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PR1725/PR1705

PVD Coating for Small Parts Machining

Excellent Surface Finish and Long Tool Life

Newly Developed PVD Coating MEGACOAT NANO PLUS

PR1725

Great for Machining Steel and other Materials
Wide Range of Machining Applications with Various Chipbreakers Available

T
Pr1705 \ @
Excellent Wear Resistance and

High Precision Machining of Free-cutting Steel

SKS Chipbreaker
For Finishing




PR1725

PVD Coating for Small Parts Machining

1st Recommendation for Steel Machining
Excellent Surface Finish and Long Tool Life
Great Performance in Small Parts Machining Applications

MEGACOAT NANO PLUS Maintains Long Tool Life and Excellent Surface Finish

Long tool life leads to improved cycle time

Excellent surface finish with no tearing lowers quality control costs

Insert cutting edge wear and quality of surface finish comparison (1045) * After 20 min of machining (Internal evaluation)

Cutting Edge
(Nose)

Workpiece
(Surface)
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roughness measurement
(Left)

Waveform (Right)

— MEGACOAT NANO PLUS

AITiN/AICrN Nano laminated film with superior wear resistance and adhesion resistance. Excellent surface finish and long tool life.

REDUCES CRACKING @—— High aluminum content AITiN layer 038
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Good Surface Condition surface condition

Cutting Conditions : Vc = 490 sfm, D.O.C. = 0.020", f = 0.002 ipr, Wet Workpiece : 1045

"_ Special surface layer Wear Coefficient Comparison
High lubricity (Internal evaluation)

Wear Coefficient

Reduces abnormal damage such as High hardness/Oxidation resistance 07

chipping because of increased lami-— 06

nation layer with a thinner gap than - 05
conventional coatings e Optimized AICrN layer .
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PR1725 Conventional A Conventional B

Superior Wear and Chipping Resistance Excellent Surface Finish

High Strength with nano laminated film layer properties
Internal stress optimization reduces chipping

Special surface layer with great lubricity reduces adhesion

Applicable to Various Workpiece Materials High Machining Stability

Superior high temperature properties and oxidation resis-
tance make for great performance in steel, stainless steel hini
and free-cutting steel chining

Tough micro-grain carbide substrate provides stable ma-




One Solution for Various Workpiece Materials

Long tool life for steel, stainless steel, and free-cutting steel

Wear on the cutting edge of insert and quality of the surface finish comparison (Stainless steel: 304) (Internal evaluation)

PR1725

After 100 min of machining After 100 min of machining After 40 min of machining

Cutting Edge

(Nose) Chipping

Workpiece
(Enlarged surface finish)

Computer generated
surface roughness
measurement
(Left)

Waveform (Right)
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PR1725 shows less damage on the cutting edge and maintains stable finish results on the workpiece surface Observation point of

Cutting Conditions : Vc = 490 sfm, D.O.C. = 0.020", f = 0.004 ipr, Wet Workpiece : 304

Applicable to a Wide Range of Machining Applications

Great performance in both steel and stainless steel from low to high speed machining

Steel Stainless Steel

( PR1705)

High Speed PR1725 High Speed
PR1725 |
Medium — Medium
Speed C——  \PR1425 Speed

Low Speed Low Speed

| PR930 PR1535

Continuous Intel-rilg.urgtion Intgrerﬂ\;’)};ion Continuous Intel-rirgl.::;(tion Int?renal‘;l){ion
PR1725 : 1st Recommendation for Steel PR1725 : For general purpose high-speed machining
PR1535 : 1st Recommendation for stainless steel machining with long
Molded Sharp Edge Chipbreaker Series tool life and high-quality surface finish

A wide variety of chipbreakers provides better chip control

Cutting Force and Surface Finish Oriented (Low Cutting Force) Chip Control Oriented

0.197 0.197 0.197 0.197

Steel Stainless Steel Steel Stainless Steel

0.157 0.157 0.157 0.157

_ CcK _ CK _ _
: for General Purpose 3 for General Purpose : :

£ on1s P £ o118 P Eons £ o1s
J J J J
5] \ g g GQ g GQ
a 0.079 o 0.079 o 0.079 o 0.079

0.039 _ 0.039 0.039 GF 0.039 GF

SK for Finishing SK for Finishing . ‘ ; . ;
0.002  0.004 0.006 0.002  0.004 0.006 0.002  0.004 0.006 0.002  0.004 0.006

f (ipr) f (ipr) f (ipr) f (ipr)



Shaft 4137 : _

Ve =360 sfm 4+ - —_ = = - S
DOC. = ~0059" g

f = 00024 ipr

Wet "
DCGT32505MFP-SK PR1725 LLJ

Tool Life Tool Life

PR1725

SK Chipbreaker 31000 pcs/edge ﬁ
Competitor D
(Molded Chipbreaker) 1 15 00 pcs/edge

PR1725 SK chipbreaker showed 2 times longer tool life when compared to

Competitor D

(User Evaluation)

Shaft 1035

Ve =295 sfm _
DOC. =0012" /—’El—-l .I 2
f=0.0024 ipr | 2
Wet . + e — — — 1- Q

DCGT32505MFP-SK PR1725

Tool Life Tool Life
PR1725

SK Chipbreaker 300 pcs/edge m
T 200 pcedse |
(Molded Chipbreaker) 200 pcs/edge

PR1725 SK chipbreaker showed 1.5 times longer tool life when compared to
Competitor F

(User Evaluation)

—_—
Shaft 420 .
Ve =160 sfm X 5
D.0.C.=0.0039" 9 1 —— " (,;
f=0.0020 ipr S} s
Wet
DCGT32505MFP-GQ PR1725
0.787"
Tool Life Tool Life

PR1725

GQ Chipbreaker 600 pcs/edge ﬁ
] 300 posedse |
(Molded Chipbreaker) 300 pcs/edge

PR1725 GQ chipbreaker showed 2 times longer tool life when compared to
Competitor H

(User Evaluation)

Shaft 1045

——
Ve =330 sfm l N
ap=0003" V|ee.. o
f=00010ipr 1= 3
Wet S

DCGT32505MFP-GF  PR1725

Tool Life Tool Life

PR1725

GF Chipbreaker 3 Iooo pcs/edge ﬁ
Competitor J

(Molded Chipbreaker) 1 1500 pcs/edge

PR1725 GF chipbreaker showed 2 times longer tool life when compared to
Competitor J

(User Evaluation)

Shaft 4140 | 1575" |
Ve =230 sfm in E
D.O.C.=0.039" QT L — = — — -}
f=0.0020 ipr S} ]
Wet _I
DCGT32505MFP-SK PR1725 .
Tool Life Tool Life

PR1725

SK Chipbreaker 250 pcs/edge m
el 150 posedse |
(Molded Chipbreaker) 150 pcs/edge

PR1725 SK chipbreaker showed 1.6 times longer tool life when compared to
Competitor E

(User Evaluation)

Pin SCM420

Ve =360 sfm
D.O.C.=0.008"~ 0.028"
f=0.0024 ipr

Wet

DCGT32505MFP-GQ PR1725

Tool Life Tool Life
PR1725

GQ Chipbreaker 200 pcs/edge ﬁ
T 150 pcsedge |
(Molded Chipbreaker) 150 pcs/edge

PR1725 GQ chipbreaker showed 1.3 times longer tool life when compared to
Competitor G

@0.551"

(User Evaluation)

Shaft 1137

—_— |
Ve =360 sfm 9 1
D.OC.=~0079" sl o
f=0.0020 ipr g E
Wet ]

CCETO9T304MFR-J PR1725

Tool Life Tool Life
PR1725

J Chipbreaker 31000 pcs/edge ﬁ

Competitor | -
(Molded Chipbreaker) 1 ,000 pcs/edge

PR1725 J chipbreaker showed 3 times longer tool life when compared to
Competitor |

(User Evaluation)

Pin SKS

Ve =360 sfm — J
DOC.=00079" X

f=00020ipr QT = -
Wet Sl 1
DCGT32505MFP-SK PR1725 |

PR1725 SK chipbreaker showed good surface finish and accuracy after
machining same number of workpieces as the Conventional C

(User Evaluation)




PR1705

New PVD Coating for Small Parts Machining

High-hardness ultra-fine particle carbide substrates with MEGACOAT NANO PLUS offer excellent
wear resistance and high precision machining

Insert Wear and Surface Finish Comparison (1215) * After 40 min of machining (Internal evaluation)

PR1705

Cutting Edge (Flank Face) Workpiece *CCD image Tearing on Workpiece (Surface Finish Enlarged)

SmalljTearing

Good surface finish

Cutting Edge (Flank Face) Workpiece *CCD image Tearing on Workpiece (Surface Finish Enlarged)
1 VELAL L 1 o ) g

PR1705 showed little adhesion to the cutting edge and good surface finish on the workpiece without tearing

Cutting Conditions : Vc =490 sfm, D.O.C.= 0.0197", f= 0.0020 ipr, Wet Workpiece: 1215
Workpiece

PR1705 improved tool life in continuous machining for steel and

electromagnetic soft iron *For more stable machining, use PR1725

Pin 12L14 -« . Shaft 12114 -«
Ve =660 sfm b v X { Ve=330sfm N 5
D.OC.=0.0047" 3 . T T e i DOC.=0051" il oo il e
X S| S : - ‘I 8
f=0.0016ipr — : f=0.0020 ipr .
Wet B T Wet
CCGT32502MF PR1705 | 1181 i DCGT32505MFR-J PR1705 ‘ 0984'
Tool Life Tool Life i ToolLife Tool Life

MF Chipbreaker 4’800 pcs/edge Am :  JChipbreaker 5’800 pcs/edge
Competitor L © Competitor M _
(Groundpchipbreaker) 3! 200 pcs/edge (Ground chipbreaker) 4,000 pcs/edge

PR1705 MF chipbreaker showed 1.5 times longer tool life when compared to PR1705 J chipbreaker showed 1.5 times longer tool life when compared to
competitor L : competitor M
(User Evaluation) (User Evaluation)




Molded Sharp Edge Chipbreaker

Molded Chipbreaker Series for Small Parts Machining

Extensive lineup to solve various chip control issues
Utilizing PR1725 and PR1705 provides stable machining and extended tool life

Excellent Chip Control in a Wide Range of Machining Applications
High-Precision Sharp Edge with Periphery Grinding

Anti-welding Properties for Improved Mirror Surface Finish

1st Recommendation for Finishing

SKS Chipbreaker é‘

D.0.C.: 0.008" to 0.059"
Excellent Chip Control and Surface Finish

Rake face, bottom face, and chipbreaker
face ensure properly curled chips

Insert cross-section

Optimized Chipbreaker Height

Stabilized chip control when machining at high feed rates

Rake Face Bottom Face Chipbreaker Face . . 7
Improved chip evacuation when machining at large D.O.C.

Chip Control Comparison (Internal evaluation)

1045 304
pb omp 0 pb ompetito
o.0so|ERIEI R T = 0059 0 OQ
.’g E E - - i ks —
= e . % ¥ A ~ voe.
goos| | B ) ] Goossf e [ O
Q g - Q = P
00.020 I A & S| o i 2] o 0,020 4
X A A A ol ] x
ooosfEy Ny i == I 2 o008| 7 | ol o] B
gl == R il EE SRR E
0.002 0.003 0.004 0.005 0.006 0.008 0.002 0.003 0.004 0.005 0.006 0.008 0.002 0.003 0.004 0.005 0.006 0.008 0.002 0.003 0.004 0.005 0.006 0.008
f(ipr) f (ipr) f(ipr) f(ipr)
A : Alittle Unstable Chip Control X : Unstable Chip Control X : Unstable Chip Control

Cutting Conditions : Vc = 330 sfm, Wet, DCGT32505 Type

SKS chipbreaker showed greater chip control when compared to competitor N



1st Recommendation for Semi-finishing

SK Chipbreaker
D.0.C:0.0197"t0 0.118"

The molded chipbreaker maintains both

sharpness and chip control

o

Chip Control Comparison (Internal evaluation)
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Cutting Conditions : Vc = 330 sfm, Wet, DCGT32505 Type

0.001 0.002 0.003

f(ipr)

0.004 0.005 0.006 0.001

0.002 0.003 0.004 0.005 0.006

f(ipr)

X : Unstable Chip Control

Additional Chipbreakers (Chip Control Oriented)

Stable chip evacuation in large D.O.C.

due to large rake angle

Chip control is improved in small depths of cut due to .+
chipbreaker projecting out to the corner tip

Cutting force is reduced as the cutting edge is
lowered towards the center of the workpiece

304
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X : Unstable Chip Control

GQ Chipbreaker for Small to Large ap

D.0.C.:0.003" to 0.197" (Steel)
0.003" to 0.118" (Stainless Steel)

For a Wide Range of Applications

Low cutting force design with a small chipbreaker step

Good chip control in small depths of cut with the
breaker dot projecting out to the cutting edge

Wide range of acceptable chips is achieved by d

e

using an advanced chipbreaker design

GF Chipbreaker for Finishing

D.0.C.:0.010" to 0.050"
Controlled Chips during Finishing

High slope recedes away from the cutting edge
= Minimizes chip clogging in large D.O.C.

Improved sharpness with large rake angle

Chipbreaker dot extends out to the cutting edge

i —
= Divides the chips into smaller pieces 4_

CF Chipbreaker for Minute ap

D.0.C.: 0.0008" to 0.008"
Excellent Chip Formation in Minute ap

Properly curled chips with special dot design

Large rake angle improves sharpness

Suppresses burr formation and clouding of the
workpiece by preventing welding onto the insert

0.197

Chipbreaker Map
1st Recommendation for Finishing (Low Cutting Force)
0.197
Steel
0.157
E0118
=Y s
3 N sk
00079
SKS
0.039
0002 0004 0006

f(ipr)

Stainless Steel
PR S
™M
: SK:
SKS
J
0.002 0.004 0.006
f(ipr)

Complementary Chipbreakers (Chip Control Oriented)

0.197 0.197 ;
’_\\ Steel Stainless Steel
0.157 0.157
<0118 \; <0118
9 9 \
S GQ \ o) GQ
a 0.059 0Q0.059
0.039 GF 0.039 [c] TR T
t CF CF
0.002 0.004  0.006 0.002 0.004  0.006
f (ipr) f (ipr)



Positive Inserts

MEGA MEGA
. . . MEGACOAT . : . MEGACOAT
Dimensions (in) NANO PLUS ﬁgﬁ{) Dimensions (in) NANO PLUS ﬁm)
Shape Part Number Shape Part Number
J Corner-R 38 3 J ¢ R 38 a3
Handed Inserts Show IC Thickness Hole “pp™ AN = = 2 Handedinserts Show IC Thickness Hole °{E§)' N S| S| D
Left-hand £ & = Left-hand T & =
CCGT 110902MP-CF <0.004 ® O o CCGT 215013MF <0.002 [ J [ ]
T~ 0138 0055 |0.075 7 STEroe |
@ 110905MP-CF <0.008 o o o ZistoAls va | 332 011009 5. | @ L4
S CCGT MO0k @ @ e 2150MF | oxE| - | @108
inute D.0.C. 0. X X ° 2151MF <1/64 e o o
i 141105MP-CF 0.008
oS CCGT 110902MFP-PF <O 004 : ° : ceet 7325013,\/“: <0002 b o
07' 0.138 0055 0075 7° 32502MF 38 532 loq73 004 . @ O @
110905MFP-PF <0.008 [ ) [ ] edium 32505MF - <0.008 e o ©
U- CCGT 141102MFP-PF_| ' o1 o001 L5004 . @ L4 Sharp Edge 3251MF <1/64 o o o
141105MFP-PF <0.008 ® Ld CCET 1109013M%-F <0.002 ° °
CCGT 21502MFP-PF <0.004 [ ) [ ] 110902MPL -F o138 0055 |0.075 <0.004 o ™Y ™Y
Finsing 21505MFP-PF 1/4 | 3/32 0110 <0008 7° @ ) o 110905M %L -F ’ ’ ' <0.008 e o o
Sharp Edge / Polished 2151MFP-PF <1/64 [ ] [ ] 11091MPBL-F <1/64 e O o
CCGT 21502MFP-GF <0.004 e o o CCET 141102MRL-F <0.004 [ J [ ]
4 21505MFP-GF | 1/4 | 3/32 [0.110/ <0008 77 @ @ @ Finishing 141105MPL-F 0169 0071 [0091 <0008 7 @ | @ | @
2151MFP-GF <1/64 e o o Sharp Edge 14111MBL-F <1/64 ® o0 o
CCGT 32502MFP-GF <0.004 e o o CCET 32502MAL-P <0.004 [ ] [ )
Finising 32505MFP-GF | 3/8 | 5/32 |0.173 <0008 | 7° e o o '\O/' 32505MAL-P 3/8 | 5/32 0173 <0008 7° @ [ ]
Sharp Edge / Polished 3251MFP-GF <1/64 e o o W Vea ° °
CCGT 215013MFP-SKS <0.002 ® @ @ | [finishing/SharpEdge ) <
21502MFP-SKS | 174 3/32 0110 <0004 77 @ | @ | @ CCET 215013MF%-U | <0.002 ® 0 o
{- 31505MEP-SKS <0.008 e o o 21502MFR-U | 174 | 3/32 [0.110/ <0004 77 @ @ @
xO CCGT 325013MFP-SKS <0002 o o o VSO <0.008 LAL AR
— CCET 325013MFRL-U <0.002 e ® o
32502MFP-SKS <0.004 [ BN BN ] —_
32505MEPSKS | 3/8 | 5/32 0173 7° 32502MF-U P R <0.004 7 ® o o
Finishing SO ] <0.008 o 6 o Low Feed 32505MFRL-U ’ <0.008 e o o
Sharp Edge / Polished 3251MFP-SKS <1/64 e o o Sharp Edge 35IMFR U | <1/64 ° °
CCGT 21502MFP-SK__ | <0.004 e o o CCGT 21505ME™.-U <0008 @
> 21505MFP-SK | 1/4 | 3/32 0110 <0008 | 7° @ @ @ SsIMERU | 4 ¥R 0N L T e
2151MFP-SK <1/64 o o o CCGT 32502MER(-U <0.004 ®
CCGT 32502MFP-SK <0.004 ® o o Low Feed 32505ME®L-U 3/8 | 5/32 10173 <0008 7° | @
Finising 32505MFP-SK 3/8 | 5/32 0173/ <0008 77 @ @ @ Honed Edge 3251MERL-U <1/64 o
Sharp Edge / Polished 3251MFP-SK <1/64 e o o CCET 215013MFRL-) <0.002 ® o
CCGT 21502MP-CK <0.004 [ ] [ 21502MFRL-J 1/4 | 3/32 10.110| <0.004 | 7° @ [ ]
ST 14 332 0110 7 e T
P 21505MP-CK <08 | ® ° 21505MF o0E| | @ o
CEET FETIEE 0004 ° ° CCET 32502MFRL-) <0.004 o [
y <0 SEENANITIAS) |
Finishing T T 3/8 | 5/32 0173 7° Low Feed 32505MFRL-) 3/8 | 5/32 0.173| <0008  7° @ [ ]
Sharp Edge / Polished 32505MP-CK <0.008 L L J Sharp Edge 325TMFRL-) <1/64 ® ®
CCGT 21502MFP-GQ <0.004 e o o CPMT 251505PP 56| 332 loa30 0.008 11 [ J [ ]
21505MFP-GQ 1/4 | 3/32 10110/ <0008 77 @ @ @ 25151PP ’ 1/64 [ ] [ ]
\O/ 2151MFP-GQ <1/64 e 0o 0 CPMT 3205PP 0.008 ° °
\/ CCGT 32502MFP-GQ <0.004 ® o o 321PP 3/8 | 1/8 0173 1/64 11°| @ [
Fnshing-Medium 32505MFP-GQ | 3/8 | 5/32 (0173 <0008 7° @ @ @ Finishing 322PP 1/32 [} o
Sharp Edge / Polished 3251MFP-GQ <1/64 e o o ) = CPMT 25151GP 5/16 | 3/32 0130 1/64 11° @ ()
o CCMT 21505WP 0.008 M @ CPMT 321GP , 1/64 ° P
; 2151WP 174 | 3/32 0110 1/64 | 7° | @ aomep | 3/8 18 10473 ne
€ = =LA\ SR— nishi 322GP 1/32
N s 2 b . CPMH 25151HQ 164 . .
CCMT 32505WP 0.008 ° P totg S 3 oam 2w e e
Finising 3251WP 3/8 | 5/32 0173 1/64 70 @ \‘Q‘/ Q 132 o 4
WiperEdige 3252WP 132 ° ' CPMH32IHQ 0 g a4 40 @ e
CCMT 21505PP 0,008 ° ° Finishing-Medium 322HQ 1/32 [ ] [ ]
oo /4 3/32 (0110 7 1/64
2151PP 1/64 ® L d CPMH2515T g6 332 onzs /4 1o @ b
CCMT 32505PP 0.008 ° ° \O/ 25152 1/32 [ J ®
3251PP 38 | 5/32 0173 1/64 | 7 | @ ° \/ CPMH 321 s s o177l VOt 4. @ ®
Finishing 3252PP 132 ® ° Medium 322 1/32 [ J [ J
CCMT 21505GK 0.008 [ J [ J AR CPMT 25151XP 5/16 | 3/32 0130 1/64 | 11° @ °
SPER . o . -
2151GK MBI T e ° @ ou
T 321XP 1/64 [} [
CCMT 32505GK | 50 3y gy 0008 ;. @ ® Finshin 38 1/8 0173 e
=BG 1/64 Ld L Low (arbon%teel 322XP 1/32 ® ®
CCMT 431GK 1/64 [ J
432GK 12 3716 0217 132 7| @ CPMH 25151%-Y 5/16 | 3/32 0138 1/64 11° @
Finishing-Medium 433GK 3/64 [ ]
R/ °
& ccMmT ;::?Zgo s | 332 loato o{?:f 7 : : Finishing Medium CPMH 321%-Y 3/8 | 1/8 0177 1/64 11° @
f ’ , DCGT 21502MP-CF 0.004
N~  CCMT 32505HQ 0.008 ) o | g SR 4w oo S r @ be
3251HQ 38 532 0173 /64 | 70 @ ° 21505MP-CF <0.008 o o o
3252HQ 1/32 [ ] () DCGT 32502MP-CF <0.004 ® O o
Minute D.O.C. o~ 3/8 | 5/32 0173 7
Sharp Edge / Polished 32505MP-CF <0.008 e o o
CCMT 3252 3/8 | 5/32 0173 132 | 7 @ °
Medium

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance. @ :Standard ltem @ :Rright-hand Only @ : Left-hand Only



Positive Inserts

MEGA MEGA
. . . MEGACOAT . : . MEGACOAT
Dimensions (in) NANO PLUS ﬁgﬁg Dimensions (in) NANO PLUS ﬁgﬁg
Shape Part Number Shape Part Number
) o S 8 = N N :n
Handed Inserts Show IC Thickness Hole (°(rRE)rR AN S S 2 Handed insersShow IC Thickness Hole CO{RS Rw & = B
Left-hand T g £ Left-hand T & £
DCGT 21502MFP-GF <0.004 ® O o DCGT 215013M <0.002 [ ]
5 o 21502M 0.004
21505MFP-GF 1/4 | 3/32 0110 <0008 7 @ @ @ e | 332 |o110S 20 [ ]
g 2151MFP-GF <1/64 o o o 21505M <0.008 ®
DCGT 32502MFP-GF <0.004 o 0o o 2151M <164 L4
32505MFP-GF | 3/8 | 5/32 0173/ <0008 | 7° @ @ @ D SN <002 Ld
Finishing 351MFP-GF | Vea e o o 32502M v | 532 o730 [J
Sharp Edge / Polished < 732505’\/‘ 8 <0.008 °
DCGT 215013MFP-SKS <0.002 ® O o Medium 3251M <1/64 °
21502MFP-SKS | 1/4 | 3/32 0110 <0004 7° @ @ @ DCGT 215013MF <0002 ° °
= 21505MFP-SKS <0.008 e o6 o 21502MF va | 332 loat0 <0.004 o e o o
@ DCGT 325013MFP-SKS w02 e e e 21505MF %08 @ @ @
3250MFPSKS 0004 @ @ @ @ 2151MF <1/64 o o o
32505MFP-SKS s e e @ DCGT 325013MF <0002 ° °
it 20V
Shar Edge/ Polshed 3251MFP-SKs e e e e 32502MF <004 @ @ @
DCGT 21502MFP-SK <0.004 o 0o o Mediu % <0.008 o o o
21505MFP-SK | 1/4 | 3/32 0110 <0008 7 @ @ @ Shrp Edge STMF <1/64 LALAR
P TEEREE | P . DCMT 2151XP 1/4 | 3/32 0110 1/64 7° @ [ ]
@ STMFP-S <164 LALARANE - 7 DCMT 32505XP 0008 ° °
DCGT 32502MFP-5K <0.004 o o o Fosting 3251XP 38 532 0173 164 | 7° @ °
— 32505MFP-SK | 3/8 | 5/32 0173 <0008 7° @ @ @ Low Coron el 3252%P /32 ° °
Sharp Edge / Polished 3251MFP-SK <1/64 e o o DCET 215013M"%L-F <0.002 ®@ O 0
DCGT 21502MP-CK 0.004 21502MFL - 0.004
DU 4 s 010 7° Ll R 2Eiiee | V4 332 0110 » @ hd
@ 21505MP-CK <0.008 o o o 21505MPL -F <0.008 ° °
DCGT 32502MP-CK |~ <0004 @ @ @ v ﬂ 2151M%.-F <1/64 ° °
Finishi | . o
SharpEdae / Polished 32505MP-CK <0.008 o 0o o DCET 325013M%-F | <0002 (&) (&)
DCGT 21502MFP-GQ <0.004 o o o ST 3/8 | 5/32 0173 <0.004 7° b b
21505MFP-GQ | 1/4 | 3/32 0110 <0008 77 @ @ @ Finishing 32505M7%-F | <0.008 o o o
\@') 2151MFP-GQ <1/64 o o o Sharp Edge 3251MRL-F <1/64 ® o o
DCGT 32502MFP-GQ <0.004 ® O o W
Fsing Hedam 32505MFP-GQ | 3/8 | 5/32 0173/ <0008 7° @ @ @ DCET 21501FRL-U 14| 3/32 0001 0001 | 77 @
Sharp Edge / Polished 3251MFP-GQ <1/64 ® o o Sf‘l:rl;fggge
DCMX21505WP | 0.008 ® DCET 215013MF%.-U <0002 IR [F)
é& 2151WP | /4| 332 Joto) 1/64 | 70| @ 21502MF®L-U 1/4 | 3/32 |0.110/ <0004 7 @ @ @
N — Z;SZW\;P 132 Ld 21505MF%.-U <0.008 e o o
MX ;22?\5,\, . 0.008 ) Ld @ DCET 325013MF?-U <0.002 ®@ @ o
Finishing e | R Rl 1;62 ’ : SBOMEUN 0 sy ga7s 0 . @ O @
Wiper Edge 3 e 32505MF%.-U 1731 <0.008 o o o
DCMX 2151%.-WP 1/4 | 3/32 0110 1/64 | 7° @ Sharp Edge 3251MFRL-U <1/64 ®@ @ 0
BET DCGT 21502MERL-U <0.004 Q@
Finishing Wiper Edge 32517 -WP 3/8 | 5/32 0173 1/64 | T @ 21505MER-U | 1/4  3/32 0110 <0008 7° @
DCMT 21505PP 0008 | _ | @ ° @ 2151MERL-U <1/64 [}
Jispp /A ¥R 00 T e ° DCGT 32502ME®-U <0.004 °
@ DCMT 32505PP 0.008 ® Py Low Feed 32505ME®-U | 3/8 | 5/32 [0.173] <0008 | 7° @
3251PP 38 532 (0173 164 | 77| @ ° Honed Edge 3251ME%-U <1/64 [ J
Finshing 325PP 1/32 ° ° DCET 215013MFf-) <0.002 ® ®
DCMT 21505GP 0.008 ° Py 21502MF%.-) 1/4 | 3/32 0110 <0004 | 7 @ ()
= oo 14 332 0110 7° . 21505MF*) | 0,008 ° °
< " 2151GP 1/64 [ ] (] bz <0
\@ DCMT 3251GP VVea ° ° @ DCET 325013MF%.-J <0002 ) )
38 532 0473 7 29500MER )|
Finishing 3252GP 1/32 ° ° 32502MFR-) | o gy 004, @ @ @
DCMT 21505GK 0008 ° ° LowFeed 32505MF 7% -J <0.008 e o e
2151GK 14 | 332 (0110 164 | 7 @ ° Sharp Edge 3251MF%.-) <1/64 © e o
/\O 21526K | 32 ° ° DCGT 325013ME®-J <0002 )
Rl _
\\\\_,- DCMT 32505GK 0.008 [J [J % 3/8 | 5/32 0173 <g'ggg 7° g
3251GK 3/8 | 5/32 0173 1/64 | 7 @ ® Low Feed LU =
Fishing Mediom e | 32 ° ° Honed Edge 3251MERL-J <1/64 [ ]
Inishing-i
Super Fine DPET 21505M % - 1/4 | 3/32 0.110| <0.008 | 11°
DCMT 21505HQ 0.008 [ ) [ ] il < b
2151HQ 14 332 0110 164 | 7| @ ° \ﬁ/ DPET 325013M% -FSF | <0002 ®
2152HQ | 32 ° ° Pvwe 32502MPL-FSF | 3/8 | 5/32 |0.173| <0.004 | 11° @
nishing = .
DCMT 32505HQ 0.008 o o Sharp Edge / Precision 32505MPRL-FSF <0.008 ®
3251HQ 3/8 5/32 10.173 1/64 7 @ [ Super Fine DPET 215013MFRA_-USF <0.002 ®@
3252HQ 1/32 ® P 21502MFR-USF | 1/4 | 3/32 [0.110| <0.004 | 11° | @
@ 21505MF%.-USF <0.008 )
DCMT 3252 38 | 532 0173 132 7 @ £l ST | <0.002 ®
Low Feed 32502MFR-USF | 3/8 = 5/32 |0.173| <0.004 11° | @
Sharp Edge / Precision 32505MF™L-USF <0.008 ®

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance. @ :Standard ltem @ :Rright-hand Only @ : Left-hand Only



Positive Inserts

MEGA MEGA
Dimensions (in) m\Eﬁgg?ﬁTS ﬁgﬁ{) Dimensions (in) m%gﬂﬁz ﬁgﬁ{)
Shape Part Number Shape Part Number
L a) Al L a) Al
Handed nserts Show Ic ThicknesJ Hole c°{,’{§)"R AN E S8 | andedisertsshow IC ThicknesJ hole Ry B 5 2
Left-hand = & = Left-hand (RE) = B =
Super fine TPMT 181505HQ 0008 . @ °
P S 732 332 0110 ot 11 ° °
@ JCET 110902M™-FSF 0.138| 0.055 0075  <0.004 | 7° @ / TPMT 2205HQ 0.008 [ J [ J
- O} 221HQ 174 | 1/8 0130 1/64 |11° @ °
Sharp Eir;:h/ig?ecision L" 220 1/32 Ld L4
~ TPMT 3205HQ 0.008 [ ) [ ]
= JCET 110905M%-F <0.008 ® ) 321HQ 3/8 | 1/8 0173 1/64 | 11° @ D)
N ———— 0.138) 0055 10.075 7 Finishing-Medium 322HQ 1/32 [ ] [ ]
Finishing / Sharp Edge T109TMIASE <1/64 o o TPMT 18151XP 7/32 3/32 0110 1/64 11° @ [ ]
TPMT 221XP 1/64 . @ [ ]
TBGT 12102MP-CF <0.004 [ ) [ J 22xP 174 178 10.130 132 n ° °
5/32| 1/16 | 0.091 5° — TPMT 321XP 1/64 ® °
inishing o 38 1/8 0173 11°
Minute D.0.C. 12105MP-CF <0.008 e o6 o Low Carbon Steel 322XP 1/32 [ J [ ]
Sharp Edge / Polished TPGH 151502% 0.004 D) 0
# TBGT 12102MFP-PF <0.004 [ [ 151505% 3/16 | 3/32 [0091| 0008 11° @ @ @
- 15151%L 1/64 e o o
!-,o 12105MFP-PF 5/32| 1/16 |0.091| <0.008 5 | @ [ ] TPGH 1815027 0.004 M) M)
Finishing R g <64 ° ° 181505%L 7/32 3/32 0118 0008 [11° @ @ @
Sharp Edge / Polished 181517 1/64 e o o
\ TBET 121013M%L <0.002 [ [ TPGH 21505;'% va | 332 o013 0098 | . e 0 o
o_ 12102M% sp2| 116 loger 0% .. | @ o 2151% 1/64 e o0 o
d = 12105M%L “7 | <0.008 e o o TPGH 22057 0.008 e o o
Finishing 121IMR <1/64 e o o 221% 74 1/8 0130 /64 11°| @ @ @
2227 1/32 e 0 o
A TCMX 18151WP 7/32 3/32 0098 1/64 | 7° @ . TPGH 3205% 0.008 D) °
é- og o 321% 38 1/8 (0177 1/64 [11° @ @ @
. . . 322% 1/32 M) M)
VgilglesrhElgge TCMX 2151WP 1/4 | 3/32 (0110 1/64 | 7° @ - TPGH 151502M% 0004 °
i 151505M %L 3/16 | 3/32 |0.091] <0008 |11° @ @
S”PG’F{ TCET 22013MF?.-USF <0.002 ® M es oo
. TPGH 181502M% <0.004 o
& w 4| v jore <0004 | 7 @ 181505M %L 7/32 | 3/32 |0.118] <0008 [ 11° @ @
Lowfeed 2205MF.-USF <0.008 I 18151M% <1/64 o o
sharp Edge/ Preciion TPGH 2151M%L 14 332 0138 <1/64 11° @
_ TCGT 151505MERL-U | 3/16 | 3/32 0091 <0.008 7° @ TPGH 2205M%% <0.008 o o
Q TCGT 2205MERL-U <0.008 o 221MAL 1/4 | 1/8 10130 <1/64 11° @ | @
& /4 1/8 0110 7 MR
Low Feed / Honed Edge 221MERL-U <1/64 ® TPGH ;;3’:‘,\:/'.% :(22)3;)28 g 2
L . | o 000 |0 - L ® L Frishing 321MAL 38 18 0177 <164 11° @ @
151505MP-CF <0.008 e o o Sharp Edge 322M%L <1/32 (L]
s TPGT 181502MP-CF 2| 3732 los <0.004 e ) ) TPGH 181502:/L—H 0.004 o [
Shap Eig Pl 181505MP-CF " 0008 o 0o o 71212?3/!5? 7132 3/32 08 ‘1;’6":‘ n : :
A TPGT 181502MFP-PF <0.004 ° ° TPGH 2205%.-H 0008 ° °
. 221%-H 174 | 1/8 0130 1/64 11° @ °
!.‘Q ; 181505MFP-PF  7/32 3/32 |0.118| <0.008 11° @ ) 0 S TR a2 s p
Sha,p?;‘;‘e“}"r?onshed 18151MFP-PF <1/64 o ° = TPGH 321%-H vs | s 017 Vo4 @ °
TPMX 181505WP 0.008 ° 322%-H 1/32 o o
A, 18151WP 732 332 0010 164 11°| @ TPGH 2205M % -H va | us loizol 008 | .| @
18152WP 132 ° 221M%-H <1/64 °
@ TPMX 2205WP 0.008 M) Medium TPGH 321MRL-H 3/8 1/8 10177 <1/64 11° @
i 21WP 14| 18 0130 164 11 @ Super Fine TPET 151505%-FSF  3/16  3/32 0091 0008 11° @
Wiper Edge 2owp 32 ° TPET 22013% -FSF 0.002 )
2202%-FSF 1/4 | 1/8 10130 0004 11° @
ﬁ o 2205 -FSF 0.008 Y
TPMX 221RL-WP 174 | 1/8 0130 1/64 11° @ i . Y TPET 151505M%L-FSF | 3/16 | 3/32 |0.091| <0.008 | 11°| @
Fiishing TPET 22013M"%-FSF <0.002 [
Wiper Edge Finishing 2202MPL-FSF 1/4 | 1/8 10130 <0.004 11° @
TPMT 181505PP 0.008 [ ] [ ] Sharp Edge / Precision 2205MPL-FSF <0.008 [ )
T 732 3/32 0110 11°
\ 18151PP 1/64 [ J [ J TPEH 151502MFL-P <0.004 [ ] [ ]
& TPMT 2205PP 0.008 ° ° 151505M%-P | 3/16 3/32 0091 <0.008 11° @ °
221PP 4 /8 0130 1/64  11° @ ® R 15151MBL-P | <1/64 [ ) ®
Finshing 228 1/32 ° L4 TPEH 181502M%-P <0004 ° °
/‘3 TPMT % 7/32 | 3/32 |0.110 o]?:f 11° : : A o /3 181505M%L-P 7/32 1 3/32 10.118| <0.008 | 11° | @ [ ]
2 TPMT 221GP 164 ° ° LA <1/64 b hd
ST 174 | 1/8 0.130 R ° ° TPEH 2202M%.-P <0.004 u ) )
Finihing TPMT 321GP 38 1/8 0173 164 |11° @ ° Finising 2205M%P | /4| 158 |0130| <0008 | 11°| @ bt
Sharp Edge 221MAL-P <1/64 ) [}

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance. @ :Standard Item @ :Rright-hand Only @ : Left-hand Only



Positive Inserts

MEGA MEGA
. . . MEGACOAT . . . MEGACOAT
Dimensions (in) NANO PLUS | COAT Dimensions (in) NANO PLUS | COAT
NANO NANO
Shape Part Number Shape Part Number
L a) al L a) al
"~ o~ o [aa) | o~ o
Handed Inserts Show IC Thickness Hole Comer-R AN E = 2 Handed Inserts Show IC Thickness Hole Comer-R AN = = g
Left-hand (RE) T & £ Left-hand (RE) T & £
Super Fine TPET 151505FRL-USF  3/16 3/32 0091 0008 11° @ A VCET 2202MPL-F <0.004 ° Y
TPET 2202F%.-USF 0.004 () 1 2205MP-F 14 1/8 0110 <0008 7° @ °
T 4 180430 e Finishing —
2205FL-USF 0.008 ® Sharp Edge 221M%-F <1/64 [} ®
- TPET 151505MFRL-USF| 3/16 = 3/32 0.091| <0.008 | 11°| @ . VCET 22013M%L-Y <0.002 ° ®
g TPET 2200MFRLUSE o o0 @ @ 2202MZ{£-Y s s oamo 0004 . @ °
oW Fee - ° - : 2205MF-Y ’ <0.008 [ ) [ ]
isi 2205MFfiL-USF <0.008 [ ] Finishing-Medium e N Enl
Sharp Edge / Precision L Sharp Edge 22TMAY <1/64 ° °
VBMT 2205PP 0.008 [ ) [ J
221PP va | s lottol ves | | @ ° _ ye, VPGT 2202MP-CF ul <0.004 o o o
=t s —————————— 1/4 /8 |0110 e
<0> 222PP 132 hd hd Minute DOL. 2205MP-CF <0008 e 0o o
VBMT 331PP 1/64 P ® | ShaEdge/Polshed
332PP 3/8 | 3/16 0173 1/32 5 | @ [ %Qf VPGT 2202MFP-GF <0.004 ® O o
Finishing 333PP 3/64 [ ] [ Finihing 7MFP . 174 | 1/8 0.110 11°
ﬁ N VBMT 221GP 1/4 1/8 |0.110 1/64 |5 | @ [ ] Sharp Edge / Polished 2205 -G <0.008 o o o
" i
LB = venrssice 164 ° VPGT 2202MFP-SKS <0004 e 0o o
~ o 3/8 3/16 0173 5° == (o) == E—
Finishing 332GP 132 L4 = 2205MFP-SKS | 1/4 | 1/8 0110 <0008 11° @ @ @
VBMT 2205VF 0.008 L L4 Finishing po— O
221VF 4 18 0110 1/6s | 5| @ @ | SharpEdge/Polished 221MFP-5KS <1/64 o o o
T e e g TSR o o S 8 S
VBMT 3305VF 0.008 g Fiishing VPGT 2202MP-CK Ve s oo 004 . @ @ @
331VF 38 316 oa73l V. @ Sharp Edge / Polshed 2205MP-CK " <0008 o o o
332VF 1/32 [ ] 4
VPET 151502M%L-F 316 332 0001 0004 [ ] [
Finishing 333VF 3/64 [ ] A 151505M%-F <0.008 o o
VBMT 221HQ 1/64 ) ° \/ VPET 22013MRL-F <0.002 [~ [~
B V7S 11 o 900MB E | .
222H0 / /oo oY e ° Finising ;;gzm%-i 174 1/8 0110 <0.004 | 11 2 2
Sharp Edge 5 < <0.008
@ LEMIECL O 1/64 hd VPET 1515OMF%-U .. o004 | @ °
332HQ 3/8 | 3/16 0173 1/32 | 5 @ /’ﬂ/ 151505MFH U | 091~ 08 ° °
Finishing-Medium 333HQ 3/64 [ ) = | VPET 22013MFRL-U <0.002 Y Y
VBET 22013MP-F <0.002 ) ) Low Feed 2202MFRL-U 1/4 | 1/8 0.110 <0.004 | 11° @ [
\ﬁ/ _ Sharp Edge 2205MFRL-U <0.008 [ ) [ J
o 200M%F | 14| 18 0110/ <0004 | 5 | @ | O | @ VPET 22013MF%-J <0002 ® ®
nishing S —
ShlarIpEIdge 2205M%.-F <0.008 o o o 2202MFR-J 74 | 1/8 0110 <0004 11° @ °
Low Feed —
VBET 22013M%-Y <0002 ° ° Sharp Edge 2205MF%.-J <0008 ° °
A
R — 4 ey
W 20MAY | 14 1/8 0110 el P b hd ; WBGT 12102MP . -CF <0.004 ® ®
2205M%-Y <0.008 L4 L4 : ————— 532 1/16 0091 50
Finishing-Medi PUpTE—
'"';h'an,% Edege' un 221MRL-Y <1/64 [ ] [ ] Minute D.0.C. 12105MPRL-CF <0.008 e 60 o
Sharp Edge / Polished
VST 2208 <0002 ® 7t WBGT 12100MPRPE | ) | 116 001 | 22| & | @ b
2202MP-Y <0.004 @ 6 12105MFP%.-PF ™ <0008 ° °
/4 158 0110 5 A
WBGT 151502MFPF-PF <0.004 ] [}
(P LR = <0.008 bt Finshing o 306 332 0,091 5°
V T Vea ° Sharp Edge / Polished 151505MFP* -PF <0.008 (] [
- h A WBMT12105%-DP ' oo . @ °
VBGT 3305MPL-Y <0.008 @ Q 1211%-DP : 1/64 ° °
oo, | ¥8| 316 10473 5° ., \WBMT 151505% -DP 0.008 ° °
Finishing-Medium 33IML-Y <1/64 (F) W Tsisimoop | 28| 332 (00— 5 e °
VCGT 2202MP-CF <0.004 ™ ° WBET 121013M%.-F <0.002 o °
o ==, 12102MRL-F <0.004 e o0 o
/4 18 0110 7 \ e T 532 1/16 10,091 5°
Minute D.O.C. 2205MP-CF <0.008 PY PY n y 12105M"-F / ! <0.008 ® o o
Sharp Edge / Polished 4 1 Z 121MMRL-F <1/64 e 60 o
. WBET 151502MRL-F <0.004 [} [
B VCGT 2202MFP-GF 0.004 === |
‘*:«Qf e el s oo ) 7 bl gl g Finshing 151505M™-F  3/16 | 3/32 0091 <0.008 5 @ [
e ’ Sharp Ed - 1/64
Fiishing 2205MFP-GF <0.008 o o o arp Elge ISR < L L
sharp Edge / Polished -~ WBET 151502M",-P <0.004 ® ®
VCGT 2202MFP-SKS <0.004 e o o S
(") = — \ t 151505M7L-P | 3/16 3/32 |0.091) <0.008 5° @ °
S 2205MFP-SKS | 1/4 | 1/8 |0.110/ <0008 7° @ @ @ T -
nishi — 15151M.-P <1/64 ) )
Sharp El(?glseh/lrll’%lished 221MFP-5KS <1/64 e o o Sharp Edge
VCMT 151505PP 316 | 332 |0.091 0.008 70 [ ] [ ] ot WPMT 2151GP 1/4 | 3/32 [0.110 1/64 [ 11° @
t\@"g}" 15151PP ’ 1/64 [ [ [, z
VCMT 331PP 1/64 [ ] [ ] — WPMT 321GP 3/8 | 1/8 0173 1/64 11°| @
Finishi 330 3/8 | 3/16 |0.173 3 7° ° ° Finishing
T o WPMT 21505HQ va | 33 oato 008 . @
| VCMT 151505VF 0.008 ) [ ) 2151HQ : 1/64 °
oo |16 3320091 ” Q‘ WPMT 321HQ s s ons V64 . @
Finishing 15151VF 1/64 L4 Ld Finishing-Medium 322HQ ’ 1/32 [ )
@ VCMT 151505HQ 0.008 [ ] [ ]
-~ 3/16 3/32 0.091 7 )\ .
/ \ WPGT 2151MPL-Y 1/4 | 3/32 0110 <1/64 11°| @ @
Finishing-Medium 15151HQ 1764 L4 ° Finishi "
inishing-Medium

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance. @ :Standard ltem @ :Rright-hand Only @ : Left-hand Only
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Negative Inserts

Small Double-Sided Inserts

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance.

MEGA MEGA
Dimensions (in) MEGACOAT ey Dimensions (in) MEGACOAT | cpap
NANOPLUS  Gonl NANOPLUS | vato
Shape Part Number Shape Part Number
L [ a) el a) )
it S IC Thickness Hole ©MerR & A il i IC Thickness Hole meR & = 3
Right-hand (RE) &= & Right-hand R = = =
CNGG 4305MFP-SK <0.008 [ J [ ) CNGU 24202MFP-SK <0004 @ [ ]
12 | 3716 | 0203 @ 0295 1/8 | 0.142
Finishing-Medium / 431MFP-SK <1/64 [ ] Finishing-Medium 24205MFP-SK <0008 | @ [ ]
Sharp Edge /Polished Sharp Edge /Polished
CNGG 431FP-TK 1/64 [ ] [ J . CNMU 24205E-GK 0008 @ [ J
12 | 316 | 0.203 0295 1/8 | 0142
Medium-Roughing / 432FP-TK 1/32 [ [ ] Medium-Roughing 2421E-GK 764 | @ [
Sharp Edge /Polished Honed Edge
E 0.002
DNGG 4305MFP-SK <0008 | @ ° A il < @
24202MFL-F <0004 @ @ O
V2| e 0203 0 ———————— 0295 1/8 | 0142
Finishing-Medium / 431MFP-SK <1/64 o o 24205MF*-F <008 @ @ 6
Sharp Edge /Polished — |
n Finishing / Sharp Edge 2421MF-F <1/64 @ @ @
. 0.008
G AR LA ® ® CNGU 242013MF%L-U <0.002 ®
12 | 316 | 0.203 7%
24202MFHL-U <0004 @ @ @
431%-LD 1/64 (<] (F] 0295 1/8 0142
Large DOC 24205MFRL-U 0008 @ @ ©
DNGG 431FP-TK ves | @ ° Low Feed  SharpEdge 2421MF%-U <t @ | @ @
12 1 2
’ /2| 376 0203 DNGU 22202MFP-SK w0004 @ °
Medium-Roughing / 432FP-TK 1/32 [ ] (]
Starp Edge Plshed @ 22205MFP-SK | 0276 1/8 0142 | <0008 @ °
TNGG 3302MFP-SK <0004 @ ° o
A Finishing-Medium / 2221MFP-SK <164 @ )
Sharp Edge /Polished
4 o 5 3305MFP-SK | 3/8 3/16 | 0.150 | <0.008 [ ) [ ] \ DNMU 22205E-GK 0,008 ° °
c 0276 1/8 | 0.142
inishing-Medi 331MFP-SK <1/64 [ ] [ ]
SFIIII;IrS:IEr:iggiA/T’iII?sTe/d Medium-Roughing / 2221E-GK 1/64 [ ] [
Honed Edge
TNMG 3305%.-LD 0.008 ® ® DNGU 22202MFRL-F <0004 | @ ®
38 316 | 0150 @ 2205MFR-F 0276 1/8 0142 <0008 @ | @ @
331%L-LD 1/64 (<] ®
Finishing / Sharp Edge 2221MFR-F <164 | @ @
- 0.004
TNGG 331FP-TK 164 ° ° DNGU 22202MFR{-U < ® @ @
38 316 | 0.150 \O) 22205MFR-U 0276 1/8 0142 <0008 @ @ @ @@
Medium-Roughing / 332FP-TK 1/32 [ ] [ J Low Feed / Sharp Edge 2221 MFHA_-U <1/64 ® ®
Sharp Edge /Polished
DNGU 22202MER-U <0004 | @ ®
ol bt
P 1A SIS 0008 b b @ 22205MER-U (0276 1/8 | 0142 <0008 @ @@
Rl
s ® l 331°L-S 3/8 | 3/16 | 0.150  1/64 ) ® Low Feed / Honed Edge 221MEX et | @ | @
TNGU 18202MFL-F <0004 | @ ® ®
Finishing S
Surface Finishing Oriented 332RL-S 1/32 [ ] [ ] 18205MFRL-F | 7/32 1/8 0.118 | <0.008 @ ® ®
/Sharp Edge - |
Finishing / Sharp Edge 1821MFRL-F <164 @ @ @
o VNGG 3305MFP-SK <0.008 [ J [ ] P TNGU 18202MF%-U 0004 @ P
@ 38 316 | 0150 6 e
18205MFRL-U | 7/32 | 1/8 | 0118 <0008 @ @ @
Finishing-Medium / 331MFP-SK <1/64 (] [ Q el
Sharp Edge /Polished Low Feed / Sharp Edge 1821MFRL-U <1/64 [-) ® ®
/A TNGU 1821MER-U  7/32| 1/8 0118 <1/64 @ @@
Low Feed / Honed Edge

@ :Standard ltem @ :Rright-hand Only @ : Left-hand Only




TKF12 (Cut-Off Inserts)

Dimensions (in) Angle mEh?(;\g?GTS MENGA‘,EgAT A
Shape Part Number pplicable
w PR1725 PR1535 Toolholders
- CUTDIA = RE W1 S D1 | PSIRR
Handed Inserts Show Right-hand inch mm R L R L
& TKF12RL 050-S-16DR 0.020 | 0.50 | 0.197 [ ] [ ) [ J [ J
070-S-16DR 0.028 | 0.70 | 0.315 [ ] [ [ J [ J
100-S-16DR 0.039 | 1.00 o [ ] [ J [ J [ J
1255-16DR 0049 125 0001 0.118 0343 0.197 16" "¢ o o @
150-S-16DR 0.059 150 ) [ J [ ] [ ] [ J
Right Lead Angle 200-S-16DR 0.079 | 2.00 e o [ J [ ]
TKF12RL 050-S 0.020 | 0.50 | 0.197 [ J [ ] [ ] [ J
070-S 0.028 | 0.70 | 0.315 [ ] o [ ] o
100-S 0.039 | 1.00 o [ J [ ] [ ] [ J
125-5 0049 125 047 0.001 /0.118  0.343 | 0.197 O ° ° ° °
150-S 0.059 150 : [ J [ ] [ ] [ J
200-S 0.079 | 2.00 [ J o o o
TKF12RL 100-T-16DR 0.039 | 1.00 [ J [ ] [ ] [ ]
150-T-16DR 0.059 | 1.50 | 0472 |0.003 0.118 0.343 0.197 | 16° [ ] [ ] [ ] [ J
Right Lead Angle / Tough Edge 200-T-16DR 0.079 | 2.00 [ J [ ] [ ] [ ] KTKER, 12
TKF12RL 100-T 0.039 | 1.00 [ J [ ] [ ] [ J
150-T 0.059 | 1.50 | 0.472 0.003 0.118 0.343/0.197 | 0° [ J [ ] [ ] [ ]
Tough Edge 200-T 0.079 | 2.00 [ J [ ] [ ] [ J
TKF12R%L 050-NB-20DR | 0.020 | 0.50 = 0.197 [ ] [ J [ ] [ ]
070-NB-20DR | 0.028 | 0.70 = 0.315 [ ] [ J [ ] [ J
) 100-NB-20DR | 0.039 @ 1.00 0 /0.118/0.343  0.197 | 20° [ ] [ J [ ] [ J
bt Lead Ancl 150-NB-20DR | 0.059 | 1.50 @ 0.472 [ ] [ J [ J [ J
Right Lead Angle /
Wiltglmute(?hiplrrgaeker 200-NB-20DR | 0.079 @ 2.00 [ ] [ ] [ ] [ )
TKF12RL 050-NB 0.020 | 0.50 | 0.197 [ ] [ J [ ] [ J
070-NB 0.028 | 0.70 | 0.315 [ ] [ J [ ] [ ]
100-NB 0.039 | 1.00 0 /0.118/ 03430197 ©0° [ ] [ J [ J [ J
150-NB 0.059 | 1.50 | 0.472 [ ] [ J [ J [ ]
Without Chipbreaker 200-NB 0.079 | 2.00 [ ] [ J [ ] [ J
TKF16 (Cut-Off Inserts)
Dimensions (in) Angle m?ég?ﬁg MENG:,&(())AT o
Shape Part Number pplicable
w PR1725 PR1535 Toolholders
, - CUTDIA = RE W1 S D1 | PSIRR
Handed Inserts Show Right-hand inch mm R L R L
TKF16%L 150-S-16DR 0.059 | 1.50 [ ] [ ) [ J [ ]
0.630 | 0.002 0.157 0.374 0.197 | 16°
200-S-16DR 0.079 | 2.00 [ J [ ] [ ] [ J
Right Lead Angle
TKF16% 150-S 0.059 | 1.50 e o o o
0.630 0.002 0.157 0374 0.197 ©0°
200-S 0.079 | 2.00 [ J [ ] [ ] [ ]
TKF16%L 150-T-16DR 0.059 | 1.50 [ ] [ J [ ] [ ]
0.630 | 0.003 0.157 0.374 0.197 | 16°
200-T-16DR 0.079 | 2.00 [ J [ ] [ ] [ J
Right Lead Angle / Tough Edge KTKE®L..-16
TKF16% 150-T 0.059 | 1.50 e o o o
0.630 0.003 0.157 0374 0.197 ©0°
200-T 0.079 | 2.00 [ J [ ] [ ] [ ]
TKF16%L 150-NB-20DR | 0.059 | 1.50 [ ] [ J [ ] [ ]
0.630 0 |0.157 /0374 0197 | 20°
Right Lead Angle / 200-NB-20DR | 0.079 = 2.00 e o o o
Without Chipbreaker
g_,?{ PSIRR g R N
ST e TKF16% 150-NB 0.059 | 1.50 e o o o
0.630 0 0.157 0374 0.197  0°
200-NB 0.079 | 2.00 [ J [ ] [ ] [ ]
Without Chipbreaker

@ :Standard Item

13
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TKFS (Cut-Off Inserts for Sub-Spindle)

Dimensions (in) MEGACOAT | MEGACOAT
o NANO PLUS NANO Sl
ape Part Number w PRI725  PRIS3S Toolholders
. CUTDIA = RE w1 D1
Handed Inserts Show Left-hand inch mm R L R L
TKFS12% 100-S 0039 | 1.00 0236 e o o o
150-S 0059 | 1.50 0354 | 0.002 00870343 0173 @® @ @ | @ | KIKFS®..-12
\ 200-5 0079 | 2.00 0472 e o o o
TKFS16% 150-S 0.059  1.50 | 0.551 e o o o
0.002 | 0.087 0374 0.173 KTKFSL..-16
200-5 0079 | 2.00 0.630 e o o o
TKF-GTP (Grooving and Traversing Inserts)
Dimensions (in) Angle WHERATAY (LAY
NANOPLUS ~ NANO Aoolicable
Shape Part Number w To‘:)‘I)hoIders
) - CUTDIA  RE W1 D1 PSIRR  PR1725 PR1535
Handed Inserts Show Right-hand inch mm
CDX ,.ﬂ.‘ o
&= | TKF12R 200-GTP 0079 | 20 | 0.181 | 0.003 0.118 0343 0.197 0 ) ® KTKFR..-12
5@1;]
S
‘l\‘ TKF16R 300-GTP 0.118 | 30 0236 0.003 0.157 0374|0197 | 0° ° ) KTKFR..-16
TKFT (Threading Inserts)
kS MEGA
154 ' o
= Pitch Dimensions (in) Angle &ﬁgﬁ?ﬁz COAT Pl
@ NANO
Shape Part Number = Toolholders
£
s g I Wl W S DI RE  PDX PDX PNA PRIZ25 PRI535
TKFT 12RA6000 Max 0016 0.083 ) ®
— 020~060 64~48 0.002
12RB6000 orflat 0083 0016 ) ®
X . 12RA60005 L'JV,'Q 0.031/0.067| 60° @ )
s 'l<z< _— 0.50~125 48~24 0.002
23 = 12RB60005 0.118 | 0.098 | 0.343 | 0.205 0.067  0.031 ° ®  KTKFR..-12
&g
q 12RN6001 100~150 24~18 0.004 | 0.049 0.049 ) [ )
12RAS5005 0.0310.067 ) ®
o s 40~16 0.002 55°
5 Right-hand shown 12RB55005 0.067  0.031 ) ()
a
£ TKFT 12LA6000 Max 0083 0016 ° )
& — 0.20~060 64~48 0.002
12LB6000 orflat |0.0160.083 ° )
o D1 é 12LA60005 S’,‘\l 0067 0031 60° @ ®
gjrlg 77 050~125 48~24 0.002
53 12LB60005 0.118 | 0.098 | 0.343 | 0.205 0.0310.067 ) ®  KTKFR..-16
[T
4 12LN6001 1.00~150 24~18 0.004 | 0.049 0.049 ) ()
12LAS5005 0.067  0.031 ° )
——— 40~16 0.002 55°
Left-hand shown 12LB55005 0.0310.067 ° )

« For more details on applicable toolholders, see the KYOCERA general product catalog

@ :Standard Item




TKFB-GQ (Back Turning inserts)

Dimensions (in) MEGACOAT | MEGACOAT
NANO PLUS NANO Aoplicable
Shape Part Number w Tolc))ll)holders
_ a X RE W1 S D1 (] PR1725 PR1535
Handed Inserts Show Right-hand in mm
TKFB 12R28005P-GQ 0.002 [ ] [ J
~——0.110| 2.80 0.059 0.181 0.118 0.343 0.205| 74° KTKFR...12
12R28015P-GQ 0.006 [} [
TKFB 16R38005P-GQ 0.002 [ J [
~——0.150 3.80 0.071 0.248 0.157 0.374 0.205| 72° KTKFR...16
Polished 16R38015P-GQ 0.006 [ J [
TKFB 12R28005-GQ 0.002 [ ) [ ]
——0.110| 2.80 0.059 0.181 0.118 0.343 0.205| 74° KTKFR...12
12R28015-GQ 0.006 [ ] [ J
TKFB 16R38005-GQ 0.002 [ J [ ]
0.150  3.80 0.0710.248 0.157 0.374 0.205| 72° KTKFR...16
16R38015-GQ 0.006 [ ] [ J
TKFB (Back Turning inserts)
Dimensions (in) MEGACOAT | MEGACOAT
NANO PLUS NANO Anolicabl
Shape Part Number w To%ll)hlg?defs
_ a X RE W1 S D1 PR1725 PR1535
Handed Inserts Show Right-hand in mm
TKFB 12R15005M 0.059 | 1.50 | 0.010 | 0.102 | <0.002 [ J [
) 12R28005M <0002 0.118 | 0.343 | 0.205 [ J [ J KTKFR...12
A4 0110 280 0012 0.181
J 12R28010M <0.004 [ ] [ ]
;E @ ; > w| | TKFB 16R38005M <0.002 [ J [ J
0.150 | 3.80 | 0.012 | 0.248 0.157 | 0.374 | 0.205 KTKFR...16
16R38010M <0.004 [ ] [ ]
* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance.
ABS / ABW (Back Turning inserts)
. . . MEGACOAT
Dimensions (in) NANO PLUS Aolicable
Shape Part Number Pp
RE PR PR Toolholders
Handed Inserts Show Right-hand 1725 1705
ABS 15R4005M <0.002 [ J [ ]
AABSR-40F
SABSR-40F
15R4015M <0.006 [} [ J
ABW 15R4005M <0.002 [ J [ ]
/ o AABWR-40F
3 SABWR-40F
/ 15R4015M <0.006 [ ] [ J
ABW 23R5005M <0.002 [ J
N AABWR-50F
g SABWR-50F
23R5015M <0.006 [ ] [ J
0.156'

* Inserts with corner-R (RE) dimension expressed with less than sign (ex. <0.004, <0.008, etc.) indicate models with minus tolerance.

« For more details on applicable toolholders, see the KYOCERA general product catalog

@ :Standard Item
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KYOCERA Precision Tools

102 Industrial Park Road

Hendersonville, NC 28792

Customer Service | 800.823.7284 - Option 1
Technical Support | 800.823.7284 - Option 2

HFO@Mmo

Official Website | www.kyoceraprecisiontools.com
Distributor Website | mykpti.kyocera.com
Email | cuttingtools@kyocerapti.com
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