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"New Cuttmg edge TechnologY"
Better Quality, Longer Tool life

m Features

e Excellent surface finish on the workpiece

e |mproved adhesion and insert chipping resistance

e Stable and extended tool life in continuous and interrupted cutting operations
e Reduced cutting friction and minimized built-up edge on exotic materials

u Benefit of new cutting edge technology

Material: 0.2% Carbon Steel (HB145-160)
Insert: CNMG 120408 TT8115

Cutting Condition
V=100m/min
f=0.10mm/rev
d=3.0mm

Face Interrupted cut
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m Gold Rush grades for steel applications

e G 2
N 78115 Steel
eW :
N 18125 o

TT5100 - 2 o7

————— Cutting speed (m/min)

—> Feed (mm/rev)

m Gold Rush grades for stainless steels and high-temp alloy applications
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New Grades

m Features

* New grade dedicated to ductile cast iron machining
® Applied also for gray cast irons
e Excellent wear resistance and endurance

to chipping

m Application range
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Easy to select insert color in CVD insert by workpiece material

CVD,Coated

TT8115,TT8125,TT8135
TT5100,TT7100

o» G} TaeguTec 7



New Grades

The Best Solution for
Cast Iron Machining
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Taogae [u]@ =CAST rades
fofcastirenlmachining PN

High|Productivity,

Cermet and
PVD Coated

CT3000, PV3010
Improved Smizen i

TB670 KB90A, TB730

peed and
L'ongerTool[Llife]

T-CAST

Grades

CVD
Carbide Coated
TT7005, TT7015(TT7310)
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Insert Selection for Cast Iron Materials
m Grade Selection by Workpiece Material
+ Gray cast iron (HB180 - 220) - Ductile cast iron (HB200 - 240)
Workpiece condition Giades
? TB670 | KB90A [ TB730 [ AW120 [ AB30 [ AS500 [ SCi0 [ As10 [ PV3010 [ CT3000 [ TT7005 [ TT7015
Scale and severe interruption ° ° ° ° Y ° °o 0
Scale and light interruption . . ° ° o ° o LK) ° o LK) ° o
No scale, continuous cut ° ° ° ° ° o ° o ° ° ° o ° o ° o °
m Recommended Cutting Parameters
Grades
Materials TB670 | KB90A | TB730 | AW120 [ AB30 [ AS500 [ SCio [ As10 [ Pv3010 [ CT3000 [ TT7005 [ TT7015

Cutting speed (m/min), Feed rate (mm/rev)
800 - 1200 | 800 - 1200 | 400 - 1000 | 300 - 800 | 400 - 1000|300 - 1000 | 300 - 800 | 100-350 | 100 - 300 | 150 - 450 | 100 - 300
01-05 | 0.1-03 | 0.07-02|0.1-0.25| 02-06 | 02-0.6 | 02-06 |0.1-0.25|0.1-025| 0.1-0.7 | 0.1-0.7
200 - 500 250- 500 | 200 - 600 | 250 - 600 | 250 - 500 | 100 -300 | 100-250 | 120 -350 | 100 - 250
0.05-0.2 0.05-02 | 0.1-05 | 02-06 | 0.2-0.6 | 0.1-0.25 [ 0.1-0.25 | 0.1-0.5 | 0.1-0.5

u Chipbreaker and Grade Selection by Workpiece Material

+ Gray cast iron (HB180 - 220)

; - Chipbreaker/Grade
Wi lEzs Cmslil Eeplhcien Recommended cutting conditions (V,f)
40-60 RT/TT7005 RT/TT7015
Roughing ke 300, 0.4 240,0.4
(Scale & severe interruption) RT/TT7005 RT/TT7015
60- 270,04 220,04
10-25 - NMN/KB90A - NMN/KB90A - NGA/AS500 MT/TT7005 RT/TT7005
Medium o 760, 0.3 760, 0.3 540, 0.35 360, 0.35 320,04
(Scale & light interruption) A - NMN/KB90A - NGA/AS10 RT/TT7005
R 720, 0.35 540, 0.35 300, 0.4
Finishing (No scale & 10 - NMN/KB90A - NGA/JAW120 NGA/AB30 NGA/AS500 MT/TT7005
continuous cutting) : 800, 0.2 800, 0.2 700, 0.2 600, 0.25 400, 0.25
« Ductile cast iron (HB200 - 240)
. . Chipbreaker/Grade
R GREH b Gl Recommended cutting conditions (V,f)
RT/TT7015
40-6.0
Roughing 225,04
(Scale & severe interruption) RT/TT7015
60- 210,04
10-25 - NMA/TB670 - NGA/AB30 MT/TT7005 RT/TT7005
Medium S 500,0.2 470,0.2 305,0.3 270,0.35
(Scale & light interruption) A48 -NGA/AS10 MT/TT7015 RT/TT7015
o 440,03 260, 0.35 235,035
Finishing (No scale & 10 - NMA/TB670 - NGA/AB30 MT/TT7005 MT/PV3010 MT/CT3000
continuous cutting) . 550, 0.2 520, 0.2 320,02 320,02 290, 0.2

‘3 TaeguTec 9
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Grades

m Coated Carbide, Cermet and Carbide Grades

TT7005

Coating

Characteristics & Applications

+ For high speed machining of gray and ductile cast iron

CVD Coatod Tinmicn/AROs | [EEN-I8E | - Excellent wear resistant coated grade assures optimum performance
in high speed continous machining of cast iron
g
TT7015 nmonaRos | IRE-EE | For general machining of gray and ductile cast iron
CVD Coated « For continuous and interrupted machining of gray and ductile cast iron
TT7310 NI - . )
TINITICN/AI2O: - .
Vb iNTicN/AROs | BRI B | - For general machining of gray and ductile cast iron
. TT8115 TINTICN/ALOSTIN mfm « For high speed turning continuous cutting on steels
CVD Coated « Excellent wear resistance and heat-resistance
.TT9215 TiINTICN/ALOSTIN EH - B | - excellent insert wear resistance
CVD Coated M05 — M20 | - For high cutting speed & continuous cutting on stainless steels
- TT5080 ATINTIN Bﬂ*@ « For a wide range of turning of high-temp alloys
PVD Coated MO5 — M25 | - Very hard submicron substrate
TT8125 + For a wide range of turning on steels
)ovD Costed TiNmieNiAROTiN| [EE - I | - Very good combination of wear resistance and toughness
« For general use on steels
" TT5100 TINTICN/ALOSTIN mfm « For a wide range of turning of mild steel, low carbon steel and low carbon alloy steel
CVD Coated « Excellent chipping resistance and sticking resistance
m,m + Excellent combination of insert wear resistance & fracture resistance
} J/E%gesd TIN/TICN/AROS/TIN Mi5 —m3o | ° For general use on stainless steel
+ For continuous and interrupted cutting on stainless steel
TT9020 TicN 3-8 | - submicron substrate with PVD coating
PVD Coated M20 — M40 | - For stainless steel
. TT9080 ATINTIN M20 — /M40 | . Very hard submicron substrate with good fracture toughness
PVD Coated m*m + For turning small components
« Tough carbide substrate
';(/1[;801321 TINTICN/ALOSTIN| [ - | - For a wide range of medium to roughing applications at low cutting speed on steels
« For heavy turning
+ Very tough carbide substrate base - with a CVD coating
IJ\L?J otod TIN/TICN/ALOa/TiN 7m + This combination provides both excellent toughness and chipping resistance
oate « For heavy turning
- TT9235 TINTICN/ALOSTIN @*m « Excellent combination of insert wear resistance & toughness
CVD Coated M25 — M40 | - For low cutting speed & interrupted cutting
TT8020 m’m + For medium to low speed turning of stainless steel, exotic alloys and low carbon steel
PVD Coated TICN M30 —/M50 | - Toughest grade in turning grade
B8 - EZ1 | - For interrupted cut on stainless steel and exotic alloys
PV3010 3B | . For high surface finish turning of steel, stainless steel and cast iron
PVD Coated TN M05 — M20 | - Excellent wear resistance and low coefficient of friction
Cermet I3 -EA | - Long tool life
%Iggg? M10 — m20 | ° Excellent surface finish turning on steel, stainless steel and cast iron
Cermet -3 + Excellent wear resistance and low coefficient of friction
K10 M’m « General turning of cast iron, exotic alloy and non-ferrous materials including aluminum
. IIE *m and copper alloy
Carbide m m

« Excellent wear resistant grade

10
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Recommended Cutting Speeds: V=m/min
WECIE

Low Carbon Steel oW Cg:zgln Alloy Carbon Steel Alloy Steel Stainless Steel | High Temp. Alloy Cast Iron Aluminum Alloy
150 - 450
120 - 420
120 - 420
440-800 330-660 170-440 110-380
170-250 40-80
150-250 30-100
250-600 150-500 100-350 80-300
150-500 70-350 70-250 70-220
130-220 30-70
50-150
50-160 20-40
100-400 70-320 70-250 70-220
60-350 60-300 70-200 70-180
110-170 30-60
70-300 70-250 70-150 70-130 50-150 20-30
300-800 150-600 150-400 100-350 200-300 100-300
250-700 150-550 150-350 100-320 200-270 100-350
20-50 80-180 60-1500

a TaeguTec 11
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m CBN, PCD and Ceramic Grades

Grades

Composition

Characteristics & Applications

KP300 PCD + Binder | For general uset on'alumlnum aIIoY
PCD + Excellent combination of wear resistance and toughness
TB610 CBN +Binder | Exce'llent wear r'e3|stanlt gradelwnh low CBN content
CBN « Continuous cutting at high cutting speeds on hardened steels
TB650 CBN + Binder | * High wear relS|stanF gralde with moderéte fractl.Jre tloughness
CBN + Can be applied to light interrupted cutting applications
@ « Excellent combination of wear resistance and toughness
T%gN70 CBN + Binder | - For general use on hardened steel
« For continuous and interrupted cutting
@ + Excellent toughness with high CBN content
T%‘Z’\?O CBN + Binder | « For high speed machining of cast iron
+ Can be applied to interrupted cutting on hardened steel and other materials
« Solid CBN with excellent impact resistance
K%BQr\?A CBN +Binder | - For high speed machining of cast ron
+ Can be applied to rough to medium machining of hardened steel
@ + Excellent wear resistant grade with chemical stability and temperature resistance
égg:'ﬁg Al203 + ZrO2 | + For high speed continuous turning of cast iron
« For finishing applications on hard materials
AB2010 (Al203 +TICN) | * Excellent wear resistance and tool life
+TiN PVD « Very good combination with improved wear and fracture resistance
COATED CERAMIC Coating 2 ) ;
« Finishing operations on hardened steels and hardened cast irons
+ High wear resistant grade with excellent cutting edge stability
CQIEA%/IIOC Al203 +TiCN | « For high speed continuous turning of hardened steel and other hard materials
« For finishing applications on cast iron.
« Mixed ceramic with good toughness and wear resistance
CQF?A?VI?C Al203 +TiC « For general use on hardened steel, cast iron and hard materials
+ Can be applied to interrupted cutting conditions
@ + SiC whisker reinforced ceramic grade
ngﬂ'ag Whisker + General turning and milling
+ For Ni-base superalloy, inconel, waspaloy and rene
@ « For roughing to finishing cast iron applications
é?f&g SIAION « For higher cutting speeds compared to AS10
+ Wet and dry cutting
sc10 + Wear resistant grade with excellent toughness and thermal shock resistance
COATED CERAMIC AS10+CVD | - For high speed t%Jrnmg of cast iron
+ Wet and dry cutting
« High wear resistant grade with excellent toughness and thermal shock resistance
CQF%JVI?C SiaN4 « For general use on cast iron
« Wet and dry cutting
« Very tough SiaN4 ceramic grade with high cutting edge stability
Clés&?\/l?c SiaN4 « For roughing to finishing applications with high temperature nickel based alloys

+ Wet and dry cutting

12 ﬁ‘, TaeguTec
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Recommended Cutting Conditions: V=m/min

Materials
Grey cast iron Ductile castiron | Chilled cast iron . Hardened steel A Ni-Based
(HB180-220) | (HB200-240) | _(HB400-700) HSS.Roll | Sinteredmetal | "\pcages) | AUMMUMAIY | super alioy
600-3000
0.05-0.3
100-250
0.05-0.2
80-150 50-100 100-300 80-200
0.1-0.2 0.2-0.6 0.05-0.2 0.05-0.2
80-150 30-80 100-300 80-180
0.1-0.25 0.2-0.6 0.1-0.3 0.1-0.3
500-1000 300-800 80-150 80-250 60-150
0.1-0.3 0.1-0.3 0.1-0.3 0.1-0.25 0.1-0.3
500-1000 300-700 80-150
0.1-0.3 0.1-0.3 0.1-0.3
400-1000 300-600
0.1-0.5 0.1-0.2
50-200 80-300
0.05-0.2 0.05-0.2
300-800 50-200 50-100 50-250
0.1-0.3 0.05-0.2 0.2-0.5 0.05-0.2
300-800 250-500 50-150 50-80 50-200
0.1-0.5 0.1-0.3 0.05-0.2 0.2-0.5 0.1-0.25
50-100 150-400
0.2-0.7 0.1-0.3
400-1000 200-600 20-60
0.2-0.6 0.1-0.5 0.2-0.7
300-1000 250-600
0.2-0.8 0.2-0.6
400-800 200-500
0.2-0.8 0.2-0.6
100-300
0.1-0.3

a TaeguTec 13
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Chipbreakers

Chipbreakers
Negative Inserts

For Finishing Applications

« Material: SAE1045 (HB180)

Depth of Cut (mm
P {mim) « Cutting Speed: Vc=200m/min

A

2.0

0.7

'
H
0.07 0.2
Feed (mm/rev)

For Roughing Applications

« Material: SAE1045 (HB180)

Depth of Cut (mm
P {(mm) « Cutting Speed: Vc=200m/min

14A0‘

12.0

10.0
8.0
6.0

40 |-----

2.0

0.2 0.4 0.6 0.8 . 1.2

Feed (mm/rev)

14 e TaeguTec

For Medium Applications

Depth of Cut (mm) + Material: SAE1045 (HB180)V
« Cutting Speed: Vc=200m/min
4

5.0

4.0
3.5

2.0

0.7
0.5

0.35
Feed (mm/rev)

For Heavy Machining

Depth of Cut (mm) « Material: SAE1045 (HB180)
« Cutting Speed: Vc=200m/min

A

20.0

18.0

12.0

10.0

8.0

6.0

4.0

2.0

02 04 06 08 100 1.2 1.4 1

Feed (mm/rev)



Chipbreakers

' Negative Inserts

Depth of Cut (mm)

Depth of Cut (mm)

- - - - - L .

1.0

60 f---t--m-b-mn

Feed (mm/rev)

Feed (mm/rev)

= Positive Inserts

Depth of Cut (mm)

Depth of Cut (mm)

0.075 0.1

0.03 0.05

025 03

0.2

0.125 0.15
Feed (mm/rev)

0.1

0.03 005 0.06

Feed (mm/rev)

Member IMC Group
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Chipbreakers

" Positive Inserts

Depth of Cut (mm)

Depth of Cut (mm)

i e e iy T ot

BT _ _ .

PSRN ————

A

2
0

X SR e e e ]

25 ==~

0.2

0.125 0.15

0.1

0.03 005 0.06

Feed (mm/rev)

Feed (mm/rev)

‘WS’ and ‘WT’ Wiper Inserts for High Feed Turning

" Positive Inserts

" Negative Inserts

Depth of Cut (mm)

Depth of Cut (mm)

A

A

Feed (mm/rev)

Feed (mm/rev)

Member IMC Group
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Chipbreakers

Negative Inserts

Chipbreaker Name and Geometry

Applications and Features

CNMG 1204 4 ,\//‘
&

« For super finish applications

L « Steel, stainless steel and heat resistant alloy machining
& E1| « Excellent chip control
CONMG 1204
ﬁ\/ + For finishing applications
+ Exotic materials
f.;» 1| « Excellent chip control at low feeds and depths of cut
WNMG 0804 £ A
@H B, For finish and semi finish applications
% « Steel, stainless steel and cast iron machining
& 1| « Low cutting forces
ONMG 1204 & A
i B « For finishing applications
Kjf—ui « Stainless steel and heat resistant alloy machining
{0 |'\/_ Bl - Low cutting forces
CNMG 1204,
N + Ideal for finishing applications
/ + Low carbon steel & low carbon alloy steel
2 TN 1| - Effective chip breaking in both turning and facing operations
e CNMG 1204 {Ojl—‘"in,—\_/ « For medium applications
T + Steel and cast iron machining
MC s [ 02
for ’—\/_ « Strong rake geometry
« Excellent chip control on medium turning applications
. CNMG 1204 g[&/— + For medium to semi-finishing applications
@ + Steel & Automotive component
PC L 022 "
” \<5|—\/—\ « Positive geometry
« Excellent chip control on medium applications
DNNG 1604 G « For slender workpiece applications
vE Y *  Vibration free
z % + Steel and stainless steel machining
> « High positive rake geometry to minimize cutting forces
CNMG104 + For medium light applications
2 ’\/ + Stainless steel, steel and aluminum
\%F_/ . Ver;l/ high positive rake geometry to minimize built-up-edge and
cutting forces
CONMG 1204 . e
e + For medium applications
/ « Stainless steel machining
‘\%"‘” 1|+ Sharp land design for low cutting force
CNMG 1204 ﬁ;/_ + For medium machining applications
- 025 « Steel and stainless steel
f - « High positive rake geometry to optimize machining and provide
) stable machining conditions
: WNMG 0804 A
‘ft ‘%‘ B, For medium rough applications
MT + Steel, cast iron and stainless steel
5 %’—\/ . Tough rake angle for general use

e TaeguTec
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Chipbreakers

Chipbreakers

Chipbreaker Name and Geometry

Applications and Features

A CNMG 1204 (o2 + For medium rough applications
0 . ..
e (i o  Steel and cast iron machining
il « Strong rake geometry
+ Suitable for manual lathes
i CNMG 1204 o
- ‘“ %A’k + For roughing applications on exotic materials
ET JCEY + Low cutting force
%1\ | - wide chip control range when roughing
CNMG 1906 (22
o + For roughing applications
RT e + Steel and cast iron machining
T [ | - Very strong rake geometry
@ Pl ONMX 1607 /_ [ | - For semi heavy roughing applications
. . =
e - = + Steel and alloy steel machining
o ,¥ + Double sided semi-heavy turn insert
« Stable contact surface with special seat
0.22
CNMM 1906 T
% « For high feed roughing applications
RH(N) 22 + Steel, cast iron and stainless steel machining
o r\z— . Very strong rake geometry
< CNMM 1906 . i i icati
R \%{\ PN | - For semi heavy roughing apphs:ahons -
RX « Steel, stainless steel and cast iron machining
tor l\— + Strong cutting edge with flat land
+ Low cutting force
s CNVIM 1906 102
s o N + For roughing applications
RH 021 - Steel, stainless steel and cast iron machining
@—\/ [ | - Very strong rake geometry
£ SNMM 1906 oz + For heavy roughing applications
HT 1 % + Low cutting force for low horse power machines
o /' . + Excellent chip control due to changeable land and a flexible chip
breaker
CNMD 2509 . T2 + For heavy roughing applications
@HD EZJL\ « For all kinds of shafts, connecting-rods and ship building
/ *MR components
izoe + Flexible chip breaker offers excellent chip evacuation
. CNMM 2509 J 0.3 . .
@ - — « For heavy roughing applications
Y 03 « For large depth of cut and high feed
ﬁ\ﬁr; 5] Strong cutting edge credit to a wide land and large land angle
- CNMM 2509 ‘ *Fi | - For heavy roughing applications
@Z X3 " + For large depth of cut and high feed
0.3:
' + Extremely strong cutting edge credit to a wide land and large land angle
> + Suitable for high cutting conditions
et CONMIG 1204 -
\ﬂt"e (?Ff « For super finish applications
WS 009 « Steel, cast iron and stainless steel machining
<?F/ [E| - Excellent chip control and low cutting forces
¢ CNMG 1204 R
\ﬂ\?e a %(\/' + For medium to rough machining applications
WT i - -2 + Steel, cast iron and stainless steel machining
(?Ff [ | - Stable cutting and low cutting forces at high feed rates
18 l,.‘. TaeguTec
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HNMG Type Inserts

T-TdiciN

Chipbreaker Name and Geometry
o025

Applications and Features

o e H’Eﬁ n « For medium applications
GU 025 « For general turning of steels and cast irons
% [&1| - strong rake geometry
HNMG 135“ﬁ\_ﬁ « For exotic materials
su - Stainless steels, super alloys, low carbon steels, low carbon alloy
‘“’%Fﬁ steel machining
« Sharp geometry to minimize built-up edge

KNUX Type Inserts

Chipbreaker Name and Geometry

Applications and Features

KNUX 1604 1.19 + For medium light to medium applications
11 ; Q’{/ « Steel and stainless steel machining
\”- « Positive rake geometry to minimize cutting forces
+ Excellent chip control
KNUX 1604 0a + For medium to medium rough applications
12 E ng_r;/— « Steel and stainless steel
« Strong rake geomerty

« Wide chip control range

Positive Inserts-Pressed

Chipbreaker Name and Geometry

Applications and Features

]
oS i « For super finish applications
FA + Very tight chipbreaker
{? [E| « Excellent chip control
CCMT 0973 é « For finish to medium light applications
FG - « Steel and stainless steel machining
%r/ﬁ + Low cutting forces
+ Excellent chip control
CCMT 09T3 : -
@ {?N + For medium applications
PC + Suitable for a wide variety of materials
{e V\ [E| - Low cutting force
CCMT 0973 o1z [A] ) I -
i + For medium to medium rough applications
MT ﬁrf - Steel, stainless steel and cast iron machining
+ Negative rake geometry for general use
TPMR 1103 _ _ -
+ For medium to medium rough applications
PMR- @K—/f « Steel, stainless steel and cast iron
+ Positive rake geometry
RCMX 3209 g6 ) . .
@ | + For heavy and interrupted machining applications
RA ﬁ}ﬁ - Steel, stainless steel and cast iron machining
+ Optimized chip groove geometry
oo ) ‘ﬂ + For high feed roughing applications
CMX- ﬁ\/ + Steel, stainless steel and cast iron machining
+ Strong rake geometry

e TaeguTec 19
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Chipbreakers

0’ COMT 093 —
\ﬂ‘? ﬁr’r « For medium to rough machining applications
WT 012 + Steel, cast iron and stainless steel machining
(ﬂ“ [Z1| - stable cutting and low cutting forces at high feed rates
Positive Inserts-Ground
Chipbreaker Name and Geometry Applications and Features
CCGT 0301 Al . . e
“ =~ « For finish to medium applications
[FF * V + For small component machining
+ Excellent surface finish
PE—— CCET 0602
GF n 12%\\/ . ;or sluper filnish appllicat;on: | )
— - + Steel, stainless steel and alloy steel machinin
= Y 9
P CCET 0602 . e
“ " | — « For super finish applications
GW S \\—/ + Wiper geometry for good surface finish
T + Steel, stainless steel and alloy steel machining
CCGT 1204
A « For finish to medium applications
FL ‘\%T—_ + Aluminum machining
« Very high positive rake geomerty to minimize built-up-edge
CCGT 093 L
4 h/ B + For finish to medium applications
SA £ « Steel , stainless steel, super alloy machining
e ‘\/ 1| - Low cutting force

Member IMC Group.
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Insert Geometry by Workpiece Shape

T'T"R a
Workpiece Sh Chipbreaker Recommendation
OTRD Ece S Ianes In Medium to Rough Machining

Cutting Edge Strength Strong

<—— Sharp

FA-EA-FG-SF-FC-PC-VF-ML-EM-MP-MT-MC-MG-ET-RT

-y
=y
@
£
S
D
S
=
@
@»
=

Workpiece Shape

-y

_.,?.- Lo T |
s g

o LE
¥

e
&
7
¥ @

Severe Interrupted Cutting
Strong Geometry Required

a TaeguTec 21



Insert Failure Trouble Shooting

Cause

« Excessive cutting speed or feed rate (alloy steel and over 0.3% carbon steel)

Crater Wear] - + Workpiece material contains high hardness chemical elements

(tool steel, die steel)
Deformation

« Excessive cutting speed (alloy steel and over 0.3% carbon steel)

+ Workpiece material contains high hardness chemical elements (tool steel, die steel)
+ Increase cutting speed if abnormal flank wear is caused by a very slow cutting speed

+ Excessive cutting speed or feed rate

D
=
S
o
'—

Shooting

« Excessive feed rate
* Interrupted cutting

Chipping

+ Machining scale part

+ From machining work hardened materials

« Slow cutting speed

- Sticky materials

Mechanical « Excessive feed rates when interrupted cutting
Fracture

Thermal 5 y - Repeated thermal shock (interrupted cutting)
Cracking E; '

22 ‘3 TaeguTec
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+ Reduce cutting speed or feed rate or use more wear resistant grade

+ Use coolant
+ Use more positive rake geometry

+ Reduce cutting speed or feed rate or use more wear resistant grade

+ Use coolant

+ Reduce cutting speed or feed rate or use more wear resistant grade

+ Use coolant
+ Use more positive rake geometry

+ Reduce cutting speed or feed rate or use more wear resistant grade

+ Use coolant

+ Reduce cutting speed or feed rate or use more wear resistant grade

+ Use coolant
+ Use stronger insert geometry

+ Reduce feed rate

+ Use tougher grade

+ Use stronger insert geometry

+ Remove coolant completely or apply coolant correctly

+ Use tougher grade

+ Use stronger insert geometry

* Increase lead angle

+ Use tougher grade

+ Use more positive rake geometry
* Increase lead angle

* Increase cutting speed
+ Use more positive rake geometry

+ Use more positive rake geometry
+ Use tougher grade

+ Use tougher grade

+ Use stronger insert geometry

* Reduce feed rate

+ Remove coolant completely or apply coolant correctly
+ Increase cutting speed

+ Use tougher grade

+ Use stronger insert geometry

+ Reduce feed rate

+ Remove coolant completely or apply coolant correctly

Change Grade
e Harder
PV3010 > CT3000
TT7005>TT7310>TT7015>TT8115>TT9215>TT5080 > TT8125 > TT5100
>TT9225 > TT9080> TT9020 > TT8135> TT7100 > TT9235 > TT8020
Change Chipbreaker
Less B.U.E*
B Less Heat
SF
FA FG ML EM MP ET PC MT WT MC MG- RT RH HD
FC VF HB RX HT
Ws HY
EA HZ
Chip Control
Tight Open
T — ——te
FC HD
SF HT
FA FG MC PC VF ML EM MP MT MG- ET RT RH HY
Ws WT HB RX HZ
EA

*B.U.E: Built-Up-Edge

a TaeguTec 23
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TaeguTurn Workpiece Material Groups

See - o
m Low carbon steel 27p -0.26% C
m Medium carbon steel 34p 0.27 - 0.54% C
m High carbon steel 36p 0.51-0.95% C
m Low carbon alloy steel 30p 0.12 - 0.23% C + alloying elements < 5%
m Medium & High carbon alloy steel 38-43p  0.27 - 1.50% C + alloying elements < 5%
m Carbon tool steel 44p 0.60 - 1.50% C
m Alloy tool steel 45p 0.45 - 1.50% C + alloying elements < 5%
m High speed steel 46p 0.75 - 0.85% C + alloying elements > 5%
m Cold working die steel 48p 0.30 - 2.00% C + alloying elements > 5%
g
£ §' Ferritic & Martensitic stainless steel 49p 11 - 18%Cr
=S
ES
= Austenitic stainless steel 50p 16 - 28% Cr + 3.5 - 22% Ni
=
g
“ Ni based super alloy 61p Ni base, Fe base, Co base
“ Titanium alloy 63p Ti-6Al -4V
A7-1 Grey cast iron 56p 1.7-6.67%C
Ductile cast iron 59p 3.2-4.2% C +0.04 - 0.08% Mg
m Low Si aluminium alloy 65p 12.2% < Si
m High Si aluminium alloy 67p 12.2%= Si
Copper alloy
“ High hardness material 69p Cu...

A10 High hardness material 54p High W, C, Cr, Co...
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Characteristics

General Insert Selection

Soft and Gummy. Difficult chip control.
Watch for built-up-edge and burrs.

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Harder and stronger. Easy chip control.
Watch for insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Harder and stronger. Abrasive.
Watch for insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Soft and Gummy. Thicker chip.
Difficult chip control. Watch for built-up-edge.

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Harder and stronger.
More abrasive. Watch for insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Harder. Abrasive.
Watch for insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Harder. More abrasive.
Watch for rapid insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Harder and sticky.
Watch for built-up-edge.

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Harder. Highly abrasive.
Watch for rapid insert wear.

Use stronger rake geometry.
Use good wear resistant grade.

Gummy. Thicker chip. Workhardens.
Watch for built-up-edge and notching.

Gummy. Abrasive. Thicker chip. Workhardens.
Watch for built-up-edge, notching and rapid wear

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Workhardens. More abrasive. Sticky.
Watch for built-up-edge, notching and rapid wear

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Workhardens. More abrasive. Sticky.
Watch for built-up-edge, notching and rapid wear

Use high positive rake geometry.
Use tougher and good chipping resistant grade.

Abrasive. Discontinuous chip.

More abrasive. Discontinuous chip.

Very soft and gummy.

Very abrasive.
Watch for rapid wear and built-up-edge.

Soft and gummy. Watch for built-up-edge.

Use stronger rake geometry.
Use good Al203 coated grade.

Use stronger rake geometry.
Use good Al203 coated grade.

Use very high positive rake geometry.
Use good wear resistant grade such as PCD and K10.

Use positive rake geometry.
Use good wear resistant grade such as PCD and K10.

Use high positive rake geometry.
Use good chipping resistant grade.

Harder and abrasive.
Watch for rapid wear.

Use stronger rake geomerty.
Use Ceramic, PCD & CBN.

e TaeguTec
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Insert Selection by Workpiece Material

heck and follow th t

\

n Material to be machined

Check material to be machined and select corresponding page by material group classification

a Select required cutting surface speed(m/min)
Select the appropriate grade to suit the application cutting speed

B Select the required feed rate

n Select the required depth of cut

Select the appropriate chipbreaker based on feed and depth of cut
“ : blue color indicates feed rate range
S color indicates depth of cut range

L The range of FG chipbreaker is CNMG 090304 size
All otherr negative inserts with CNMG(M)120408 size
Positive inserts is CCMT 09T304 size

B Consideration should also be given to the material shape as detailed on page 21

n Select insert style and insert corner radius to suit application
ﬂ Use the Application Charts!!!

Use recommened cutting parameters to start machining if there are no cutting parameters,
or if existing parameters are not suitable for tool life or productivity.

Insert Selection by

=
=
2
s
=
8
£9
S
£
3
E=

Turning Formulas

Cutting speed (m/min) : V =3.14 x D x N /1000 Surface roughness of workpiece (mm) : Rmax = 2/ 8r
Revolutions per minute : N = 1000 x V/3.14 x D Rate of metal removal (cubic cm/min) : Q =V x f x ap
Feed rate (mm/min) : F =fxN Horsepower required at spindle :Ws(Kw)=Q x ks/60 x102 x n

Hps(HP)=W x 0.75

Cutting time (min) : T=L/F Horsepower required at motor : Hpm = Hps / E

+ D = Diameter of workpiece(mm) -« f = Feed rate(mm/rev) - L =Length(mm) - r=Corner radius(mm) * ap = Depth of cut(mm)
+ n = Efficiency of machine(typically 0.7-0.85) -« E = Efficiency of spindle drive(typically 0.45)
+ P = Unit power factor, Horsepower per cubic inch pe minute
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T-Tdigiy
Low Carbon Steel : TaeguTurn Material Group No.A1-1

E 0.15% Carbon Steel (HB=150)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISISAE KS
xci2 | 10401 | c15C16 | s15C | Fi11 | 1350 | 08OM15 | 1015 |  SM15C

H Cutting speed : m/min

500 400 300 200 100
. L "] @ >
( TT8125 )
TT7100

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65
 ————0—0—0—9———0—0—90—9

First choice in
continuous cut

First choice in severe
interrupted cut

Negative
Type

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

(LR S
Positive | s F& S

Type

H Depth of cut : mm

9090000000900 909
0.20.5 15 2.5 3.5 4.5 5.5 6.5

- See page 72 for recommended cutting parameters
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Examples

Component description : Pulley, low carbon (0.1% C) steel

Insert type : CNMG 120408
Cutting parameters : V=500~440m/min, f=0.2-0.3mm/rev, ap=0.7mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 MC TT8125

Component description : Pump, very low carbon steel

Insert type : CNMG 120412
Cutting parameters : V=100m/min, f=0.55mm/rev, ap=2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120412 MT TT7100

Component description : Pulley, low carbon(0.2% C) steel

Insert type : CNMG 120408
Cutting parameters : V=300m/min, f=0.24mm/rev, ap=0.5-0.7mm
Wet cutting,

Internal turning, continuous cut
Recommended insert : CNMG 120408 SF TT5100

Insert Selection by

=
S
s
=
@
8
£9
S
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Component description : Case, low carbon steel (0.25%C)

Insert type : CNMG 120408
Cutting parameters : V=280m/min, f=0.2mm/rev, ap=0.5-1.0mm
Wet cutting,

Face turning, continuous cut
Recommended insert : CNMG 120408 MP TT5100

28 e TaeguTe
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Component description : Retainer, very low carbon steel

Insert type : SNMG 120412
Cutting parameters : V=537m/min, f=0.45mm/rev, ap=0.5mm
Wet cutting,

External turning, severe interrupted cut
Recommended insert : SNMG 120412 MT TT7100

Component description : Impeller, very low carbon steel

Insert type : CNMG 120404
Cutting parameters : V=245m/min, f=0.20mm/rev, ap=0.5mm
Dry cutting,

Internal turning, continuous cut
Recommended insert : CNMG 120404 SF TT5100

Component description : T-con assy, very low carbon steel

Insert type : DNMG 150408
Cutting parameters : V=110m/min, f=0.20mm/rev, ap=1.0mm
Dry cutting,

Internal turning, continuous cut
Recommended insert : DNMG 150408 FG TT5100

Ex. 7

Insert Selection by
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Low Carbon Alloy Steel : TaeguTurn Material Group No.A2-1

E Low Carbon (C=0.13-0.22%) Alloy Steel(HB150-180)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISISAE KS
12c3 | 17015 | 16MnCr5 | SCr415 | F16MnCr5 | 2511 | 528M15 | 5115 |  SCr415

u Cutting speed : m/min

500 400 300 200 100

<9

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in
continuous cut

First choice in severe
interrupted cut

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Positive | e G S

Type

-

H Depth of cut : mm

P90 000090009
0.20.5 15 2.5 3.5 4.5 5.5 6.5

- See page 73 for recommended cutting parameters
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Examples

Component description : Pinion drive, low carbon(0.2% C) Cr-Mo alloy steel

Insert type : DNMG 150608
Cutting parameters : V=250m/min, f=0.30mm/rev, ap=1.0-2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : DNMG 150608 PC TT8125

Component description : Gear, low carbon(0.2% C) Cr-Mo alloy steel

Insert type : CNMG 120408
Cutting parameters : V=384m/min, f=0.40mm/rev, ap=1.0mm
Wet cutting,

Internal turning, continuous cut
Recommended insert : CNMG 120408 MT TT8125

Component description : Engine gear, low carborn(0.2% C) Cr-Mo alloy steel

Insert type : CNMG 120408
Cutting parameters : V=300m/min, f=0.25mm/rev, ap=1.3mm
Wet cutting,

Face & External turning, continuous cut
Recommended insert : CNMG 120408 ML TT5100

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Component description : Idler gear, low carborn(0.2% C) Cr-Mo alloy steel

Insert type : DNMG 150608
Cutting parameters : V=150-230m/min, f=0.15mm/rev, ap=1.0-1.5mm
Wet cutting,

External turning, interrupted & continuous cut
Recommended insert : DNMG 150608 ML TT8020
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Component description : Pivot, low carbon(0.2% C) Cr-Mo alloy steel

Insert type : CNMG 120408
Cutting parameters : V=80-100m/min, f=0.15mm/rev, ap=1.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 ML TT8020

Component description : C/V joint outer race, low carbon(0.2% C) Ni-Cr-Mo alloy steel

Insert type : VNMG 130408
Cutting parameters : V=240m/min, f=0.15-0.22mm/rev, ap=0.3mm
Wet cutting,

External turning, continuous cut
Recommended insert : VNMG 130408 FG TT5100

Component description : C/V joint outer race, low carbon(0.2% C) Ni-Cr-Mo alloy steel

Insert type : TNMG 160408
Cutting parameters : V=100-220m/min, f=0.22mm/rev, ap=0.3mm
Wet cutting,

External turning, continuous cut
Recommended insert : TNMG 160408 SF TT5100

Ex. 7

Insert Selection by
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Component description : Bevel gear shaft, low carbon(0.2% C) Cr alloy steel

Insert type : DNMG 150608
Cutting parameters : V=250m/min, f=0.28mm/rev, ap=0.5mm
Wet cutting,

External & face turning, continuous cut
Recommended insert : DNMG 150608 FG TT5100
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Component description : Tripod housing, low carbon(0.2% C) Cr-Mo alloy steel

Insert type : DNMG 150608
Cutting parameters : V=300m/min, f=0.22-0.25mm/rev, ap=0.5mm
Wet cutting,

External turning, light interrupted cut
Recommended insert : DNMG 150608 FC TT8115

Component description : Tripod housing, low carbon(0.2% C) Cr-Mo alloy steel

Insert type : CNMG 120412
Cutting parameters : V=280m/min, f=0.30mm/rev, ap=2.5mm
Wet cutting,

External turning, severe interrupted cut
Recommended insert : CNMG 120412 MT TT7100

Insert Selection by
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Medium Carbon Steel : TaeguTurn Material Group No.A1-2

EOAS% Carbon Steel (HB180-200)

France Germany Italy NELED Spain Sweden UK USA Korea
AFNOR DIN UNI JIS UNF ss BS AISUSAE KS
ccas | 10503 | cas | s45C | Fi14 | 1650 | 08OM46 | 1045 | SM45C

H Cutting speed : m/min

500 400 300 200 100
@ @ @ @ >
PV3010
TT8115

( TT8125 )

TT5100

First choice in ( )

medium machining TT7100

0.05 0.15 0.25 0.35 0.45 0.55 0.65

H Feed : mm/rev

First choice in
medium roughing

i

MC ; interrupted cut

Negative
Type

8%
38
52
£2
-
Positive EP
Type
-

H Depth of cut : mm

0900900000000 9
0.2 0.5 15 2.5 3.5 4.5 5.5 6.5

- See page 72 for recommended cutting parameters
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Examples

Component description : Front Hub, 0.43% carbon steel

Insert type : CNMG 120408
Cutting parameters : V=250m/min, f=0.2-0.25mm/rev, ap=1.0-1.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 MC TT8115

Component description : Diff drive gear, 0.38% carbon steel

Insert type : DNMG 150608
Cutting parameters : V=454m/min, f=0.35mm/rev, ap=1.0mm,
Wet cutting,

External turning, continuous cut
Recommended insert : DNMG 150608 PC TT8115

Component description : Flat gear, 0.45% carbon steel

Insert type : CNMG 120408
Cutting parameters : V=280m/min, f=0.2mm/rev, ap=2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 PC TT8125

a8
Component description : Compasion harge, 0.45% carbon steel é §
Insert type : CNMG 120408 28
Cutting parameters : V=345m/min, f=0.30mm/rev, ap=3.0mm £
Wet cutting, £2

External turning, continuous cut
Recommended insert : CNMG 120408 MT TT8125

Component description : Nipple, 0.45% carbon steel

Insert type : CNMG 120408
Cutting parameters : V=211m/min, f=0.20mm/rev, ap=1.5-2.0mm
Wet cutting,

External turning, interrupted cut
Recommended insert : CNMG 120408 MC TT8125
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High Carbon Steel : TaeguTurn Material Group No.A1-3

EO.SS% Carbon Steel (HB200-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI JIS UNF ss BS AISUSAE KS
XCs5 | 10535 | Cs5 | S55C |  C55K | 1655 | 070MS5 | 1055 | SMS5C

H Cutting speed : m/min

500 400 300 200 100
-9 . g @ >

PV3010
TT8115

( TT8125 )
First choice in TT5100
medium machining ( )
First choice in TT7100
B Feed : mm/rev medium roughing
0.05 0.15 0.25 0.35 0.45 0.55 0.65

————0—0—0—0—0——-0—0—0—0—9

Y
e, SN Fstanioin severe

interrupted cut
. MC 5 interrupted cut
Nega"ve
Type

Y
e, SIS <

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Positive
Type
\_

H Depth of cut : mm

o900 0090909000900 9
0.2 05 1.5 25 35 4.5 5.5 6.5

- See page 72 for recommended cutting parameters

36 e TaeguTec

Member IMC Group.



Examples

Component description : CV Joint, 0.55% carbon steel

Insert type : CNMG 120408
Cutting parameters : V=345~125m/min, f=0.25mm/rev, ap=1.0-2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 MC TT8115

Component description : Hub, 0.55% carbon steel

Insert type : WNMG 080408
Cutting parameters : V=280m/min, f=0.35mm/rev, ap=2.0mm,
Wet cutting

External turning, continuous cut
Recommended insert : WNMG 080408 MT TT8115

Component description : Outer Race, 0.55% carbon steel

Insert type : WNMG 080408
Cutting parameters : V=200m/min, f=0.40mm/rev, ap=2.0mm
Wet cutting,

External turning, interrupted cut
Recommended insert : WNMG 080408 RT TT5100

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

TaeguTec 37



Medium & High Carbon Alloy Steel : TaeguTurn Material Group No.A2-2
ECr-Mo Alloy Steel (HB200-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISUSAE KS
42CD4 | 17225 | 42CiMo4 | SCM440 | 42CrMo4 | 2244 | 708M40 | 4140 | SCM440

H Cutting speed : m/min

500 400 300 200 100
<9 @ @ @ >

PV3010
TT8115

( TT8125 )

TT5100

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in
medium machining

Insert Selection by
Workpiece Material

Positive

Type
L

H Depth of cut : mm

0000090000090 0—90—909
0.2 05 15 25 35 45 5.5 6.5

- See page 73 for recommended cutting parameters
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Examples

Component description : Body Valve, Cr-Mo alloy steel

Insert type : DNMG 150608
Cutting parameters : V=230m/min, f=0.3mm/rev, ap=1.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : DNMG 150608 MC TT8125

Component description : Pin, Cr-Mo alloy steel

Insert type : WNMG 080408
Cutting parameters : V=160m/min, f=0.3mm/rev, ap=3.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : WNMG 080408 PC TT8125

Component description : Gear Shaft, Cr-Mo alloy steel

Insert type : TNMG 160408
Cutting parameters : V=220m/min, f=0.33mm/rev, ap=2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : TNMG 160408 PC TT8125

o]
S8
5=
oD ©
32
e

Component description : Shaft, Cr-Mo alloy steel £2

Insert type : CNMG 120412

Cutting parameters : V=160m/min, f=0.40mm/rev, ap=3.0mm

Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120412 PC TT8125
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Component description : Front Hub, Cr alloy steel

Insert type : WNMG 080412
Cutting parameters : V=260-164m/min, f=0.38mm/rev, ap=1.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : WNMG 080412 MT TT8115

Component description : Shaft, Cr-Mo alloy steel(240-270BHN)

Insert type : DCMT 11T304
Cutting parameters : V=366m/min, f=0.15mm/rev, ap=0.25mm
Wet cutting,

External turning, continuous cut
Recommended insert : DCMT 11T304 FG PV3010

Component description : Roller, Cr-Mo alloy steel

Insert type : CNMG 120408
Cutting parameters : V=330m/min, f=0.25mm/rev, ap=2.0-2.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 PC TT8115

Ex. 7

o

}% % Component description : Tie Rod, Cr-Mo alloy steel

38 Insert type : CCMT 09T308

g Cutting parameters : V=180m/min, f=0.17-0.20mm/rev, ap=1.5mm
== Wet cutting,

External turning, continuous cut
Recommended insert : CCMT 09T308 PC TT8125

Component description : Bushing, Cr-Mo alloy steel

Insert type : TNMG 160408
Cutting parameters : V=200m/min, f=0.25mm/rev, ap=2.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : TNMG 160408 PC TT8125

40 ‘3 TaeguTe
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T-TUI
Medium & High Carbon Alloy Steel : TaeguTurn Material Group No.A2-2
E Ni-Cr-Mo Alloy Steel (HB200-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS
| 1est1 | | sncma4sg | \ \ | 4340 | sncmasg

H Cutting speed : m/min

500 400 300 200 100
9 @ @ @ >

PV3010
TT8115
( TT8125 )
TT5100
TT7100

0.65

H Feed : mm/rev

0.05

First choice in
medium roughing

First choice in severe
Negative interrupted cut mC interrupted cut
Type

e, SRS

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Positive

Type

H Depth of cut : mm

90— 000900000909
0.2 0.5 15 25 35 45 515 6.5

- See page 73 for recommended cutting parameters
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Medium & High Carbon Alloy Steel : TaeguTurn Material Group No.A2-2

EBearing Steel (HB200-220)

France Germany Italy AETED] Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS
| 12087 | | sue | | | | s2100 | sTB2

M Cutting speed : m/min

500 400 300 200 100
9 @ L @ >

PV3010
TT8115

( TT8125 )

TT5100
First choice in
medium machining TT7100
u Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55

—0——0—0—0-

First choice in severe
interrupted cut

¥
Negative
Type

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Positive
Type

B

H Depth of cut : mm

L e e e e e e e S S S S
0.2 05 15 2.5 3.5 45 88 6.5

- See page 74 for recommended cutting parameters
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Examples

Component description : Bearing, bearing steel

Insert type : DNMG 150608
Cutting parameters : V=220-280m/min, f=0.1~0.2mm/rev, ap=0.5-1.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : DNMG 150608 FG TT8115

Component description : Inner ball bearing, bearing steel

Insert type : CNMG 120408
Cutting parameters : V=290m/min, f=0.3mm/rev, ap=2.0mm
Wet cutting,

Internal turning, continuous cut
Recommended insert : CNMG 120408 PC TT8115

Component description : Bearing, bearing steel

Insert type : DNMG 150608
Cutting parameters : V=390m/min, f=0.18mm/rev, ap=0.4mm
Wet cutting,

Internal turning, continuous cut
Recommended insert : DNMG 150608 FA TT8115
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Carbon Tool Steel : TaeguTurn Material Group No.A3-1

ECarbon Tool Steel : C=1.0-1.1% (HB200-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS
| 1274 | | ska | | | | weo | stcs

u Cutting speed : m/min

500 400 300 200 100
9 @ @ @ >
PV3010

TT8115

( TT8125 )

TT5100

TT7100

u Feed : mm/rev

0.05 0.15 0.25

First choice in

interrupted cut
Negative interruptedcut ¢ MC
Type

First choice in severe

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

LT

Type

H Depth of cut : mm

L e e e S B B I S D S S B
0.2 05 15 25 35 45 5.5 6.5

- See page 74 for recommended cutting parameters
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T-TGRI

Alloy Tool Steel : TaeguTurn Material Group NO.A3-2

EAIon Tool Steel (HB200-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS
Yi0sv | 12833 | | sksas | \ | Bw2 | w2 | sTs3

H Cutting speed : m/min

500 400 300 200 100
-9 @ @ L >
PV3010

TT8115
( TT8125 )
TT5100
u Feed : mm/rev TT7100

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in

medium machining

q i t ¢
Negative interrupted cu MC

Type

First choice in severe
interrupted cut

e, S PSS <

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

1

Type

v P W —
(MT_)

MT

H Depth of cut : mm

9090009000000 90—909
02 05 15 25 35 45 55 6.5

- See page 74 for recommended cutting parameters
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High Speed Steel : TaeguTurn Material Group No.A3-3

EHigh Speed Steel (HB220-260)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISUSAE KS
Z80WKCV | 13255 | X78WC01805KU|  SKH3 | HS18-1-1-5 | | B4 | T | sk

H Cutting speed : m/min

250 200 150 100 50
B @ @ ) @
( TT8125 )

TT5100
TT8020

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in

m medium machining

First choice in severe
interrupted cut

Negative
Type

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Type

H Depth of cut : mm

0000000909009
02 05 15 25 35 45 5.5 6.5

- See page 75 for recommended cutting parameters
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Examples

Component description : Tap, 8% cobalt high speed steel

Insert type : DNMG 150608
Cutting parameters : V=170m/min, f=0.15mm/rev, ap=0.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : DNMG 150608 ML TT5110

Component description : Endmill, High speed steel

Insert type : TNMG 160404
Cutting parameters : V=50m/min, f=0.06mm/rev, ap=1.70mm
Wet cutting,

External turning, continuous cut
Recommended insert : TNMG 160404 R-FS TT5100
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Cold working, Die Steel : TaeguTurn Material Group No.A3-4

Cold working die Steel (HB220-260)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISUSAE KS
Z40CDV5 | 12344 |X35CiMoVOSKU|  STD61 | X40CrMoVs| 2242 |  BH13 | H13 |  STD6I

H Cutting speed : m/min

500 400 300 200 100
S & @ @ >

————| TT8115
TT8125
TT5100

First choice in
medium machining TT7100

0.05 0.15 0.25 0.35 0.45 0.55 0.65

B FA o
Y
interrupted cut
Negative interrupted cut | MC

Type

:

u Feed : mm/rev

e, SN <

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Positive

[

H Depth of cut : mm

P00 00909009
02 05 15 25 35 45 55 6.5

- See page 75 for recommended cutting parameters
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T-TGRHN

Martensitic / Ferritic Stainless Steel : TaeguTurn Material Group NO A4-1

IM I Martensitic/Ferritic Stainless Steel (HB180-200)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISISAE KS
78C17 | 14016 | X6Cri7 | SUS430 | F3113 | 2320 | 430815 | 430 | STS430

H Cutting speed : m/min

300 250 200 150 100

)

TT9235 )

TT9080 )

First choice in
medium machining
H Feed : mm/rev

Very good at low TT8020
cutting speed

0.05 0.55 0.65

®

First choice in
interrupted cut

EM(MP)

Positive

[

H Depth of cut : mm

L e e S B S S S D S S B B
0.2 05 15 2.5 35 45 5.5 6.5

- See page 76 for recommended cutting parameters
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s
s
s
=
@
8
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£
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Austenitic Stainless Steel : TaeguTurn Material Group No.A4-2

IMI Austenitic Stainless Steel (HB180-200)

France Germany Italy NELED Spain Sweden UK USA Korea
AFNOR DIN UNI Js UNF ss BS AISI/SAE KS
Z6CND17.11| 14401 | XSCNMot7-12| SUS316 | F3543 | 2347 | 316516 | 316 | STS316

u Cutting speed : m/min

300 250 200 150 100
9 @ @ @ >

. mmoas )
—( TT9225 )

( TT9235 )

First choice in TT9080
medium machining

u Feed : mm/rev Very good atlow TT8020
cutting speed

0.05 0.15 0.25 0.35 0.45 0.55 0.65

B AT

First choice in

interrupted cut
Negative

Type e G ——

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Type

H Depth of cut : mm

9090900000000 —0—9
02 05 15 2.5 3.5 4.5 5.5 6.5

- See page 76 for recommended cutting parameters
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Examples

Component description : Bearing housing, cast 316 stainless steel(43-44HRC)

Insert type : CNMG 190608
Cutting parameters : V=83-228m/min, f=0.14mm/rev, ap=1.0-4.0mm
Dry cutting,

Face turning, interrupted cut
Recommended insert : CNMG 190608 MT TT8020

Component description : Axle, 316L stainless steel

Insert type : CNMG 190612
Cutting parameters : V=80m/min, f=0.4mm/rev, ap=4mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 190612 ET TT9225

Component description : Nut, 304 stainless steel

Insert type : CNMG 120408
Cutting parameters : V=190m/min, f=0.15mm/rev, ap=1.0-2.0mm
Wet cutting,

External facing, light interrupted cut
Recommended insert : CNMG 120408 PC TT9225

o]
SE
Component description : Valve, 316L stainless steel 8=
Insert type : CNMG 120408 38
Cutting parameters : V=150m/min, f=0.2mm/rev, ap=1.0mm 8=
Wet cutting, £=

External facing, light interrupted cut
Recommended insert : CNMG 120408 RT TT9225

Component description : Plug, duplex stainless steel

Insert type : CNMG 120408
Cutting parameters : V=160m/min, f=0.2mm/rev, ap=2.0mm
Wet cutting,

External facing
Recommended insert : CNMG 120408 EM TT9225
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Component description : Gesket Ring, 316 stainless steel

Insert type : CNMG 120408
Cutting parameters : V=180m/min, f=0.1mm/rev, ap=0.3mm
Wet cutting

External facing
Recommended insert : CNMG 120408 FC TT9225

Component description : Sleeve, 304 stainless steel

Insert type : TNMG 160408
Cutting parameters : V=130m/min, f=0.15mm/rev, ap=0.8mm
Wet cutting,

External and facing
Recommended insert : TNMG 160408 EM TT9225

Ex.7

Component description : Impeller, 316 stainless steel

Insert type : CNMG 120408
Cutting parameters : V=100m/min, f=0.12mm/rev, ap=0.7mm
Wet cutting,

External interrupted cut
Recommended insert : CNMG 120408 MP TT9235

o]

=

B= Component description : Shaft, 304 stainless steel

33 Insert type : CNMG 120412

5= Cutting parameters : V=150m/min, f=0.35mm/rev, ap=2.5mm
== Wet cutting,

External continuous cut
Recommended insert : CNMG 120412 ET TT9235

Component description : Flange, 316 stainless steel

Insert type :CNMG 120412
Cutting parameters : V=150m/min, f=0.35mm/rev, ap=2.0mm
Wet cutting,

External continuous cut
Recommended insert : CNMG 120412 RT TT9235
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Component description : Ball Valve, 316 stainless steel

Insert type

Cutting parameters
Wet cutting

Internal continuous cut
Recommended insert

: CNMG 120408
1 V=200m/min, f=0.14mm/rev, ap=2.0mm

: CNMG 120408 EM TT9080

Component description : Ball Body, 316 stainless steel

Insert type

Cutting parameters
Wet cutting,

Face interrupted cut
Recommended insert

: CNMG 120408
: V=200m/min, f=0.14mm/rev, ap=2.0mm

: CNMG 120408 PC TT9080

Component description : Flange, 316F stainless steel

Insert type

Cutting parameters
Wet cutting,

Face turning
Recommended insert

: WNMG 080412
: V=130m/min, f=0.2mm/rev, ap=1.0mm

: WNMG 080412 PC TT9080

Component description : Flange, 304L stainless steel

Insert type
Cutting parameters
Wet cutting,

: CNMG 120408
: V=170m/min, f=0.23mm/rev, ap=3.0mm

External turning, continuous cut

Recommended insert

: CNMG 120408 EM TT9225

=
2
=
=
k=]
<
[
D
=
]
]
=

Workpiece Material




High Hardness Material : TaeguTurn Material Group NOA1 0

IE High Hardness Material (40HRC)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS

Hardened Die Steel , Hardened Alloy Steel, Chilled Cast Iron, Stellite etc

m Hardness (HRC)

60 50 40
@ >

!

required) |

nd light interrupted cut |

ng machining |

u Application Range

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

——— Cutting Speed(m/min)

—» Feed rate(mm/rev)

AB2010

)

AB20 ): HRC > 50 |

CERAMIC

AB30 t: HRC 40-50 |

- See page 75 for recommended cutting parameters
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Examples
CBN

Component description : Annulus gear, hardeded steel(58-60HRC)
Insert type : CNMA 120408
Cutting parameters : V=120m/min, f=0.15mm/rev, ap=0.2mm
Wet cutting,
External turning, continuous cut
Recommended insert : CNMA 120408 LN TB670
Component description : Sleeve, hardened steel(45-50HRC)
Insert type : CCMW 09T308
Cutting parameters : V=138m/min, f=0.10mm/rev, ap=0.10mm
Wet cutting,
Internal turning, continuous cut
Recommended insert : CCGW 09T308 LS TB650
Component description : Seal ring, chiled casting hardened steel(59-62HRC)
Insert type : CNMA 120408
Cutting parameters : V=125m/min, f=0.09mm/rev, ap=0.6-0.8mm
Dry cutting
External turning, continuous cut
Recommended insert : CNMA 120408 LN TB670

Ceramic £S5
Component description : Roller, hardened steel(45-55HRC) 2w
Insert type : TPGN 090208 b4 :é‘-
Cutting parameters : V=180m/min, f=0.23mm/rev, ap=0.8mm é g
Dry cutting
External turning, continuous cut
Recommended insert : TPGN 090208 AB20
Component description : Pinion, hardened steel(60HRC)
Insert type : TNGA 160408
Cutting parameters : V=150m/min, f=0.06mm/rev, ap=0.3mm
Dry cutting
External turning, continuous cut
Recommended insert : TNGA 160408 AB2010
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Gray Cast Iron : TaeguTurn Material Group No.A7-1

m Gray Cast Iron (HB180-220)

France Germany Italy NELED Spain Sweden UK USA Korea
AFNOR DIN UNI JIs UNF ss BS AISISAE KS
Ft3oD | 06030 | G300 | FC300 | | 0130 | aradesoo | No4sB |  GC300

H Cutting speed : m/min

900 700 500 300 100

-9 @ @ @ >
AB30, AS500,AS10
TT7015(TT7310)

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in

continuous cut First choice in

interrupted cut

Negative
Type

Y
Suitable for high
feed roughing [

MA-

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=

Positive
Type

W Depth of cut : mm

L e e e S B S B S S S S B
0.5 15 25 35 45 5.5 6.5

- See page 78 for recommended cutting parameters
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Examples
Coated c T .
Carbide omponent description : Top Plange, gray cast iron
Insert type : CNMG 120412
Cutting parameters : V=365m/min, f=0.30-0.5mm/rev, ap=1.5mm
Wet cutting

Internal turning, light interrupted cut
Recommended insert : CNMG 120412 RT TT7005

Component description : Drum, gray cast iron

Insert type : CNMG 120412
Cutting parameters : V=360-415m/min, f=0.25mm/rev, ap=3mm
Wet cutting

External turning, continuous cut
Recommended insert : CNMG 120412 RT TT7005

Component description : Break disc, gray cast iron

Insert type : CNMG 120412
Cutting parameters : V=600m/min, f=0.3mm/rev, ap=2mm
Wet cutting

External turning, continuous cut
Recommended insert : CNMG 120412 RT TT7005

Component description : Clutch, gray cast iron

Insert type :CNMG 120412
Cutting parameters : V=285-525m/min, f=0.23mm/rev, ap=3mm
Wet cutting

External Face turning, continuous cut
Recommended insert : CNMG 120412 RT TT7005

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Component description : Brake disc, gray cast iron

Insert type : CNMG 120412
Cutting parameters : V=350m/min, f=0.3mm/rev, ap=2mm
Wet cutting

External turning, continuous cut
Recommended insert : CNMG 120412 RT TT7005

R .
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Ceramic Component description : Brake drum, gray cast iron(180-230HB)

Insert type :CNGN 120716
Cutting parameters : V=550m/min, f=0.45mm/rev, ap=3.0-4.0mm
Wet cutting

External & face turning, continuous cut
Recommended insert : CNGX 120716 CH AS10

Component description : Brake disc

Insert type :CNGN 120712
Cutting parameters : V=600m/min, f=0.45mm/rev, ap=2.5mm
Wet cutting

External turning, continuous cut
Recommended insert : CNGX 120712 CH AS500

Component description : Brake disc

Insert type :CNGN 120712
Cutting parameters : V=600m/min, f=0.45mm/rev, ap=2.5mm
Wet cutting

External turning, continuous cut
Recommended insert : CNGX 120712 CH AS500

Component description : Brake disc

Insert type : SNGN 150616
Cutting parameters : V=600m/min, f=0.65mm/rev, ap=2.5mm
Wet cutting

External face turning, continuous cut
Recommended insert : SNGX 150716 AS500

5E
S8
S5=
28
<) ::’.‘_ Component description : Cylinder jam, gray cast iron(180-230HB)
2 g Insert type : TNGN 160408
B Cutting parameters : V=800m/min, f=0.35mm/rev, ap=0.5mm
Wet cutting

External turning, continuous cut
Recommended insert : TNGN 160408 AB30

[ # ? f Component description : Brake disk, gray cast iron(180-230HB)
' , a AT Insert type : SNGN 120716
A « Cutting parameters 1 V=925m/min, f=0.40mm/rev, ap=0.5mm
ol o/ Wet cutting
—_y External turning, continuous cut
J > Recommended insert : SNGN 120716 AW120
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T-TGRI

Ductile Cast Iron : TaeguTurn Material Group NO.A7-2

m Ductile Cast Iron (HB180-220)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISISAE KS
FGS400-12 | 07040 | GS400-12 | FCD400 | | 071702 | sSNG420112| 60-40-18 | GCD400

H Cutting speed : m/min

500 400 300 200 100
<9 @ o @ >

AB30, AS500,AS10
TT7015(TT7310)

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

First choice in

continuous cut First choice in

interrupted cut

Negative
Type

Y
Suitable for high MA-
feed roughing

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Positive
( MT )
Type

H Depth of cut : mm

L A S S S S B S B S S S e S
0.5 15 25 35 45 5.5 6.5

- See page 78 for recommended cutting parameters

a TaeguTec 59

Member IMC Group.



Examples

g:rabti?i(l Component description : Pump cover, ductile cast iron

Insert type : WNMA 080408
Cutting parameters : V=220m/min, f=0.30mm/rev, ap=2-3mm
Wet cutting,
External & face turning, continuous cut
Recommended insert : WNMA 080408 TT7015
Component description : Pressure plate, ductile cast iron
Insert type : CNMG 120408
Cutting parameters : V=270m/min, f=0.2~0.48mm/rev, ap=0.5mm
Wet cutting,
Face turning, continuous & severe interrupted cut
Recommended insert : CNMG 120412 RT TT7015
Component description : Hub, ductile cast iron
Insert type : CNMG 120412
Cutting parameters : V=200m/min, f=0.17-0.3mm/rev, ap=2.5mm
Wet cutting,
Face turning, continuous & interrupted cut
Recommended insert : CNMG 120412 RT TT7015

‘g % Component description : Axle housing, ductile cast iron

B % Insert type : CNMG 120412

3% Cutting parameters : V=260m/min, f=0.23mm/rev, ap=5mm

5= Wet cutting,

== External turning, continuous & interrupted cut
Recommended insert : CNMG 120412 RT TT7015

Ceramic

Component description : Fly wheel, ductile cast iron
Insert type :CNGN 120712
Cutting parameters : V=800m/min, f=0.4mm/rev, ap=2.5mm
Wet cutting

External & face turning, continuous cut
Recommended insert : CNGX 120712 CH AS500
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T-TGRI

Ni Based Super Alloy : TaeguTurn Material Group No.A5

E Ni Based Super Alloy

H Cutting speed : m/min

300 200 100 60 30
e d @ @ >

TC430
AS20

C TT5080 )
C TT9225 )
H Feed : mm/rev TT8020
0.05 0.15 0.25 0.35 0.45 0.55 0.65
& @ P @ @ @ @ J @0 @ @ @& @& @

First choice in
medium machining

First choice in
interrupted cut

B ") s —

Negative
Typ

. S—wee——===_
B C T —
| Swmgye———
L
B POt

Sosiive ﬁr
Type
H Depth of cut : mm

9090000000090 909
0.2 05 15 25 35 45 55 6.5

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

- See page 77 for recommended cutting parameters
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r = ‘ >
Y ks
7 \ -
Examples " - v 4
: 7 » Y\
g::;:;l Component description : Ball, Inconel 625
Insert type : CNMG 120408
Cutting parameters : V=40m/min, f=0.2mm/rev, ap=0.5mm
Wet cutting,
Internal turning, continuous cut
Recommended insert : CNMG 120408 ML TT5080
Component description : Long shaft, Inconel 718
Insert type : CNMG 120408
Cutting parameters : V=60m/min, f=0.18mm/rev, ap=0.8mm
Wet cutting,
External turning, continuous cut
Recommended insert : CNMG 120408 EM TT5080
Component description : Long shaft, Inconel 718
Insert type : CNMG 120408
Cutting parameters : V=60m/min, f=0.18mm/rev, ap=0.8mm
Wet cutting,
External turning, continuous cut
Recommended insert : CNMG 120408 EM TT5080
‘g % Component description : Turbine disk, Inconel 718
g= Insert type : CNMG 120408
?:g Cutting parameters : V=25m/min, f=0.25mm/rev, ap=1.5mm
5= Wet cutting,
£= External turning, continuous cut
Recommended insert : CNMG 120408 EM TT9080
Ceramic
Component description : Sleeve, Inconel 718
Insert type :RNGN 120700
Cutting parameters : V=180m/min, {=0.20mm/rev, ap=2.5mm
Wet cutting

External turning, continuous cut
Recommended insert : RNGN 120700 T7 TC430
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T-Tdig

Titanium Alloy : TaeguTurn Material Group NOA6
E Titanium Alloy

H Cutting speed : m/min

200 150 100 60 30
. L o @ [
( TT5080 )
( TT9225 )
( TT9080 )
( TT8020 )

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65

W First choice in
medium machining

Negative
Type

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Positive
Type
-

H Depth of cut : mm

o090 0909090900909
0.2 0.5 15 2.5 3.5 4.5 5.5 6.5

- See page 77 for recommended cutting parameters
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Examples

Component description : Sleeve, Titanium alloy

Insert type : CNMG 120408
Cutting parameters : V=85m/min, f=0.30mm/rev, ap=2.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 MP TT5080

Component description : Pin, Titanium alloy

Insert type : CNMG 120408
Cutting parameters : V=60m/min, f=0.30mm/rev, ap=2.0mm
Wet cutting,

External turning, continuous cut
Recommended insert : CNMG 120408 EM TT5080

Component description : Valve spindle, Titanium alloy

Insert type : CCMT 097304
Cutting parameters : V=40m/min, f=0.12mm/rev, ap=0.5mm
Wet cutting,

External turning, continuous cut
Recommended insert : CCMT 09T304 PC TT9225

Insert Selection by

=
S
s
=
@
8
£9
S
£
3
E=

Component description : Pin

Insert type : WNMG 080408
Cutting parameters : V=50m/min, f=0.12mm/rev, ap=0.3mm
Wet cutting,

External turning, continuous cut
Recommended insert : WNMG 080408 EA TT9080
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T-TGRI

Low Si Aluminium Alloy : TaeguTurn Material Group No.A8-1

I___,l Low Si Aluminium Alloy (12.2%<Si)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISUSAE KS
| 32082 | | apct | | 4247 | im0 | A4130 |

M Cutting speed : m/min

2000 1000 600 400 200
@ @ @ >

ka0 ]
( K10 )

Hm Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65
——T——0—0—0—0—9—0—0—0—9

First choice
in super finishing

For finish to medium
machining

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

For roughing

NMG/NGG-ML

H Depth of cut : mm

9909090009009 90—0—09
0.5 15 25 3.5 4.5 5.5 6.5

- See page 79 for recommended cutting parameters
- CB*: PCD chipbreaker type
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Examples

Wet cutting
internal turning, continuous cut

Recommended insert : VCGW 160408 LN-7 KP300

Component description : Pump case, Aluminium alloy with 8% Si
Insert type : TCGT 16T308

Cutting parameters : V=400m/min, f=0.10mm/rev, ap=1.75mm
Wet cutting,

Internal turning, continuous cut

Recommended insert : TCGT 16T308 FL K10

Insert Selection by

=
S
s
=
@
8
£9
S
£
3
E=

Component description : Cylinder head, aluminum alloy with 12% Si
Insert type : TCGT 110204

Cutting parameters : V=500m/min, f=0.24mm/rev, ap=1.5mm

Wet cutting,

External turning, continuous cut

Component description : Aluminium wheel, Aluminium alloy with 7% Si
Roughing;

Insert type : DCGT 117308

Cutting parameters : V=1500m/min, f=0.30mm/rev, ap=2.0mm
Wet cutting

internal turning, continuous cut

Recommended insert : DCGT 117308 FL K10

Finishing;

Insert type : VCGT 160408

Cutting parameters : V=2000m/min, f=0.15mm/rev, ap=0.2mm
! Recommended insert : TCGT 110204 CB KP300
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T-TGRI

High Si Aluminium Alloy : TaeguTurn Material Group No.A8-2

l_l High Si Aluminium Alloy (12.2% 2 Si)

France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF Ss BS AISI/SAE KS
| | Acap | | 4247 | me | Bs50 |

H Cutting speed : m/min

600 400 300 200 100
R & 9 @ @

u Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65
——T——0—0—0—0—9—0—0—0—0

First choice
in super finishing

For finish to medium
machining

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

For roughing

NMG/NGG-ML

H Depth of cut : mm

0909090900000 —09
0.5 15 25 3.5 4.5 5.5 6.5

- See page 79 for recommended cutting parameters
- CB*: PCD chipbreaker type
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Component description : Piston for diesel engine, Aluminium alloy with18% Si

Roughing;

Insert type : SCGT 120408

Cutting parameters : V=180m/min, f=0.33mm/rev, ap=1.0mm
Wet cutting

External turning, continuous cut
Recommended insert : SCGT 120408 FL K10

Finishing;

Insert type : CCGT 09T308

Cutting parameters : V=300m/min, f=0.15mm/rev, ap=0.2mm
Wet cutting

External turning, continuous cut
Recommended insert : CCGW 09T308 LN-7 KP300

=
ki
s
=
@
8
£9
S
£
S
=

Insert Selection by
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Copper Alloy : TaeguTurn Material Group NOA9

—
l._.l Copper Alloy
France Germany Italy Japan Spain Sweden UK USA Korea
AFNOR DIN UNI Jis UNF ss BS AISI/SAE KS

H Cutting speed : m/min

1000 400 300 200 100
9 @ @ @ @

H Feed : mm/rev

0.05 0.15 0.25 0.35 0.45 0.55 0.65
*————0——————0—0—9—0—9

First choice
in super finishing

For finish to
medium machining

For Roughing
——

NMA-, CGW

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

Y
NMG/NGG-ML

W Depth of cut : mm

L e e S B B B D S S S B
0.5 15 25 35 45 5.5 6.5

- See page 79 for recommended cutting parameters
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Component description : Ring, Brass

Insert type : TCGT 16T308
Cutting parameters : V=70m/min, f=0.15mm/rev, ap=0.6mm
Wet cutting

External turning, continuous cut
Recommended insert : TCGT 16T308 FL K10

Component description : Pipe, Brass

Insert type : SNMG 190612
Cutting parameters : V=250m/min, f=0.45mm/rev, ap=3.0-4.0mm
Wet cutting

External turning, continuous cut
Recommended insert : SNMG 190612 MT TT9225

Component description : Guide ring, Brass

Insert type : DCGT 117304
Cutting parameters 1 V=390m/min, f=0.12mm/rev, ap=1.5mm
Dry cutting

Internal turning, continuous & interrupted cut
Recommended insert : DCGT 11T304 FL K10

Insert Selection by

=
S
s
=
@
8
£9
S
£
S
=
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Insert Selection
by Workpiece Material

=S
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S ®
o=
)
38
=%
5=
@0 O
£




B Recommended cutting parameters to start machining

insertstyle  [J: Negative inserts Bl : Positive inserts
Application [ F_]: Finishing [[M_]: Medium [JIRH: Roughing
Depth of cut (mm)

Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: alittle scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)
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72 {3y TaeguTec



B Recommended cutting parameters to start machining

nsertstyle [l Negative inserts Bl : Posttive inserts
Application [ F_]: Finishing [[M_]: Medium [l Roughing
Depth of cut (mm)

Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: a little scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Workpiece Material
Low Carbon (0.13 - 0.22%) Cr-Mo Alloy Steel Ni-Cr-Mo Alloy Steel
\ A Alloy Steel (HB150 - 180) (HB200 - 220) (HB200 - 220)
1 |PV3010| FC 420 0.12 |PV3010| FG 330 0.15 |PV3010| FG 320 0.15
F|-10 Best 2 |CT3000( FC 380 0.12 |TT8115| FG 315 0.15 |TT8115| FG 305 0.15
Best 1 |TT5100 | ML 295 0.20 |TT8115| MP 305 0.30 |TT8115| MP 295 0.30
2 |TT8125| ML 375 020 |TT8125| MP 280 0.30 |TT8125| MP 270 0.30
10-25 Nommal 1 |TT5100| PC 285 0.24 |TT8115| PC 290 0.30 |TT8115| PC 280 0.30
2 |TT8125| PC 365 024 |TT8125| MC 260 0.30 |TT8125| PC 250 0.30
1 |TT8020| MT 205 024 |TT8135| RT 180 0.32 |TT8135| RT 170 0.32
Poor 2
M Best 1 |TT5100| PC 265 0.28 |TT8115| PC 290 0.35 |TT8115| PC 280 0.35
2 |TT8125| PC 340 0.28 |TT8125| PC 260 0.35 |TT8125| PC 250 0.35
25-40| Noma 1 |TT5100 | MT 255 0.28 |TT8125| MT 260 0.35 |TT8125| MT 250 0.35
2 |TT8125| MT 315 0.28 (TT8125| MG- 245 0.40 |TT8125| MG- 240 0.40
Poor 1 |TT8020| MT 190 024 |TT8135| RT 180 0.36 |TT8135| RT 170 0.36

P

Poor

Insert Selection by

s
s
s
=
@
8
£9
S
£
=
2

1 |PV3010| FG 420 0.12 [PV3010| FG 330 0.15 |PV3010| FG 320 0.15
2 |CT3000( FG 380 0.12 |CT3000| FG 295 0.15 |CT3000| FG 285 0.15
1 |TT5100 | MT 265 0.17 |TT8115| MT 285 0.20 |TT8115| MT 275 0.20
2 |TT8125| MT 345 0.17 |TT8125| MT 255 020 |TT8125| MT 250 0.20
1 |TT5100| MT 255 017 |TT8125| MT 255 020 |TT8125| MT 250 0.20
2 |TT8125| MT 330 0.17 |TT5100 MT 195 0.20 |TT5100| MT 190 0.20
1 |TT8020 | MT 205 0.17 |TT8135| MT 180 0.20 |TT8135| MT 170 0.20

F | -10 Best

Best

M |1.0-3.5] Normal

Poor
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B Recommended cutting parameters to start machining

insertstyle  [ISH: Negative inserts B Positive inserts
Application [ F_]: Finishing [[M_]: Medium [JIR: Roughing
Depth of cut (mm)

Workpiece, stability and machine condition

-Best: no scale, no interruption, good rigidity
-Normal: a little scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Workpiece Material

\ \ Bearing Steel Carbon Tool Steel Alloy Tool Steel
'y (HB200 - 220) (HB200 - 220) (HB200 - 220)
El -0 Best 1 |PV3010| FG 330 0.15 |PV3010| FG 330 0.15 |PV3010| FG 320 0.15
2 |TT8115| FG 315 0.15 |TT8115| FG 315 0.15 |TT8115| FG 305 0.15
Best 1 |TT8115| MP 305 0.30 |TT8115| MP 305 0.30 |TT8115| MP 295 0.30
2 |TT8125| MP 280 0.30 |TT8125| MP 280 0.30 |TT8125| MP 250 0.30
10-25| Normal 1 |TT18115| PC 290 0.30 |TT8115| PC 290 0.30 |TT8115| PC 280 0.30
2 |TT8125| PC 260 0.30 |TT8125| PC 260 0.30 |TT8125| PC 250 0.30
Poor 1 |TT8135| RT 180 0.32 |TT8135| RT 180 032 |TT8135| RT 170 0.32
2
M Best 1 |TT8115| PC 290 0.35 |TT8115| MT 290 0.35 |TT8115| PC 280 0.35
2 |[TT8125| PC 260 035 |TT8125| MT 260 035 |TT8125| PC 250 0.35
25-40| Normal 1 |TT8125| MT 260 035 [TT8125| MT 260 0.35 |TT8125| MT 250 0.35
2 |TT8125| MG- 245 0.40 |TT8125| MG- 245 0.40 |TT8125| MG- 240 0.40
Poor 1 |TT8135| RT 180 0.36 |TT8135| RT 180 0.36 |TT8135| RT 170 0.36

.
N |
S B 7 S O N

Poor

Insert Selection by
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F|-10 Best

2

1 |PV3010| FG 330 0.15 [PV3010| FG 330 0.15 [PV3010| FG 320 0.15
2 |CT3000| FG 295 0.15 |CT3000| FG 295 0.15 |CT3000( FG 285 0.15
1 |TT8115| MT 285 020 [TT8115| MT 285 020 |(TT8115| MT 275 0.20
2 |TT8125| MT 255 020 |TT8125| MT 255 0.20 |TT8125| MT 250 0.20
TT8125| MT 255 020 |(TT8125| MT 255 020 |(TT8125| MT 250 0.20
TT5100| MT 195 0.20 |TT5100| MT 195 0.20 |TT5100| MT 190 0.20
TT8135| MT 180 020 |(TT8135| MT 180 020 |(TT8135| MT 170 0.20

Best

M |1.0-35| Normal

Poor

o=
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B Recommended cutting parameters to start machining

isertstyle [N Negative inserts Bl Posttive inserts
Application [ F_]: Finishing [[M_]: Medium [JIRH: Roughing
Depth of cut (mm)

Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: a little scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

pvaorn] ra | 20 [ow [mmens] ra | 20 [ o [aseno [120 [ an
CTaO| FG Fali] oM |TTRXS| FG 210 014 | TBEIO | 10 010

Insert Selection by
Workpiece Material

§|§£r§§a§§'{£§§z:=
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B Recommended cutting parameters to start machining

insertstyle  [Sl: Negative inserts Bl Fositive inserts
Application [ F_| [[M]: Medium [BRH: Roughing
Depth of cut (mm)

Workpiece, stability and machine condition

-Best: no scale, no interruption, good rigidity

-Normal: a little scale, a little interruption, good rigidity

-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Workpiece Material

\ Martensitic/Ferritic Austenitic Stainless Steel
YvY Stainless Steel (HB180 - 200) (HB180 - 200)
1 |PV3010| SF 330 0.12 |PV3010| SF 265 0.12
F| -10 Best
2 |TT9215| EA 260 012 |TT9215| EA 210 0.12
1 |TT9215| EM 230 020 |TT9215| EM 200 0.20
Best
2
1 |TT9225| EM 210 024 |TT9225| EM 185 0.24
1.0-2.5| Normal
2 |TT9235| MP 180 0.24 |TT9235| MP 145 0.24
b 1 |TT9080| MT 170 0.24 |TT9080| MT 135 0.24
oor
M 2
1 |TT9225| EM 200 0.24 [TT9225| EM 160 0.24
Best
2
1 |TT9225| MP 190 028 |TT9225| MP 150 0.28
2.5-4.0/ Normal
2 |TT9235| MT 165 0.28 |TT9235| MT 135 0.28
1 |TT9080| MT 165 0.24 |TT9080| MT 125 0.24
Poor
Normal
40-7.0
— Poor
BE
= D
Ss
= Normal
£
B2 7.0-
==
D = Poor
23
1 |PV3010| FG 330 0.12 |PV3010| FG 265 0.12
F| -10 Best
2 |TT9215| FG 270 012 |TT9215| FG 220 0.12
1 |TT9225| PC 195 0.17 |TT9225| PC 160 0.17
Best
- 2
1 |TT9225| PC 185 0.17 |TT9225| PC 150 0.17
M |1.0-35| Normal
2 |TT9235| MT 160 017 |TT9235| MT 130 0.17
1 |TT9080 | MT 150 0.17 | TT9080| MT 120 0.17
Poor B
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B Recommended cutting parameters to start machining

insertstyle [ Negative inserts Il : Positive inserts
Application [ F_]: Finishing [[M_]: Medium [JIR: Roughing
Depth of cut (mm)

Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: a little scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Workpiece Material

Y Y \ Ni Based Super Alloy Titanium Alloy
1 | TC430 250 0.15 |TT5080| EA 100 0.15
F| -10 Best
2 |TT5080| EA 60 0.15
Best 1 | TC430 250 0.15 |TT5080| EM 90 0.20
es
2 |TT5080| EM 60 0.20
1 |TT5080| MP 50 0.20 |TT5080| MP 80 0.20
1.0-25| Normal
2
b 1 |TT9080| MT 35 0.20 |TT8020| MT 50 0.20
oor
M 2
Best 1 |TT5080| EM 50 0.20 |TT5080| EM 80 0.20
es
2
1 |TT5080| MP 45 0.20 |TT5080| MP 70 0.20
2.5-4.0{ Normal
2
b 1 |TT9080| MT 30 0.20 |TT8020| MT 45 0.20
oor
Normal

Poor
]
s 8
9D w«©
Normal 2 ..gs
7.0- 2 8
1 B2
Poor 5=
2 E;
1 |TT5080| FG 60 0.10 |TT5080| FG 100 0.10
F|-10 Best
2
1 |TT5080| PC 50 0.15 |TT5080| PC 80 0.15
Best
- 2
1 |TT5080| PC 45 0.15 |TT5080| PC 75 0.15
M [1.0-35| Normal 5
1 |TT9080| MT 30 0.15 |TT8020| MT 50 0.15
Poor 2

Member IMC Group.
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B Recommended cutting parameters to start machining

insertstyle  [IXH: Negative inserts B Positive inserts
Application [ F_]: Finishing [[M_]: Medium [l Roughing
Depth of cut (mm)

Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: a little scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Workpiece Material

Gray Cast Iron Ductile Cast Iron
YvY \ (HB180 - 220) (HB200 - 240)
1 | AS500 600 0.25 | AS500 440 0.20
F| -10 Best
2 |TT7005| MT 400 0.25 |TT7005| MT 320 0.20
Best 1 | AS500 570 0.35 | AS500 420 0.30
es|
2 |TT7005| MT 380 0.35 |TT7005| MT 305 0.30
1 | AS10 540 0.35 | AS10 400 0.30
1.0-25] Normal
2 |TT7005| MT 360 0.35 |TT7005| MT 290 0.30
P 1 |TT7005| RT 320 0.40 |TT7015| RT 250 0.35
oor
M 2 |TT7015| RT 270 0.40
Best 1 | AS10 540 0.35 | AS10 400 0.30
es!
2 |TT7005| MT 360 0.35 |TT7005| MT 275 0.30
1 | AS10 510 0.35 | AS10 380 0.30
2.5-4.0/ Normal
2 | TT7005 RT 320 0.40 |TT7015| MT 260 0.35
P 1 |TT7005| RT 300 0.40 |TT7015| RT 235 0.35
oor
2 |TT7015| RT 255 0.40
Normal
40-7.0
Poor
5E
= D
S ©
B= Normal
D@
38 7.0-
o
5= Poor
23
1 |TT7005| MT 400 0.18 |TT7005| MT 320 0.15
F|-10 Best
2 | TB730 700 0.15
Best 1 |TT7005| MT 380 0.25 |TT7005| MT 305 0.20
es!
- 2
1 |TT7005| MT 360 0.25 |TT7005| MT 290 0.20
M [1.0-35| Normal
2 |TT7015| MT 305 025 |TT7015| MT 250 0.20
1 |TT7015| MT 290 0.25 |TT7015| MT 235 0.20
Poor 2
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B Recommended cutting parameters to start machining

insertstyle IR Negative inserts I Posttive inserts
Application [ F_| [[M]: Medium [RH: Roughing
Depth of cut (mm)

—— Workpiece, stability and machine condition
-Best: no scale, no interruption, good rigidity
-Normal: alittle scale, a little interruption, good rigidity
-Poor: heavy scale, severe interruptions, poor rigidity

First and second choice grade, chipbreaker, cutting speed(m/min) & feed rate(mm/rev)

Insert Selection by

s
£
s
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@
8
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S
=

_u{-lu-ﬁu-unm-udlu—i\\-ﬁu-u-m-.
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Insert Designation System

n Shape

80°

n Clearance Angle

\,L/

[

n Type

C D i A G M
0° 5
&7 | O g 0 | O | Oy
H K R B,W TH
@ ~ e
7° 11°
s T P Special Z,X
n Tolerance
_ // . } Tolerance
m o Dlz;nlgter Onm Ond
‘\_ / Class M Class U Class M Class U
d d ! t ! +0.08 +0.13 +0.05 +0.08
+0.08 +0.13 +0.05 +0.08
+0.13 +0.20 +0.08 +0.13
m t d
0.005 0.025 0.025
+0.15 +0.27 +0.10 +0.18
0.005 0.025 0.013
0.013 0.025 0.025
+0.15 +0.27 +0.10 +0.18
0.013 0.025 0.013
0.025 0.025 0.025
+0.18 +0.38 +0.13 +0.25
0.025 0.13 0.025
0.08-0.18 0.13 0.05-0.13
+0.18 +0.38 +0.13 +0.25
0.13-0.38 0.13 0.08 - 0.25
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T-TdiciN

[ Thickness Corner Radius [ Hand of insert [E2] chipbreaker
A
] s g 14 Zpe

01 =1.59mm 01 =0.1mm
T1=1.98mm 02 = 0.2mm
_(I)_g = g-ggmm 04 = 0.4mm
=2./8mm =

03=318mm g8=0.5mm
T3 =3.97mm 12—1‘2mm
04 =4.76mm T

05 = 5.56mm 16=1.6mm
06 = 6.35mm 20 =2.0mm
07 = 7.94mm 24 =2.4mm L: Left hand
09 =9.52mm 32=3.2mm

12][04][08) (L) e

B Cutting Edge Length
1.C(mm) © D E R s T v w K H
04 03 06 02
05 04 08 08
06 05 09 09 03
07 06 11 11 04
09 o7 13 13 05
08
1 09 09 16 16 06 16
10
12 g
15 13 12 22 22 08 05 £
19 15 15 27 27 10 =
16 é
23 19 19 33 33 13 10
20
25
31 25 25 44 44 17
38 31 54 54 21
32
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CNMG Negative 80° Rhombic inserts

Recommended Machining Grade
Conditions Cermet CVD Coated

= S Eglelelslelglglglelels
WU 5 |E EIEIE|E|EE|E|B|E|E
CNMA 090408 0.15-0.60 | 1.00 - 4.00 o | e
o CNMA 090412 0.15-0.70 | 1.00 - 4.00 o | e
n CNMG 090404 0.10-0.45 | 0.50 - 4.00 o | o
@ CNMG 090408 0.10-0.50 | 0.50 - 4.00 o | o
CNMG 090412 0.10-0.55 | 0.50 - 4.00 o | o
,-;'.:-h CNMG 090404 EA | 0.05-0.30 | 0.13 - 1.50 S ol
v CNMG 090408 EA | 0.07-0.40 | 0.15- 1.50 S ol e
. |CNMG 090408 EM | 0.13-0.40 | 0.50 - 4.00 oo | e o | o
v CNMG 090412EM | 0.15-0.40 | 0.70 - 4.00 S IS S o | o
CNMG 090404 FG | 0.07 - 0.30 | 0.20 - 2.00 o | o .
. |CcNMG 090408FG | 0.10-035 | 0.50-2.00 o | o .
CNMG 090412FG | 0.15-0.40 | 0.50 - 2.00 o | o .
. CNMG 090404 FM | 0.07-0.30 | 0.25-2.00 | oo e .
*:T__‘f-‘ CNMG 090408 FM | 0.10-0.35 | 0.30-2.00 | o oo e o
CNMG 090412FM | 0.15-0.40 | 0.35-2.00 | ® oo e .
CNMG 090404 FT | 0.07-0.30 | 0.40 - 3.50 o | o | e .
f;\- CNMG 090408 FT | 0.10-0.40 | 0.50 - 3.50 o | o | e .
v CNMG 090412FT | 0.15-0.50 | 0.60 - 3.50 o | o | e .
) CNMG 090404 MM | 0.15- 0.45 | 0.40 - 4.00 o|o|o|e|e|e]|e
@; CNMG 090408 MM | 0.20 - 0.50 | 0.50 - 4.00 o|o|o|e|e| o]
CNMG 090412 MM | 0.23 - 0.50 | 0.70 - 4.00 o|o|o|e|e|e]|e
CNMG 090404 MT | 0.10-0.35 | 0.80 - 4.50 o | o | e .
= P8 | CNMG 090408 MT | 0.15-0.45 | 1.00 - 4.50 o oo o
'é CNMG 090412 MT | 0.20-0.55 | 1.20 - 4.50 o | o | e .
% CNMG 090404PC | 0.10-0.30 | 0.40 - 4.00 o | o | e .
é @, CNMG 090408 PC | 0.15-0.40 | 0.50 - 4.00 o | oo .
CNMG 090412PC | 0.18 - 0.50 | 0.60 - 4.00 o | oo .

o Marked: Standard Items
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DNMG Negative 55° Rhombic inserts

Recommended Machining Grade
Conditions Cermet CVD Coated

Designation w| w w| wlw v lwulvulala|a
feed ap S|s|=|f2|la|l8|&|2|8|8
Ll G BEEEEEEBEEEEE
DNMG 130504 0.10- 045 | 0.50 - 4.00 o |
VH’ DNMG 130508 0.10-050 | 0.50 - 4.00 oo
DNMG 130512 0.10- 055 | 0.50 - 4.00 o |
_ e - |DNMG 130504EA | 005-030 0.13-150 oo e o
\_-.—f’"" DNMG 130508 EA | 0.07 - 0.40 | 0.15 - 1.50 oo e o |
4. |DNMG 130508EM | 0.13-0.40 | 0.50-4.00 T P ol
\', " |DNMG 130512EM | 0.15-0.40 | 0.70 - 4.00 T P ol
DNMG 130504 FG | 0.07 - 0.30 | 0.20 - 2.00 oo .
Q:;‘ DNMG 130508 FG | 0.10-0.35 | 0.50 - 2.00 o e .
DNMG 130512FG | 0.15-0.40 | 0.50 - 2.00 ol .
. DNMG 130504 FM | 0.07-0.30 | 0.25-2.00 | oo e o
."'\P";‘ DNMG 130508 FM | 0.10-0.35 | 0.30-2.00 | o oo e .
DNMG 130512FM | 0.15-0.40 | 0.35-2.00 | oo e o
DNMG 130504 FT | 0.07-0.30 | 0.25 - 3.50 S S .

%

J

DNMG 130508 FT | 0.10-0.40 | 0.30 - 3.50

DNMG 130512FT | 0.15-0.50 | 0.35-3.00 o | o | o °

DNMG 130504 MM | 0.15-0.45 | 0.40 - 4.50 o | o | o |0 0| e e

%
A

DNMG 130508 MM | 0.20 - 0.50 | 0.50 - 4.50

\
¢

DNMG 130512 MM | 0.23- 0.50 | 0.70 - 4.50 ololololololc

DNMG 130504 MT | 0.10-0.35 | 0.80 - 4.50 ole]e .

6"‘ DNMG 130508 MT | 0.15-0.45 | 1.00 - 4.50 o|eole R

DNMG 130512 MT | 0.20-0.55 | 1.20 - 450 elel|e .

~ DNMG 130504PC | 0.10-0.30 | 0.40 - 4.00 ololc .
__,.,-f'ﬁ\--.__

W DNMG 130508 PC | 0.15-0.40 | 0.50 - 4.00 o|o|e .

DNMG 130512PC | 0.18-0.50 | 0.60 - 4.00 ololc .

® Marked: Standard Items

N
& A

.

Insert Item List



BRI RUZT

T TN KEiE R
SNMG Negative 90° Square inserts
Recommended Machining Grade

Conditions Cermet CVD Coated

Designation w lw| w| v[vulw[vwlw|lela|e
SNMG 090404 0.10-0.45 | 0.50 - 4.00 o | e
@ SNMG 090408 0.10-0.50 | 0.50 - 4.00 o | e
SNMG 090412 0.10-0.55 | 0.50 - 4.00 o | e
FF.R SNMG 090404 EA | 0.05-0.30 | 0.13- 1.50 o | o | e o | o
. SNMG 090408 EA | 0.07 - 0.40 | 0.15- 1.50 oo e o | o
SNMG 090408 EM | 0.13-0.40 | 0.50 - 4.00 ol oo o | e
SNMG 090412EM | 0.15-0.40 | 0.70 - 4.00 ol oo o o
SNMG 090404 FG | 0.07 - 0.30 | 0.20 - 2.00 o | e o
SNMG 090408 FG | 0.10-0.35 | 0.50 - 2.00 o | o .
SNMG 090412FG | 0.15-0.40 | 0.50 - 2.00 o | o .
SNMG 090404FM | 0.07-0.30 | 0.25-2.00 | o ol oo .
SNMG 090408FM | 0.10-0.35 | 0.30-2.00 | o ol oo .
SNMG 090412FM | 0.15-0.40 | 0.35-2.00 | o ol oo .
SNMG 090404 MM | 0.15 - 0.45 | 0.40 - 4.00 P T A S P I S
SNMG 090408 MM | 0.20 - 0.50 | 0.50 - 4.00 P T I T S S
SNMG 090412 MM | 0.23 - 0.50 | 0.70 - 4.00 P T S S P I S
SNMG 090404 MT | 0.10-0.35 | 0.80 - 4.00 ol oo .
SNMG 090408 MT | 0.15-0.45 | 1.00 - 4.00 ol oo .
SNMG 090412 MT | 0.20-0.55 | 1.20 - 4.00 ol oo .
A SNMG 090404 PC | 0.10-0.30 | 0.40 - 3.50 ol oo .
@ SNMG 090408 PC | 0.15-0.40 | 0.50 - 3.50 ol oo .
SNMG 090412PC | 0.18-0.50 | 0.60 - 3.50 o oo .

e Marked: Standard Items

Insert Item List
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TNMG Negative 60° Triangular inserts

Recommended Machining Grade
Conditions Cermet CVD Coated

Designation w w| w|lw|lolaole
feed ap SIN| 8| K| 28|83
(mm/rev) (mm) E E E "’:’ E E |°:’
TNMG 130404 0.10- 045 | 0.50 - 4.00 o | e
__;ﬁx\ TNMG 130408 0.10-0.50 | 0.50 - 4.00 o | e
WS T me 130812 0.10- 055 | 0.50 - 4.00 o e
A TNMG 130404 EA | 0.05-0.30 | 0.13 - 1.50 o | o | o | o
;:; TNMG 130408 EA | 0.07-0.40 | 0.15-1.50 oo e o
. TNMG 130408 EM | 0.13 - 0.40 | 0.50 - 4.00 P I o
H TNMG 130412EM | 0.15-0.40 | 0.70 - 4.00 O T ol
TNMG 130404 FG | 0.07-0.30 | 0.25 - 1.50 o o
”;ﬂ.‘ TNMG 130408 FG | 0.10-0.35 | 0.30 - 1.50 o .
WS INMG 130412 FG | 0.15-0.40 | 0.35-1.50 ol c o
E TNMG 130404 FM | 0.07-0.30 | 0.25-1.50 | oo |e .
‘;\ﬁ_“-& TNMG 130408 FM | 0.10-0.35 | 0.30-1.50 | e|o e .
B I TNMG 130412FM | 0.15-0.40 | 0.35-150 | ol oo .
N TNMG 130404 FT | 0.07-0.30 | 0.25 - 2.50 oo e .
PN |TNMG 130408FT | 0.10-0.40 | 0.30-250 ololc o
S TNMG 130412 FT | 0.15-0.50 | 0.35-2.50 oo | e .
. TNMG 130404 MM | 0.15 - 0.45 | 0.40 - 3.50 P T A A O B
,’ﬁ?\ TNMG 130408 MM | 0.20 - 0.50 | 0.50 - 3.50 P T A N S R S
WSS I rNmG 130412MM | 0.23-0.50 | 0.70- 350 P T A A P B S
A TNMG 130404 MT | 0.10-0.35 | 0.80 - 3.50 oo e .
P TNMG 130408 MT | 0.15-0.45 | 1.00 - 3.50 oo e .
— TNMG 130412 MT | 0.20-0.55 | 1.20 - 3.50 oo e .
TNMG 130404 PC | 0.10-0.30 | 0.40 - 3.00 e|o e . %
,Fb\ TNMG 130408 PC | 0.15-0.40 | 0.50 - 3.00 e|o e . :E:
WSS ITNMG 130412PC | 0.18-0.50 | 0.60-3.00 oo e . g
: TNGG 130404 RL | 0.12-0.30 | 1.00-3.50 | =
.& TNGG 130408 R | 0.15-0.35 | 1.30-3.50 |

o Marked: Standard Items

‘3 TaeguTec 85
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Negative 80° Rhombic Inserts

Recommended Machining

Conditions Cermet CVD Coated PVD Coated Uncoated

Rl e AEHBEEEREEEEEERAE
fantie) | (@) EEIE|IE|E|E|E|E|E|IEIE|EIEIE|E|*|*|*
CNMA 120404 0.15-0.50 | 1.0-5.0 o|e|o0 .
120408 0.15-0.60 | 1.0-6.0 e|e|o .
120412 0.15-0.70 | 1.5-6.0 e|e |0
120416 0.20-0.80 | 2.0-6.0
“ 160612 0.15-0.70 | 2.0-8.0 .
v 160616 0.20-0.80 | 2.0-8.0
) 190604 0.15-0.50 | 2.0-10.0
For Roughing 190608 |0.15-070| 2.0- 100 o| o
190612 015-070 | 20-100 e|e|o0
190616 |0.15-100| 3.0-10.0 ole|o
‘N.,ee‘
= CNMA 120408 WT [0.15-0.8 | 0.7-5.0
For Roughing
CNGG 120401 ML |0.03-0.10 | 0.1-1.0 .
0 120402 ML |0.05-0.15 | 0.2-1.2 . .
120404 ML |0.10-0.30 | 0.8-3.5 . .
For Medium 120408 ML |0.12-0.35 | 1.0-35 .
CNMG 090308 0.20-050 | 1.0-35 oo .
120404 0.17-0.45| 1.0-5.0 e|(le e 0|0 0@ ° ° °
120408 0.23-0.60 | 1.5-5.0 oo e 0|0 0@ o e ° ° °
120412 0.25-0.60 | 20-5.0 e|e|0 0o .
120416 027-0.60 | 25-5.0
160408 0.25-0.60 | 20-65 .
160604 0.20-0.45| 20-65 .
@ 160608 0.25-060 | 20-6.5 o|e .
160612 027-0.60 | 20-65 .
For Medium 160616 0.29-0.60 | 20-65
190604 0.20-0.45 | 3.0-8.0 oo .
190608 0.25-0.60 | 3.0-8.0 e|e|0|e|e|e .
190612 0.30-0.60 | 3.0-8.0 . oo e oo
190616 0.35-0.70 | 3.0-8.0 oo .
190624 0.35-0.80 | 3.0-8.0
@ CNMG 120404 EA {0.05-0.30| 0.15-1.5 ° o | oo °
120408 EA [0.07-0.40| 0.15-15 ° oo e o | e ° °
For Finishing
- CNMG 120408 EM [0.13-0.50 | 0.5-5.0 oo . .
| 120412 EM |0.15-055 | 0.5-5.0 oo e .
g @ 120416 EM |0.17-0.60 | 0.5-5.0 o|o|e
= 160608 EM | 0.13-0.50 | 0.5-65 elole .
§ @ 160612 EM |0.15-055 | 0.5-6.5 o|o|e .
= 160616 EM |0.17-0.60 | 0.5-6.5 oo e .
For Medium 190608 EM |0.13-0.50 | 0.5-8.0 o|le|e .
190612 EM |0.15-0.55 | 05-8.0 o|o|e .
190616 EM |0.17-0.60 | 0.5-8.0 oo e .

o Marked: Standard ltems
oMarked: Semi Standard Items

8s {3y TaeguTec



Negative 80° Rhombic Inserts

For Roughing

Designation

CNMG

120408 ET

120412 ET
160608 ET

160612 ET

190608 ET

190612 ET

190616 ET

Recommended Machining

Conditions

feed
(mm/rev)
0.17-0.55
0.20 - 0.60
0.20 - 0.60
0.25-0.60
0.20-0.60
0.25-0.60
0.30 - 0.65

ap
(mm)

12-
ilZ=
25-
255
3.0-
3.0-
3.0-

55
55
7.0
7.0
9.0
9.0
9.0

Cermet

CVD Coated

PVD Coated Uncoated

e | TT8125

e o o o o o |[TT9215
e o o o o o o |TT9225

® | TT9235
® | TT5100

e o o o o o o |TT5080
e o | TT9080

For Finishing

CNMG

120404 FA

120408 FA

0.05-0.20

0.05-0.25

02-

03-

2.0

20

&

For Finishing

CNMG

090304 FC

090308 FC

120404 FC
120408 FC

120412 FC

0.07-0.20
0.10-0.25
0.05-0.30
0.08-0.35
0.10-0.40

05-
0.7-
02-
03-
0.3-

20
20
25
25
2.5

&

For Finishing

CNMG

090304 FG

090308 FG

120404 FG

120408 FG

0.07-0.20
0.10-0.25
0.05-0.30
0.08 - 0.35

05-
07/ -
02-
0.3-

2.0
20
25
2.5

For Medium

CNMG

120404 MC

120408 MC

120412 MC

0.10-0.30
0.12-0.35
0.15-0.40

05-
0.7 -
07-

35
3.5
35

For Medium

CNMG

120404 ML

120408 ML

120412 ML

0.10-0.30
0.12-0.35
0.15-0.35

08-
1.0-
13-

35
35
35

For Medium

CNMG

090304 MP

090308 MP

120404 MP

120408 MP

120412 MP

160612 MPy

0.10-0.30
0.12-0.35
0.10-0.30
0.12-0.40
0.15-0.50
0.15-0.50

08-
1.0-
08-
1.0-
15-
25-

3.0
3.0
4.0
4.0
4.0
6.0

For Medium

CNMG

090304 MT

090308 MT

120404 MT

120408 MT

120412 MT
160608 MTy
160612 MTy

160616 MTy

190608 MT

190612 MT

190616 MTy

0.12-0.40
0.17-0.45
0.15-0.40
0.17-0.55
0.20-0.55
0.20-0.55
0.25-0.55
0.30-0.55
0.23-0.55
0.25-0.55
0.30-0.55

08-
1.0-
1.0-
1.2-
15-
20-
20-
20-
3.0-
30-
3.0-

35
3.5
5.0
5.0
5.0
6.5
6.5
6.5
8.0
8.0
8.0

B
a
£
2
=
2
£

v Marked: Old type chipbreaker

o Marked: Standard ltems
oMarked: Semi Standard Items

e TaeguTec 87
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Negative 80° Rhombic Inserts

Q

For Medium

Designation

CNMG

090308 PC

120404 PC
120408 PC

120412 PC

120416 PC

160608 PC

160612 PC
160616 PC

190608 PC

190612 PC

190616 PC

Recommended Machining

Conditions

feed
(mm/rev)
0.10-0.25
0.10-0.40
0.15-0.50
0.17-0.55
0.20 - 0.60
0.20-0.55
0.25-0.55
0.30-0.55
0.23-0.55
0.25-0.55
0.30-0.55

ap
(mm)

06-
04-
05-
06-
08-
20-
20-
20-
3.0-
3.0-
3.0-

2.0
5.0
5.0
5.0
5.0
6.5
6.5
6.5
8.0
8.0
8.0

CVD Coated

PVD Coated Uncoated

e o o o o o o [TT8I25

¢

For Roughing

CNMG

120408 RT

120412 RT

120416 RT

160612 RT

160616 RT

190608 RT
190612 RT

190616 RT

250924 RT

0.25-0.70
0.25-0.70
0.30-0.70
0.25-0.70
0.30-0.85
0.25-0.70
0.25-0.70
0.30-0.85
0.45-1.00

25-
25-
25-
3.0-
3.0-
3.0-
30-
3.0-
5.0-

6.0
6.0
6.0
7.0
7.0
9.0
9.0
9.0
12.0

® © © 0 0 0 o © 0|0 0 0 0 0o 0o 0o 0 o o o TTB8I5

¢

For Finishing

CNMG

120404 SF

120408 SF

0.08-0.25

0.10-0.30

05-1.

0.7 -

W

¢

For Finishing

CNMG

120404 WS

0.05-0.35

05-

20

2 )€

@‘\

¢

For Medium

CNMG

120408 WT

120412 WT

0.15-0.60

0.20-0.80

-5.0

-5.0

88 {3y TaeguTec

o Marked: Standard Items
oMarked: Semi Standard ltems



Negative 80° Rhombic Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designation
feed ap
(mm/rev)  (mm)

CNMM 190612 HT |0.35-0.9 | 4.0-9.0

190616 HT [0.45-1.0 | 4.0-9.0

190624 HT {0.55-1.2 | 40-9.0

250724 HT |0.55-1.3 | 50-120

250924 HT |0.55-13 | 5.0-120 °

250932 HT |0.65-1.3 | 5.0-13.0

e o o TT8115

e o o TT8125

e o o o o [TT8135
® | TT5100

CNMM 190624 HY |0.50-1.10 | 4.0-12.0 oo

250924 HY |0.55-1.50 | 40-15.0 L)
For Heavy

CNMM 250924 HZ |0.55-1.50 | 4.0-15.0 oo

For Heavy

CNMM 120408 RH |0.30-0.70 | 2.5-6.0 .
120408 RH(N) | 0.25-0.60 | 2.0- 5.0
120412 RH |0.30-0.80 | 25-6.0 °
160608 RH |0.30-0.70 | 3.0-8.0
160612 RH |0.30-0.80 | 3.0-8.0 .
160616 RH |0.45-1.00 | 4.0-8.0

RH(N) 190608 RH ¥/ 0.30-0.70 | 3.0-9.0
RH

190612 RH |0.35-0.80 | 4.0-9.0 o
190612 RH(N) |{0.30-0.70 | 3.0-8.0
190616 RH |0.45-1.00 | 4.0-9.0 e oo e oo
190616 RH(N) |0.45-0.90 | 3.0- 8.0
190624 RH |0.55-1.20 | 4.0-9.0 o oo o oo
250724 RH % 0.55-1.20 | 5.0-12.0
250924 RH % 0.55-1.20 | 5.0-12.0
CNMM 120408 RX |0.20-0.55| 0.7-7.0
120412 RX [0.25-0.70 [ 1.0-7.0
160612 RX |0.25-0.70 | 1.0-9.0
@ . 160616 RX |0.30-0.90 | 1.5-9.0
= 160624 RX |0.35-1.20 | 2.0-9.0
190608 RX |0.20-0.55 | 0.7 - 10.0
190612 RX |0.25-0.70 | 1.0-10.0
190616 RX {0.30-0.90 | 1.5-10.0
For Roughing 190624 RX |0.35-1.10| 20-10.0
250724 RX |0.35-1.20 | 20-12.0
250924 RX |0.35-1.20 | 2.0-12.0
* Marked: Chipbreaker shape is not the same as shown in the catalogue. @ Marked: Standard Items

For Roughing
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Negative 55° Rhombic Inserts

Recommended Machining

[ CVD Coated PVD Coated Uncoated

Designation
feed ap
(mm/rev)  (mm)

TT8115
TT8125
TT8135
TT9215
TT9225
TT9235
TT5100
TT7100
e o o o |TT5080

TT7005
TT7015
TT7310

150401 ML
150402 ML
150404 ML
For Medium 150408 ML
DNMA 110408 *0.15-0.50| 0.8-3.0
110412 *0.15-0.50 | 0.8-3.0
150404 0.15-0.50 | 0.4-4.0
150604 0.15-0.50 | 0.4-4.0
150408 0.15-0.65| 0.8-4.0
150608 0.15-0.65 | 0.8-4.0 .
150412 0.15-0.65| 1.2-4.0
150612 0.15-0.65 [ 1.2-4.0
DNMG 150404 0.17-0.45 | 1.0-4.0
150604 0.17-045( 1.0-4.0 oo °
150408 0.17-0.55 | 1.5- 4.
150608 0.17-0.55 [ 1.5-4.0 e(e e O e
150412 0.25-0.55 | 1.5-4.0
For Medium 150612 0.25-0.55| 1.5-4.0 e|e O e @ .
150416 0.25-0.65 | 2.5-4.0
150616 0.25-0.65 | 25-4.0 °
DNMG 150404 EA |0.05-02 |0.1-15
150408 EA [0.10-04 |0.1-15
150604 EA [0.05-02 |0.1-15
For Finishing 150608 EA |0.10-04 [0.1-15
DNMG 110408 EM *{ 0.13-0.50 | 0.5- 4.0
150408 EM [0.13-0.50 | 0.5-5.0
150608 EM [0.13-0.50 | 0.5-5.0
150412 EM [0.15-0.55 | 0.5-5.0
For Medium 150612 EM | 0.15-0.55 | 0.5-5.0

¢

{

For Roughing

e o o o
O O O O

IS
o
L]

e o 0o o

¢

¢

¢

DNMG 150608 ET {0.20-0.60 | 1.0-6.0

¢

150612 ET [0.25-0.60 | 1.0-6.0 °
For Roughing

DNMG 150408 FA {0.05-0.20 | 0.2-2.0 .

¢

150608 FA {0.05-0.20 | 0.2-2.0 °

For Finishing

DNMG 110404 FC *0.07-020| 05-20 | ® | ®
110408 FC ¥ 0.10-0.25 | 0.7-2.0 o
150404 FC_| 0.05-0.30 | 02-25
150604 FC | 0.05-0.30 | 02-25 | o | ®
150408 FC | 0.08-0.35 | 03-25
150608 FC_|0.08-035 | 03-25 | ®
150412 FC_|0.08-0.35 | 05-2.5
150612 FC_|0.08-0.35 | 05-25

DNMG 110404 FG ¥ 0.07-020 | 05-20 | ®
110408 FG ¥ 0.10-0.25 [ 0.7-20 | ®
150404 FG | 0.07-0.20 | 05-2.0
150604 FG | 0.07-0.20 [ 05-20 | ®
150408 FG 40.10-0.25 | 07-20 | ®
150412 FG | 0.12-0.25 | 1.0-2.0

For Finishing 150608 FG 40.10-0.25| 07-20 | o | ®

* Marked: Insert with screw hole v Marked: Old type chipbreaker e Marked: Standard Items
oMarked: Semi Standard ltems

For Finishing

B
|
£
2
=
]
£

&>

OID e

<

% (3 TaeguTec



Negative 55° Rhombic Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated
Designation
feed ap
(mm/rev)  (mm)
150604 MC | 0.
150408 MC
150412 MC | 0.
150608 MC b . °
For Medium 150612 MC |0.15-035| 1.0-35 o o
DNMG 150404 ML [0.10-0.30 | 0.8-3.5 ) e | e . .
@ 150604 ML [0.10-0.30 | 0.8-3.5 o | e ° °
. 150408 ML |0.12-0.35 | 1.0-3.5 . oo . o0 .
For Medium 150608 ML_|0.12-0.35 | 1.0-35 ole o oo o
o DNMG 150404 MP [0.10-0.30 | 0.8-4.0 ° °
@ 150604 MP_|0.10-030 | 0.8-40 ole olole .
150408 MP  [0.12-0.40 | 1.0-4.0 ° oo ° °
OLD @ 150608 MP | 0.12-0.40 | 1.0-4.0 oo o o |00 )
For Medium 150612 MP | 0.15-0.40 [ 1.0-4.0 o oo
DNMG 110408 MT */0.17-0.40 | 1.0-3.0 e|e |0 0@ °
110412 MT %/ 0.20-0.45 | 1.0-3.0 ° °
150404 MT |0.15-0.40 | 0.8-4.0 ° o | e °
_ﬂ:q\m._ 150604 MT [0.15-0.40 | 0.8-4.0 e|e e |0 0|0 ° .
e o 150408 MT [0.17-0.50 | 1.0-4.0 e O |e |00 o oo °
For Medium 150608 MT [0.17-0.50 [ 1.0-4.0 e|e e |0 0|0 o o o |0 0|0 |0
150412 MT [0.20-0.50 | 1.3-4.0
150612 MT {0.20-0.50 | 1.3-4.0 ° e e o 0|0 oo
DNMG 110408 PC */0.17-0.40 | 0.5-3.0 | e
150404 PC |0.10-0.40 | 0.4-4.0 ° °
@ 150604 PC |0.10-0.40 | 0.4-4.0 o0 e o o0
@ 150408 PC_|0.15-0.50 | 05- 40 oo olo|e
150608 PC | 0.15-0.50 | 0.5-4.0 oo AEEERK)
For Medium 150412PC_|0.17-055 | 06-4.0 oo
150612 PC [0.17-0.55 | 0.6-4.0 oo o | e
DNMG 150408 RT [0.25-0.65| 2.0-4.0 ° °
150608 RT |0.25-0.65 | 2.0-4.0 e/ e | O|e 0|60 °
@ 150412 RT |0.25-0.65 | 2.5-4.0 °
150612 RT [0.25-0.65 | 2.5-4.0 e|e®|O °
For Roughing 150616 RT | 0.25-0.70 | 25-55 oo .
DNMG 150404 L-VF [0.10-0.35| 0.7-4.5 °
150404 R-VF [0.10-0.35 [ 0.7-4.5 ° 3
150604 L-VF [0.10-0.35 | 0.7-4.5 o | e °
150604 R-VF |0.10-0.35 | 0.7-4.5 . o0 oo
150408 L-VF [0.12-0.45| 1.0-45
Right Hand Shown 150408 R-VF [0.12-0.45 | 1.0-4.5 o e
For Medium 150608 L-VF [0.12-0.45| 1.0-4.5 o | e °
150608 R-VF [0.12-0.45 | 1.0-4.5 ° ° |0 -
17
\q{? DNMG 150408WS |0.10-0.30 | 08-40 . oo . 4
(< ' _.¢E3
150608 WS {0.10-0.30 | 0.8-4.0 . o | ° E
For Flnlshlng 3
ev c
\ﬂ\? i _ |DNMG 150412WT [0.15-0.60 | 1.0-5.0 =
For Medium 150612 WT {0.15-0.60 | 1.0-5.0 o | e
* Marked: Insert with screw hole @ Marked: Standard Items
 Marked: Old type chipbreaker oMarked: Semi Standard Iltems

i.‘ TaeguTec of
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Negative 120° Hexagonal Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated

Designation

feed ap
(mm/rev)  (mm)

@ HNMG 050408 GU |0.15-0.60 | 0.5-3.5 .

For Medium 100612 GU |0.25-0.70 | 1.0-5.0

@ HNMG 050408 SU |0.15-050 | 0.5-35 B .

For Medium 100612SU |0.25-0.70 | 1.0-5.0

L]
[e]
L]
L]

o Marked: Standard ltems
oMarked: Semi Standard ltems

Negative 55° Rhombic Inserts

Recommended Machining
Conditions CVD Coated PVD Coated

Uncoated

Designation
feed aj
(mm/rev)  (mm)

P20
1
K20

KNUX 16040511 _[0.15-035
160405 R11_|0.15-035
Right Hand Shown 16041011 |0.21-0.45| 20-50

e o o o TT8115

e o o o|TT5100

® o o o0 0 o o |TT8125

For Medium 160410 R11 | 0.21-045 | 20-5.0
oy |KNUX 16040512 [024-0.50( 2.0-5.0
160405 R12 |0.24-0.50 | 2.0-5.0 . .
Right Hand Shown 160410 L12 |0.30-0.60 | 25-6.0
For Roughing 160410 R12 | 0.30-0.60 | 25-6.0 .

o Marked: Standard Items

Negative Round Inserts

Recommended Machining Grade
Conditions Cermet CVD Coated PVD Coated

Uncoated
Designation
feed ap
(mm/rev)

7}
a
£
2
=
@
@
£

RNMG 120400
150600
190600
250900 0.55-1.20
310900 0.65-1.20

For Roughing

o Marked: Standard Items

92 (3 TaeguTec



Negative Square Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designation - o g 22288 2882828 El8lgelg
(i) | (Gl EEIE|IEE|EIE|E|E|E|IE|E|E|E|E|* ™=
SNGG 090304 L
090308 L
090308 R .
120404 L 0-4.
120404R [0.12-035 1.0-4.0 .
Right Hand Shown 120408L  |0.15-0.40| 1.0- 4.0
For Medium 120408 R [0.15-0.35 [ 1.0-4.0 ° °
SNMA 120408 0.15-0.70 | 1.0-6.0 e|e|o .
120412 0.20-0.80| 15-6.0 e|le |0
120416 0.30-1.00| 2.0-6.0 e |0
150612 0.20-0.80 | 20-8.0 .
- 150616 0.30-1.00 | 20-8.0
v 190612 0.20-0.80 | 20-10.0 e|le o .
For Roughing 190616 0.30-1.00 | 20-10.0 oo
250716 0.30-1.00( 3.0-13.0
250724 0.40-1.20| 3.0-13.0 e 0| e
SNMG 090304 0.17-0.45| 0.8-35 ° ° °
090308 0.20-0.50| 1.0-35 . oo .
120404 0.17-0.45| 1.0-5.0 . K . .
120408 0.23-0.60| 1.5-5.0 e|(loe e |0 |0 |0 0 ° ° ° °
120412 0.25-0.60 | 2.0-5.0 oo |0 . .
120416 0.35-0.70 | 2.0-5.0 . .
150608 0.25-0.60 | 15-6.0 . .
150612 0.25-0.60 | 2.0-6.0 °
150616 0.35-0.70 | 20-6.0 .
190604 0.17-0.45| 3.0-80 .
For Medium 190608 0.25-0.60 | 3.0-8.0 e e O 0|00 °
190612 0.30-0.60 | 3.0-8.0 e|le|o|e|e]e °
190616 0.35-0.70 | 3.0-8.0 oo .
250716 0.35-0.70 | 4.0-12.0 o|leo e .
250724 050-1.00 5.0-12.0 oo .
250924 050-1.00 | 5.0-12.0 . .
@&'_ SNMG 120404 EA [0.05-0.2 |0.1-15 o|eo e . .
@ 120408 EA |0.10-0.4 |0.1-15 LR .
For Finishing
SNMG 120408 EM |0.13-0.50 | 0.8-5.0 o|e e . .
@ 120412 EM [0.15-055 | 0.8-5.0 oo |0 . .
150612 EM |0.15-055 | 0.8-6.5
150616 EM |0.17-0.60 | 0.8- 6.5
! 190612 EM |0.15-055 | 0.8-8.0
For Medium 190616 EM |0.17-060 | 0.8-80 -
SNMG 120408 ET |0.25-0.70 | 2.0-7.0 e lo|e . . 4
120412 ET [0.30-0.70 | 20-7.0 o|le e . . g
190608 ET |0.30-0.75 | 3.0-9.0 oo . . g
For Roughing 190612 ET [0.35-0.75 | 3.0-9.0 o|le|e . . =
SNMG 090304 FC [0.07-0.20 | 05-2.0 . oo . =
@ 090308 FC [0.10-0.25 | 0.7-2.0 .
120404 FC |0.05-0.30 | 0.2-25 . oo .
120408 FC [0.08-0.35|0.2-25 [ | ® .
For Finishing 120412 FC {0.10-0.40| 0.3-25 ° LK) °

e Marked: Standard ltems
oMarked: Semi Standard Items
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Negative Square Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designati
SRt feed ap E ﬁ E -8- -8- § § g § 2|8
(miey) () EIE|EEE|EEEEF=S
SNMG 090304 FG {0.07-0.20 | 05-2.0 .
090308 FG {0.10-0.25| 0.7-2.0 . .
@ 120404 FG ) 0.07-0.20 | 0.5-3.0 . . .
For Finishing 120408 FG 4] 0.10-025( 0.7-30 | ® | ® oo
@ SNMG 120408 MC [0.12-0.35| 0.7-35 o e .
For Medium 120412 MC |0.15-0.40 | 0.7-35
@ SNMG 120408 ML [0.12-0.35| 1.0-35 e . . .
i 120412 ML |0.15-0.35 | 1.0-35 .
For Medium
SNMG 120404 MP 4| 0.10-0.30 | 0.8-4.0 . .
120408 MP | 0.12-0.40 | 1.0-4.0 | o oo o e oo
@ 120412 MP | 0.15-0.40 | 1.3- 4.0 . .
For Medium 150608 MP | 0.25-0.60 | 1.5-6.0 .
SNMG 090308 MT [0.15-0.45] 1.0-35 oo .
120404 MT 4/ 0.12-0.40 | 1.0-5.0 . . .
120408 MT |0.17-0.55| 1.2-5.0 e|e e O |0 e e o | e o | e
120412 MT 4| 0.20-0.55 | 1.5-5.0 ° e | o o | e ° o | e
e 150612 MT 4/ 0.30 - 0.65 | 2.0- 7.0 oo
190608 MT |0.17-0.55 | 3.0-8.0 . oo
For Medium 190612 MT |0.20-0.55 | 3.0-8.0 . oleo e .
@ SNMG 090308 PC {0.10-0.25 | 0.6-2.0 .
120404 PC |0.12-0.40 | 0.4-5.0 oo
120408 PC |0.15-0.50 | 0.5-5.0 o e . .
For Medium 120412 PC |0.15-0.50 | 0.6-5.0 e .
SNMG 120408 RT [0.25-0.70| 25-6.0 oo .
120412 RT |0.30-0.70 | 2.5-6.0 e|lo|e|e . .
e 120416 RT |0.40-0.70 | 2.5-6.0 oo
- 3 150612 RT |0.30-0.70 | 3.0-7.0 . .
v 190612 RT |0.30-0.75 | 3.0-9.0 o e o|le|e .
190616 RT |0.40-0.90 | 3.0-9.0 e oo o oo o | e
For Roughing 250724 RT | 0.40-1.00 | 5.0-12.0
5 250924 RT | 0.40-1.00| 5.0-12.0 °
= SNMM 190612 HT [0.35-0.9 | 40-9.0 o|ee .
g 190616 HT |0.45-1.0 | 4.0-9.0 o|e e .
= 190624 HT [0.55-1.2 | 40-9.0 oo
2 250724 HT |055-13 | 50-12.0 e oo ° o e
= 250924 HT |0.55-1.3 | 5.0-12.0 o | o e °
For Heavy 250932 HT [0.65-1.3 | 50-13.0
+ Marked: Old type chipbreaker e Marked: Standard Items

oMarked: Semi Standard ltems
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Negative Square Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated
Designation

feed ap
(mm/rev)  (mm)

“ SNMM 190624 HY | 0.50-1.10 | 40-12.0
250924 HY |0.55-150 | 4.0-15.0 oo

For Heavy

S

For Heavy

SNMM 250924 HZ | 0.55-1.50 | 4.0-15.0 oo

SNMM 120408 RH |0.30-0.70 | 2.5- 6.0 . °
120408 RH(N) | 0.25-0.60 | 2.5-5.0 .
120412 RH [0.30-0.80 | 25-6.0 o °
120412 RH(N) | 0.30-0.70 | 3.0-5.0
150612 RH [0.30-0.80 | 3.0-7.0 . °
190608 RH * 0.30-0.70 | 3.0-9.0 °
190612 RH [0.30-0.80 | 4.0-9.0 oo oo 0|0
190612RH(N) |0.30-0.70 | 3.0-8.0

RH(N)
a 190616 RH | 0.45-1.00 | 4.0-9.0 .
RH

190616 RH(N) | 0.40-0.90 | 3.0-8.0
190624 RH |0.55-1.20 | 4.0-9.0
250716 RH * 0.55-1.00 | 5.0-12.0
. 250724 RH * 0.55-1.20 | 5.0-12.0
For Roughing 250924 RH # 0.5 - 1.20 | 5.0-12.0
SNMM 120408 RX [0.20-0.55 | 0.7-7.0
120412 RX [0.25-0.70| 1.0-7.0
@ % 150612 RX [0.25-0.70 | 1.0-9.0
190612 RX [0.25-0.70 | 1.0-10.0
190616 RX [0.30-0.90 | 1.5-10.0
190624 RX |0.35-1.10 | 2.0-10.0
250724 RX [0.35-1.20 | 2.0-12.0
250924 RX 0.35-1.20 | 2.0-12.0
* Marked: Chipbreaker shape is not the same as shown in the catalogue. o Marked: Standard ltems

For Roughing

Negative Triangular Inserts

Recommended Machining
Conditions CVD Coated

PVD Coated Uncoated

Designation k]
(mmfrev)  (mm) 2 EIEIEIEEIEEIEIEIEIE|* = g
TNGG 160404 L . . . =
160404 R . . ° . 2
160408 L . . c
160408 R . . .
220404 L . .
220404 R . . .
Left Hand Shown 220408 L .
For Medium 220408 R ° ° °

® Marked: Standard ltems

e TaeguTec 95
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Negative Triangular Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated
Designation

feed ap
(mm/rev)  (mm)

TNMA 110304 5-2,
160404 0.15-030 | 1.0-40
160408 0.15-040 | 1.0-40 olelo o
160412 0.20-050 | 1.5-45 oo

o 160416 0.20-050 | 1.0-45

== 220404 0.15-030 | 1.5-50

For Roughing 220408 0.15-0.40 | 1.5-5.0 e e 0@
220412 0.20-050 | 1.5-50 .
220416 0.20-061| 20-50

TNMG 110304 0.15-040 | 1.2-30 o
110308 0.17-0.40| 15-3.0
160404 017-045|15-35 ole|e|o
160408 0.17-055| 20-35 ele|o
160412 0.25-055| 20-35
220404 0.17-045| 15-50

f._ 220408 0.17-055 | 20-50 o

220412 0.25-055 | 20-50

220416 0.30-060 | 20-50

For Medium 270608 0.17-055 | 20-50

270612 0.25-055 | 3.0-7.0

270616 0.30-060 | 3.0-7.0

330716 0.35-070 | 3.0-9.0

330924 0.40-080 | 3.0-90

L]
L]
[e]

@ TNMG 160404 EA {005-02 |01-15 olele o .

160408 EA {0.10-04 | 0.1-15 .

For Finishing

TNMG 160408 EM [0.13-0.50 | 0.8-4.5 .
160412 EM |0.15-055 | 0.8- 4.5
220408 EM [0.13-0.50 | 0.8-6.0 .

For Medium 220412 EM |0.15-0.55 | 0.8-6.0

@ TNMG 160408 ET [0.25-0.65 | 2.0-5.0

160412 ET |0.25-0.65| 20-5.0

220408 ET [0.25-0.65 | 25-7.0

For Roughing 220412 ET [0.25-0.65 | 25-7.0

TNMG 160404 FC [0.05-0.30 | 0.2-25 . oo
160408 FC [0.08-0.35| 0.2-25 oo .

For Finishing 160412 FC [0.10-0.40 | 0.3-25 oo .

TNMG 110304 FG_[0.07-0.20 | 0.5-1.5 . .
160404 FG|0.07-0.20 | 05-20 | ®
160408 FG |0.10-0.25|0.7-20 [ @ | ® .
160412 FG [0.13-0.30 | 0.7-2.0

For Finishing 220408 FG [0.10-0.25| 0.7-2.0 .

TNMG 160404 L-FS [0.15-0.30 | 0.8-3.0 .
160404 R-FS |0.15-0.30 | 0.8-3.0 .

. 160408 L-FS |0.20-0.40 | 1.0-

Right hand shown —

For Medium 160408 R-FS [0.20-0.40 | 1.0- 3.5 . .

P

b

B
|
£
2
=
]
£

P

€3
o
L]

TNMG 160408 MC [0.17-0.40 | 0.7-3.5 oo ° .

b

For Medium

o Marked: Standard Iltems
oMarked: Semi Standard Items
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Negative Triangular Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated
Designation
feed ap
(mm/rev)  (mm)
160404 ML - .8 - 3.
160408 ML {0.12-0.35| 1.0-35 °
160412 ML {0.15-0.35 | 1.5-35
220404 ML | 0.10-0.30 | 1.0-4.0 ° °
For Medium 220408 ML [0.12-0.35 | 1.0-4.0 . . .
TNMG 160404 MP | 0.10-0.30 | 0.8-3.5 e | e o oo | o
160408 MP [0.12-0.40 | 1.0-3.5 | e o o |0 oo .
160412 MP [0.15-0.40 [ 1.5-3.5 ° oo |0 °
220404 MP | 0.12-0.35| 1.0-35 ° ° °
220408 MP | 0.12-0.40 | 1.0-4.0 . ° ° e e
For Medium 220412 MP_{0.15-0.40 | 1.0-4.0
TNMG 110308 MT |0.17-0.40 | 1.0-3.0 .
160404 MT [0.17-0.40 | 1.0-35 e|e | e |0 0| e ° oo
160408 MT [0.17-0.50 [ 1.2-3.5 e|eo e |0 e |e ° ° o | e
160412 MT {0.20-0.50 | 1.5-3.5 o oo e oo
220404 MT 4| 0.15-0.40 | 1.2-5.0 o | e
220408 MT 4| 0.17-0.50 | 1.2-5.0 o | e ° °
X 220412 MT |0.20-0.50 | 1.5-5.0 ° ° °
For Medium 270612 MT 4020050 | 30-7.0 .
@ TNMG 160404 PC |0.15-0.40 | 1.0-3.5 oo ° °
160408 PC |0.15-0.50 | 0.5-4.5 | e oo 0|0 .
160412 PC |0.17-0.55 | 0.6-4.5 o | e oo |0 .
220408 PC [0.17-0.50 | 1.2-5.0 o e
For Medium 220412 PC_|0.20-0.50 | 1.5-5.0 o e
TNMG 160408 RT |0.25-0.65 | 2.0-5.0 e |0 o | e
160412 RT [0.25-0.65 | 2.0-5.0 e | O °
A_ 220408 RT |0.25-0.65 | 20-7.0 .
[ 220412RT_[0.25-0.65 | 25-7.0 .
For Roughing 330924 RT [0.35-0.70 | 3.0-9.0 °
./@-iii‘fk TNMG 160408 SF |0.10-0.30 | 0.7-15 o . o
For Finishing
F'N TNMG 160404 L-VF|0.10-0.30 | 0.7-3.5 ° o | e °
160404 R-VF|0.10-0.30 | 0.7-35 [ ® | ® o | e °
Right hand shown 160408 L-VF|0.12-0.35 | 1.0-3.5 ° °
For Medium 160408 R-VF|0.12-0.35 | 1.0-35 oo .
TNMM 160408 RH [0.30-0.70 [ 20-7.0 .
e 220408 RH [0.30-0.70 | 2.0-7.0 °
= 220412RH_|0.30-0.70 | 25-7.0 °ole
P 220416 RH [0.40-0.85| 3.0-7.0 P
For Roughing 270612 RH |0.30-0.80 | 3.0-8.0 2
@ TNMM 160408 RX |0.20-0.55 | 0.7 -6.0 oo | e dEa
160412 RX [0.25-0.70 [ 1.0-7.0 e oo =
220408 RX [0.20-0.55| 0.7-7.5 o oo §
220412RX |0.25-0.70| 1.0-7.5 e oo =
For Roughing 220416 RX |0.30-0.90| 1.5-7.5 e o |0
v Marked: Old type chipbreaker o Marked: Standard Items

oMarked: Semi Standard Items
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Negative 35° Rhombic Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designation
& feed ap Eﬁﬁgggggggea
(miey (o dEEEEEEHEHEEEE
160401 ML - .1 - 1.
@ 160402 ML -0. 12=1
160404 ML -0. .8 - 3. . .
For Medium 160408 ML - 8- 3. o e . °
VNMG 160404 0.17-0.40| 1.0-3.0 e|le e (O 0|0 .
w 160408 | 0.17-050| 15-3.0 e|elefo|e]|e o
For Medium 160412 0.20-0.50 | 15-3.0 . .
@ — VNMG 160404 EA |0.05-0.2 | 0.1-15
For Finishing 160408 EA |0.08-0.3 | 0.2-25
% VNMG 160408 EM |0.13-0.50 | 0.8-35 olo|e .
For Medium
=M1 g | UNMG 160408 FA |0.05-0.25| 03-20 oo .
For Finishing
VNMG 130404 FC |0.08-0.20| 0.5-1.5 . e | o °
@E '= o 130408 FC {0.10-0.23| 0.5-2.0 . o | e °
160404 FC [0.05-0.30| 0.3-25 | @ | ® e | e ° °
For Finishing ]
160408 FC [0.08-0.35| 0.3-25 | @ | ® o0 oo e e
VNMG 130404 FG % 0.08-0.20 | 0.5-1.5 . e | o ° °
5 e 130408 FG ¥ 0.10-0.23 | 05-2.0 . o|e
160404 FG [0.08-0.20| 05-20 | ® | ® e | e ° ° e | e
For Finishing 160408 FG {0.10-0.23| 05-20 | @ | ® o | e ° .
= VNMM 160404 ML |0.10-0.27 | 0.8-3.0 °
‘-—L'IWF"-
.12-0.32 | 1.0-3.
For Medium 160408 ML | 0. 03 0-3.0 ° °
VNMG 130404 MT % 0.15-0.36 | 0.8-2.5 o .o
@ 130408 MT % 0.17-0.36 | 1.0-25 °o | o °
¢ 160404 MT 4] 0.15-0.36 | 0.8-3.0 ° o | o ° . .
For Medium 160408 MT |0.17-0.36 | 1.0-25 e|le|e|o|e|e o oo oo
e
2 @ VNMG 160404 PG |0.15-0.36 | 0.4-3.0 oo .
E IR ==
= . 160408 PC [0.17-0.36| 0.5-3.0 e | e °
+~ For Medium
2 * Marked: Insert with screw hole o Marked: Standard ltems
= + Marked: Old type chipbreaker oMarked: Semi Standard ltems
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Negative 80° Trigon Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Desgraln s ap THEEEEEREEEEEEEREE
(i) | (i) E|E|EIE|E|E|E|E|F|EE|EIEIEIE|*|*|*
WNMA 060408 0.15-0.70 | 1.0-4.0
060412 0.20-0.80| 1.5-4.0
080408 0.15-0.70 | 1.0-5.0 e |e®| O
080412 0.20-0.80| 1.5-5.0 e |0
For Roughing 080416 |0.20-080|15-50 oo
@ WNMG 080404 EA |0.05-0.2 |0.1-15 o oo ° °
For Finishing 080408 EA |0.1-04 |0.1-15 LI ) ° .
WNMG 060408 EM (0.13-0.50 | 0.8-3.0 o o |0 . .
@ 5 060412 EM |0.15-0.55 | 0.8-3.0 e oo ° .
080404 EM (0.10-0.45| 0.8-4.0 oo |0 °
080408 EM |0.12-0.45| 0.8-4.0 o oo ° °
For Medium 080412EM |0.12-045 | 0.8-4.0 o|ole o .
WNMG 060408 ET (0.15-0.50 | 0.8-4.0 e oo ° °
ﬁL 060412 ET |0.15-0.50 | 0.8-4.0 oo |0 ° °
J 080408 ET |0.15-0.55| 0.8-4.5 o oo . °
For Roughing 080412ET [0.20-050 | 0.8-45 o|o|e o o
WNMG 060404 FC (0.07-0.20 | 0.5-2.0 ° e | e °
@ 060408 FC | 0.10-0.25 | 05-20
080404 FC |0.07-0.20 | 0.5-2.0 ° o | e .
080408 FC |0.07-0.20 | 0.5-2.0 . o | e oo .
For Finishing 080412FC |0.10-0.25 | 05-20
WNMG 060404 FG (0.07-0.20 | 0.5-2.0 ° o | e ° °
$ 060408 FG |0.10-0.25|0.7-20 | ® °
u 080404 FG [0.07-0.20(05-20 | o | ® oo o o
For Finishing 080408 FG |0.10-0.25| 0.7-2.0 . oo °
WNMG 060404 MC (0.10-0.30 | 0.5-2.5
060408 MC |0.12-0.35 | 0.7-3.0 ° °
080408 MC (0.12-0.35| 0.7-35 o | e °
For Medium 080412 MC |0.15-040 | 0.7-3.5 ole
@ WNMG 080408 ML |0.12-0.35 | 1.0-3.5 . o | e ° o | e °
For Medium 080412 ML |0.15-0.35 | 1.3-35 "
WNMG 060408 MP (0.12-0.35| 1.0-3.0 ° o e | o . 2
& 060412 MP | 0.15-0.40 | 1.3-3.0 éE’
080404 MP 4| 0.10-0.35 | 1.0-4.0 ° §
ﬁ 080408 MP | 0.12-0.40 | 1.0-4.0 e | e e o 0|0 e | e =
For Medium 080412 MP | 0.15-0.40 | 1.3-4.0 ° e | e °
v Marked: Old type chipbreaker o Marked: Standard ltems

oMarked: Semi Standard Items
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Negative 80° Trigon Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated

Designation w1
feed ap c|s 2l2els
(mm/rev)  (mm) E E a|<|x
WNMG 060404 MT o | e
Ay 060408 MT oo
060412 MT | e
080404 MT 4/ 0.12-0.40 | 1.0-4.0 . e O|e o | e
080408 MT |0.17-0.55 | 1.2-4.0 e|e| e |00 0|0 0| 0 0 0 | e
For Medium 080412 MT | 0.25-0.55 | 1.5-4.0 e|e /0| e e o 0|0 °
WNMG 060408 PC | 0.15-0.50 | 0.5-4.0 oo
060412 PC | 0.17-0.50 | 0.6-4.0 oo
080408 PC | 0.15-0.50 | 0.5-4.0 o | e e oo °
080412 PC | 0.17-0.50 | 0.6 - 4.0 oo 0|0 e °
For Medium 080416 PC_|0.20-0.50 | 0.8-4.0 oo
WNMG 080408 RT |0.25-0.70 | 2.5-4.0 e|le (0 e e oo e 0 0o
080412 RT |0.25-0.70 | 25-4.0 e|le (0o e .
For Roughing 080416 RT [0.30-0.75 | 25-4.0 oo
oY
g
WNMG 080408 WS |0.07-0.35 | 0.5-2.0
For Finishing
we WNMG 060408 WT [0.15-0.60 | 0.7-35 °|e .
W Q 060412 WT |0.20-0.80 | 0.7-3.5 o|o0
080408 WT |0.15-0.60 | 1.0-4.0 . oo °
For Medium 080412 WT |0.20-0.80 | 1.0-4.0 e|O e 00 °
v Marked: Old type chipbreaker e Marked: Standard ltems

oMarked: Semi Standard Items

7}
a
£
2
=
@
]
£
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Positive 7° Clearance 80° Rhombic Inserts

Recommended Machining
Conditions Cermet CVD Coated PVD Coated

Uncoated
Designation
feed ap

(mm/rev)  (mm)

CCET 060201 L-GF |0.02-0.15
060201 R-GF | 0.02-0.15

060202 L-GF |0.03-0.17| 0.3-15 .

060202 R-GF |0.03-0.17| 0.3-1.5

060204 L-GF | 0.05-0.20 | 0.3-1.5

TT7310
TT8115
TT8125
TT8135
TT9215
TT9225
TT9235
TT5100
TT7100
TT5080
TT8020
TTY
TT9080
P20
K1
K20

TT7005
TT7015

— o

= 060204 R-GF |0.05-0.20| 03- 1.5 .

—_— 097301 L-GF_|0.02-0.15 | 02-25 .

— 097301 RGF |0.02-0.15 | 02-25 .
Right hand shown 09T302L-GF |0.03-0.17| 0.3-25

For Finishing 09T302 R-GF [0.03-0.17 | 0.3-25 .
097304 L-GF_|0.05-0.20 | 03-25

097304 R-GF |0.05-0.20| 03-25 .

‘N'\’(’z " CCET 0602003L-GW |0.02-0.15| 0.1-15

T— 0602003R-GW [0.02-0.15| 0.1-15 .

Right hand shown

For Finishing 09T3003L-GW |0.02-0.15| 0.1-25
Can be applied only _

to toolhoders with 95°

approach angle 09T3003R-GW [ 0.02-0.15 | 0.1-25 .

CCGT 0301003 R-FF|0.03-0.10 | 0.05-0.3
0301003 L-FF [0.03-0.10 | 0.05-0.3
030101 R-FF|0.03-0.12| 0.08-0.4
030101 L-FF |0.03-0.12| 0.08-0.4
030102 R-FF|0.03-0.15| 0.1-0.4
030102 L-FF [0.03-0.15| 0.1-0.4

@ 030104 R-FF|0.05-0.20 | 0.1-0.4
030104 L-FF [0.05-0.20 | 0.1-0.4

v 0401003 R-FF|0.03-0.10 | 0.05-0.4
0401003 L-FF |0.03-0.10 | 0.05- 0.4

For Finishing 040101 R-FF|0.03-0.12| 0.1-05
040101 L-FF |0.03-0.12| 0.1-05
040102 R-FF|0.03-0.15| 0.1-05
040102 LFF |0.03-0.15| 0.1-05
040104 R-FF|0.05-0.20| 0.1-05
040104 L-FF |0.05-020] 0.1-05

CCGT 060201 SA {0.02-0.15| 0.1-1.5
@ 060202 SA [0.02-0.15| 0.1-15
060204 SA [0.03-0.20 | 0.1-2.4
09T301 SA [0.02-0.15| 0.1-25
09T302 SA |0.02-0.15| 0.1-25
09T304 SA (0.03-0.20| 0.1-25 o °

o Marked: Standard ltems

.
For Finishing

B
a
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=
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£
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Positive 7° Clearance 80° Rhombic Inserts

Recommended Machining

[ CVD Coated PVD Coated Uncoated
Designation

8 8
feed ap =1 3
(mm/rev)  (mm) E £
CCMT 060202 FA - ARRR ° °
060204 FA .05 - 0. 4l =1l . °
097302 FA .05 - 0. .1-2. . °
For Finishin 09T304 FA |0.05-0.20 | 0.1-2.0 . . °
N 09T308 FA_|0.10-0.25 | 0.2-20 . .
ﬁ CCMT 060204 FG [0.05-0.15|03-15 | o | ® . olee oo
v 09T304FG [007-0.20(04-20 | e | @ oo o|ole oo
09T308 FG [0.10-0.25(0.6-20 [ ® | ® o | e o oo o | e
For Finishing 120408 FG | 0.10-0.25 [ 0.6- 2.0 . .
CCMT 060204 MT [0.07-020|05-20 |e | @ | ® | ® |O | ® | ® oo o oo .
060208 MT |0.13-0.30 | 0.7-2.0 e(e e |0 |0 |e °
097304 MT |0.10-025|07-35 (e |@e | @ | @ | O |o® | o @ oo e oo
09T308 MT |0.13-0.30| 1.0-35 e|le e (O 00 o oo oo
120404 MT [0.10-0.25| 1.0-5.0 e|(e e O 0 e . )
For Medium 120408 MT |0.13-0.30 | 1.3-5.0 e(e| e O 0 0 |0 o oo | e
120412 MT [0.17-0.35| 1.5-5.0 °o| e
CCMT 060204 PC |0.06-0.18 | 0.3-2.0 o e . .
060208 PC | 0.08-0.25 | 0.4-2.0 . e |0 ° °
@ 09T304 PC [0.08-0.25 [ 0.35-30| | oo . o .
09T308 PC |0.10-0.28 | 0.5-3.0 . o e ° °
120404 PC | 0.08-0.25 | 0.4-4.0 . e | o ° °
For Semi Finishing 120408 PC [0.10-0.30 | 0.7-4.0 . oo ° .
120412 PC [ 0.12-0.35| 1.0-4.0 o ° |0 ° °
.Y
v]t
CCMT 09T308 WT |0.10-0.40 | 0.7 - 3.0 . oo .
For Medium
+ Marked: Old type chipbreaker o Marked: Standard Items

oMarked: Semi Standard ltems

B
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£
2
=
]
£
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Positive 11° Clearance 80° Rhombic Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated

Designation

feed ap 5|8 & & 2lelg
(mm/rev)  (mm) a|x|x
@ CPGT 080204C [005-0.20(04-15 .
For Finishing 090304C  [0.05-0.20 | 0.4-20 .
CPMT 080204 FG |0.07-020|0.4-15 . . .
080208 FG |0.10-0.25 [0.6-1.5 . . .
090304 FG_|0.07-0.20 [0.4-2.0 . . .
For Finishing 090308 FG | 0.10-0.25]0.6- 2.0 LK) °
W CPMT 060204 PC | 0.06-0.18 |0.3-2.0 . . . .
060208 PC_|0.08-0.25 [0.4-2.0 . . . .
090304 PC_|0.08-0.25 [ 0.45-3.0 . . . . .
090308 PC_|0.10-0.30 [0.6-3.0 . . . . .
For Semi Finishing 097304 PC_|0.08-0.25 0.45-3.0 . . . . .
097308 PC_|0.10-0.30 [0.6-3.0 . . . . .

® Marked: Standard Items

Positive 7° Clearance 55° Rhombic Inserts

Recommended Machining
Conditions CVD Coated PVD Coated

Uncoated
Designation

feed ap 2lels
(mm/rev)  (mm) o x| x

DCET 070201 L-GF
070201 R-GF
070202 L-GF
070202 R-GF
070204 L-GF
070204 R-GF
117301 L-GF .2 - 2.
117301 R-GF =(1) .2 - 2. .

Right hand shown
For Finishing 11T302-GF | 0.03-0.17 |03-25 .
11T302 R-GF | 0.03-0.17 |03-25 .
117304 L-GF | 0.05-0.20 |0.3-25
11T304 R-GF | 0.05-0.20 |03-25 .
. oY
Qe ) DCET 0702003L-GW |0.02-0.15 [0.1-15
0702003 R-GW |0.02-0.15 [0.1-1.5 .
Right hand shown
For Finishing 11T3003L-GW |0.02-0.15 |0.1-25

Can be applied only
to toolhoders with 93°
approach angle 1173003 R-GW |0.02-0.15[0.1-1.5

k7]
|
1
2
=
@
]
£

DCGT 070201SA [002-015[01-15
@ 070202SA |0.02-0.15(0.1-15
070204 SA |0.03-020{01-15

117301 SA_|0.01-005|0.1-25
For Finishing 11T302SA |0.02-0.15(0.1-25
117304 SA |0.03-020{0.1-25

L]
o Marked: Standard ltems
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Positive 7° Clearance 55° Rhombic Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated
Designation
feed ap
(mm/rev)  (mm)
@ DCMT 070202FA |0.05-015(0.1-15 | o | o o .
For Finishing 11T302FA |005-0.15(01-15 [ | ® . . .
DCMT 070204 FG [0.07-0.20(04-15 | ® | ® oo o | oo oo
070208 FG_ [0.07-0.20 [0.4-2.0 | ® oo . . .
11T304 FG |0.10-0.25(0.6-15 (e | ® °o |0 o o oo e | e
For Finishing 11T308 FG [0.10-0.25|0.6-20 [ ® | ® (K e oo .
- DCMT 117304 MT |0.10-0.25|0.7 - 3.0 e|le e (O 0 0 e e oo )
@ 117308 MT [0.13-0.30 [ 1.0-80 o|o|o|o|e]e o|o|o| |ofe B
For Medium 117312 MT |0.17-0.35|1.5-3.0 . ° °
@ DCMT 070204 PC [0.06-0.18|0.3-2.0 . oo ° °
070208 PC | 0.08-0.25|0.4-2.0 ° ° | o ° °
° 117304 PC_|0.08-0.25 |035-3.0 . oo o B
L ol 117308 PC_|0.10-0.28|0.5-3.0 o oo D .
For Semi Finishing 117312PC_|0.12-0.32|05-30 o o e . o

e Marked: Standard Items
oMarked: Semi Standard ltems

Positive 7° Clearance Round Inserts

Recommended Machining
Conditions CVD Coated PVD Coated

Uncoated
Designation
feed )
(mm/rev)  (mm)

TT8115
e [TT8125
TT8135
TT9215
TT9225
TT9235
® [ TT5100
TT7100
TT5080
TT8020
TT9020
TT9080
P2
K10
K20

TT7310

® | TT7005
TT7015

RCMT 10T300 MT |0.20-0.50| 1.0-4.0
120400 MT |0.30-0.60 | 2.0-5.0 °

For Medium 160600 MT |0.40-0.80 | 3.0-7.0 o

RCMT 120400 PC [0.2-0.6 | 1.3-45 oo ° e .

For Semi Finishing

RCMX 100300 0.25-0.50 | 1.5 - 4.0
— 120400 0.30-0.60 | 2.5-5.0
160600 0.40-0.75|3.0- 7.0
200600 0.48-0.90 | 3.5-9.0
250700 0.55-1.20|4.0-12.0
For Roughing 320900 0.65-1.50 5.0 - 15.0

7}
a
£
2
=
@
]
£

@ RCMX 100300 RA |0.20-0.50 | 1.0-4.0

120400 RA |0.25-0.60 [ 2.0-5.0
160600 RA |0.35-0.75 [ 25-7.0
200600 RA [ 0.40-0.90 |3.0-9.0
250700 RA [0.50-1.203.5-12.0
For Roughing 320900 RA | 0.60-1.50 | 4.0 - 15.0

o Marked: Standard ltems
oMarked: Semi Standard ltems
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Positive 7° Clearance Square Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated
Designation
feed ap
(mm/rev)  (mm)
Q SCMT 09T304 FG |0.08-0.25|0.60 - 2.0 .
09T308 FG | 0.10-0.25 | 0.60 - 2.0 . ° ° °
For Finishing
SCMT 097304 MT [0.10-0.25|0.70- 3.5 oo e O 0 e ° . .
09T308 MT |0.13-0.30|1.00-3.5 e|e (e |0 0|0 0 o o | o | e
120404 MT |0.10-0.25 [1.00-5.0 | e o e °
120408 MT | 0.13-0.30 | 1.00 - 5.0 e|(e e O 00 e o |0 o e
For Medium 120412 MT [ 0.15-0.35 [1.00- 5.0 . .
SCMT 097304 PC [0.08-0.25|0.35-3.0 . e o ° .
@ 097308 PC | 0.10-0.28 | 0.50 - 3.0 o oo . o
120404 PC | 0.08-0.25 | 0.40 - 4.0 o oo ° o
120408 PC | 0.10-0.30 | 0.70 - 4.0 o °| e ° °
For Semi Finishing 120412 PC |0.12-0.35|1.00- 4.0 ° o | e Y °

o Marked: Standard Items
oMarked: Semi Standard Items

Positive 11° Clearance Square Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated
Designation w(w/lo[/w|/w(/w[w|[v[w[as[aslalasls
feed ap Sls|lsl=l8l2|s|lS|Q 228|188 |glglels
(i) | (i) EIE|IEIE|EIE|E|EE|E|EIE|E|E|*|**|*
L]
090308 0.10-0.25| 0.7-35 . .
120304 0.08-0.20| 1.0-5.0 ° °
120308 0.10-0.25| 1.0-5.0 oo o o 0|0
120312 0.15-0.30| 1.0-5.0
120404 0.08-0.20| 1.0-5.0 °
120408 0.10-0.25| 1.0-5.0
120412 0.15-0.30| 1.0-5.0
120416 0.18-0.33| 1.0-5.0
For Finishing 150404 0.08-020 [ 1.5-7.0 . . o
150408 0.10-025 | 1.5-7.0 o %
150412 0.15-0.30| 1.5-7.0 =
190404 |0.08-020| 15-90 g
190408 0.10-0.25| 1.5-9.0 ° ° g
SPMR 090304 0.10-0.25| 0.7-35 ° g
090308 0.13-0.30| 1.0-35 | e =
120304 0.10-0.25| 1.0-5.0 ° °
For Medium 120308 0.13-0.30 | 1.0-5.0 o0 °
SPUN 090304 0.10-0.30 | 1.0-3.5
090308 0.15-0.40| 1.0-35
120304 0.10-0.30| 1.0-5.0 o | e °
120308 0.15-0.40| 1.0-5.0 . oo LI )
120312 0.20-0.50| 1.0-5.0
For Medium 150404 0.10-0.30| 1.5-7.0
190412 0.20-0.50| 1.5-9.0

@ Marked: Standard ltems
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Positive 5° Clearance Triangular Inserts

Recommended Machining
Conditions CVD Coated PVD Coated

Uncoated

Designation

feed ap E E § 22|
mm/rev) mm! 22 2 TS
( ) (mm) EIEE

TBGT 0601003 R-FF
0601003 L-FF
060101 R-FF
060101 L-FF | 0.03-0.12
060102 R-FF | 0.03-0.15
060102 L-FF | 0.03-0.15
060104 R-FF | 0.05 - 0.20
060104 L-FF | 0.05 - 0.20

® Marked: Standard Items

Positive 7° Clearance Triangular Inserts

Recommended Machining
Conditions CVD Coated PVD Coated

Uncoated

Designation =)
feed p 8lglelsg
(mm/rev)  (mm) gl *|=
110301 L-GF | 0.02-0.15
110301 R-GF | 0.02-0.15 .
110302 L-GF |0.03-0.17 [0.3-1.5
Right hand shown 110302 R-GF | 0.03-0.170.3-1.5
For Finishing 110304 R-GF | 0.05-0.20 |0.5-1.5
@ TCGT 110201 SA |0.01-0.05(0.1-25 ° o
110202 SA [0.02-0.15(0.2-2.5 ° °
For Finishing 110204 SA | 0.03-0.20(0.2-25 o .
TCMT 06T102FA |0.03-0.15( 0.4-1.2 °
110202 FA [0.03-0.15(0.1-1.5 o o °
For Finishing 110204 FA {0.05-0.15[0.1-15 | @
TCMT 090208 FG |0.10-0.25[06-15 e | ® . .
E 110204 FG |0.07-0.20 [0.4-15 | ® | ® ° e oo o e
110208 FG  |0.10-0.25 (06-15 (e | ® oo oo
— 16T304 FG | 0.07-0.20(04-20 | o | ® . . .
For Finishing 16T308 FG | 0.10-0.25 | 0.6-2.0 . oo o ele
r TCMT 090204 MT 4] 0.10-0.25[0.6-20 (e |@e (e (@ (O | e | @ o oo o e
090208 MT 4] 0.13-0.30 | 0.8 - 2.0 o |e oo
, 110204 MT | 0.10-0.25 [ 0.6 - 3.0 e|e e |0 0|60 o oo | e
= 110208 MT | 0.13-0.30 (0.8 -3.0 e|e o |0 0|0 o o |0 °
ﬁ 16T304 MT |0.10-0.25 [0.8-5.0 e|loe|e|0|0]|e o|e e .
£ 16T308 MT |0.10-0.30 [1.0-5.0 e|(e e |0 0|0 e oo oo
2 For Medium 16T312MT [0.10-0.30[15-5.0 °
= TCMT 090204 PC |0.06-0.18 {0.3-2.0 . ° e . )
2 090208 PC_| 0.08-0.25 [ 0.4-2.0 . ol . .
- @ 110204PC | 0.06-02 [03-25 . oo . .
r-. 110208 PC [ 0.09-0.26 | 0.42-2.5 ° oo ° .
— 16T304 PC [0.08-0.25|0.35-3.0 . oo ° °
R 16T308 PC |0.10-0.28 |0.5-3.0 . o e ° °
For Semi Finishi —_—
or semiinishing 16T312PC | 0.12-0.36 | 0.6 - 3.0 ° oo ° J

V¥ Marked: Old type chipbreaker e Marked: Standard Items
o Marked: Semi Standard Items
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Positive 11° Clearance Triangular Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designation i gleeir g e g g s|s(8 88
feed ap S| Ss|vlcls|2|la|lalal=| 2l s|le|lg82
(i) | - (@t EIEIE|E|E|E|E|E|E|E|E|E|E|E|™|*|*|*
L] L] L] L] L]
110308 0.10-0.25 | 1.0-30 . .
160302 0.05-0.18| 1.0-5.0
160304 0.07-0.20 [ 1.0-50 . o|le e
160308 0.10-0.25| 1.0-5.0 oo . oo
160312 0.15-0.30 [ 1.0-5.0
220404 0.07-0.20|15-7.0 . .
s 220408 0.10-0.25 [ 15-7.0 . oo
o 220412 0.15-0.30 | 1.5-7.0 .
For Finishing 220416 |0.20-035 | 15-7.0
220425 0.25-0.40 | 1.5-7.0
220430 0.30-045 | 15-7.0 .
270608 0.15-0.25| 3.0-8.0 .
P TPGT 090204 L-C |0.05-0.20 [ 0.3-15 .
j 110304 L-C |0.05-0.20 | 0.5-2.0 . .
110304 R-C |0.05-0.20 | 0.5-2.0 .
—_— 110308 L-C |0.07-0.25| 0.5-2.0 .
Right hand shown 160404 L-C |0.05-0.20| 0.7-3.0 .
For Finishing 160404 R-C | 0.05-0.20 | 0.7-3.0 °
A TPGX 090202L |0.05-0.15]0.4-15 .
. 090204 L [0.08-020|0.6-15 .
H 110302L  |0.08-0.20| 0.5-15 .
110302R  |0.08-0.20| 0.5-15 .
Left hand shown 110304L [ 0.08-0.20 | 0.6-2.0 . .
For Finishing 110304 R |0.08-0.20 | 0.6-2.0 .
TPMR 090204 0.10-025 | 05-2.0 e
090208 0.13-0.30 | 0.7-2.0 e|lo|e|e
110304 4/0.10-025 | 0.7-3.0 oo oo . .
110308 0.13-0.30| 1.0-3.0 . oo .
160304 4]0.10-0.25| 1.0-5.0 e|e e O |0 |0 |0 ° o | e
o ! 160308 0.13-0.30 | 1.0-5.0 o|e oo . oo
160312 0.15-0.35 [ 1.0-5.0 .
220404 4 0.10-0.25|1.0-7.0 . .
For Medium 220408 | 0.13-0.30 | 1.5-7.0 . . .
220412 4/0.15-0.35 | 15-7.0 .
& TPMT 110304 FG |0.07-0.20 | 0.4-15 . . . .
For Finishing
TPMT 090204 PC [0.06-0.18 | 0.3-2.0 . . . .
@ 110204 PC_|0.06-02 | 0.4-25 . . . .
110208 PC_|0.1-0.26 | 0.5-25 . . . . -
! 110304 PC_|0.06-02 | 0.4-25 . . . . 2
110308 PC_|0.1-0.26 | 0.5-25 . . . . . £
R 16T304 PC |0.08-0.25 | 0.45-3.0 . . . . . =
For Semi Finishing 16T308 PC |0.1-03 | 05-30 . . o o . §
=

+ Marked: Old type chipbreaker o Marked: Standard Items
oMarked: Semi Standard ltems
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Positive 11° Clearance Triangluar Inserts

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated

Designation 10
feed ap s
(mm/rev)  (mm) E
TPUN 110304 0.10-0.30 | 1. . °
110308 0.15-0.40| 1.0-3.0 °
160304 0.10-0.30| 1.0-5.0 ° o o |0
F 160308 0.15-0.40| 1.0-5.0 ° ° °
L 160312 0.20-0.50| 1.5-5.0 ° °
;. b 160316 0.25-0.55| 1.5-5.0
— 220404 |010-0.30| 15-7.0 o
For Medium 220408 0.15-040| 1.5-7.0 . o e
220412 0.20-0.50| 1.5-7.0 °
220416 0.25-0.55]| 1.5-7.0

o Marked: Standard Items

Positive 5° Clearance 35° Rhombic Inserts

Recommended Machining
Conditions CVD Coated

PVD Coated Uncoated

Designation

feed ap Q2|8
(mm/rev)  (mm) Qx| x

110301 L-GF | 0.02-0.15 E
110301 R-GF |0.02-0.15(0.2-1.5
110302 L-GF | 0.03-0.17 [0.3-1.5

\

110302 R-GF |0.03-0.17 [0.3- 1.5 °
Right hand shown 110304 L-GF |0.05-0.20 [0.3- 1.5
For Finishing 110304 R-GF | 0.05-0.20 |0.3- 1.5 °
e’
‘N‘ VBET 1103003 L-GW|0.02-0.15|0.1-1.5
Right hand shown
For Finishing
Canboappled only 1108003 R-GW| 0.02- 0.15 | 0.1 - 1.5 o
approach angle
VBGT 110301 SA [0.01-0.20|0.1-1.5 ° °
110802 SA |0.02-0.20 (0.2- 1.5 ° .
110804 SA |0.05-0.20 [0.2- 1.5 ° °
For Finishing 160401 SA |0.01-0.20 [0.1-15 ° .
160402 SA 0.02-0.20 |0.2- 1.5 ° °

@ VBMT 160408 FA |0.05-0.25(03-20 | o | ® oo
For Finishing
E VBMT 160404 FG |0.07-0.20|05-15 | e | ® o e oo . oo
160408 FG |0.10-0.25 (0.7 -2.0 o e oo ° e . )

For Finishing

e Marked: Standard Items
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Positive 5° Clearance 35° Rhombic Inserts

Recommended Machining
Conditions Cermet CVD Coated PVD Coated Uncoated

Designation - » g clels
(mm/rev)  (mm) E al <
VBMT 160404 MT (0.10-025|06-30 (e (e |®|® | O |® | ® ° . o e
160408 MT [0.13-0.30[0.9-30 o | o o[ o 0| o |e of |of |eofe
For Medium 160412 MT [0.15-0.30 [1.2-3.0 oo °
@ VBMT 160404 PC |0.07-0.22|0.5-2.8 . o | e ° °
‘ 160408 PC | 0.10-0.27 [05-2.8 o oo o .
For Semi Finishing 160412 PC [0.10-0.28 [0.5-2.8 . oo ° °

o Marked: Standard ltems
oMarked: Semi Standard Items

Positive 7° Clearance 35° Rhombic Inserts

Recommended Machining
Conditions

Cermet CVD Coated PVD Coated Uncoated

Designation
e HEEEEEEBBBBBBBEEE e
RGN Z S| E EIEREIEIEIEIEIRE|IEEIBE|®**
VCGT 110301 SA |0.01-0.20 . .
110302 SA {0.02-0.20 [0.2-1.5 . .
Fir Finishing 110804 SA {0.05-0.20 [0.2-1.5 . .
VCMT 080202 PC [0.02-0.15/|0.2-1.5 . oo ° °
VCMT 08,11 080204 PC [0.05-020|02-15 | o | ® oo .
110304 PC | 0.05-0.20 [0.1-1.7 . oo .
VCMT 16 —
For Semi Finishing 160408 PC | 0.05-0.20 [0.3-2.0 . oo .

@ Marked: Standard Items

B
4
1
2
=
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Positive 5° Clearance 80° Trigon Inserts

Recommended Machining
Conditions CVD Coated PVD Coated Uncoated

Designation §
feed E) S Qe 5
(mm/rev)  (mm) 5 o x
WBMT 060102R-C |0.03-0.15|0.1-0.4 °

060102L-C | 0.03-0.15|0.1-0.4
WBGT 0601003 R-FF |0.03-0.1 |0.05-0.3
@ 0601003 L-FF | 0.03-0.1 |0.05-0.3
060101 R-FF {0.03-0.12|0.08 - 0.4 °
060101 L-FF | 0.03-0.12|0.08-0.4 .

060102 R-FF | 0.03-0.15|0.1-0.4 °
For Finishing 060102 L-FF |0.03-0.15|0.1-0.4 .
060104 R-FF | 0.05-0.20| 0.1-0.4 °
060104 L-FF |0.05-0.20|0.1-0.4 .

@ Marked: Standard Items

Positive 7° Clearance 80° Trigon Inserts

Recommended Machining

Conditions Cermet CVD Coated PVD Coated Uncoated

Insert Designation ] clg|(gle|lc|e|g[gle|lg[g|sls § 2 o
ee ap 3 S| s|we|ls2|8| 8|8 2|2 S g2 8
MGl = 2| E|E|EEE|E|B|E|E|E|E|BE|B|B|8 3 8

WCGT 020102 L-FF |0.03-0.15|0.1-0.4

020102 L-FF |0.05-0.20 | 0.1-0.4

For Finishing

o Marked: Standard ltems

Negative Square Insert for Pipe Skiving

Dimension(mm)

Designation

|

SNG 452 10R 2 12.70 7.94 10 .
% 16R 2 12.70 7.94 16 o
E _ R 20R 2 12.70 7.94 20 .
2 i 5 25R 2 12.70 7.94 25 .
= .- A 30R 2 12.70 7.94 30 .
E - 40R 2 12.70 7.94 40 .
50R 2 12.70 7.94 50 .
For Pipe Skiving 60R 2 12.70 7.94 60 o
70R 2 12.70 7.94 70 .

« Toolholders will be produced upon request. o Marked: Standard ltems
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Inserts for Aluminum

M Features

® Wide range of applications for aluminum and other non-ferrous materials
® Very high positive rake geometry to minimize cutting forces and built-up edges

 Machining Conditions with K10 Grade

Materials Hardness Brinell (HB) Kc (N/mm?2) Ve (m/min) f (mm/rev)
Aluminum Alloys Unhardened 50-70 500 - 600 2500 - 1000 0.1-06
(Forged) Hardened 90 - 110 700 - 900 1000 - 300 0.1-05
Aluminum Alloys Unhardened 70 - 80 700 - 800 1000 - 300 0.1-05
(Cast) Hardened 80-100 800 - 950 600 - 200 0.1-04
Copper Alloys 90 - 110 700 600 - 250 0.1-05
Bronze 100 1700 300 - 150 0.1-06

é TaeguTec 111
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Inserts for Aluminum
Positive 7° Clearance Inserts for Aluminum Machining

mension(mm) Grade

I
o ' D1 K10
060202 FL 0.2 28 o
060204 FL 04 28 o
097302 FL 0.2 44 o
- 097304 FL 9.525 3.97 04 44 o
! 09T304 FL |
) 097308 FL 9.525 3.97 08 44 o
N 120402 FL 12.70 476 02 55 o
120404 FL 12.70 4.76 0.4 55 o
120408 FL 12.70 476 08 55 o
DCGT 070202 FL 6.35 238 0.2 28 o
070204 FL 6.35 238 04 28 o
[ 117302 FL 9.525 397 02 44 .
7 117304 FL 9.525 3.97 04 44 o
117308 FL 9.525 3.97 08 44 o
RCGT 0803MO FL 8.0 3.18 - 34 o
@ @“‘ | @ | 1003MO FL 10.0 3.18 - 44 o
7 |
‘ 10T3MO FL 10.0 3.97 . 44 o
" SCGT 097308 FL 9.525 3.97 08 44 o
N\ 2040: 12.7( 4.7 .2 !
o © ) 120402FL | 0 6 0 55 o
" 7/ 120404 FL 12.70 476 04 55 o
. et
120408 FL 12.70 476 08 55 o
w TCGT 090204 FL 5.56 238 04 25 o
/\ 110204 FL 6.35 238 0.4 28 o
Lo ‘ 16T304 FL 9.525 3.97 04 44 .
7 r
L] 167308 FL 9.525 3.97 08 44 o
VCGT 110302 FL 6.35 318 02 28 o
. 110304 FL 6.35 3.18 04 28 o
: 160402 FL 9.525 476 0.2 44 o
@ > A0 | 160404FL | 9525 476 04 44 .
T 160408 FL 9.525 476 08 44 o
160412 FL 9.525 476 12 55 o
220530 FL 12.70 5.56 30 55 o

® Marked: Standard ltems
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TURIRUZY

CNMX HE SNMX HE “
(mm) 55 &
Designation
CNMX 160712HB| 15.88 12 @ o |1l () ¥
CNVIX 160716 HB| 15,88 16 =
SNVX150712HB| 15.83 12 L] =
SNVX150716HB| _15.88 16

Recommended Machining
Conditions

CVD Coated PVD Coated Uncoated

Insert Designation =
== HAAREARBEHAEEEEEE0NE
WEVNNULN = 5 |E|E|E|E|E|E|E|E|E|E|E|E|E|E
CNMX 160712HB |0.30-0.80| 1.5-8.0 o | e
160716 HB | 0.30-0.80| 1.5-8.0 o | e
SNMX 150712HB |0.30-0.80| 1.5-8.0 o e
150716 HB | 0.30-0.80| 1.5-8.0 o | e

o Marked: Standard Items

TOPFEED
BNMX HF -

(mm)
Designation d t r QD1 !

BNMX 150720RLHF | 15 8 15 6.2

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated
Insert Designation . clg|glele|lg|(g|le|vlv|[s|s § < o
e ap Sle8|8|s =8 2|88 |&| 28 S 2lels
amer o HIHEHEEEEHEHEREEIEEEEEE
a_F BNMX  150720R/L HF oo

o Marked: Standard ltems

Insert Item List




ToPpdTY

CNMD HD HT HY HZ [0
V)
(mm) || d
Designation d t r V
CNMD 190624 19.05 6.35 24 t r
CNMD 250924 25.40 9.52 24

Recommended Machining

Conditions CVD Coated PVD Coated Uncoated
Insert Designation e =) wlw|lele[g(g|lelvlvlgs|/slgls o
eel AP =) Sleasissla g8 =228 228
WG E B |F EEEREREREEEEEER =
For Roughing
E CNMD 250924 HD |0.55-1.50 | 4.0-15.0 e |
For Finishing
@ CNMD 190624 HT {0.35-0.90 | 4.0-9.0 oo
For Roughing
e 250924 HT |0.55-1.30 | 50-12.0 | e
For Finishing
@ CNMD 190624 HY |0.50-1.10 | 4.0-12.0 ° |0
For Roughing
@ 250924 HY |0.55-1.50 | 40-15.0 oo
For Finishing
For Roughing
E CNMD 250924 HZ |0.55-1.50 | 4.0-15.0 e |0
For Finishing

® Marked: Standard Items
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SNMD HD

Designation
SNMD 190624

SNMD 250924
SNMD 310924

ury

HT HY HZ o

Recommended Machining Grade

- Conditions Cermet CVD Coated PVD Coated Uncoated
Designation EEEEE R E RN EEEERERRETS
= e HHEHEHEHHBEHHEHEHHHEHBEE
VNGO = S| E EIEIEIEIEIEIEEIEIEIEIEIE|> ™
For Roughing | sNMD 250924 HD | 0.55-1.50 | 4.0- 15.0 oo
For Finishing
@ SNMD 190624 HT |0.55-1.20 | 40-9.0 o e
For_R‘o_‘Lljghlng
-
250924 HT |0.55-1.30 | 5.0-12.0 o | e
For Finishing
@ SNMD 190624 HY |0.50-1.10 | 4.0-12.0 o | o
For Roughil
or_ g_t‘Jg ing
-
250924 HY |0.55-1.50 | 4.0-15.0 o | e
For Finishing
For Roughing | sNwmp 250924 HZ [0.55-1.50 | 40- 15.0 oo
-
For Finishing
o Marked: Standard Items

SNMD 31 HD HT

@

Recommended Machining Grade

- Conditions CVD Coated
Designation FRIES
feed ap
(mm/rev)  (mm)

PVD Coated Uncoated
=)

s
B

For HEeaVV SNMD 310924 HD |0.60-1.50 | 7.0- 25.0 ole o
For Finishing

p '3‘ =

ForHeavy | gNMD 310924 HT |0.50-1.40 6.0~ 220 oo .

4

For Finishing

&

116

o Marked: Standard Items
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LNMM HX

(mm)
Designation | d t r QD1
LNMM401224RI-HX | 40 | 25.4 | 12 | 24 | 9.15

Recommended Machining
Conditions PVD Coated Uncoated

Designation

K20

feed ap 8| =
(mm/rev)  (mm) a

LNMM  401224R/L-HX | 0.70 - 1.50 | 6.0 - 32.0

® Marked: Standard Items

LNMX HD LNMX HY

(mm)

Designation
LNMX 501432 HD | 50.8
LNMX 501432 HY | 50.8

3.2
3.2

Recommended Machining Grade
Conditions Cermet CVD Coated PVD Coated Uncoated

Insert Designation
feed ap
(mm/rev) (mm) a

LNMX 501432HD (0.70-1.60 | 6.0-40.0 . .

LNMX 501432 HY |0.65-1.50 | 5.0-40.0 . .

o Marked: Standard ltems
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TOPKAIL
LNMX TWE TWM TWR

(mm) Dd]
Designation i1 l2 Qd t r it

LNMX 191940 |19.05/19.05| 6.35 | 10 | 4.0
LNMX301940 | 30 [19.05/6.35| 12 | 4.0

Recommended Machining Grade

Conditions

Cermet CVD Coated PVD Coated Uncoated

Designation
feed ap
(mm/rev)  (mm)
LNMX 191940 TWF (0.30-1.0 | 0.3-5.0 o | e
LNMX 191940 TWM (0.45-15 | 1.5-9.0 o | e
301940 TWM [050-1.5 | 1.5-15.0 oo
LNMX 301940 TWR |0.70-18 | 20-15.0 oo

@ Marked: Standard Items

Recommended Machining
Conditions

Cermet PVD Coated Uncoated

LI | . |2lglglzlels|slelglgle|e|g|g|g8|8|sl <
GGl = EIE EEEIEEIEIEEEIEEEIES=®

“ Insert and holder can be supplied by quotation.
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Ceramic Inserts

we
AW120 (A1203+Zr02)

AB20 (AI203+TiCN)

Stocked Standard
Inserts

AS20 (Si3N4)



Designation

® e | AB210

120404 CNGA 431
120408 432 . o °
120408 E 432E .
120408 T7 43277 .
120412 433 . ° . . .
120412 E 433 E °
12041277 43377 .
120416 434 ° ° . .
160608 542 .
160612 543 ° ° °
160616 544 . )
160624 546 )
190608 642 ° °
190612 643 . .
190616 644 .
190624 646 ° .
CNGN 120404 CNGN 431 )
120408 432 ° . . .
120408 T6 432T6 .
120408 E 432 E °
120412 433 . . ° °
120412 E 433E .
12041276 433 T6 )
120416 434 . )
120708 452 . L) )
120708 E 452 E .
120708 T6 452T6 .
120712 453 ° .
120712 E 453 E .
12071276 453 T6 °
120716 454 ° o | o
120716 E 454 E .
CNGX 120712 CH CNGX 453 CH .
120712 T7-CH 453 T7-CH °
120716 CH 454 CH o | o
120716 T7-CH 454 T7-CH .
CNMG 120404 CE CNMG 431 CE )
120408 CE 432 CE o (o
DNGA 150404 DNGA 431 ° .
150408 432 . . o
150412 433 ° °
150416 434 °
150604 441 . . .
150606 442 .
150608 442 ° ° .
150612 443 ° ° . °
150616 444 ° °

@ Marked: Standard Items
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Ceramic Inserts

Designation
150408 432 ° °
150704 451 °
. 150708 452 .
150712 453
150716 454 ° °
DNGX 120712 CH DNGX 120712 CH . .
0 120712 T7-CH 120712 T7-CH o
150716 CH 454 CH . .
. DNMG 150608CE  |DNMG 442 CE o
ENGN 130708 ENGN 452 . ° ° °
130716 453 ° °
HNGX 050712 CH HNGX 453 CH °
050712 T7-CH 453 T7-CH °
050716 CH 454 CH °
050716 T7-CH 454 T7-CH °
RCGX 060600 U1 RCGX 24 U1 o
090700 T6 35T6 o
090700 U1 35 U1 ° °
120700 45 °
120700 T6 45T6 °
120700 U2 45 U2 ° °
151000 U2 57 U2 ° °
191000 U2 67 U2 ° °
251200 U3 88 U3 ° °
RNGN 090300 RNGN 32 . .
090300 T6 32T6 .
120400 43 . . .
120400 E 43 E °
120400 T6 43T6 °
120700 45 ° ° ° °
120700 E 45E °
120700 T6 45T6 °
150700 55 ° °
= 190700 65 . o | e
'g 190700 T6 65 T6 °
‘%
-]
o RPGN 120400 T6 RPGN 43T6 °
»
RPGX 090700 T6 RPGX 35T6 °
120700 T6 45T6 °
SNGA 120404 SNGA 431 . o ° °
120408 432 . . . .
120408 E 432E °
120412 433 ° . . . .
120416 434 . . . .
" @ Marked: Standard Items
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Designation

o [ AW120

e e | AB210

SNGN 120404 SNGN 431
120408 432 . °
120408 E 432E .
120408 T6 432T6 °
120412 433 ° ° ° . . ° .
12041276 433T6 °
12041277 43377 .
120416 434 . ° ° ° ° °
120424 436 .
120704 451 ° .
120708 452 o | o | o . . .
120708 T6 452 T6 °
120712 453 ° ° ° ° ° °
12071276 453 T6 °
120716 454 ° ° ° ° ° °
120720 455 °
150612 543 .
150712 553 .
150716 554 ° ° °
190716 654 . o
190720 655 °
SNGX 120712 CH SNGX 453 CH ° .
120712 T7-CH 453 T7-CH .
120716 CH 454 CH ° .
120716 T7-CH 454 T7-CH .
. SNGX 120712 T7-CHX| SNGX 453 T7-CHX °
120716 T7-CHX 454 T7-CHX °
’ SNMG 120408 CE SNMG 432 CE .
SPGN 090308 SPGN 322 .
120308 422 . .
120312 423 °
120412 433 . . .
TNGA 160304 TNGA 321 .
160308 322 .
160404 331 ° ° °
160408 332 ° ° ° ° ° °
160408 E 332E .
160412 333 ° ° ° ° . .
160416 334 .
220404 431 ° o
220408 432 ° ° .
220412 433 ° .
220416 434 o | o

* Marked: DCL S-4D clamp is applied only to marked insert.

@ Marked: Standard ltems
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Designation

110308 222 °
110312 223 .
160404 331 °
160408 332 . ° .
160408 E 332E .
160412 333 ° . . . .
160416 334 .
160420 335
160704 351 .
160708 352 .
160712 353 ° )
220408 432 .
220412 433 °
270616 543 °
A TNMG 160408 CE TNMG 332 CE °
TPGN 110302 TPGN 221 o | o
110304 222 ° ° .
110308 222 . ° °
160304 321 . . )
160308 322 . . . .
160312 323 . °
220404 431 .
220408 432 °
220412 433 . °
VNGA 160404 VNGA 331 o | o | o .
‘ 160408 332 o | o | o .
160412 334 . .
220412 433 .
WNGA 080408 WNGA 432 e | o | o o | o
080412 433 ° ° ° o | o
080412 T7 43377 .
080416 434 . ° .
- LNU 6688 T ° .
. T11-3219 .
- T32 ’ 32 : Hz * ‘

124 {3y TaeguTec
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CBN Inserts
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CBN Inserts

Designation
CCGW 060202LS2 | CCGW 21.50.5LS2 o | o
060204 LS2 2151182 . o | o
060208 LS2 2152182 . o | o
097304 LS2 3251 LS2 . o | o
ﬂ 097304 WZ-LS2| 3251WZ-LS2 | @ | o [ o | @
\/ 09T308 LS2 3252182 . o | o
097308 WZ-LS 32,52 WZ-LS .
09T308 WZ-LS2| 32,52 WZ-LS2 o | o
120404 LS2 431Ls2 .
120408 LS2 432LS2 .
CNGA 120404 WZ-LS [CNGA 431 WZ-LS °
120404 WZ-LS2) 431 WZ-LS2 o o | @
120404 WZ-LS4| 431 WZ-LS4 .
120408 WZ-LN 432 WZ-LN .
120408 WZ-LS 432 WZ-LS .
120408 WZ-LS2| 432 WZ-LS2 o . . °
120408 WZ-LS4| 432 WZ-LS4 . .
120412 WZ-LN 433 WZ-LN .
120412 WZ-LS 433 WZ-LS .
120412 WZ-LS2) 433 WZ-LS2 o | o | o
120412 WZ-LS4| 433 WZ-LS4 .
CNMA 120404 LN CNMA 431 LN o | o | o
120404 LN2 431 LN2 .
120404 LS 43118 .
120404 LS2 431182 o | o | o | e
120404 LS4 431154 o | o
120408 LN 432 LN ° ° ° °
120408 LS 43218 .
120408 LS2 432182 o | o | o | e
120408 LS4 432 LS4 ° . ° °
120412 LN 433 LN ° ° °
120412LS 433LS .
120412 LS2 4331S2 o | o | o
120412 LS4 433 LS4 o | o
CNMN 090308 SD CNMN 322 SD .
090312 SD 323 SD .
090316 SD 324 SD .
120416 SD 434 SD .
DCGW 070202 LS DCGW 21.50.5LS °
070202 LS2 21.50.5 LS2 ° o | o
070204 LS 215118 .
B 070204 LS2 2151182 . o | e
3 070208 LS2 2152182 .
s @ 117304 [N 3251 LN .
‘3 117304 LS 3251LS .
e 117304 LS2 3251 LS2 . o | o
S 117308 LN 3252 LN .
» 11T308 LS 325218 .
117308 LS2 3252182 . o | o

® Marked: Standard ltems
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Designation
DNMA 150404 LN DNMA 431 LN .
150404 LS 431LS °
150404 LS2 431LS2 ° . ° °
150404 LS4 431 LS4 ° ° °
150408 LN 432 LN (] ° °
150408 LS 432LS °
150408 LS2 432182 . ° . °
150408 LS4 432154 °
« o 150412 LN 433N o | o
# 15041282 433182 .
150412 LS4 433 LS4 °
150604 LN 441 LN ° ° ° °
150604 LS 441 LS °
150604 LS2 441LS2 ° ] ° °
150608 LN 442 LN . ° ° °
150608 LS2 442 L.S2 . ° ° °
150608 LS4 442 .S4 .
150612 LS2 443 LS2 .
RCGX 060300 FT RCGX 22 FT °
. 090300 FT 32FT .
120400 FT 43 FT .
. RNMN 090300 FT RNMN 32 FT . ° .
120300 FT 42FT °
RNMN 090300 SD RNMN 32 SD .
. 120300 SD 42 SD .
120400 SD 43 SD .
SCGW 097304 LS2 SCGW 32.51LS2 °
V 097308 LS2 3252152 .
SNMA 120404 LN SNMA 431 LN ° .
120404 LS 431 LS ]
120404 LS2 431LS2 ° °
E 120404 LS4 431154 o
q i‘\l 120408 LN 432N P
_:_.-' 120408 LS 432LS °
- 120408 LS2 43282 ° ° °
120408 LS4 43284 .
120408 LS8 4321.S8 °
120412 LS 433LS .
SNMN 090308 SD SNMN 322 SD .
090312 SD 323 SD °
090316 SD 324 SD °
120312 SD 423 SD °
120316 SD 424 SD °

©® Marked: Standard ltems

Member IMC Group.
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CBN Inserts

Designation
TCGW 090204 LS3 731183
090208 LS3 732183 .
110204 LS 215118 .
A 110204 LS3 21.51LS3 ° ° .
110208 LS 215218 .
= 110208 LS3 2152183 o | o
— 16T304 LS 325118 .
16T304 LS3 3251LS3 . o | o
16T308 LS 3252LS .
16T308 LS3 3252 1S3 . o | o
TNMA 160404 LN TNMA 331 LN o | o
160404 LS 33118 .
160404 LS3 331LS3 . o | o
160404 LS6 33186 o | o
160408 LN 332N o | o
a 160408 LS 33218 .
g 160408 LS3 332LS3 . . ° °
160408 LS6 332186 .
160412 LS 33318 .
160412 LS3 333183 o | o
160416 LN 334 LN .
160416 LS 334LS .
220404 LN 431 LN .
220408 LS 43218 .
TNMN 110308SD  |TNMN 222 SD .
TPGN 090204LS3 | TPGN 731LS3 .
110302 LS3 220553 .
110304 LS 22118 .
110304 LS3 221183 . P
e 110308 LS 22218 o
£ 110308 LS3 222183 . P
— 160304 LS 321LS .
160304 LS3 321183 . P
160308 LS 32218 .
160308 LS3 322183 . o | o
220408 LS 43218 .
TPGW 080204LS3 | TPGW 080204 LS3 .
090204 LS3 731153 o | o
° 090208 LS3 732183 .
S A 110302 LS3 2205153 . .
Se “ 110304 LS 22118 o e
D H 110304 LS3 221183 o .
fop= 110308 LS3 222183 . o | o
S 160404 LS3 331183 .
» 160408 LS3 33253 .
VBGW 110304LS2  |VBGW 221LS2 .
110308 LS2 200182 .
160402 LS2 3305LS2 .
e 160404 LN 331 LN o | o
'"'-....--"' 160404 LS 331LS .
160404 LS2 331182 . o | o
160408 LS 33218 .
160408 LS2 332182 . o | o

® Marked: Standard ltems
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Desig

nation

UNGA 160404LN  |VNGA 331LN
160404 LS 331 Ls .
160404 LS2 331 Ls2 . e
h‘- 160408 LN 332N .
160408 LS 33218 .
160408 LS2 332152 Sl
160408 LS4 332154 .
- WNGA 060408 WZ-LS6] WNGA 332 WZ-LS6 .
-~ 080408 WZ-LS3 42WZIS3 | e | e | e
A " 080408 WZ-LS6 432 WZ-LS6 .
080412 WZ-LS3 434 WZ-1S3 .
- WNMA 080408LS3 | WNMA 432153 .
-
| S— 080408 LS6 432186 .

® Marked: Standard ltems
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PCD Inserts
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Designation

g
g
CCGT 060204CB | CCGT 21.51CB o
@ 097302 CB 32505 CB .
097304 CB 3251 CB o
097308 CB 3252 CB o
120404 CB 431CB o
120408 CB 432CB .
CCGW 060202LN-7 | CCGW 21.50.5 LN-7 o
060204 LN-7 2151 LN-7 o
= 060208 LN-7 2152 IN-7 o
097304 LN-7 3251 LN-7 o
097308 LN-7 3252 N7 o
120404 [N-7 431 N7 o
120408 N-7 432IN7 .
CNMA 120404LN-10 |CNMA 431LN-10 .

V 120408 LN-10 432LN-10 . .
120412 LN-10 434 LN-10 .
DCGT 070202CB | DCGT 21505CB o
@ 070204 CB 21.51CB o
@ 117302 CB 3250.5CB o
117304 CB 3251CB o
117308 CB 3252CB .
DCGW 070202 LN-7 | DCGW 21505 LN-7 .
070204 LN-7 2151 LN-7 o
@ 117302 LN-7 3250.5 LN-7 .
117304 LN-7 3251 LN-7 .
117308 LN-7 3252 N-7 .
DNMA 150404 LN-10 | DNMA 431 LN-10 .
_ 150408 LN-10 432 [N-10 o
@ 150412 LN-10 433 LN-10 .
150604 LN-10 441 IN-10 o
150608 LN-10 442 IN-10 .

i SNMA 120408LN-10 |SNMA 432 LN-10 . .
% 120412 LN-10 433 LN-10 .
SPGN 090308LN-7 |SPGN 322LN-7 .
K/ 120308 LN-7 422 N7 .
@ - TCGT 090204CB  |TCGT 731CB N
P 110204 CB 2151CB .
167304 CB 3251CB .

E—

167308 CB 3252 CB .
TCGW 090204LN-7 | TCGW 731 LN-7 o
A 090208 LN-7 732 (N7 o
110204 LN-7 2151 LN-7 o
. 110208 LN-7 21.52 LN-7 °
—_ 16T304 LN-7 3251 LN-7 o
167308 LN-7 3252N-7 o
a TNMA 160404 LN-10 [TNMA 331 LN-10 .
160408 LN-10 332 LN-10 .

CB: PCD chipbreaker type insert. ~ ® Marked: Standard Items
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PCD Inserts

Designation

110302LN-7 | TPGN 220.5LN-7 o
110304 LN-7 201 N7 o

A 110308 LN-7 200 (N7 o

4 : 160302 LN-7 3005 LN-7 o
— 160304 LN-7 321 N7 .
160308 LN-7 322 IN7 o

VBGW 160402LN-7 | VBGW 330.5 LN-7 o

¢ 160404 LN-7 331 LN-7 .
160408 LN-7 332 LN7 o

VCGT 110802CB | VCGT 2205CB o

@ 110304 CB 221CB o
- 160404 CB 331 0B o
'.'-—l"""" 160408 CB 332 CB .
160412 CB 333 CB .

220530 CB 4357508 .

VCGW 160404LN-7 | VCGW 331 LN-7 o

160408 LN-7 332 LN-7 .

. UNGA 160404LN-10 |VNGA 331 LN-10 .

160408 LN-10 332 LN-10 .

CB: PCD chipbreaker type insert.

132 {3y TaeguTec
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Grade Comparison Table

ISO class TaeguTec | SANDVIK | WALTER SECO | KENNAMETAL MMC | SUMITOMO | TUNGALOY | KYOCERA | KORLOY | ISCAR

TT8115 GC4205 | WPP0O5 TP0500 KCP05 UE6105 | AC810P T9105 CA5505 | NC3010 1C8150
GC4215 | WPP10S | TP1500 KCP10 UE6110 | AC1000 T9115 CA5515 | NC3015 1C9150

TT8125 | GC4225 | WPP20S | TP2500 | KCP25 | MC6025 | AC820P cass2s | NS0 | icaas0

TT5100 | GC4025 | WPP20 TP2000 | KC9125 | UE6020 | AC2000 i CR7025 X269 1C9250

TT8185 | GC4235 | WPPSOS | TPB500 | KGPoo | UE6135 | ACB30P | T9135 | CASS35 | NC3030 | GB350

TT7100 | GC4035 | WPP30 TP3000 | kGgosp | UHE400 AC3000 T9035 CR9025 | NC500H 1C9350

TM2000

TT9215 | GC2015 | WAM10 | TM2090 | yoyqs | MCTOIS | ACGTOM cagsts | RCBINO | 106015

US7020 EH10Z NC9020 1C807

M TT9225 | GC2025 | WAM20 | CPs00 | KeMas | MCT025 | ACESOM | 1e02 | caesas | Naoes | |S6025
TT9235 | GC2035 TM4000 UHB400 NC5330
925 | GO2035 | wamso | TMH090 | kowmas | UHOA9Q | acsono | Teoso | PReso | NSS330 | icaoes

TK1001 KCKO05
TK1000 | KC9315

AC405K T5105 CA4505 | NC6205 1C5010

GC3205 | WAK10 UCS105 | AC4{oK | T5010 | CA4010 | NC6105 | 1C4028

CA4515

TK2001 KCK15 T5115 NC6210
GC3210 | WAK20 TK2000 | KC9325 UC5115 | AC415K 15020 gﬁﬂ 1256 NC6110 1C5005

GC3215 | WAK30 KCK20 AC420K T5125 NC315K

TH1000
GCS05F TH1500

VPOSRT PR1005 1C807
GC1105 | WSM10 TS2000 KC5510 VP10RT AC510U AH110 PR30 PC8110 10907
GC1115 TS2500

PR1025

GC15 | WSM20 VP15TF PR1125 | PC5300 | IC808
GC1125 | WsMao | OPS00 | KG5525 | ypogry | ACS20U | AHI20 | ppisos | pCos3o | 10908

PR1425
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Grade Comparison Table

Cermet Grade

cllsags TaeguTec [SANDVIK|KENNAMETAL| SUMITOMOKYOCERATUNGALOY| MITSUBISHI | HITACHI KORLOY| SECO NTK DIJET | CERAMTEC (WALTER|CERATIZIT
T110A | PV30 CC105

PVa010 KT315 | Ti000A | TNag | GT720 | APZEN céiis TN | N0 | scss Tour
T1500Z | PV7010 CN1060

PV7020
SC15

CT5005 PV7025 | GT730
KT5020 | T1500A TP1030| Ti5
cra00 | 18015 | KT125 | T1200A | (hUS0, | TSS0 | MPS0Z5| o755 | CN2000)| omp | cao | SX0 | SC801S | wekto | Tomo

CT525 TNEO10 CCi25 CX75 | SC7035
GC1525 | KT150 | T2000Z | 1ng000 | NS720 CM | @50 SC40
NGO
CH50 N20
TN100M VP45N
KT1120 | T3000Z NS730 CH7030 | CN20 | TP1020| Z15 sC7015
CT7000 CTS30 | k175 | T130z | Tocen | NS530 | (Moo |Mz1000 | CNao | C1sM | 50 | X% | “sceo
MZ2000 C7X
T250A MZ3000 Q50
280 NS740 | NX4545 | MZS000 %0 1 cxoo
PV30 cC105
PV3010 GT720 | AP25N TCM407
Mot KT315 | T110A | TN30 CCi15 TaN | LN10 | SC35
PV3030 Ao, | NS710 | Nx2525 S8 TGC410
PV7020
CT5005 GT730 SC15
KT5020 | T1500A | PV6O TP1030| T15
M10 | cT3000 | CT315 | 'kT125 | T1200A | TN6O10 | G930 [MPS025| o7pp | CN2000 | “oyip™ | cgp | CXS0 | SCBO1S | \yeopqg | oMo
CT525 NS520 | UP35N CCi25 CX75 |SC7035
KT150 | T2000Z | TN6020 cM | Qs0
GC1525 N6020| NS720 SC40
CH50 N20

KT1120 | T3000Z | TNIOOM | Ns739 CH7030| CN20 | TP1020| Z15 | oygo |SCT015

M20 | CT7000 | CT530 TCE0M NX99
KT175 | T130Z NS530 MZ1000 | ON30 | C15M | C50 SC60
PV90 Nxaoas | MZ1000 &=
T250A MZ3000 Qs0
M30 250% NS740 | NXas45 | MZS000 50 1 cxeo
THOA | 7o0c | B9750 | AP2sn TaN TOM407
PV3030 KT15 | TI000A | EVT050 | Ka7o0 | nixasps| CHSS0 | CN10oo | cm | &5 | Lo | scaots oMo
PV60 | NS520
GT730 15
CT3000 | CT5015 | KTi25 | 112004 | TN6O | Na730 CHB50 | o000 | C1sM | z15 | CX75 | SC7015| WCE0 | TCM10
T2000Z | TN6020 MZ1000
NS530 c7z
T3000Z MZ2000
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Ceramic Grade

Application | Composition | 1SO Code | TaeguTec | SANDVIK |[KENNAMETAL|CERAMTEC| NTK | KYOCERA | SUMITOMO |SSANG-YONG
SN6O HC1 57200
A:Os | KO1-K10 | AWI20 | CC620 NG e KA30 S
HC2 ST100
ALOTIC | KO5-K15 |  AB30 CCe50 | Kvi615 oh HC5 A65 R SD200
HC6 TC100(PVD)
SL506
KY300
, 51508 SN200K
SIAION | K10-K20 | AS500 Kviato | S20g e
5L608
SN26
sX1 KS500 SN300
SiNe | Ki5-K25 | AS10 | R | sx2 KS6000 | NS260 SN400
SX6 KS6050 SN500
SN600
SL550C
SLosdc .
. KY3400 1654 P2
SiNetCVD | K15-K25 |  SC10 coteon | Ky S g CS7050 | NS260C
SL854C
SL858C
. T HC2 ST300
L | AHOsTICN | HO1-H10 | AB2O Sz HCs 700
Steel ALOs+TiON 704 AGBN
120U3-
OstTION | Hot-H10 | AB2010 | CCe050 | KY4400 208 oo, | NBlooC | TC300
AOs+SiCw | S01-815 |  TC430 CC670 | KY4300 WA1 wxz000 | SO0
SNe:TIN | 510520 |  AS20
Super Alloy KY2100 X5
, CC6060 | KY1540 SNB00
SRR | CiEeHED CC6065 | KYS30 =Y K500 SN900
KYS25
CBN Grade
Application TaeguTec | TUNGALOY | SANDVIK | KENNAMETAL | CERAMTEC SECO SUMITOMO
) KB1610 CBN10 BNX10
Continuous TB610 BX310 CB7015 KB5610 KB9610 WBN575 CBNO50C BNC100
Hardened BX530 BN250 BNX20
Steel TB650 BX330 CB7025 Kolom W N BNC160
BXM20 BNC200
BN350 BNX25
BX360 BX380 KB1630 CBN150
R BXC50 KB5630 WBN555 CBN100P pareool
BX930 BX850
KB1345 WBN735 CBN200
General TBT30(KB0) | BYO0BX470 | CBTO050 hERE WENTS Siona00. | 100 BN700
) WBN100
Solid CBN KBSOA | BX90S BXC90 \WoNTO0. |oBNa00 CBNSs0  BNSB0D
PCD Grade
Grade TaeguTec | TUNGALOY | SANDVIK |KENNAMETAL| SECO | SUMITOMO NTK KYOCERA
. DX110 DA2200 KPDO0O1
Fine KP100 X KD1415 PCDO5 DAZZ00 KEDoo1
Medium KP300 DX140 CcD10 KD1410 PD20 Zaby PD1 KPD010
DX160 PCD20
Coarse KP500 DX180 KD100 PCD20 DA90 KPD025
§» TaeguTec 135
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Comparison of Chipbreaker

Description TaeguTec | SANDVIK |KENNAMETAL| SECO | WALTER |VALENITE| MITSUBISHI SUMITOMO|KYOCERA TUNGALOY| KORLOY | ISCAR

WS | WEWL | FW | W-MF2 | NF W3 SW  LUW, SEW| WP AFW W
WT  |WMXWM| MW | W-M3 NM W6 MW | Glw | wa ASW | VWHW | wa
FA FF FF1 F2 FH FLFA |GP,DP,XF TF HU
FS XP SF
FP zF
ZMTS,
FG aF FN MF2 NF3 SH su NENM |VGHRGF|  NF
FP5 SE TSF VF
NFT HQ va
FC | PFLC NS6 FYSA | LU cJ VLB,
XF ca
VF K 95 ES | GXHM s
GP-KMS- G, FJSY XQ | CB17 | HA 12
ML MS NS5,G1 MJ A3, AH VP2 PP
GP- GP uP XS
HS,GS,
MP XM P MF3 NM4 M2 o TF
aMm VL
MP3 HC
MC SM MN MR3 | NM4 GS AS
PC PM M3 NM6 MP,MV | GEGU | PS ™ VM
XMR MP5
MT MP M3 MA | UXUG | HS HMGM | GN
RP NS8 cs
uz MG- 38
MG- UN M4 MG- MG- C | DMMG- | B20825 | MG-
33,37
PR
HM UM NM5,NM7 MHGJ | ME | GTPT
RN M5 |NRT, RP5 MU, MX | PHHT
RT MG- MR7 |NMBNM9| R3 GH TH |HRGR| NR
HAS,HDS
PR NRF PX
RX AM
R6,RRY | NR6 R6 HZ MP TRS RP
RH QR RP | R5,R4,37 | NR5,NR8 HA HG HX 57 GH NM
MR RR6 NR7 HH HP
R8,56,57 HC5 HF 65
HT,HD | HR,31 | RH R7 NRR HXHBS | HU TU | VTHH
HY, Hz HVHDS, | VH,B40
5 HXD '
EASF | MF FP MF1 NF4 75 FS SU | MQ,GU HA
MU1, MS1 MS EX MU
EM MM P MF4 NM4 MS ss VP3
HS
ET MR RP  |MR6,MF5| NR4 M5 GU HU SM GS TNM
MM-MR MM-RR6
SF,SGF | FH, FX
MX-SM, | MS, MH,
su | Baew | X HMM, SA
SR, SMR
CF
MT | KFKM FN M5 MA uz MG- cMm
MG- RP NM5 MG- C B25
RT KR UN MR7 GH Gz | 78,GC| CH GR
WT WM MW | W-F2 PF MW WG
XP
FA PFUF |UF11,GM| FF1 PF4 FV L GKﬁEP' 01,PFPSF| HFP | 38,PF
PF5 FP
FC | CFGF
SA SMG Ga Js
GR
5o y FP F1 PS4 PM3 FK XQ VF
-0 Positive | for Steel FG UM LF PS5 PM4 suU HQ HMP,CO5 | SM
L& Insert XF SQ,SV | SCSK 16, GT-
S c PC MP PF2 PSS
=93 PM PS
o= XM PM5 MQMV | SFMU 14,17
& = MT | PRUR | MF F2 | E47,MT-| PM5 MT- MT- PM C25 | 19, MT-
E=] XR G
53 PMR- GPHQ
PMR- | PMR- PMR- PMR- Ul | GPMR- | 23
for Aluminum L AL HP AL PM2 iC AZ AG AH AL AR__| AFAS
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T-TaKN
Material Properties
Recommeded cutting condition-According to DIN /1ISO 513 and VDI 3323 Standard

Tensile

: - Kea) Hardness = Material
Material Condition Strength mc®@
[N/mr?lz] [N/mm?] 2 (HB) Group
<0.25 %C Annealed 420 1350 0.21 125 1
Non-alloy steel >=0.25 %C Annealed 650 1500 0.22 190 2
and cast steel, free < 0.55 %C Quenched and tempered 850 1675 0.24 250 3
Ciipdeiee] >=0.55 %C Annealed 750 1700 0.24 220 4
Quenched and tempered 1000 1900 0.24 300 5
P Annealed 600 1775 0.24 200 6
Low alloy steel
and cast steel Quenched and tempered 930 1675 0.24 275 7
(less than 5% Quenched and tempered 1000 1725 0.24 300 8
all elements)
Quenched and tempered 1200 1800 0.24 350 9
High alloy steel, cast steel, Annealed 680 2450 0.23 200 10
and tool steel Quenched and tempered 1100 2500 0.23 325 11
Ferritic/martensitic 680 1875 0.21 200 12
Stainless steel and -
M cast steel Martensitic 820 1875 0.21 240 13
Austenitic 600 2150 0.20 180 14
Ferritic - 1150 0.20 180 15
Grey cast iron (GG) »
Pearlitic - 1350 0.28 260 16
Ferritic - 1225 0.25 160 17
| (@ Cast iron nodular (GGG) -
Pearlitic - 1350 0.28 250 18
. Ferritic - 1225 0.25 130 19
Malleable cast iron -
Pearlitic = 1420 0.3 230 20
Aluminum- Not curable - 700 0.25 60 21
wrought alloy Cured - 800 0.25 100 22
<=12% Si Not curable - 700 0.25 75 23
Aluminum-cast,
alloyed Cured - 700 0.25 90 24
N >12% Si High temperature - 750 0.25 130 25
>1% Pb Free cutting - 700 0.27 110 26
Copper alloys Brass - 700 0.27 90 27
Electrolitic copper = 700 0.27 100 28
. Duroplastics, fiber plastics 29
No-metallic
Hard rubber @ 30
Annealed - 2600 0.24 200 31
Fe based
Cured = 3100 0.24 280 32
High temp, alloys Annealed - 3300 0.24 250 33
S Ni or Co based Cured - 3300 0.24 350 34
Cast - 3300 0.24 320 35
. RM 400 1700 0.23 36
Titanium and Ti alloys
Alpha+beta alloys cured RM 1050 2110 0.22 37
Hardened = 4600 55 HRc 38
Hardened steel
H Hardened - 4700 60 HRc 39
Chilled cast iron Cast - 4600 400 40
Cast iron nodular(GGG) Hardened - 4500 55 HRc 41
M steel Stainess Steel [l Castiron [l Nonferrous [l High Temp.Alloys [ Hardened Steel

M Specific cutting force for 1 mm2 chip section.

@Chip thickness factor.
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Hardness Conversion Table

LB o RNELLIm L B
o TENIE LORD a0kl TENSLE
VICKERS | STHOARD | UGN BOLE COUE DSE SHOES g VOGS SO TGTE ASHE BSE CSAE OSUE  SURES IO
Hlg BAL | CARBDE g Big | g - g B CWBE @ g Gg g -
Bl o | Do | Do BL | Damd  ffn | Daoed Do

B bde | bk [ boe | BAL | bde | b )

) WA HB  HC | HRD
1900 93.1 805 a0 | 441 | 42 | 74 469 | 607 1870(160)
1800 926 792 460 | 433 | 433 | 736 461 | 601 | 62 |10(159)
1700 91.9 779 50 | 425 | 425 | 733 453 | 504 1489(159)
1600 91.3 766 a0 | M5 | 415 | 728 445 | 568 | 59 |ug0(s)
1500 905 753 430 | 405 | 405 | 723 436 | 582 1410(144)
1450 901 746 420 | 397 | 397 | 118 07 | 575 | 57 |
1400 89.6 740 410 | 388 | 388 | 714 M8 | 568 1a90(1%)
1350 8.1 734 400 | 379 | 379 | 708 408 | 560 | 55 |nsa(a)
1300 88.7 727 300 | 369 | 369 | 703 308 | 552 1ou0(127)
1250 88.3 721 380 | 360 | 360 | 69.8 |(110.0)| 388 | 544 | 52 |ms0im)
1200 87.9 75 a0 | 350 | 350 | 69.2 377 | 536 1170(120)
1150 875 709 360 | 341 | 341 | 687 |(1090)| 366 | 528 | 50 |maity
1100 871 703 350 | 331 | 331 | 681 35 | 519 1096(112)
1050 86.6 60.6 a0 | 322 | 322 | 676 |(1080)| 344 | 514 | 47 |1w0(09)
1000 86.2 68.9 330 | 313 | 313 | 670 333 | 502 1038(105)
940 85.6 680 | 769 | 97 320 | 303 | 303 | 664 |(1070)| 322 | 494 | 45 |is(ioy
920 85.3 675 | 765 | 9% 310 | 204 | 294 | 658 310 | 484 80(10)
900 85.0 670 | 761 | 95 300 | 284 | 284 | 652 |(1055)| 208 | 475 | 42 | so@)
880 (67) | 847 664 | 757 | 93 205 | 280 | 280 | 648 202 | 474 35(5)
860 57) | 844 659 | 753 | 92 200 | 275 | 275 | 645 |(1045)| 285 | 465 | 41 | g5
840 (745) | 841 653 | 748 | of 285 | 270 | 270 | 642 278 | 460 05(%)
820 (733) | 838 647 | 743 | 0 280 | 265 | 265 | 638 |(1035)| 27.1 | 453 | 40 | o)
800 (722) | 834 640 | 748 | 88 75 | 261 | 261 | 635 264 | 449 75189
780 (710) | 830 633 | 733 | &7 270 | 256 | 256 | 631 |(1020)| 256 | 443 | 38 | )
760 (698) | 826 625 | 726 | 86 25 | 252 | 252 | 627 %8 | 437 4069
740 (684) | 822 618 | 721 | 84 260 | 247 | 247 | 624 |(101.0)| 240 | 431 | 37 | ez
720 670) | 818 610 | 715 | 83 255 | 23 | 243 | 620 21 | 422 805(22)
700 (656) | 813 60.1 | 708 | 81 250 | 238 | 238 | 616 | 995 | 222 | 417 | 36 | 7e5)
690 ©47) | 81.1 507 | 705 u5 | 233 | 233 | 612 213 | 411 807)
680 (638) | 808 502 | 701 | 80 20 | 228 | 228 | 607 | 981 | 203 | 403 | 34 | 7esm)
670 630 | 806 588 | 698 230 | 219 | 219 9.7 | (18.0) 33 | 7005
660 620 | 803 583 | 694 | 79 220 | 200 | 209 9.0 | (157) %2 | ws)
650 611 | 80.0 57.8 | 690 210 | 200 | 200 934 | (134) 30 | 6
640 601 | 798 573 | 687 | 77 |osen) 200 | 190 | 190 915 | (11.0) 29 | g%(e
630 591 | 795 568 | 683 200026) 190 | 181 | 181 895 | (85) 28 | 6us(e2)
620 582 | 792 563 | 679 | 75 |ispn) 180 | 171 | 171 8.1 | (69) 2% | 5069
610 573 | 789 557 | 675 1950(1%9) 170 | 162 | 162 80| (30) 25 | 54566
600 564 | 786 552 | 670 | 74 |is(1ey 160 | 152 | 152 817 | (00) 24 | 51563
590 554 | 78.4 547 | 667 1850(1%0] 150 | 143 | 143 787 2 | o)
580 515 | 780 sa1 | 662 | 72 |is(te) 140 | 133 | 133 750 21 | a5
570 5% | 778 536 | 658 1795(183) 130 | 126 | 124 7.2 20 |
560 525 | 774 530 | 654 | 71 |1 127 | 121 60.8 19 | @
550 | (505) | 517 | 77.0 523 | 648 750(174) 122 | 116 67.6 18 | @)
540| (496) | 507 | 767 517 | 644 | 69 |1as0(ey w7 | m 65.7 15 | @)
530 | (488) | 497 | 764 511 | 662 {62069
520| (480) | 488 | 761 505 | 635 | 67 |tsm0(e)
510| (473) | 479 | 757 498 | 629 1830(156]
500 | (465) | 471 | 753 491 | 622 | 66 |1esasy
490 | (456) | 460 | 749 484 | 616 1480(19)
sg0| 488 | 452 | 745 a7 | 613 | 64 |1

* Note: Gothic figures come from ASTM E 140 table(Calculated by SAE-ASM-ASTM together)
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Material Conversion Table

1 A366(1012) 0.0030 C10 040A10 AF34C 10 C10 F.1511 $10C SM10C 10
1008 045M 10 XC10 1C10 FA51A
144910 CS
1 1.0028 Ust 34-2 (5250G1T) A34-2 Fe 330,Fe 330 B FU $S330 §S330
1 1.0034 RSt34-2(S250G2T) (1449 34/20 HR, A34-2NE Fe330B FU St2sp
HS,CR.CS
1 1.0035 St185 (Fe 310-0) Fe 3100 A33 1300 Fe 320 Fe 310-0 St0
St33 1449 15 HR HS
1 A570 1.0036 S235JRG1 (Fe 360 B) |Fe 3608 1311 FE37BFU AE235B 16D, 18Kp
Gr. 33,36 Ust37-2 4360-40 B 1312 Fe 360 B St3Kp
1 1.0037 S235JR (Fe 360 B) Fe 3608 1311 Fe 3608 AE 2358 STKM 12A,C  |STKM 12A,C
§t37-2 4360-40 B E24-2 1449 37/23 HR Fe 360 B
1 115 1.0038 GS-CK16 030A04 1A 1325 Fe 330,Fe 330 B FU $S330 $S330
1 A570 1.0044 S275JR (Fe 430 B) Fe430BFN 1412 Fe 4308 AE 2758 SM400AB,C |SM400AB,C |Stdps;sp
Gr. 40 St4d-2 1449 43125 HR, HS Fe430BFN Fe430BFN
4360-43B E 282
1 1.0045 S355JR 436050 B E36-2 2172 Fe510B AE 355B
1 A570Gr50 |1.0050 E295 (Fe 490-2) Fe 490-2 FN 1550 Fe 490 a490-2 $S490 $S490 ST5ps; sp
A572 Gr.50 §t50-2 4360-50 B A50-2 2172 Fe 490-2 FN
1 A572Gr.65 |1.0060 E335 (Fe 590-2) Fe 60-2 1650 Fe 60-2 A590-2 SM 570 SM 570 Stéps; sp
St 60-2 4360-55 E; 55 C A60-2 Fe 590 Fe 590-2 FN
1 1.0060 St60-2 Fe 60-2
1 1.0070 E360 (Fe 690-2) Fe 690-2 FN AT70-2 1655 Fe 70-2 A690-2
S§t70-2 Fe 690 Fe 690-2 FN
1 1.0112 P235S 1501-164-360B LT20 A37AP Fe 360C AE235C
1 1.0114  S235JU;t37-3U 4360-40C E24-3 Fe 360C AE235C
1 A284GrD  |1.0116 S235J2G3 (Fe 360 D 1)|Fe 360 D1 FF E243 1312 Fe 360 D1 FF
A573Gr58 St37-3 1449 37/23 CR E24-4 1313 Fe 360 C FN AE235D St3kp; ps; sp
AS570Gr36.C 4360-40 D Fe 360D FF Fe 360 D1 FF 16D
A611Gr.C Fe 372
1 10130 P265S 1501-164-400BLT20  |A42AP SPH 265
1 1.0143 S275J0; St44-3U 4360-43C E 283 141401 Fe430D AE275D
1 A573Gr.70 |1.0144 S275J2G3 (Fe 430 D 1)|Fe 430 D1 FF E 283 1411,1412 |Fe430B, Fed30C (FN) |AE275D SM400AB,C |SM400AB,C |Stdkp>ps; sp
A611GrD St44-3 4360-43 C; 43D E28-4 1414 Fe 430D (FF) Fe 430 D1 FF
1 1.0149 S275J0H; RoSt44-2  |4360-43C 1412-04 Fe430C Fe430C
1 1.0226 DX51D; St02Z 2 GC 115110 FeP02G FeP 02G
1 M1010 1.0301 C10 040A10 AF34C 10 Cc10 F1511 $10C SM10C 10
045M10 XC10 1C10 F.151.A
144910 CS
1 A621(1008) |1.0830 DC 01 14494 CR 1142 FeP 00 AP 11 SPHD SPHD 15kp
St2;S8t12 14493 CS TE FeP 01
1 A619(1008) |1.0333 Ust3 (DCO3G1) 14492 CR3 CR E FeP 02 AP 02 SPCD SPCD
Ust13
1 A621(1008) |1.0334 UStW 23 (DD12G1) SC FeP 12 AP 12 SPHE SPHE 10kp
1 A622(1008) |1.0335 DD13; StW 24 1449 1HR 3C FeP 13 AP13 SPHE SPHE 08kp
LN A 620 (1008) |1.0338 DCO4 1449 1 CR:2 CR ES 1147 FeP 04 AP 04 SPCE SPCE 08jU; JUA
Std; St 14
1 A516 Gr. 65;55/1.0345 P235GH 1501 Gr. 141-360 A37CPAP [1331 FeE235, Fe 360 1 KWKG [A37RCI SGV 410, SGV |SGV 410, SGV
A515Gr. 65,55 HI 1501 Gr. 161-360; 151-360 1330 Fe 360 2 KW,KG RAII 450,SGV 48, 450, SGV
A414Gr.C 1501 Gr. 161-400; 154-360 SPV 450;SPV {480, SPPV
A442Gr5 1501 Gr. 164-360; 161-360 480 450,SPPV 480
1 (M) 1020 1.0402 C22 055 M 15, 070 M 20 2C/2D| AF 42 C 20; {1450 Cc20 1022 F112{S20C SM20C 20
M1023 1499 22 HS, CS XC25;1C22 C21,C25
1 1020 1.0402 C22 050A20 2C/2D |CC20 1450 C20, C21 F112 §22C SM22C 20
AN 1020;1023  |1.0402 C22 055M 15, 070M202C  |AF42C20; |1450 C20; 1C22F112  |8§20C;822C |SM20C;:SM
XC25;1C22 C21,25
1 1.0425 P265GH HIl {1501 Gr. 161-400;151-400 |A42 CP; AP |1431 Fe 410 1 KW; KG; A42RCI SPV 315; SPV 355 | SPPV 315; SPPV 355/ 16K
1501 Gr. 164-360; 161-400 1430 KT Fe 410 2KW; KG A42RCII SG295; SGV 410 |G 295, SGV 410 |20K
1501 Gr. 164-400;154-400 1432 SGV 450; SGV 480| SGV 430; SGV 480
AN A2765:35 10443 GS-45 A E23-45M |1305
1 1.0539  S355NH;StE 335 TSE355-4  |2134-04 Fe510B Fe 355 KGN
1 1.0545 S355N; StE 355 4360-50E E355R 2334-01 FeE 355 KG AE 355 KG
1 1.0546  S355NL;TStE 355 4360-50EE E355FP  (2135-01 FeE 355 KT AE 355 KT
1 1.0547 S355J0H 4360-50C TSE355-3  |2172-04 Fe510C Fe510C
1 1.0549  S355 NLH;TStE 355 2135 Fe510D FeE 355 KTM
1 1.0553 $355J0;5t 52-3U 4360-50C E36-3 Fe510C
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Material Conversion Table

AISUS
1 |A633GIC 10562
A58
1 1.0565
1 1.0566
1§ 1.0570
1 |1213 10715
T 1213 10715
1 [12L13  [10718
T 1108 1.0721
1109
1|t [10722
L [10722
1 |1215 10736
12114 [10737
1 10972
1 10976
1 10982
1 1.0984
1 10986
T 1010 1.1121
1 1.1121
T 1015 1.1141
1 1020 1.1151
1023
1 DK 1.2080
1 |A%
1
1 [A57T260 (18900
Pl (V) 105 [1.0406
2 10416
PRl A557Cl1  [1.0473
A414Gr.G
A612
2 |1035 1,001
Pl 1045 1,003
2 [1040 1,051
2 10540
2 [A277086 10551
PR 148 80-40 10553
2 |73 10877
PRl 1140 10726
2 |1idg 10727
PRl 1035 1.1187
1041
2 1025 1.1158
PRl 536 1.1166
21330 11170
PRl 1330 14170
2 [1330 1170
2 11178

StE 355

P355NH; WStE 355
P355NL1; TSIE 355

$§355J2G3
St52-3

9SMn 28 (1Mn30)
95Mn 28

9 SMnPb 28
(11SMnPb30)
10820

108Pb20

108Pb20

9Mn 36 11SMn37)
9SMnPb 36
(11SMnPb37)
$315MC; QSIE 300 TM
$355MC; QSIE 360 TM
S460MC; QSHE 460 TM
$500MC; QSHE 500 TM
$500MC; QSIE 500 TM
CK 10

(C10E)

$t37-1

CK 15

(C15E)

C22E

K22

X210Cr 12

Staa-2

SIE 32037

SIE 380

c2s

6538

P355GH

C3

CF 45
(C450)
c40

50

6852

6860

3551264 (Fe 510D 2)

35820
458 20 (46520)
40Mn4

C25E

CK25
34Mn5
28Mn6
28Mn6
28Mn6
C30E; CK 30

1501 Gr.225-490A LT 20

1501-225-490B LT 20
1501-225-490A LT 50

Fe 510 D1 FF

1449 50135 HR>HS
4360-50 D

230M 07

230M 07

(210M 15)

1501-40F30
1501-43F35
1501-50F45

1501 - 60F55
040A10

4360 40A
040A15
080 M 15
055 M 15
(070 M 20)
BD3

4360 43A
1501 160
436055 E
070 M 26

320

19Mn6

080A32, 080A35
080 M 36,

1449 40 CS
060A47

080 M 46

080 M 40

A2
A3

Fe 510 D2 FF

1501 Gr.224-460
1501 Gr. 224-490
212M 36 &M

150 M 36 15

(070 M 25)

(150 M 28), (150 M 18)
150M5

14
080M30

FeE355KG N
E 355 RIFP;
A510AP
A510 AP
A510 FP
E36-3
E36-4

$250
$250
$250 Pb

10820
10F 2

10PbF 2
10PbF 2
$300

E315D
E355D

E490D
E560D
XC 10

XC12 XC15
XC18

2022 XC18
XC2%5
Z200C 12
NFA35-501 E 28

1025
20-400 M
A52 CP

1035

AF 55 C 35
XC38
XC42H1 TS|

1040
AF 60 C 40

280-480 M
320-560 M
AB2FP

35MF 6
45 MF 4

35M 5
40M5

2025
XC25

20M5,28Mn6
20M5
20M5
XC 32

2106

2106
2107-01
2132,2133
2134,
2174

1912

1912

1914

2642

2662

1265

1300
1370

1450

2642
1411
1421
2145

1306

2101
2102

1572
1550

1672

1674
1506
1606
2107

1957
1973

C25

1421
2145

FeE 355 KGKW

FeE 355-2
FeE 355-3

17GS
17G1S

CF SMn 28
CF9SMn28
CF 9 SMnPb 28

CF10S20

CF108Pb 20
CF10SPb 20
CF9Mn 36

FeE 355TM

FeE 490 TM
FeE 560 TM
C10, 2C10
2C15

C15

C20

FeE390KG
C25

Fe E 355-2
C35
1035
C43

C46

C40

C50

F1120-C25K

T0.B
C28Mn

C28Mn
C30

C1

>

C2!

&

1C25

AEE 355 KG;DD

AE 355D
Fe 510, D1 FF

F2111-115Mn 28
11SMn 28
F2112-11

ShinPb 28
F.2121-10820

F2122-108Pb 20
10SPb 20
F2113-128Mn 35

F-1510-C 10K

F.1110-C 15
F1511-C 16K

F1120-C 25K

A52RCI RAIl

F113

1040

1C50

A52RBII
AE 355D

F210.G

$25C
S28C

SMn 433 H
28Mn6

2030

SM490AB;C;
YAYB

SM490AB.C;
YAYB

Sum22
SuM22

SUmM22L
SUMZ3L, SUM24L|

SUM25

§9CK
§10C

S15
$15CK

§20C,520CK
§22C

$25C

SGV 410
SGV 450
SGV 480
835C

$45C

S40C

$09CK

$25C

SCMn 1

SCMn 1

SM490AB;C;
YAYB

SM490AB.C;
YAYB

SumM22
SuM22

SUmM22L
SUMZ3L, SUM24L|

SUM25

§9CK
§10C

SM15C

SM 15CK

SM20C, SM20CK
SM2C

SM25C

SGV 410
SGV 450
SGV 480
SM35C

SM45C

SM40C

SMn 433

SM25C

SCMn 1

SCMn 1

15GF

17GS
17G1S

08;10

15

35
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According to VDI 3323 Standard

aterial e —
2 |1035 1.1180 C35R 080A35 3C3% 1572 F.1130-C 35 K-1
Cm 35 XC32
AR 1035 1.1181 C35E 080A35 2035, XC32|1550 C35 F1130-C35K |S35C SM35C 35
1038 CK 35 (080 M 36) XC38H1 1572
2 |1035 1.1181 C35E 080A35 1572 C36 §35C SM35C
K3 (080 M 36)
IR 1042 1.1191 GS- Ck45 080A 46 XC45 1660 C45 F-1140
2 1049 11206 C50E 080 M50 2050|1674 c50 50
1050 CK 50 XC48H1;
XC50H1
PRl 1050 11213 Cf53 070M 55 XCA8HTS  [1674 C53 $50C sMsc |50
1055 (C53G)
2 4520 15423 22Mod 1503-245-420 16 Mo 5 KG; KW F.2602- 16 Mo5 |SB 450 M SB450 M SB480M
3 1.0050 St50-2 FES0
3 |A516Gr70 |1.0481 P295GH 1501 Gr. 224 a48 CpAP Fe 510 KGKTKW A4TRCI  RAII SG 365, SGV 410 | SG 385, SGV 410 | 14G2
A515Gr. 70 17Mn4 Fe 510-2 KGKTKW SGV 450 SGV 450
A414GrF; G FeE 295 SGV 480 SGV 480
gl 0 [10503 C5 060 A7 06 |6 |cs Fit4 S50 |swasc |
080 M 46 \FE5C4  |1650 1045
1449 50 HS, CS
3 1074 1.0614 C76D;D75-2 XC75
I 1086 1.0616 C86D;D85-2 XC80 C85
3 [1095 1.0618 C92D;D 952 XC90
I 1036 1.1165 30Mn5 120 M 36 35M5 F8211-30Mn5 |SMn 433 H SMn 433 H 27ChGSNMDTL
1320 (150M28) IGGI-AMDNNSSCMN2  |SCMn2 |anesl
3 |19 1167 30Mn5 150M 36 M5 |2120 FAG3Mn6 |SMnd33(H) |SMn438(H) |32
F.8212:36Mn5 [SCMn3 SCMn3 356L
Cmll 000|118 C4E 060A40, 00AL0 2G40 4 S40C SM40C
CK40 080 M 40 XC42H1
3 |1045 1.1191  C45E 080 M 46 2045 1672 C45 F1140-C45K |S45C S45C 45
CK 45 060A47 XC42H1 cl6 FipCi8K | S48C S48C
XC45
XC48H1
o 1049 11201 4R 080 M6 3045|1660 s EiSCAs [S50C SM50C
Cm45 XC42H1 FA147C 48 K1
XC48H1
3 1.7242 18CrMo 4 18CrMo 4
3 A3876r.12C1|1.7337 16 CrMo 4 4 A18 CrMo 4 5 KW
3 |A%76:12C1|17387 16CMo4s A18CiMo 4 5 KW
3 17362 12CrMo 195 3606-625 Z10CD 5.05 16 CrMo 20 5
3 A572-60 17MnV 6 436055 E NFA35-501 E 36 2142
LI 1055 10635 C55 070 M55 1055 1655 C55 $55C SM55C 55
AF70C 55 1055
4 1060 1.0601 C60 060 A62 43D [1C60 C60 $58C SM58C 60(G)
1449 HS,CS AFT70C55 1C60
LI 1070 1.0603 C67 080A67 C67
1449 70HS XC65
4 1074 1.0605 C75 1449 80 HS C75 75
1075
LI 1055 1.1203 C55E 060 A57 205 1655 C55 F1150-C55K [S55C SM55C 55
CK 55 070 M 55 XC55H1
4 |1085 11209 C55R 070 M 55 3C55 C55 F.1155-C 55 K-1
Cm 55 XC55H1
LI 1060 11221 C60E 060 A62 43D {2060 1655 C60 S58C SM58C 60
1064 CK 60 XC60H1  |1678 60G, 60GA
4 1070 11231 CK67 060 A67 XC68 1770 Cc70 65GA
(C67E) 68GA, 70
) 1074 1.1248 CK75 74 C75 75(A)
1075 (C75E) 060A78 XC75
1078
4 |1086 11269 CK 85 (C85E) XC90 C9 85(A)
LI 1095 1.1274 Ck 101 (C101E) XC 100 C 100 F-5117 SuP 4 SPS4
4 (W12 11663 C125W Y2120 1870
4 2223
5 1.0070 St70-2 FE70-2
5 17238 49 CrMo 4
5 1.7701 51 CrMoV 4 51 CrMoV 4
G} TaeguTec 141
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Material Conversion Table

According to VDI 3323 Standard

6

[ A515 65 1.0345
6 |5120 1.084
[ 9255 1.0904
6 |9254 1.0004
[ 9262 1.0961
6 |L3 1.2067
6 [ 1.2108
6 |2 1.2210
6 1.224
6 1.2311
(I 4135 1.2330
6 1.2419
[ 0 1 1.2510
6 |81 1.2542
(I S 1 1.255
6 |6 12713
[ L6 1.2721
6 |02 1.2842
(I E 50100 1.3501
6 |52100 1.3506
6 1.5024
6 (9255 1.5025
[ 9255 15026
6 |9260 15027
(I 9260 H 1.5028
6 15120
[ A204GrA |1.5415

4017

6 |4419 15419
(N A 350-LF 5 |1.5622
6 |3415 15732
(N 3310; 3314 |1.5752
6 1.6587
6 1.6657
6 |5515 1.7015
[ 5132 1.7033
6 |5140 1.7035
[ 5140 1.7045
6 |5115 1.7131
6 1.7139
6 |5515 1.7176
[ 4135; 4137 |1.7220
6 |4142 17223
(I 4140 1.7225
6 1.7228
6 17262
6 1.7321
[ ASTM A2 F-12|1.7335
6 |A182F11;12 |1.7335
(I ASTM A 182F.22| 1.7380
6 |AB2F22  |17380
6 17715
6 |A355A 1.8509
VA A570.36 1.0038
7 |3135 1.5710

60SiCr7
100Cr6

90 CrSi5
115CrV3
51Crv4

40 CrMnMo 7
35CrMo 4
105WCr6
100 MnCrW 4
45WCrV7
60WCIV7
55NiCrMoV6
50NiCri3
90MnCrv8
100 Cr2
100Cr6

46Si7
518i7

558i7
608i7

65Si7

38 MnSi 4
16Mo3
15Mo3
20Mo4

14Ni6
1NilCr10
14NilCr14
17CrNiMo6
14NiCrMo134
15Cr3
34Crd
4Cr4
42Cr41
16MnCr5
16MnCr5
55Cr3
34CrMod
41CrMod
42CrMod
55NICrMoV6G
15CrMo5
20mOcR 4
13CrMo4 4
13CrMo 4 4
10CrMo9 10
10CrMo 9 10
14MoV6 3
41CrAIMo 7

S235JRG2 (Fe 360 B)
RSt 37-2

36NiCre

4360 40B
1501 161
150 M 19
250A53
250A53
1501 161
BL3

708A37
BO1
BS1

BO2

28135
535A99

251258

251A60
251 H60

1503-243B

1503-243-430

655M13
820A16

523M 15
530A32
530M40
530A40
527 M 17

527 A60
708 Aa 37

708 M0
823M30

1501-620Gr27
1501620 Gr. 27
1501-622gR31; 45
1501-622
1503-660-440
905 M 39

Fe 360B FU
1449 27/23 CR
4360-40B
640A35

45

31

36A

188

33

=
@

Y100C6

100C3

34CD4
105WC13
8MO8

55WC20
55NCDV7
55NCV 6
90 MV8
55WC20
100C6

45S7;Y 46
746817
5187
518i7
5587

6057
60S7

15D3

16N6

14NC 11
12NC15
18NCD6

12C3
32C4
42C4
42C4TS
16MC5

55C3
35CD 4

420D 4

12CD4

15CD 45

12CD9.10

40 CAD6.12
E24-2NE

35NCE

1312
1330
2172
2085
2090
60SiCr8

2092

2234
2140
2140
2710
2710

2550

2258

2090

2085 2090

2912

2512
14 Ni 6 KGKT
16NiCri1

2245
2511
2127
2253
2234

2244
2512
2216
2625
2216
2218

2940
1312

Fed7-3

Fe 52
555i8

60SiCr8
100Cré
105WCR 5
107CrV3KU

35 cRmO 8 KU
35CMo4
10WCr6
10WCr6

45 WCrV8 KU
58WCroKU

100Cr6

488i7
508i7
558i7

60817

16Mo3(KGKW)
G20Mo5 G 22Mos
F.2641- 15 Ni6
18NCr1

14NiCrMo13
14NiCrMo131

34Cr4(KB)
41Cr4

41Cr4
16MnCr5

41CrMo4

653M31

14CrMo4 5

12CrMo9,10

41CrAMo7
Fe360BFN

F-431
56Si7
F-431

34CrMod
105WCr5
105WCr5
45WCrSig

F.520.8
1-528

F.1310-100Cr
F. 1451-46 817
F.1450-50 Si 7

F.1440-56 Si 7
F.1441-60 Si7]

F. 2601 - 16 Mo3

SNC415(H)
SNCB15(H)

35Cr4
42Cr4
42Cr4
16MnCr5

42CrMo4

12CrMod

14CrMod5
12CrMo4

TUH
13MoCrV6
41CrAIMo7

AE235BFN;FU
Fe 360 BFN; FU

SCM435TK

SKS 31

SKT4

SUJ2

50P7 SUP6

SCPH 11

SCra15(H)
SCrd30(H)
SCrd40(H)
SCrd40
SUP9(A)

SNB 22-1

SOMA15(H)

SCM435TK

STS 31

STF4

STB2

SPS6

SCPH 11

SCra15(H)
SCrd30(H)
SCrd40(H)
SCrd40
SPS 9(A)

SNB 22-1

SOMA15(H)

SchCh 15

5582
6082

St3ps; sp
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According to VDI 3323 Standard

— ae (Il im

AISUSAE _ Material No. DIN 53
7 15755 31NiCr 14 653 M31 1BNC 13
7 |86 16523 2NiCrho2 805020 32 [20NCD2  [2506 20NiCrHo2 20NICMo2  [SNCM220(H) | SNCM220(H)
7 [ 16546 40NiCrho 22 311-Tyre 7 4ONICMo2(KB) 40NiCMo2  [SNCM240 | SNCM240
7 |4130 17218 25Crod €DS 110 5004|2225 25CiMoA(KB) 55013 SCM420/430 | SCM4201430
7 17733 24CiMoV'55 2000V6 21 CMoV 5 11
7 17755 GS45 CIMOV 104
7 18070 21 CiMoV 5 11 3BNiCr9
8 |4142 12332 47CiMo s 708M40 19A |@20D4 |24 42CMo4 42CMo4  [SCM(440)  |SCM (440)
1284 |13401 GX120Mn 12 Z10M12  |2183 6X120Mn12 F&251 AXIZ0Unt2 SOUH , SO H | SCUIH 1, SCAn H 1] 110613L
8 |o435 15736 36 NiCr 10 SONC 11
g 050 16511 360rNiMos 81640 110 |40NCD3 36rIcRMOA(KB) SNCiMo4  [SUP10 |SPS10
8[430 16582 35CNM 6 817M40 24 |3NCDS  [2541 3BNICrMos(KB) SNCM 447 |SNCM 447
8 17361 32 CeMot2 722M24 40B|30CD12  |2240 30Crot2 F124A
8 |6150 18169 50CV 4 735A50 a7 |socve [e2s0 50C1V4 51CHVa
8 18161 5CIV4
8 18515 32Ciblo 12 722M24 4B |30CD12  [2240 32CrMot2 F124A
8 18523 390iMoV139 897M39 40C 36CrMovi2
9 14882 X 50 CrMNiNoN 21 9 Z50CHNND
2109
CR 15 15710 36NiCI6 640A35 111A [35NCB SNC236  |SNC26
9 15864 35niCr 18
9 3INCMo134  [830m3t 2534 1270
10 |A57381  |10144 ST443 436043C E2S  [1412 SM400ABC  [SM 400ABC
[OgAsts  [1.047 DCO3 14493CR E Fep02 APO2 08JU
RStRRS! 13 14492CR
10 |M1015  |10401 C15 080 M 15 AF37C12 |1350 cis
M1016 080 M 15 XC18 ci6 Fift §15C SM15C
M1017 144917 CS 1C15
10 10570 ST523 4360508 E%3 |22 Fe52BFNFe52CFN SUSOBCYAYB |SHAABCIAB
10 [1213  |10718 9SMnPbes S250Pb |1914 CFoSMnP28 118HnP28
O (213 [1.0718 9SMnPb2g SB0Pb  |1914 CF9SMiPb 28 11SMPb28 [SUM22L  |SUM22L
10 10728 16522 210A15 1922 F210F SUM32  |sUM2
15520 210M 15
10 12083 2314
0 |Hit 12343 x38CiMoV 5 1 BH 11 Z380DV5 X37 MoV 5 1 KU
O+ 13 12344 X40CiMoV5 1 BH 13 Z4000V5 |22 X40CIMoV511KU F-5318 SKD61 STD61
10 |A2 12363 XI00CiMoVs1  [BA2 Z100CDV5 |2260 X100CHoVS1KU F5227 sKDte sTD12
02 12379 X156CIVMo121  |BD2 Z160CDV 122310 X165CrMoW12KU XI60CHOW12KU
10 [HNVZ  [1.2879 X210Cri2G BD2 Z160CDV12 |2736
o4 06) [12436 X210 O 12 BD6 2200012 [2812 X215CW 121 KU F5213
10 |H2t 12581 X30WCHV9 3 BH 2! Z30Wev9 X30WCV 93KU F-526 SKDS STD5
10 1.2601 X 165 CrioV 12 2310
0 |H12 12606 X37CMoW51  [BH12 2350WDV5 X35CMOWOSKU  |F537
10 [y 13343 8652 B2 0012|715 X210CH13KU Xelocri2  |SUH3 STR3
10 |Noso28 (14563 ZINCDL31274 | 2584
O ASTM AB53 (15662 XeNi9 1501-509,510 14Ni6 KGKT XBNI09
10 |[ASMA3S3 (15662 XeNi9 502:650 o X10N9 F-2645 SLONGO(S3)  |SLON590(520)
2517 15680 12Ni19 12019 Z18Ns
10 [2515 15680 12Ni19 Z18N5
[ 13202 §12445 BT15 HS 12165 12456
1 13207 104310 BT42 Z130WKCDV
1 e 13243 $6525 Kev 2723 HS 6525 6525 SKHS5 SKHS5
0605050402
I 13246 7425 ZHOWKCDV|7425  |HS 7425 M35
07-05-04
[0 13247 $21018 Bl 42 ZHODKCWV[2-1048  [HS 2918 M
09-08-04 2928
L 13249 52928 BM34
T ¢ 13255 $18-4-25 BT4 ZBOWKCV
1805040
1 |M2 13343 652 B2 Z85WDCV |2722 Hs 652 F-5604 SKH 51 SKH 51
v 7 13348 5292 Z100DCWV  [2782 HS 292 F-5607
050402-
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Material Conversion Table
According to VDI 3323 Standard

I T IH=

aterial
BS EN  AFNOR S8
1T 1.3355 S 18-0-1 BT1 280 WCV 18401
1 630 1.4548 ZTCNU17-04
11 [HNV3 1.4718 X45CrSi93 401545 52 745089 X45CrSi8 F322 SUH1 STR1
N 422 1.4935 x20 CrMoWV 12 1
12 [403 1.4000 X6Cr13 403517 76C13 2301 X6Cr13 F3110 SUS403 STS 403
12 1.4001 X6Cr14 F8401
12 |(4108) 1.4001 X7Cr13 (40387) Z8C 13 2301
12 [405 14002 X6CrA12 405517 Z8CA12 X6CrAI13
12 |405 14002 X6 CrAl 13 405517 Z6CA13 2302 X6CrAI13
12 |416 14005 X12CrS 13 416521 Z11CF 13 |2380 X12 CrSC13 F-3411 SUS 416 SUS 416
12 |410;CA-15 |1.4006 (G-)X10Cr13 410821 56A |Z10C 13 |2302 X12Cr13 F.3401 SUS 410 SUS 410
12 430 14016 X8Cr17 28C17 430515 2320 X8Cr17 F.3113
12430 14016 X6Cr17 430S 15 60 |Z8C17 2320 X8Cr17 F.3113 SUS 430 SUS 430
12 14027 G-X20Cr14 420029 220 C 13M
12 14027 G-X20Cr 14 420029 Z20C 13M
12 |420 14028 X30Cr 13 4208 45 Z30C13  |2304
12 14086 G-X120Cr29 452C11
12 [430F 1.4104 X12CrMoS17 420837 Z10CF17 |2383 X10CrS17 F3117 SUS430F STS 430F
12 |440B 14112 X90 CrMoV 18
12 [434 14113 X6CrMo 17 434817 Z8CD 17.01|2325 X8CrMo17 SUS434 STS 434
12 1.4340 G-X40CrNi27 4
12 [S31500 1.4417 X2CrNiM0Si19 5 2376
12 |S31500 14417 X2 CrNoMoSi 1853 2376
12 1.4418 X4 CrNiMo16 5 Z6CND16-04-01 2387
12 [XM8 14510 Z4CT17 X6CrTi17 F3115X50M17 [SUS430LK  [STS430LX |08 Chi7T
40T
439
12 (430t 14510 X6 CrTi 17 Z4CT17
12 14511 X6CrNb 17(X 6 Crib 17 Z4CNb 17 X6CrNb 17 F3122-X5CMb 17 |SUS 430 LK [STS 430 LX
12 [409 14512 X6CrTi 12 w19 Z3CT12 X6CrTi17 SUH 409 STR 409
(X2CrTi12) 409819
12 14720 X20CMo13
12 |405 14724 X10CrA113 403817 Z10C13 X10CrA112 F311
12430 14742 X10CrA118 439515 60 |Z10CAS18 X8Cr17 F3113 SUS430 STS430
12 |HNVE 14747 X8OCrNiSi20 443365 59 |Z80CSN20.02 X80CrSiNi20 F.320B SUH4 STR4
12 |446 1.4749 x18cRn28
12 |46 1.4762 X10CrA124 Z10CAS24 2322 X16Cr26 SUH446 STR446
12 [EV8 14871 X53CrMnNiN219 349554 252 CMN 21.09 X53CrMnNiN21 9 SUH35,SUH36 |STR35,STR36
12 {302 x12CNi 189 302831 710 CN 1809|2330
12 429 X10 CrNi 15
13 [420 1.4021 X20Cr3 420837 Z20C13 2303 14210
13 420 1.4031 X40Cr13 240C 14 -2304
13 14034 X46Cr13 4208 45 240C 14 X40Cr14 F.3405 SUS420J2 STS4202
13 |431 1.4057 X20CrNi172 431829 57 |Z15CN 16.02(2321 X16CrNi16 F.3427 SUS431 STS431
13 1.4125 X105 CrMo 17 2100CD 17 X105 CrMo 17
13 |CA6-NM 14313 G-X4CNi 134 425C11 74 CND 13:04 M) 2385 (G)X6CrNi304 SCS5 SSC5
13 (630 14542 X5 CrNiCuNb 17 4
(X5CrNiCuNb 16-4)

13 1.4544 S.524 X6 CrNiTi 18 11 08Ch 18N12T

S.526
13 |348 14546 X5CrNiNb 18-10 347831 X6 CrNiNb 18 11

28.130

2. 143/144/145

$.525/527
13 14922 x20cRmVi2-1 2317 X20cRmOnl 1201
13 14923 X22 CrMoV121
14 [304 14301 X5CiNi 189 304515 Z5CN 18.09 |2332;2333
14 (303 14305 X10CrNiS 189 303821 58M|Z 8 CNF 1809|2346 X10CrNiS18.09 F.3508 SUS303 STS303
14 |304L 1.4306 X2CrNi18 9 304512 Z20Ni18 10 {2352 X2cRnl18 11 F.3503 SCS19 SSC19
14 {3040 14306 X2 CrNi 18 10 3048 11 Z3CN19-11 {2352 X2CrNi18 11
14 |CF-8 14308 X6 CNi 189 304C15 58E |Z6CN 18-10M|2333 SUS304L STS304L
14 (301 14310 X12CMNi177 301821 212 CN 17.07|2331 X2CrNi18 07 F.3517
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Material No. DIN

14 |304IN 14311 X2 CrNiN 18 10 304862 Z2CN18.10 2871 X2CrNiN18 10 SUS304LN ~ [STS304LN
14 14312 G-X10CNi18 8 302025 Z10CN18.9M
14 (305 14312 X8 CrNi 18 12 305519
14 14332 X2 CrNi 18-8
14 (304 14350 X5CNi18 9 304815 58E |Z6CN18.09 2332 X5CrNi18 10 F.3551 SUS304 STS304
14 |S32304 14362 X2 CrNiN 234 Z2CN23-04A7
14 |202 14371 X3CrMnNiN 18887 284S 16 Z8CMN
18- 08-05
14 316 14401 X5CNiMo 17122 |316S13 Z3CND 17 -11-01 | 2347 X5CrNiMo 1712 |F.3534-X 5 CrNiMo
(X4 CrNiMo 17 -12-2) {316 S 17 Z6CND 17-11 17122 SUS 316 STS 316
316519 Z6CND 17-11-02
316531 Z7CND 17-11-02
316533 Z7CND 17-12:02
14 |316L 1.4404 X2 CrNiMo 17132 3165 11, 316513 Z2CND17-12  |2348 X2CrNiMo 1712 |F.3533 - X 2 CrNiMo
(X2 CrNiMo 17-12-2) 316 S 14, 316 S 31; Z2CND 18-13 17132
GX 2 CrNiMoN 18-10 |316 S 42, $.537;316 Z3CND 17-11-02 G-X 2 CrNiMo 19 11 |F.3537 - X 2 CrNiMo | SUS 316 L |STS 316 L
C12, T75, S. 161 Z3CND 17133
17-12-02 FF
Z3CND 18-12-03
Z3CND19.10M
14 |316LN 14406 X2 CrNiMoN 17122 (316 S 61 Z2CND 17-12AZ X2 CrNiMoN 17 12 |F.3542-X 2 CrNiMoN
(X2CrNiMoN 18-10) {31663 17122 SUS316LN ~ [STS316LN
14 |CF-8M 14408 GX5CrNiMoN 7122 (316 C 16 (LT 196) 2343 F.8414-AM-X 7 07Ch
G-X6CrNiMo 1810  |ANC4B CrNiMo 20 10 SCS 14 SSC 14 18N10G2S2MSL
14 14410 G-X10CrNiMo18 9 75CNaD20.12M {2328
14 |316Ln 14429 X2CrNiMo 17-13-3 316 S62 22CND 17-13Az (2375 X2 CrNiMoN 17 13 |F.3543-X2CrNiMoN 17133{SUS 316 LN {STS 316 LN
14 (316L 14435 X2 CrNiMo18 14 3 316511316 S 13 Z3CND 17-12:03 |2375 X2 CrNiMoN 17 13 |F.3533-X 2 CrNiMo
3165 14,316 S 31 Z3CND 18-14-03 17132 SUS316L  [STS316L  |03Ch
w22 17N14M3
LWCF 22
14 (316 14436 X5CrNiMo 17133 316 519;316 S 31 76 CND 18-12-03 {2343 X5 CrNiMo 117 13 |F.3543-X 5 CrNiMo |SUS 316 STS 316
(X4CRNIMO 17-13-3 316533 Z7CND 18-12-03 X8cRnimO 1713 [17122
w23 F.3538-X 5 CrNiMo
LWCF 23 1713
14 [317L 14438 X2 CrNiMo 18164 317512 Z2CND 19-15-04 (2367 X2CrNiMo18 16 |£.3539-x2cRnImO  {SUS317L STS317L
(X2CrNiMo 18-15-4) z3cnd 19-15-04 18164
14 |(s31726) 14439 X2 CrNiMoN 17 135 Z3CND
18-14-06 AZ
14 1.4440 X2 CrNiMo 18 13
14 (317 14449 X5 CrNiMo 17133 317516 X5 CrNiMo 18 15 SUS 317 STS 317
14 |39 14449 X4 CrNiMo 2752 (23 CND 25-07 Az)| 2324 F3309-X 8 CrNio 17 122
1.4460 (X3CrNiMo27-5-2) Z5CND 27-05 Az F3552-X8CrNio 18 164|SUS 329 J 1 |STS 329 J1
14 |39 1.4460 X8CrNiMo27 5
14 14462 X2CrNiMoN22 53 318513 Z3CND22-05Az | 2377 SUS329J3L (STS 329 J3L
(Z2CND 2408 Az )
(23 CND 25-06-03 Az)
14 14500 G-X7NiCrMoCuNb25 20| 23NCDU25.20M Z8CNA17-07 X2CrNiMo1712
14 |17-7PH 1.4504 3165111
14 443 14521 X2CrMoTit8-2 317816 2326 F.3123-X2 SUS 444 STS 444
444 CrMoTiNb 182
14 |UNSN08904|1.4539 XINiCrMoCuN25-20-5 Z2NCDU 25-20 | 2562
14 |CN-7M 14539 (G-)X1 NiCrMoCu 25 205 Z1NCDU 2502 M | 2564
14321 14541 Z6 CNiTi 18-10 321831 2337 X6CNiTi 1811 |F.3523- X6 CrNiTi |SUS 321 STS 321 06Ch1BN10T
321 851 (1010;1105) Z6CNT 18-10 1810 08Ch1BN10T
w24 09Ch1BN10T
LWCF 24 12Ch18N10T
14 |630 1.4542 X5 GrNiCuNb 17 4 Z7CNU 15-05 SCS24 SSC24
(X5 CrNiChNb 16-4) Z7CNU17-04 SUS 630 STS 630
14 |17-4PH 1.4542 Z7CNU17-04
14 |S31254 14547 X1 CrNiMoN 20 187 2378
14 |17-4PH 1.4548 Z7CNU17-04
14 347 1.4550 X6 GrNiNb 18 10 3U7817 58F |Z6CNNb18.10 {2338 X6CrNiNb18 11 F.3552 SUS347 STS347
14 14552 G-X7CrNiNb18 9 Z4CNNb19.10M
14 |17-7PH 1.4568 3165111 Z8CNA17-07 X2CrNiMo1712
14 |316tTi 14571 X6 CrNiMoTi 17122 (320 S 31 76 CNDT 17-12002 2350
14 14581 G-X 5 CrNiMoNb 318C17 Z4CNDNo 18.12M
14 [318 14583 X 10CrNiMoNb 1812 {303 S 21 Z15CNS20.12 x15cRnlsl2 12
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Material Conversion Table
According to VDI 3323 Standard

I b
14585 G-X7CrNIMoCuNb18 18 X6CrNiMoTi17 12
14821 X20CiNiSi25 4 Z200NS25.04
14823 G-X40CINISi27 4
309 14828 X15CiNiSi20 12 309524 58C |Z15CNS20.12 Fa4t4 SCS17 $SC17
3008 14833 X6 CiNi2213 309813 715 CN 2413
3108 14845 X12 CNi 25 21 310824 Z120N2520 |26 X6CrNi25 20 F331 SUHS10  |STR310
321 14878 X6 CINITi 189 321820 508 |26CNT 18-12(B) |2387 X6CINTit8 11 |F3553 sussel  |STS32
Ss30415  |14891 X5 CiNiNb 18 10 2200NS25.04 (2372
30815 |14893 X8 CiNiNb 11 2368
3044 14948 X6 CrNi 18 11 3048 51 750N1809  |2833
660 1498  X5NiCrTi 2515 Zz8nctv 25-15b ff 2570
X5 NiCiN 3525
$31753 X2 CrNiMoN 18 134
X2 CiNiMoN 25 227
CLASS20 [06010 GGI0 [Fti0D 110 G10
A28 06010 GG-10 Ft10D 0110-00
NO25B  [06015 GG 15 Grade 150 Ft15D 011500 |G 15 FG 15 FC150 GC150
CLASS25  [06015 GG 15 Grade 150 Ft 15D 115 G15 FG 15
MB25B (06015 GG15 Grade 150 Ft15D 011500 |G 14 FG 15
A4B30B 06020 GG-20 Grade 220 Ft20D 012000
NO30B (06020 GG20 Grade 220 Ft20D 120 G20 FC200 GC200
A436Type2 |0.6660 GGL-NiCr202 L-NiCuCr202 LNC 202 0523-00
60-40-18  |0.7040 GGG 40 SNG 42012 FCS40012  [071702  |GS70-17 FGE 38-17 FCD400  |GCD400-18,15
No20B 6610 Ft10D 110 FC100 6C100
CLASS30  |0.6020 GG 20 Grade 220 Ft.20D 120 620 FG 20
CLASS45 06030 GG 30 Grade 300 Ft30D 130 630 FG 30 FC300 GC300
AB-45B (06030 Grade 350 F.30D 0130-00
MBS0 06035 GG-35 Grade 350 Ft350 135 635 FG 35 FC350 GC350
MBGOB (06040 GG4O Grade 400 Ft40D 140
1007003 {07070 GGG-70 SNGT700/2 FGS 700-2 073701 |GGG 70 66670 FCD700  |GCD700-2
14829 X12CNi2212
07033 GGG353 071745
07033 GGG-353 35022140 FGS37047  |0717-15
604018 |0.7040 GGG-40 SNG 42012 FGS400-12  |0717:02
6014018 |0.7043 GGG-40.3 3707 FGS37047  |0717-15
806506 |0.7050 GGGS0 SNG50077 FGS 50077 072702 |GGG 50
654512 |0.7050 GGG-50 SNG 5007 FGS 5007 0727-02 FCD500  |GCD5007
07652 GGG-NiMn 137 S:NiMn 137 S$:Mn 137
M3D2  |07660 GGG-NiCr202 Grade S6 S:NC 202 0772:00
666403 SNG 37047 FGS370-7  [0776:00
AB40B (06025 GG25 Grade260 F125D 071742
07060 GGG6O SNG600/3 FGS600-3 125 625 FG 25 FC250 6C250
8055506 |0.7060 GGG-60 60013 FGS 6003 073208 |GGG 60 GGG 60
AB4OB 0727-03 FCDB00  |GCD600-3
08055 GTWS5
32510 08135 GTS35-10 B340A2 MIN35-10 GTW 55
AT-32510 (08135 GTS-35-10 B34012 Mn 35-10 810 67835
A220-40010 08145 GTS-45-06 P 44017 Min 4506 0815-00
GTS35 B34012 0852-00 GMN 45 FCMW370
829006 NN 32-8
32510 GTS35 B34012 NN 35-10 0810-00
08035 GTM-35 W34083 MB35-7 814 AC4A AC4A
08040 GTW-40 Wa10/4 MB40-10 0815 FCMW330 ~ |FCMW330
08045 852 GTM 35
08065 GTMW-65 GTB40 GTM 40
A220-50005 08155 GTS-55-04 P510/4 Min 550-4 GMB45 GTM 45
50005 08155 GTS-55-04 P 510/4 MP 50-5 GTM 65
70003 08165 GTS-65-02 P 57013 Min 650-3 0854-00
90001 08170 GTS-70-02 P 6902 Min 7002 085400 |GMN55 FCMP490  |PMC 490
A220-90001 (08170 GTS-70-02 Min 700-2 085600  |GMN 65 FCMPS90  |PMC 590
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According to VDI 3323 Standard

||
AISI/SAE _Material No. DIN
2 08170 GTS-70-02 P70 086200  [GMN 70 FCMPGY0  |PMC 690
Pl 1022 0864-00
1518 11133 20Mn5 120M 19 20M5
20 |1085 11183 Cf 35 (C35G) 080A35 XC38H1ITS 2132 G22Mn3
1R 400 10 GTS-45 P440r7 20Mn7 F.1515-20 Mn 6 SMnC420  |SMnC 420
20 {70003 GTS-65 P 57013 MP 60-3 1572 C36,C38 §35C SM35C 35
21 [ 3.0205 0852
21 |1000 30255 Al99.5 L31/34/36 A59050C 858 FCMP540 PMC 540
pil 33315 AlMgt
22 3.1325 AlCuMg 1
2 3.1655 AICuSiPb
22 3.2315 AlMgSit
PR 7050 34345 AIZnMgCu0,5 L 86 AZ 4 GU/9051
23 32381 G-AISi 10 Mg
23 3.2382 GD-AISi10Mg 811-04
23 3.2581 G-AlSit2
2 33561 G-AlMg5
28 |ZEH 35101 G-MgZndsE1Zrt MAG 5
PXI EZ 33 35103 MgSE3Zn27r MAG 6 G-TR3Z2
23 |AZ81 35812 G-MgAIBZnt NMAG 1
X AZ 91 35912 G-MgAI9Znt MAG 7
24 2.1871 G-AlCu4 TiMg
24 3.1754 G-AICu5Ni1,5
24 32163 G-AlSi9Cu3
PZ I 4218 B 32371 G-AISi7 Mg
24 |SC64D 3.2373 G-AISISMGWA A-STG 4231 C4BS C4BS
24 3.2373 G-AISi9 Mg
24 |QE2 35106 G-MgAg3SE2Zr mag 12
P2 GD-AISI12 G-ALMG5 LM5 A-SU12 4252
23-24|A360.2 3.2383  G-AISiOMg(Cu) LM9 4253
PxELY A356-72 2789;1973 NF A32-201
23-24/356.1 LM25 4244 A5052 A5052P
23-24 YAk G-AISi12 LM6 4261
23-24|A413.1 G-AlISi 12 (Cu) LM20 4260 ADC12 ALDC12
PXPLYA413.0 GD-AISi12 4247 A6061 AB061P
23-24|A380.1 GD-AISi8Cu3 LM24 4250 A7075 A7075P
P C93200 2.1090 G-CuSn75pb UE7Z5pb4
26 |C83600 2.1096 G-CuSn5ZnPb LG2
P C83600 2.1098 G-CuSn 2 Znpb
26 |C23000 2.1182  G-CuPb15Sn LB1 U-pb15E8
v C93800 21182 G-CuPb15Sn Uu-PB 15¢ 8
27 2.0240 CuZn15
PIAI C27200 20321 Cuzn37 cz108 CuZn 36, Cuzn 37 C 2700
27 |C27700 20321 Cuzn37 cz 108 CuZn 36, Cuzn 37 C 2720
27 2.0590 G-CuZn40Fe
27 |C86500 2.0592 G-Cuzn35AI1 U-Z36N3 HTB1
v C 86200 2.0596 G-CuZn34Al2 HTB1 U-Z36N3
27 |C18200 2.1293 CuCrzr CC 102 U-Cro.8zr
28 2.0060 E-Cus7
28 2.0375 CuZn36Pb3
VLI C 94100 2.0596 G-CuZn34Al2 HTB1 U-Z36N3
28 |C63000 2.0966 CuAl1ONi5Fe4 Ca 104 U-A1ON
PIRNIB-148-52  2.0975 G-CuAl10Ni
28 |C90700 2105 G-CuSn 10 CcT
P C 90800 2.1052 G-CuSn 12 pb2 UE12P
28 |C81500 21292 G-CuCrF 35 CC1-FF
28 2.4764 CoCr20W15Ni
31 N08800 14558 X2 NICrAITi 32 20 NA15
&) IN 08031 14562 X 1NiCrMoCu 3228 7
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According to VDI 3323 Standard

||

Material No. DIN
31 |N08028 14563 X 1 NiCrMoCuN 32 27 4 2584
kI N 08330 14564 X 12 NiCrSi 36 16 NA17 Z12NCS 35.16
31 (330 14564 X12 NiCrSi 36 16 NA17 Z12NCS 37.18 SUH330 STR330
3 14865 G-X4ONiCrSi38 18 330C40 XG50NiCr39 19 SCH15 HRSC 15
3 14958 X 5 NiCrAITi 31 20
KT AMS 5544 |LW24668 NiCr19NbMo NC20K14
32 1.4977 X 40 CoCrNi 20 20 Z 42 CNKDWNb
KRR Monel 400 [2.4360 NiCu30Fe NA13 NU 30
33 |5390A 2.4603 NC22FeD
<X Hastelloy C-4 [2.4610 NiMo16cR16Ti
33 |Nimonic75  |2.4630 NiCr20Ti HR 5,203-4 NC20T
3 2.4630 NiCr20Ti HR5,203-4 NC20T
33 |Inconel 690 |2.4642 NiC29Fe Nnc 30 Fe
kKB Inconel 625 2.4856  NiCr22Mo9Nb NA21 NC 22 FeDNb
33 |5666 2.4856  NiCr22MoINb Inconel 625
kkB Incoloy 825  [2.4858 NiCr21Mo NA16 NC 21 Fe DU
34 |Monel k-500 |2.4375 NiCu30 Al NA18 NU 30 AT
k8 4676 2.4375 NiCu30A!I 3072-76
34 2.4631 NiCr20TiAl Hr40:601 NC20TA
kI8 Inconel 718  [2.4668 NiCr19FeNbMo NC 19 Fe No
34 {Inconel 2.4694 NiCr16fE7TIAI
34 2.4955 NiFe25Cr20NbTi
34 |5383 LM24668 NiCr19Fe19NbMo HR8 NC19eNB
K/ 5391 LW24670 S-NiCri3A16MoNb  |3146-3 NC12AD
34 |5660 LW2.4662 NiFe35Cr14MoTi ZSNCDT42
kLB 5537C LW2.4964 CoCr20W15Ni KC20WN
34 |AMS 5772 COCr22W14Ni KC22WN
<18 Inconel X-750(2.4669 NiCr15Fe7TiAl NC 15 TNb A

35 |[HastelloyB [2.4685 G-NiMo28
K Hastelloy C 24810 G-NiMo30

35 |AMS5399 |24973 NiCr19Co1iMoTi NC19KDT

35 37115 TiAI5Sn2

36 |R50250 37025 Tit 2TA1

K[ R 52250 37225 Tit1pd TP 1

36 |AMS5397  |LW24674 NiCo15Cr1OMOAIT

37 3.7124 TiCu2 2TA21-24

37 |R54620 3.7145 TiAIBSn2Zr4Mo2Si

37 3.7165 TiAIGV4 TA10-13;TA28 T-ABV

37 37185 TiAl4Mo4Sn2 TA45-51; TAS7

37 37195 TAI3V25

37 TiAl4Mo4Sn4Si0.5

kA AMS R54520 TIAIBSN2.5 TA14/17 T-ASE

37 |AMS R56400 TiAleV4 TA10-13/TA28 T-A6V

</ AMS R56401 TIAIBVAELI TAN

8 (W1 11545 C105W1 BW1A Y1106 1880 C100KU F-5118 SK3 STC 105(STC3)
<LEIW210 1.1545 C105W1 BW2 Y120 2900 C120KU CF515 SUP4 SPS4
38 1.2762 75 CrMoNiW 6 7

<I114400 1.4125 X105 CrMo 17 Z100CD 17

38 1.6746 32nlcRm0 145 832M 31 35NCD 14

CIFSINi-Hard2 109620 G-X 260 NiCr42 Grade 2A 051200

40 |Ni-Hard1 {09625 G-X330NiCr42 Grade 2B

CIFINi-Hard4 09630 G-X 300 CrNiSi952 0513-00

40 09640 G-X 300 CrMoNi 152 1

LIRS AB32 1A 25% Cr|0.9650  G-X 260 Cr 27 Grade 3D

40 |AS32IIA25%Cr|0.9655 G-X 300 CrNMo271 |Grade 3E

40 1.2419 105 WCr 6 105WC 13 0466-00

40 (310 1.4841 X15 CrNiSi 25 20 314 831 Z15CNS 25-20

4 09635 G-X300CrMo 153

H 0.9645 G-X 260 CrMoNi 202 1 107 WCr 5 KU
H 0.9655 G-X 300 CrNMo 27 1

148 {3y TaeguTec



VY Y V]

e TaeguTec 149



eeeeeee




@ TaeguTec J=3:il= ,ur&

Customer / Address :

Contact/ Position :

Phone / Fax / E-Mail

Part / Material / Hardness:

Machine Type / Model / Power :

Holder

Existing Method

Test 1

TaeguTec

Test 2

Insert

Surface Speed Ve (m/min)

Feedrate f (mm/rev)

Depth of Cut ap (mm)

RPM n

Dia of Part D (mm)

Operation

Coolant

Indexing Criteria

No of Parts/ Edge

Cutting Time/ Part(min)

Total Cut Time/ Edge(min)

Insert Cost/ Piece

Cost/ Part

Tool Cost Saving(%)

Productivity Improvement(%)

Date:

g
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TaeguTec Global Supply Network

World Headquarters

TaeguTec Ltd.

1040 Gachang-ro, Gachang-myeon,
Dalseong-gun, Daegu 711-865, KOREA
Tel: +82-53-760-7640

Web: http://www.taegutec.com

Argentina

TaeguTec Argentina SA

11 de septiembre 4237- Piso 7
(C1429BJC) Ciudad Auténoma
Buenos Aires, Argentina

Tel: +54-11-4702-6222

E-mail: ventas@taegutec.com.ar

Australia

TaeguTec Australia Pty Ltd.
Unit 37, Five Ways Business
Park Keysborough Close
Keysborough,Vic 3173 Australia
Tel: +61-3-9798-1900

E-mail: sales@taegutec.com.au

Belarus Rep.

Twing-M

3/2 Klumova Str, Minsk, 220009,
Republic of Belarus

Tel: +375-17-506-3238

E-mail: info@twing.by

Belgium

Usi-Tools S.PR.L.

Parc Industriel Des Hauts

Sarts1 Avenue, 145

4040 Herstal, Belgium

Tel: +32-42-480-481
+32-475-783-204

E-mail: usitools@skynet.be

Brazil

TaeguTec Brasil Ltda.

Rua Tito, 104-Lapa-Cep 05051-000
Séo Paulo, Brasil

Tel: +55-11-3868-6032

E-mail: vendas @taegubrasil.com.br

Chile
Cutting Tools Chile E.l.R.L.
Alcalde Pedro Alarcon N° 765,
San Miguel, Santiago - Chile
Tel: +56-2-553 6944

+56-2-552 1181
E-mail: ventas@cuttingtools.cl

China

TaeguTec China

RM 1205, Huishang Office Building,
No.1286 of Minsheng RD,

Pudong New District, Shanghai, China
PC: 200135

Tel: +86-21-5106-1260

E-mail: mail@taegutec.com.cn

Croatia

Intehna Zagreb d.o.o.

Susedsko polje bb, HR-10090
Zagreb-Susedgrad, Croatia

Tel: + 385-1-3436-919

E-mail: intehna-zagreb@zg.t-com.hr

Czech Rep.

TaeguTec CR s.r.o.

Domazlicka 180a, CZ-31800 Plzen,
Czech Rep.

Tel: +420 373 720 999

E-mail: top@taegutec.cz

Denmark

TaeguTec Scandinavia A/S.
Omagade 8, DK-2100 Copenhagen,
Denmark

Tel: +45-7022-0103

E-mail: tts@taegutec.dk

Finland

Knorring OY AB

Mestarintie 4 FI-01730 Vantaa, Finland
Tel: +358 956 041

E-mail: christian.borenius@knorring.fi

France

Ingersoll TaeguTec France S.A.R.L
21, rue Galilée F-77420
CHAMPS-sur-MARNE, France

Tel: +33 (0)1 64 68 45 36

E-mail: info@ingersoll-imc.fr

Germany

Ingersoll Werkzeuge GmbH
Kalteiche Ring 21-25, D-35708, Haiger,
Germany

Tel: +49 2773-742 0

E-mail: info@Ingersoll-IMC.de

Greece

FG Technotools-G.& K.Fakitsas Co.
25th Martiou & Thrakis 15, 15235 Vrilissia,
Athens, Greece

Tel: +30-2-10-832-0752

E-mail: Giorgos@technotools.gr

Hungary

TaeguTec Hungary Kft.
1142 Budapest, Kassai u.151.
Tel: +36-1-273-29-52

E-mail: info@taegutec.hu
Web: http://www.taegutec.hu

India

TaeguTec India P Ltd.

Plot Nos.119 & 120, Bommasandra
Industrial Area, Phase 4, Bangalore
560 099, India

Tel: +91-80-2783-9111

E-mail: shankar@taegutec-india.com

Indonesia

PT. TaeguTec Indonesia

Easton Commercial Center

JI. Gunung Panderman Blok B no. 12
Cikarang Selatan-Bekasi 17550, Indonesia
Tel: +62-21-29093176/78/79

E-mail: sales@taegutec.co.id

Ireland

Hardmetal Machine Tools Ireland Ltd.
Dargan House, Duncaim Terrace,

Bray Co. Wicklow, Ireland

Tel: +353-1-286-2466

E-mail: sales@hardmetal.ie

Italy

Ingersoll TaeguTec Italia S.R.L.

Via Montegrappa 78, 20020 Arese (MI), Italy
Tel: +39 02.99.76.67.00

E-mail: taegutec@taegutec.it

Japan

TaeguTec Japan Ltd.

- Osaka / Head office

Senri Asahi Hankyu Bldg. 15F

1-5-3 Shinsenri-Higashimachi
Toyonaka-shi Osaka 560-0082, Japan
Tel: +81-6-6835-7731

E-mail: taegutec@taegutec.co.jp
Website: http://www.taegutec.co.jp

- Nagoya / Branch office
Tel: +81-52-745-2451

- Tokyo / Branch office
Tel: +81-3-5753-6281

Lithuania

UAB Robur Lt

R.Kalantos str. 161
LT-52315 Kaunas, Lithuania
Tel: +370-37-328487
E-mail: sigitas@robur.It
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TaeguTec Tooling Systems Malaysia Sdn. Bhd
No.23-1&2, Jalan Anggerik Vanilla

BF 31/BF Kota Kemuning, Seksyen 31

40460 Shah Alam Selangor Darul, Malaysia
Tel: +60-16624 9432

E-mail: info@taegutec.com.my

The Netherlands

T.C.E.

Kennedylaan 14, 5466 AA, Veghel,
The Netherlands

Tel: +31 (413) 38 83 10

E-mail: info@taegutec.nl

Website: http://www.taegutec.nl

New Zealand

TT Pacific

1/501 Mt. Wellington Highway

Sylvia Park, Auckland, New Zealand 1060
Tel: +64-9-573-1280

E-mail: sales@iscar.co.nz

Pakistan

Dynamic Tooling Services
Office No.301, 3rd Floor,

Royal Center, Blue Are, Fazal-E-
Haque Road, Islamabad, Pakistan
Tel: +92-51-2806197

E-mail: info@dts.com.pk

Philippines

Colt Commercial Inc.

Suite 508 Padilla delos Reyes Bldg.
232 Juan Luna St., Binondo, Manila
Philippines

Tel: +63-2-244-9756

E-mail: cyrus@colt.com.ph

Poland

TaeguTec Poland Sp. z o0.0.
Ul. Koscielna 8

52-314 Wroctaw, Poland

Tel: +48 71 785 40 85

E-mail: sales@taegutec.pl

Portugal

Hexatool, S.A.

Rua Casal Galego, No. 40.44
2430 Marinha Grande, Portugal
Tel: +351-244-550424/5

E-mail: hexatool@hexatool.com

Romania

SC TaeguTec Tools SRL
Splaiul Unirii, nr. 4, Bl. B3, 5th Floor,
Office 5.1, District 4., Bucharest,
Romania, 040031

Tel: +4021 210 3108

E-mail: marian.luca@taegutec.ro

Russia

TaeguTec Russia

123290, Russia, Moscow,

2nd Magistralnaya str, 8A, building 5
Tel: +7-495-627-79-17

E-mail: sales@taegutec.ru

Serbia

Intehna Beo d.o.o0.

Autoput 22, 11080 Zemun, Serbia
Tel: +381-11-3149-092

E-mail: info@intehnabeo.rs

Singapore

TT Tooling Systems

BK502, #03-823,Jurong West Avenue 1,
Singapore 640502

Tel: +65-6-4254918

E-mail: kitan@sinotool.com.sg

Slovakia

TaeguTec Slovakia, s.r.o.
Bytcicka 2/44 010 01 Zilina
Slovak Republic

Tel: +421 41 7000056
E-mail: matus@taegutec.sk

Slovenia

Intehna d.o.o.

Spruha 40, Si-1236, Trzin, Slovenia
Tel: +386-1-580-9260

E-mail: info@intehna.si

ulec

Member IMC Group

South Africa

TaeguTec South Africa (Pty) Ltd.
P.0. Box 3121, Springs, 1560

43 South Main Reef Road,

New Era Springs Gauteng, South Africa
Tel: +2711-362-1500

E-mail: info@taegutec.co.za

Spain

TaeguTec Spain S.L

Miquel Servet, 35 P.I.Bufalvent
08243 Manresa (Barcelona), Spain
Tel: +34-93-878-7309~10

E-mail: info@taegutec.es

Sweden

SMV Verktyg AB

Parkgatan 6

SE-333 31 Smalandsstenar, Sweden
Tel: +46-371-343-48

E-mail: verktyg@smv.se

Taiwan

TaeguTec Taiwan

3F., No.56, Min Tai St., Ku-Shan Dist.,
Kaohsiung City 804, Taiwan (R.0.C.)
Tel: +886-7-5505996

E-mail: info@tw.taegutec.com

Thailand

TaeguTec(Thailand) Co.,Ltd.
6/177 M.7 Srinakarin Rd.,
T.Bangmuang, A.Muangsamutprakarn,
Samutprakarn 10270, Thailand

Tel: +662-759-9300, 662-759-9172
E-mail: info@taegutecthai.co.th

Turkey

TaeguTec Turkey

TOSB Otomotiv Yan Sanayi Ihtisas
Organize Sanayi Bolgesi

1.Cad. 15.Sokak No:9 41420 Sekerpinar
Cayirova/KOCAELI, Tirkiye

Tel: +90-850-201-69-00

E-mail: info@taegutec.com.tr

Ukraine

TaeguTec Ukraine

40-b Pushkin prospect Dnepropetrovsk
Ukraine, 49006

Tel: +38-056-790-70-99

E-mail: td@taegutec.com.ua

United Arab Emirates
A.F.Husain

Al Ghurair W/H Shed No. 60
Al Quoz Industrial Area

P.0. Box: 4007 Dubai, UAE
Tel: +971-4-3400034
E-mail: info@afh-tools.com

United Kingdom

TaeguTec UK Ltd.

Waterside, Grange Park, Wetherby,
Leeds, LS22 5NB, United Kingdom
Tel: +44-1937-589-828

E-mail: info@taegutec.co.uk

US.A.

Ingersoll Cutting Tools
845 S Lyford Road Rockford,
IL61108-2749, U.S.A.

Tel: +1-815-387-6600

E-mail: info@ingersoll-imc.com

Vietnam

DMC Technology Co., Ltd.

No. 109, Cong Hoa Street, Ward 12,
Tan Binh District, Ho Chi Minh City,
Vietnam.

Tel: +84-8-62925556

E-mail: info@dmctech.com.vn
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