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Turning solutions for cast iron

NC6310/NC6315

KORLOY
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* CVD coating with improved wear resistance and chipping resistance.

* Solutions for the most common issues in cast iron machining: Preventing excessive wear on rake and flank
surfaces of insert, chipping and burr
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CVD coated grade for high efficiency and quality turning of cast iron

NC63107NC6315

Cast iron is sorted into ductile cast iron and gray
cast iron and commonly used in automobile and
machinery components which require high heat
resistance, corrosion resistance, and wear resistance.
Cast iron embraces spheroidal carbide containing
silicon (Si) and magnesium (Mg) so built-up edge
and chipping can easily occur while machining. In
contrast, gray cast iron includes acicular carbide so
it produces better machining than ductile cast iron.
However, cast iron workpiece is easily affected by
manufacturing and external environment after casting
process so its property is prone to be unstable.

Tool life of the existing CVD grades for cast iron
turning is unstable due to the precarious property of
workpieces causing rapid wear and chipping on the
cutting edge. The unstable tool life is one of the worst
obstacles of customer’s high productivity so KORLOY
focused on developing the technology of the CVD
coating and chip breaker shape for stable and long

tool life and thus finally launched grades, NC6310 and
NC6315 and chip breakers for customer’s satisfaction

NC6310 is a K10 turning grade for high speed with
continuous or light interrupted condition which
enhances the wear resistance and stable tool life.
NC6315 is a K15 grade for general machining of gray
cast iron and ductile cast iron and provides stable tool
life in various kinds of machining such as high feed,
heavy interrupted, or continuous cutting.

Chip breaker, MK (negative, for medium cutting)
reduces cutting load and enhances surface finish.
It is suitable for general machining. Chip breaker,
RK (negative, for roughing) provides stable tool life
even in heavy interrupted machining due to its strong
rigidity of the cutting edge.

Both of MK and RK provide stable tool life even
under any extreme cutting conditions due to unstable
clamping of inserts and holders.

Minimized quality deviation of insert
- Stable tool life

Optimized cutting edge
- Improved surface finish

21 NC6310/NC6315

Superb combination of grades and chip breakers
- Extended tool life and enhanced cutting performance

Wide applications to various cast iron workpieces

- Specialized line-up of grades for continuous, high speed,
heavy interrupted and high feed machining



Recommended machining range for each grade

Requested mechanical rigidity and toughness
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Features of grades

nce310 @

» Titanium layer with excellent lubrication identifying wear
+ Alumina layer specialized for heat resistance

« Titanium layer with improved fracture resistance
» Functional substrate optimized for high speed cast iron machining

NC6315

+ Alumina layer with better surface finish and improved wear
resistance and welding resistance

« Titanium layer with improved fracture resistance

« Functional substrate optimized for high feed and heavy
interrupted cast iron machining

Development effect

[High speed/light interrupted cutting] :"ﬁ,"' *' N\ [Excessivejwearjon|rake @
‘ - surfaceland/noselradius |

» Workpiece Ductile cast iron (500-7)
* Workpiece use  Flywheel

» Cutting conditions v (m/min) = 450, fn (mm/rev) = 0.3,
ap (mm) = 2.5, dry, light interrupted cutting

» Improved wear resistance and fracture resistance on rake [NC6310] [Existing grade (K10)]

surface and nose radius

NC6315

[Medium and high speed/heavy interrupted cutting]

» Workpiece Ductile cast iron (500-7)
» Workpiece use  Diff case

« Cutting conditions  vc (m/min) = 400, fn (mm/rev) = 0.3,
ap (mm) = 2, wet, heavy interrupted cutting

» Improved flaking resistance and wear resistance on rake
surface

[Medium and high speed/High feed/heavy interrupted cutting]

* Workpiece Ductile cast iron (500-7)
* Workpiece use  Knuckle

» Cutting conditions  vc (m/min) = 200, fn (mm/rev) = 0.25,
ap (mm) = 2, wet, heavy interrupted cutting

» Improved chipping resistance and wear resistance on

flank surface [NC6315] [Existing grade (K15)]
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Features of chip breakers

MK Chip breaker

+ Optimized for continuous cutting of ductile cast iron and gray cast iron
« Sharp cutting edge improves surface finish.

Sharp Land
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.

- Sharp cutting edge improves surface finish.
- Maximized wear resistance in continuous cutting
- Improved surface finish

Wide seating area

- Higher clamping stability

- Prevents chipping on cutting edge due to
vibrations during operation

RK Chip breaker

+ Optimized for high speed/ high feed cutting of ductile cast iron and gray cast iron
« Flat cutting edge provides upgraded toughness and chipping resistance.

Flat Land

0.35

] e
e

- Flat cutting edge improves toughness and
chipping resistance.

- Stable machining even under cutting conditions
with high cutting load with high depth of cut or
interrupted cutting

- Ideal land width for high feed machining

Wide seating area

- Higher clamping stability

- Prevents chipping on cutting edge due to
vibrations during operation

Recommended cutting conditions

Recommended cutting conditions
Application Chip breaker Depth of cut, ap (mm) Feed, fn (mm/rev)
Min. Recommended Max. Min. Recommended Max.
Medium cutting MK 1 25 5 0.1 0.3 05
Roughing RK 15 3 6 0.23 0.28 0.6
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Application range
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[Grade comparison]
ISO Competitor A's| Competitor B's Competitor C's Competitor D's| Competitor E's | Competitor F's Competitor G's
@nce310 CA4505 UC5105 AC405K
KOS-K10 | (\ce20s, NCB210) | 117090 acs210 CA310 MC5005 TK1001 WKKIOS | Acs010k
NC6315 CA4515 UC5115 AC415K
K10-K15 (NCB215) TT7015 GC3225 CA315 MC5015 TK2001 WKK20S AC4015K
% NC6200 series have been discontinued.
[Comparison of turning chip breakers for cast iron (Negative)]
Application Competitor A's| Competitor B's| Competitor C's |(Competitor D's Competitor E's Competitor F's \Competitor G's
Roughing RK, VR, GR RT, KT KR KH RK MR7 -MA GZ
Medium cutting @MK, B25 MT KM KG MK M5 NM5 uz
Finishing | @MK, MP - KF KQ LK - - -
[Comparison of turning chip breakers for cast iron (Positive))
Application Competitor A's | Competitor B's Competitor C's| Competitor D's Competitor E's Competitor F's |Competitor G's
Roughing C25 - KR All round -MW - -MW -MW
Medium cutting @MP MT KM GK, HQ MK F2 PM5 MU
Finishing @MP, HMP - KF GK LK FKe - -
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Cutting performance

Wear resistance test

» Workpiece Ductile cast iron (600-3, higher than 80-60-03, GCD600), @300 (Spherical tube) — @100, Facing
« Cutting conditions  vc (m/min) = 400, fn (mm/rev) = 0.35, ap (mm) = 2.5, wet
* Cutting pass 10 passes with results of normal wear on rake and flank surface
* Tools Insert CNMA120408 (NC6310) Holder DCLNR2525-M12
Y NC6310 — Existing grade
E 06
CI
42%
aég 03 higher ;vear
5 02 resistance
5
£ o1
| | | | | | | | | I . ;
12 5 4 5 6 7 8 9 10 ook
- Cast iron machining at high speed
— Wear on rake and flank surfaces, splintering cutting
edge, fine chipping and notch chipping
v
- Alumina coating layer with excellent wear resistance
o — Decreased wear on rake and flank surfaces and fine
[NC6310] [Existing grade] chipping

Chipping resistance test

» Workpiece Ductile cast iron (500-7, 80-55-06, GCD500), @90 (Triangular tube) — @30, Facing
+ Cutting conditions  vc (m/min) = 380, fn (mm/rev) = 0.35, ap (mm) = 2, wet

+ Cutting pass 15 passes with results of normal rake surface wear and good chipping resistance

* Tools Insert CNMG120408-RK (NC6315) Holder DCLNR2525-M12

A
C — 42%
higher
NC6315 L — chinping
(RK) L — RabiiiokA
—
Existing
grade

>» Facing (pass)
5 10 15 20

- Built-up edge between tool and chip in heavy interrupted
cast iron machining
— Flaking of coating layers on rake surface

v

- Alumina coating layer with excellent wear resistance and
welding resistance

— Superb chipping resistance

[NC6315(RK)] [Existing grade]

- Functional substrate with optimal hardness and toughness
— Improved tool life and tool stability

NC6310/NC63151 7



Application examples

Ductile cast iron (500-7)
» Workpiece use  Flywheel

« Cutting conditions  vc (Mm/min) = 450, n (rpm) = 550, fn (mm/rev) = 0.3, ap (mm) = 2, dry
* Tools Insert CNMA120412 (NC6310) Holder DCLNR2525

15%

More
Competitor’s 13 E.

> ea/edge
25

0 5 10 15 20

- Maintaining stable cutting performance with implementation of -MA type which features of wide clamping side and excellent edge
strength.

- NC6310 applied alumina coating layer with heat resistance also improved wear resistance and surface finish on rake and flank
surfaces in high speed, high feed and dry machining.

Gray cast iron (250)

» Workpiece use  Disc brake
« Cutting conditions  vc (m/min) = 550, n (rpm) = 547, fn (mm/rev) = 0.4, ap (mm) =1, dry
* Tools Insert CNMG120412-RK(NC6310) Holder DCLNR2525

25%
More
Competitor's 20.

> ealedge
5

0 5 10 15 20

- Stable cutting performance with special edge design for high feed machining and implentation of RK chip breaker which has wide
clamping side.

- NC6310 applied alumina coating layer with wear and oxidation resistance also improved wear resistance and excellent surface finish on
rake and flank surfaces in high speed, high feed and dry machining.

Gray cast iron (250)

» Workpiece use  Cylinder liner
« Cutting conditions  vc (m/min) = 450, n (rpm) = 1100, fn (mm/rev) = 0.25, ap (mm) =1.5, dry
* Tools Insert CNMA120408 (NC6310) Holder DCLNR2525

\

39%
More
Competitor's 18 .

> ealedge
5

0 5 10 15 20

- Maintaining stable cutting performance with implementation of -MA type which features of wide clamping side and excellent edge
strength.

- NC6310 applied alumina coating layer with wear resistance and oxidation resistance also improved wear resistance on flank surface
and long tool life in high speed, medium feed and dry machining.
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Application examples

Gray cast iron (300)
» Workpiece use  Flywheel housing

« Cutting conditions  vc (m/min) = 560, n (rpm) = 298, fn (mm/rev) = 0.3, ap (mm) =1, wet
* Tools Insert CNMG120412-RK(NC6310) Holder DCLNR2525

30%

More
Competitor's 18 EI

> ealedge
5

0 5 10 15 20

- Excellent performance in high feed machining with implementation of RK chip breaker that shows stable machinability.

- NC6310 applied alumina coating layer with wear and oxidation resistance and titanium coating layer with fracture resistance also
improved wear and chipping resistance in high speed, high feed, medium interrupted and wet machining.

Ductile cast iron (500-7)

* Workpiece use  Hub
« Cutting conditions  vc (m/min) = 320, n (rpm) = 318, fn (mm/rev) = 0.4, ap (mm) = 2, wet
* Tools Insert WNMG080412-RK (NC6315) Holder DWLNR2525

50%
. More
[ P Competitor's 10 E;l
€3 -
\ o © gh / >

> ealedge
0 5 10 15 20

- Chip breaker, RK with high stability enhanced machinability in heavy interrupted and high feed machining.

- NC6315 shows improved wear resistance and chipping resistance in medium machining, high feed machining, heavy interrupted
machining and wet condition by applying Alumina layer and Titanium coating layer with improved fracture resistance.

Ductile cast iron (500-7)
» Workpiece use  Flywheel

« Cutting conditions  vc (m/min) = 400, n (rpm) = 398, fn (mm/rev) = 0.3, ap (mm) = 2, wet
* Tools Insert  CNMA120408 (NC6315) Holder DCLNR2525

16%

More
Competitor's 30 .

> ealedge

0 10 20 30 40
- Designation with '-MA" which refers for non-C/N applied shape with wide clamping side and hard cutting edge kept stable machinability.

- NC6315 shows improved surface roughness, wear resistance and chipping resistance in high speed machining, high feed machining,
heavy interrupted machining and wet condition by applying Alumina layer and Titanium coating layer with improved fracture resistance.

NC6310/NC631519



Application examples

Ductile cast iron (700-2)

» Workpiece use  Diff case transmission
« Cutting conditions  vc (m/min) = 360, n (rpm) = 716, fn (mm/rev) = 0.25, ap (mm) = 1.5, wet
* Tools Insert CNMG120408-MK (NC6315) Holder DCLNR2525

14%

More
Competitor’s 35EA

=

- MK chip breaker maximizes machining performance with its good machinability in ductile cast iron machining.

- NC6315 shows improved wear resistance and chipping resistance in medium and high speed machining, medium feed rate machining,
heavy interrupted, machining and wet condition by applying Alumina layer and Titanium coating layer with improved fracture resistance.

> ea/edge
0 10 20 30 40

Ductile cast iron (500-7)

» Workpiece use  Knuckle
« Cutting conditions  vc (m/min) = 200, n (rpm) = 1100, fn (mm/rev) = 0.25, ap (mm) = 2, wet
« Tools Insert DNMG150608-MK (NC6315) Holder DDJLNR2525

22%

More
Competitor’s 90 EA

> ealedge
0 30 60 90 120

- MK chip breaker maximizes machining performance with its good machinability in ductile cast iron machining.

- NC6315 applied titanium coating layer with fracture resistance and functional substrate optimizing for high feed and heavy interrupted
cast iron machining enhanced wear and chipping resistance in medium speed, medium feed, heavy interrupted and wet machining.

10 NC6310/NC6315



Recommended cutting conditions by workpieces (Negative)

Workpiece Tensile |, dness - Chip Depth of cut, Feed, Cutting speed, vc (wmin)
(1S0) strengtzh (HB) Application =\ ap (mm) fn (mm/rev) NC6310 NC6315
(V/mm’) Min - Recommended - Max | Min - Recommended - Max | Min - Recommended - Max | Min - Recommended - Max

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 355 - 390 150 - 305 - 340

500-7 > 500 | 170-241 |Mediumeuting| MK 10-2.0-35 0.2-0.35-0.45 200 - 350 - 385 150 - 300 - 335
Roughing | RK, -MA 15-35-50 0.2-0.35-0.45 200 - 345 - 380 150 - 295 - 330

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 345 - 370 150 - 295 - 320

600-3 > 600 | 192-269 |Medumecuting| MK 1.0-2.0-35 0.2-0.35-0.45 200 - 340 - 365 150 -290 - 315
Roughing | RK, -MA 15-35-50 0.2-0.35-0.45 200 - 335 - 360 150 - 285 - 310

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 340 - 360 150 -290 - 310

700-2 > 700 | 229-302 |Medumcuting| MK 1.0-2.0-35 0.2-0.30-0.40 200 - 335 - 355 150 - 285 - 305
Roughing | RK, -MA 15-3.0-4.0 0.2-0.30-0.40 200 - 330 - 350 150 - 280 - 300

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 395 - 430 150 - 345 - 380

250 =250 | <248 |Medumcuting] MK 1.0-2.0-35 0.2-0.35-0.45 200 - 393 - 425 150 - 343 - 375
Roughing | RK, -MA 15-35-50 0.2-0.35-0.45 200 - 390 - 420 150 - 340 - 370

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 390 - 420 150 - 340 - 370

300 =300 | <262 |Medumcuting] MK 1.0-2.0-35 0.2-0.30-0.40 200 - 385 - 410 150 - 335 - 360
Roughing | RK, -MA 15-35-50 0.2-0.30-0.40 200 - 380 - 400 150 - 330 - 350

Finishing | MK, MP 05-1.0-15 0.1-0.20-0.30 200 - 380 - 400 150 - 330 - 350

350 =350 | <277 |Medumeuting] MK 10-2.0-35 0.2-0.30-0.40 200 - 375 - 390 150 - 325 - 340
Roughing | RK, -MA 15-35-50 0.2-0.30-0.40 200 - 375 - 390 150 - 330 - 340

% Machining with NC6310 and NC6315 in the recommended cutting conditions above maximizes the tool life and productivity.

% Recommend you to machine in optimal cutting conditions up to your machining environment.

Recommended cutting conditions by workpieces (Positive)

Workpiece Tensile |, dness . Chip Depth of cut, Feed, Cutting speed, vc (m/min)
(1S0) strength (HB) Application | ap (mm) fn (mm/rev) NC6310 NC6315
(V/mm) Min - Recommended - Max | Min - Recommended - Max | Min - Recommended - Max | Min - Recommended - Max
Finishing |MP.HMP| 02-1.0-25 0.04-0.15-0.35 | 150 - 255-290 150 - 205 - 340
500-7 | >500 |170-241 |Medumcutng —MP 05-15-35 0.04-0.20-0.40 | 150 - 250 - 285 150 - 200 - 335
Roughing | C25 10-25-45 0.08-0.25-0.40 | 150 - 245 - 280 150 - 195 - 330
Finishing |MP.HMP| 02-1.0-25 0.04-0.15-0.35 | 150 - 245-270 150 - 195 - 320
600-3 | =600 |192-269 Medumcuting MP 05-15-35 0.04-0.20-0.40 | 150 - 240 - 265 150 -190 - 315
Roughing | C25 1.0-25-45 0.08-0.25-0.40 | 150 - 235 - 260 150 - 185 - 310
Finishing |MP.HMP| 02-1.0-25 0.04-0.10-025 | 150 - 240 - 260 150 - 190 - 310
700-2 | > 700 |229-302 Medumouting MP 05-15-35 0.04-015-0.35 | 150-235-255 150 - 185 - 305
Roughing | C25 1.0-25-45 0.08-0.20-0.35 | 150 - 230 - 250 150 - 180 - 300
Finishing |MP.HMP| 02-1.0-25 0.04-0.15-0.35 | 150 - 295- 330 150 - 245 - 280
250 > 250 | <248 |Medumcuting] MP 05-15-35 0.04-0.20-0.40 | 150 -293-325 150 - 243 - 275
Roughing | C25 1.0-25-45 0.08-0.25-0.40 | 150 - 290 - 320 150 - 240 - 270
Finishing |MP.HMP| 02-1.0-25 0.04-015-0.35 | 150 - 290 - 320 150 - 240 - 270
300 >300 | <262 |Medumcuting MP 05-15-35 0.04-0.20-0.40 | 150-285-310 150 - 235 - 260
Roughing | C25 1.0-25-45 0.08-0.25-0.40 | 150 - 280 - 300 150 - 230 - 250
Finishing |MP.HMP| 02-1.0-25 0.04-0.10-025 | 150 - 280 -300 150 - 230 - 250
350 > 350 | <277 |Medumcuting| MP 05-15-35 0.04-0.15-0.35 | 150 - 275-290 150 - 225 - 240
Roughing | C25 10-25-45 0.08-0.20-0.35 | 150 - 275-290 150 - 225 - 240

% Machining with NC6310 and NC6315 in the recommended cutting conditions above maximizes the tool life and productivity.

% Recommend you to machine in optimal cutting conditions up to your machining environment.

NC6310/NC6315 1 11



Stock items (Negative)

Coated Dimensions (mm) Cutting conditions
o
Type Designation = B Figure
"’ ’ g 1|4t ra (mn:r/‘rev) (na‘:?n) °
Zz 2
CNMA 120404 ® 120 | 127 | 476 0.4 5.16 | 0.15-0.50 | 0.50-5.00
120408 ® o | 120 | 127 | 476 0.8 516 | 0.15-0.60 | 1.00-6.00
120412 ® o 116 | 127 | 476 1.2 516 | 0.15-0.70 | 1.50-6.00
120416 ® O 113 | 127 | 4.76 1.6 516 | 0.20-0.80 | 2.00-6.00 s
@ 160612 ® 148 /15875 6.35 1.2 6.35 | 0.28-0.72 | 2.00-8.00 {} Wd
160616 ® 144 |(15875| 6.35 1.6 6.35 | 0.28-0.74 | 2.00-8.00 BOWL“—"—
190608 ® 185 | 19.05 | 6.35 0.8 7.93 | 0.33-0.78 | 2.50-9.00
190612 ® 181 | 19.05 | 6.35 1.2 793 | 0.35-0.78 | 2.60-9.50
190616 ® o 177 | 1905 | 6.35 1.6 7.93 | 0.35-0.80 |2.60-10.00
CNMG 120404-MP | ® 124 | 127 | 4.76 0.4 5.16 | 0.05-0.30 | 0.90-4.00
‘ 120408-MP | ® 120 | 127 | 476 | 08 | 516 | 0.10-0.50 | 1.00-5.00 - L
120412-MP 116 | 127 | 476 1.2 516 | 0.13-0.60 | 1.30-5.00 L._"
CNMG 120404-MK ® @ | 124 | 127 | 476 0.4 516 | 0.05-0.30 | 0.90-4.00
120408-MK ® @ | 120 | 127 | 476 0.8 5.16 | 0.10-0.50 | 1.00-5.00
120412-MK ® @ | 116 | 127 | 476 1.2 516 | 0.13-0.60 | 1.30-5.00
120416-MK 112 | 127 | 476 1.6 516 | 0.15-0.60 | 1.30-5.00 .
160608-MK 15.3 |15.875| 6.35 0.8 6.35 | 0.28-0.70 | 1.80-7.00
Q 160612-MK 14.8 |156.875| 6.35 1.2 6.35 | 0.28-0.72 | 2.00-8.00 d Etd*
160616-MK 144 |16875| 635 | 1.6 | 635 | 0.28-0.74 | 200-800 | 7| 1 | n
190608-MK ® 185 | 19.05 | 6.35 0.8 7.93 | 0.33-0.78 | 2.50-9.00
190612-MK ® 181 | 19.05 | 6.35 1.2 793 | 0.35-0.78 | 2.60-9.50
190616-MK 17.7 1 19.05 | 6.35 1.6 7.93 | 0.35-0.80 |2.60-10.00
CNMG 120408-RK |® @ | 120 | 12.7 | 4.76 0.8 516 | 0.20-0.50 | 1.50-6.00
120412-RK ® @ | 116 | 127 | 476 1.2 516 | 0.28-0.53 | 1.80-6.00
120416-RK ® 113 | 127 | 476 1.6 516 | 0.28-0.63 | 2.00-6.00
160608-RK ® 153 (15.875| 6.35 0.8 6.35 | 0.28-0.70 | 1.80-7.00 jdw
160612-RK | ® @ | 14.8 |15875| 6.35 1.2 | 6.35 | 0.28-0.72 | 2.00-8.00
160616-RK ® 144 (15875| 6.35 1.6 6.35 | 0.28-0.74 | 2.00-8.00 -
190612-RK ® 181 | 19.05 | 6.35 1.2 793 | 0.35-0.78 | 2.60-9.50
190616-RK ® 177 | 19.05| 6.35 1.6 7.93 | 0.35-0.80 |2.60-10.00
DNMA 150412 ® 144 | 127 | 476 1.5 516 | 0.13-0.60 | 1.30-4.00
150608 ® | 147 | 127 | 635 | 08 | 516 | 0.25-0.55 | 0.80-4.00
‘ 150612 ® 144 | 127 | 6.35 1.2 516 | 0.25-0.65 | 1.20-4.00
DNMG 110408-MP 10.8 | 9525 | 4.76 0.8 3.81 | 0.10-0.40 | 1.00-4.00
150604-MP | ® 15.1 12.7 | 6.35 0.4 516 | 0.05-0.30 | 0.90-5.00
6 150608-MP | ® 147 | 127 | 6.35 0.8 516 | 0.10-0.40 | 1.00-5.00
150612-MP 144 | 127 | 6.35 1.2 516 | 0.13-0.60 | 1.30-5.00
150616-MP 140 | 127 | 6.35 1.6 516 | 0.14-0.60 | 1.70-5.50
DNMG 150404-MK ® 151 12.7 | 4.76 0.4 516 | 0.05-0.30 | 0.90-5.00
150408-MK ® 147 | 127 | 476 0.8 5.16 | 0.10-0.50 | 1.00-5.00
150604-MK ©® @ | 151 12.7 | 6.35 0.4 516 | 0.05-0.30 | 0.90-5.00
9 150608-MK (@ @ | 147 | 127 | 6.35 0.8 516 | 0.10-0.20 | 1.00-5.00
150612-MK ® | 144 | 127 | 6.35 1.2 516 | 0.13-0.60 | 1.30-5.00
DNMG 150412-RK ® 144 | 127 | 476 1.2 5.16 | 0.20-0.60 | 1.80-5.00 %
150608-RK ' ® @ | 147 | 127 | 6.35 0.8 516 | 0.15-0.50 | 1.50-5.00 ﬁ? ] E
150612-RK ® 144 | 127 | 6.35 1.2 516 | 0.20-0.60 | 1.80-5.00 55,% =
KNUX 160405R-11 ® 192 | 9525 | 476 0.5 2.2 | 0.20-0.35 | 1.00-6.00 A5
- ==
t
@ Stock item
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Stock items (Negative)

Coated Dimensions (mm) Cutting conditions
o
Type Designation = I Figure
" ° g8 14t r a (mr;?rev) (r:pm) °
4
SNMA 120408 ® 119 | 127 | 476 | 08 | 516 | 0.15-0.70 | 1.00-6.00
120412 e 115 | 127 | 476 | 12 | 516 | 0.20-0.80 | 1.50-6.00 r
120416 ® 111 | 127 | 476 | 16 | 516 | 0.30-1.00 | 2.00-6.00 N T Eim
150616 ® | 142 15875 635 | 16 | 635 | 0.25-1.00 | 2.00-8.00 \Y ] -
190612 ®| 178 |1905| 635 | 12 | 7.93 | 0.33-0.78 |2.50-10.00 L Lt]
190616 e o 174 1905|635 | 16 | 7.93 | 0.35-0.78 | 2.70-10.00
SNMG 120404-MK 123 | 127 | 476 | 04 | 516 | 0.08-0.45 | 0.80-4.00
120408-MK e 119 | 127 | 476 | 08 | 516 | 0.10-050 | 1.00-5.00
120412-MK ® 115 | 127 | 476 | 12 | 516 | 0.13-060 | 1.30-5.00
120416-MK 111 | 127 | 476 | 16 | 516 | 0.15-063 | 1.50-6.00 -
150612-MK 146 |15875| 635 | 12 | 635 | 0.20-0.70 | 1.80-7.00 EI“‘
150616-MK 142 |15875| 635 | 16 | 635 | 0.23-0.70 | 2.00-7.50 B
190608-MK 182 | 1905 | 635 | 08 | 7.93 | 0.31-0.75 | 2.30-9.50
190612-MK ® 178 | 1905|635 | 12 | 7.93 | 0.33-0.78 |2.50-10.00
190616-MK 174 | 1905 | 635 | 16 | 7.93 | 0.35-0.78 |2.70-10.00
SNMG 120408-RK | ® | 119 | 127 | 476 | 08 | 516 | 0.23-053 | 1.50-6.00
120412-RK |® ® | 115 | 127 | 476 | 12 | 516 | 0.28-053 | 1.80-6.00 .
120416-RK ® 111 | 127 | 476 | 16 | 516 | 0.28-053 | 2.00-6.00 T .
150612-RK 146 |15875| 635 | 12 | 635 | 0.20-0.70 | 1.80-7.00 Kj ¢ EI“‘
150616-RK 142 |15875| 635 | 16 | 6.35 | 0.23-0.70 | 2.00-7.50 ; n
190612-RK 17.8 | 1905 | 635 | 12 | 7.93 | 0.33-0.78 |2.50-10.00
190616-RK 174 | 1905 | 635 | 16 | 7.93 | 0.35-0.78 |2.70-10.00
TNMA 160404 ® o 155 9525| 476 | 04 | 381 | 0.05-0.30 | 0.50-3.50
160408 ® o 145 9525| 476 | 08 | 381 | 0.10-040 | 1.00-4.00 o
160412 ® 135 9525 | 476 | 12 | 381 | 0.10-050 | 1.50-4.50
‘ 160416 ® 126 9525 | 476 | 16 | 381 | 0.15-055 | 1.50-4.50 ,E} N E’d‘
220408 ® 200 | 127 | 476 | 08 | 516 | 0.15-0.40 | 1.50-5.00 | , L=
220412 ® 190 | 127 | 476 | 12 | 516 | 0.20-0.50 | 1.50-5.00 - L]
220416 ® 181 | 127 | 476 | 16 | 516 | 0.25-055 | 1.50-5.00
TNMG 160404-MP | ® 155 | 9525 | 476 | 04 | 381 | 0.05-0.30 | 0.90-3.50 &
A,
L]
TNMG 160404-MK | ® | 155 | 9525 | 476 | 04 | 381 | 0.05-0.30 | 0.90-3.50
160408-MK ® 145 9525 | 476 | 08 | 381 | 0.10-050 | 1.00-4.00
160412-MK ® 135 9525 | 476 | 12 | 381 | 0.12-060 | 1.20-4.50 E
220408-MK 200 | 127 | 476 | 08 | 516 | 0.21-0.50 | 1.30-5.50 i
220412-MK 190 | 127 | 476 | 12 | 516 | 023052 | 1.40-5.50 Lt
220416-MK 182 | 127 | 476 | 16 | 516 | 0.25-053 | 1.60-6.00
TNMG 160408-RK | ® ® | 145 | 9525 | 476 | 08 | 381 | 0.23-053 | 1.50-5.00 o
160412-RK | ® ® | 135 | 9525 | 476 | 12 | 381 | 0.28-0.53 | 1.80-5.00 v
A 160416-RK ® 126 9525 | 476 | 16 | 381 | 0.28-053 | 1.80-5.00 /% B
220408-RK ® 200 | 127 | 476 | 08 | 516 | 0.23-053 | 1.50-6.00 Z) Bl
220412-RK o 190 | 127 | 476 | 12 | 516 | 028053 | 180-600 | 1 | Lt
220416-RK ® 181 | 127 | 476 | 16 | 516 | 0.28-063 | 2.00-6.00
VNMG 160404-MP 156 | 9525 | 476 | 04 | 381 | 0.08-0.45 | 0.50-3.00
160408-MP | ® 146 | 9525 | 476 | 08 | 381 | 0.10-0.50 | 1.00-3.50
VNMG 160404-MK ® 156 9525 | 476 | 04 | 381 | 0.08-0.45 | 0.50-3.00 N
‘ 160408-MK | ® ® | 146 |9525 | 476 | 08 | 381 | 0.10-0.50 | 1.00-350 ﬁﬁ%“ o
160412-MK ® 131 9525 | 476 | 12 | 381 | 0.20-050 | 1.50-4.00 séf\ — A

@ Stock item
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Stock items (Negative)

Coated Dimensions (mm) Cutting conditions
o
Type Designation 5 5 Figure
" ° g 1 d vt r (mn:r/lrev) (n?n")n) °
Zz 2
WNMA 60408 ® | 6.1 |9525 | 476 0.8 3.81 | 0.08-0.30 | 0.80-2.50
60412 6.0 | 9525 | 4.76 1.2 3.81 | 0.13-0.60 | 1.30-3.00 hvd
80404 ® 84 12.7 | 476 04 516 | 0.15-0.60 | 1.00-5.00 & .
: 80408 ® 83 12.7 | 4.76 0.8 516 | 0.15-0.60 | 1.00-6.00 } ‘ Lo
80412 ® 82 | 127 | 476 | 12 | 516 | 0.150.70 | 1.50-6.00 — L1
80416 8.1 12.7 | 476 1.6 516 | 0.25-0.70 | 1.80-6.00
WNMG 060408-MP | @ 6.1 | 9525 | 4.76 0.8 3.81 | 0.08-0.30 | 0.80-2.50
080404-MP 8.4 12.7 | 4.76 0.4 516 | 0.10-0.45 | 1.00-3.00
é 080408-MP 8.3 127 | 476 0.8 516 | 0.10-0.50 | 1.00-3.50
080412-MP 8.2 12.7 | 4.76 1.2 516 | 0.10-0.50 | 1.00-4.00
080416-MP 8.1 12.7 | 476 1.6 516 | 0.13-0.50 | 1.20-4.20
WNMG 060408-MK ® @ | 6.1 | 9525 4.76 0.8 3.81 | 0.08-0.30 | 0.80-2.50
080404-MK ® | 84 12.7 | 4.76 04 516 | 0.10-0.45 | 1.00-3.00
; 080408-MK ® | 83 127 | 476 | 08 | 516 | 0.10-0.50 | 1.00-3.50
080412-MK ® | 82 127 | 476 1.2 516 | 0.10-0.50 | 1.00-4.00
080416-MK 8.1 12.7 | 476 1.6 516 | 0.13-0.50 | 1.20-4.20
WNMG 080404-RK ® | 84 12.7 | 476 04 516 | 0.23-0.50 | 1.50-6.00
080408-RK |® @ | 833 12.7 | 4.76 0.8 516 | 0.23-0.53 | 1.50-6.00
080412-RK (@ e | 382 127 | 476 1.2 | 516 | 0.28-0.53 | 1.80-6.00
080416-RK ® 79 12.7 | 476 1.6 516 | 0.25-0.60 | 2.00-6.00
®: Stock item
Stock items (Positive)
Coated Dimensions (mm) Cutting conditions
o
Type Designation = B Figure
"’ ’ g 1|4t ra (mn:r/‘rev) (na‘:?n) °
Zz 2
CCMT 060204-C25 | ®@ ® 60 | 635 | 238 | 04 2.8 | 0.05-0.15 | 0.60-2.30
060208-C25 ® 60 6.35 | 2.38 0.8 2.8 | 0.08-0.18 | 1.00-2.50 .
09T304-C25 | ®@ @ 92 | 9525 | 397 0.4 44 | 0.08-0.25 | 0.80-3.00 T
Q 09T308-C25 | ®@ @ 388 | 9525 | 397 0.8 44 | 0.10-0.30 | 1.00-3.00
120404-C25 ® @ | 125 | 127 | 4.76 04 55 | 0.10-0.32 | 0.80-3.00
120408-C25 © @ 121 12.7 | 4.76 0.8 55 | 0.12-0.36 | 1.00-3.50
120412-C25 e 121 12.7 | 4.76 1.2 55 | 0.12-0.36 | 1.40-3.80
CCMT 060204-MP ® 60 6.35 | 2.38 0.4 28 | 0.05-0.15 | 0.30-1.50
060208-MP ®| 58 6.35 | 2.38 0.8 28 | 0.07-0.15 | 0.50-2.00
09T304-MP ® @ | 92 9525 | 397 | 04 4.4 | 0.08-0.25 | 0.50-2.50
09T308-MP |®@ @ 388 | 9525 | 397 0.8 44 | 0.10-0.30 | 0.50-2.50
120404-MP ® 125 | 127 | 476 0.4 55 | 0.10-0.30 | 0.50-3.50
120408-MP (@ @ | 121 12.7 | 4.76 0.8 55 | 0.15-0.35 | 0.80-3.50
DCMT 070204-C25 ®| 73 6.35 | 2.38 0.4 28 | 0.06-0.17 | 0.50-2.30
070208-C25 ® 73 | 635 |23 | 08 2.8 | 0.08-0.23 | 1.00-2.30
‘ 11T302-C25 114 | 9525 | 3.97 0.2 4.4 | 0.08-0.30 | 0.40-2.00
11T304-C25 ® @ | 112 | 9525 | 3.97 0.4 44 | 0.08-0.30 | 0.80-3.00
11T308-C25 ® @ | 10.8 | 9525 | 3.97 0.8 44 | 0.10-0.30 | 1.00-3.00

14 1 NC6310/NC6315
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Stock items (Positive)

‘ Coated Dimensions (mm) Cutting conditions
o
Type Designation o Figure
" ° gg 1 d t r (mn:r/lrev) (n?;) °
2 2
DCMT 070204-MP 73 | 635 | 238 | 04 | 28 |006-0.17 | 0.20-2.30
11T304-MP | ® ® | 112 | 9525 | 397 | 04 | 44 | 0.08-0.20 | 0.50-2.30 -
o 11T308-MP |® | 108 | 9525 | 397 | 08 | 44 | 0.10-0.30 | 0.50-2.30 —%"
'
RCMX 1003M0 e - | 100|318 - 36 | 0.25-050 | 1.50-4.00
1204M0 o - | 120|476 | - 4.2 | 0.30-0.60 | 2.50-5.00

° 1606M0 e - | 160|635 | - 52 | 0.40-0.70 | 3.00-7.00 @ o
2006M0 o - | 20|63 | - 65 | 0.48-0.90 | 350-9.00 7
2507M0 o - | 250|794 | - |72 |0551.20 |4.00-12.00 : L
3209M0 e - | 320|952 | - | 955 |065-150 500-15.00

SCMT 09T304-C25 ® 91 |9525| 44 | 04 | 44 |008-0.25 | 0.60-3.00 :

e 09T308-C25 |® ® | 87 |9525| 44 | 08 | 44 | 010-0.30 | 100300 2~ . +.
120404-C25 e 123 | 127 | 55 | 04 | 55 | 010035 | 0.80-3.00 N\ =
120408-C25 ' ® ® | 119 | 127 | 55 | 08 | 55 | 0.12:0.38 | 1.20-3.80 ! |+

SCMT 09T304-MP ® o1 |9525| 44 | 04 | 44 | 005025 | 0.30-2.80 ;
09T308-MP ®| 87 |9525| 44 | 08 | 44 |0.10-0.30 | 0.50-2.80 %@[d e
120408-MP e 119 | 127 | 55 | 08 | 55 |0.15-0.35 | 0.80-3.50 i\gﬁ 7’:}#
I—— N
TCMT 090204-C25 ® 86 | 556 | 238 | 04 | 25 | 006018 | 0.40-2.50
090208-C25 ®| 76 |55 | 238 | 08 | 25 |0.08025 080250 &

A 110204-C25 ® 100 | 635 | 238 | 04 | 28 |006-0.20 | 0.60-2.50 ,
110208-C25 ® 00 | 635|238 | 08 | 28 | 008025 | 080-2.50 @ o
16T304-C25 e 155 9523 | 397 | 04 | 44 | 008028 | 0.80-3.00 L] Al
16T308-C25 ® | 145 | 9523 | 397 | 08 | 44 |0.10-0.30 | 1.00-3.00

TCMT 090208-MP 76 | 556 | 238 | 08 | 25 |008-0.25 | 0.80-2.50
110204-MP 100 | 635 | 238 | 04 | 28 | 0.06-0.20 | 0.60-2.50

A 110208-MP 90 | 635 | 238 | 08 | 28 | 008025 | 0.80-2.50
16T304-MP ® 155 9523|397 | 04 | 44 | 008020 | 0.30-2.50
16T308-MP | ® ® | 145 | 9523 | 397 | 08 | 44 | 0.10-030 | 0.50-2.50

TPMR 110308-M e 90 | 635 | 318 | 08 - 0.13-0.30 | 1.00-3.00
A 160304-M ® 155 9525 | 318 | 04 -1 0.10-025 | 1.00-5.00
160308-M ® 145 9525 | 318 | 08 - 013030 | 1.00-5.00
VBMT 160404-MP | ® 156 | 9525 | 476 | 04 | 44 | 008-0.18 | 0.30-2.00
o 160408-MP | ® ® | 146 | 9525 | 476 | 08 | 44 | 0.10-023 | 0.50-2.30
VCMT 160404-MP ® 156 9525 | 476 | 04 | 44 |0080.18 | 0.30-2.00
o 160408-MP ® | 146 |9525| 476 | 08 | 44 |0.10-023 | 050-2.30
®: Stock item
Stock items (Multi Turn)
‘ Coated Dimensions (mm) Cutting conditions
o
Type Designation = Figure
" ° g <E.3> ! g t r di (mnf:/‘rev) (r:rpin) °
=z 2
QCMT 050204-CM ® 50 | 54 | 21 | 04 | 23 | 005017 | 0.50-2.80
060204-CM ® 60 | 64 |238| 04 | 25 | 0.06-0.18 | 0.60-3.20 :

9 070304-CM e 70 | 74 | 318 | 04 | 28 | 008019  0.80-350 1 Nl | o
080304-CM ® 80 | 84 | 318 | 04 | 34 000023090390 == b
170508-CM ® 167 | 175 | 556 | 08 | 55 | 0.17-0.35 | 2.00-5.00

®: Stock item
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Stock items (KGT, MGT)

Coated Dimensions (mm) Cutting conditions
n
Type Designation = Figure
" ° gg b r 1 d (mn:rllrev) (;pm) °
2 2

KGMN 150-015-T e 15 | 015 | 16 | 12 -1 002:0.10 -
200-02-T e 20 | 02 | 20 | 17 - | 005012 .
300-02-T e 30 | 02 | 20 | 23 - 005012 -
300-04-T e 30 | 04 | 20 | 23 - 005015 -
400-04-T e 40 | 04 | 20 | 33 - | 007-0.18 -
400-08-T e 40 | 08 | 20 | 33 - | 007020 .
500-04-T | 50 | 04 | 25 | 41 - | 0.10-0.18 -
500-08-T e 50 | 08 | 25 | 41 - 1 0.10-022 .
600-04-T e 60 | 04 | 25 | 51 - 1010020 -
600-08-T e 60 | 08 | 25 | 51 - 010024 .
800-08-T e 30 | 08 | 30 | 61 - | 012024 -

KRMN 200-C e 20 | 10 | 20 | 17 - 003013 . g
300-C 30 | 15 | 20 | 22 - 1003015 - b
400-C ®| 40 | 20 | 20 | 32 - 010025 - N
500-C e 50 | 25 | 25 | 40 -1 0.10-025 - m @
600-C e 60 | 30 | 25 | 50 - 010025 . -l
800-C e 80 | 40 | 30 | 60 - 010025 -

MGMN 300-M ® 30 | 02 | 21 |23 | - |005012 - d
400-M e 40 | 04 | 21 | 33 - | 007018 - @éﬁ@@
500-M ® 50 | 08 | 26 | 41 - |0.10-0.18 8 kﬁ !
600-M e 60 | 08 | 26 | 50 - 010020 - m< E

-
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®: Stock item
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