbreaker | Grade ap fr Ve
MIHME MIAHE B rE mE (mm) (mml/rev) (m/min)
Contg‘jgyusl(iigs)hing) FP, SP CP6025 | 05-1.0-1.5 | 0.1-02-03 | 390-330-260
Soft Steel / Low Carbon Steel - s
i / 1EERE General (Medium) 5 0. 02 950
(88400, C15) SR () MP CC7025 | 1.0-2.0-3.0 | 0.2-0.3-04 | 300-250-200
= HB180 Interrupted (Roughing)
ST (1) RK CC7035 | 1.5-3.0-4.5 | 0.3-0.4-0.5 | 210-180-140
Contipuors (Finsind)| - ¢p, sp CP6025 | 0.5-1.0-15 | 0.1-0.2:0.3 | 320-270-210
Carbon Steel / Alloy Steel - i
ki / & General (Medium) Y 02 Pres
(8450, SOM435) SR (9] MP CC7025 | 1.0-2.0-3.0 | 0.2-0.3-04 | 230-190-150
HB180 ~ 350 Interrupted (Roughing)
T () RK CC7035 | 1.5-3.0-45 | 0.3-04-05 | 170-140-110
Contgiggusl(iigs)hmg) FP, SP CP6025 | 0.5-1.0-15 | 0.1-0.2:0.3 | 260-220-170
Hard Steel / Alloy Steel s s
wE{bHE / & & General (Medium) ry ey 70
(SCMa40LY) SR () MP CC7015 | 1.0-2.0-3.0 | 0.2-0.3-04 | 200-170-130
HRC35 ~ 45 Interrupted (Roughing)
ST (1) RK CC7025 | 1.5-3.0-4.5 | 0.3-04-0.5 | 140-120-90
Stainless Steel il
Work Material Cutting Process | Chipbreaker | Grade ap fr Vc
MIME MIAEZ B ME (mm) (mml/rev) (m/min)
Continuous (Finishing)| rp g CP6025 | 0.5-1.0-1.5 [0.05-0.10-0.15| 260-220-170
Ferriti EEMI (F5)
erritic
FEEN: RS General (Medium) Y y y Pres
(SUS430) SR () SM, SP CC7025 | 1.0-2.0-3.0 |0.10-0.20-0.30| 210-180-140
< HB200 Interrupted (Roughing)
T () MP CC7035 | 1.5-3.0-4.5 |0.20-0.30-0.40| 210-180-140
Continuous (Finishing)| p Fg CP6025 | 0.5-1.0-1.5 |0.05-0.10-0.15| 180-150-120
. ” EEINT ()
Martensitic / Austenitic
B ERRS / EREE A5 General (Medium) 2 0- -0.20- -130-
(8US410/ SUS304) SR () SM, SP CC7025 | 1.0-2.0-3.0 [0.10-0.20-0.30| 150-130-100
= HB200 Interrupted (Roughing)
HET (1) MP CC7035 | 1.5-3.0-4.5 |0.20-0.30-0.40| 120-100-80
Continuous (Finishing) | pp £ CP6025 | 0.5-1.0-1.5 |0.05-0.10-0.15| 150-130-100
b BT ()
uplex
Lo e RNt General (Medium) 2 0- i N -100-
(SUS329) SR () SM, SP CC7015 | 1.0-2.0-3.0 |0.10-0.20-0.30| 120-100-80
= HB280 Interrupted (Roughing)
MR (8 MP CC7025 | 1.5-3.0-4.5 |0.20-0.30-0.40| 110-90-70
Continuous (Finishing)| rp g CP6025 | 0.5-1.0-1.5 |0.05-0.10-0.15| 140-120-90
o . AT ()
Precipitation Hardening
pingunt A ek General (Medium) Ty . . 00,
(SUS630) SR () MP CC7025 | 1.0-2.0-3.0 |0.10-0.20-0.30| 110-90-70
< HB450 Interrupted (Roughing)
ST (1) RK CC7035 | 1.5-3.0-4.5 |0.20-0.30-0.40 80-70-50
% ap & fr value : Min. - Suggestion - Max. Vc : Max. - Suggestion - Min.
TR - #78 - LR IR -7 - TR
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Turning : Turning Tools EH|TIE

Selection Guide & Recommended Cutting Conditions

WINSTAIR

BHIEE SR MERTH 2R

[3 castiron %

Work Material Cutting Process | Chipbreaker | Grade ap fr Ve
MIHME MIAHE B rE mE (mm) (mml/rev) (m/min)
Continuous (Finishing) | gp CC7015 | 0.5-2.0-2.0 |0.10-0.20-0.30| 400-300-200
EENT (%)
Gray Cast Iron
TR General (Medium) 0. y ’ 70
(66.25) SR () Flat, MP CC7015 | 0.5-2.0-4.0 |0.10-0.25-0.40| 360-270-180
= 350Mpa Interrupted (Roughing)
MR (. Flat, RK CC7025 | 0.5-2.0-6.0 |0.10-0.30-0.50| 300-230-150
Contipuors Finsnng)|- sp CC7015 | 0.5-2.0-2.0 [0.10-0.20-0.30| 360-270-180
Ductile Cast Iron e s
TRERERH General (Medium) oy . y e
(666.40.) SR (] Flat, MP CC7015 | 0.5-2.0-4.0 |0.10-0.25-0.40| 320-240-160
< 450Mpa Interrupted (Roughing)
WAL (5 Flat, RK CC7025 | 0.5-2.0-6.0 |0.10-0.30-0.50| 240-180-120
Contgiggusl(iigs)hmg) SP CC7015 | 0.5-2.0-2.0 |0.10-0.20-0.30| 320-240-160
High-strength Ductile Cast Iron s s
BIREIKEEE General (Medium) 0. ] : 10
(666.70) SR (%] Flat, MP CC7015 | 0.5-2.0-4.0 |0.10-0.25-0.40| 280-210-140
< 800Mpa Interrupted (Roughing)
iy Flat, RK CC7025 | 0.5-2.0-6.0 [0.10-0.30-0.50| 160-120-80
High Temperature Alloy =&2&%
Work Material Cutting Process | Chipbreaker | Grade ap fr Vc
MIHME MIHE B rE mE (mm) (mml/rev) (m/min)
Continuous (Finishing) | p £ CP6015 | 0.2-0.50-0.8 |0.10-0.15-0.20| 100-75-50
EENT (%)
Nickel Alloy / PH Stainless Steel | Continuous (Semi-finishing) } . . 3 s
BAS T A ST (] SM, SP CP6025 | 0.2-0.85-1.5 |0.10-0.15-0.20| 90-65-40
General (Medium) . . 3 . e
SRIL () MP CP6025 | 0.5-1.75-3.0 [0.15-0.20-0.25| 80-55-30
Continuous (Finishing)|  rp g CP6015 | 0.2-0.50-0.8 |0.10-0.15-0.20| 80-60-40
EENT (4)
Titanium Alloy Continuous (Semi-finishing) ] . . . e
il LT (4 SM, SP CP6025 | 0.2-0.85-1.5 |0.10-0.15-0.20|  70-50-30
General (Medium) . . . . e
SR () MP CP6025 | 0.5-1.75-3.0 |0.15-0.20-0.25| 70-50-30

% ap & fr value : Min. - Suggestion - Max.
TR - 7S - EIR

Vc : Max. - Suggestion - Min.
PR - #7E - TR
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Selection Guide & Recommended Cutting Conditions

WINSTAIR
BHIEE SR MERTH 2R

(2} Hardened Steel EEE

Work Material Cutting Process Chipbreaker| Grade ap fr Ve
MIt4E MIEH B 7ea (mm) (mm/rev) [ (m/min)
Finishing y ] g y AL
NI FB CP6015 | 0.03-0.25-0.5 | 0.02-0.05-0.1 40-60-80
Hardened Steel Semi-finishi d h cutti
B emi-finishing and rough cutling - BN6020 |0.05-0.30-0.50 | 0.03-0.20-0.40 | 180-120-50
FREMTARMNT
(HRC 45 ~ 65)
Semi-finishing and medium cutting A o0, PeTY 100
S TR T - BN20 |0.03-0.20-0.30|0.03-0.10-0.20( 180-100-30
% ap & fr value : Min. - Suggestion - Max. Vc : Max. - Suggestion - Min.
TR - 7 - EIR LR - #7E - TR
719  High
B
Eo
©
(9]
3
=2
)
(m/min)
CCT7035
CP6015
CP6025
Low
Continuous Cutting =& NT Light Interrupted kR 41T Interrupted Ef4EINT
Finishi pplicationjRang - e ~
Inishing o oughing
T TR e 8T

buuing
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