BORING BARS FOR
SMALL PARTS MACHINING

COMPATIBLE WITH SWISS-TYPE AUTOMATIC LATHES

DIAC¢EDGE A MITSUBISHI MATERIALS



Boring bars for small parts machining

BORING BARS FOR SMALL
PARTS MACHINING

OVERALL LENGTH COMPATIBLE WITH SWISS-TYPE

AUTOMATIC LATHES

-----------------

-------------------------------------- .

SCREW-ON TYPE
Carbide shank:
80 mm, 90 mm, 140 mm, 180 mm

Steel shank:
90 mm, 150 mm

WITH COOLANT HOLE

Some items with small diameter carbide shanks do
not have a coolant hole.

Please check the series list on page 3.

NO NEED TO SHORTEN THE SHANK

The length of the tools are compatible with Swiss-
type automatic lathes, therefore no need to cut the
shank to prevent interference.




Boring bars for small parts machining

THROUGH COOLANT CARBIDE SHANK WITH MINIMUM
MACHINING DIAMETER OF 9 MM

The boring bar with a minimum machining diameter of 9 mm provides a large clearance and enables excellent chip
evacuation.

CLEARANCE COMPARISON: HOLE DIAMETER 11 MM

Boring Bar for machining small parts Dimple Bar
Minimum machining diameter of 9 mm Minimum machining diameter of 10 mm

IDENTIFICATION

1. Shank material 4. Clamp structure 5. Insert shape 6. Cutting angle KAPR 7. Insert clearance
C Carbide shank ) Screw-on C RHOMBIC 80° [V} 93° B 5° POSITIVE
S Steel shank s D RHOMBIC 55° L 95° C 7°POSITIVE
. v -~ 3 Sranka : . T TRIANGULAR 60° Q 107.5° P 11° POSITIVE
¢ | 2. Min. machining - Shank diameter | ¢ 5 S .
¢ | Diameter DCONMS (mm) | : V_RHOMBIC 35 P 117'5 :
: | DMIN (mm) : W_TRIGON : :
: : : : : : : 8 9 10 1
C 18| -]16 S C L C R 09| -1180|-| C
1 2 3 4 5 6 7 : : : :
8. Hand of tool 9. Cutting edge length symbol and inscribed circle 10. Tool length (mm) 11. Coolant hole
R Right Hand Inscribed circle (mm) 3.97 476 556 635 7.94 9.525 080 80 C With coolant hole
L LeftHand RHOMBIC 80° 03 04 — 06 08 09 090 90
RHOMBIC 55° — — — 07 — 11 140 140
TRIANGULAR 60° 06 08 09 11 — 16 150 150
RHOMBIC 35° — 08 — 11 — 16 180 180

TRIGON 02 L3 — 04 — 06 200 200




Boring bars for small parts machining

SELECTION STANDARD

3 k=) z Holder Insert
Insert shape Ht";::r KAPR rsn h;':r‘ial lT::;th DMIN DCONMS E é’% cE E ,_‘:; ?} z
S 52 st 28 85
w O% a2 £9 od
Carbide 80,90 5-8 4-7 o o 5
ﬁ:‘f{:\"ﬁ'g:::ame o SCLC 95°  Carbide 90,140,180 9-34 8-32 o o o 6 23
Steel 90, 150 14-34 12-32 o o 7
RHOMBIC 80° scLp 950 Carbide 140, 180 12-30 10-25 (©] (@] ©) 8 3
Normal clearance 11° Steel 90, 150 14-30 12-25 o o 9
Carbide 90 7-8 6-7 o o 10
L?)L'An":‘atilill_eisaér?:e 2o STUC 93°  Carbide 90,140,180 9-32 8-25 O o o 11 40
Steel 90, 150 14-40 12-32 O o 12
TRIANGULAR 60° STUP 930 Carbide 90,140,180 10-34 8-25 ©) (@) ©) 13 43
Normal clearance 11° Steel 90, 150 14-34 12-25 O o 14
RHOMBIC 55° SDUC 930 Carbide 140, 180 14-32 10-25 ©) (€] ©) 15 %
Normal clearance 7° Steel 150 16-32 12-25 o o 16
RHOMBIC 55° spac 107.5° Carbide 140, 180 13-30 10-25 ©) (€] ©) 17 %
Normal clearance 7° Steel 90, 150 16-30 12-25 © O 18
Carbide 80,90 6-8 5-7 o o o 19
Li':fa’\: clearance 70 SWUC 93°  Carbide 90,140,180 10-22 8-20 © O o o 20 51
Steel 90, 150 14-22 12-20 O O o 21

INSTRUCTIONS FOR THE USE OF CPGT, TPGX / TPMX TYPE INSERTS

Boring bars for machining small parts can use the inserts listed in the table below by changing the clamp screws.

Insert type Clamp screw Insert type Clamp screw

TS3 CS200T
TS4 CS250T
C€S300890T

1. If the screw is too long the shorten is necessary.



N E W Boring bars for small parts machining
C-SCLC

CARBIDE SHANK BORING BAR WITHOUT COOLANT HOLE

(03,04)
PCBN/PCD

H.|
Right hand tool holder shown. (03,04)
"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
0 - a a
C05-04SCLCR03-080 [ ] R 5 4 80 7 2.5 3.7 15° 0°
C05-04SCLCL03-080 [ ] L 5 4 80 7 2.5 3.7 15° 0° 03S1:
C06-05SCLCR03-080 [ R 6 5 80 9 3.0 4.7 13° 0°
C06-05SCLCL03-080 [ ] L 6 5 80 9 3.0 4.7 13° 0° -
C07-06SCLCR0O4-090 [ J R 7 6 90 9 815 5.7 13° 0° ce
C07-06SCLCLO4-090 [ L 7 6 90 9 3.5 5.7 13° 0°
C08-07SCLCR04-090 [ J R 8 7 90 10 4.0 6.7 11° 0°
C08-07SCLCLO4-090 [ ] L 8 7 90 10 4.0 6.7 11° 0°
N
A
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS16 TKY06F
TS21 TKY06F

* Clamp Torque (Nm) : TS16 = 0.6, TS21 = 0.6

@ : Inventory maintained. % : Inventory maintained in Japan.



NEW

Boring bars for small parts machining

C-SCLC-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

(06,09) (06,09) (06,09) (06,09)
@ @ FlatTop  PCBN/PCD
g MP MM
8 ,
: -~ -~ 5
GAMP } | I
Right hand tool holder shown. (06,09) (06,09) (06,09) (04,06,09)
(2]
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
(V2] I (=] (=]
C09-08SCLCR04-090-C [ R 9 8 90 14 4.5 7 10° 0°
C10-08SCLCR04-090-C [ R 10 8 90 14 5.0 7 9° 0°
C10-08SCLCR06-140-C [ J R 10 8 140 14 5.0 7 9° 0°
C10-08SCLCL06-140-C [ J L 10 8 140 14 5.0 7 9° 0°
C12-10SCLCR06-140-C [ J R 12 10 140 18 6.0 9 12° 0°
C12-10SCLCLO6-140-C [ J L 12 10 140 18 6.0 9 12° 0°
C14-12SCLCRO6-140-C [ J R 14 12 140 23 7.0 1N 10° 0° CCxs
C14-12SCLCLO6-140-C [ J L 14 12 140 23 7.0 1N 10° 0°
C18-16SCLCR09-180-C [ R 18 16 180 28 9.0 15 10° 0° 09T
C18-16SCLCL09-180-C [ L 18 16 180 28 9.0 15 10° 0° 09T
C22-20SCLCR09-180-C [ J R 22 20 180 32 11.0 19 8° 0° 09T
C27-25SCLCR09-180-C * R 27 25 180 38 13.5 24 6° 0° 09T3:
C34-32SCLCR0O9-180-C * R 34 32 180 48 17.0 31 4° 0°
N,
2
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS21 TKY06F
TS25 TKYO8F
TS4 TKY15F

* Clamp Torque (Nm): TS21=0.6, TS25=1.0, TS4=3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



NEW

Boring bars for small parts machining

S-SCLC-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

LF

e

DCONMS
©

T

!

(06,09)

(06,09)

(06,09) (06,09)

@ @ FlatTop  PCBN/PCD
MP MM

& &5 g

Right hand tool holder shown. (06,09) (06,09) (06,09) (06,09)
0
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
o T a a
S14-12SCLCR06-090-C [ J R 14 12 90 24 7.0 1 10° 0°
S14-12SCLCL06-090-C [ L 14 12 90 24 7.0 " 10° 0°
S18-16SCLCR0O9-150-C [ J R 18 16 150 30 9.0 15 10° 0°
S18-16SCLCL09-150-C [ J L 18 16 150 30 9.0 15 10° 0°
S$22-20SCLCR0O9-150-C [ J R 22 20 150 36 11.0 19 8° 0° o
S522-20SCLCL09-150-C [ J L 22 20 150 36 11.0 19 8° 0° ce
S27-25SCLCR09-150-C [ J R 27 25 150 46 13.5 24 6° 0°
S27-25SCLCL09-150-C [ J L 27 25 150 46 13.5 24 6° 0°
S34-32SCLCR0O9-150-C [ R 34 32 150 58 17.0 31 4° 0°
S34-32SCLCL09-150-C * L 34 32 150 58 17.0 31 4° 0°
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
S14-12SCLCR/L06 TS25 TKYO8F
S 3SCLCR/L09 TS4 TKY15F

* Clamp Torque (Nm) : TS25 = 1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
C-SCLP-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

KAPR

(08,09) (08,09) (08,09)
(&) @  rcenpop
g
= MM MS
S
O
° ®)
H
T
Right hand tool holder shown. (08,09) (08,09) (08,09)
s
Order number x - = z LF LDRED WF H GAMF GAMP Insert number
g 5§ = 8
o T a a
C12-10SCLPR08-140-C [ J R 12 10 140 18 6.0 9 5° 5°
C12-10SCLPL08-140-C [ L 12 10 140 18 6.0 9 5° 5°
C14-12SCLPR08-140-C [ J R 14 12 140 23 7.0 11 4° &
C14-12SCLPL08-140-C [ J L 14 12 140 23 7.0 1" 4° 5°
C16-12SCLPR09-140-C [ J R 16 12 140 23 8.0 1 4° 5°
C16-12SCLPL09-140-C [ J L 16 12 140 23 8.0 1 4° 5° -
C18-16SCLPR09-180-C [ J R 18 16 180 28 9.0 15 3.5° 5° .
C18-16SCLPL09-180-C [ ] L 18 16 180 28 9.0 15 3.5° 5°
C22-20SCLPR09-180-C [ R 22 20 180 32 11.0 19 2° 5
C22-20SCLPL09-180-C [ L 22 20 180 32 11.0 19 2° 5°
C27-25SCLPR09-180-C * R 27 25 180 38 13.5 24 0° &
C30-25SCLPR09-180-C * R 30 25 180 38 15.0 24 0° 5°
N,
2
{
= s,
Boring bar type §
Clamp screw * Wrench
TS3D TKY10F
TS4D TKY15F

* Clamp Torque (Nm) : TS3D = 2.5, TS4D = 3.5
By changing the clamp screw, it is possible to use the inserts listed page 3 for details.

@ : Inventory maintained. % : Inventory maintained in Japan.



NEW

Boring bars for small parts machining

S-SCLP-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

@

FV
(08,09) (08,09) (08,09)
. (&) @  rcenpop
2 MM MS
o
S : .
E : o B
PLLI N7 ;
" "
Right hand tool holder shown. (08,09) (08,09) (08,09)
s
Order number x - = z LF LDRED WF H GAMF GAMP Insert number
g 5§ = 8
o T a a
S14-12SCLPR08-090-C [ J R 14 12 90 24 7.0 1 4° 5° 0802
S14-12SCLPL08-090-C [ L 14 12 90 24 7.0 " 4° 5° 0802
S16-12SCLPR09-090-C * R 16 12 90 24 8.0 " 4° &
S16-12SCLPL09-090-C * L 16 12 90 24 8.0 " 4° 5°
S18-16SCLPR09-150-C * R 18 16 150 30 9.0 15 & 5°
S18-16SCLPL09-150-C * L 18 16 150 30 9.0 15 3.5° 5° -
S522-20SCLPR09-150-C * R 22 20 150 36 11.0 19 2° 5°
S522-20SCLPL09-150-C * L 22 20 150 36 11.0 19 2° 5°
S27-25SCLPR09-150-C * R 27 25 150 46 13.5 24 0° 5
S27-25SCLPL09-150-C * L 27 25 150 46 13.5 24 0° 5°
S30-25SCLPR09-150-C [ J R 30 25 150 46 15.0 24 0° &
S30-25SCLPL09-150-C * L 30 25 150 46 15.0 24 0° 5°
4
= e,
Boring bar type §
Clamp screw * Wrench
S14-12SCLPR/L08 TS3D TKY10F
S 3SCLPR/L09 TS4D TKY15F

* Clamp Torque (Nm) : TS3D = 2.5, TS4D = 3.5

By changing the clamp screw, it is possible to use the inserts listed page 3 for details.

@ : Inventory maintained. % : Inventory maintained in Japan.



10

Boring bars for small parts machining

C-STUC

CARBIDE SHANK BORING BAR WITHOUT COOLANT HOLE

KAPR

DCONMS

|

Right hand tool holder shown.

TC ¥ -Inserts

@

R/L-F

A

(06)

"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
e § = 8
0 - a a
C07-06STUCR06-090 [ ] R 7 6 90 10 &3 5.7 13° 0° 0601
C07-06STUCL06-090 [ ] L 7 6 90 10 3.5 5.7 13° 0° — 0601
C08-07STUCRO06-090 [ R 8 7 90 10 4.0 6.7 12° 0° o
C08-07STUCL06-090 [ ] L 8 7 90 10 4.0 6.7 12° 0°
N
A
4
P Vo
Boring bar type §
Clamp screw * Wrench
C-iSTUCR/LO6 TS2C TKY06F

* Clamp Torque (Nm] : TS2C = 0.6

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
C-STUC-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

KAPR
-
(09,11,16) (09,11,16) (09,11,16)  (09,11,16)
DMIN. KAPR " @ @ FlatTop  PCBN/PCD
ey /. 2 MP MM
w LEy LDRED g - - )
GAMF DRED L | " @ @ A -
GAMP }== S
Right hand tool holder shown. (09,11,16)  (09,11,16) (11,16)  (06,09,11,16)
(2]
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
(V2] I (=] (=]
C09-08STUCR06-090-C [ J R 9 8 90 14 4.5 7 11° 0°
C10-08STUCR09-090-C [ J R 10 8 90 14 5.0 7 14° 0°
C10-08STUCL09-090-C [} L 10 8 90 14 5.0 7 14° 0°
C12-10STUCR09-140-C [ ] R 12 10 140 18 6.2 9 12° 0°
C12-10STUCL09-140-C [ ] L 12 10 140 18 6.2 9 12° 0°
C14-12STUCRO09-140-C [ ] R 14 12 140 23 7.2 11 10° 0°
C14-12STUCL09-140-C [ ] L 14 12 140 23 7.2 11 10° 0°
C18-16STUCR11-180-C [ J R 18 16 180 28 9.2 15 8° 0° TC
C18-16STUCL11-180-C [} L 18 16 180 28 9.2 15 8° 0°
C22-20STUCR11-180-C [ J R 22 20 180 32 11.2 19 6° 0°
C22-20STUCL11-180-C [ ] L 22 20 180 32 11.2 19 6° 0°
C27-20STUCR11-180-C [ ] R 27 20 180 32 13.5 19 5° 0°
C27-20STUCL11-180-C [ ] L 27 20 180 32 13.5 19 R 0°
C32-25STUCR16-180-C [ ] R 32 25 180 38 17.0 24 5° 0°
C32-25STUCL16-180-C * L 32 25 180 38 17.0 24 5° 0°
N,
SPARE PARTS o
= 5
Boring bar type § /
Clamp screw * Wrench
TS2C TKY06F
TS22 TKY06F
TS25 TKYO8F
C32-25STUCR/L16 TS4 TKY15F

* Clamp Torque (Nm) : TS2C = 0.6, TS22 = 0.6, TS25=1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
S-STUC-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

KAPR FP FM LP LM
f — A
-
(09,11,16)  (09,11,16)  (09,11,16)  (09,11,16)
o @ @ FlatTop  PCBN/PCD
z MP MM
o
(&)
= =
- " & & A s
Right hand tool holder shown. (09,11,16)  (09,11,16) (11,16) (09,11,16)
s
Order number x - = z LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
o T a a
S14-12STUCR09-090-C [ J R 14 12 90 24 7.2 1 10° 0°
S14-12STUCL09-090-C [ L 14 12 90 24 7.2 " 10° 0°
S18-16STUCR11-150-C [ J R 18 16 150 30 9.2 15 8° 0°
S18-16STUCL11-150-C [ J L 18 16 150 30 9.2 15 8° 0°
S22-20STUCR11-150-C [ J R 22 20 150 36 11.2 19 6° 0°
S§22-20STUCL11-150-C [ J L 22 20 150 36 11.2 19 6° 0° —
S27-20STUCR11-150-C [ J R 27 20 150 36 13.5 19 5° 0° .
S27-20STUCL11-150-C [ J L 27 20 150 36 13.5 19 5° 0°
S32-25STUCR16-150-C [ R 32 25 150 46 17.0 24 & 0°
S32-25STUCL16-150-C [ L 32 25 150 46 17.0 24 5° 0°
S40-32STUCR16-150-C * R 40 32 150 58 22.0 31 & 0°
S40-32STUCL16-150-C * L 40 32 150 58 22.0 31 3° 0°
N,
27&
{
= s,
Boring bar type §
Clamp screw * Wrench
S14-12STUCR/LO9 TS22 TKY06F
S STUCR/L11 TS25 TKYO8F
STUCR/L16 TS4 TKY15F

* Clamp Torque (Nm) : TS22 = 0.6, TS25 = 1.0, TS4 = 3.5

12 @ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
C-STUP-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

KAPR
4=
(09,11) (08,09,11)
2 @  rean/peD
I g LP
LDRED 3 e FN
) " LF | H /= \i ._
= h
Right hand tool holder shown. (08,09.11) (09,11
"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
0 T o a
C10-08STUPR08-090-C [ ] R 10 8 90 14 5.0 7 10° B
C10-08STUPL08-090-C [ ] L 10 8 90 14 5.0 7 10° 5°
C12-10STUPR09-140-C [ R 12 10 140 18 6.2 9 8° a®
C12-10STUPL09-140-C [ ] L 12 10 140 18 6.2 9 8° 5°
C14-12STUPR09-140-C [ J R 14 12 140 23 7.2 1 7° 5°
C14-12STUPL09-140-C [ J L 14 12 140 23 7.2 11 7° 5°
C18-16STUPR11-180-C [ J R 18 16 180 28 9.2 15 &5 5 o
C18-16STUPL11-180-C * L 18 16 180 28 9.2 15 3.5° 5° P
C22-20STUPR11-180-C [ ] R 22 20 180 32 11.2 19 2° &
C22-20STUPL11-180-C * L 22 20 180 32 11.2 19 2° 5°
C27-25STUPR11-180-C * R 27 25 180 38 13.7 24 0° &
C27-25STUPL11-180-C * L 27 25 180 38 13.7 24 0° 5°
C34-25STUPR11-180-C * R 34 25 180 38 17.2 24 0° 5°
C34-25STUPL11-180-C * L 34 25 180 38 17.2 24 0° 5°
N
2
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
C10-08STUPR/L08 TS2D TKY06F
CO-STUPR/LOG TS25D TKY08F
© STUPR/L11 TS31D TKY10F

* Clamp Torque (Nm): TS2D = 0.6, TS25D = 1.6, TS31D = 2.5
By changing the clamp screw, it is possible to use the inserts listed page 3 for details.

@ : Inventory maintained. % : Inventory maintained in Japan. 13
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NEW

Boring bars for small parts machining

S-STUP-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

DCONMS

Right hand tool holder shown.

A &

"
(09,11) (08,09,11)
@ PCBN/PCD
LP

(08,09,11) (09,11)

"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
g 5§ = 8
0 - a a
S14-12STUPR09-090-C [ R 14 12 90 24 7.2 1" 7° 5°
S14-12STUPL09-090-C [ ] L 14 12 90 24 7.2 " 7° 5°
S$18-16STUPR11-150-C [ R 18 16 150 30 9.2 15 BIoY a®
518-16STUPL11-150-C [ ] L 18 16 150 30 9.2 15 3.5° 5°
$22-20STUPR11-150-C * R 22 20 150 36 11.2 19 2° ®
$22-20STUPL11-150-C * L 22 20 150 36 11.2 19 2° 5° P
527-255TUPR11-150-C * R 27 25 150 46 13.7 24 0° 5°
527-25STUPL11-150-C * L 27 25 150 46 13.7 24 0° 5°
S34-25STUPR11-150-C * R 34 25 150 46 17.2 24 0° &
S34-25S5TUPL11-150-C * L 34 25 150 46 17.2 24 0° 5°
N
2R
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
S14-12STUPR/LO9 TS25D TKY08F
S STUPR/L11 TS31D TKY10F

* Clamp Torque (Nm) : TS25D = 1.6, TS31D = 2.5

By changing the clamp screw, it is possible to use the inserts listed page 3 for details.

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
C-SDUC-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

(07,11) (07,11) (07,11) (07,11)
@ @ Flat Top
wn
i% MP MM Standard
(&) - =
: & & & &y
Right hand tool holder shown. (07,11) (07,11) (07,11) (07,11)
n
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
n T a a
C14-10SDUCRO07-140-C [ J R 14 10 140 18 8.7 9 7.5° 3°
C14-10SDUCLO07-140-C [ L 14 10 140 18 8.7 9 7.5° 3°
C16-12SDUCR07-180-C [ J R 16 12 180 23 9.7 11 6.5° &
C16-12SDUCLO07-180-C [ J L 16 12 180 23 9.7 1" 6.5° 3°
C20-16SDUCR07-180-C [ J R 20 16 180 28 11.7 15 & &
C20-16SDUCL07-180-C [ J L 20 16 180 28 1.7 15 5° 3°
C23-16SDUCR07-180-C [ J R 23 16 180 28 14.5 15 5° 3° pe
C23-16SDUCL07-180-C [ J L 23 16 180 28 14.5 15 5° 3°
C27-20SDUCR11-180-C [ R 27 20 180 32 16.5 19 & &
C27-20SDUCL11-180-C [ L 27 20 180 32 16.5 19 5° 3°
C32-25SDUCR11-180-C [ J R 32 25 180 38 19.0 24 & &
C32-25SDUCL11-180-C * L 32 25 180 38 19.0 24 5° 3°
N,
2
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS25 TKYO8F
TS4 TKY15F

* Clamp Torque (Nm) : TS25 = 1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
S-SDUC-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

(07,11) (07,11) (07,11) (07,11)
" @ @ @ Flat Top
=
% g@) MP MM Standard
ORED) ° |n [ [N & '
Right hand tool holder shown. (07,11) (07,11) (07,11) (07,11)
"))
Order number x - =z § LF LDRED WF H GAMF GAMP Insert number
g § £ 8
0 - a a
S$16-12SDUCR07-150-C [ ] R 16 12 150 21 9.7 " 6.5° 3°
S$16-12SDUCL07-150-C [ ] L 16 12 150 21 9.7 " 6.5° 3°
520-16SDUCRO07-150-C [ ] R 20 16 150 21 11.7 15 ° 3°
520-16SDUCL07-150-C [ L 20 16 150 21 1.7 15 5° 3°
523-16SDUCR07-150-C [ J R 23 16 150 21 14.5 15 5° 3°
523-16SDUCL07-150-C [ J L 23 16 150 21 14.5 15 5° 3° pe:
S$27-20SDUCR11-150-C [ R 27 20 150 23 16.5 19 & &°
$27-20SDUCL11-150-C [ ] L 27 20 150 23 16.5 19 5° 3°
S32-25SDUCR11-150-C [ R 32 25 150 24 19.0 24 ° 3°
532-255DUCL11-150-C [ L 32 25 150 24 19.0 24 5° 3°
N
A
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS25 TKY08F
TS4 TKY15F

* Clamp Torque (Nm) : TS25 = 1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
C-SDQC-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

@

(07,11) (07,11) (07,11) (07,11)
DMIN . @ @ @ Flat Top
2 MP MM Standard
v g
LDRED a / y’
N & & & &y
Right hand tool holder shown. (07,11) (07,11) (07,11) (07,11)
"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
g 5§ = 8
0 - a a
C13-10SDQCR07-140-C [ ] R 13 10 140 18 7.5 9 10° 0°
C13-10SDQCL0O7-140-C [ ] L 13 10 140 18 7.5 9 10° 0°
C16-12SDQCR0O7-140-C [ R 16 12 140 23 9.25 11 8° 0°
C16-125DQCL0O7-140-C [ ] L 16 12 140 23 9.25 1" 8° 0°
C20-16SDQCR0O7-180-C [ J R 20 16 180 28 11.3 15 6° 0°
C20-165DQCL0O7-180-C [ L 20 16 180 28 11.3 15 6° 0°
C23-16SDQCR0O7-180-C [ J R 23 16 180 28 12.8 15 5° 0° pe.
C23-165DQCL0O7-180-C [ ] L 23 16 180 28 12.8 15 5° 0°
C25-20SDQCR11-180-C [ ] R 25 20 180 32 14.4 19 & 0°
C25-20SDQCL11-180-C [ ] L 25 20 180 32 14.4 19 5° 0°
C30-25SDQCR11-180-C * R 30 25 180 38 16.9 24 4° 0°
C30-255DQCL11-180-C * L 30 25 180 38 16.9 24 4° 0°
N
2R
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS25 TKY08F
TS4 TKY15F

* Clamp Torque (Nm) : TS25=1.0, TS4=3.5

@ : Inventory maintained. % : Inventory maintained in Japan. 17
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NEW

Boring bars for small parts machining

S-5DQC-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

s

LF

DCONMS

= ©

Right hand tool holder shown.

(07,11) (07,11) (07,11) (07,11)
®@ O O w
MP MM Standard

& & & &
(07,11) (07,11) (07,11) (07,11)

"))
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
g 5§ = 8
0 - a a
S16-12SDQCR0O7-090-C [ R 16 12 90 22 9.25 " 8° 0°
S$16-12SDQCLO7-090-C [ ] L 16 12 90 22 9.25 " 8° 0°
520-16SDQCR0O7-150-C [ R 20 16 150 25 11.3 15 6° 0°
520-16SDQCLO7-150-C [ ] L 20 16 150 25 11.3 15 6° 0°
523-16SDQCR0O7-150-C [ J R 23 16 150 25 12.8 15 ® 0°
523-165SDQCLO7-150-C [ L 23 16 150 25 12.8 15 5° 0° pe
$25-20SDQCR11-150-C [ J R 25 20 150 31 14.4 19 5° 0°
$25-20SDQCL11-150-C [ ] L 25 20 150 31 14.4 19 5° 0°
S30-25SDQCR11-150-C [ ] R 30 25 150 38 16.9 24 4° 0°
S30-255DQCL11-150-C [ ] L 30 25 150 38 16.9 24 4° 0°
N
2R
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
TS25 TKY08F
TS4 TKY15F

* Clamp Torque (Nm) : TS25=1.0, TS4=3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

C-SWUC

CARBIDE SHANK BORING BAR WITHOUT COOLANT HOLE

KAPR

-

-

DMIN
KAPR

L
=t
LDRED
GAMF D— LF

GAMP }m

DCONMS

Right hand tool holder shown.

WCx-Inserts
FV

£y

(02,L3)
PCBN/PCD

(L3)

"))
Order number x ° z % LF LDRED WF H GAMF GAMP Insert number
z £ & 8
C06-055WUCR02-080 [ ] R 6 5 80 9 3.0 4.7 17° 0° 0201
C06-055WUCL02-080 [ ] L 6 5 80 9 3.0 4.7 17° 0° Wer 0201
C08-07SWUCRL3-090 [ R 8 7 90 10 4.0 6.7 15° 0° L30
C08-07SWUCLL3-090 [ ] L 8 7 90 10 4.0 6.7 15° 0° L3020
11
N
A
SPARE PARTS
Boring bar type § /
Clamp screw * Wrench
C06-05SWUCR/L02 TS21 TKY06F
C08-07SWUCR/LL3 TS2 TKY06F

* Clamp Torque (Nm) : TS21=0.6, TS2=0.6

@ : Inventory maintained. % : Inventory maintained in Japan.
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N E W Boring bars for small parts machining
C-SWUC-C

CARBIDE SHANK BORING BAR WITH COOLANT HOLE

KAPR

X
(04,06)
g ®
z MP
o
LDRED 8
= LF H f'.h
-
Right hand tool holder shown. (04,06)
s
Order number x - = z LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
o T a a
C10-08SWUCRO04-090-C [ R 10 8 90 14 5.0 7 15° 0°
C10-08SWUCL04-090-C [ L 10 8 90 14 5.0 7 15° 0°
C12-10SWUCRO04-090-C [ J R 12 10 90 18 6.0 9 12° 0°
C12-10SWUCL04-090-C [ J L 12 10 90 18 6.0 9 12° 0°
C14-12SWUCRO04-140-C [ J R 14 12 140 23 7.0 1 10° 0°
C14-12SWUCLO04-140-C [ J L 14 12 140 23 7.0 11 10° 0° We
C16-12SWUCRO06-140-C [ J R 16 12 140 23 8.0 1N 12° 0° .
C16-12SWUCL06-140-C [ J L 16 12 140 23 8.0 1N 12° 0°
C18-16SWUCRO06-140-C [ R 18 16 140 28 9.0 15 10° 0°
C18-16SWUCL06-140-C [ L 18 16 140 28 9.0 15 10° 0°
C22-20SWUCRO06-180-C [ J R 22 20 180 32 11.0 19 7° 0°
C22-20SWUCL06-180-C [ J L 22 20 180 32 11.0 19 7° 0°
N,
2
{
o e,
Boring bar type §
Clamp screw * Wrench
TS25 TKYO8F
TS4 TKY15F

* Clamp Torque (Nm) : TS25 = 1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.



N E W Boring bars for small parts machining
S-SWUC-C

STEEL SHANK BORING BAR WITH COOLANT HOLE

KAPR

‘b ook
-

(04,06)

KAPR
f g (&)
w |~ Iz )
S = S N MP
LDRED LF a H
Ny

GAMP }em ﬁe‘*.

Right hand tool holder shown. (04,06
0
Order number x - = § LF LDRED WF H GAMF GAMP Insert number
& 5§ £ 8
o T a a
S14-12SWUCR04-090-C [ J R 14 12 90 24 7.0 1 10° 0° 0402
S14-12SWUCLO04-090-C [ L 14 12 90 24 7.0 " 10° 0° 0402
S16-12SWUCR06-090-C [ J R 16 12 90 24 8.0 " 12° 0° 06T
S16-12SWUCL06-090-C [ J L 16 12 90 24 8.0 " 12° 0° We 06T
S18-16SWUCR06-090-C [ J R 18 16 90 30 9.0 15 10° 0° 06T
S18-16SWUCL06-090-C [ J L 18 16 90 30 9.0 15 10° 0° 06T3
S522-20SWUCR06-150-C [ J R 22 20 150 36 11.0 19 7° 0° 06T3(
522-20SWUCL06-150-C [ ] L 22 20 150 36 11.0 19 7° 0° 06T3
11
N
2 @
SPARE PARTS
= 5
Boring bar type § /
Clamp screw * Wrench
S14-12SWUCR/L04 TS25 TKYO8F
S ’SWUCR/L06 TS4 TKY15F

* Clamp Torque (Nm) : TS25 = 1.0, TS4 = 3.5

@ : Inventory maintained. % : Inventory maintained in Japan.
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RECOMMENDED CUTTING CONDITIONS

Boring bars for small parts machining

Material Hardness C:]Zt(iineg ﬁ Grade Ve f ap

Finish R/L-F MS6015 150 ( 50-250) 0.01-0.15 0.1-04

_ Light LS-P MS6015 150 ( 50 -250) 0.01-0.15 03-2.2

E;‘er: érlft';ing ctoel - Light RIL-SS MS6015 150( 50 -250)  0.01-0.15 0.2-0.8

Medium R/L-SN MS6015 150 ( 50-250) 0.01-0.15  0.1-0.4

Medium SMG MS6015 150 ( 50-250) 0.01-0.15 0.1-15

Finish R/L-F MS6015 100( 50-150) 0.01-0.15 0.1-0.4

Light LS-P MS6015 100 ( 50-150) 0.01-0.15 03-22

iﬁ;‘;‘ges;leel 180 - 280 HB Light RIL-SS MS6015 100( 50-150) 0.01-015 02-0.8

Medium R/L-SN MS6015 100( 50-150) 0.01-0.15 0.1-0.4

Medium SMG MS6015 100 ( 50-150) 0.01-015 0.1-15

Finish FS-P MS7025 60( 40-1000 0.01-0.08 0.2-05

Finish FS-P MS9025 100 ( 60-150) 0.04-0.15 0.2-05

Finish R/L-F MS7025 60( 40-1000 0.01-0.08 0.1-04

Austenitic Finish R-SRF MS9025 100 (60-150)  0.04-0.15  0.1-0.4

Stainless teel B Light LS-P MS7025 60( 40-1000 0.01-0.08 03-22

Light LS-P MS9025 100( 60-150) 0.05-0.15 03-2.2

Medium R-SN MS7025 60( 40-1000 0.01-008 0.1-38

Medium R-SN MS9025 100 ( 60-150) 0.05-0.15 0.1-3.8

Finish FS-P MS7025 60( 40-1000 0.01-0.08 02-05

Ferritic and martensitic Finish R-SRF MS7025 60( 40-1000 0.01-0.08 0.1-04

stainless steel B Light LS-P MS7025 60( 40-1000 0.01-0.08 03-22

Light R-SN MS7025 60( 40-1000 0.01-0.08 0.1-38

Finish FS-P MS7025 80( 40-160) 0.02-0.08 02-1.4

Finish FS-P MS9025 100 ( 50-180) 0.04-0.12 02-14

Finish R-SRF MS7025 80( 40-160) 0.03-0.08 0.1-0.4

Soft magnetic stainless steel Finish R-SRF MS9025 100( 50-180) 0.05-0.12 0.1-0.4
(X105CrMo17 / 1.4125, 230 HBW .

X42Cr13 / 1.2083, etc.) Light LS-P MS7025 80( 40-160) 0.02-0.10 03-22

Light LS-P MS9025 100 ( 50-180) 0.04-0.15 03-2.2

Medium R-SN MS7025 80( 40-160) 0.01-0.10 0.1-3.8

Medium R-SN MS9025 100 ( 50-180) 0.01-0.10 0.1-38

Finish FS-P MS7025 60( 40- 80) 0.01-010 0.1-1.0

Finish FS-P MS9025 70( 50-100) 0.03-0.15 0.1-1.0

Precipitation hardened stainless Finish R-SRF MS7025 60( 40- 80) 0.01-0.10 0.1-0.4

steel Finish R-SRF MS9025 70 50-100) 0.03-0.15 0.1-0.4
(17-4PH / 1.4542, <450 HB -

17-7PH / XTCrNi-A117-7 / Light LS-P MS7025 60( 40- 80) 0.04-0.10 02-22

X5CrNi-CuNb17-4, etc.) Light LS-P MS9025 70( 50-100) 0.04-0.15 0.2-22

Medium R-SN MS7025 60( 40- 80) 0.03-010 03-22

Medium R-SN MS9025 70 50-100) 0.04-0.15 0.2-2.2

Finish Flat Top MC5115 225(150-300) 0.04-0.15 0.1-0.5

Finish Flat Top HTi10 100( 50-150) 0.04-0.15 0.1-0.5

Grey cast iron Tensile strength L?ght Flat Top MC5115 225 (150 - 300)  0.04-10.15 0.2-1.0

< 350MPa Light Flat Top HTi10 100 ( 50 -150) 0.04-0.15 0.2-1.0

Medium Flat Top MC5115 225(150-300) 0.04-0.15 0.1-2.0

Medium Flat Top HTi10 100( 50-150) 0.04-0.15 0.1-2.0

Finish FS-P MS9025 80( 40-140) 0.04-012 0.2-1.0

Heat resistant alloy Finish R-SRF MS9025 80( 40-140) 0.05-012 0.1-0.4
(Heat resistant stainless steel, — -

etc) Light LS-P MS9025 80( 40-1400 0.04-0.15 0.3-22

Medium R-SN MS9025 80( 40-1400 0.01-0.10 0.1-3.8

speed by 10% to 20%.

. If chatter vibration occurs, adjust the cutting conditions and perform machining.
. If the tool overhang amount is L/D = 5 or more for carbide shank or L/D = 3 or more for steel shank, please reduce the cutting

. Regarding the feed rate and depth of cut for breakers not listed in the table, please refer to the general catalogue C010J page

AQ58 of for 7° positive and page A066 for 11° positive. For cutting speed, please refer to the grade introduction page A034.

3
[=;

General Catalogue


https://www.mmc-carbide.com/download_file/4058e1ac-b823-4d99-91c5-7c496c9a85e6/9

Boring bars for small parts machining

CC TYPE INSERTS N

80° WITH HOLE

. Steel COCCHOCH L8 L|€O00OCI0OC S O
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy 'Y X ¥iek 'Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number R R R Shape
EEEH EHEH R B LR
S S Sy 2225 8855595552883 528 2355,
CCMT060202-FP 0.2 0000 O [ ) [ FP
CCMT060204-FP 0.4 o000 O [ ] [ [i—
CCMT09T302-FP 0.2 0000 X [ [ ! j
CCMTO09T304-FP 0.4 o000 O [ ] [ ] -
CCMTO09T308-FP 0.8 0000 X [ J * Finish cutting
CCMT060202-FM 0.2 (J FM
CCMT060204-FM 0.4 (] |
CCMT09T302-FM 0.2 °
CCMTO09T304-FM 0.4 ([ ]
CCMTO09T308-FM 0.8 [ Finish cutting
CCMT060202-FS 0.2 (J FS
CCMT060204-FS 0.4 (]
CCMT09T302-FS 0.2 (] ”
CCMTO09T304-FS 0.4 [ ]
CCMTO09T308-FS 0.8 [ Finish cutting
CCGT060201M-FS 0.1* (X X [ FS
CCGT060202M-FS 0.2* [ X X [
CCGT060204M-FS 0.4* [ J [ @
CCGTO9T301M-FS 0.1* ( X X J [ ]
CCGT09T302M-FS 0.2* ( X X J [ ]
CCGT09T304M-FS 0.4* o000 [} Finish cutting
CCGT060201M-FS-P 0.1* (] (] [ [ FS-P
CCGT060202M-FS-P 0.2* (] (] [ [ —
CCGT060204M-FS-P 0.4* [ ] ([ ] [ ] Ih
CCGTO9T301M-FS-P 0.1* [ ] ([ ] [ [ ] ==
CCGT09T302M-FS-P 0.2* (] [ [ [
CCGT09T304M-FS-P 0.4* (] [ ] [ [ Finish cutting
CCMT060202-FV 0.2 [ [ ] (] o o000 FV
CCMT060204-FV 0.4 [ ] [ [ ] o o000 Li{
CCMTO09T302-FV 0.2 [ ] [ o0 x —
CCMTO09T304-FV 0.4 [ [ o o000 =
CCMT09T308-FV 0.8 ([ ] [ ] o 00 % Finish cutting
CCGT0602V5-FJ 0.05 ([ ] R
CCGT060201-FJ 0.1 [ J
CCGT060202-FJ 0.2 [ -
CCGT09T3V5-FJ 0.05 [ ] g
CCGT09T301-FJ 0.1 ([ ] [
CCGT09T302-FJ 0.2 [ ] [
CCGT09T304-FJ 0.4 [ J [} Finish cutting
1/8
*1 To be replaced by new products.
*2 |Indicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
@ : Inventory maintained. % : Inventory maintained in Japan.
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CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron ces Ce 00 |0 $0GO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE R R Shape
R R H T PP
PSS eSS0 0SS5 aey 52 eeZ5EEEEELR
CCGT060202-AZ 0.2 ° AZ
CCGT060204-AZ 0.4 [ ”
CCGT09T302-AZ 0.2 ° Sy
CCGT09T304-AZ 0.4 ®  Medium cuﬂmg -
CCGT09T308-AZ 0.8 ° Finish cutting
*3 CCGT03S1V3L-F 0.03 ° ° R/L-F
*3 CCGT03S101L-F 0.1 ° °
*3 CCGT03S102L-F 0.2 ° ° °
** CCGT03S104L-F 0.4 ° ° °
*3 CCGTO4TOV3L-F 0.03 ° °
*3 CCGT04TO01L-F 0.1 ° °
*3 CCGT04T002L-F 0.2 ° ° °
*3 CCGT04T004L-F 0.4 ° ° °
** CCGTO3S101IMR-F  0.1* @ —~
*3 CCGT03S101ML-F 0.1 @ H
** CCGT03S102MR-F 0.2 @ -
*3 CCGT03S102ML-F 0.2 @
*3 CCGT03S104MR-F  0.4% @
** CCGT03S104ML-F  0.4* @
** CCGTO4TOOIMR-F 0.1 @
*3 CCGTO4TOOIML-F 0.1 @
*3 CCGT04TO02MR-F 0.2 @
*3 CCGT04TO02ML-F 0.2 @
*3 CCGTO4TO04MR-F  0.4* @
*3 CCGTO4TO04ML-F  0.4* @ Finish cutting
CCGHO60202R-F 0.2 ) * * * R/L-F
CCGH060202L-F 0.2 ° * ° *
CCGH060204R-F 0.4 ° * * *
CCGHO060204L-F 0.4 ° * ° * | ﬂ
CCGH060202MR-F 02% @ e
CCGH060202ML-F 02¢ @
CCGH060204MR-F 0.4 @
CCGH060204ML-F 0.4 @ Finish cutting
CCMT060202-LP 0.2 ° LP
CCMT060204-LP 0.4 o000 o ° °
CCMT060208-LP 0.8 0000 X * ° E
CCMT09T304-LP 0.4 o000 o ° ° . i
CCMT09T308-LP 0.8 o000 o * ° Light cutting

*1 To be replaced by new products.
*2 Indicates the maximum value of the corner R.
*3 Diameter of inscribed circle is special.

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)
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CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

. Steel COCCHOCSH % 8 %€ O00G|0G % @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE "F’22;2;2;8;2;83233&.,,2‘3258“—’3'&&'&:"N’zzzﬁggs'—l— Shape
3333852000555 B883088 20N oaRg8gERigE,
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CCMT060202-LM 0.2 [ X ] LM
CCMTO060204-LM 0.4 [ X X ] ([ ]
CCMTO060208-LM 0.8 ® * [ ] IA{(
¥
CCMT09T302-LM 0.2 ([ X J P —
CCMT09T304-LM 0.4 o000 [ ]
CCMT09T308-LM 0.8 ( X N J [ ) Light cutting
CCMT060202-LS 0.2 (XX ) ° LS
CCMT060204-LS 0.4 ( X X J [ ]
CCMT09T302-LS 0.2 ( N X J [ E
CCMT09T304-LS 0.4 o000 [
CCMT09T308-LS 0.8 00 o Light cutting
CCGT060201M-LS 0.1% (XX ) [ LS
CCGT060202M-LS 0.2* ( X X J [
CCGT060204M-LS 0.4* [ [
CCGT09T301M-LS 0.1* o000 [ J
CCGT09T302M-LS 0.2* o000 [ J
CCGT09T304M-LS 0.4* ( X X J [ Light cutting
CCGT0602V5M-LS-P 0.05* [ LS-P
CCGT060201M-LS-P 0.1* @ [ ] [ ] [ J
CCGT060202M-LS-P 0.2 @ [ ] [ ] [ 7
CCGT060204M-LS-P 0.4* [ ] [ | /
CCGT09T301M-LS-P 0.1* @ [ ] [ ] [ ]
CCGT09T302M-LS-P 0.2 @ [ ] [ ] [ ]
CCGT09T304M-LS-P 0.4 @ [ ] ([ [ ) Light cutting
CCMH060202-SV 0.2 [ ] [ ] [ ] [ ] * * (@ *x SV
CCMH060204-SV 0.4 [ ] [ [ ] [ ] [ ] * % * )
.
Light cutting
CCMT060202-SW 0.2 0000 00 [ ] ® *x |® SW*
CCMT060204-SW 0.4 0000 OO0 [ ] [ J e x |@ ¢
CCMT060208-SW 0.8 [ ] L‘.‘_&:
CCMT09T302-SW 0.2 o000 00 ([ ] [ ] o x |@ 7
CCMT09T304-SW 0.4 0000 o000 [ [ ] [ o x |@ Light cutting
CCMT09T308-SW 0.8 (] (Wiper)
3/8
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

*1 To be replaced by new products.
*2 |Indicates the maximum value of the corner R.

(10 inserts in one case)

® / x =Expansion

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number Rk R Shape
R R H T PP
$SSSSS888992588555955528885%28 25558,
CCGT0602V3R-SS 0.03 * R/L-SS
CCGT0602V3L-SS 0.03 *
CCGT060201R-SS 0.1 *
CCGT060201L-SS 0.1 *
CCGT060202R-SS 0.2 *
CCGT060202L-SS 0.2 (]
CCGTO9T3V3R-SS 0.03 *
CCGTO09T3V3L-SS 0.03 *
CCGT09T301R-SS 0.1 (J
CCGT09T301L-SS 0.1 * —
CCGT09T302R-SS 0.2 (] A
CCGT09T302L-SS 0.2 [ —
CCGT060201MR-SS 0.1* @
CCGT060201ML-SS 0.1* @
CCGT060202MR-SS 0.2 @
CCGT060202ML-SS 0.2 @
CCGTO9T301MR-SS 0.1* @
CCGTO9T301ML-SS 0.1* @
CCGT09T302MR-SS 0.2* @
CCGT09T302ML-SS 0.2 @
CCGT09T304MR-SS 0.4 @
CCGT09T304ML-SS 0.4 @ Light cutting
CCMT060202-MP 0.2 ([ X J MP
CCMT060204-MP 0.4 o000 O (] [}
CCMT060208-MP 0.8 o000 O * * i“;
CCMT09T302-MP 0.2 [ X ) Y
CCMTO09T304-MP 0.4 o000 O [ ] [ J
CCMT09T308-MP 0.8 o000 O * [ J Medium cutting
CCMT060202-MM 0.2 [ X J MM
CCMT060204-MM 0.4 000 [ ]
CCMT060208-MM 0.8 o0 ° B
CCMT09T302-MM 0.2 ( X J
CCMTO09T304-MM 0.4 [ X X ] [ ]
CCMTO09T308-MM 0.8 [ X X ] [ X ] Medium cutting
CCMT060202-MK 0.2 [ X X J MK
CCMT060204-MK 0.4 [ X X J
CCMT060208-MK 0.8 o0 X
CCMT09T302-MK 0.2 [ X X ]
CCMT09T304-MK 0.4 [ X X ]
CCMTO09T308-MK 0.8 [ X N J Medium cutting

4/8



CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

. Steel COCCHOCSH % 8 %€ O00G|0G % @)
M Stainless steel
Cast iron ces: G 00 _|o $0GO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE wwpiiihioonreng seugoeesrurslo, loeno, o Shape
s eSS RRR el e R RRCcrglaRsRng22R82w
SSSSSE Y22 SS80SSS IS5 S552LZ55REEEE
CCMT060202-MS 0.2 (XX ) MS
CCMT060204-MS 0.4 (XX ) )
CCMT060208-MS 0.8 (X X )
CCMT09T302-MS 0.2 (X X
CCMT09T304-MS 0.4 (XX )
CCMT09T308-MS 0.8 00 o Medium cutting
CCMT060202 0.2 (X} ) ® * (Y ) ° Standard
CCMT060204 0.4 (X X ) ) ) o x o0 )
CCMT060208 0.8 (X ° ° * ° (.[
CCMT09T302 0.2 (Y ° [ P LX) ———
CCMTO09T304 0.4 YY) ° o (ex [o0 o -
CCMT09T308 0.8 [ X N J [ [ ] ® x [ X J ] Medium cutting
CCMH060202-MV 0.2 e o ® ) ) O % k|k % MV
CCMH060204-MV 0.4 e o ) o0 X ) ox oo0o
Medium cutting
CCMT060204-MW 0.4 (XX X) L o x @ _Mw
CCMT060208-MW 0.8 o000 o0 *x *x (@ f/ﬁ({
CCMT09T304-MW 0.4 o000 o0 ) e x (@ i
CCMT09T308-MW 0.8 o000 o0 ) e x (@ Medium cutting
(Wiper)
CCET0602V3R-SR 0.03* * * * R/L-SR
CCET0602V3L-SR 0.03* ) * *
CCET060201R-SR 0.1% * * *
CCET060201L-SR 0.1% * * *
CCET060202R-SR 0.2 * * *
CCET060202L-SR 0.2% ° ) *
CCET060204R-SR 0.4% * * * =
CCET060204L-SR 0.4% [ ) * g
CCETO09T3V3R-SR 0.03* * * *
CCETO09T3V3L-SR 0.03* ° * *
CCETO09T301R-SR O [ * *
CCET09T301L-SR 0.1% ° * *
CCET09T302R-SR 0.2¢ * * *
CCETO09T302L-SR 0.2¢ [ * *
CCETO09T304R-SR 0.4% [ * *
CCETO09T304L-SR 0.4% ) * *  Medium cutting

*1 To be replaced by new products.
*2 Indicates the maximum value of the corner R.
(10 inserts in one case)

€: General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

5/8
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CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

BB steel

COCCHOCH T8 HE€OOCIOC & @)
M Stainless steel
Castiron [ A X3 C& OO0 O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G

Coated Coated Cermet | Cermet Carbide
Order number RE "5’2325%:8;3;832ggﬁmg"‘—’ﬁggfﬂ'&&'&z"N’zzzﬁSSSEll;c Shape
S5535zEoo0ocoiBBBoerEccgoTiigisescise
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CCGT060201M-SMG 0.1* @ SMG
CCGT060202M-SMG 0.2* @ ([ ]
CCGT060204M-SMG 0.4 @ [ ] (v_-‘w
CCGT09T301M-SMG 0.1 @ u
CCGT09T302M-SMG 0.2* @
CCGT09T304M-SMG 0.4 @ Medium cutting
CCGT0602V3R-SN 0.03 [ R/L-SN
CCGT060201R-SN 0.1 *
CCGT060201L-SN 0.1 *
CCGT060202R-SN 0.2 [ ]
CCGT060202L-SN 0.2 [
CCGTO09T3V3R-SN 0.03 *
CCGTO9T3V3L-SN 0.03 *
CCGT09T301R-SN 0.1 [ ]
CCGT09T301L-SN 0.1 *
CCGT09T302R-SN 0.2 [
CCGT09T302L-SN 0.2 ([ ]
CCGT09T304R-SN 0.4 [ ]
CCGT09T304L-SN 0.4 [ ]
CCGT060201MR-SN 0.1* [ ] [ ]
CCGT06020TML-SN 0.1* @
CCGT060202MR-SN 0.2* ([ ] ([ ]
CCGT060202ML-SN 0.2 @
CCGT09T301MR-SN 0.1* [ ] [ ]
CCGT09T30TML-SN 0.1* @
CCGT09T302MR-SN 0.2* [ ([
CCGT09T302ML-SN 0.2 @
CCGTO09T304MR-SN 0.4* [ ] [ ]
CCGT09T304ML-SN 0.4 @ Medium cutting

*1 To be replaced by new products.
*2 |Indicates the maximum value of the corner R.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

6/8



Boring bars for small parts machining

CC TYPE INSERTS, 80° WITH HOLE lq
. Steel COCCHOCSH % 8 %€ O00G|0G % @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE "F’22;2;2;8;2;83233&.,,2‘3258“—’3'&&'&:"N’zzzﬁggs'—l— Shape
3333852000555 B883088 20N oaRg8gERigE,
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CCET060200R-SN 0.0* * * * R/L-SN
CCET060200L-SN 0.0* * * *
CCET0602V3R-SN 0.03* * * *
CCET0602V3L-SN 0.03* * * *
CCET060201R-SN 0.1* * * *
CCET060201L-SN 0.1* * * *
CCET060202R-SN 0.2* * * *
CCET060202L-SN 0.2* * * *
CCET060204R-SN 0.4* * * * —_—
CCET060204L-SN 0.4* [ ] * * &
CCETO09T300R-SN 0.0 [ * * | —
CCET09T300L-SN 0.0* * * *
CCET09T3V3R-SN 0.03* ([ ] * *
CCETO09T3V3L-SN 0.03* * * *
CCET09T301R-SN 0.1* [ ] * *
CCET09T301L-SN 0.1* [ ] * *
CCET09T302R-SN 0.2* [ ] * *
CCET09T302L-SN 0.2* [ ] * *
CCET09T304R-SN 0.4* [ ] * *
CCET09T304L-SN 0.4% [ ] * * Medium cutting
CCET0602V3RW-SN 0.03* * R/LW-SN
CCET0602V3LW-SN 0.03* ([ ]
CCETO09T3V3RW-SN 0.03* * _'
CCETO09T3V3LW-SN 0.03* * Medium cutting
(Wiper)
7/8
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) #: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
@ : Inventory maintained. % : Inventory maintained in Japan.
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CC TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

. Steel COCCHOCSH % 8 %€ O00G|0G % @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE "F’"‘—’2;2;2;8;2;83233&.,,2‘3258“—’3'&&'&:"N’zzzﬁggs'—l— Shape
3333322500055 5858585 32888 sgErdzE:
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CCMW060202 0.2 [ Flat Top
CCMW060204 0.4 o0 x o o
CCMW060208 0.8 * @ * .
CCMWO09T304 0.4 000 [
CCMW09T308 0.8 000 e o
CCMW09T312 1.2 * @ %
CCGW060200 0.0 * Flat Top
CCGWO0602V5 0.05 [ ]
CCGW060201 0.1 *
CCGW060202 0.2 *
CCGWO060204 0.4
CCGW060208 0.8 i
CCGWO09T300 0.0 ° * _J
CCGWO9T3V5 0.05 ° Ca—
CCGWO09T301 0.1 *
CCGW09T302 0.2 *
CCGWO09T304 0.4 *
CCGWO060202E 0.2
CCGWO060204E 0.4
CCGWO060208E 0.8
8/8

*1 To be replaced by new products.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)



Boring bars for small parts machining

CP TYPE INSERTS N

80° WITH HOLE

. Steel COECCHOGH: LLL|€OOC|IOC i O
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCE o¢ G
Coated Coated Cermet | Cermet Carbide
Order number RE o M0 i ¥ % Shape
B R
S S Sy 2225 8855595552883 528 2355,
CPMH080202-FM 0.2 [ FM
CPMH080204-FM 0.4 [
CPMH090302-FM 0.2 [
CPMH090304-FM 0.4 [
CPMH090308-FM 0.8 [ J Finish cutting
CPMH080202-FS 0.2 [ ] FS
CPMH080204-FS 0.4 [ ] =
CPMH090302-FS 0.2 (] go
CPMH090304-FS 0.4 [ ] —
CPMH090308-FS 0.8 [ Finish cutting
CPMH080202-FV 0.2 * * [ ] * * *x FV
CPMH080204-FV 0.4 [ ] [ ] e 00 |x ® x Li’(
CPMH090302-FV 0.2 * * (] * * * =
CPMH090304-FV 0.4 [ [ o 00 |x * * —
CPMH090308-FV 0.8 [ J * o 00 |x * % Finish cutting
CPGT080202 0.2 [ Standard
CPGT080204 0.4 [
CPGT090302 0.2 * f “
CPGT090304 0.4 ° o
Finish cutting
CPMH080204R-F 0.4 [ ] * * R/L-F
CPMH080204L-F 0.4 [ ] * *
CPMH090304R-F 0.4 [ ] * *
CPMH090304L-F 0.4 [ ] * * *
Finish cutting
CPGT080204R-F 0.4 * R/L-F
CPGT080204L-F 0.4 * -
CPGT090302R-F 0.2 * -~
CPGT090302L-F 0.2 * =
CPGT090304R-F 0.4 *
CPGT090304L-F 0.4 * Finish cutting
1/3
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
@ : Inventory maintained. % : Inventory maintained in Japan.
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CP TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

*1 To be replaced by new products.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

. Steel COCCHOCSH % 8 %€ O00G|0G ) O
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE '223222223;2;8Rﬁﬁﬁamg“‘-’ﬁmg“—‘ﬂz.&;z"N’zzzmggem— Shape
3333852000555 B883088 20N oaRg8gERigE,
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CPMH080202-LP 0.2 [ ] LP
CPMH080204-LP 0.4 [ ] =
CPMH090302-LP 0.2 o Q b )
CPMH090304-LP 0.4 * .
CPMH090308-LP 0.8 * Light cutting
CPMH080204-LM 0.4 [ X ] [ J LM
CPMH080208-LM 0.8 ([ X J [ ]
CPMH090304-LM 0.4 [ X J [ ]
CPMH090308-LM 0.8 [ X ] [ J
Light cutting
CPMH080204-LS 0.4 [ ] LS
CPMH080208-LS 0.8 ([ ]
CPMH090304-LS 0.4 [ ] .
CPMH090308-LS 0.8 ([ ]
Light cutting
CPMH080202-SV 0.2 [ ] [ ] [ ] [ ] * * (@ % SV
CPMH080204-SV 0.4 [ ] [ ] ([ ] [ ] ([ ] o0 x
CPMH090302-SV 0.2 [ ] [ ] [ ] [ ] * * [k K
CPMH090304-SV 0.4 [ ] [ ] ([ ] [ ] * o0 x
CPMH090308-SV 0.8 [ ] [ ] [ ([ ] * * (@ % Light cutting
CPMHO080204 0.4 *x @ Standard
CPMH080208 0.8 * @ -y
CPMH090304 0.4 * @ V'
CPMH090308 0.8 * @ N
Medium cutting
CPMX080204 0.4 * * Standard
CPMX080208 0.8 * * [
CPMX090304 0.4 * * * * '% )
CPMX090308 0.8 * % * * g
Medium cutting

2/3



CP TYPE INSERTS, 80° WITH HOLE

Boring bars for small parts machining

e )

*1 To be replaced by new products.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€: General Cutting (1st recommendation)

(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

. Steel COCCHOCSH % 8 %€ O00G|0G % @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE wogiiionrone srerererursle,  _loeee, . _ Shape
233332 :G00ERS BB e oRE 87 SgER8 e
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
CPMH080204-MM 0.4 [ X ] [ J MM
CPMH080208-MM 0.8 [ X J [ ]
CPMH090304-MM 0.4 ([ X J [ ‘L‘O
CPMH090308-MM 0.8 [ X ] [ —
Medium cutting
CPMH080204-MK 0.4 [ X X ] MK
CPMH080208-MK 0.8 [ X X ]
CPMH090304-MK 0.4 [ X X ]
CPMH090308-MK 0.8 [ X X ]
Medium cutting
CPMH080204-MS 0.4 [ ] MS
CPMH080208-MS 0.8 [ ]
CPMH090304-MS 0.4 [ ] @
CPMH090308-MS 0.8 ([ ] —
Medium cutting
CPMH080204-MV 0.4 e O [ o0 x [ ] *0® 00 x MV
CPMH080208-MV 0.8 o O [ ] o0 X ([ ] * Kk Kk [k ok 't
CPMH090304-MV 0.4 o O [ o0 X [ *® OO H)
CPMH090308-MV 0.8 e o o 00 X ° *x  k|@* R
Medium cutting
CPMB080202 0.2 * Flat Top
CPMB080204 0.4 *
CPMB080208 0.8 *
CPMB090302 0.2 * ’-’
CPMB090304 0.4 * —
CPMB090308 0.8 *

3/3
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Boring bars for small parts machining

DC TYPE INSERTS

55° WITH HOLE

. Steel COCCHOCH SE. 2 Jejelc) (el & @)
M Stainless steel
Cast iron ces GCH OO0 10 HOGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy & o¢ G
Coated Coated Cermet | Cermet Carbide
S S Sy 2225 8855595552883 528 2355,

DCMT070202-FP 0.2 0000 O [ J (J FP
DCMT070204-FP 0.4 0000 O [ (]
DCMT11T302-FP 0.2 o000 O [ J [ J E
DCMT11T304-FP 0.4 o000 O [ ] [ ] )
DCMT11T308-FP 0.8 o000 O [ [ J Finish cutting
DCMT070202-FM 0.2 ( X ] FM
DCMT070204-FM 0.4 ([ X )
DCMT11T302-FM 0.2 (X @
DCMT11T304-FM 0.4 ([ X J
DCMT11T308-FM 0.8 ([ X J Finish cutting
DCMT070202-FS 0.2 [ ) FS
DCMT070204-FS 0.4 [ y
DCMT11T302-FS 0.2 o ﬁ
DCMT11T304-FS 0.4 [ ]
DCMT11T308-FS 0.8 [ ] Finish cutting
DCGT070201M-FS 0.1* (X X ) (J FS
DCGT070202M-FS 0.2* [ X X ) (J
DCGT070204M-FS 0.4* 000 [ J
DCGT11T301M-FS 0.1* ( X X J [ ]
DCGT11T302M-FS 0.2* ( X X J [ ]
DCGT11T304M-FS 0.4* o000 [ J Finish cutting
DCGT070201M-FS-P 0.1% ® (] (J (] FS-P
DCGT070202M-FS-P 0.2* ® (] () (J
DCGT070204M-FS-P 0.4* ([ ] ([ ] [ ] [ ]
DCGT11T301M-FS-P 0.1* [ ] ([ ] [ ] [
DCGT11T302M-FS-P 0.2* [ ] [ ] [ J [ ]
DCGT11T304M-FS-P 0.4% (] [ ) (J (J Finish cutting
DCMT070202-FV 0.2 (X ] (X ] o oo [ J (X J FvV
DCMTO070204-FV 0.4 ([ X J ([ X J o 00 [ ] (X J
DCMT070208-FV 0.8 ° * ° * * -/
DCMT11T302-FV 0.2 [ [ J [ ] ® *
DCMT11T304-FV 0.4 (X ] (X ] o oo [ ) (X J
DCMT11T308-FV 0.8 (X ) [ X ) o oo [ ) ® x Finish cutting
DCGT070202-AZ 0.2 (] AZ
DCGT070204-AZ 0.4 o 7
DCGT11T302-AZ 0.2 [ ._Gé/
DCGT11T304-AZ 0.4 [ J Medium cutting -
DCGT11T308-AZ 0.8 [ J Finish cutting

*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)

@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
34 @ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

DC TYPE INSERTS, 55° WITH HOLE .0
. Steel COCCHOCSH H8HE€O00C|I0C % @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE "5’"‘—’3%%:8;“2;832ggﬁmgu‘—’ﬁﬁgfﬁ'&&&zﬁzzzﬁggeg{;c Shape
233332 :G00ERS BB e oRE 87 SgER8 e
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
DCGT070202R-F 0.2 o J * R/L-F
DCGT070202L-F 0.2 [ ] * [ *
DCGT070204R-F 0.4 [ ] [ ] *
DCGT070204L-F 0.4 [ ] * [ J *
DCGT11T302R-F 0.2 [ ] [ J *
DCGT11T302L-F 0.2 [ * [ J *
DCGT11T304R-F 0.4 [ ] [ *
DCGT11T304L-F 0.4 [ ] * [ * Finish cutting
DCGT11T301MR-SRF 0.1* ([ ] [ ] R-SRF
DCGT11T302MR-SRF 0.2* [ ] [ ]
DCGT11T304MR-SRF 0.4* [ ] [ ] E
Finish cutting
DCMT070202-LP 0.2 [ ] LP
DCMT070204-LP 0.4 0000 O * [
DCMT070208-LP 0.8 0000 X * * —
DCMT11T302-LP 0.2 ([ X J —4/—.//
DCMT11T304-LP 0.4 o000 O ([ ] [ ]
DCMT11T308-LP 0.8 o000 O ® * Light cutting
DCMT070202-LM 0.2 [ X J [ LM
DCMT070204-LM 0.4 o000 [ X J
DCMT070208-LM 0.8 [ X X ] * @
DCMT11T7302-LM 0.2 ([ X J [ ﬂ;/—a//
DCMT11T304-LM 0.4 [ X X ] [ X J
DCMT11T308-LM 0.8 o000 [ X J Light cutting
DCMT070202-LS 0.2 o000 [ LS
DCMT070204-LS 0.4 (X X [ J
DCMT070208-LS 0.8 [ ]
DCMT11T302-LS 0.2 ( N X J [
DCMT11T304-LS 0.4 o000 [
DCMT11T308-LS 0.8 o000 [ Light cutting
DCGT070201M-LS 0.1* (X X ® LS
DCGT070202M-LS 0.2* ( X X J [ ]
DCGT070204M-LS 0.4* 00 [ J 1
DCGT11T301M-LS 0.1* o000 [ J g
DCGT11T302M-LS 0.2* o000 [ J
DCGT11T304M-LS 0.4* o000 [ Light cutting
DCGT0702V5M-LS-P 0.05* [ LS-P
DCGT070201M-LS-P 0.1 @ [ ] [ ] [ ]
DCGT070202M-LS-P 0.2 @ [ ] [ ] [ -
DCGT070204M-LS-P 0.4 @ ([ ] [ ] [ 1PN
DCGT11T301M-LS-P 0.1* @ [ ] [ ] [
DCGT11T302M-LS-P 0.2 @ [ ] ([ ] [ ]
DCGT11T304M-LS-P 0.4 @ [ ] [ ] ) Light cutting
2/6
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) & Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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DC TYPE INSERTS, 55° WITH HOLE

Boring bars for small parts machining

Ko 4

*1 To be replaced by new products.
*2 Indicates the maximum value of the corner R.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

. Steel COCCHOCSH H8HE€O00C|I0C % @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCH o¢C G
Coated Coated Cermet | Cermet Carbide
Order number RE “5’“‘-’2%%:3;2;8&232amg“‘—’ﬁﬁg“—’ﬁ'éﬁ'&z"N’zzz3332";{;0 Shape
233332 :G00ERS BB e oRE 87 SgER8 e
=2 =Z=Z=ZDODD=ZZ=Z=ZZEZDODODEZZTZTZIZZZ>>S>OZA>>SZZ|ZTEDIIF
DCMT070202-SV 0.2 [ [ ] [ ] L X J SV
DCMT070204-SV 0.4 ([ X J [ ] ([ ] (JL X J
DCMT070208-SV 0.8 (X ] [ ] [ ] * (@ % _:g/ 7
DCMT11T302-SV 0.2 o0 [ ] [ ] (JL X J
DCMT11T304-SV 0.4 ( X ] [ ] [ ] (L X J
DCMT11T308-SV 0.8 o0 [ ] [ ] o0 x Light cutting
DCMX070202-SW 0.2 (J SwW
DCMX070204-SW 0.4 [ ]
DCMX070208-SW 0.8 [ ]
DCMX11T302-SW 0.2 [ ]
DCMX11T304-SW 0.4 [ ]
DCMX11T308-SW 0.8 o Light cutting
DCGT0702V3R-SS 0.03 * R/L-SS
DCGT0702V3L-SS 0.03 *
DCGT070201R-SS 0.1 *
DCGT070201L-SS 0.1 [
DCGT070202R-SS 0.2 *
DCGT070202L-SS 0.2 *
DCGT11T3V3R-SS 0.03 ([ ]
DCGT11T301R-SS 0.1 [ ]
DCGT11T302R-SS 0.2 [ ] )
DCGT070201MR-SS 0.1* @ —
DCGT070201ML-SS 0.1* @
DCGT070202MR-SS 0.2 @
DCGT070202ML-SS 0.2 @
DCGT11T301MR-SS 0.1* @
DCGT11T301ML-SS 0.1* @
DCGT11T302MR-SS 0.2 @
DCGT11T302ML-SS 0.2 @
DCGT11T304MR-SS 0.4 @
DCGT11T304ML-SS 0.4 @ Light cutting
DCMT070202-MP 0.2 (X MP
DCMT070204-MP 0.4 o000 O [ ] *
DCMT070208-MP 0.8 0000 X * * Er
DCMT11T302-MP 0.2 ( X ]
DCMT11T304-MP 0.4 0000 O [ ] [
DCMT11T308-MP 0.8 0000 O [ ] *
DCMT11T312-MP 1.2 ([ X J Medium cutting
DCMT070202-MM 0.2 ([ X J [ MM
DCMT070204-MM 0.4 (X X ] ([ X J
DCMT070208-MM 0.8 o0 x ([ X J /A 7
DCMT11T7302-MM 0.2 o0 [ J
DCMT11T304-MM 0.4 [ X X ] [ X J
DCMT11T308-MM 0.8 [ X X ] ([ X J Medium cutting

3/6



Boring bars for small parts machining

DC TYPE INSERTS, 55° WITH HOLE .0
. Steel COCCHOCSH H8HE€O00C|I0C % @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number Aok R Shape
$SSSSS888992588555955528885%28 25558,
DCMT070202-MK 0.2 000 MK
DCMT070204-MK 0.4 * @ %
DCMT070208-MK 0.8 * @ %
DCMT11T302-MK 0.2 (X X ] 0
DCMT11T304-MK 0.4 [ X X J
DCMT11T308-MK 0.8 [ X N J Medium cutting
DCMT070202-MS 0.2 [ MS
DCMT070204-MS 0.4 (XX [ J
DCMT070208-MS 0.8 (X X [ J
DCMT11T302-MS 0.2 [ ]
DCMT11T304-MS 0.4 o000 [
DCMT11T308-MS 0.8 (XX [
DCMT11T312-MS 1.2 (X X [ Medium cutting
DCMT070202 0.2 ( X ] ([ ] ( X J (X J [ ] Standard
DCMT070204 0.4 [ X X ] [ [ ] ( X J [ X J [ ]
DCMT070208 0.8 * [ ] o x (X J
DCMT11T302 0.2 o0 ° oo (o0 o &
DCMT11T304 0.4 [ X X J [ [ ] ( X J ( X J [ ]
DCMT11T308 0.8 [ X N ] [ ] [ ] o x (X J [ ]
DCMT11T312 1.2 * Medium cutting
DCMT070202-MV 0.2 o0 O oo [ X J (] 00 00 K MV
DCMT070204-MV 0.4 o0 O oo o0 O [ ] 00 X0 %
DCMT070208-MV 0.8 o0 o oo e o [ 00 x|k k&
DCMT11T302-MV 0.2 o0 o oo [ X ) [ ] o0 o000
DCMT11T304-MV 0.4 o0 O oo o0 o [ ] o0 o000
DCMT11T308-MV 0.8 ox O 00 o0 o [ ] o0 o000 Medium cutting
DCET0702V3R-SR 0.03* * * * R/L-SR
DCET0702V3L-SR 0.03* * * *
DCET070201R-SR 0.1* * * *
DCET070201L-SR 0.1* * * *
DCET070202R-SR 0.2* * * *
DCET070202L-SR 0.2* * * *
DCET070204R-SR 0.4* * * * = 7
DCET070204L-SR 0.4* * * *
DCET11T3V3R-SR 0.03* [ ] * *
DCET11T3V3L-SR 0.03*: * * *
DCET11T301R-SR 0.1* * * *
DCET11T301L-SR 0.1* * * *
DCET11T302R-SR 0.2* [ ] * *
DCET11T302L-SR 0.2* * * *
DCET11T304R-SR 0.4* [ ] * *
DCET11T304L-SR 0.4* [ * * Medium cutting
4/6
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) & Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

DC TYPE INSERTS, 55° WITH HOLE .0
. Steel COCCHOCH &8 8|€00GC|0G o @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCH o¢C G
Coated Coated Cermet | Cermet Carbide
Order number RE “5’22%%:3;8;8&232amgi’ﬁﬁgfﬂ&&'&z"N’zzz3332550 Shape
BRI R e HEE
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
DCGT070201M-SMG 0.1* @ SMG
DCGT070202M-SMG 0.2* @ ([ ]
DCGT070204M-SMG 0.4 @ Y o V4
DCGT11T301M-SMG  0.1* @ _—
DCGT11T302M-SMG 0.2 @ [ ]
DCGT11T304M-SMG 0.4 @ [ ] Medium cutting
DCGT0702V3R-SN 0.03 [ ] R/L-SN
DCGT070201R-SN 0.1 [ ]
DCGT070202R-SN 0.2 [ ]
DCGT070202L-SN 0.2 [ ]
DCGT11T3V3R-SN 0.03 *
DCGT11T3V3L-SN 0.03 *
DCGT11T301R-SN 0.1 [
DCGT11T301L-SN 0.1 [ ]
DCGT11T302R-SN 0.2 [ ]
DCGT11T302L-SN 0.2 [ ] )
DCGT11T304R-SN 0.4 [ ] :
DCGT11T304L-SN 0.4 [ ]
DCGT070201MR-SN 0.1* @ [ ] [ ]
DCGT070201ML-SN 01* @ * *
DCGT070202MR-SN 0.2 @ [ ] [ ]
DCGT070202ML-SN 0.2 @ * *
DCGT070204MR-SN 0.4* [ ] ([ ]
DCGT11T301MR-SN 0.1* @ [ ] [ ]
DCGT11T301ML-SN 0.1* @ * *
DCGT11T302MR-SN 0.2 @ [ ] [ ]
DCGT11T302ML-SN 0.2 @ * *
DCGT11T304MR-SN 0.4 @ [ ] [ ]
DCGT11T304ML-SN 0.4 @ * * Medium cutting
5/6
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
38 @ : Inventory maintained. % : Inventory maintained in Japan.



DC TYPE INSERTS, 55° WITH HOLE

Boring bars for small parts machining

Ko 4

. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
P PO a PSPy s e 55 5R5EEE
DCET070200R-SN 0.0% o * * R/L-SN
DCET070200L-SN 0.0* * * *
DCET0702V3R-SN 0.03* [ ] * *
DCET0702V3L-SN 0.03* * * *
DCET070201R-SN 0.1* [ ] * *
DCET070201L-SN 0.1* [ ] * *
DCET070202R-SN 0.2* [ ] * *
DCET070202L-SN 0.2* [ * *
DCET070204R-SN 0.4* * * * P
DCET070204L-SN 0.4* [ ] * * g
DCET11T300R-SN 0.0* * * *
DCET11T300L-SN 0.0* * * *
DCET11T3V3R-SN 0.03* [ * *
DCET11T3V3L-SN 0.03* * * *
DCET11T301R-SN 0.1* [ ] * *
DCET11T301L-SN 0.1* (] * *
DCET11T302R-SN 0.2* [ ] * *
DCET11T302L-SN 0.2* [ * *
DCET11T304R-SN 0.4* [ ] * *
DCET11T304L-SN 0.4* [ ] * * Medium cutting
DCET0702V3RW-SN 0.03* [ R/LW-SN
DCET0702V3LW-SN 0.03* * .
DCET11T3V3RW-SN 0.03* [ ] g
DCET11T3V3LW-SN 0.03* * Medium cutting
(Wiper)
DCMW070204 0.4 ® % % [ J Flat Top
DCMW11T304 0.4 o0 x * O
DCMW11T308 0.8 [ XX ] [ ,
DCGW070200 0.0 * Flat Top
DCGWO0702V5 0.05 *
DCGW070201 0.1 *
DCGW070202 0.2 *
DCGW11T300 0.0 * -
DCGW11T3V5 0.05 [
DCGW11T301 0.1 *
DCGW11T302 0.2 *
DCGW11T304 0.4 *
6/6
*1 To be replaced by new products.
*2 |ndicates the maximum value of the corner R.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) #: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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Boring bars for small parts machining

TC TYPE INSERTS

a

60° WITH HOLE

*1 To be replaced by new products.
*2 |Indicates the maximum value of the corner R.
(10 inserts in one case)

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion
@ : Inventory maintained. % : Inventory maintained in Japan.

. Steel COCCHOCH L8 L|€O00OCI0OC S O
M Stainless steel
Cast iron ces c®% 00 [0 $0C0
Non-ferrous metal GO
Heat resistant alloy, titanium alloy 'Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE R R R Shape
PSS YRR eSS S 2555228552255 EEE,E
TCMT090202-FP 0.2 OXx00 X * * FP
TCMT090204-FP 0.4 0000 X ) )
TCMT110202-FP 0.2 0Ox00 X ° * /R
TCMT110204-FP 0.4 o000 o ° * ’ '
TCMT16T304-FP 0.4 o000 O [ ] [ ] Finish cutting
TCMT090202-FM 0.2 * FM
TCMT090204-FM 0.4 ° A
TCMT110202-FM 0.2 ° A
TCMT110204-FM 0.4 ° —
TCMT16T304-FM 0.4 [ Finish cutting
TCMT110204-FV 0.4 ) ) e oo0o Fv
TCMT16T304-FV 0.4 ) ) ) LX)
Finish cutting
TCGT110202-AZ 0.2 ) AZ
TCGT110204-AZ 0.4 ) A
TCGT110208-AZ 0.8 ° _ /”ﬂ\
TCGT16T302-AZ 0.2 ) —
TCGT16T304-AZ 0.4 ®  Medium cutting -
TCGT16T308-AZ 0.8 [ ) Finish cutting
TCGT0601V3L-F 0.03 * R/L-F
TCGT060101L-F 0.1 ° )
TCGT060102R-F 0.2 * * *
TCGT060102L-F 0.2 [ ) *
TCGT060104R-F 0.4 ) * a
TCGT060104L-F 0.4 ° ) * 6
TCGT060101MR-F 0.1* @ —
TCGT060101ML-F 0.1* @
TCGT060102MR-F 02% @
TCGT060102ML-F 02% @
TCGT060104MR-F 0.4% @
TCGT060104ML-F 0.4% @ Finish cutting
TCMT090204-LP 0.4 0000 X ° * LP
TCMT090208-LP 0.8 %00 X * *
TCMT110204-LP 0.4 0000 * ) _ -\
TCMT110208-LP 0.8 0000 X * * ’
TCMT16T304-LP 0.4 0000 X ° *
TCMT16T308-LP 0.8 0000 X * * Light cutting

1/3

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)



Boring bars for small parts machining

TC TYPE INSERTS, 60° WITH HOLE AA
B steel COCCHOCH &8 8|€00GC|0G o @)
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCH o¢C G
Coated Coated Cermet | Cermet Carbide
Order number RE “5’22%%:3;8;8&232amgi’ﬁﬁgfﬂ&&'&z"N’zzz3332550 Shape
233332 :G00ERS BB e oRE 87 SgER8 e
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
TCMT090204-LM 0.4 ® x [ LM
TCMT090208-LM 0.8 * * * A
TCMT110204-LM 0.4 (X [ /H\
TCMT110208-LM 0.8 (X J [ ] Sm—
TCMT16T304-LM 0.4 ® x [ ]
TCMT16T308-LM 0.8 ® x [ ) Light cutting
TCMT110202-LK 0.2 (XX LK
TCMT110204-LK 0.4 [ X X ]
TCMT110208-LK 0.8 [ X X ]
Light cutting
TCMT090202-LS 0.2 (XX ) ° LS
TCMT110202-LS 0.2 00 [ ]
Light cutting
TCMX090204-SW 0.4 [ SwW
TCMX110204-SW 0.4 [ ] a
Ve Y
Light cutting
(Wiper)
TCMT090204-MP 0.4 OXx00 % * * MP
TCMT090208-MP 0.8 oOx00 * *
TCMT110202-MP 0.2 ( X J
TCMT110204-MP 0.4 ox00 © [ ] * i.}
TCMT110208-MP 0.8 OXx00 % * * \ y
TCMT16T304-MP 0.4 o000 O * *
TCMT16T308-MP 0.8 o000 O [ ] [ ]
TCMT16T312-MP 1.2 0000 X * * Medium cutting
TCMT090204-MM 0.4 ® *x [ ] MM
TCMT090208-MM 0.8 * *
TCMT110204-MM 0.4 (X J [ ]
TCMT110208-MM 0.8 ® * [ ] A
TCMT16T304-MM 0.4 ( X J [ ] - —"
TCMT16T308-MM 0.8 ( X ] [ ]
TCMT16T312-MM 1.2 ( X ] [ Medium cutting
TCMT110204-MK 0.4 * @ % MK
TCMT110208-MK 0.8 * @ %
TCMT16T304-MK 0.4 o0 x A
TCMT16T308-MK 0.8 [ X X J
TCMT16T312-MK 1.2 [ X N J Medium cutting
2/3
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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TC TYPE INSERTS, 60° WITH HOLE

Boring bars for small parts machining

A

BB steel

M Stainless steel

COECCHOGCH

[ IOl

O
O

Cast iron [ A X3 C& OO0 O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet| ~ Carbide
Order number RE LT Shape
£ES5S 8882235885552 55328855588 255588
TCMT090204-MS 0.4 000 [ ] MS
TCMT090208-MS 0.8 000 L4
TCMT110204-MS 0.4 000
TCMT110208-MS 0.8 000
TCMT16T304-MS 0.4 000 [ ]
TCMT16T308-MS 0.8 000 ®
TCMT16T312-MS 1.2 000 (J Medium cutting
TCMT090204 0.4 ® * * * @ (XJ ® Standard
TCMT110202 0.2 ® * ® * * % (XS
TCMT110204 0.4 * 00 ® ® ® * (XJ [ J
TCMT110208 0.8 * @ * (J ()
TCMT16T304 0.4 000 ® * ® * o0 o N
TCMT16T308 0.8 000 ® ® ® * (X ®
TCMT16T312 1.2 ([ ] Medium cutting
TCMW110204 0.4 o0 *x (J Flat Top
TCMW16T304 0.4 000 [ ]
TCMW16T308 0.8 000 L4 A
TCMW16T312 1.2 o0 *
TCGW110201 0.1 * Flat Top
TCGW110202 0.2 *
TCGW110204 0.4 * -
TCGW110208 0.8 e
TCGW110204E 0.4
TCGW110208E 0.8
3/3

® / x =Expansion

*1 To be replaced by new products.
(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)



Boring bars for small parts machining

TP TYPE INSERTS d

60° WITH HOLE

. Steel COCCHOCH SE. 2 Jejelc) (el & @)
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy 'Y X ¥iek 'Y 3 G
Coated Coated Cermet | Cermet Carbide

S3338couboDobhopobBhacacacNasNySgER8EEEE

=S =Z=Z=Z=ZD0D0D0D=X=XZ=Z=ZD0DX=XXZ3ZZXZZZZ=Z>5>>>D]XZA«Q>>ZZZE DT I
TPMH090202-FM 0.2 [ FM
TPMH090204-FM 0.4 [ ] i
TPMH110302-FM 0.2 [
TPMH110304-FM 0.4 [ ——
TPMH110308-FM 0.8 [ J Finish cutting
TPMH080202-FV 0.2 * [ ] [ ] * * * FV
TPMH080204-FV 0.4 * [ ] [ ] * * *
TPMH090202-FV 0.2 * * e 00 o o x A
TPMH090204-FV 0.4 [ [ o 00 |x * * __J_e
TPMH110302-FV 0.2 * * [ [ ] * X
TPMH110304-FV 0.4 [ ] [ e 060 o * *x
TPMH110308-FV 0.8 [ ] * o *xO0 |x [ B3 Finish cutting
TPMH090202-FS 0.2 [ ] FS
TPMH090204-FS 0.4 [ )
TPMH110302-FS 0.2 [ ]
TPMH110304-FS 0.4 [ ] —
TPMH110308-FS 0.8 [ ] Finish cutting
TPGH080202R-FS 0.2 o * * R/L-FS
TPGH080202L-FS 0.2 [ ] * @ * *
TPGHO080204R-FS 0.4 [ ] * *
TPGH080204L-FS 0.4 [ ] * @ * *
TPGHO090202R-FS 0.2 [ ] * * \
TPGH090202L-FS 0.2 e (xo |x * -~
TPGH090204R-FS 0.4 ° * * —
TPGH090204L-FS 0.4 [ ® x * *
TPGH110302R-FS 0.2 [ ] [ J *
TPGH110302L-FS 0.2 [ ] * @ * *
TPGH110304R-FS 0.4 [ ] * *
TPGH110304L-FS 0.4 [ ( X J [ J * Finish cutting

1/3

*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) #: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

TP TYPE INSERTS, 60° WITH HOLE AA
. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE Rk R Shape
$SSSSS888992588555955528885%28 25558,
TPGX080202R 0.2 (J R/L
TPGX080202L 0.2 [ ® x
TPGX080204R 0.4 [ J *
TPGX080204L 0.4 ([ ] [ J e o
TPGX090202R 0.2 [
TPGX090202L 0.2 [ e o
TPGX090204R 0.4 [ [ .
TPGX090204L 0.4 [ J [ o o - B
TPGX090208R 0.8 *
TPGX090208L 0.8 [ [
TPGX110302L 0.2 [ e o
TPGX110304R 0.4 [ [ *
TPGX110304L 0.4 [ [ J o o
TPGX110308R 0.8 * *
TPGX110308L 0.8 [ [ ox 0 Finish cutting
TPMX090204L 0.4 * L
TPMX110304L 0.4 * .
¥~
Finish cutting
TPMH080202-LP 0.2 [ LP
TPMH080204-LP 0.4 [
TPMH090202-LP 0.2 * /‘:
TPMH090204-LP 0.4 ([ ] . wm? N
TPMH110302-LP 0.2 *
TPMH110304-LP 0.4 [
TPMH110308-LP 0.8 * Light cutting
TPMH090202-LM 0.2 (X ® LM
TPMH090204-LM 0.4 [ X J [ J
TPMH110302-LM 0.2 o0 [
TPMH110304-LM 0.4 o0 [
TPMH110308-LM 0.8 [ X ] ([ ] Light cutting
TPMH110302-LK 0.2 (X X LK
TPMH110304-LK 0.4 [ X X J
TPMH110308-LK 0.8 [ X X J A
Light cutting

2/3

*1 To be replaced by new products.
(10 inserts in one case)

@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
A @ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

TP TYPE INSERTS, 60° WITH HOLE AA
. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron cecs GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE '222;22223;2;8Rﬂﬁﬁamg“‘-’ﬁmg“—‘ﬂz.&;z"N’zzzmggem— Shape
3333852000555 B883088 20N oaRg8gERigE,
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
TPMH090202-LS 0.2 [ ] LS
TPMH090204-LS 0.4 [ ] H
TPMH110302-LS 0.2 ° é
TPMH110304-LS 0.4 [ ]
TPMH110308-LS 0.8 [ ] Light cutting
TPMH080202-SV 0.2 (] * * ® * ® * SV
TPMH080204-SV 0.4 [ J [ J [ [ * * | @ %
TPMH090202-SV 0.2 [ ] [ J [ [ * * k L8
TPMH090204-SV 0.4 ([ ] ([ ] (] [ ] * o0 x &
TPMH110302-SV 0.2 ([ ] [ ] [ J * * * % *
TPMH110304-SV 0.4 [ J [ J [ [ * b 4L X J
TPMH110308-SV 0.8 [ J [ J * * * @ * & Light cutting
TPMX090202-SW 0.2 [ ] SW
TPMX090204-SW 0.4 [ ]
TPMX090208-SW 0.8 [ ] //6
TPMX110302-SW 0.2 [ —
TPMX110304-SW 0.4 ° Light cutting
TPMX110308-SW 0.8 ° (Wiper)
TPMX110304 0.4 * * * Standard
TPMX110308 0.8 * * * i
Medium cutting
TPMH080202-MV 0.2 o o [ [ ] * * * *x MV
TPMH080204-MV 0.4 o O ([ ] o0 o [ ] * x k(@ Kk
TPMH090202-MV 0.2 o O [ ] [ J (] * o x A\
TPMH090204-MV 0.4 e o o o0 X o |[x0 xox . N
TPMH090208-MV 0.8 e o o * o |x * —
TPMH110302-MV 0.2 o o [ * * * k  k|@ %
TPMH110304-MV 0.4 o O [ ] 00 x [ ] * x  k (@ Kk
TPMH110308-MV 0.8 o o [ J *x@® X [ * k  kk ok Medium cutting
TPGX080202 0.2 o Flat Top
TPGX080204 0.4 * [ J *x @
TPGX080208 0.8 * * X
TPGX090202 0.2 [
TPGX090204 0.4 * [ e o .
TPGX090208 0.8 * [ J *x ok |
TPGX110302 0.2 [ ]
TPGX110304 0.4 * [ ( B J
TPGX110308 0.8 * [ * *x @
3/3
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.



Boring bars for small parts machining

VB TYPE INSERTS -

35° WITH HOLE

. Steel COCCHOCH SE. 2 Jejelc) (el & @)
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy & o¢ G
Coated Coated Cermet | Cermet Carbide
Order number RE AR R Shape
SSSSS L EY2255895552555222535528 35558,
VBMT110302-FP 0.2 0000 O [ ) [ FP
VBMT110304-FP 0.4 o000 O [ ] [
VBMT110308-FP 0.8 ox00 X * * =7
VBMT160404-FP 0.4 o000 O [ ] [ ]
VBMT160408-FP 0.8 o000 O [ [ J Finish cutting
VBMT110302-FM 0.2 [ X J FM
VBMT110304-FM 0.4 [ X J
VBMT110308-FM 0.8 *x @ ﬁ
VBMT160404-FM 0.4 ([ X J
VBMT160408-FM 0.8 *x @
VBMT160412-FM 1.2 [ ] Finish cutting
VBMT110302-FS 0.2 [ ] FS
VBMT110304-FS 0.4 [
VBMT110308-FS 0.8 [ ]
VBMT160404-FS 0.4 [ ] @
VBMT160408-FS 0.8 [ ]
VBMT160412-FS 1.2 [ Finish cutting
VBMT110304-FV 0.4 [ J [ J o oo @ X FV
VBMT110308-FV 0.8 [ J * [ * *
VBMT160404-FV 0.4 ° ° o oo o x =’
VBMT160408-FV 0.8 [ [ o oo *
Finish cutting
VBGT110302R-F 0.2 ° * % * * R/L-F
VBGT110302L-F 0.2 [ ® x * *
VBGT110304R-F 0.4 [ * * *
VBGT110304L-F 0.4 [ * * * ®
VBGT160402R-F 0.2 [ ] * * *
VBGT160402L-F 0.2 [ ] * * *
VBGT160404R-F 0.4 [ * * *
VBGT160404L-F 0.4 [ * * * Finish cutting
VBMT110304-LP 0.4 0000 * [ * LP
VBMT110308-LP 0.8 0000 O * [ .
VBMT160404-LP 0.4 o000 O [ ] ([ ] ‘—”//
VBMT160408-LP 0.8 o000 O ([ J [ ]
Light cutting
VBMT110304-LM 0.4 (X X (X ) LM
VBMT110308-LM 0.8 ® x % [ X J .
VBMT160404-LM 0.4 000 (] .
VBMT160408-LM 0.8 o0 X [ J
VBMT160412-LM 1.2 ([ X J Light cutting
1/3
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) #: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
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Boring bars for small parts machining

VB TYPE INSERTS, 35° WITH HOLE A’
. Steel COCCHOCSH % 8 %€ O00G|0G ) @)
M Stainless steel
Cast iron ces G® 00 _|o $0G0
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCH o¢C G
Coated Coated Cermet | Cermet Carbide
Order number RE “5’22%%%%%2233amgi’ﬁﬁgfﬂ&&&z"N’zzz3332";{;0 Shape
33333c=c-n00EoLBBBaEEREgoEEggSggegeee
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
VBMT110302-LS 0.2 ( X X J [ J LS
VBMT110304-LS 0.4 ( X X J [ ]
VBMT110308-LS 0.8 ( N X J [ ]
VBMT160404-LS 0.4 [ XX J [
VBMT160408-LS 0.8 o000 [
VBMT160412-LS 1.2 [ Light cutting
VBMT110304-SV 0.4 [ ] ([ ] * SV
VBMT110308-SV 0.8 * [ ] [ ]
VBMT160404-SV 0.4 [ ] [ ] [ ]
VBMT160408-SV 0.8 [ ] [ ] *
Light cutting
VBMT160404-MP 0.4 (XXX [ * MP
VBMT160408-MP 0.8 o000 O * * _
)
Medium cutting
VBMT160404-MM 0.4 o0 o MM
VBMT160408-MM 0.8 ( X J [ ]
Medium cutting
VBMT160404-MK 0.4 * @ % MK
VBMT160408-MK 0.8 *x @ %
Medium cutting
VBMT160402-MS 0.2 (XX ) ° MS
VBMT160404-MS 0.4 ( X X J [ ] )
VBMT160408-MS 0.8 o000 [ _
VBMT160412-MS 1.2 o000 [
Medium cutting
VBMT 160404 0.4 ([ ] Standard
VBMT 160408 0.8 [ ]
Medium cutting
VBMT110304-MV 0.4 e O [ ] o0 O [ 00 X 0% MV
VBMT110308-MV 0.8 o O [ ] *x @ [ ] *® %O %
VBMT160404-MV 0.4 o o [ ] oo O [ ] oo o000
VBMT160408-MV 0.8 *x @ [ ] e o [ ] 00 %0 x
Medium cutting
2/3
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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VB TYPE INSERTS, 35° WITH HOLE

Boring bars for small parts machining

X -

BB steel

*1 To be replaced by new products.
*2 Indicates the maximum value of the corner R.

(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

® / x =Expansion

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

COCCCHLOCH & 8 &€ O O G|IOC & O
M Stainless steel
Cast iron cecy GC& 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE ":2322;223;2;8Rﬁﬁﬁamg“‘-’ﬁﬁg“—’ﬁzﬁzz"N’zzzngge'—-— Shape
3333322500055 5858585 32888 sgErdzE:
=S =Z=ZXZ=ZD0D0D0D=Z=ZX=Z=ZD0D0=XZ=ZZTZZZZZ=Z>>>DZA>>|ZZZTxDIT T
VBET1103V3R-SR 0.03* * * * R/L-SR
VBET1103V3L-SR 0.03* * * *
VBET110301R-SR 0.1* [ ] * *
VBET110301L-SR 0.1* [ ] * * -,
VBET110302R-SR 0.2* [ ] * * —
VBET110302L-SR 0.2* * * *
VBET110304R-SR 0.4* [ ] * *
VBET110304L-SR 0.4* * * * Medium cutting
VBET110300R-SN 0.0* [ ] * * R/L-SN
VBET110300L-SN 0.0* * * *
VBET1103V3R-SN 0.03* [ ] * *
VBET1103V3L-SN 0.03* [ ] * *
VBET110301R-SN 0.1* [ * * “‘“.: -
VBET110301L-SN 0.1* [ ] * *
VBET110302R-SN 0.2* [ ] * *
VBET110302L-SN 0.2* [ ] * *
VBET110304R-SN 0.4* [ ] * [
VBET110304L-SN 0.4* * * * Medium cutting
VBET1103V3RW-SN 0.03* [ ] R/LW-SN
VBET1103V3LW-SN 0.03* * g
Medium cutting
(Wiper)
VBMW160408 0.8 * % * Flat Top
<&F

3/3



Boring bars for small parts machining

VC TYPE INSERTS -

35° WITH HOLE

. Steel COCCHOCH SE. 2 Jejelc) (el ) @)
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy 'Y X ¥iek FY S G
Coated Coated Cermet | Cermet Carbide
Order number RE AR R Shape
S-S-882885888,8-888°8EEEsSz22088200 P
333335 E2R008 00880288 anCeRdSgEEERELD
=SXXZX3XZ500500=X:2X:2x55=2xx2=x=x2x2x23585=3%§ZZ =55k
VCMT080202-FM 0.2 [ J FM
VCMT080204-FM 0.4 [ J
Finish cutting
VCMT080202-FV 0.2 o o * [ ] * ® x FV
VCMT080204-FV 0.4 o o * [ * ® x _
Finish cutting
VCMT080202-FS 0.2 [ ] FS
VCMT080204-FS 0.4 [
<&z
Finish cutting
VCMT080202-LP 0.2 * LP
VCMT080204-LP 0.4 [ J
Light cutting
VCMT080202-LM 0.2 [ LM
VCMT080204-LM 0.4 [ J
Light cutting
VCMT080202-LS 0.2 [ LS
VCMT080204-LS 0.4 [ J ]
Light cutting
1/2
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) #: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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VC TYPE INSERTS, 35° WITH HOLE

Boring bars for small parts machining

X -

BB steel

COECCHOGCH

EBDE€OOC

Y

(A

® / x =Expansion

*1 To be replaced by new products.
(10 inserts in one case)

@: Stable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation)

€. General Cutting (1st recommendation)
(: General Cutting (2nd recommendation)

@ : Inventory maintained. % : Inventory maintained in Japan.

¥: Unstable Cutting (1st recommendation)
€5: Unstable Cutting (2nd recommendation)

M Stainless steel
Cast iron [ X X3 G OO0 O $OCGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE “F’23@%%2%&232gmg“‘—’ﬁﬁg“—’ﬂ'&&'&z"N’zzzﬁggs";{;c Shape
O L T Q-0 OO R0 59922 cmwmooQinisiswe9c 88w
B3833 8850005 hR888088 acaleosNSREEEEER
ZZZZI:::ZZZZ::ZZZZZZZ>>>D2<>>zzza::::|:::t
VCGT080202R-F 0.2 [ * * * R/L-F
VCGT080202L-F 0.2 [ * * *
VCGT080204R-F 0.4 L * | * =
VCGT080204L-F 0.4 [ ] * * *
Finish cutting
VCMT080202-SV 0.2 [ J * [ ) * * SV
VCMT080204-SV 0.4 [ J [ J [ * * )
=2~
Light cutting
VCMT080202-MV 0.2 *x @ [ J [ [ ) *x@® %O % MV
VCMT080204-MV 0.4 o o [ J o O [ *x@® k@ %

Medium cutting

2/2



Boring bars for small parts machining

WC TYPE INSERTS !

80° WITH HOLE

. Steel COCCHOCH SE. 2 Jejelc) (el & @)
M Stainless steel
Cast iron [ X X3 GCH OO0 1O OGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy & FY S G
Coated Coated Cermet | Cermet Carbide
Order number RE AR R Shape
S S Sy 2225 8855595552883 528 2355,
WCGT020102R 0.2 [ R/L
WCGT020102L 0.2 [ J [ J ]
WCGT020104R 0.4 * m
WCGT020104L 0.4 [ ] [ ] “
WCGTL30202L 0.2 [
WCGTL30204L 0.4 [ J Finish cutting
WCMT020102-FV 0.2 [ [ J FV
WCMT020104-FV 0.4 [ ] [ J
WCMTL30202-FV 0.2 [ ] [ ] 4
WCMTL30204-FV 0.4 [ ] [ fA :
WCMT040202-FV 0.2 ([ ] [ J w
WCMT040204-FV 0.4 [ ] [ J
WCMT06T302-FV 0.2 [ ] [ J
WCMT06T304-FV 0.4 [ [ J Finish cutting
WCMT020102-MP 0.2 * * Standard
WCMT020104-MP 0.4 * %
WCMTL30202-MP 0.2 * %
WCMTL30204-MP 0.4 * * NS
WCMT040202-MP 0.2 * * @k}
WCMT040204-MP 0.4 * %
WCMT040208-MP 0.8 *
WCMT06T304-MP 0.4 * %
WCMT06T308-MP 0.8 * * Medium cutting
WCMT020102 0.2 * * [ ] ® x [ X J [ ] Standard
WCMT020104 0.4 * % [ ] ® [ X J [ ]
WCMTL30202 0.2 * [ ] * % [ X J [ ]
WCMTL30204 0.4 * [ ] ® x [ X ) [ ] PN
WCMT040202 0.2 * * [ ] ® (X J [ ] @
WCMT040204 0.4 * * ® ® X ® X [
WCMT040208 0.7 *
WCMT06T304 0.4 * % ([ ] ® [ X J [
WCMT06T308 0.8 * % [ ] * % ® x [ ] Medium cutting
11
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion

@ : Inventory maintained. % : Inventory maintained in Japan.
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Boring bars for small parts machining

INSERTS FOR OTHER TYPES
OF BORING BARS

POSITIVE WITH HOLE

. Steel COCCHOCSH HEHEO00COC ) O
M Stainless steel
Cast iron cecy G 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy X X ¥iek: (Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE mogbigisoorress, 82888085t s(S2228880s, TP
O T Q00O R0 5992922 cmwmooQinisinwe9cl 88w
8888 2B Rno0aE R L8880 aeass PR FINECERER
ZZZZZ::DZZZZDDZZZZZZZ>>>DZ<>>Zzicz:::::l:t
CCMT120404-MM 0.4 [ X X J [ ] MM
CCMT120408-MM 0.8 00 ([ )
CCMT120412-MM 1.2 o0 x [ @
Medium cutting
TCGWO080201 0.1 * Flat Top
TCGW080202 0.2 *
-
e
TPMH160304-FV 0.4 * * ® *x0 |k * % FV
Al
Finish cutting
TPMH160302-LM 0.2 [ X J [} LM
TPMH160304-LM 0.4 [ X ] [}
TPMH160308-LM 0.8 [ X J [ ]
TPMH160302-LS 0.2 [
TPMH160304-LS 0.4 [ ]
TPMH160308-LS 0.8 [ ]
Light cutting
VCMT160404-FM 0.4 ([ X J FM
VCMT160408-FM 0.8 * @ " d
Finish cutting
VCMT160404-FS 0.4 [ FS
VCMT160408-FS 0.8 [ ﬁ
Finish cutting
VCGT110301M-FS-P 0.1% (J (J ° Fs-pP
VCGT110302M-FS-P 0.2* [ ] [ ] [ ’
Finish cutting

1/1

*1 To be replaced by new products.
*2 |Indicates the maximum value of the corner R.
(10 inserts in one case)

@: Stable Cutting (1st recommendation) €. General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
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Boring bars for small parts machining

INSERTS FOR OTHER TYPES
OF BORING BARS

POSITIVE WITHOUT HOLE

B steel COCECHOCH EEB|€O00CIOGC &) @)
M Stainless steel
Cast iron [ X X3 G 00O 1O SO0CGO
Non-ferrous metal GO
Heat resistant alloy, titanium alloy COCRCH Y 3 G
Coated Coated Cermet | Cermet Carbide
Order number RE mwgieiglslo’inmees srggsrerursle, legee, Shape
2538828250050 LBBB0C0EEEENoRRg SR EEs
=S =Z=Z=Z=ZD0D0D0D=Z=ZX=ZZ=ZD0D0=XZ=ZZTZZZZ=Z>>>D=ZA>>|ZZZTxDIT T
TPMR110304-LM 0.4 [ ] [ LM
TPMR110308-LM 0.8 [ ] [
TPMR160304-LM 0.4 (] [ J y. N
TPMR160308-LM 0.8 ° ° =
Light cutting
TPMR110304-MM 0.4 [ ] [ MM
TPMR110308-MM 0.8 [ ] [
TPMR160304-MM 0.4 (] [ J 4
TPMR160308-MM 0.8 [ ] [ ——
Medium cutting
11
*1 To be replaced by new products.
(10 inserts in one case)
@: Stable Cutting (1st recommendation) €: General Cutting (1st recommendation) ¥: Unstable Cutting (1st recommendation)
O: Stable Cutting (2nd recommendation) (: General Cutting (2nd recommendation) €5: Unstable Cutting (2nd recommendation)

® / x =Expansion
@ : Inventory maintained. % : Inventory maintained in Japan. 53
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EUROPEAN SALES COMPANIES

GERMANY

MMC HARTMETALL GMBH

Comeniusstr. 2 . 40670 Meerbusch

Phone +49 2159 91890 . Fax +49 2159 918966
Email admin@mmchg.de

U.K.

MMC HARDMETAL U.K. LTD.

Mitsubishi House . Galena Close . Tamworth . Staffs. B77 4AS
Phone +44 1827 312312

Email sales@mitsubishicarbide.co.uk

SPAIN

MITSUBISHI MATERIALS ESPANA, S.A.

Calle Emperador 2 . 46136 Museros/Valencia
Phone +34 96 1441711

Email comercial@mmevalencia.es

FRANCE

MMC METAL FRANCE S.A.R.L.

6, Rue Jacques Monod . 91400 Orsay

Phone +33169355353 . Fax +33 169355350
Email mmfsales@mmc-metal-france.fr

POLAND

MMC HARDMETAL POLAND SP. Z 0.0

Al. Armii Krajowej 61 . 50-541 Wroclaw

Phone  +48 713351620 . Fax +48 71335 1621
Email sales@mitsubishicarbide.com.pl

ITALY

MMC ITALIA S.R.L.

Viale Certosa 144 . 20156 Milano

Phone +39 0293 77031 . Fax +39 0293 589093
Email info@mmc-italia.it

TURKEY

MMC HARTMETALL GMBH ALMANYA - iZMIiR MERKEZ SUBESI

Adalet Mahallesi Anadolu Caddesi No: 41-1 . 15001 35530 Bayrakli/izmir
Phone +90 232 5015000 . Fax +90 2325015007

Email info@mmchg.com.tr

www.mmc-carbide.com
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