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Coated Grades for Cast Iron

cuTTING [0k

AC4010K/AC4015K/AC4125K

700F . cC 4 .@@IK LI TECH
Our 1st recommended grade for machining
600} gray cast iron.
Ultra-thick film coating enables
o~ ultra-high-speed machining at ve=700m/min.
E\ 500 1
£ : @wm LI TECH
t 400} ﬂ@m@@ga ([ Aﬂg[r«
= Our 1st recommended grade for machining of
8 ductile cast iron.
[0} 300 ¢t High-adhesion and high-strength coating
(% (Qc:o;ox Previous : enables stable and long tool life.
rade,
2 200! . " u-.u.
) i A 415K ' and|Unstable) -' X E(
= i o JAC4125K &2
O / Our 1st recommended grade for interrupted
100 machining of cast iron.Especially effective for
AC420K : stable long life in roughing of parts like
0 (AC4125K Previous Grade) | differential cases and carriers.
Continuous Light Interrupted Interrupted
Finishing Roughing

B Features AC4010K / AC4015K

Technologies for high-adhesion, crystal orientation control

} and residual stress control realise stable tool life for various types
of cast iron, from grey cast iron (FC) to high-strength ductile
cast iron (FCD).

I Special Surface Treatment

Compressive stress more than twice as high as conventional stress
Chipping resistance: Twice as much as conventional types

\-I Crystal Orientation Control Alumina Layer

— Crater wear resistance in high-speed machining:
Twice as much as conventional types

Image of Crystal
Orientation

—I C-rich Ultra-fine TiCN Layer

Flank wear resistance: Twice as much as conventional types

High Adhesion Technology

Smooth cutting edge treatment (RzO.15um—0.07um)
greatly improves peel-off resistance

: Carblde Substrateﬁ
L A



Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

Series (Examp e)

[ | .Aipplicati;:ns of A

Roughing
For finishing of gray
cast iron Machining of gray cast iron
SUMIBORON 1st Recommendation
BN7125 >
| _Uncoated CBN |
Sl e If unstable damage If unstable damage
occurs (chipping, occurs (chipping,
fracture) fracture)
High-speed Finishing
Hitglepreision Madiing Eor High-speed ForInterrupted
Machining| Generalzpulpose Turning
. o Coated Carbide (CVD) Coated Carbide (CVD) Coated Carbide (CVD)
High-precision
Machining
To reduce the To reduce the
progress of tool progress of tool
From finishing to machining wear wear
of ductile cast iron.
SUMIBORON J
BNCSOO Our 1st recommended product
for machining of ductile cast iron
Coated CBN
Roughing

B Features of AC4125K

Excellent chipping resistance is demonstrated by the evolution of high
adhesion technology, fine crystal orientation control technology and
residual stress control technology, and very stable machining is realized

in heavy interrupted machining and unstable machining of cast iron. In
addition, it adopts a gold color that makes used corners easily identifiable.

Special Surface Treatment

Significantly improves the compressive stress while maintaining
the gold color Chipping resistance: Twice as much as
conventional types

Crystal Orientation Control Ultra-fine Alumina Layer

Fine grain structure greatly improves the coating
strength Chipping resistance: Twice as much as

. Image of Crystal
conventional types Orientation

C-rich Ultra-fine TiCN Layer

Flank wear resistance: 1.5x as much as conventional types

High Adhesion Technology

Smooth cutting edge treatment (RzO.15um—0.07um) greatly
improves peel-off resistance




Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

o
N

(K10)

Competitor's Product A

(K10)

Conventional Tool

O
W

AC4010K

o

Flank Wear Width (mm)
@]
N

Cutting for 5
minutes
Excellent

-

AC4010K+GZ

Cutting for 10
minutes
Excellent

Conventional Tool (K10)

4 6 8
Cutting Time (min)

Conventional Tool (K10)

Cutting for 10
minutes
Applicable

Comp's B (K10)

4

10

Work Material:

Insert:

Cutting Conditions:

FC250
Continuous

CNMG120408

ve=600m/min
f=0.4mm/rev
ap=2.0mm
Dry

Cutting for 5 minutes

Comp's A (K10)

Work Material:

Insert:

Cutting Conditions:

FC250
Interrupted

CNMG120408

vc=400m/min
f=0.3mm/rev
ap=2.0mm
Wet




Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

B Wear Resistance of AC4010K/AC4015K (Continuous Ductile Cast Iron Cutting)

04
Competitor’s
Product C

’g 0.3 (K15)
i) AC4010K
202
g AC4015K
5 01
L

10

15

20 25 30

Cutting Time (min)

Cutting for 12
minutes
Excellent

Cutting for 12
minutes
Applicable

Work Material:

Insert:

Cutting

FCD700
Continuous

CNMG120408

Conditions: vc=140m/min
f=0.3mm/rev
ap=1.5mm

Wet

Cutting for 12 minute:

AC4010K+GZ

AC4015K+

GZ

Comp’s C (K15)

B Chipping Resistance of AC4010K/AC4015K (Interrupted Ductile Cast Iron Cutting)

400

300

200

100

Machining Time until Chipping (s)

AC4010K
+GZ

Cutting for 240
seconds
Applicable

AC4010K

Work Material: FCD450
Interrupted
Insert: CNMG12040
Cutting Conditions: vc=450m/min
- f=0.3mm/rev
ap=1.5mm
Wet

AC4015K Conveonotlional
+GZ (K15)

Cutting for 240
seconds
Excellent

AC4015K

Competitor's
Product D
(K15)

Cutting for 240 seconds ]

Conventional Tool (K15)

Cutting for 240 seconds

Comp's D (K15)



Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

B Wear Resistance of AC4125K (Continuous Ductile Cast Iron Cutting)

0.5
/ / Work Material:  FCD700
Conti
e 0.4 Competitor's Conventional e
é Product A Tool AC4125K Insert: CNMG120408
% 0.3 (K20) (K20) Cutting Conditions: vc=140m/min
'§ f=0.3mm/rev
5 ap=1.5mm
g 02 Wet
<
o Q)
L
O 2 4 6 8 10 12 14 16 18 20
Cutting Time (min)
Cutting for 6 minutes Cutting for 6 minutes
. §
MAC4125K+GZ Conventional Tool (K20) Comp’s A (K20)

B Chipping Resistance of AC4125K (Interrupted Ductile Cast Iron Cutting)

200

) 600 Work Material: FCD450

o Interrupted
£

g Insert: CNMG12040
2

2 400 Cutting Conditions: vc=450m/min
c f=0.3mm/rev
3 ap=1.5mm
S Wet

'_

o)

k=

£

c

O

©

>

0
M AC4125K Conventional Competitor's

Tool Product A
+GZ (K20) (K20)

B Cutting for 300 seconds

Cutting for 300 seconds

""#""’l“;

&P AC4125K+GZ Conventional Tool (K20) Comp’s A (K20)
6



B Chipbreaker Selection

Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

el
2 0.25 205 Low-resistance breaker suitable for machining
2 % 25° workpieces with low rigidity such as ones
2 No A7/ 7 | that are narrow and long
- ISP, C ,Chipbreaker
‘ .
* : < D
: . 0.25, 14° General finishing breaker that is both sharp
A *, 2 and strong
5 c s * ’
>.8 H s
g5 :
=5 : H 1.9 )
rE 0.25 o Our 1st recommended breaker with excellent
------- 77 cutting edge strength and high versatility
/////
“
9 Ry GZ 03 2.4 Roughing breaker that demonstrates both
9 sharpness and strength in high-feed
-% 40 machining
8 Low High
Work Material Rigidity No Chipbreaker
Excellent cutting edge strength, ideal for
// // 7 large depths of cut and interrupted machining
L0
B Chipbreaker Application Range
Negative Positive
(o)l (o))
o £ No o £
’E\ 6.0 2 ‘g, Chipbrea- ’E‘ 6.0 2 'E,
£ S é e ke £ S ‘xg
% ‘ % Chi :roeaker
5 40 £2 6z = 40 53 °
e 5 |35 2 s 85
o O |0 3 o O |0
S 5 [— = G
§ 20 sl2 § 20 £ |2
< ey
dHCD ‘e
i i
0 0.20 0.4 6 Sharp Edge Strong Cutting Edge 0 0.20 0.4 6 Sharp Edge Strong Cutting Edge

Feed Rate f (mm/rev) Feed Rate f (mm/rev)

B Recommended Cutting Conditions

(Red text indicates 1st recommendation)

Cutting Conditions A, o i R
Work Material Application Grade ° Mc'n‘tt.opgmurz - M)ax'
Depth of Cut ap (mm) Feed Rate f (mm/rev) u Irzgq/rsﬂer?) e
Continuousto | AC4010K 05-2.0-60 | 010-0.25-0.40 | 200 - 400 - 700
Gray Cast Iron
(example: FC250) Interrupted AC4015K 0.5-2.0-6.0 0.10 - 0.30 - 0.50 | 180 - 300 - 450
Heavy Interrupted)  AC4125K 05-2.0-6.0 0.0 - 0.30 - 0.60 | 150 - 200 - 300
Continuous | AC4010K 0.5-2.0-6.0 0.0 - 0.25 - 0.40 | 180 - 300 - 450
Ductile Cast [ron General to AC4015K 05-2.0-6.0 0.0 - 0.30 - 0.50 | 160 - 250 - 400
(example: FCD450) Interrupted DT eE e YT EIE T ) )
Heavy Interrupted|  AC4125K 0.5-2.0-6.0 0.10 - 0.30 - 0.60 | 120 - 170 - 250
High-strength Ductile Continuous | AC4010K 05-2.0-6.0 0.10-0.25-0.40 | 160 - 250 - 400
Cast Iron ,ﬁfeﬁf;;'t‘eg AC4015K 0.5-2.0-6.0 0.0 -0.30 - 0.50 | 140 - 200 - 350
(example: FCD700) | jcavy interrupted.  ac4125K 05-2.0-60 | 010-0.30-060 | 80 -150 - 220




Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

B Application Examples of AC4010K / AC4015K

FC250 Brake Disc Black Skin Facing (K] FC250 Brake Disc Black Skin Facing (K]

AC4010K achieved 1.4x longer tool life
with minimal wear

Acute
Angle
80°

Small amount of wear Large wear

AC4010K+GZ Competitor's
Product A
(70 pes/©) (50 pcs/C)

AC4015K achieves 1.4x longer tool life than
competitors’ products Minor damage even when
machining 35 pieces

Vbmax:

- ‘ ".- S
With exposm

AC4015K+GZ Competitor’s
Product B
(35 pcs/C) (35 pes/C)

Tool Used: CNMG120408N-GZ (AC4010K) Continuous Machining

Cutting Conditions: ve=960m/min f=0.75mm/rev ap=2.0mm
Wet

AC4015K

Good wear resistance for machining
high-strength ductile cast iron

Vbmax: 0.17mm

FCD80O0 Gear Ring External Turning

G Excellent

AC4015K+ME

Vbmax: 0.2Imm Vbmax:;0.27mm

S T —

S Applicable

AC4010K+ME

Adhesion

Competitor's
Product C

Tool Used: CNMG120408N-GZ (AC4015K) Continuous Machining

Cutting Conditions: vc=960m/min f=0.75mm/rev ap=2.0mm
Wet

AC4015K

FCD600 Differential case External Turning

K]

Excellent chipping resistance and wear disturbance
suppression in heavy interrupted machining of
high-strength ductile cast iron

Vbmax: 0.20mm

- -

G Excellent

AC4015K+GZ
(60 pcs/C)

Vbmaxs0.20mm Vbmax: 02Tmm

. -

—
S Applicable

AC4010K+GZ
(45 pcs/C)

Competitor's
Product D
(45 pcs/C)

Tool Used: WNMGO80412N-ME (AC4010K/AC4015K)
Continuous Machining
Cutting Conditions: ve=120m/min f=0.25mm/rev ap=1.0-3.0mm
Wet

FCD500 Gear Case Facing K]

Combined with ME type breaker for rough cutting
for 1.2x longer tool life than competitor's products

Vbmax: 0.2Imm

-

G Excellent

AC4015K+ME
(12 units/C)

Vbmax: 0.24mm Vbmax: 0.54mm

ot 8

—

S Applicable Chipping
AC4010K+ME

(12 units/C)

Competitor's
Product E
(10 units/C)

Tool Used: WNMGO80412N-GZ (AC4010K/AC4015K)
Interrupted Machining
Cutting Conditions: vc=250m/min f=0.30-0.45mm/rev ap=2.0mm
Wet

FCD450 Flywheel Facing (K]

AC4015K has excellent wear resistance,
resulting in minimal wear even when machined
twice as often as other products

AC4015K+ME
(80 units/C)

Competitor's
Product F
(40 units/C)

Tool Used: CNMG120408N-ME (AC4010K/AC4015K)
Interrupted Machining
Cutting Conditions: vc=220m/min f=0.35mm/rev ap=1.5mm
Wet

Tool Used: WNMAO080408 (AC4015K) Continuous Machining
Cutting Conditions: ve=230m/min f=0.3mm/rev ap=2.0mm
Wet




B Application Examples of AC4125K

Coated Grades for Cast Iron

AC4010K/AC4015K/AC4125K

@

FCD60O Differential Case External Turning/Facing (K] FCD600 Differential Case extemal/intemal Turming/Facing

AC4125K demonstrates excellent chipping resistance and
1.5x tool life in heavy interrupted machining of
high-strength ductile cast iron.

AC4125K+GU
(17 pcs/C)

Competitor's
Product G
(1 pcs/C)

AC4125K demonstrates excellent chipping resistance
in heavy interrupted machining of high-strength ductile
cast iron

AC4125K+GU
(M pcs/C)

Competitor's
Product H
(M pcs/C)

Tool Used: CNMG160412N-GU (AC4125K) Interrupted Machining
Cutting Conditions: ve=160m/min f=0.20-0.45mm/rev
ap=2.5-3.0mm Wet

FCD500 Wheel Hub Facing

AC4125K achieves 1.3x longer tool life than
competitors' products

AC4125K @

Competitor's Product |
(8 pcs/C)

Tool Used: CNMG160412N-GU (AC4125K) Interrupted Machining
Cutting Conditions: vc=130-170m/min f=0.20-0.45mm/rev
ap=2.5-3.0mm Wet

AC4125K achieves 1.2x longer tool life than
competitors’ products

Competitor's Product J
(200 pcs/C)

Tool Used: DNMG150608N-GZ (AC4125K) Interrupted Machining
Cutting Conditions: vc=200-300m/min f=0.15mm/rev ap=0.5mm
Wet

FCD450 Carrier Case External Turning/Facing @

AC4125K achieves 2x longer tool life than
competitors' products Minor damage even when
machining 50 pieces

Vbmax: 0.22mm bmMax;0.50mm

Conventional Tool
(50 units/C)

AC4125K+GZ
(50 units/C)

Tool Used: DNMA150408 (AC4125K) Interrupted Machining
Cutting Conditions: vc=200m/min f=0.15mm/rev ap=1.0mm
Wet

FCD450 Differential Case External Interrupted Turning @

AC4125K achieves 1.3x longer tool life than
competitors' products Minor damage even when
machining 30 pieces

3mm

Competitor's Product K
(30 units/C)

Tool Used: CNMG120412N-GZ (AC4125K) Interrupted Machining
Cutting Conditions: vc=200m/min f=0.3mm/rev ap=2.5mm
Wet

Tool Used: CNMG120412N-ME (AC4125K) Interrupted Machining
Cutting Conditions: ve=150m/min f=0.2-0.3mm/rev
ap=2.0mm Wet




Stock Items Negative Type Inserts

@ 80° Diamond Type <&> 55° Diamond Type
Stock Dimensions (mm) Stock Dimensions (mm)
X[ x| x M
Shape Cat. No. g g § Inscribed| Thick- | Screw | Nose Shape Cat. No. g g & Inscribed| Thick- | Screw | Nose
S| S| & Circle | ness |Hole @Radius & | & g Circle | ness |Hole @ Radius|
| < < | < | <
. |CNMG 120404 NLUW | ® 0.4 DNMG 110408 NGZ |0 |0 e 038
»:‘{;; 120408 NLUW | ® 127 | 476 | 516 | 0.8 10412 NGZ |o|o| |9525|476 | 381 15
120412 NLUW | ® 1,2 DNMG 150404 NGZ |0 |00 0,4
CNMG 090304 NGU [0[0] g cpe ‘ 150408 NGZ |o|o|o| 127 | 4,76 | 516 | 0,8
090308 NGU |Q|O| |7 150412 NGZ_ _|Q|O|OQ| | | .. 12
CNMG 090412 NGU |00 9,525 DNMG 150604 NGZ | | 0.4
CNMG 120404 NGU |00 150608 NGZ |®|e|o| 127 | 635|516 | 0.8
120408NGU |0 0|0 ., 150612 NGZ |00 |0 12
0 120412NGU  |0|o|o| 1% DNMA 150404 olo 0,4
120416 NGU  |olo| | | | lie | - 150408 olo|o| 127 | 476 | 516 | 08
CNMG 160608 NGU |00 ) @ 150412 ololo| | T | 1,2
160612NGU | |®| |15875| 6,35 | 6,35 DNMA 150608 ole0] L ess | o1 | 08
160616 NGU |o|o| | | | 150612 ololol 127 | & 1692
CNMG 120408 NGUW | ®
120412 NGUW |@ | ® 127 | 476 | 516
CNMG 120408 NME 0|00 [0] Square Type
120412 NME |0 |o|o| 127 | 476 | 516 : :
120416 NME ololo| | | lis| Stock Dimensions (mm)
X | ¥ |x
CNMG lggg%SNNMMEE 8 g 015875 6,35 | 6,35 Shape Cat. No. g g é Insqibed Thick- | Screw No§e
160616 NME olo| | | | MBI Circle | ness |Hole @|Radius
CNMG 190612 NME |00
190616 NME |0 |0| [19,05] 6,35 | 7,94 SNMG 888383 Hgg olo| |9525| 318 | 381 8’,:31
ol ISR BN a SNMG 120404 NGU |0 |0 0.4
CNMG 250024 NME |00 | 254|952 | 912 150408 NeU |06 o8
CNMG 120404 NUZ _|® |0 ‘ ot NGy |olo| | 127 476 | 516 | 0
OB Y lelelel 127 |476 | 516 2oalsNGU |olo || 16
L ST el b SNMG 150608 NGU |0 |0 08
SR 10 2 FSRRRN NSR NS— I Y 150612 NGU |0 |o| |[15,875| 6,35 | 6,35 | 1,2
o CNMG 160608 NUZ | |® oeenay lolo Te
160612 NUZ | ®|®|0|15875| 6,35 | 6,35 SNMG 120408 NME To 1o o
T e P ATt B B B 6. 120412 NME |0|0|0| 127 | 4,76 | 516 | 12
oosle Nz |olela]19.05 | 635 | 7,94 120416 NME_ |00 1.6
NG CoaoiNE oS SNMG 150608 NME |0 |0 0.8
0904 NG2 |olo| |9525| 476 | 381 150612 NME |0 |o| |15,875| 6,35 | 6,35 | 1.2
e e 150616 NME |olol| | | | 16
CNMG 158383 ,’:“gg slele SNMG 190612 NME |0 |0 12
odaNGs lelele 127 | 476 516 190616 NME |0 |0| [19,05] 6,35 | 794 | 16
0 120416 NGZ [ AN Nie) 190624 NME 1S 2 N I N 2.4
e e B B e e e B 7 o SNMG 250924 NME |0 |o| | 254 | 9,52 | 912 | 2.4
. SNMG 120408 NUZ |0 |00 08
160612NGZ | |®|e|15875| 6,35 | 6,35 120412802 |0|0|o| 127 | 476 | 516 | 12
e SSENEE 318 ST e BONENGE [0j5)7 27 0re o
190616 NGZ |00 |0 | 1905|635 794 @ SNMG 5002 N5 15,875 6,35 | 6,35 {’é
CNMA 13828‘8‘ olele SNMG 190612NUZ 1919 11955 | 635 | 704 | 2
oam olelel 127 | 476 506 190616 NUZ |0 |0 : . 941 16
e el SNMG 120408 NGZ |®|® 0 0.8
: .28 150 2SR S SN A 6 | 120412NGZ |o|e|o| 127 | 476 | 516 | 1.2
@ CNMA 160608 Rl 120416 NGZ |2 |00 16
160612 ole | e|i5875] 635 | 6,35 g 2041 NGZ 1010101 | 18
160616 elelo | | 16| TocleNez |olo| 15875635635 | g
CNMA 190612 I D I e I O N B e e e e e e :
looaie ol 811905635 | 7.94 SNMG 190612NGZ  [0[0] |15 05 | 635 | 704 | 12
190616 NGZ |0 |0 , : 941 16
SNMA 120404 olo 0.4
o i 120408 ololo 0.8
<&> 55° Diamond Type 120412 ele 0| 127 |476] 516 | 12
- - 120416 olelo 16
xSt?‘ckx Dimensions (mm) 0 LPed N olalal | | 2
Shape Cat. No. g g & lInscribed| Thick- | Screw | Nose SNMA 150612 Q|0 15.875! 6.35 | 6.35 | 12
SIS S Circle | ness |Hole @ Radius| 150616 Q|0 ’ NN 216
2129 SNMA 190612 910 1 905 635 | 704 | 12
DNMG 110404 NGU |0 |0 04 190616 Slolole : 94 | 15
110408 NGU |0|0| |9525|476 | 3,81 | 08
M0412NGU ool | | | 12
DNMG 150404 NGU |00 0.4 O\ Triangular Type
150408 NGU 0100 | 1o | 4| 16 | 08
‘ 150412 NGU |0 | O ’ ’ ’ 1,2 Stock Dimensions (mm)
150416 NGU ool | | | 16 STals
DNMG 150604 NGU |Q|O 0,4 Shape Cat. No. g :-—; E Inscribed| Thick- | Screw | Nose
150608 NGU |0 |0 0.8 3|33 circle | ness |Hole @Radius
150612 NGU |o|o| | 127 | 635|516 | 17 g1%|%
150616 NGU |0 |0 16 TNMG 160404 NGU |0 |0 0,4
DNMG 150408 NME |0 |00 0.8 160408 NGU |0 10/0 | g coc| 426 | 541 | 08
150412 NME |0|0| | 127 | 476 | 516 | 12 160412 NGU |0 |0 : : B3
o 150416 NME__|o|o| | | | 1,6 160416 NGU |o|o| | | | 1,6
DNMG 150608 NME |0 |0 038 TNMG 220404 NGU |00 0.4
150612 NME |0 |o| | 127 | 6,35 | 516 | 1,2 220408 NGU |0 |o| | 127 | 476 | 516 | 08
150616 NME_|O | @ 16 220412 NGU |00 1,2
DNMG 150404 NUZ |0 |00 0.4 TNMG 160408 NME [0[0[0 g | 476 | 387 | 08
150408 NUZ |0 |0 |0 12,7 | 476 | 516 | 0,8 160412 NME_ | Q| Q ’ B e o2
@ 150412NUZ |Q|Q| | | | 12 TNMG 220408 NME |0 |0 0.8
DNMG 150608 NUZ |0 @O | oo o [ 08 220412NME |0 |0| | 127 | 476 | 516 | 12
150612 NUZ  [Q]Q ’ ’ ’ 1.2 220416 NME | Q|0 1,6
® Euro stock O Japan stock

10



Negative Type Inserts Stock Items

@ Triangular Type m Square Type (without Insert Hole)
Stock Dimensions (mm) Stock Dimensions (mm)
X | ¥ | x X | X | x
Shape Cat. No. g g 2 |inscribed Thick- | Screw | Nose Shape Cat. No. g g a Inscribed| Thick- | Screw | Nose
313/ 3| circle | ness |Hole @[Radiug SIS | S| Circle | ness [Hole @Radius
<<« << |<
TNMG 160404 NUZ |0 |0 | O 0,4 SNMN 120408 Q|0 0,8
160408 NUZ |®|® | O 0,8 120412 Q|0 |0 12,7 | 4,76 - 12
160412 NUZ Q0|10|0|9525|4,76 | 3,81 | 1,2 120416 o0 1.6
160416 NUZ |O|O 1,6
160420 NUZ |o|o| | | | 2,0
TNMG 220408 NUZ |O|O|O 0,8
220412NUZ |O|O 12,7 | 4,76 | 516 | 1,2
220416 NUZ |0 |0 1,6
TNMG 160404 NGZ |O|O|O 0,4 . .
160408 NGz |@|®|®|9525| 476 | 381 | 08 A Triangular Type (without Insert Hole)
160412 NGZ ololol f 12 Stock Dimensions (mm)
TNMG 220408 NGZ |0 |0 | O 0,8 < %<
220412 NGZ |Q|O 12,7 | 4,76 | 516 | 1,2 Shape Cat. No. g g & |Inscribed Thick- | Screw | Nose
220416 NGZ |00 1,6 313|3| circle | ness |Hole @Radiug
TNMA 160404 Q0|0 0,4 g\ <
160408 O|0|0 0,8 TNMN 160408 O|0|0 0,8
160412 Q0|10|0|9525|4,76 | 3,81 | 1,2 v 160412 (o}e] 9,525 4,76 - 1,2
V 160416 ol|e 1,6 160416 o0 1.6
160420 Q|0 2,0
TNMA 220408 51616 0.8 ® Euro stock O Japan stock
220412 [ORN J 12,7 1 4,76 | 516 | 1,2
220416 Ole 1,6

<> 35° Diamond Type

Stock Dimensions (mm)
X | ¥| ¢

Shape Cat. No. g2 & [Inscribed Thick-| Screw| Nose
§ é § Circle | ness |Hole @|Radiug
VNMG 160404 NGU |0 |0 0.4
= 160408 NGU |0 |0 |0|9,525| 4,76 | 3,81 | 0,8
160412 NGU |0 |0 12
VNMG 160404 NUZ |0 |00 04
< 160408 NUZ |0|0|0|9,525| 4,76 | 3,81 | 0,8
160412NUZ |0 |0|0 12
VNMG 160404 NGZ |0 |0]|0 04
- 160408 NGZ |®|®|0|9525| 4,76 | 3,81 | 0,8
160412NGZ | ®|0|0 12
VNMA 160404 oo 0.4
_— 160408 0|0|0|9,525|476 | 3,81 | 08
160412 olo 12

[0\ Trigon Type

Stock Dimensions (mm)

X | ¥ |
Shape Cat. No. g 2| & Inscribed| Thick-| Screw | Nose
S| X| 3| Circle | ness |Hole @Radiug

g2 %
. |WNMG 080408 NLUW| @ | ® 0,8
@ 080412 NLUW | ® 127 1476 | 516 | 1%
- WNMG 060404 NGU |[O[O[0O 0,4
060408 NGU |0 |0 9,525| 4,76 | 3,81 | 0,8
060412NGU__|o|o| | | | 12
WNMG 080404 NGU | Q|0 0,4
v 080408 NGU |0O|0O 12,7 | 4,76 | 516 | 0,8
080412NGU__|o|o|o| | | 12
WNMG 080408 NGUW| @ 12,7 | 4,76 | 516 | 0,8
WNMG 060408 NME | Q|0 0,8
060412 NME__ |0 |0 9,525 476 ,,,3,‘,?1 12
v WNMG 080408 NME |0 |00 0,8
080412 NME |0 |0|0Q| 12,7 | 476 | 516 | 1,2
080416 NME__ |0 |00 1,6
WNMG 080404 NUZ [O|O 0,4
@ 080408 NUZ |O|e|0| 12,7 | 476 516 | 0,8
080412NUZ |®|0|Q 1,2
WNMG 060408 NGZ |Q|O 0,8
060412 NGZ _|o|o| |9525| 476 381 | 7%
WNMG 080404 NGZ |O|Q|0O 0.4
080408 NGZ |o|e|®| 12,7 | 476 516 | 0,8
080412NGZ |O|e e 1,2
WNMA 080408 ole|o 0,8
080412 o|e|0o| 127 |476| 516 | 1,2
080416 ole|0o 1,6
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Stock Items Positive Type Inserts

@ 80° Diamond Type A Triangular Type
2 Stock Dimensions (mm) 5 Stock Dimensions (mm)
& X|x|x g €%
Shape | & Cat. No. g g 2 Inscribed| Thick- | Screw |Nose Shape “ Cat. No. 3 g g Inscribed| Thick- | Screw | Nose
- 318 | S| Circle | ness |Hole @ Radius 5 313 |3 | circle | ness |Hole @Radius
g 212/% & 2=
CCMT 097304 NLB |® 0,4 TCMW 110204 ololo 0,4
o 7° 09T308 NLB | @ 9525|397 | 44 | og 110208 olo| | 635]238]| 28 | 5
v 7°|TCMW 16T304 ololo 0,4
CCMT_ 060204 NSU o (635|238 28 |04 16T308 o|o|ol9525|397| 43 | 08
CCMT 09T304NsU (@ @] | o (.o, | 4, |04 16T312 olo 12
@ 7° 09T308 NSU |® | ® ' 297 | 4, “4 o8 TCMT 110208 NSU__|® |®| | 6,35 | 238 | 28 | 08
CCMT 120404 NSU ° 27 |46 | 55 | 04 v 7°|TCMT 16T308 NSU |® || |9525| 397 | 43 | 08
120408 NSU | ® | ® ' ' > o8
. CCMT 120412 NSK ° 127 | 476 ] 55 | 12 @ |, [TCMT T6TS2NSK [ @ 9,525| 3,97 | 43 | 12
N N4l
CCMT 097304 NMU [O|e@|e 0,4 TPMT 110304 NMU |0 |00 0,4
@ 70 09T308 NMU | @ |@ | @| 9525 3.97 | 44 | og W 1° 110308 NMU |0|0|o| 635 | 318 | 34 | 59
- CCMW 060204 o0|0| | 635|238 28 |04 TPMT 160404 NMU |0 |0 |0 0,4
C,- 7°|CCMW 097304 0|0(0]gere | 307 | 44 |04 W e 160408 NMU |0 |0|0|2525| 476 | 44 | 5'g
097308 olelol? . “4 los
CPMT 080204 NMU [0 |00 0.4
0 10 080208 NMU |0 | 0| 0| 794 238 34 0,8
CPMT 090304 NMU [0 |00 0.4 5 oMy
090308 NMU | 0| 0| 0| 9525 | 318 | 44 | g <G> 35° Diamond Type
A CPMW 080204 oo 0.4 VBMT 160404 NSU |® | ® 0,4
~ . 080208 olo| | #94|238] 34 | 4g s |50 160408 NSU | @ |@| | 9525/ 476 44 | 5
& | |epMw 090304 510|065 e0s| 318 | a4 | 04
090308 ololol? , 4 o8 VBMT 160412 NSK_| ® 9,525| 4,76 | 4.4 | 1.2
&= \5°
A o VBMW 160404 olo 0,4
<> 55° Diamond Type - 100408 0lo|0|9525|476 | 44 | og
DCMT 070208 NSU ° 6,35 1238 | 28 |08
@ 7°|DCMT T304 NSU (@ @] | ool s o | 44 |04 VCMT 160404 NSU ®| [9525| 476 | 44 | 04
1T308NSU _|e®|® ' ; “4 o8 5 |7
DCMT 1T304 NMU |0 | @ |e® 04
@ 7° 1T308 NMU_ | @ | @ | @ | %525 397 44 0,8
DCMW 070204 olo 0.4
635|238 28 | ¥
. 070208 o|o , 238 | 2, 8 | og ;
L 7 |5ciiTiTso4 01515 gis 507 aa T0d D Square Type (without Insert Hole)
117308 ole[o|? : “ los SPMN 090304 00 Tgers| 318 | . |04
090308 ololol|® 3181 - 08
V 1°[SPMN 120304 ololo 0,4
@ Round Type 120308 0|00 12,7 | 318 - 0,8
120312 olo 1,2
Tda RCMX 1003MONRP |O|0] ] 100 | 318 | 36 | -
("8 17°[RCMX 1204MONRP |00 0| 120 [4.76 | 4.2 | -
RCMX 1606MONRP_[O]O] | 160 [ 6.35] 52 | - /\  Triangular Type (without Insert Hole)
TPMN 110304 ofofol g5 318 | - |04
@ Square Type 110308 Qlo|o| T I T 0,8
vw TPMN 160304 ololo 0.4
SCMT 097308 NSU o] (9525397 44 |08 160308 olo|oles2s| 318 - |08
@ 7°|SCMT 120408 NSU | ® 127 | 476 | 55 |08 160312 oo 1,2
SCMT_09T308 NMU | 0|00 9,525 3.97 | 44 | 0.8 ® Euro stock O Japan stock
7°[SCMT 120408 NMU |0 |0 |e]| 127 | 4,76 | 55 | 0,8
@ SCMW 097308 0|0|0| 9525|397 | 44 | 08
Y |7°|scMw 120408 o|olo 0.8
120412 ololo| 127 [476| 55 | 15
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