B Turning Chip Breakers

Recommended chip breaker for workpiece
H . Workpiece
Materials : 1010, 1015, 1025, 8615, 5120, 4130 I;
Hardness : under 180HB
Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed Moo 35°
(inch) (sfm) | <20 6\ | = | L
1| 0.008 ~ 0004~ | NC3010 | 990
= IS l_\/_/_ ooos | NC3220 | 000
= ~0059 : CN1000 | 891
4 fnishing ~0.014 | cn2ooo | 858
=
0.020 ~ 0.002 ~ NC3010 | 1023
0.039 NC3120 | 891
0.006
~0.059 l\/_/_ NC3220 | 1023
finishing ~0.014 | NC5330 | 759
0.020 ~ 0006~ | NC3010| 990
0.039 NC3220 | 825
0.008
~0.079 [\/_ CN1000 | 755
finishing ~0016| cn2ooo | 656
0.020 ~ 0005~ | NC3010 | 957
0.059 ooto | NC3220 | 825
;0.138 : NC3120 | 825
medium to ~
finishing 0.018 | NC5330 | 660
0.031~ 0004~ | NC3010 | 990
0.059 l\/ ooos | NC3120 | 750
~0.138 : NC3220 | 759
ol ~0.016 | NC9025 | 594
NC3010 | 891
0.039~ 0004~ | NC3120 | 750
0.098 |_\_,_/— ooto | NCa220 | 750
~0.197 : NC3030 | 693
medium ~0.020
machining NC5330 660
CN2000 726 p. B44 p. B47
0.098 ~ 0010~ | NC3010 | 495
0.157 NC3120 | 429
~0276 I_\f 0018 | Ncazeo | 429
roughing ~0.026 | NC3030 330
0.236 ~ 0028~ | NC3010 | 165-825
0.394 ooag | NC3030 | 165~495
~0.591 : NC500H | 165~495
o ~0.055 | NC5330 | 165~495
i 0030~ | NC3010 |165-825
- 0.660 oouy | NC3030 | 165-495
( Heavy : NC500H | 165~495
High feed ~0.063
citting) NCS330 | 165~495 pryrr b, 533
®:The first recommended cutting condition




Turning Chip Breakers B

Recommended chip breaker for workpiece

H . Workpiece
Materials : 1010, 1015, 1025, 8615, 5120, 4130 |;
Hardness : under 180HB

Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed Moor 35°
(inch) (stm) | <0 6 L= | fw
VL NC3010 | 957 Neelis DCMT SCMT TC(P)MT VC(B)MT
0.004 ~ 0002~ |NC3220 | 825 '
0.020 ooos | NC8120 | 825 4
~0.039 ‘ ' NC5330 | 660 S
finishing ~0.008 | cN1000 | 787
CN2000 | 722 p. B50 p. B53 p. B55 p. B59 p. B65
VF NC3010 924 CCMT DCMT SCMT TCMT VCMT
NC3120 | 825
0'20;28 . 0020~ | nc3zeo | 825
! Y\/_ 0006 |NC5330 | 825
~0.059 ) 5 ~0010 | CC105 | 858
finishing CN1000 | 792
CN2000 | 759
0020 NC3010 | 858
'0 059 0.003 ~ NC3120 759
: oo0s | NCB220 | 759
~0.138 : NC5330 | 660
medium to ~0.016
finishing CN1000 | 792
CN2000 759 p. B50 p. B53 p- B55 p. B59 p- B64
NC3010 825 CCMT DCMT SCMT TCMT
0'8357; 0004~ |NC3120 | 726
: NC3220 | 726 /‘7 @
~0.118 Y;/_ 0010\ Ncsaso | 660 O
medium ~0014 | cN1000 | 792
machining
CN2000 759 p. B50 p. B54 p. B55 p. B59

®: The first recommended cutting condition




B Turning Chip Breakers

Recommended chip breaker for workpiece
. . Workpiece
Materials : 1045, 1049, 4140, 1522 I;
Hardness : under 180~260HB
Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed
(inch) (sfm)
o 022003; 0002~ |NC3010 | 726
= e l\/_/_ 0006 [NC3220 | 660
= -~
SN finishing ~0.014 | NC3120 627
D
— 0020~ 0006~ |NC3010 | 990
0.039 NC3220 | 825
~0.079 [\/_ 0008 oNtooo | 785
finishing ~0.016 | cN2o00 | 656
0.020~ 0005~ | NC3010 | 957
0.059 oot0 | NCa220 | 825
e 01 128 : NC3120 | 825
ledium to ~
finishing 0018 | cNs330 | 660
0.039 ~ NC3010 | 660
0.098 0004~ INcatzo | 56
~0.197 r"_/_ 0010 |NC3220 | 594
. NC3030 | 495
medium ~0.002
machining CN2000 561
0.098 ~ 0,010~ Eggnz g 561
0.157 495
01
~0.276 I_\A/_ 0018 | Ncazoo | 405
roughing ~0.026 | NC3030 | 429
0.236 ~ 0028~ | NC3010 [165-825
0.304 ooz | NC3030 | 165495
~0.591 : NC500H | 165~495
oty ~0.085 | NC5330 |165~495
026~ 0030~ | NC3010 |165~825
~0.669 0047 | NC3030 |165~495
Heavy [-R ' NC500H | 165~495
(High feed ~0.063
iy NC5330 | 165~495 s —
- NC3010 | 957
0.004 0002~ |NCa220 | 825
0.020 0ooa |NCB120 | 825
~0.039 : NC5330 | 660
e ~0.008 | CN1000 | 787
Finishing CN2000 | 722 p. B50 p. B53 p. B55 p. B59 p. B65
NC3010 | 924 heelis DCMT SCMT TCMT VCeMT
0.004 ~ 0002~ |NC3120 | 825
0,020 i NC3220 | 825 f J—
: 0006 |NC5330 | 825 1O) / A0
~0.059 CC105 | 858 J =2
finishing ~0010 | cN1000 | 891
CN2000 | 858 p. B50 b p. B55 p. B59 p. B64
0020 ~ NC3010 | 726 heeicllows DCG(M)T SCG(M)T TCG(M)T VCG(M)T,
oo 0003~ |NC3120 | 627 —
: NC3220 | 627 =y’
~0138 T/_; 0008 | NC5330 | 594 K //
finishing ~0016|CC105 | 858 _
CN1000 | 660 EYEE3
CCMT DCMT
0.039 ~ NC3010 | 660
0079 0004~ |NC3120 | 561 _
: NC3220 | 594 @ 7
~0m8 V‘/_ 0010 INCaoso | 495 O
medium ~0.014 | CN1000 561
machining CN2000 | 528
p. B50 p. B54 p. B55 p. B59

®:The first recommended cutting condition




Turning Chip Breakers B

Recommended chip breaker for workpiece
H . F2 D H I Workpiece
Materials : 4320, 4340, 5140, F2, D3, 4140, Hardened stee
Hardness : 260~350HB P
: Insert sh.
Depth of Feed Cutting sert shape
cut C/B Cutting edge (ipr) Grades | Speed Loor 35°
(inch) (sfm) | <& 60 = | L
o 0.020 ~ 0003~ | NC3010| 429
= o'giig l\/_/_ 0006 | NC3220 | 363
o] ~- NC3120
‘=] finishing ~0.012 363
[}
o 0020~ 0006~ | NC3olo| eg0
0.039 NC3220 | 825
~0.079 [\/_ 0008 | o000 | 756
finishing ~0.016 | cN2000 | 656
0'(())285; 0005~ | NC3010 | 957
: |\/ 0ofo | NC3220 | 825
~0.138 : NC3120 | 825
Medium to ~0.018 | CN5330 660
finishing
0.039 ~ 0004~ | NC3010 | 429
0.098 |_\_,_/— oofo | NC3120| 380
y 0.1 ?7 : NC3220 | 363
medium to ~
roughing 0.002 | cNz000 | 297
0.098 ~ 0010~ |NC3010 | 330
0.157 NC3120 | 297
~0.276 r\f 0014\ Ncagoo | 207
roughing ~0.024 | NC3030 | 264
0236 ~ 0028~ | NC3010 [165-825
0.394 0ogo | NC30B0 | 165~495
~0.591 ' 055 NC500H | 165~495
Heavy ~0.
(General) NC5330 | 165~495 p. B22 p. B33
0.276 ~ CNMM SNMM
s 0030~ | NC3010 | 165~825
~0.669 NC3030 | 165~495 E
0.047
[T s agne O
(High feed ~0.063
e, NC5330 | 165~495 pmmrenr—vrs —
NC3010 957 CCMT DCMT SCMT VC(B)MT
0.004 ~ 0002~ | NC3220 | 825
0.020 000s | NC3120| 825
~0.039 : NC5330 | 660
L ~0.008 | CN1000 656 -
Finishing CN2000 | 591 p. B50 p. B53 p. B55 p. B65
NC3010 | 924  |eiedliis DCMT SCMT VCMT
0.004 ~ 0.002~ | NC3120 | 825
0.020 Y\/_ 0.006 ”83%8 ggg
~0.059 ~0010| CC105 | 858
finishing CN1000 | 825
CN2000 | 792 p. B50 p. B53 p. B55 p. B59 p. B64
CCG(M)T, SCG(M)T,
0.020 ~ 0.003 ~ NC3010 429 () ()
0.059 NC3120 | 363
~0.138 T/_; 0008 | \caooo | 396
finishing ~0016| cc105 | 396
NC3010 | 363
0.039 ~
0075 0004~ |NC3120| 330
: NC3220 | 330 —~
~0.118 Y‘/_ 0010 Ncaozo | 297
medjum ~0.014| CN1000 | 330
machining CN2000 | 207
p- B50 p- B54 p- B55 p- B59

®: The first recommended cutting condition




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials : 304, 316, 430, 630 Workpiece
Ferrite, austenite, martensite, precipitation hardening stainless steels M
Hardness : 135~300HB Stainless steel

Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed
(inch) (sfm)
o 0.039~ HS 0.004 ~ PC8110 | 924
4| 0098 |—\_,_/—~ 0010 | NC9025 | 660
= 0157 ’ PC5300 | 528
IS medum ~0016| pcoozo | 396
[
- 0.079~ 0008~ | PC8110 | 825
0.177 |__,_/— 0016 |NC5330| 594
~0.256 ' PC5300 | 495
roughing ~0.024 PC9030 | 396
0.020 ~ PC8110 | 825
0.002 ~
0-0551357 0008 | NC9025 | 594
~ ‘ PC5300 | 495
Mﬁ?‘cijgm gto ~0.016| pcgozo | 396
0.039 ~ 0,004~ PC8110 924 CNIEIIG ) DNMG SNMG TNMG VNMG WNM/G\
0079 NC9025 | 660 . ——>| /2
0.010 S0
~0177 aoia| e | 528 @ e) £
; ~0.01 L }
Medium PC9030 | 396 p. B21 p. B26 p. B32 p. B39 p. B43 p. B48
NC3010 | 924
0.004 ~ _  |NC3120| 825
0,020 0.002 NC3220 | 825
: 0006 |NC5330 | 825
~0.059 CC105 | 858
finshing ~0.010 | cN1000 | 891
CN2000 | 858 p. B50 p. B53 p. BSS p. B59 p. B65
PC8110 825 CCMT DCMT SCMT TCMT VCMT
0.020~ 0004~ |NC2025 | 660 .
0.059 o008 | PCB300 | 594
~0.118 S : PC9030 | 495 @
rr;;(li;ﬁm gto ~0.012 | CN1000 858 —
CN2000 792 p- B50 p. B53 p. B55 p. B59 p. B65
PC8110 825 CCMT DCMT SCMT TCMT
0'032;9 0004~ |NC9025 | 660
- PC5300 | 561 ~V/
~0.118 ﬁ/_ 0010 Tpcgozo | 462
mﬂiﬁ:ﬂi’ﬁg ~0.014 | CN1000 | 495
CN2000 | 429 NB50 === T PYeE

®:The first recommended cutting condition




Turning Chip Breakers B

Recommended chip breaker for workpiece

H . . - " - W k i
Materials : No208B, No55B, 60-40-18, 80-55-06, etc : Gray cast iron, Ductile cast iron OTPIEcE
Hardness : 135 ~185HB K
Tensile strength : 450N/mm? Cast iron

Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed ‘ Moor 35°
i ‘w 66 :
(inch) (sfm) %<> /80
o . C/B None KB410 495 ~ 660 CNMA DNMA SNMA TNMA
> hall 0002~ |KB350 | 660~1650
= 0.098 0004 | KBB70 | 1650~6600 g O
=1] ~0.236 ) NC6205 | 825~ 1485
é’ roughing ~0.024 ING6210 | 660~ 1155
NC315K | 495 ~990
p- B18 p. B29 p. B36
0.020 ~ CNMG SNMG TNMG
0.079 0.008~ | NCB205 | 1320~1485
~0.138 |_\/_ 0014 |NC6210 | 9901520 @ @
medium to ~0.024 |NC315K | 495~825
finishing b
0.039 ~
0.098 0006~ | NC6205 | 1485~1815
~0.157 r"_/_ 0.012  |NC6210 | 1155~1485
medium ~0.020 | NC315K | 660~825
machining
0.039 ~
0.118 0008~  |NC6205 | 1485~1815
~0477 r;/_ 0014 |NC6210 | 1551485
medium to ~0.020 | NC315K | 660~825
roughing
0.039 ~
0.098 0006~ |NC6205 | 1485-1815
~0.197 r\_/_ 0010 |NC6210 | ti55-1485
medium to ~0.020 |NC315K | 660~825
roughing
O'AZ%E 0.012~ . o
~0.394 |'\/— o002 |NCE210 | 8
h NC315K | 495
eavy ~0.043
roughing .
0.020 ~
0.059 0003~ | NC6205 | 825
~0.138 ‘ 0.008 NC6210 | 795
medium to ~0.016 | NC315K | 660
finishing
0.039 ~
0.079 0004~ | NCB205 | 825
~0.138 V;/_ 0010 | NCe210 | 795
medium ~0.016 | NC315K | 660
machining

®: The first recommended cutting condition




B Turning Chip Breakers

Recommended chip breaker for workpiece

Materials : Aluminum alloy Workpiece
Hardness : 20~110HB N

Aluminum alloy

Depth of Feed Cutting Insert shape
cut C/B Cutting edge (ipr) Grades | Speed
(inch) (sfm)
- |HA
o B 0.004 ~
g 0.079
= ~0.236 - 0.008 Ho1 1650
(1] medium
‘=7 machining ~0.020
[}
=
O-g%‘gg 0.001 ~ Ho1 | 3300
~0.157 0.008 ND1000 | 3300
medum gto 0016 | PD1000 | 3300
0.020 ~
0.059 0.002~ HO1 3300
~0.157 0012 |ND1000 | 3300
medium ~0.020 | PD1000 | 3300 -
machining p. B68 p. B69 p. B71 p. B72 p. B73 p. B70

®:The first recommended cutting condition

Recommended chip breaker for workpiece

. Workpi
Materials : Copper Bronze alloy °“'\‘i'e°e
Hardness : 20~110HB
Aluminum alloy
Depth of Feed Cutting Insert shape
cut C/B Cutting edge > Grades | Speed i 35°
. ipr : 90 \
(inch) Lol ) | <> B\ | >
0020~ |HA
<y 0079 0.004~
= ~o0.157 — 0.008 Hot1 | 3300
(1] di ~
[=2) g:at:?nri'; 0.020
D
=
AK CCGT DCGT SCGT TCGT VCGT RCGT
0.004 ~ Roir 0.001 ~
0.039 M
~0.118 0.008 Ho1 3300
ivehing ~0012
p. B73 p. B70
0.020 ~ VCGT RCG
v 0.002
~0.118 0010 HO1 3300
o
machinin ~0016 p. B73 p. B70

®:The first recommended cutting condition




Recommended chip breaker for workpiece

Turning Chip Breakers B

= A = A = Workpiece
Materials : Inconel, Nimonic, Stellite, Ti alloy S
Hardness : 160~350HB Heat rclesistant
E
. Insert shape
Depth of Feed Cutting P
cut C/B Cutting edge (ipr) Grades | Speed
(inch) (sfm)
0.059 ~
o118 0006~ | pcg110 | 264
= 0217 I_\‘/_ 0012 | NCoo25 | 165
S medium to ~0.020| PC5300 | 99
b1 roughing
< 0.079~
0177 0.008~ PC8110 264
~0.236 r‘—’_/_ 0016 | NC5330 | 165
medium to ~0.024 | PC5300 99
roughing
0'%032; 0002~ | pcgiio | 198
0,059 0004 |PC5300 | 165
’ ~0.008 | NC5330 165
Finishing .
0.020 CNMG DNMG SNMG TNMG WNMG
. ~ 004 ~ q
0.059 0.00 PC8110 | 198
~0.157 ~ 0008 | PC5300 | 165
Medium to ~0.016 | NC5330 165
finishing
0'%327; 0004~ | pcsi10 | 198
0177 — 0.010 | PC5300 | 165
’ ~0.018| NC5330 | 165
Medium
0.004 ~ 0002~ |pcgiio | 264
0'%2859 T/_; 0006 |NC9025 | 165
finishing ~0010 | PC5300 | 99
0.020 ~ PC8110 264
0.004 ~
0.059 ooog | NC9025 | 165
~0.118 \ : PC5300 | 198
medium to ~0.012
finishing PC9030 | 99
0.039 ~
0.059 0006~ |pcgiio | 264 _
~0.118 V;/_ 0010 |NC9025 | 165
medium ~0.014 | PC5300 99
machining p. B50 p. B54 p. B55 p. B59

®: The first recommended cutting condition




